Crp. CTp.
T576 g ies T578 g igs ‘
8 R 3
- o o
n . I T:'
8 8 9
®
T 576W.. T 576XLZ .. T578W .. 12
. SP..0603 h=4,0
@Jh 45 Sp09T3 h=58
SP..1204 h =80
Crp.
T516 B 167 ‘
g 9 N
1 ' '
8 - & 5
n "
a [a)
Q Q
| A~ Mo
Yo ‘V a5° y 3
T516.45 .. T516.60 ..
T516.30 . T 5165XLZ.4 .. T 516XLZ.60 ..
A0\ 30° TC..1102 h =6,9/9,0
@7 h |480TC.16T3  h=73130
TC..2204 h =138

CTp.
T518.4 57

4,9-238

@D

7,8-27.2

@D

T518..11.3 T518..16.3

T518 ..12.4

@71&’ 80°
7

TC.1102| /AN A s
TC..16T3 @T_\ SC.1204

Crp. C1p.
1513 510 1514 ;.5 ‘
[ T ] i
8 S
AN .
& Ty
T 513.45W-0-16 T 514.45W-0-12

ANgse TC..16T3 @4 43° SC..1204
h h =10 h h=78
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TopueBble dpesbl (45°) )

Face milling cutters (45° )
reosming el TFGtoals

Fraises a surfacer (45°) X engineering
Y, 012 T 309WF .. 09 Y, +12° TMF2
Y, -11°1-6,5° Y, -65°-6°
y; o T 309GW .. 09 on ao)ee
SO 6462 SDHT 0903 A
-TM1 | —
A B
| |
% ‘ SDNT 0903
TM4
SDKT 0903
TM6
SDEX 0903
TM8
L H
4\45"
MIACTUHbI -
© INSERTS
CTP. B 267

el

h Z

T 306W 006 - 09 6 16 14,2 80 4 32 32 10,5° 1 0,12 12+15 - 0903 123006 5608 =

T 306W 012 - 09 12 16 20,2 80 4 32 32 3° 1 0,13 12+15 —

T 306W 016 - 09 16 20 24,2 90 4 40 40 28,5° 2 0,19 12+15 — 0903 123008P 5608 =

T 306W 020 - 09 20 20 28,2 90 4 40 40 19,5° 3 0,20 12+15 —

T 306W 025 - 09 25 25 33,2 100 4 44 44 13,5° 4 0,35 12+15 —

T 306W 032 -09 32 25 40,2 95 4 39 39 9,5° 5 0,36 12+15 —

T 309W 032 -09 32 16 40,2 40 4 — — 9,5° 3 0,19 1215 A 0903 123008P 5608P VBSF08C|
T 309W 040 - 09 40 16 48,2 40 4 - - 7° 4 0,26 12+15 A

T 309W 050 - 09 50 22 58,2 40 4 - - 5,5° 6 0,37 12+15 A 0903 123008P 5608P VBSF10
T 309W 063 - 09 63 22 71,2 40 4 - - 4° 8 0,55 12+15 A

T 309W 080 - 09 80 27 88,2 50 4 - - 3° 10 1,09 12+15 A 0903 123008P 5608P VBSF12
T 309W 100 - 09 100 32 108,2 50 4 - - 2,5° 12 1,74 12415 A 0903 123008P 5608P AL16x35
T 309WF 032 - 09 32 16 40,2 40 4 - — 9,5° 5 0,19 12+15 A 0903 123008P 5608P VBSF08C|
T 309WF 040 - 09 40 16 48,2 40 4 — — 7° 6 0,26 12+15 A

T 309WF 050 - 09 50 22 58,2 40 4 — — 5,5° 8 0,36 12+15 A 0903 123008P 5608P VBSF10
T 309WF 063 - 09 63 22 71,2 40 4 — — 4° 10 0,55 12+15 A

T 309WF 080 - 09 80 27 88,2 50 4 — — 3° 12 1,20 1215 A 0903 123008P 5608P VBSF12
T 309WF 100 - 09 100 32 108,2 50 4 — — 2,5° 14 1,76 12+15 A 0903 123008P 5608P AL16x35
T 309GW 063 - 09 63 22 71,2 40 4 — — 4° 5 0,60 12+15 A 0903 123008P 5608P VBSF10
T 309GW 080 - 09 80 27 88,2 50 4 — — 3° 6 1,06 1,2+15 A 0903 123008P 5608P VBSF12
T 309GW 100 - 09 100 32 108,2 50 4 — — 2,5° 7 1,71 12+15 A 0903 123008P 5608P AL16x35

— Sy = “

W = OTBEPCTWE A/ COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
G = KPYTMHbLIV WAT - LARGE TEETH DISTANCE - NORMALE ZAHNTEILUNG - GRANDE DISTANCE DENTS.
F = MEJNKUI AT - FINE PITCH - FEINE ZAHNTEILUNG - PAS FIN
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v«'\

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

E3 engineering

HT | HW HC
o TB. CTIABbI TB. CIMJ1ABbI C MOKPLITUEM
BbICTPbIX BbIBOP Mpourocts + g penowm COATED GRADES
=
QUICK PICK Toughness g | oo RECOUVERTS
Ctp. B 238
Pl M[KI[N g HlE 8 | BE 8
K HEENE 2 o
o'u FIM|R|F [M[R|F|M|R|F |M|RI|F |M|R|F MR |O o) oo O I d S dl r a
SDHW 0903 AESN .TMF2 e|o [ 952]952]32|34] - | 15
SDHT 0903 AESN .TM1 olo|o|e]e]o e|e|o [] 95295232 [34] - | 15
SDNT 0903 AESN .TM4 oe|e oofe ] 952]952] 32 34| - | 15
ole|e [
SDKT 0903 AESN .TM6 ole|e|o]olo|e|o]|o ] 95295232 |34 ] - | 15
SDEX 0903 AEFN .TM8 ole [ 95295232 [34] - | 15
C MOJAYEN COX - WITH COOLANT SUPPLY ,f o ®|0 o
BE3 MOAAYM COX - WITHOUT COOLANT SUPPLY gin|e| |O ole o
| E
MATEPUATbI - MATERIALS 32';-3 LS 20 Mm Ve mimun Ctp. B 254
m
Ctp. H45 GR. HRC2) E M R | DC61 | P1040 | U3105 | C518M | C533
HENETUPOBAHHAS CTAJTb - NOT ALLOY STEEL 15 125-300 01 | 02 260 | 260 350 | 275
P HU3KOETVIPOBAHHAA CTATIb - LOW ALLOY STEEL 6-9 180350 | 0,08 | 0,15 250 | 220 270 | 210
NETUPOBAHHAS CTATIb - ALLOY STEEL 10-11 200325 | 0,08 | 015 250 | 175 200 | 160
MAPT. HEPXKABEIOLLIAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,06 0,12 230 110 180 100
M | AYCT. HEPXKABEIOLUAR CTATIb - STAINLESS STEELAUST | 14.1-14.2 | 180-230 | 0,06 | 0,1 200 | 240
CEPbII YYTYH - GREY CAST IRON 15-16 180260 | 0,12 | 0,25 280
|K | IUAPOBUAHDIN FPAOUT - SPHEROIDAL GRAPHITE 17-18 160-250 01 | 02 230
KOBKHIi 4YrYH - MALLEABLE CAST IRON 19-20 130-230 01 | 02 200
ATTIOMUHMI - ALUMINIUM 2125 60-130 0,06 | 0,15 | 0,25 950
N [MEfb - COPPER 26--28 90-110 0,06 | 0,12 0,2 475
TNACTHK - PLASTICS 29-30 / 0,06 | 012 | 02 950
KAPOTPOYHBIE CTINIABDI - HIG. TEMP. ALLOY 3135 200-320 | 0,05 | 0,08 85
TUTAH - TITANIUM 36-37 400-1050" | 0,05 | 0,08 60
3AKANEHHAA CTATb - HARDENED STEEL 38-41 45-60"
{ 0,5-1 0,2 0,1 0,05
Ve - 1000 ae/D %| 200 % | 59
n = ——— =06/MuH (MVIH']') @D ae 50-100% | 20% 10% 5%
@D - 3,14 4{ Ve Vc (min)--------.Vc(max)
fz =fz0 - Kae =mm Ctp.B254 | R M F
ae/D 0,5-1 0,2 0,1 0,05 | 0,02
=1Z"Z=mm - ( o o ) )
50-100% | 20% 10% 5% 2%
Vf=fz-z-n =mmmun Kae 1 1,1 1,2 1,3 | 15
F  =UMCTOBAS, NEMKAS OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPEOHSISA, OBLIASt OBPABOTKA - MEDIUM MACHINING, GENERIC
R =YEPHOBAS, TSXKENASI OBPABOTKA - ROUGHING, HEAVY MACHINING

V¢ = m/mun CKOPOCTb PE3AHUSA - CUTTING SPEED

n  =o6/MuH (MVIH‘]') KONNYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz = wmm MOOAYA/3YE - TOOTH FEED

fn = mm MOOAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mMun CKOPOCTb MOJAYM - FEED SPEED

Kae = MOMPABOYHbIN KOSOOULIMEHT - CORRECTION FACTOR

I
M B HANVYMM - IN STOCK - LIEFERBAR - DISPONIBLES O 1O 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®® PEKOMEHAOBAHHOE MPVMEHEHVE - RECOMMENDED APPLICATION OO BO3MOXHOE MPVMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 159




TopueBble dpesbl (45°) )

F illi t: 45° ,
recsrang il PCtools,

Fraises a surfacer (45°) X engineering
T 338 ..13 @ 50-315 1SO 6462 ... fgIvETE3X ’
T 338F .. 13 Y, +20°7+225° % E TSE2
15°/-7°
T 338G .. 13 oS SEKT
Y, +4°+10 X
0 13T3.. ~
TMF4 —
SEKT .
13T3.. =
TMF4
SEKT
H7 13T3.. Y
@d TM4
SEKT
= 89
TM5
SEKW
=l -
TM1
SEKX A
1305.. 5 BbICOKAS MOFIAYA
TM2 HIGH FEED
oA
MNACTUHbI -
INSERTS
CTP. B 268
ISO @ @ . - H= ? g
4 \') ! @ = ?
T 338 050 - 13 50 22 63 40 6 4 0,405 3,0:35 A 13T3 13T3 |PA13M BCL7 123512P 5035 5615P AL10x30
T338  063-13 63 22 76 40 6 5 060 3035 A
T338  080-13 80 27 93 50 6 6 1,120 3035 A | 13T3  13T3 |PA13M BCL7 123512P 5035 5615P AL12x35
T338  100-13 100 32 113 50 6 7 1786 3035 A | 13T3  13T3 |PA13M BCL7 123512P 5035 5615P AL16x35
T338  125-13 125 40 138 63 6 8 3310 30:35 A | 1373  13T3 |PA13M BCL7 123512P 5035 5615P AL20x45
T338  160-13 160 40 173 63 6 10 4,070 30:35 C 13T3  13T3 |PA13M BCL7 123512P 5035 5615P  —
T338  200-13 200 60 213 63 6 12 6800 30:35 B
T338  250-13 250 60 263 63 6 14 9700 30:35 D
T338  315-13 315 60 334 80 6 18 2530 30:35 E
T338F  050-13 50 22 63 40 6 04 30:35 A | 13T3  13T3 |PA13M BCL7 123512P 5035 5615P AL10x30
T338F  063-13 63 22 76 40 6 06 30:35 A
T338F  080-13 80 27 93 50 6 1,10 3035 A | 13T3  13T3 |PA13M BCL7 123512P 5035 5615P AL12x35
T338F  100-13 100 32 113 50 6 10 174 30:35 A | 13T3  13T3 |PA13M BCL7 123512P 5035 5615P AL16x35
T338F  125-13 125 40 138 63 6 12 3250 30:35 A | 1373  13T3 |PA13M BCL7 123512P 5035 5615P AL20x45
T338G 160-13 160 40 173 63 6 7 43 30:35 C 13T3  13T3 |PA13M BCL7 123512P 5035 5615P  —
T338G 200-13 200 60 213 63 6 8 7,0 30:35 B
T 338G 250 - 13 250 60 263 63 6 10 10,0 3,035 D
T 338G 315-13 315 60 334 80 6 12 256 3,0+35 E
_

F = MENKUI LWAT - FINE PITCH - FEINE ZAHNTEILUNG - PAS FIN

- CTP. H 11
B 160 :




L ol

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

E2 engineering

HT |HW HC d L ey !

Y z8q 59; 4 n a"%J
BbICTPbIA BbIBOP Mpousocts + 5 |E2E] B opMeBCTOCHVEN C @%1
QUICK PICK Toughness RECOUVERTS NI S N sk

Pag. B 238 wlwlEzblolel | s SEEX.. SEHT..
K P M| KI[INT[s ] HIE BB8HSS (3= .
OD‘ FIM|IR|F [M|IR|F |[M|R|F |M|R|F |[M|R |F |M|R 8 g g 8 8 8 E E 8 E I d S dl r a
SEEX 13T3 AGTR .TSF2 [ ] [ ] | 82 | 134|397 | 41 15 20
[ J L

SEKT 13T3  AZFN .TMF4 O|0 [ K ) ] 13,4 | 13,4 | 3,97 | 4,1 — 20
SEKT 13T3 AZEN .TMF4 O|O0 O| O (K L] 13,4 | 13,4 | 3,97 | 4,1 — 20
SEKT 13T3 AZEN .TM4 O|®@/®@0|0|0[0|0|O u 134 1134|397 | 41 - 20

O|0|0|e @ O O|0|0 | |

O|@e/®@0|0|0 L

SEKT 13T3  AZTN .TM5 ® @ ® 0|0 L 13,4 | 13,4 |1 3,97 | 4,1 — 20
SEKW 13T3 AZTN .TM1 (I 2K ) L 13,4 | 13,4 | 3,97 | 4,1 = 20
SEKX 1305 AGSR .TM2 O|®@ @ O0|0|0|0|0|0 O|O|0 ] 3,9 |15,17| 558 | 4,1 1,0 20

- CTNACTUHAMW SEKX 1305.. . TM2 ~ MAKCUMAJIbHAA MYBUHA PESAHNA = 2 (mm) AJTA BbICOKOIZI NnooA4m
MAKCUMAJTbHAA MYBUHA PESAHNA = 6 (mm) AJ1A OBbIYHOW MOOA4YM

- WITH INSERTS SEKX 1305.. .TM2 MAXIMUM MACHINING DEPTH =2 (mm) FOR HIGH FEED
MAXIMUM MACHINING DEPTH =6 (mm) FOR STANDARD FEED

-
C NMOJAYEN COX - WITH COOLANT SUPPLY ,r ° olo|le|o|e|o|0O ole " =4
<
d dl
BE3 MOJAYM COX - WITHOUT COOLANT SUPPLY gh|o| |o|o|ole| |e|e| |o A T
| J Shar
Sg== = £ = SEKX
MATEPWATbI - MATERIALS 3};‘;'3 He f20 Mm Vc m/imun CTp. B 254
m
Ctp. H 45 HRC?) F M R | DC63 | P1040 | P7010 | P8115 | U3105 [C518M| C533 | C3215
GR.
HENETVPOBAHHAR CTATIb - NOT ALLOY STEEL 15 125300 | 0,12 | 0,15 | 0,19 | 280 | 190 240 | 200
= HYI3KONETMPOBAHHAA CTATIb - LOW ALLOY STEEL 6-9 180350 | 012 | 0,15 | 0,19 | 250 | 170 230 | 180
JIETMPOBAHHAS CTATIb - ALLOY STEEL 10-11 200325 | 0412 | 015 | 0,19 | 220 | 150 190 | 160
MAPT. HEPXKABEIOLLAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,12 0,15 0,19 80 140 100
V] | AYCT. HEPXABEIOLIAR CTANb - STAINLESS STEELAUST | 14.1-142 | 180230 | 01 | 0,15 | 0,17 190 180 150 | 180
CEPbI YYTYH - GREY CAST IRON 1516 180260 | 01 | 015 | 0,19 | 220 200 240 | 250 270
K | LIAPOBWHbIii FPAOUT - SPHEROIDAL GRAPHITE 1718 160250 | 01 | 015 | 0,19 | 200 180 200 230
KOBKMiL YYTYH - MALLEABLE CAST IRON 1920 130230 | 01 | 015 | 0,19 | 220 120 180 190
ANIOMYHWTA - ALUMINIUM 2125 60-130 01 | 013 | 016 400 | 380 | 500
N |MEAb - COPPER 2628 90-110 01 | 013 | 016 400 | 350 | 500
TNACTHK - PLASTICS 29-30 / 01 | 013 | 016 950 | 630 | 950
KAPOMPOYHIE CNTABbI - HIG. TEMP. ALLOY 31--35 200320 | 0,08 | 0,14 60 50
TUTAH - TITANIUM 36-37 400-1050" | 0,08 | 0,14 40 30
3AKANEHHAA CTAIb - HARDENED STEEL 38-41 4560"
ae 0,5-1 0,2 0,1 0,05
Vc - 1000 @D ae/D |zn. . y '
_ 0, 0, 0, 0,
N = ———— = o6/ () B 50-100%| 20% | 10% | 5%
@D - 3,14 Ve V¢ (min)--=------ Vc (max)
fz =fz0 - Kae = mm ae/D 0,5-1 0,2 0,1 0,05 | 0,02 Cp. B 254 1 C
50-100% | 20% | 10% | 5% | 2% P R M :
fn=fz-z=wmum
Kae | 1 11 [ 12 | 13 |15
Vf=fz-z N =mmmun
- = M K S
{} a0
S0 2 2z = =
F  =UY/CTOBAS, NEFKASl OBPABOTKA - FINISHING, LIGHT MACHINING <<Y | E BE | » 22| ag se = s
MNACTUHA SEKX..] S T | & g2 | 5| 22| =2 2E g | g
M = CPEOHAR, OBLIAA OBPABOTKA - MEDIUM MACHINING, GENERIC | o'cririapa cooani| Syl g | 58 | 23 | 55 |=23| S3| .= |5 | =5 |23
R = YEPHOBAS, TAXKENASA OBPABOTKA - ROUGHING, 2 5 z E £ § £8 | ;ag S ;Er§ E g g; = g' § E:
HEAVY MACHINING INSERT SEKX.. ‘E‘ = = S| ES |85 |2 E g = g 5/ 23|38 | 58|28 . §
VC = mimus CKOPOCTb PEBAHUS - CUTTING SPEED WITH QUALITY C528N E5 | % |58 =E:Z|S5z| 8% 5% |82 |zg|E8
N = ob/mu (Mn L) KOMMYECTBO OBOPOTOB - BICOKAA NOZAUA
NUMBER OF REVOLUTIONS e 20 wm ap<2 | 0,2-0,6 [0,2-0,5 [0,2-0,4|0,2-0,4|0,2-0,5 | 0,2-0,6 |0,2-0,6 | 0,2-0,6 | 0,1-0,4| 0,1-0,4
fz = wm MOJAYA/3YE - TOOTH FEED OB P ATIOIAIA | £20 wmaps2 | 025 | 025 | 025 | 025 | 025 | 025 | 025 | 025
fn =wm NOJAYA/OBOPOT - FEED / REVOLUTION
Vf = uwimin CKOPOCTb MOfJAYM - FEED SPEED K e A A \/C wwm | 100-220| 80-220 | 80-180 | 70-180 | 60-200 | 80-180 | 70-160 | 70-170 | 2060 | 40-70
Kae = NOomnPABOYHbIN KO3®PULIMEHT - CORRECTION FACTOR
M B HANMYMM - IN STOCK - LIEFERBAR - DISPONIBLES O O 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 161




TopueBble dpesbl (45°) )

F illi t: 45° ,
recsrang il PCtools,

Fraises a surfacer (45°) X engineering
@ 50-250 ISO 6462 ... SNEX 'ﬁ.
- 1206NN .
T 3501-8W .. 12 7, Tsr1 |
Yy -9%2 .
Yo AHE SNMX
206NN =
TM2
SNMX
120612
TM2
H7
ad T
H /
45°
L ® | \
!
h
@D
MNACTUHBI -
oA INSERTS
CTP. B 269

ISO @’) ? %

h Z
T 3501-8W-050-04-12 50 22 63,4 40 6 4 0,41 385 A 1206 124011 5620 AL10x30
T 3501-8W-050-06-12 50 22 63,4 40 6 6 0,41 385 A
T 3501-8W-063-06-12 63 22 76,4 40 6 6 0,55 38+5 A
T 3501-8W-063-08-12 63 22 76,4 40 6 8 0,55 385 A
T 3501-8W-080-07-12 80 27 93,4 50 6 7 0,98 385 A 1206 124011 5620 AL12x35
T 3501-8W-080-10-12 80 27 93,4 50 6 10 0,98 385 A
T 3501-8W-100-08-12 100 32 1134 50 6 8 1,60 38+5 A 1206 124011 5620  AL16x35
T 3501-8W-100-12-12 100 32 1134 50 6 12 1,60 38+5 A
T 3501-8W-125-10-12 125 40 1384 63 6 10 3,25 385 A 1206 124011 5620  AL20x45
T 3501-8W-125-16-12 125 40 1384 63 6 16 3,26 385 A
T 3501-8-160-12-12 160 40 1734 63 6 12 4,14 385 C
T 3501-8-160-20-12 160 40 1734 63 6 20 4,16 385 C
T 3501-8-200-18-12 200 60 2134 63 6 18 6,69 385 D
T 3501-8-200-26-12 200 60 2134 63 6 26 6,81 385 D
T 3501-8-250-20-12 250 60 2634 63 6 20 9,40 385 D
T 3501-8-250-30-12 250 60 2634 63 6 30 9,561 385 D
D

W = OTBEPCTWE A/A COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

CTP. H 11
B 162 -




L ol
Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

E2 engineering

HT | HW HC SNMX..
o TB.CTNIABbI TB. CIMJIABbI C MOKPLITUEM
BbICTPbIX BbIBEOP Mpourocts + G penoweumin COATED GRADES 1 "
o BESCHICHTET
QUICK PICK Toughness g | Coes RECOUVERTS 1
Crp. B 238 r st
21818153
O 5| o o
K P M K N S H 31818
o'u FM|IR|F M|IR|F |M|R|F |M|R[F [M|R |F |[M|R [1RN{e][e] g I d S dl r a
SNEX  1206NN TSF1 olo ee0 [ 85 |127]635| 45 | - | -
SNMX  1206NN TM2 oole n 127 (127635 45 | = | -
oole =
ole|o|o|o|o [
olele o|o|o =
SNMX 120612 TM2 ole|o|ofo]o n 127 (127635 45 | 12 | -
ooe =
C NOMAYEW COX - WITH COOLANT SUPPLY ,f ole|olo|o 90°  SNEX..
BE3 MOJAYM COX - WITHOUT COOLANT SUPPLY P ole|o|o|o di
Efe.z 4
MATEPWATbI - MATERIALS 3};‘;'3 HE f20 Mm Vc mimun CTp. B 254
Rm
Ctp.H45 GR. HRC?) = M R | P1135 | P2430 | P3010 | C1025 | C3415
HENETUPOBAHHAS CTAJTb - NOT ALLOY STEEL 15 125300 | 0,12 | 025 | 035 | 230 200 | 240
P HU3KONErVPOBAHHAS CTATIb - LOW ALLOY STEEL 6-9 180350 | 01 | 02 | 03 | 170 200 | 240
JIETMPOBAHHAS CTATIb - ALLOY STEEL 10-11 200325 | 01 | 02 | 03 | 160 180 | 220
MAPT. HEPXABEILLAA CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,08 0,15 0,25 160 150 120 160
I | AYCT. HEPXABEIOLIAS CTAIb - STAINLESS STEELAUST | 14.1-14.2 | 180230 | 0,06 | 0,10 | 020 | 140 | 150
CEPbITA YYTYH - GREY CAST IRON 1516 180260 | 012 | 03 | 04 290 320
K | WAPOBHAHbI/ [PAOMT - SPHEROIDAL GRAPHITE 1718 160250 | 0,12 | 025 | 035 180 250
KOBKMit YYrVH - MALLEABLE CAST IRON 1920 130230 | 012 | 025 | 035 260 280
ANIOMUHUIA - ALUMINIUM 2125 60-130
N |MEAb- COPPER 26--28 90-110
TNACTUK - PLASTICS 29-30 /
KAPOMPOYHbIE CTINIABDI - HIG. TEMP. ALLOY 3135 200320 | 005 | 008 | 0,12 50
TUTAH - TITANIUM 36-37 400-1050° | 0,05 | 0,08 | 0,12 45
3AKATIEHHAS| CTAJIb - HARDENED STEEL 38-41 45-60"
0,5-1 0,2 0,1 0,05
Vc - 1000 @D ae ae/D |5, ) ) '
- 0, 0, o, o,
n = = 06/MUH (M“H_]_) { 50-100%| 20% 10% 5%
@D - 3,14 l Ve Vc (min)--------.Vc(max)
fz = z0 - Kae =wmm ae/D| 051 | 02 | 01 | 005 0,02 Cp.B254 | R M =
50-100% | 20% | 10% 5% 2%
fn=fz:-z=wmm
Kae | 1 11 |12 [ 13 15
Vi=fz-z N =wummun
F = U/CTOBAS, NEMKAA OBPABOTKA - FINISHING, LIGHT MACHINING * 8 “Tlone3HbIX” pexyLLMX KPOMOK Gnaroaaps
M = CPEHSIS, OBLUAS OBPABOTKA - MEDIUM MACHINING, GENERIC CTOPOHAA - SIDE A croPoHA B . sioe s ABYCTOPOHHEN NNacTuHe.
R =YEPHOBAS, TSHKENASA OBPABOTKA - ROUGHING, * 8 “Useful” cutting-edges thanks to two-sided
HEAVY MACHINING i == insert
Ve = miMuk CKOP?CTb PE3AHWSI - CUTTING SPEED « 8 “Niitzliche” schneidkanten dank zweiseitiger
n = o6/MmuH (unl) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS wendeschneidolatten
fz = wmm MOLAYA/3YE - TOOTH FEED &

fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION *8 Tranchaqts Utiles' dlsponlbles grace a la
Vf = um/mmn CKOPOCTb MOJAYM - FEED SPEED plaquette bilaterale
Kae = MOMPABOYHbIN KOSGOULIMEHT - CORRECTION FACTOR

.
W B HAJMYV - IN STOCK - LIEFERBAR - DISPONIBLES O MO BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
® @ PEKOMEHOBAHHOE NMPVIMEHEHVIE - RECOMMENDED APPLICATION OO  BO3MOXHOE NMPVMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 163




TopueBsbie pe3bi (88°) )

F illi t: 88° ,
Ceosrang el PCtools,

Fraises a surfacer (88°) X engineering
@ 50-250 SNMX
T7801-8 .. 12 - 120612 -
T 7801-8W .. 12 Y s TM2
Y, -8°-55°

SNMX
1206QNN
TM2

=

MIACTUHBI -
% INSERTS

CTP. B 269

i

z
T 7801-8W-050-04-12 50 22 40 11,5 4 0,27 385 A 1206 124011 5620 VBSF10
T 7801-8W-063-06-12 63 22 40 11,5 6 0,46 38+5 A
T 7801-8W-080-07-12 80 27 50 11,5 7 0,94 385 A 1206 124011 5620 AL12x35
T 7801-8W-080-09-12 80 27 50 11,5 9 0,92 38+5 A
T 7801-8W-100-08-12 100 32 50 11,5 8 163 385 A-B 1206 124011 5620 AL16x35
T 7801-8W-100-11-12 100 32 50 11,5 11 1,59 38%5 AB
T 7801-8W-125-10-12 125 40 63 11,5 10 3,05 385 AB 1206 124011 5620  AL20x45
T 7801-8W-125-14-12 125 40 63 11,5 14 299 385 AB
T 7801-8-160-12-12 160 40 63 11,5 12 4,00 38+5 C 1206 124011 5620 =
T 7801-8-160-18-12 160 40 63 11,5 18 391 385 C
T 7801-8-200-14-12 200 60 63 115 14 6,61 385 D
T 7801-8-200-22-12 200 60 63 11,5 22 6,48 385 D
T 7801-8-250-16-12 250 60 63 115 16 9,68 385 D
T 7801-8-250-24-12 250 60 63 11,5 24 9,562 385 D

W = OTBEPCTWE ANA COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

%ﬂ‘ CTP. H 11
B 164 -




L ol

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

E2 engineering

HT | HW HC 902 | r
o TB. CT/1ABbI TB. CMJIABbI C MOKPLITUEM
EbICTPbIM BbIEOP Mpoutocts + g B?Enn%m;@ COATED GRADES &dl
o BESCHICHTET
QUICK PICK Toughness _ g | Roe RECOUVERTS i
d
Crp. B 238 oo ~ish-
o
<t o
K P M K N S H g%
OD‘ FM|IR|F | M|IR|F |M|R|F |M|R[F [M|R |F |[M|R a O I d S dl r a
SNMX 1206 QNN TM2 ole|o|o|o|o ] 127 11271635 45 | 08 | —
00 [
SNMX 120612 TM2 ole|o|o|o|o ] 127 | 1271635 45 | 12 | —
000 [
C MOJAYEN COX - WITH COOLANT SUPPLY ,f olo
BE3 MOAAYM COX - WITHOUT COOLANT SUPPLY gin olo
MATEPWANbI - MATERIALS 3};‘;'3 HE f20 Mm Ve m/mun CTp. B 254
Rm
Ctp.H45 GR. HRC2) S M R | P1135 | C3415
HENETUPOBAHHAA CTAJTb - NOT ALLOY STEEL 15 125300 | 0412 | 025 | 035 | 230
p HU3KOMETVIPOBAHHAA CTATIb - LOW ALLOY STEEL 6-9 180-350 01 | 02 03 | 170
NETUPOBAHHAS CTATIb - ALLOY STEEL 10-11 200-325 01 | 02 03 | 160
MAPT. HEPXKABEIOLLAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,08 0,15 0,25 160
V] | AYCT. HEPXKABEIOILIAS CTANb - STAINLESS STEELAUST | 14.1-142 | 180230 | 0,06 | 0,10 | 0,5 | 140
CEPbIV YYTYH - GREY CAST IRON 15-16 180260 | 0,12 | 03 04 320
K |IIAPOBUAHDIN FPAOUT - SPHEROIDAL GRAPHITE 17-18 160250 | 0,12 | 0,25 | 0,35 250
KOBKMIA 4YTYH - MALLEABLE CAST IRON 19-20 130230 | 012 | 0,25 | 0,35 280
ATIOMUHMI - ALUMINIUM 21--25 60-130
N |MEDb - COPPER 26--28 90-110
TUIACTUK - PLASTICS 29-30 /
KAPOMPOYHBIE CTIABBI - HIG. TEMP. ALLOY 3135 200-320
TUTAH - TITANIUM 36-37 400-1050"
3AKANIEHHAA CTATb - HARDENED STEEL 38-41 4560
. ae 0,5-1 0,2 0,1 0,05
n o= Ve - 1000 = o6/mn (L) @b | aelD |so-100%| 20% | 10% | 5%
@b - 3,14 — ve | Ve (min)-—-—Vc(max)
fz =fz0 - Kae =wvm ae/D 0,5-1 0,2 0,1 | 0,05 | 0,02 CTp. B 254 R M E
50-100% | 20% | 10% 5% 2%

fn=fz:-z=wmm

Kae | 1 11 [ 12 | 13 |15

Vf=fz-z N =mmmun
F  =YMCTOBAS, NEMKASA OBPABOTKA - FINISHING, LIGHT MACHINING * 8 “IMonesHbIX” pexyLLmx KpOMok Griarogapsi
M = CPEAHSIS, OBLIAS OBPABOTKA - MEDIUM MACHINING, GENERIC CTOPOHA A - SDE A [BYCTOPOHHEN MIacTuHe.
R =YEPHOBAS, TAIKENAS OBPAEOTKA - ROUGHING, : CTOPOHAB-SIPEB ¢ 8w Jseful” cutting-edges thanks to two-sided

HEAVY MACHINING o © ® o insert
Ve = mhn CKOP?CT" PESAHMA - CUTTING SPEED ‘ ~ * 8 “Nutzliche” schneidkanten dank zweiseitiger
n = o6/muH (vul) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS 40 - wendeschneidpistten
fz = wmm NMOAAYA/3YE - TOOTH FEED @ .0 el .
fn = wm NOJAYAIOBOPOT - FEED / REVOLUTION *8 Tranchaqts Utiles” disponibles grace a la
Vf = mm/mni CKOPOCTb MOJAYM - FEED SPEED plaquette bilaterale

Kae = MOMPABOYHbIN KO3OOULIMEHT - CORRECTION FACTOR

.
W B HAJMYV - IN STOCK - LIEFERBAR - DISPONIBLES O MO BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
® @ PEKOMEHOBAHHOE NMPVIMEHEHVIE - RECOMMENDED APPLICATION OO  BO3MOXHOE NMPVMEHEHVIE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 165




®pe3bl Ana cHATUA chacok (45°) ¢ \ ,
Chamfering milling cutters (45°)

Fréser zum fasen (45°) TPC tOOISI
Fraise a chanfreiner (45°) E2 engineering

T 576XLZ .. T578W .. 12 SPHT ...

.TM7P
@ 09-032 @ 09-032 @ 040-050
ISO 6462 ... SPMW ...
A, B TM1
7, |
% : SPMW ...
.TM2

SPMT ... :
TM3
TM6 -

) MNACTUHBI -
e INSERTS
CTP. B 271

ai

Z

T 576W 009 - 06 9 16 17,0 90 4,0 29 42 1 0,107 11+13 - 060304 | 12256P  5608P -
T 576W 016 - 09 16 20 28,0 110 5,8 42 60 2 0,209 3035 - 09T308 |123509P 5615P -
T 576W 025 -12 25 25 415 130 8 40 74 2 0,434 4,050 - 120408 | 124510 5620 -
T 576W 032-12 32 32 48,5 130 8 50 70 3 0,716 4,050 -

T 576XLZ 009 - 06 9 16 17,0 150 4,0 29 - 1 0,205 1,1+13 - 060304 | 12256P  5608P -
T 576XLZ 016 - 09 16 20 28,0 200 5,8 42 - 2 0,444 3035 - 09T308 |123509P 5615P -
T 576XLZ 025 -12 25 25 41,5 200 8 40 - 2 0,723 4,050 - 120408 | 124510 5620 -
T 576XLZ 032-12 32 32 48,5 250 8 50 - 3 1,491 40+50 -

T 578W 040 - 12 40 22 56,0 40 8 - - 4 0,252 4,050 A 120408 | 124510 5620 VBSF10
T 578W 050 - 12 50 22 66,0 40 8 - - 5 0,403 4,050 A

W = OTBEPCTWE AfAA COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
XLZ = QKCTPALIMHHBLIA LIMNUHOPUYECKAM XBOCTOBYK - EXTRALONG, CYLINDRICAL SHANK - EXTRALANG, ZYLINDERSCHAFT - EXTRALONGUE, QUEUE
CYLINDRIQUE

- CTP. H 11
B 166



L ol

®pe3bl Ans cHATUA cacok (30°-45°-60°) ’
Chamfering milling cutters (30°-45°-60°)
Fraser zum fasen und senken (30°-45°-60°) TPCtOOIS}
Fraises a chanfreiner (30°-45°-60°) EX engineering
T 516.30 .. T 516.45 .. T 516.60 .. TCMT ... A
.TMF2 ——
Y, +10° _ Y, +29,5°/+6° _ Y, +85°4°
@ 16 P | 21,2:25 Y s | @8417 VP S

. o/pqo op1e | TCMT 2204
+8 +12°/+1 -0,5°/+1 N
B B B M2 &

MNACTUHBI -
%@. INSERTS

CTP. B 271

T516.30-16-16 (**) 16,0 25 42,5 95 75 39 39 3 0,420 38+50| 16T3 1240P  5615P
T516.45-1,2-11 (*) 1,2 12 15,0 70 6,9 25 25 1 0,060 1,1+13| 1102 | 12256P 5608P
T516.45-6,2-11 (*) 6,2 16 21,0 80 73 27 32 2 0,120 1,1+13

T516.45-10,4-16 (**) 10,4 25 32,0 95 10,8 39 39 2 0,352 38+50| 16T3 1240P  5615P
T516.45-25-22 (***) 25,0 32 53,0 110 13,8 40 50 3 0,694 4,0+50| 2204 124510 5620
T516XLZ.45-6,2-11 (¥) 6,2 16 21,0 150 7,3 27 - 2 0,231 11+13| 1102 | 12256P 5608P
T516XLZ.45-10,4-16 (**) 10,4 25 32,0 150 10,8 39 - 2 0,519 38+50| 16T3 1240P  5615P
T516.60-5,4-11 (*) 54 12 16,0 70 9,0 25 25 1 0,060 11+13| 1102 | 12256P 5608P
T516.60-14,4-11 (*) 14,4 16 24,0 80 8,5 27 32 2 0,140 1,1+13

T516.60-17-16 (**) 17,0 25 32,0 95 13,0 39 39 2 0,326 38+50| 16T3 1240P  5615P
T516XLZ.60-14,4-11 (*) 14,4 16 24,0 150 8,5 27 - 2 0,248 11+13| 1102 12256P  5608P
T516XLZ.60-17-16 (**) 17,0 25 32,0 150 13,0 39 - 2 0,543 38+50| 1673 1240P  5615P

(*) Pa3amepsbl, nonyyerHsle ¢ nnactuHon TCMT 110202 (**) Pa3amepbl, nonyyeHHble ¢ nnactuHon TCMT 16T304  (***) Pa3mepsbl, nony4eHHble ¢ nnactuHon TCMT 220408

Dimensions obtained with insert TCMT 110202 Dimensions obtained with insert TCMT 16T304 Dimensions obtained with insert TCMT 220408

Mit der Wendeplatte TCMT 110202 aufgenommene Mit der Wendeplatte TCMT 16T304 aufgenommene Mit der Wendeplatte Tcmt 220408 aufgenommene
Bemessungen Bemessungen Bemessungen

Dimensions relevées avec plaquette TCMT 110202 Dimensions relevées avec plaquette TCMT 16 T304 Dimensions relevées avec plaquette TCMT 220408

A4

XLZ = QKCTPALJIVIHHBIA LINTVHOPUYECKWIA XBOCTOBUK, STELO CILINDRICO - EXTRALONG, CYLINDRICAL SHANK - EXTRALANG, ZYLINDERSCHAFT -

EXTRALONGUE, QUEUE CYLINDRIQUE
- CTP. H 11
] B 167




®dpe3bl AnA cHATUA dacok (10°-80°) I ™ ,
Chamfering milling cutters (10°-80°)

Fréser zum fasen (10°-80°) TPC tOOISI
Fraise a chanfreiner (10°-80°) E2 engineering

@ 20-25 TCMT ...
TMF2 A

TCMT ... VN
g° TM2 :

I

o=
o = Adjustable Angle

o=
o = Adjustable Angle

MNACTUHBI -
@ INSERTS

CTP. B 271

¥

T518 020-11 .3 71 20 256 100 51 10° 0213 1,1+13| 1102 | SI11  12256P 5608P FS243
86 20 262 100 51  20° 0,213 1,1+13
103 20 265 100 51  30° 0213 1,1+13
122 20 264 100 51  40° 0,213 1,1+13
132 20 263 100 51  45° 0213 1,1+13
142 20 260 100 51 _ 50° 0213 1,1+13
162 20 253 100 51 60° 0,213 1,1+13
182 20 242 100 51 70° 0,213 1,1+13
20,1 20 229 100 51 80° 0,213 1,1+13
T518 025-16 .3 49 25 316 100 44 10° 0310 38:50| 16T3 | SI16  12409P 5515P SM612
71 25 326 100 44 20° 0,310 3,850
97 25 331 100 44  30° 0,310 3850
124 25 331 100 44 40° 0,310 3850
138 25 329 100 44  45° 0,310 3850
153 25 326 100 44  50° 0,310 3850
182 25 31,6 100 44  60° 0,310 38+5,0
210 25 301 100 44  70° 0,310 3850
238 25 282 100 44 80° 0,310 3,850

ﬁ CTP. H 11
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®pe3bl AnA cHATUA dacok (10°-80°) ¢ ™ ’
Chamfering milling cutters (10°-80°)

Fraser zum fasen (10°-80°) TP CtOOISI
Fraise a chanfreiner (10°-80°) EX engineering

@ 20 SCMT 1204 | | |
TM6 )=

hé

o = HacTpaviBaemblin yro
o = Adjustable Angle

o = HactpaviBaembli yro.
o = Adjustable Angle

MNACTUHbI -
% INSERTS

CTP. A 141
gl Ve 0T
T518 020-12 4 7,8 20 29,5 100 51 10° 0,213 55+7,0 1204 S12.4 FS243 5620 SM612 5004 5015

105 20 31,0 100 51 20° 0,213 55+7,0
13,3 20 32,3 100 51 30° 0,213 55+7,0
16,2 20 33,0 100 51 40° 0,213 55+7,0
17,7 20 331 100 51 45° 0,213 55+7,0
19,2 20 332 100 51 50° 0,213 55+7,0
221 20 32,8 100 51 60° 0,213 55+7,0
248 20 32,0 100 51 70° 0,213 55+7,0
272 20 30,7 100 51 80° 0,213 55+7,0




®pe3bl (hacoyHble U LEHTPOBOYHLIE (45°) ' ™

Chamfering and centering milling cutters (45°) TPC tools}

Fréser zum zentriersenken (45°) A 4
Fraises a chanfreiner et a centrage (45°) E2 engineering

TCMX 16T308ZN .TM2 A

T 513.45W-0-16

@ MNACTVHbI - INSERTS
¢ CTP. B 271

BbICTPbIN MATEPUANDbI
CMIAB | gbisop MATERIALS
GRADE Quick

MM

165]9,52(397| 44 | 08

T 513.45W-0-16 0 20 21,6 110 10 50 60 1 0,21 38+50| 16T308 | 12409P 5615P

oL oL oL

©) @ ® @

Ve fz
MATEPWATbI - MATERIALS VDI HB | s -
Cro. H 45 3323 leg) Vc - 1000
P GR. ERC P4140 D 26| @ = —————— =06/MuH (MuH1)
oL - 3,14
HENErMPOBAHHAS CTAJI - NOT ALLOY STEEL 15 125-300 120 |0,02-0,04 | 0,05-0,2 |0,03-0,08 !

p HU3KONErMPOBAHHAA CTA/Ib - LOW ALLOY STEEL 6--9 180-350 100 |0,02-0,04 | 0,05-0,2 |0,03-0,08 fz =120 - Kae =wmm
JETVIPOBAHHAA CTANIb - ALLOY STEEL 10-11 200-325 80  [0,02-0,04 | 0,05-0,2 |0,03-0,08 f f
MAPT. HEPXKABEIOLASA CTANb - STAINLESS STEEL MART 12-13 200-240 100 0,02-0,04 | 0,05-0,2 |0,03-0,08 n=1z"2z=mwmm

M | AYCT. HEPXKABEOWLIAS CTAMIb - STAINLESS STEEL AUST | 14.1-14.2 180-230 100 |0,03-0,05 | 0,05-0,2 |0,03-0,08 Vf=fz: -z n =mvwmun
CEPDIV YYTYH - GREY CAST IRON 15-16 180-260 120 |0,03-0,06 | 0,05-0,2 | 0,05-0,1

] - 17-18 160-250 - - -

K | LIAPOBIAHbI/ FPAOUT - SPHEROIDAL GRAPHITE 140 |0,03-006 0,05-02 | 00501 | . _ UNCTOBASL, JIETKAS! OBPABOTKA - FINISHING, LIGHT MACHINING
KOBKMW YYTYH - MALLEABLE CAST IRON 19-20 130-230 120 |0,03-0,06 | 0,05-0,2 | 0,05-0,1 | M = CPE[HASA, OBLIAA OBPABOTKA - MEDIUM MACHINING, GENERIC
ATIOMUHMIA - ALUMINIUM 21---25 60-130 200 |0,03-0,06| 0,050,2 [0,08-015| R =UYEPHOBAA, TAHKENAS OBPABOTKA - ROUGHING,

N |MEZb - COPPER 26-28 90-110 150 |0,03-0,06 | 0,05-0,2 |0,08-0,15 HEAVY MACHINING

A - i it SO | PPTRTP ) Ve = mimun CKOPOCTb PE3AHMA - CUTTING SPEED
TNIACTHK - PLASTICS 29-30 / n = o6/MmuH (v L) KOMMYECTBO OBOPOTOB -
KAPOMPOYHBIE CNIABbI - HIG. TEMP. ALLOY 3135 200-320 50 |0,01-0,06 |0,03-0,07 | 0,05-0,1 NUMBER OF REVOLUTIONS

5 fz = wmm NMOOAYA/3YE - TOOTH FEED
TUTAH - TITANIUM 36-37 400-1050 50 |0.01-006|003:007| 0.050.1 | 1 _ .\ MONAYAIOBOPOT - FEED / REVOLUTION
H | 3AKANEHHAS CTANb - HARDENED STEEL 38-41 4560 Vf = mm/mms CKOPOCTb MOJAUM - FEED SPEED

Kae = MOMPABOYHbIN KOSOOULIMEHT - CORRECTION FACTOR

W = OTBEPCTUE [N51 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

- CTP. H 11
B 170 :




®pe3bl (hacoyHble U LEeHTPOBOYHLIe (45°) ’ \

Chamfering and centering milling cutters (45°) TPC toolsz

Fraser zum zentriersenken (45°) A 4
Fraises a chanfreiner et a centrage (45°) EX engineering

SCMX 120408ZN .TM2 u

T 514.45W-0-12

@‘ MNACTUHBI - INSERTS
CTP. B 267

BbICTPbI MATEPUANDbI

BbIEOP MATERIALS
QuICK
PICK

MM

| d s di r

12,7112,7|4,76| 53 | 08

¥

T 514.45W-0-12 0 20 18,4 110 78 50 60 1 0,21 55+7,0| 120408 | FS242 5620

aL aL aL aL
VDI HB Ve fz
MATEPUAIbI - MATERIALS MIMUH M
Ctp. H45 3323 lez)) Ve - 1000
: GR. IRG P4140 @ ®-G @ n = — =o06/muH (Mun'l)
HENETMPOBAHHAS CTAJIb - NOT ALLOY STEEL 1-5 125-300 120 |0,02-0,04| 0,05-0,2 |0,03-0,08 oL - 3,14
P HU3KONETMPOBAHHAS CTA/Ib - LOW ALLOY STEEL 6--9 180-350 100 |0,02-0,04 | 0,05-0,2 |0,03-0,08 fz = 1z0 - Kae =mm
NETMPOBAHHAA CTAIb - ALLOY STEEL 10-11 200-325 80 [0,02-0,04| 0,05-0,2 |0,03-0,08 f f
MAPT. HEPXXABEIOLIASA CTANb - STAINLESS STEEL MART 12-13 200-240 100 0,02-0,04 | 0,05-0,2 |0,03-0,08 n=1z"2z=wmm
IV |AYCT. HEPXKABEIOLLAS CTANIb - STAINLESS STEEL AUST |  14.1-14.2 180-230 100 |0,03-0,05| 0,05-0,2 |0,03-0,08 Vf=fz: 7z 'n =mvmmun
CEPbIA YYTYH - GREY CAST IRON 15-16 180-260 120 |0,03-0,06 | 0,05-0,2 | 0,05-0,1
/] - 17-18 160-250 - - -
|K | WAPOBUAHBIi FPAOUT - SPHEROIDAL GRAPHITE 140 |003-0,06| 0,0502 | 0,0501 | - _ UMCTOBASL, NEFKAS! OBPABOTKA - FINISHING, LIGHT MACHINING
KOBKMI YYTYH - MALLEABLE CAST IRON 19-20 130-230 120 0,03-0,06 | 0,05-0,2 | 0,05-01 | M = CPEJHAS, OBLIAA OBPABOTKA - MEDIUM MACHINING, GENERIC
ATHOMUHMIA - ALUMINIUM 21--25 60-130 200 [0,03-0,06| 0,05-0,2 |0,08-0,15| R =YEPHOBAS, TAKENAS OBPABOTKA - ROUGHING,
N |MEgb - COPPER 26--28 90-110 150 |0,03-0,06| 0,05-0,2 |0,08-0,15 HEAVY MACHINING
A - § il kil it Vc = m/mnH CKOPOCTb PE3AHWSA - CUTTING SPEED
TUIACTHK - PLASTICS 29-30 / n = o6/Mmux (L) KOMMYECTBO OBOPOTOB -
KAPOMPOYHBIE CNTABbI - HIG. TEMP. ALLOY 3135 200-320 50 [0,01-0,06 |0,03-0,07 | 0,05-0,1 NUMBER OF REVOLUTIONS
7 400-1050" 50 [0,01-0,06 | 0,03-0,07 | 0,05-0,1 f_ = um MORAYAISYS - TOOTH FEED
TUTAH - TITANIUM 3 01050 01:0,06/003:0.07) 0.0501 |y - \m NORA4AIOBOPOT - FEED / REVOLUTION
H |3AKANEHHAS CTANTb - HARDENED STEEL 38-41 4560 Vf = mm/mus CKOPOCTb MOOAYM - FEED SPEED

Kae = MOMPABOYHbIV KOSPPULIMEHT - CORRECTION FACTOR

W = OTBEPCTUE [51s1 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

@‘ CTP. H 11
- B 171




) a¥la

TPCtools )

£ engineering

®PE3bl AlNA OBPABOTKM YCTYINOB
SHOULDER MILLING CUTTERS

ECKFRASER
FRAISES A DRESSER
FRESAS PARA ESCUADRAR

T1900. Crp. T1900. Crp. T8001- Crp.
86..07 B 174 89..07 B 174 8W..-10 B 186
8 v 8| mm ¢ e 8 8

° = S g 8 S g

a a a a a a a

Q ‘ Q Q Q Q Q Q

T 1900.86W .. 07 T 1900.89W .. 07 T986..10 T 986WI/GW .. 10 T8001-6W ..-10 T 8001-6XLMW ..-10 T 8001-8W ..-10

90° 90° °
@T] BD..0703 h=6 @T] AP.1003  h=10 @7, %" INMM..1006 h=9

T1900. Crp.

T1900. Crp.
86..11 B176 88..11 B176 89..11

T1900. cCrmp.
B 176

T8001-
6W..-15

Crp.
B 188

T8001-
8W.

(03}

-15 B188

CE

[l = 8 3 g & & =4 8
e : : : : : :
" 1" n 1 1 " " n
[a) [a)] ‘ [m} [a)] [a] a [a] a
S 8 8 8 8 S 8 8
[
Y
i ]
Jd
=t L)
T190086W . 11
T190086MW - 11 | T190088W. 11 | T1900.89W .11 T986GXL . 10 NG T987..10 T8001-6W .. -15 T8001-8W .15
T 1900.86XLMW .. 11 i
90° 90° °
@7, BD.11T3  h=11 @7, AP.1003  h=10 @jh % LNMM..1510 h=14
T1900. Crp.
88..17 B178
2 £ g g g 2
| P ; ¢ :
I n < I I
8 8 a 8 8
@@) % %
T190086W .. 17 | T190086XLMW .. 17| T 1900.88W .. 17 T988.. 10 T 988WIGW . 10
o 900
@71 %" BD.1704 h =157 @jh AP.1003  h=10
Crp.
‘ T989 o ‘
y S
3 9
1" "
[a)] [a)
8 S
ToBOW .
90°
AP..1003 h=10
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:I
/

@F‘ ¥ AP.1604  h =16

) o o =) o
< < e} < <
) \ Y \ 1 j
‘ o - N ' re) ©
™ ™ o ~ &
1 il o I 1
a) a g a a
Q Q 8 Q Q
\
fo \e]
T19%6W .. 12 T196XLZ .. 12 T 1198W/GW.. 12 T159 .. 16 T 1596W .. 16
SD..1205 h =10,5

Crp. (03
‘ T1596 v, T1507 o
g 2
n M
S a
S 8

14+

T 1596XLZ .. 16
T 1596XLZM .. 16 T1597 ..16

@71 907 AP

.1604 h =16

Crp.
‘ T1598 B 196
& &
2 3
1 n
§ ' 8
T1598 .. 16 T 1598WIGW .. 16

@719" AP

..1604 h =16
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®pe3bl Ana o6paboTkm yctynos (90°) - ™ ,
Shoulder milling cutters (90°)
Eckfraeser (90°) TPC tOOISI

Fraise a dresser (90°) X engineering
T 1900.86W.. 07 210-25 T 1900.89W.. 0 18-35 BOMT 0703 ey
Y, t35°MT° Yo *7° .TMF2
'Yf -18,7°/-9,7° 'Yf -10,85°/-8,56°
'YO -18,7°/-9,7° 'YU -10,85°/-8,56°
BDMT 0703 :
TM2 &
h6
H
-
e
o MNACTUHbI -
gDJﬁO h INSERTS
CTP. B 264

¥

h z
T 1900.86W 010-01.07 10 - 10 - 80 6 17 6° 1 - 0,04 05+06| 0703 |122041P 5606P
T 1900.86W 012-02.07 12 - 12 - 80 6 18 3,5° 2 - 0,06 0,5+0,6
T 1900.86W 014-02.07 14 - 12 - 80 6 18 3° 2 - 0,07 05+06
T 1900.86W 016-03.07 16 - 16 - 85 6 20 1,8° 3 - 0,12 05+06| 0703 |122041P 5606P
T 1900.86W 020-04.07 20 - 20 - 90 6 20 14° 4 - 0,20 0,5+06
T 1900.86W 025-05.07 25 - 25 - 95 6 25 1,0° 5 - 0,33 0506
T 1900.89W  018-03.07 18 8 85 13 42 6 25 1,6° 3 10 0,04 05+06| 0703 |122041P 5606P
T 1900.89W  022-03.07 22 10 105 18 49 6 30 1,2° 3 15 0,07 0506
T 1900.89W  022-04.07 22 10 105 18 49 6 30 1,2° 4 15 0,07 0506
T 1900.89W  028-05.07 28 12 125 21 57 6 35 09° 5 17 0,12 05+06
T 1900.89W  035-07.07 35 16 17,0 29 67 6 43 0,7° 7 24 0,26 0506

' ’ m B
W = OTBEPCTWE AfA COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
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L ol
Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC " d a°
BbICTPbIN BbIBOP Mpoutocts + I s Cranobl C HOKPLITHEM If [t
CEMENTED dl
o BESCHICHTET
QUICK PICK Toughness g | o RECOUVERTS | B
Crp. B 238 o |l V100 -isi-
o |[© o
K P M| KI|IN]S]|H ol (S °
OD‘ FIMIR|F|M|R|F |M|R |F |M|R|F [M[R |F |M|R oo E‘ I d s dl r a
BDMT 070304ER TMF2 ® e O | 6,7 4,6 2,6 2,3 0,4 16
®/® O 0|0|0 O|0 | |
BDMT 070302ER TM2 O|l@e/®@O0|0O|O o|0 | 6,7 4,6 2,6 2,3 0,2 16
BDMT 070304ER .TM2 O|0|0|0C|@|@® | 6,7 4,6 2,6 2,3 0,4 16
ol e e |
O|®@e/® O |0|0 (o) | |
C NMOJAYEN COX - WITH COOLANT SUPPLY ,r o|e o
BE3 MOOAYNM COX - WITHOUT COOLANT SUPPLY ﬁ ®|0 o
MATEPMWATbI - MATERIALS 3};3'3 HE, 120 Mm Vc m/mun CTp. B 254
Rm
Ctp. H45 GR. HRC2) F M R | C516 | P2020 | P1025
HENETMPOBAHHAA CTANb - NOT ALLOY STEEL 1-5 125-300 0,08 0,15 0,25 160 280
p HU3KONETUPOBAHHAA CTA/b - LOW ALLOY STEEL (G2 180-350 0,08 0,15 0,2 150
JIETUPOBAHHAA CTAND - ALLOY STEEL 10-11 200-325 0,06 0,12 0,16 130
MAPT. HEPXKABEIOLLIAAl CTAND - STAINLESS STEEL MART 12-13 200-240 0,08 0,12 0,15 130 120
|\/| AYCT. HEPXKABEIOLLAAl CTAND - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,08 0,12 0,15 120 120
CEPbI/ YYTYH - GREY CAST IRON 15-16 180-260 0,08 0,18 0,25 160
K LWAPOBWAHbIN FPAQUT - SPHEROIDAL GRAPHITE 17-18 160-250 0,08 0,15 0,2 110
KOBKMIA YYTYH - MALLEABLE CAST IRON 19-20 130-230 0,08 0,15 0,2 120
ANIIOMUHUIA - ALUMINIUM 21---25 60-130
N [MEAb - COPPER 26--28 90-110
NNACTUK - PLASTICS 29-30 !
KAPOMPOYHBIE CMJIABbI - HIG. TEMP. ALLOY 31---35 200-320
TUTAH - TITANIUM 36-37 400-1050"
3AKAJIEHHASA CTAJIb - HARDENED STEEL 38--41 45-60" 0,06 0,1 0,15 60
. 051 | 02 0,1 0,05
_ M = 06/MuH (Mnwl) ae/D |s0-100% | 20% | 10% | 5%
@D - 3,14 Ve Ve (min)---------Vc(max)
fz =fz0 - Kae =mm Cp.B254 | R M E
ae/D| 051 03 | 02 | 01 |005 |0,02
fn=fz-zZ=wmm 50-100% | 30% | 20% | 10% | 5% | 2%
Vf=fz-z N =wmmun Kae | 1 12 15 | 21| 3 | a8

F = UMCTOBAS, NETKASI OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPE[IHSISA, OBLLASI OBPABOTKA - MEDIUM MACHINING, GENERIC
R =YEPHOBAS, TAXKENASH OBPABOTKA - ROUGHING,

HEAVY MACHINING
Ve = mmun CKOPOCTb PESAHVIS - CUTTING SPEED
n = o6/MmuH (unT) KONMYECTBO OBOPOTOB -

NUMBER OF REVOLUTIONS
fz = wmm MOOAYA/3YE - TOOTH FEED
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAUM - FEED SPEED
Kae = MOMPABOYHbI KOS®OULIVEHT - CORRECTION FACTOR

R ———

M B HANMYWM - IN STOCK - LIEFERBAR - DISPONIBLES O 110 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 1 75




®pe3bl Ana o6paboTkm yctynos (90°)
Shoulder milling cutters (90°)
Eckfraeser (90°)

Fraise a dresser (90°)

T 1900.86W..11
T1900.86XLW..11

_ ’Yp +6,3°/+11,7°
@ 16 40 ’Yf -15°/-7,63°
'}/O -15°/-7,63°
h6
= A
H
I
P h
090"

T1900.86//W..11
T1900.86XLVW..11

@ 16_32 'Yp +6,3°/+11,7°

Yf -15°/-7,63°
yo -15°/-7,63°
hé
= @d =
H
4t

0°

PFa

T 1900.88W.. 11

+11°/+11,7°
-7°1-7,5°
-7°1-7,5°

@ 40-80 Vv
Y
Yo

ISO 6462 ...

H7
ad

T 1900.89W.. 11

L ala)

TPCtooIs)

X engineering

@ 1 6'35 'Yp +6,3°/+10,5°

T

-15°/-8,5°

Y, -15°/-8,5°

@D1

BDGT 11T3

m.— 1
TM7 o
BDMT 11T3 -
.TMF2 @
BDMT 11T3 :
.TM2 Q

IMIACTUHBI -
INSERTS
CTP. B 264

Z
T 1900.86W 016-02.11 2 11T3 |122555PK 5608 -
T 1900.86W 020-03.11 20 - 20 - 110 10 26 5° 3 - 0,23 1,1+13 -
T 1900.86W 025-03.11 25 - 25 - 120 10 32 25° 3 - 0,42 11+13 -
T 1900.86W 032-04.11 32 - 32 - 130 10 30 15° 4 - 0,73 11+13 -
T 1900.86XLW 020-02-11 20 - 20 - 140 10 60 5° 2 - 0,30 1,1+13 - 11T3 |122555PK 5608 -
T 1900.86XLW 025-02-11 25 - 25 - 160 10 60 2,5° 2 - 0,58 1,1+13 -
T 1900.86XLW 032-02-11 32 - 32 - 200 10 65 1,5° 2 - 1,18 1,113 -
T 1900.86XLW 040-02-11 40 - 32 - 240 10 65 0,7° 2 - 1,62 1,1+13 -
T 1900.86XLW 040-03-11 40 - 32 - 240 10 65 0,7° 3 - 1,60 1,1+13 -
T 1900.86MW 016-02.11 16 - 12 - 100 10 32 3° 2 - 0,10 1,1+13 - 11T3 |122555PK 5608 -
T 1900.86MW 020-03.11 20 - 16 - 110 10 32 5° 3 - 0,17 11+13 -
T 1900.86MW 025-03.11 25 - 20 - 120 10 34 25° 3 - 030 11+13 -
T 1900.86MW 032-04.11 32 - 25 - 130 10 43 1,5° 4 - 0,52 1,1+13 -
T 1900.86XLMW 018-02-11 18 - 16 - 170 10 32 3° 2 - 0,24 1113 - 11T3 |122555PK 5608 -
T 1900.86XLMW 020-02-11 20 - 16 - 170 10 32 5° 2 - 025 11+13 -
T 1900.86XLMW 020-03-11 20 - 16 - 170 10 32 5° 3 - 024 1113 -
T 1900.86XLMW 022-02-11 22 - 20 - 170 10 32 25° 2 - 0,39 1,1+13 -
T 1900.86XLMW 022-03-11 22 - 20 - 170 10 32 25° 3 - 0,39 11+13 -
T 1900.86XLMW 025-02-11 25 - 20 - 210 10 34 25° 2 - 049 1113 -
T 1900.86XLMW 025-03-11 25 - 20 - 210 10 34 25° 3 - 048 1,1+13
T 1900.86XLMW 032-02-11 32 - 25 - 210 10 43 15° 2 - 0,78 11+13 -
T 1900.86XLMW 032-03-11 32 - 25 - 210 10 43  15° 3 - 0,77 11+13 -
T 1900.88W 040-05.11 40 - 16 - 40 10 - 0,7° 5 - 02 1113 A 11T3  [122555PK 5608  VBSF08
T 1900.88W 050-05.11 50 - 22 - 40 10 - - 5 - 03 11+13 A 11T3 |122555PK 5608  VBSF10
T 1900.88W 063-06.11 63 - 22 - 40 10 - - 6 - 05 11+13 A
T 1900.88W 080-07.11 80 - 27 - 50 10 - - 7 - 10 1113 A 11T3 |122555PK 5608  VBSF12
T 1900.89W 016-02.11 16 8 8,5 13 42 10 25 3° 2 10 0,03 11+13 - 11T3  |122555PK 5608 -
T 1900.89W 020-03.11 20 10 105 18 49 10 30 5° 3 15 0,06 1,1+13
T 1900.89W 022-03.11 22 10 10,5 18 30 10 30 25° 3 15 0,06 11+13 -
T 1900.89W 025-03.11 25 12 125 21 57 10 35 25° 3 17 0,10 11+13 -
T 1900.89W 028-03.11 28 12 125 21 35 10 35 15° 3 17 0,0 1,1+13 -
T 1900.89W 028-04.11 28 12 125 21 35 10 35 15° 4 17 0,11 11+13 -
T 1900.89W 032-04.11 32 16 17 29 67 10 43  15° 4 24 0,25 11+13 -
T 1900.89W 035-04.11 35 16 17 29 43 10 43 1° 4 24 027 11+13 -
T 1900.89W 035-05.11 35 16 17 29 43 10 43 1° 5 24 027 1113 -

Ty ey T
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L ol

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC d a
~ TB. CrINIABI TB. CMNABbI C MOKPbITUEM
BbICTPbIN BbIBOP Mpourocts + i porowomy COATED GRADES ¥ Jdl
BESCHICHTET
QUICK PICK Toughness G| e RECOUVERTS ]
Crp. B 238 - o o L/10° sk
Em) N |© N
o ol o o
KO P M K N S H =) olgl |2
.u F[M|R|F M|R|F |[M|R|F M|R |F [M|R |F [M|R =) oo o I d S dl r a
BDGT  11T302FR TM7 e|ele[0[0|0 o 11,0 67 | 38 | 28 [ 02 | 18
BDGT  11T304FR TM7 ele|e/0|0|0 u 110 67 | 38 | 28 | 04 | 18
BDGT  11T308FR M7 eele[0/0]0 u 11,0 | 67 | 38 | 28 | 08 | 18
BDMT  11T304ER TMF2 e|e|o/o|o|o olo = 110 67 | 38 | 28 | 04 | 18
BDMT  11T308ER TMF2 o|o[o[e[e]e u 1067 |38 | 28| 08 | 18
e|e|0/0|0|0 olo =
BDMT  11T308ER TM2 olele n 1067 |38 | 28| 08 | 18
ole|e|o|o|o olo =
BDMT  11T312ER TM2 ole|e|o]o|o olo n 110 67 | 38 | 28 | 12 | 18
BDMT  11T316ER TM2 ole|e[o]o]o olo [ 110 | 67 | 38 | 28 | 16 | 18
BDMT  11T320ER TM2 ole|e|o]o|o olo = 11,0 67 | 38 | 28 | 20 | 18
BDMT  11T324ER TM2 ole|e[o]o]o olo [ 110 | 67 | 38 | 28 | 24 | 18
BDMT  11T331ER TM2 ole|e|o]o|o olo o 110 67 | 38 | 28 [ 31 | 18
C MOMAYEN COX - WITH COOLANT SUPPLY ole| |o
BE3 MOMAYM COX - WITHOUT COOLANT SUPPLY elo| |o
MATEPVATbI - MATERIALS 3;2'3 He 20 Mm Vc mimun Ctp. B 254
m
Ctp. H 45 GR. HRC?) F M R | u3015 | c516 | P2020 | P1025
HEETMPOBAHHAS CTATIb - NOT ALLOY STEEL 15 125300 | 008 | 015 | 025 160 | 280
= HU3KONErVIPOBAHHAR CTAIb - LOW ALLOY STEEL 6-9 180350 | 008 | 0,5 | 0.2 150
JIETMPOBAHHAS CTAMIb - ALLOY STEEL 10-11 200325 | 006 | 012 | 016 130
MAPT. HEPXKABEIOLLIAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,08 0,12 0,15 130 120
I | AYCT. HEPXABEIOLIAS CTAIb - STAINLESS STEELAUST | 14.1-14.2 | 180230 | 0,08 | 012 | 0,15 120 | 120
CEPBI/I YYTYH - GREY CAST IRON 15-16 180260 | 008 | 0,18 | 025 160
K | LIAPOBMAHbIit FPAUT - SPHEROIDAL GRAPHITE 17-18 160250 | 008 | 015 | 0.2 110
KOBKMit YYrVH - MALLEABLE CAST IRON 19-20 130230 | 008 | 015 | 02 120
ANIOMUHUIA - ALUMINIUM 2125 60130 | 008 | 015 | 02 | 1600
N |MERb - COPPER 26--28 90-110 | 008 | 0,15 | 02 | 625
TAACTUK - PLASTICS 29-30 I 008 | 015 | 02 | 285
KAPONPOUHBIE CTUABbI - HIG. TEMP. ALLOY 3135 200320 | 005 | 010 | 015 | 80
TUTAH - TITANIUM 36-37 400-1050" | 0,05 | 0,10 | 0,15 | 80
3AKANEHHAS CTATIb - HARDENED STEEL 3841 4560" | 006 | 01 | 015 60
0,5-1 0,2 0,1 0,05
Ve - 1000 1 ae/D |so-100% | 20% | 10% | 5%
n = —— =006/MWUH (MUH ")
@D - 3,14 Ve Ve (min)---------Vc(max)
fz =fz0 - Kae =mm Cp.B254 | R M E
ae/D 0,5-1 0,3 0,2 0,1 |0,05 | 0,02
fn=fz-z=wmm 50-100% | 30% | 20% | 10% | 5% | 2%
Vi=1fz-z N = wmmun Kae | 1 12 |15 | 21 | 3 |48
o >
F = U/CTOBAS, NETKASl OBPABOTKA - FINISHING, LIGHT MACHINING HTobbi ucnonb30BaTh MNAcTUHbI € r21,6MM, dpesy
M = CPE[HSISI, OBLASI OBPABOTKA - MEDIUM MACHINING, GENERIC HeobxoaVMMOo MOANPULIMPOBATL, KaK MOKA3aHO Ha PUCYHKE.
R =4EPHOBAS, TAKENAS OBPABOTKA - ROUGHING, * To use inserts with r=1,6mm, it is necessary to modify the
HEAVY MACHINING - ) ] ) ]
VC = wimni CKOPOCTb PE3AHIIS - CUTTING SPEED R milling cutting body as illustred in the figure
N =o6/muk (wi!) KOMUECTBO OBOPOTOB - Paanye macruns: [Pannye dpess ) © UM wendeschneidplatten mit r>1,6mm, muss der fréser-
NUMBER OF REVOLUTIONS et e (i s euker Radius Ko ie in der abbild b 4nd d
fz = wm MOJAYA/3YE - TOOTH FEED 6 o Grper wie in der abbildung angegeben verandert werden
fn = wmm MOAAYA/OBOPOT - FEED / REVOLUTION e R ¢ Pour utiliser les plaquettes avec r=1,6mm, il faut modifier
Vf = um/mus CKOPOCTb MOMAYYM - FEED SPEED a1 RL6 ) . o N )
» | I la frai mme il est indi ns l'illustration.
Kae = NMOMPABOYHbI KOIGOULIMEHT - CORRECTION FACTOR 20 L 6 corps de la fralse comms il estindique dans [llustratio
M B HANMYMY - IN STOCK - LIEFERBAR - DISPONIBLES O 10 3AMPOGY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 177




L ala)

®pe3bl Ana o6paboTkm yctynos (90°)

Shoulder milling cutters (90°) ,
Eckfraeser (90°) TPCtOOISI
Fraise a dresser (90°) E2 engineering
T 1900.86W.. 17 T 1900.86XL/W.. 17 T 1900.88W.. 17 BDGT 1704 A
.TM7 —
_ Y, 7100 _ Y, 7100 _ Y, +10°
@ 25-40 P | 92540 ¥ | @40-100 i
Y, 1T Y, 1T Y, 7 BDMT 1704 |  m
o ° ° TMF2 -.a—“
h6é
~d-—
BDMT 1704| =
ne .TM2 _
= =
H7
H @d—
" §
- o ’ =
4{ L 4{ L 4{
h h ll ﬂ h
’ ' - 3 IMNACTUHbI -
oD-_-9° oD-_-9° @D .90 % INSERTS
CTP. B 264
A =
h z H-m* 6462
T1900.86W  025-02.17 25 - 25 - 92 157 36 45 2 - 0,28 3850 - 1704 |C04008P 5615P -
T 1900.86W  032-03.17 32 - 32 - 100 15,7 40 25° 3 - 0,50 38+50 -
T 1900.86W  040-04.17 40 - 32 - 110 15,7 50 2° 4 - 0,63 3850 -
T 1900.86XLMW 025-02-17 25 - 20 - 210 157 60 45° 2 - 0,48 3850 - 1704 |C04008P 5615P -
T 1900.86XLMW 032-03-17 32 - 25 - 250 15,7 65 25° 3 - 0,90 38+50 -
T 1900.86XLMW 040-04-17 40 - 32 - 250 15,7 65 2° 4 - 149 3850 -
T 1900.88W  040-04.17 40 - 16 - 40 157 - 2° 4 - 0,17 3850 A 1704 |C04008P 5615P VBSFO8L
T 1900.88W  050-04.17 50 - 22 - 40 157 - 15° 4 - 0,29 38+50 A 1704 |C04008P 5615P VBSF10
T 1900.88W  063-05.17 63 - 22 - 40 157 - 1° 5 - 0,51 3850 A
T 1900.88W  080-06.17 80 - 27 - 50 15,7 - 1° 6 - 0,97 3850 B 1704 |C04008P 5615P AL12x35
T1900.88W  100-07.17 100 - &2 - 50 157 - 05 7 - 144 3850 B 1704 | C04008P 5615P AL16x35

W = OTBEPCTUE [51s1 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
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L ol

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC
17 TB.CTINIABBI TB. CM/IABbI C MOKPLITUEM
BbICTPbIM BbIBOP npOL«IHOCTb + E [BE3 MOKPHITWS| CCOATEDCGROADES
CEMENTED
BESCHICHTET
QUICK PICK Toughness E SRADES RECOUVERTS
Ctp. B 238
= Qo (&
—
K P M K N S H =3 Sl IS o
On FIM|R|F |M|R|F |M|R|F |M|R|F MR |F MR g oo o I d S dl r a
BDGT  170404FR TM7 e/e|e|[0]0]0 [ 170| 96 | 49 | 44 [ 04 | 18
BDGT  170408FR TM7 e|e|e|0|0|0 m 17,0] 96 | 49 | 44 | 08 | 18
BDGT  170420FR TM7 e|e|e|0]0]0 [ 170] 96 | 49 | 44 [ 20 | 18
BDGT  170431FR TM7 e/efe|0[0|0 [ 170 96 | 49 | 44 [ 31 [ 18
BDMT  170404ER TMF2 ololo|e|e|e ] 170| 96 | 49 | 44 | 04 | 18
e|/®/0|0|0|0 o|o u
BDMT  170408ER TMF2 ololo|e|e|e ] 170| 96 | 49 | 44 | 08 | 18
e|/e®|0|0|0|0 olo [
BDMT  170404ER TM2 ole|e m 17,0] 96 | 49 | 44 | 04 | 18
BDMT  170408ER TM2 olele u 170| 96 | 49 | 44 [ 08 | 18
e|/e®/0|0|0|0 o|o u
BDMT  170412ER TM2 olele u 170| 96 | 49 | 44 | 12 | 18
e|/®/0|0|0|0 o|o u
BDMT  170416ER TM2 ole|e u 170| 96 | 49 | 44 | 16 | 18
e|/e®|o|0|0|0 olo [
BDMT  170420ER TM2 e|e|o|0o|0|0 olo u 170| 96 | 49 | 44 | 20 | 18
BDMT  170424ER TM2 e|e|o|o]o]o o|o [ 170] 96 | 49 | 44 | 24 | 18
BDMT  170431ER TM2 ele[o|0[0]0 olo [ 17,0 96 | 49 | 44 [ 31 | 18
BDMT  170440ER TM2 e|e|o|o|o|o olo m 170| 96 | 49 | 44 | 40 | 18
C MOJAYEM COX - WITH COOLANT SUPPLY
BE3 MOAAYM COX - WITHOUT COOLANT SUPPLY
MATEPUWAIbI - MATERIALS 322-3 ez, fz0 mm m/mun  Crp. B 254
m
Ctp. H 45 GR. HRC2) F M R | U3015 | c516 | P2020 | P1025
HENETUPOBAHHAA CTAJTb - NOT ALLOY STEEL 15 125300 | 008 | 0,5 | 0,25 160 | 280
P HU3KOMETVIPOBAHHAA CTATIb - LOW ALLOY STEEL 6-9 180350 | 008 | 0,15 | 02 150
NETUPOBAHHAS CTATIb - ALLOY STEEL 10-11 200-325 | 0,06 | 0,12 | 0,16 130
MAPT. HEPXKABEIOLLAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,08 0,12 0,15 130 120
Ml | AYCT. HEPXKABEIOILIAS CTANIb - STAINLESS STEELAUST | 14.1-14.2 | 180230 | 0,08 | 0,12 | 0,15 120 | 120
CEPbIV YYTYH - GREY CAST IRON 15-16 180260 | 0,08 | 0,18 | 0,25 160
K |IUAPOBUAHDIN FPAOUT - SPHEROIDAL GRAPHITE 17-18 160250 | 0,08 | 0,15 | 0,2 110
KOBKHii 4YrYH - MALLEABLE CAST IRON 19-20 130230 | 0,08 | 0,15 | 02 120
ATOMUHWIA - ALUMINIUM 21---25 60-130 0,08 0,15 0,2 1600
N [MEfb- COPPER 26--28 90-110 0,08 0,15 0,2 625
TUIACTUK - PLASTICS 29-30 / 008 | 015 | 02 | 285
KAPOMPOYHBIE CTNABbI - HIG. TEMP. ALLOY 3135 200320 | 0,05 | 0,10 | 0,15 | 80
TUTAH - TITANIUM 36-37 400-1050" 0,05 0,10 | 0,15 80
3AKANIEHHAA CTAJTb - HARDENED STEEL 38-41 45-60" 006 | 01 | 015 60
. 0,5-1 0,2 0,1 0,05
n = Ve 1000 1000 = 06/muH (Munl) ae/D |s0-100% | 20% | 10% | 5%
@D - 3,14

Ve Ve (min)---------Vc(max)
Ctp.B254 | R M E

fz =1z0 - Kae =mm

ae/D| 051 03 | 02 | 01 |005 |0,02
fn=fz-zZ=wmm 50-100% | 30% | 20% | 10% | 5% | 2%

Vf=fz-z N =wmmun Kae | 1 12 15 | 21| 3 | a8

« UT06bI Mcnonb3oBaTh NNAacTuHbI € r21,6MM, pesy

F = YMCTOBAS, NIEMKASl OBPABOTKA - FINISHING, LIGHT MACHINING 6
M = CPE[HS, OBLLASt OBPABOTKA - MEDIUM MACHINING, GENERIC HeobxoAMMO MOANKMLMPOBATS, Kak MOKa3aHO Ha PUCYHKE.
R =4EPHOBAS, TSDKENAS OBPABOTKA - ROUGHING, * To use inserts with r>1,6mm, it is necessary to modify the
HEAVY MACHINING . ) i ) i
Ve = mimns CKOPOCTb PEBAHUS - CUTTING SPEED R milling cutting body as illustred in the figure
n = 06/MuH (MMH_1) KOINMMYECTBO OBOPOTOB - Paavyc nnactunbl |Panuyc dpeas (vm)]  ® Um Wendeschneidplatten mit r21,6mm, muss der fraser-
NUMBER OF REVOLUTIONS insert il () i o)™ korper wie in der abbildung angegeben verandert werden
fz = mm MONAYA/3YE - TOOTH FEED L6 RLO P ung angeg
fn = mm NMOLAYA/OBOPOT - FEED / REVOLUTION 24 R * Pour utiliser les plaquettes avec r=1,6mm, il faut modifier
= - 3,1 R1,6 . . o ) .
VE = wmimun CKOPOCTb NOJAHY - FEED SPEED w0 R25 le corps de la fraise comme il est indiqué dans lillustration.
Kae = MOMPABOYHBIN KOSOOULIMEHT - CORRECTION FACTOR
M B HANMYMY - IN STOCK - LIEFERBAR - DISPONIBLES O 10 3AMPOGY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 179




®pe3bl Ana o6paboTkm yctynos (90°) ' ™ ,
Shoulder milling cutters (90°)

Eckfraeser (90°) TPC tOOISI
Fraise a dresser (90°) E2 engineering

T986..10 @ 16-32 T 986W/GW..10 @ 10-32 APKT 1003

.TM2
Y, 157100 Y, -15°0+10°

Ty 20 Y 2 APKT 1003
Y, 217115 Y, -21°-115 T™M2

APKX 1003
.TM2

<}

APKT 1003 d
TM2 '
s |

!

hé
@d
“ 2 [‘ " T APHT 1003 .
] TM3 o

APKT 1003 | [
TM4 e

APHT 1003 E
H H TM7

-
N

i

-~

MIACTUHBI -
INSERTS
CTP. B 262

¥

Z
T 986 016 - 10 16 16 85 10 25 37 2 3,5° 0,11 11+13 1003 12255P 5608P
T 986 020 - 10 20 20 90 10 25 40 3 1,5° 0,18 1,1+13
T 986 025 - 10 25 25 95 10 25 39 4 0,9 0,30 1,1+13
T 986 032 -10 32 25 95 10 25 39 5 0,6° 0,33 1,1+13
T 986W 010 - 10 10 16 80 10 24 32 1 11° 0,09 1,113 1003 12255P 5608P
T 986W 011 -10 11 16 80 10 24 32 1 11° 0,10 1,113
T 986W 012-10 12 16 80 10 24 32 1 9Q° 0,10 1,113
T 986W 013 -10 13 16 80 10 24 32 1 8,5° 0,10 1,113
T 986W 014 - 10 14 16 80 10 25 32 1 8° 0,10 1,113
T 986W 015-10 15 16 85 10 25 37 2 4° 0,10 1,1+13
T 986W 016 - 10 16 16 85 10 25 37 2 3,56° 0,11 11+13
T 986W 017 - 10 17 20 85 10 25 35 2 3° 0,16 1,113
T 986W 018 - 10 18 20 85 10 265 35 2 25° 0,16 1,1+13
T 986W 019 -10 19 20 90 10 25 40 2 2° 0,18 1,1+13
T 986W 020 - 10 20 20 90 10 25 40 3 1,5° 0,18 1,1+13
T 986W 022 - 10 22 25 95 10 25 39 3 1,5° 0,29 1,1+13
T 986W 024 - 10 24 25 95 10 25 39 4 1° 0,29 1,1+13
T 986W 025-10 25 25 95 10 25 39 4 0,9° 0,30 1,1+13
T 986W 028 - 10 28 25 95 10 25 39 4 0,9° 0,32 1,1+13
T 986W 029 - 10 29 25 95 10 25 39 4 0,8° 0,32 1,1+13
T 986W 030-10 30 25 95 10 25 39 4 0,8° 0,33 1,1+13
T 986W 032-10 32 25 95 10 25 39 5 0,6° 0,33 1,1+1,3
T 986GW 020 - 10 20 20 90 10 25 40 2 1,5° 0,18 1,1+13 1003 12255P 5608P
T 986GW 025-10 25 25 95 10 25 39 3 0,9° 0,30 1,113
T 986GW 032 -10 32 25 95 10 25 39 4 06° 033 1,1+13
—vy V= B

W = OTBEPCTUE [51s1 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
G = KPYIMHbIW LWAT - LARGE TEETH DISTANCE - NORMALE ZAHNTEILUNG - GRANDE DISTANCE DENTS.

- CTP. H 11
B 180 i




L ol

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC r d a°
BbICTPbIN BbIBOP Mpouocts + m s Cranobl C HOKPLITHEM IT K
CEMENTED dl
SCHIC
QUICK PICK Toughness  _ é GRADES gécoﬂv:;% L ]
Crp. B 238 sl = | | /85" =Sl
o OO0 |O|O M MO
M N O M <t
K EE M HEE N e S| BEESSE SRR °
on F|M|IR|F|M|IR|F|M|R|F |M|R|F |M|R |F |M|R O OOOOOUEUO I d Sdl r a
APKT 1003 PDR .TM2 e|e|o|o|o|olo|o|o o|olo = 105 |6,70 | 350 | 28 | 05 | 11
APKT 1003 PDER .TM2 O ®/® O @ e® O 00 O|0|0 | | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
O ®® O ®O0|0|0|0 O|®|0 n
APKT 1003 PDTR .TM2 ol e e | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
ole|e|o|e|e| |o o o u
APKX 1003 PDR TM2 O @/ ® O @®e® O 0o O o) | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
APKT 1003 PDSR .TM4 Ole®@ O @O0 | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
APKT 1003 PDER .TM4 oo = 105|670 | 350 | 28 | 05 | 11
APHT 100312SR .TM3 (o) o ee O | | 10,5 | 6,70 | 3,50 | 2,8 1,2 11
APHT  100320SR TM3 o| [o|e]e o m| [105|670[350] 28 | 20 | 11
APHT 1003 PDFR .TM7 ® ® e e e e O 00 | | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
C MOMAYEW COX - WITH COOLANT SUPPLY ,f o ele0|o|e|0|@|0]0
BE3 MOJAYM COX - WITHOUT COOLANT SUPPLY prs o olo|e|e|o|o|o|olo
i -
1 T 1 [ [ T
:i ) )
MATEPVWATbI - MATERIALS 9}33 HE, 20 Mm Vc mimun Ctp. B 254
Rm
Ctp. H 45 GR. HRC2) F M R | c120 | c516 |C518M | C525 | C526 | C528N | C530 | C533 | P1035 | C546
HENETUPOBAHHAA CTAJIb - NOT ALLOY STEEL 1---5 125-300 0,1 0,15 0,2 220 250 220 220 230 240 125 160
P HU3KONErMPOBAHHASA CTAND - LOW ALLOY STEEL 6--9 180-350 0,06 0,1 0,15 160 200 160 160 180 150 120 150
JIETUPOBAHHASA CTAND - ALLOY STEEL 10-11 200-325 0,06 0,1 0,15 140 170 150 150 150 140 100 140
MAPT. HEPXKABEIOLLIAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,06 0,08 0,1 160 150 140 140 140 160 100 150
M AYCT. HEPXKABEIOLLIAAl CTANDb - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 0,08 0,1 100 140 140 130 120 120 140 110
CEPbI YYTYH - GREY CAST IRON 15-16 180-260 0,1 0,15 0,2 120 250 160 200 180 160 160
LWAPOBUIHBIN FPAGUT - SPHEROIDAL GRAPHITE 17-18 160-250 0,06 0,12 L 110 200 140 180 160
it 0,15 150 | 150
KOBKMI YYTYH - MALLEABLE CAST IRON 19-20 130-230 0,06 0,12 0,15 120 220 150 200 170 160 160
AJTIOMUHWIA - ALUMINIUM 21---25 60-130 0,06 0,15 0,2 500 600
N |MEAb - COPPER 2628 90110 | 0,06 | 012 | 018 | 300 300
NNACTUK - PLASTICS 29-30 ! 0,06 0,12 0,18
JKAPOMPOYHBIE C/ABbI - HIG. TEMP. ALLOY 31=—35 200-320 0,06 0,08 0,1 20 60 40 40 40 50 40
TUTAH - TITANIUM 36-37 400-1050" | 0,06 | 008 | 01 30 40 50 60 50 50 50
3AKAJIEHHAS CTAJIb - HARDENED STEEL 38--41 45-60" 0,06 0,08 0,1 40
. 0,5-1 0,2 0,1 0,05
= Ve 1000 1000 = 06/muH (Munl) ae/D |s0-100% | 20% | 10% | 5%
@D - 3,14 Ve Ve (min)---------Vc(max)
fz =fz0 - Kae =mm Cp.B254 | R M E
ae/D 0,5-1 0,3 0,2 0,1 0,05 | 0,02
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
Vi=fz-z N =wmmun Kae | 1 12 |15 | 21 | 3 |48

F = UMCTOBAS, NETKASI OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPE[IHSISA, OBLLASI OBPABOTKA - MEDIUM MACHINING, GENERIC
R =YEPHOBAS, TAXKENASH OBPABOTKA - ROUGHING,

HEAVY MACHINING
Ve = mmun CKOPOCTb PESAHVIS - CUTTING SPEED
n = o6/MmuH (unT) KONMYECTBO OBOPOTOB -

NUMBER OF REVOLUTIONS
fz = wmm MOOAYA/3YE - TOOTH FEED
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAUM - FEED SPEED
Kae = MOMPABOYHbI KOS®OULIVEHT - CORRECTION FACTOR

R ———

M B HANMYWM - IN STOCK - LIEFERBAR - DISPONIBLES O 110 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 181




®pe3bl Ana o6paboTkm yctynos (90°) ' ™ ,
Shoulder milling cutters (90°)

Eckfraeser (90°) TPC tOOISI
Fraise a dresser (90°) E2 engineering

APKT 1003

T 986GXL..10 T 986XLZ..10 T 986XLZ!/.. T 987..10 b

@ 20-40 Yo TV g10-32 Yo NS g5 16-25 %p ASHI0 gy 00.32 Yo T | APKT 1003
f

Yy -13,5°-10° Y; -21°-11,5° -21°/-11,6° Yy -13,5%-11,5° T™2

ad ad
J r j r APKX 1003

.TM2

APHT 1003
.TM3 e

'}/0 -13,5°/-10° yu -21°/-11,5° 'YO -21°/-11,5° YO -13,5°/-11,5°
APKT 1003 d
TM2 )

APKT 1003 i
.TM4 ‘_;a,...

APHT 1003 E
.T™M7

MIACTUHBI -
INSERTS
CTP. B 262
- Ny

@D @dcm D1 Z
T 986GXL 020 - 10 20 20 130 10 40 80 1,5° 2 0,29 1,1+1,3| 1003 12255P  5608P
T 986GXL 025 -10 25 25 - 140 10 40 84 - 0,9° 3 - 0,47 11+13
T 986GXL 032 - 10 32 32 — 160 10 50 100 - 0,6° 4 — 0,93 11+13
T 986GXL 040 - 10 40 32 - 200 10 60 140 - - 5 - 1,23 1,1+13
T 986XLZ 010 - 10 10 20 11,5 200 10 50 — 18 11° 1 — 0,40 1,1+1,3| 1003 12255P  5608P
T 986XLZ 011 - 10 11 20 13,5 200 10 50 — 19 11° 1 — 0,41 11+13
T 986XLZ 012 - 10 12 20 13,5 200 10 50 — 21 9° 1 — 0,41 1,1+13
T 986XLZ 013 - 10 i3 20 15,0 200 10 50 - 22 8,5° 1 - 0,42 11+13
T 986XLZ 014 - 10 14 20 15,5 200 10 50 — 21 8° 1 — 0,43 11+13
T 986XLZ 015-10 15 20 16,0 200 10 50 - 23 4° 2 — 0,42 11+13
T 986XLZ 016 - 10 16 20 17,0 200 10 50 — 35 3,5° 2 — 0,43 11+13
T 986XLZ 017 - 10 17 20 18,0 200 10 50 — 35 3° 2 — 0,44 11+13
T 986XLZ 018 - 10 18 20 19,0 200 10 50 = 35 2,5° 2 - 0,44 11+13
T 986XLZ 019 - 10 19 20 19,0 200 10 50 — 35 2° 2 - 0,45 11+13
T 986XLZ 020 - 10 20 20 - 200 10 50 - 50 1,5° 2 - 0,46 11+13
T 986XLZ 022 - 10 22 25 — 220 10 50 — 50 1,5° 2 - 0,76 1,1+13
T 986XLZ 024 - 10 24 25 — 220 10 50 - 50 1° 3 - 0,79 11+13
T 986XLZ 025 -10 25 25 — 220 10 50 - 50 0,9° 3 - 0,80 1,1+13
T 986XLZ 028 - 10 28 32 — 250 10 50 — 50 0,9° 3 — 1,44 11+13
T 986XLZ 029 - 10 20 32 - 250 10 50 - 50 08 3 - 146 11+13
T 986XLZ 030 - 10 30 32 - 250 10 50 — 50 0,8° 4 — 1,46 1,113
T 986XLZ 032 -10 32 32 - 250 10 50 - 50 0,6° 4 - 1,50 1,1+1,3
T 986XLZM 016 - 10 16 15 - 150 10 25 - — 1,5° 2 0,5 0,20 1,1+1,3| 1003 12255P  5608P
T 986XLZM 020 - 10 20 19 - 160 10 25 - — 1,5° 2 0,5 0,34 1113
T986XLZM  025-10 25 24 - 200 10 25 - - 09 3 05 068 1113
T 1087 020 - 10 20 CM2 - 100 10 31 36 = 1,5° 3 — 0,14 11+13 1003 12255P  5608P
T 987 025 - 10 25 CM3 — 124 10 38 43 — 0,9° 4 — 0,33 1,1+13
T 987 032-10 32 CM3 - 124 10 38 43 - 06° 5 - 035 1,1+13

vy Tty =y

51086 XLZM...-10

XLZ = OKCTPALSINHHBIN LNNNHAPUYECKUN XBOCTOBUK - EXTRALONG , CYLINDRICAL SHANK - EXTRALANG , ZYLINDERSCHAFT - EXTRALONGUE , QUEUE CYLINDRIQUE
GXL = SKCTPALAJIMHHBIE C KPYMHbIM LUAFOM - EXTRALONG WITH LARGE TEETH DISTANCE - EXTRALANG MIT NORMAL ZUHNTEILUNG - EXTRALONGUE AVEC GRANDE DISTANCE
DENTS

Eﬂ‘ CTP. H 11
B 182 -



L ol
Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC
o TB. CM/1ABbI TB. CMJIABbI C NMOKPLITUEM
5b|CTPb|M BblEOP MpouHoctb =+ 'UE_J BSE”A%mTEV‘; COATED GRADES
SCHIC
QUICK PICK Toughness G| o RECOUVERTS
Crp.B 238 (=} cooEOLooZoomgmo
M N O M <
K P M| K| NJ]S | H S| (RIS S 2 0
Oﬂ FIM|IR|F|M|IR|F|M|R|F |M|R|F MR |F |M|R O UOOOOUEUO I d Sdl r a
APKT 1003 PDR TM2 ® ® O/0|0|0|0|0O|0 O|0|0 | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
APKT 1003 PDER .TM2 (oK BN JKeRK 2N JEelielNe} O|0|0 | | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
O ® @®O0|® 00|00 O|®|O n
APKT 1003 PDTR .TM2 o ee | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
ole e oO|ee (o) (e} (o) |
APKX 1003 PDR TM2 O e @®@ O ® e 0|00 O [e] | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
APKT 1003 PDSR .TM4 (o3 JK JKeRK JNe] L 10,5 | 6,70 | 3,50 | 2,8 0,5 11
APKT 1003 PDER .TM4 LK ) | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
APHT 100312SR .TM3 (o) o ee O | | 10,5 | 6,70 | 3,50 | 2,8 1,2 11
APHT 100320SR .TM3 (e} ol ee () | 10,5 | 6,70 | 3,50 | 2,8 2,0 11
APHT 1003 PDFR .S57 ® ® 0 e e e O 0o | | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
C NOJAYEN COX - WITH COOLANT SUPPLY ,r [e) e 0O0|@O|@|O|0®
BE3 MOOAYN COX - WITHOUT COOLANT SUPPLY # [e) o|0|@e|®@|O|0]|0O|0O|0O
i —
| 1 [ [ [
:i 1 Y ) Y Y Y
MATEPUWATbI - MATERIALS 32‘2’-3 HB, fz0 mm Ve m/mud Crp. B 254
Rm
Ctp. H45 GR. HRC2) F M R | C120 | C516 | C518M| C525 | C526 | C528N | C530 | C533 | P1035 | C546
HENIETUPOBAHHAA CTAJD - NOT ALLOY STEEL 1---5 125-300 0,1 0,15 0,2 220 250 220 220 230 240 125 160
P HU3KONErMPOBAHHASA CTAND - LOW ALLOY STEEL 6--9 180-350 0,06 0,1 0,15 160 200 160 160 180 150 120 150
JIETUPOBAHHAS CTAND - ALLOY STEEL 10-11 200-325 0,06 0,1 0,15 140 170 150 150 150 140 100 140
MAPT. HEPXKABEIOLLIAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,06 0,08 0,1 160 150 140 140 140 160 100 150
M AYCT. HEPXKABEHOLLAAl CTAND - STAINLESS STEEL AUST 14.1-14.2 180-230 0,06 0,08 0,1 100 140 140 130 120 120 140 110
CEPbI/ YYTYH - GREY CAST IRON 15-16 180-260 0,1 0,15 0,2 120 250 160 200 180 160 160
K LUAPOBUAHBINA PAOUT - SPHEROIDAL GRAPHITE 17-18 160-250 0,06 0,12 0,15 110 200 140 180 160 150 150
KOBKMNI YYTYH - MALLEABLE CAST IRON 19-20 130-230 0,06 0,12 0,15 120 220 150 200 170 160 160
AJTIOMUHWIA - ALUMINIUM 21---25 60-130 0,06 0,15 0,2 500 600
N | MEAb - COPPER 26--28 90-110 0,06 0,12 0,18 300 300
MJIACTUK - PLASTICS 29-30 / 0,06 0,12 0,18
KAPOMPOYHBIE CM/ABbI - HIG. TEMP. ALLOY 3135 200-320 0,06 0,08 0,1 20 60 40 40 40 50 40
TUTAH - TITANIUM 36-37 400-1050" | 0,06 | 008 | 01 30 40 50 60 50 50 50
3AKAJIEHHAS CTAJIb - HARDENED STEEL 38--41 45-60" 0,06 0,08 0,1 40
. 0,5-1 0.2 0,1 0,05
= Ve 1000 1000 = 06/muH (Munl) ae/D |s0-100% | 20% | 10% | 5%
@D - 3,14 Ve Ve (min)---------Vc(max)
fz =fz0 - Kae =mm Cmp.B254 | R M F
ae/D| 051 03 | 02 | 01 |005 |0,02
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
Vf=fz-z N =wmmun Kae | 1 12 15 | 21| 3 | a8

F = UMCTOBAS, NETKASI OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPE[IHSISA, OBLLASI OBPABOTKA - MEDIUM MACHINING, GENERIC
R =YEPHOBAS, TAXKENASH OBPABOTKA - ROUGHING,

HEAVY MACHINING
Ve = mmun CKOPOCTb PESAHVIS - CUTTING SPEED
n = o6/MmuH (unT) KONMYECTBO OBOPOTOB -

NUMBER OF REVOLUTIONS
fz = wmm MOOAYA/3YE - TOOTH FEED
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAUM - FEED SPEED
Kae = MOMPABOYHbI KOS®OULIVEHT - CORRECTION FACTOR

R ———

M B HANMYWM - IN STOCK - LIEFERBAR - DISPONIBLES O 110 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 183




®pe3bl Ana o6paboTkm yctynos (90°)
Shoulder milling cutters (90°)
Eckfraeser (90°)

Fraise a dresser (90°)

T988..10

@ 40-63 I M

Y, -10°-8°
Y, -10°-8°

T 988W .. 10
T 988GW .. 10

@ 40-63 I M

. -10°/-8°
Y, -10°%-8°

L ala)

TPCtooIs)

X engineering

@ 10-32

@01

‘a

|

f-—
[
w

APKT 1003 ﬂ
TM2
Yp SR APKT 1 :
y? 21°-11,5° TM2003 H
Y, -21°-115° )
APKT 1003
$OPMA B TM2 d
APKX 1003
TM2 “
oL APHT 1003 -
TM3 @

APKT 1003 ¥

TM4 ---_@

APHT 1003
.T™M7

MIACTUHBI -
INSERTS
CTP. B 262

(Mm) -
®OPMA DD h Z ? % é
T 988 040 - 10 - 40 - 22 - 40 10 - - - - 6 - 0,210 1,1+13 A 1003 |12255P 5608P VBSF10
T 988 050 - 10 - 50 - 22 - 40 10 - - - - 7 - 0320 1,1+13 A
T 988 063 - 10 - 63 - 22 - 40 10 - - - - 8 - 0,550 1,113 A
T 988W 040 - 10 - 40 - 22 - 40 10 - - - - 6 - 0,210 1,1+13 A 1003 | 12255P 5608P VBSF10
T 988W 050 - 10 - 50 - 22 - 40 10 - — - - 7 - 0320 11+13 A
T 988W 063 - 10 - 63 - 22 - 40 10 - - - - 8 - 0,350 1,1+13 A
T988GW 040-10 - 40 - 2 - 40 10 - - - - 5 - 0,210 1113 A 1003 | 12255P 5608P VBSF10
T 988GW 050 - 10 - 50 - 22 - 40 10 - - - - 6 - 0,320 11+13 A
T 988GW 063 - 10 - 63 - 22 - 40 10 - - - - 7 - 0,550 1,1+13 A
T 989W 10 25 01.10 A 10 8 85 13 - 10 25 135 20 11° 1 10 0,017 11+13 - 1003 | 12255P 5608P -
T 989W 12 2501.10 A 12 8 85 13 - 10 25 13 20 ©° 1 10 0,020 11+1,3 -
T 989W 16 25 02.10 B 16 8 85 13 - 10 25 - - 35° 2 10 0,023 11+1,3 -
T 989W 20 30 03.10 B 20 0 105 18 - 10 30 - - 15 3 15 0,049 1,1+13 -
T 989W 25 35 03.10 B 25 12 125 21 - 10 35 - - 09 3 17 0,090 11+1,3 -
T 989W 25 35 04.10 B 25 12 125 21 - 10 35 - - 09 4 17 0,089 11+13 -
T 989W 3243 05.10 B 32 16 17 29 - 10 43 - - 06° 5 24 0,212 1113 -

My s sy

W = OTBEPCTUE [51s1 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
G = KPYIMHbIW LWAT - LARGE TEETH DISTANCE - NORMALE ZAHNTEILUNG - GRANDE DISTANCE DENTS.

- CTP H 11
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Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC r d a°
1/ T8.CMMABLI | TB. CT/IABbI C MOKPLITVIEM y -
5b|CTPb|V| BblBOP MpouHoctb =+ g BSEHA?EKLTEM; COATED GRADES N ( Jdl
SCHICI
QUICK PICK Toughness  _ é %A;{ZBDESE gﬁcoﬂv:&% ’ 7
Ctp. B 238 1T IR /85" =Sl
o OO OO MM MO
M N oM<t
K P M R N e S| BREE8S SR °
on F|M|IR|F|M|IR|F|M|R|F |M|R|F |M|R |F |M|R O OOOUOOEOO I d Sdl r a
APKT 1003 PDR .TM2 e|e|o|o]o|o|o]o|o olo|o ] 105|670 350 | 28 | 05 | 11
APKT 1003 PDER .TM2 O ®® O e e O 00 O|0|0 | | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
O ® ® O ®0|0|0|0 O @0 | ]
APKT 1003 PDTR .TM2 ol e e | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
olele|o|e|e| |O o o ]
APKX 1003 PDR TM2 O ®® O e e® O 00 o o) | | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
APKT 1003 PDSR .TM4 O|®@/® O0|e 0 L 10,5 | 6,70 | 3,50 | 2,8 0,5 11
APKT 1003 PDER .TM4 oo [ 105|670 [ 350 | 28 | 05 | 11
APHT 100312SR .TM3 O o ee (] | | 10,5 | 6,70 | 3,50 | 2,8 1,2 11
APHT  100320SR TM3 o| |o|el|e o m| [105]670|350] 28 | 20 | 11
APHT 1003 PDFR .TM7 ® ©® ® e e e O oo | 10,5 | 6,70 | 3,50 | 2,8 0,5 11
C NOAAYEI COX - WITH COOLANT SUPPLY ,f o ele|o|0|@|0|@|0]|®
BE3 MOJAYM COX - WITHOUT COOLANT SUPPLY P o olo|e|e|o|o|o|o|o
|
1 L 1 [ [ 1
:i s s
MATEPUWATIbI - MATERIALS 32';-3 HB, 20 mm Ve m/mud Crp. B 254
Rm
Ctp. H 45 GR. HRC2) = M R | C120 | C516 |C518M| C525 | C526 | C528N | C530 | C533 | P1035 | C546
HENETUPOBAHHAA CTAJIb - NOT ALLOY STEEL 1---5 125-300 0,1 0,15 0,2 220 250 220 220 230 240 125 160
P HU3KONETUPOBAHHASA CTAND - LOW ALLOY STEEL 6--9 180-350 0,06 0,1 0,15 160 200 160 160 180 150 120 150
JIETUPOBAHHASA CTAND - ALLOY STEEL 10-11 200-325 0,06 0,1 0,15 140 170 150 150 150 140 100 140
MAPT. HEPXKABEIOLLIAAl CTAIb - STAINLESS STEEL MART 12-13 200-240 0,06 0,08 0,1 160 150 140 140 140 160 100 150
M AYCT. HEPXKABEIOLLIAAl CTANb - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 0,08 0,1 100 140 140 130 120 120 140 110
CEPbIIA YYTYH - GREY CAST IRON 15-16 180-260 0,1 0,15 0,2 120 250 160 200 180 160 160
|K | LAPOBIAHbI/ FPAOUT - SPHEROIDAL GRAPHITE 17-18 160250 | 0,06 | 0,12 | 0,115 | 110 | 200 | 140 | 180 160 | 150 | 150
KOBKMI YYTYH - MALLEABLE CAST IRON 19-20 130-230 0,06 0,12 0,15 120 220 150 200 170 160 160
AJIOMUHWIA - ALUMINIUM 21---25 60-130 0,06 0,15 0,2 500 600
N |MERb - coPPER 26-28 90-110 | 0,06 | 012 | 018 | 300 300
MNACTUK - PLASTICS 29-30 ! 0,06 0,12 0,18
KAPOMPOYHBIE CM/ABbI - HIG. TEMP. ALLOY 31—35 200-320 0,06 0,08 0,1 20 60 40 40 40 50 40
TUTAH - TITANIUM 36-37 400-1050" | 0,06 | 008 | 01 30 40 50 60 50 50 50
3AKANEHHASA CTANDb - HARDENED STEEL 38--41 4560" 0,06 0,08 0,1 40
0,5-1 0,2 0,1 0,05
Ve - 1000 ae/D |50.100% | 20° % ,
- = 06/MuH (Mnwl) 50-100%| 20% | 10% 5%
@D - 3,14 Ve Ve (min)---------Vc(max)
fz =fz0 - Kae =mm Cp.B254 | R M E
ae/D 0,5-1 0,3 0,2 0,1 |0,05 | 0,02
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
VE=fz-z N =mmmun Kae | 1 12 |15 | 21 | 3 |48

F = UMCTOBAS, NETKASI OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPE[IHSISA, OBLLASI OBPABOTKA - MEDIUM MACHINING, GENERIC
R =YEPHOBAS, TAXKENASH OBPABOTKA - ROUGHING,

HEAVY MACHINING
Ve = mmun CKOPOCTb PESAHVIS - CUTTING SPEED
n = o6/MmuH (unT) KONMYECTBO OBOPOTOB -

NUMBER OF REVOLUTIONS
fz = wmm MOOAYA/3YE - TOOTH FEED
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAUM - FEED SPEED
Kae = MOMPABOYHbI KOS®OULIVEHT - CORRECTION FACTOR

R ———

M B HANMYWM - IN STOCK - LIEFERBAR - DISPONIBLES O 110 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 1 85




L ala)

®pe3bl Ana o6paboTkm yctynos (90°) ,
Shoulder milling cutters (90°)
Eckfraeser (90°) TPCtOOISI
Fraise a dresser (90°) E2 engineering

T 8001-6W..-10 T 8001-6XL'W..-10 T 8001-8W..-10 LNMM 1006 n

.TM6
- Y, -6° - Y, -6° _ Y, -6.35°-6°
@ 20-40 yfp -27°/-17,5° @ 20-32 yfp -27°/-19° @ 40-50 yf -17,5°1-16,5°
Y, -27°-175° o Y, -27°-19° Y, -17.5°-16,5°
~—2d— ISO 6462 ...

o [

4

T

L
S|
h
— DL MNACTUHbI -
90° INSERTS
@D
CTP. B 264

IR

h Z

T8001-6W-020-02-10 20 20 100 9 30 4° 2 0,20 1,5+2,0 - 1006 C03007 5609 -
T8001-6W-020-03-10 20 20 100 9 30 4° 3 0,20 1,5+2,0 -

T8001-6W-025-02-10 25 25 115 9 35 3,5° 2 0,41 1,5+2,0 —

T8001-6W-025-03-10 25 25 115 9 35 3,5° 3 0,41 1,5+2,0 —

T8001-6W-032-03-10 32 32 125 9 42 3° 3 0,76 1,5+2,0 —

T8001-6W-032-04-10 32 32 125 9 42 3° 4 0,76 1,5+2,0 —

T8001-6W-040-04-10 40 32 130 9 42 2° 4 0,87 1,5+2,0 —

T8001-6W-040-05-10 40 32 130 9 42 2° 5 0,87 1,5+2,0 —

T8001-6XLMW-020-02-10 20 19 150 9 30 4° 2 0,31 1,5+2,0 - 1006 C03007 5609 —
T8001-6XLMW-025-02-10 25 24 150 9 35 3,5° 2 0,51 1,5+2,0 -

T8001-6XLMW-032-03-10 32 30 180 9 42 3° 3 0,99 1,5+2,0 -

T8001-8W-040-04-10 40 16 40 9 — 2° 4 0,24 1,5+2,0 A 1006 C03007 5609 VBSFO08L
T8001-8W-040-05-10 40 16 40 9 — 2° 5 0,24 1,5+2,0 A

T8001-8W-050-05-10 50 22 40 9 — 1,5° 5 0,35 1,5+2,0 A 1006 C03007 5609 VBSF10
T8001-8W-050-07-10 50 22 40 9 — 1,5° 7 0,35 1,5+2,0 A

———y é —

W = OTBEPCTWE A5 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
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L ol

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

E2 engineering

HT | HW HC d
o TB. CT/1ABbI TB. CMJIABbI C MOKPLITUEM
EblCTPb|M BblBOP MpouHoctb =+ g [BE3 NOKPLITUA COATED GRADES
CEMENTED
SCHIC di
QUICK PICK Toughness  _ é ?5?‘{2%'25 gécoﬂv:;%
Ctp. B 238 —~ s =
SRE
K P M K N S H SIS o
o'u FM|IR|F | M|IR|F |M|R|F |M|R[F [M|R |F |[M|R oajojo|o I d S dl r a
LNMM 100605 T™6 ole|e ] 10 | 65653505 -
ole|e [
ole|e [ ]
ole|e|o|o|o u
C MOMAYEM COX - WITH COOLANT SUPPLY ,f 00
BE3 MOAAYM COX - WITHOUT COOLANT SUPPLY gin 00
MATEPUATbI - MATERIALS 3';2-3 el f20 mm Ve mimun Ctp. B 254
m
Ctp. H 45 GR. HRC2) F M R | P3415 | P3420 | P1425 | P1135
HENETUPOBAHHAS CTATIb - NOT ALLOY STEEL 1-5 125300 | 0,08 | 0,15 | 0,25 260 | 210
P HU3KONETVIPOBAHHAA CTAJIb - LOW ALLOY STEEL 6-9 180350 | 008 | 0,15 | 02 230 | 180
NETVIPOBAHHAS CTATIb - ALLOY STEEL 10-11 200325 | 0,06 | 0,12 | 0,16 200 | 160
MAPT. HEPXKABEIOLLIAAl CTAND - STAINLESS STEEL MART 12-13 200-240 0,08 0,12 0,15 170 160
Ml | AYCT. HEPXKABEIOILIAA CTANIb - STAINLESS STEELAUST | 14.1-14.2 | 180230 | 0,08 | 0,12 | 0,15 130
CEPDI/ YYTYH - GREY CAST IRON 15-16 180260 | 008 | 0,18 | 025 | 280 | 250
K | WAPOBUAHDI FPAOUT - SPHEROIDAL GRAPHITE 17-18 160250 | 0,08 | 0,15 | 02 | 220 | 260
KOBKMI 4YTYH - MALLEABLE CAST IRON 19-20 130230 | 008 | 0,15 | 02 | 210 | 240
ATIHOMUHMI - ALUMINIUM 2125 60-130
N [MEAb - COPPER 26--28 90-110
TIACTHK - PLASTICS 29-30 /
KAPOMPOYHBIE CTITABbI - HIG. TEMP. ALLOY 3135 200-320
TUTAH - TITANIUM 36-37 400-1050"
3AKANEHHAA CTATb - HARDENED STEEL 38--41 4560
/D 0,5-1 0,2 0,1 0,05
Ve - 1000 @D ae aell I50.100%| 20% | 10% | 5%
n = ——— =06/MuH (MMH']-) .
@D - 3,14 Ve Ve (min)--------- Vc(max)
Tp. B 254 M
fz =fz0 - Kae =mm ae/D 0,5-1 0,2 0,1 | 0,05 |0,02 Cp 5 R M F
50-100% | 20% | 10% 5% 2%

fin=fz-z=wum

Kae | 1 11 12 |13 |15

Vf=fz:z N =mvmun

= U/CTOBAS, NNETKASH OBPABOTKA - FINISHING, LIGHT MACHINING

= CPEAHSAA, OBLLUASI OBPABOTKA - MEDIUM MACHINING, GENERIC

= YEPHOBAS, TSHKESIAA OBPABOTKA - ROUGHING,

HEAVY MACHINING
Ve = mmun CKOPOCTb PESAHVIS - CUTTING SPEED
n = o6/MmuH (1) KONMYECTBO OBOPOTOB -
NUMBER OF REVOLUTIONS

fz = wmm MOOAYA/3YE - TOOTH FEED

fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION

Vf = mm/mus CKOPOCTb MOJAUM - FEED SPEED

Kae = MOMPABOYHbI KO3®OULIVEHT - CORRECTION FACTOR
R ———

M B HANMYWM - IN STOCK - LIEFERBAR - DISPONIBLES O 110 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 187

« 4 “TlonesHble” pexyLume KpoMkn briarogaps

[OBYCTOPOHHEN NnacTuHe

* 4 “Useful” cutting-edges thanks to two-sided
insert

* “Nutzliche” schneidkanten dank zweiseitiger
wendeschneidplatten

¢ Tranchants “Utiles” disponibles grace a la
plaquette bilaterale

o




®pe3bl Ana o6paboTkm yctynos (90°)
Shoulder milling cutters (90°)

Eckfraeser (90°)
Fraise a dresser (90°)

T 8001-6W..

-15

hé
SO, T, -

@ 32-40

Yp €
Y -24°-20°
Y, -24°-20°

L ala)

TPCtooIs)

X engineering

T 8001-8W..-15

@ 50-80

'Yp -6,35°/-6°

ISO 6462 ...

B

LNMM

.TM2

1510

ok

MNACTUHbI -
INSERTS
CTP. B 264
. ¢ 1
T8001-6W-032-02-15 32 32 125 14 40 25° 2 071 385 - 1510 | 1240P  5615P =
T8001-6W-032-03-15 32 32 125 14 40 25 3 071 385 -
T8001-6W-040-03-15 40 32 130 14 40 @ 2° 3 0,78 385 -
T8001-6W-040-04-15 40 32 130 14 40 @ 2° 4 0,78 385 -
T8001-8W-050-03-15 50 22 40 14 - 20 3 031 385 A 1510 | 1240P  5615P VBSF10
T8001-8W-050-04-15 50 22 40 14 - 20 4 031 385 A
T8001-8W-063-04-15 63 22 40 14 - 20 4 054 385 A
T8001-8W-063-06-15 63 22 40 14 - 2° 6 054 385 A
T8001-8W-080-05-15 80 27 50 14 - 15 5 1,0 385 A 1510 | 1240P  5615P AL12x35
T8001-8W-080-07-15 80 27 50 14 - 15 7 1,0 385 A

Ty ey T

W = OTBEPCTWE A5 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
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L ol

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

E2 engineering

HT | HW HC d
BbICTPbIV BbIEOP pouiocrs + G e TS CQMeRC ROuEN 4
CEMENTED
di
QUICK PICK Toughness 5 | o REGOUVERTS
Ctp. B 238 -~ s
< ElRE
P M K N S H o o|lm|e °
Kou FIM|IR|F [M|R|F |[M|R |F [M|R|F |M|R |F |M|R E 2 E E I d S dl r a
LNMM 151008 PNR  .TM2 olele u 15 | 10 | 10 | 45 [ 08 | -
ole|e ]
ole|e ]
ole|e[o|e|e u
C NOBAYEM COX - WITH COOLANT SUPPLY ,f ° olele
BE3 MOLAYM COX - WITHOUT COOLANT SUPPLY P o) ole
MATEPUATIbI - MATERIALS 32:-3 HE 20 Mm Ve mimun Crp. B 254
m
Ctp. H 45 GR. HRC?) F | M | R |P3010 |P1320 | P4035 | P2040
HENETVPOBAHHAS CTATIb - NOT ALLOY STEEL 15 125300 | 01 | 02 | 03 230 | 180
P HU3KONETMPOBAHHAS CTATIb - LOW ALLOY STEEL 6-9 180350 | 0,08 | 0,15 | 025 210 | 140
NETVPOBAHHAS CTA/Ib - ALLOY STEEL 10-11 200325 | 008 | 015 | 025 180 | 120
MAPT. HEPXABEILLAA CTAJb - STAINLESS STEEL MART 12-13 200-240 0,06 0,12 0,2 150 110 150
I | AYCT. HEPKABEIOLIAS CTAMIb - STAINLESS STEELAUST | 14.1-14.2 | 180230 | 0,06 | 0,1 | 0,15 100 | 120
CEPbI/A YYTYH - GREY CAST IRON 1516 180-260 | 0,12 | 025 | 0,35 | 230
K | WAPOBIAHbI TPAOHT - SPHEROIDAL GRAPHITE 1718 160250 | 01 | 02 | 03 | 200
KOBKWIA 4YTYH - MALLEABLE CAST IRON 19-20 130230 | 01 | 02 | 03 | 220
ATIOMYHMIA - ALUMINIUM 2125 60-130
N | MEab - COPPER 26--28 90-110
TNACTUK - PLASTICS 2930 /
KAPOMPOYHBIE CTNIABbI - HIG. TEMP. ALLOY 31--35 200-320
TUTAH - TITANIUM 36-37 400-1050"
3AKAIEHHAS CTATIb - HARDENED STEEL 38-41 45-60"
Ve - 1000 0,5-1 0,2 0,1 0,05
n = A 06/MuH (Mun-1) @D ae ae/D |s0-100% | 20% | 10% | 5%
Ve ¢ (min)---------Vc(max)
fz =120 - Kae = wm M
ae/D 0,5-1 0,2 0,1 0,05 | 0,02 Crp. B 254 R v F
fn=fz z=um 50-100%| 20% | 10% | 5% | 2%
Kae
Vf=1fz-z" n=mmimuu ! 11 12 13 15
F  =4MCTOBAS, NEMKASA OBPABOTKA - FINISHING, LIGHT MACHINING «4 “TlonesHble” pexyLume KpoMkv Grnarogaps
M = CPE[HSISI, OBLUASl OBPABOTKA - MEDIUM MACHINING, GENERIC [IBYCTOPOHHEV NnacTuHe

R =YEPHOBAS, TSHXKENAS OBPABOTKA - ROUGHING,
HEAVY MACHINING
Vc = m/muH CKOPOCTb PE3AHUA - CUTTING SPEED
n = o06/MuH (MMH'l) KOINMMYECTBO OBOPOTOB -
NUMBER OF REVOLUTIONS
fz = wmm MOJAYA/3YE - TOOTH FEED
fn = wmm NOOAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mu CKOPOCTb MOJAYM - FEED SPEED
Kae = MOMPABOYHbIN KOSOPULIMEHT - CORRECTION FACTOR

* 4 “Useful” cutting-edges thanks to two-sided
insert

* 4 “Nitzliche” schneidkanten dank zweiseitiger
wendeschneidplatten

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

B B HAJIUYMM - IN STOCK - LIEFERBAR - DISPONIBLES [n] MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 189




L ala)

®pe3bl Ana o6paboTkm yctynos (90°) ,
Shoulder milling cutters (90°)
Eckfraeser (90°) TPCtOOISI
Fraise a dresser (90°) E2 engineering
T 1198W ..12
SDMT 1205
T 1196W .. 12 T 1196XLZ .. T 1198GW. 12 " '
_ Y, +8°+7° _ Y, +8°+7° _ Y, *7°+8°
@ 32-40 Y w | ©32-40 Y s | ©50-250 b e
-9°/-8° -9°/-8° -g°-1,6° | SDHT 1205
Yo ) Yo Yo HT 12 E
A
[ SDMT 1205
% .TMR2 E

e SDHT 1205
ad "‘ TMR3 =

}

-

MNACTUHbI -
INSERTS
CTP. B 267

T 1196W 032 - 12 32 32 110 105 40 50 2 0,545 3850 - 1205 124011 5620 -
T 1196W 040 - 12 40 32 115 10,5 45 45 3 0,618 3,850 -
T 1196XLZ 032 - 12 32 32 250 105 40 - 2 1,432 3850 - 1205 124011 5620 -
T 1196XLZ 040 - 12 40 40 250 10,5 45 - 3 2,247 3850 -
T 1198W 050 - 12 50 22 40 10,5 - - 5 0,295 3850 A 1205 124011 5620 VBSF10
T 1198W 063 - 12 63 22 40 10,5 - - 6 0,470 38+50 A
T 1198W 080 - 12 80 27 50 10,5 - - 6 1,040 3,850 A 1205 124011 5620 VBSF12
T 1198W 100 - 12 100 32 50 10,5 - - 8 1,600 3850 A 1205 124011 5620 VBSF16
T 1198W 125-12 125 40 63 10,5 - - 9 3,300 3850 A 1205 124011 5620 VBSF20
T 1198GW 050 - 12 50 22 40 10,5 - - 3 0,289 38+50 A 1205 124011 5620 VBSF10
T 1198GW 063 - 12 63 22 40 10,5 - - 4 0,474  3,8+50 A
T 1198GW 080 - 12 80 27 50 10,5 - - 5 1,04 3,8+5,0 A 1205 124011 5620 VBSF12
T 1198GW 100 - 12 100 32 50 10,5 - - 6 1,61 3,8+5,0 A 1205 124011 5620 VBSF16
T 1198GW 125 - 12 125 40 63 10,5 - - 7 3,275 3850 A 1205 124011 5620 VBSF20
T 1198GW 160 - 12 160 40 63 10,5 - - 8 3,74 3,8+5,0 C 1205 124011 5620 -
T1198GW 200 - 12 200 60 63 10,5 - - 10 7,07 3,8+5,0 D
T 1198GW 250 - 12 250 60 63 10,5 - - 12 10,06  3,8+50 D

Y =

W = OTBEPCTME NS COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
XLZ = 3KCTPALUTNHHBIA LIMMNHOPUYECKMM XBOCTOBWIK - EXTRALONG, CYLINDRICAL SHANK - EXTRALANG, ZYLINDERSCHAFT - EXTRALONGUE, QUEUE CYLINDRIQUE
G = PASSO GROSSO - LARGE TEETH DISTANCE - NORMALE ZAHNTEILUNG - GRANDE DISTANCE DENTS.

- CTP. H 11
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Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC aL
BbICTPbI/ BbIBOP Moswocn + Ry T CumeCToE AL
QUICK PICK Tougess _ A 2

Ctp. B 238 - — sk
2 = S SR
kon e e eE e | B | BB | |d|s|dlr a

SDMT 1205ZZ SN TM1 ol e e | 12,7 | 12,7 | 5,0 5,5 0,8 15

SDHT 120508 FR TM7P (2K 2K ) | | 12,7 | 12,7 | 5,0 55 0,8 15

SDMT 1205ZZ SN .TMR2 o0 o|0 o0 O | 12,7 | 12,7 | 5,0 55 0,8 15

e e | |
o0 O |

SDHT 120512 FR .TMR3 e e | 12,7 | 12,7 | 5,0 5,5 1,2 15

(¢} I'IO,ElALIEVI COX - WITH COOLANT SUPPLY ,r ) [ 2Fe] [ 3K )

BE3 MOAAYM COX - WITHOUT COOLANT SUPPLY gin o) ole| |e|o

[
1 mB
MATEPUWATbI - MATERIALS L HB, fz0 mm Ve m/mud Crp. B 254
Ctp. H 45 9233;3 ﬁ»?cz) F M R | C115 | C3115| C526 | C540 | C546

HENIETUPOBAHHAA CTAJIb - NOT ALLOY STEEL 1--5 125-300 0,1 0,2 0,3 220 180

HU3KONErMPOBAHHASA CTAND - LOW ALLOY STEEL 6--9 180-350 0,08 0,15 0,25 160 140
P JIETUPOBAHHASA CTAND - ALLOY STEEL 10-11 200-325 0,08 0,15 0,25 150 100

MAPT. HEPXKABEIOLLIAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,06 0,12 0,2 140 130 150
M AYCT. HEPXKABEIOLLIAAl CTANDb - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 0,1 0,15 130 110

CEPbI YYTYH - GREY CAST IRON 15-16 180-260 0,12 0,25 0,35 350 150
K LWAPOBUAHDINA TPAOUT - SPHEROIDAL GRAPHITE 17-18 160-250 0,1 0,2 0,3 250 140

KOBKMNI YYTYH - MALLEABLE CAST IRON 19-20 130-230 0,1 0,2 0,3 320 140

AJTIOMUHWIA - ALUMINIUM 21---25 60-130 0,06 0,2 0,3 1000
N | MEAb - COPPER 26--28 90-110 0,06 | 0,18 | 0,25 400

NNACTUK - PLASTICS 29-30 ! 0,06 0,18 0,25

JKAPOMPOYHBIE C/ABbI - HIG. TEMP. ALLOY 31---35 200-320 0,05 0,08 0,12 60 40

TUTAH - TITANIUM 36-37 400-1050" | 0,05 | 0,08 | 0,12 50

3AKAJIEHHAS CTAJIb - HARDENED STEEL 38--41 45-60"

7 051 | 02 0,1 0,05
= —VC 1000 = 06/MuH (MuH1) 2e ae/D 50-‘100% 2(5% 16% é%
@b - 3,14 op B Ve V¢ (min)---------Vc(max)

fz =fz0 - Kae =mm Cmp.B254 | R M E

ae/D| 051 03 | 02 | 01 |005 |0,02

fn=fz-zZ=wmm 50-100% | 30% | 20% | 10% | 5% | 2%

Vf=fz-z N =wmmun Kae | 1 12 15 | 21| 3 | a8

F = UMCTOBAS, NETKASI OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPE[IHSISA, OBLLASI OBPABOTKA - MEDIUM MACHINING, GENERIC
R =YEPHOBAS, TAXKENASH OBPABOTKA - ROUGHING,

HEAVY MACHINING
Ve = mmun CKOPOCTb PESAHVIS - CUTTING SPEED
n = o6/MmuH (unT) KONMYECTBO OBOPOTOB -

NUMBER OF REVOLUTIONS
fz = wmm MOOAYA/3YE - TOOTH FEED
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAUM - FEED SPEED
Kae = MOMPABOYHbI KOS®OULIVEHT - CORRECTION FACTOR

R ———

M B HANMYWM - IN STOCK - LIEFERBAR - DISPONIBLES O 110 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 191




®pe3bl Ana o6paboTkm yctynos (90°)
Shoulder milling cutters (90°)

Eckfraeser (90°)

Fraise a dresser

(90°)

T 1596 .. 16

@ 25-40

Vo *4°+8°
Vi -135°-12,5°
Y, -135°-12,5°

L ala)

TPCtooIs)

X engineering

T 1596W .. 16

@ 25-40

yp +4°/+8°
Yf -13,5°/-12,5°
YU -13,5°/-12,5°

APKT 1604
.TM1/.TM4

APKT 1604
.TM2

APKT 1604
.TM2

APMT 1604
.TM2

APKT 1604
.TM2

EaQa@E

f

APFT 1604
.TM2

APKX 1604
.TM2

APFX 1604
.TM2

APKT 1604
.TM3

APKT 1604
.TM4

APKT 1604
.TM7P

sgngas

Z
T 1596 025 - 16 25 25 100 16 44 44 3,5° 2 0,29  38+50 1604 |C04008P 5615P
T 1596 032 - 16 32 32 110 16 50 50 2,0° 3 0,54  38+50 1604 |CO4011P 5615P
T 1596 040 - 16 40 32 115 16 55 55 1,5° 4 0,64  38+50
T 1596W 025 - 16 25 25 100 16 44 44 3,5° 0,29  38+50 1604 |C04008P 5615P
T 1596W 032 - 16 32 32 110 16 50 50 2,0° 0,54  38+50 1604 |CO4011P 5615P
T 1596W 040 - 16 40 32 115 16 55 55 1,5° 0,64 3850

vy Py ey

W = OTBEPCTWE [/151 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
XLZ = SKCTPALJINHHBIV LNMHOPUYECKWIA XBOCTOBMK - EXTRALONG, CYLINDRICAL SHANK - EXTRALANG, ZYLINDERSCHAFT - EXTRALONGUE, QUEUE CYLINDRIQUE

- CTP H 11

B 192




L ol

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HW HC r— d fi
o TBEPZbIE TB. CM1ABbI C NMOKPbITUEM
BbICTPbIX BbIEOP Mpourocrs + COATED GRADES r (YN
QUICK PICK Toughness _ cARBIDE RECOUVERTS L o
Crp. B 238 _ ol |s 85 s
oo OOl O o Y I
o™ NS M T O
K P M K N S H S IBIBIBIR |5 DRD °
on FM|IR|F|M|IR|F|M|R|F|M|R|F |M|R |F |M|R [O|O 00|00 OOOOE I d Sdl r a
APKT 1604 PDR .TM1 o|o|o|o|e|e|o|o|o|o]o]o = 170 | 945 526 | 44 | 04 | 11
APKT 1604 PDSR .TM2 ol ee | 17,0 | 9,45 | 526 | 4,4 0,4 11
APMT 1604 PDR .TM2 o|e|e|o|o|o|o|o|o o|olo = 170 | 945 526 | 44 | 08 | 11
APKT 1604 PDTR .TM2 O ®/® O @®e® O 00 o O|0|0 | | 17,0 | 9,45 | 526 | 4,4 0,8 11
ole|e u
APKT 1604 PDSR .TM2 e e e e | 17,0 | 9,45 | 5,26 | 4,4 0,8 11
APFT 1604 PDTR .TM2 cOle e o ee (o) O o) | ] 17,0 | 945 | 4,76 | 4,4 0,8 11
APKX 1604 PDR .TM2 olefe = 170 | 945|576 | 44 | 08 | 11
ole|e|o|e|e| |0 o o n
cle e O e e o o) (0] | ]
APFX 160416 R .TM2 ocle e O e e o (0] o) | | 17,0 | 945 | 4,76 | 4,4 1,6 11
APFX 160424 R TM2 ole|e[o|e|e| |o o o = 170 | 945|476 | 44 | 24 | 1
APFX 160430 R TM2 cle e O e e O (0] o) | | 17,0 | 945 | 4,76 | 4,4 3,0 11
APFX 160440 R .TM2 cOle e o ee (o) O o) | ] 17,0 | 945 | 4,76 | 4,4 4,0 11
APFX 160448 R TM2 ole|e[o|e|e| |o o o = 170 | 945|476 | 44 | 48 | 1
APFX 160460 R .TM2 oOle e O e e (o) (o) O | | 17,0 | 945 | 4,76 | 4,4 6,0 11
APKT 1604 PDSR .TM3 o|e|o o|olo = 170 | 945 526 | 44 | 08 | 11
APKT 1604 PDTR .TM4 ® e e O e o O | | 17,0 | 9,45 | 526 | 4,4 0,4 11
APKT 1604 PDSR .TM4 oo = 170 | 945 526 | 44 | 08 | 11
APKT 1604 PDFR .TM7P LA K ) | 16,4 | 9,53 | 4,76 | 4,4 0,2 11
C MOMAYEW COX - WITH COOLANT SUPPLY
BE3 MOJAYM COX - WITHOUT COOLANT SUPPLY
MATEPUATbI - MATERIALS 32:-3 HE fz0 Mm Ve mimun CTp. B 254
m
Ctp. H 45 GR. HRC2) F | M | R |c110]|c120 |P8o15| C516 | C526 [C528N| C525 | C530 | C540 |C2340| C544
HENETUPOBAHHAA CTAJIb - NOT ALLOY STEEL 1---5 125-300 0,1 0,2 0,3 220 | 220 | 250 | 230 | 180 230
P HU3KONErMPOBAHHASA CTAND - LOW ALLOY STEEL 6--9 180-350 0,08 | 0,15 | 0,25 160 | 160 | 200 | 180 | 140 180
JIETUPOBAHHASA CTAND - ALLOY STEEL 10-11 200-325 0,08 | 0,15 | 0,25 150 | 150 | 170 | 150 | 100 150
MAPT. HEPXKABEIOLLIAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,06 | 0,12 0,2 140 140 150 140 130 140
M AYCT. HEPXKABEIOLLIAAl CTAND - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 0,1 0,15 100 130 | 120 | 140 | 120 | 120 | 115 | 120
CEPbII YYTYH - GREY CAST IRON 15-16 180-260 0,12 | 0,25 | 0,35 | 120 | 120 250 180 | 200 | 160 160
K LWAPOBUAHDINA FPAOUT - SPHEROIDAL GRAPHITE 17-18 160-250 0,1 0,2 0,3 120 | 110 200 160 | 180 | 150 150
KOBKMNI YYTYH - MALLEABLE CAST IRON 19-20 130-230 0,1 0,2 0,3 120 | 120 220 170 | 200 | 160 160
AJIOMUHWIA - ALUMINIUM 21---25 60-130 0,08 0,2 0,35 | 1000 | 500 600 600
N |MEAb - COPPER 26-28 90-110 | 0,06 | 018 | 03 | 400 | 300 300 300
NNACTUK - PLASTICS 29-30 ! 0,06 | 0,18 0,3 300
KAPONPOYHIE CNTABbI - HIG. TEMP. ALLOY 3135 200320 | 0,05 | 0,08 [ 012 | 20 | 20 | 60 40 | 40 | 40 50 | 40
TUTAH - TITANIUM 36-37 400-1050" | 0,05 | 0,08 | 0,42 | 30 | 30 | 80 60 | 50 | 50 45 | 50
3AKAJIEHHAS CTAJIb - HARDENED STEEL 38--41 45-60" 0,05 | 0,08 40
0,5-1 0,2 0,1 0,05
Ve - 1000 1 ae/D |so-100% | 20% | 10% | 5%
n = —— =006/MWUH (MUH ")
@D - 3,14 Ve Ve (min)---------Vc(max)
fz =fz0 - Kae =mm Cp.B254 | R M E
/D 0,5-1 0,3 0,2 0,1 0,05 | 0,02
o ae 0, 0, 0, 0, 0, 0,
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
VE=fz-z N =mmmun Kae | 1 12 |15 | 21 | 3 |48
F = YMCTOBAS, NIEMKASl OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPE[HSISI, OBLUAS OBPABOTKA - MEDIUM MACHINING, GENERIC
R =YEPHOBAS, TSPKENASI OBPABOTKA - ROUGHING,

HEAVY MACHINING
Ve = mmun CKOPOCTb PESAHVIS - CUTTING SPEED
n = o6/MmuH (unT) KONMYECTBO OBOPOTOB -

NUMBER OF REVOLUTIONS
fz = wmm MOOAYA/3YE - TOOTH FEED
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAUM - FEED SPEED
Kae = MOMPABOYHbI KOS®OULIVEHT - CORRECTION FACTOR

R ———

M B HANMYWM - IN STOCK - LIEFERBAR - DISPONIBLES O 110 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 193




®pe3bl Ana o6paboTkm yctynos (90°)
Shoulder milling cutters (90°)
Eckfraeser (90°)

Fraise a dresser (90°)

T 1596XLZ .. 16

@ 25-40 i
i

Yo

hé

%

+4°[+8°
-13,5°/-12,5°
-13,6°/-12,5°

T 1596XLZ

@ 25-32

i

T

+4°/+8°
-13,5°/-12,5°

Y, -135°-125°

TP

V*'\,
Ctools »

X engineering

T 1597 .. 16

@ 25-40 Vo raRE

Y, -135°-125°
Y, -135°%-125°

APKT 1604
-TM1/.TM4

APKT 1604
.TM2

APKT 1604
.TM2

APMT 1604
.TM2

APKT 1604
.TM2

APFT 1604
.TM2

e

APKX 1604
.TM2

APFX 1604
.TM2

|

APKT 1604
.TM3

APKT 1604
.TM4

APKT 1604
.TM7P

HaEdaaEERaq

MIACTUHBI -
INSERTS
CTP. B 263

¢

Z
T 1596XLZ 025 - 16 25 25 200 16 44 - 3,5° 2 - 0,69 3,850 1604 |CO04008P 5615P
T 1596XLZ 032 -16 32 32 250 16 50 - 2,0° 3 - 1,44 3,850 1604 |CO04011P 5615P
T 1596XLZ 040 - 16 40 32 250 16 50 - 1,5° 4 - 2,30 3,850
T 1596XLZM 025 - 16 25 24 200 16 35 - 3,5° 0,5 0,67 3850 | 1604 |C04008P 5615P
T 1596 XLZM 032 - 16 32 30 250 16 35 — 2,0° 1,0 1,51 3,850 1604 |CO04011P 5615P
T 1597 025 - 16 25 CmM3 124 16 38 43 3,5° - 0,30 3,850 1604 |C04008P 5615P
T 1597 032 - 16 32 CM3 124 16 38 43 2,0° - 0,34 3,8+5,0 1604 |C04011P 5615P
T 1597 040 - 16 40 CM3 135 16 49 54 1,5° - 0,43 3,8+5,0
m B
51086 XLZM...-10

W = OTBEPCTWE [5151 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
GXL = SKCTPALNMHHBLIE C KPYMHbBIM LUAFOM - EXTRALONG WITH LARGE TEETH DISTANCE - EXTRALANG MIT NORMAL ZUHNTEILUNG -

EXTRALONGUE AVEC GRANDE DISTANCE DENTS

- CTP H 11

B 194




L ol

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HW HC
~ TBEP[IbIE TB. CMJ1ABbI C NMOKPbITUEM
BEbICTPbIX BbIBEOP Mpourocts + iﬂ%gﬂ%; cgéggalgﬁ/;gs
QUICK PICK Toughness _ CARBIDE RECOUVERTS
CTp8238 oo OKD%O mogvﬂ
[52) NS O SO
K P M K N S H JS BIBIB0 | DD8D °
on FIMIR|F|M|IR|F|M|IR|F|M|R|F |M|R|F |M|R|O|O O|0|0|O UOUOE I d Sdl r a
APKT 1604 PDR .TM1 olo|o|o|e|e|o]o|o|o]o|o [ 17,0 | 945 [ 526 | 44 | 04 | 11
APKT 1604 PDSR .TM2 o e|le | 17,0 | 9,45 | 5,26 | 4,4 0,4 11
APMT 1604 PDR .TM2 ole|e|o|o|o]o]olo olo|o [ 17,0 | 945 526 | 44 | 08 | 11
APKT 1604 PDTR .TM2 O e @®@ O ® e 0|00 o) O|0|0 | | 17,0 | 9,45 | 5,26 | 4,4 0,8 11
ole|e u
APKT 1604 PDSR .TM2 o e e e | | 17,0 | 9,45 | 5,26 | 4,4 0,8 11
APFT 1604 PDTR .TM2 oOleeo e e o O o L] 17,0 | 9,45 | 4,76 | 4,4 0,8 11
APKX 1604 PDR .TM2 olele u 17,0 | 945 | 576 | 44 | 08 | 11
ole|e|o|e|e| |O o) o [
oOleeoO e e o o) (0] | ]
APFX 160416 R .TM2 oOleeoO e e o O [e] | 17,0 | 9,45 | 4,76 | 4,4 1,6 11
APFX 160424 R TM2 ole|e|o|e|e| |O o [ [ 17,0 | 945 | 476 | 44 | 24 | 11
APFX 160430 R TM2 oOle @O e e o O [e] | 17,0 | 9,45 | 4,76 | 4,4 3,0 11
APFX 160440 R TM2 Ole®@O|ee [e) (o) o L] 17,0 | 9,45 | 4,76 | 4,4 4,0 11
APFX 160448 R TM2 ole|e|o|e|e| |oO o o [ 17,0 | 945 | 476 | 44 | 48 | 11
APFX 160460 R .TM2 oOle e O e e o (o) O | | 17,0 | 9,45 | 4,76 | 4,4 6,0 11
APKT 1604 PDSR .TM3 ole|o olo|o [ 17,0 | 945|526 | 44 | 08 | 11
APKT 1604 PDTR .TM4 ® ® e O e o O | 17,0 | 9,45 | 5,26 | 4,4 0,4 11
APKT 1604 PDSR .TM4 oo ] 17,0 | 945|526 | 44 | 08 | 11
APKT 1604 PDFR .TM7P L 2K ] | | 16,4 | 9,53 | 4,76 | 4,4 0,2 11
C NOAAYEM COX - WITH COOLANT SUPPLY
BE3 MOMJAYM COX - WITHOUT COOLANT SUPPLY
MATEPUWATbI - MATERIALS 32‘2’-3 i fz0 mm Vc m/mun Crp. B 254
m
Ctp. H45 GR. HRC2) F | M | R |c110]|c120|P8015| C516 | C526 [C528N| C525 | C530 | C540 |C2340| C544
HEJNIETUPOBAHHAA CTAJb - NOT ALLOY STEEL 1---5 125-300 0,1 0,2 0,3 220 | 220 | 250 | 230 | 180 230
P HU3KONErMPOBAHHAA CTAND - LOW ALLOY STEEL 6--9 180-350 0,08 | 0,15 | 0,25 160 | 160 | 200 | 180 | 140 180
JIETUPOBAHHASA CTAND - ALLOY STEEL 10-11 200-325 0,08 | 0,15 | 0,25 150 | 150 | 170 | 150 | 100 150
MAPT. HEPXKABEIOLLIAA] CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,06 | 0,12 0,2 140 140 150 140 | 130 140
M AYCT. HEPXKABEHOLLIAAl CTAND - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 0,1 0,15 100 130 | 120 | 140 | 120 | 120 | 115 | 120
CEPbI/ YYTYH - GREY CAST IRON 15-16 180-260 0,12 | 0,25 | 0,35 | 120 | 120 250 180 | 200 | 160 160
K LAPOBUAHDINA PAOUT - SPHEROIDAL GRAPHITE 17-18 160-250 0,1 0,2 0,3 120 | 110 200 160 | 180 | 150 150
KOBKMNI YYTYH - MALLEABLE CAST IRON 19-20 130-230 0,1 0,2 0,3 120 | 120 220 170 | 200 | 160 160
AJTIOMUHWIA - ALUMINIUM 21---25 60-130 0,08 0,2 0,35 | 1000 | 500 600 600
N |MEDb - coPPER 26-28 90-110 | 0,06 | 0,18 | 0,3 | 400 | 300 300 300
MJACTUK - PLASTICS 29-30 / 0,06 | 0,18 0,3 300
KAPONPOYHBIE CTIABbI - HIG. TEMP. ALLOY 3135 200-320 | 0,05 | 0,08 | 0,12 | 20 | 20 | 60 40 | 40 | 40 50 | 40
TUTAH - TITANIUM 36-37 400-1050" | 0,05 | 0,08 | 0,12 | 30 | 30 | 80 60 | 50 | 50 45 | 50
3AKAJIEHHAS CTANIb - HARDENED STEEL 38--41 4560 0,05 | 0,08 40
0,5-1 0,2 0,1 0,05
Ve - 1000 1 ae/D |so-100% | 20% | 10% | 5%
n = —— =006/MWUH (MUH ")
@D - 3,14 Ve Ve (min)---------Vc(max)
fz =fz0 - Kae =mm Cp.B254 | R M E
/D 0,5-1 0,3 0,2 0,1 | 0,05 |0,02
o ae 0, 0, 0, 0, 0, 0,
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
VE=fz-z N =mmmun Kae | 1 12 |15 | 21 | 3 |48
F = U/CTOBAS, NETKASl OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPE[HSISI, OBLASI OBPABOTKA - MEDIUM MACHINING, GENERIC
R =UYEPHOBAS, TSIKENASI OBPABOTKA - ROUGHING,

HEAVY MACHINING
Ve = mmun CKOPOCTb PESAHVIS - CUTTING SPEED
n = o6/MmuH (unT) KONMYECTBO OBOPOTOB -

NUMBER OF REVOLUTIONS
fz = wmm MOOAYA/3YE - TOOTH FEED
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAUM - FEED SPEED
Kae = MOMPABOYHbI KOS®OULIVEHT - CORRECTION FACTOR

R ———

M B HANMYWM - IN STOCK - LIEFERBAR - DISPONIBLES O 110 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 1 95




®pe3bl Ana o6paboTkm yctynos (90°) ' ™ ,
Shoulder milling cutters (90°)

Eckfraeser (90°) TPC tOOISI
Fraise a dresser (90°) E2 engineering

APKT 1604
@ 40-125 T 1598W ..16 @ 40-125 TM1.TMa

Yp *67+9° APKT 1604

T 1598 .. 16 T 1598GW..16

Y, -12.5°-3° Y, 1253 T™M2

Vo *6°+9°

Yo -125%-3° Yo -125%-3° APKT 1604

1SO 6462 ... ISO 6462 ... -TM2
A B A B APMT 1604
TM2
APKT 1604
TM2
APFT 1604
TM2
APKX 1604
TM2
APFX 1604
TM2
APKT 1604
TM3
APKT 1604
TM4
APKT 1604
TM7P

i) MNACTUHBI -
Ty INSERTS
CTP. B 263

?

e

|

HaEdaaEERaq

oo

Z

T 1598 040 - 16 40 16 40 16 1,8° 4 0,18 38+50 A 1604 |C04011P 5615P VBSF08
T 1598 050 - 16 50 22 40 16 1,0° 5 0,25 38+50 A 1604 |C04011P 5615P VBSF10
T 1598 063 - 16 63 22 40 16 0,7° 6 0,47 38+50 A

T 1598 080 - 16 80 27 50 16 0,6° 7 0,94 3,8+5,0 A 1604 |C04011P 5615P VBSF12
T 1598 100 - 16 100 32 50 16 0,4° 8 1,55 3,8+5,0 A 1604 |C04011P 5615P VBSF16
T 1598 125 - 16 125 40 63 16 0,3° 9 3,43 38+50 A 1604 |C04011P 5615P VBSF20
T 1598W 040 - 16 40 16 40 16 1,8° 4 0,18 38+50 A 1604 |C04011P 5615P VBSF08
T 1598W 050 - 16 50 22 40 16 1,0° 5 0,25 38+5,0 A 1604 |C04011P 5615P VBSF10
T 1598W 063 - 16 63 22 40 16 0,7° 6 0,47 38+50 A

T 1598W 080 - 16 80 27 50 16 0,6° 7 0,94 38+50 A 1604 |C04011P 5615P VBSF12
T 1598W 100 - 16 100 32 50 16 0,4° 8 1,55 38+5,0 A 1604 |C04011P 5615P VBSF16
T 1598W 125 - 16 125 40 63 16 0,3° 9 3,43 38+50 A 1604 |C04011P 5615P VBSF20
T 1598GW 040 - 16 40 16 40 16 1,8° 3 0,17 38+5,0 A 1604 |C04011P 5615P VBSFO08
T 1598GW 050 - 16 50 22 40 16 1,0° 4 0,24 38+50 A 1604 |C04011P 5615P VBSF10
T 1598GW 063 - 16 63 22 40 16 0,7° 5 0,45 38+50 A

T 1598GW 080 - 16 80 27 50 16 0,6° 6 0,92 38+5,0 A 1604 |C04011P 5615P VBSF12
T 1598GW 100 - 16 100 32 50 16 0,4° 7 1,52 38+50 A 1604 |C04011P 5615P VBSF16
T 1598GW 125 - 16 125 40 63 16 0,3° 8 3,10 38+5,0 A 1604 |C04011P 5615P VBSF20

g ? =‘\ “&‘

W = OTBEPCTUE [5151 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
G = KPYIMHbIW LWAT - LARGE TEETH DISTANCE - NORMALE ZAHNTEILUNG - GRANDE DISTANCE DENTS.

- CTP. H 11
B 196 i




L ol

Bbi6op nnacTuH u pexnmMoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HW HC r d a°
o TBEPIbIE TB. CMJIABbI C MOKPbITUEM
5b|CTPb|M BblEOP MpouHoctb =+ e e COATED GRADES
BESCHICHTET
QUICK PICK Toughness CCARBIDE RECOUVERTS
= GRADES
CTp8238 oo (D&OZOO mogﬁ’uﬁj
™ NS O SO
K P M K N S H 39S IBIBIB6R D DRD °
on FIMIR|F|M|IR|F|M|R|F|M|R|F |M|R |F |M|R|O|O O|0|0|0 OUOOE I d Sdl r a
APKT 1604 PDR .TM1 o|o|o|o|e|e|o|o|o]o]|olo ] 17,0 | 945 526 | 44 | 04 | 11
APKT 1604 PDSR .TM2 o ee | | 17,0 | 9,45 | 526 | 4,4 0,4 11
APMT 1604 PDR .TM2 ole|e|o]o|o|o]o|o olo|o ] 17,0 | 945 526 | 44 | 08 | 11
APKT 1604 PDTR .TM2 O ®® O e e O 00 o O|0|0 | | 17,0 | 9,45 | 526 | 4,4 0,8 11
ole|e =
APKT 1604 PDSR .TM2 e e LK ] | 17,0 | 9,45 | 5,26 | 4,4 0,8 11
APFT 1604 PDTR .TM2 cOlee o e|e (o) [e) [} L 17,0 | 945 | 4,76 | 4,4 0,8 11
APKX 1604 PDR .TM2 olele ] 17,0 | 945 576 | 44 | 0,8 | 11
olele|o|e|e| |O o) o (]
cOle e O e e o o o n
APFEX 160416 R .TM2 cle e O ee O o o) | | 17,0 | 9,45 | 4,76 | 4,4 1,6 11
APFX 160424 R TM2 ole|le|o|e|e| |0 [ o [ 17,0 | 945 476 | 44 | 24 | 11
APEX 160430 R TM2 cle e O e e o o o) | | 17,0 | 9,45 | 4,76 | 4,4 3,0 11
APFX 160440 R TM2 olee o6 e O [e) [} L 17,0 | 945 | 4,76 | 4,4 4,0 11
APFX 160448 R TM2 ole|le|o|e|e| |o o o ] 17,0 | 945|476 | 44 | a8 | 11
APFX 160460 R .TM2 ocOlee O ee (o) O O | 17,0 | 945 | 4,76 | 4,4 6,0 11
APKT 1604 PDSR .TM3 ole|o olo|o [ 17,0 | 945 526 | 44 | 08 | 11
APKT 1604 PDTR .TM4 ® ® e O e 0 O | | 17,0 | 9,45 | 526 | 4,4 0,4 11
APKT 1604 PDSR .TM4 oo [ 17,0 | 945 526 | 44 | 08 | 11
APKT 1604 PDFR .TM7P L 2K 2K J | 16,4 | 9,53 | 4,76 | 4,4 0,2 11
C NOAAYEI COX - WITH COOLANT SUPPLY
BE3 MOJAYM COX - WITHOUT COOLANT SUPPLY
MATEPUWATIbI - MATERIALS 32';-3 RE) fz0 Mm Vc m/mun Crp. B 254
m
. HRC
Ctp. H 45 GR. 2) F M R | C110 | C120 |P8015| C516 | C526 |C528N| C525 | C530 | C540 |C2340| C544
HENErMPOBAHHAS CTAND - NOT ALLOY STEEL 1---5 125-300 0,1 0,2 0,3 220 | 220 | 250 | 230 | 180 230
P HU3KONETUPOBAHHASA CTAND - LOW ALLOY STEEL 6--9 180-350 0,08 | 0,15 | 0,25 160 | 160 | 200 | 180 | 140 180
JIETUPOBAHHASA CTAND - ALLOY STEEL 10-11 200-325 0,08 | 0,15 | 0,25 150 | 150 | 170 | 150 | 100 150
MAPT. HEPXKABEIOLLIAAl CTANIb - STAINLESS STEEL MART 12-13 200-240 0,06 | 0,12 0,2 140 | 140 150 140 130 140
M AYCT. HEPXKABEIOLLIAAl CTAND - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 0,1 0,15 100 130 | 120 | 140 | 120 | 120 | 115 | 120
CEPbIIA YYTYH - GREY CAST IRON 15-16 180-260 0,12 | 0,25 | 0,35 | 120 | 120 250 | 150 | 180 | 200 | 160 160
K | LWAPOBWAHbIit FPAUT - SPHEROIDAL GRAPHITE 17-18 160250 | 01 | 02 | 03 | 120 | 110 200 | 140 | 160 | 180 | 150 150
KOBKMI YYTYH - MALLEABLE CAST IRON 19-20 130-230 0,1 0,2 0,3 120 | 120 220 | 140 | 170 | 200 | 160 160
AJIOMUHWIA - ALUMINIUM 21---25 60-130 0,08 0,2 0,35 | 1000 | 500 600 600
N |MERb - coPPER 26-28 90-110 | 0,06 | 0,18 | 03 | 400 | 300 300 300
MNACTUK - PLASTICS 29-30 ! 0,06 | 0,18 0,3 300
KAPOMPOYHIE CTINABbI - HIG. TEMP. ALLOY 3135 200320 | 0,05 | 0,08 | 0,12 | 20 | 20 | 60 60 | 40 | 40 | 40 50 | 40
TUTAH - TITANIUM 36-37 400-1050" | 0,05 | 0,08 | 0,12 | 30 | 30 | 80 60 | 50 | 50 45 | 50
3AKANEHHASA CTANDb - HARDENED STEEL 38--41 4560" 0,05 | 0,08 40
. 0,5-1 0,2 0,1 0,05
n = Ve 1000 1000 = 06/muH (Munl) ae/D |s0-100% | 20% | 10% | 5%
@D - 3,14 Ve Ve (min)---------Vc(max)
fz =fz0 - Kae =mm Cp.B254 | R M E
ae/D 0,5-1 0,3 0,2 0,1 |0,05 | 0,02
fn=fz-z=mm 50-100% | 30% | 20% | 10% | 5% | 2%
VE=fz-z N =mmmun Kae | 1 12 |15 | 21 | 3 |48
F = YMCTOBAS, NEMKASI OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPEHSIS, OBLLASI OBPABOTKA - MEDIUM MACHINING, GENERIC
R =UYEPHOBAS, TSIKENASI OBPABOTKA - ROUGHING,

HEAVY MACHINING
Ve = mmun CKOPOCTb PESAHVIS - CUTTING SPEED
n = o6/MmuH (unT) KONMYECTBO OBOPOTOB -

NUMBER OF REVOLUTIONS
fz = wmm MOOAYA/3YE - TOOTH FEED
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mus CKOPOCTb MOJAUM - FEED SPEED
Kae = MOMPABOYHbI KOS®OULIVEHT - CORRECTION FACTOR

R ———

M B HANMYWM - IN STOCK - LIEFERBAR - DISPONIBLES O 110 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE

®@® PEKOMEHOOBAHHOE MPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 197




) a¥ia)

TPCtooIsl

£3 engineering

== CIMUPAJIbHbIE ®PE3bl - PPE3bl AJ11 OBPABEOTKW/ NA3O0B -
®PE3bI AN OBPABOTKUA BPESAHUEM

HELICAL END MILLS-GROOVING END MILLS-DRILLING END MILLS

— SCHAFTSCHRUPPFRASER ZUM NUTENFRASEN-BORHNUTENFRASER,SCHEIBENFRASER
B FRAISES HELICOIDALES-FRAISES A CANNELER- FRAISES A PERCER

T956 o,  T958 b ‘
g
[a) [a) [a) [a)
Q Q Q Q
3
A
I l‘ <]
T956W .. 10 .;'995588\/\\,1\/':':'1100 TW .. 00 TW .. 01 $ﬁ g;
TFL..01
E’i AP..1003 @ TFL..00 @ FL 02
T1556 f, TISS8 of, | TS66 ok, TS68 S | |
I :
8 i 8 8
s ]
T 1556W .. 16 T 1558 .. 16 T 566 .. 16 T568..16
E‘i AP..1604 A 156.15.16..
Crp.
é
T 876W ..

SP..0603

:c.' SP..09T3

SP..1204

B 198



5 : g
# ﬁ é |
T 850 .. T 805W ..
SNHX..11.. AP..1003
:Ci SNHX..12.. E.i AP..1604
Crp.
B 212
é

T855 ..

Q]  SNHxaz

Crp.
B 214

50 - 80

=
¥

T859 ..

Q]  SNhxz

B 199




CnupanbHble dpesbl A\ N ,
Helical endmills
Schaftschruppfraeser TPC tOO'S;

Fraise en bout hélicoidal X engineering

@ 20-40 T 958W .. @ 40-63 APKT 1003
T 956W .. 10 T 958WF . A

APKT 1003
.TM2

ISO 6462 ...
h6 APKT 1003

h Y

4 APKX 1003
.TM2

APKT 1003
.TM4 e

o
o
BEACA

|

APHT 1003
TM7

MIACTUHBI -
INSERTS
CTP. B 262

Z N K

T 956W 020-10 20 20 87 37 28 37 2 4 1 0,200 1,1+13 — 1003 12255P  5608P -

T 956W 020.2-10(**) 20 20 87 37 28 37 2 6 2 0,200 1,1+13 -

T 956W 025-10 25 25 105 49 37 49 2 8 2 0,340 1,1+13 -

T 956W 032-10(***) 32 32 115 55 46 55 4 12 2 0,605 1,1+13 -

T 956W 032.2-10(**) 32 32 115 55 46 55 2 10 2 0,605 1,1+1,3 -

T 956W 032.3-10(*) 32 32 115 55 46 55 3 15 3 0,600 1,1+1,3 -

T 956W 040-10 40 32 130 70 55 70 3 18 3 0,810 1,1+13 -

T 956W 040.2-10(**) 40 32 130 70 55 70 2 12 2 0,810 1,1+13 -

T 958W 040-10 40 16 50 - 37 - 3 12 3 0,250 1,1+13 A 1003 12255P 5608P VBSFO8L

T 958W 050-10 50 22 60 - 46 - 3 15 3 0,510 1,1+13 A 1003 12255P 5608P VBSF10L

T 958W 063-10 63 27 60 - 46 - 4 20 4 0,800 11+13 A 1003 12255P 5608P VBSF12L

T 958WF 040-10 40 16 50 - 37 - 5 20 5 0,240 11+13 A 1003 12255P 5608P VBSFO8L

T 958WF 050-10 50 22 60 - 46 - 5 25 5 0,510 1,1+13 A 1003 12255P  5608P VBSF10L

T 958WF 063-10 63 27 60 - 46 - 7 35 7 0,840 11+13 A 1003 12255P  5608P VBSF12L
-—

(*) 3 3AXOHA (**) 2 BAXOOA (***) 2 3AXO[A, 4 MEPEAHME MNNACTUHbI

(*) 3 FLUTES (**) 2 FLUTES (***) 2 FLUTES 4 FRONT INSERTS

(*) 3 SPIRALEN (**) 2 SPIRALEN (***) 2 SPIRALEN A STIRNWENDEPLATTEN

(*) 3 HELICES (**) 2 HELICES (***) 2 HELICES 4 PLAQUETTES A L' EXTREMITE

KonunuectBo 3axogos - Number of flutes - Spiralenanzahl - Nombre d’ helices
KoadpcpuumeHT nopgaum - Factor of feed - Vorschubfaktor - Facteur d’ avance
KonunyectBo nnactuH - Insert number - Wendeplattenanzahl - Nombre des plaquettes
OtBepcTre ans COX - Coollant bore - Kiihimittelbohrung - Trou du liquide d’arrosage
Menkuii war - Fine pitch - Feine Zuhnteilung - Pas fin

- CTP. H 11
B 200
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Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters

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

L ol

TPCtooIs)

2 engineering

HT | HW HC r \]—Td a°
o TB. CTI/1ABbI TB. CIMJIABbI C MOKPLITUEM
BbICTPbIA BbIEOP Mpouocrs + G perominn " “CONED GRADES b o
QUICK PICK Toughness & | Chraine BESCHICHTET | di
9 - Y | Grabes RECOUVERTS L T
Crp. B 238 = |=| | . /85" ~Is -
o ©|00|© 0O m™M
M NOom
K P M K N S H N BiblblB 6 b S0 °
on F/MIR|F|M|IR|F|M|R|F|M|R|F M|R|F |M|R O OUUOOUEU I d Sdl r a
APKT 1003 PDR .TM2 e|e|o|o]o|o]o]o|o ololo m 10,5 | 6,70 | 350 | 2,8 | 05 | 11
APKT 1003 PDER .TM2 olele[o[ele[o]o|0 ololo n 10,5 | 6,70 | 350 | 28 | 05 | 11
ole|e|o|e|o|o|o|o ole|o [
APKT 1003 PDTR .TM2 ole|e ] 10,5 | 6,70 | 350 | 2,8 | 05 | 11
ole|e|lo|e|e| |O o) o) =
APKX 1003 PDR .TM2 ole|e|o|e|e|o]o]|0 [ [ [] 10,5 | 6,70 | 350 | 2,8 | 05 | 11
APKT 1003 PDSR .TM4 olele|o]e|o [ 10,5 [ 6,70 | 3550 | 2,8 | 055 | 11
APKT 1003 PDER .TM4 ole m 10,5 | 6,70 | 350 | 2,8 | 05 | 11
APHT 1003 PDFR .TM7 eole/e|e[e|e|0|0|0 [ 10,5 | 6,70 | 3550 | 2,8 | 05 | 11
C MOMAYEN COX - WITH COOLANT SUPPLY ,f o ele0|0|@|o|@|0O
BE3 MOMAYM COX - WITHOUT COOLANT SUPPLY g o olo|e|e|o|o|o|o
|
| | I I | [
:i ) B ||
MATEPUWATbI - MATERIALS 32';-3 HE fz0 mm Ve m/mud Crp. B 254
m
Ctp. H 45 GR. HRC?) F M R | C120 | C516 | C518M| C525 | C526 | C528N | C530 | C533 | P1035
HENIETMPOBAHHAA CTAMIb - NOT ALLOY STEEL 15 125-300 01 | 015 | 02 220 | 250 | 220 | 220 | 230 | 240 | 125
P HUZKONETVIPOBAHHAS CTA/Tb - LOW ALLOY STEEL 6-9 180350 | 006 | 01 | 015 160 | 200 | 160 | 160 | 180 | 150 | 120
NETVPOBAHHAS CTA/Ib - ALLOY STEEL 10-11 200325 | 006 | 01 | 015 140 | 170 | 150 | 150 | 150 | 140 | 100
MAPT. HEPXKABEIOLLIAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,06 0,08 0,1 160 150 140 140 140 160 100
Ml | AYCT. HEPXABEIOLLIAA CTANIb - STAINLESS STEELAUST | 14.1-142 | 180230 | 006 | 008 | 01 | 100 140 | 140 | 130 | 120 | 120 | 140
CEPbIIl YYTYH - GREY CAST IRON 15-16 180-260 01 | 015 | 02 | 120 | 250 | 160 | 200 180 | 160 | 160
K | WAPOBUAHbI TPAQHT - SPHEROIDAL GRAPHITE 17-18 160250 | 006 | 012 | 015 [ 110 | 200 | 140 | 180 160 | 150 | 150
KOBKMIM 4YTYH - MALLEABLE CAST IRON 19-20 130230 | 006 | 012 | 015 | 120 | 220 | 150 | 200 170 | 160 | 160
ATIHOMUHMIA - ALUMINIUM 21--25 60-130 | 0,06 | 015 | 02 | 500 600
N [MEb - COPPER 26-28 9110 | 006 | 012 | 018 | 300 300
TNACTHK - PLASTICS 29-30 I 006 | 012 | 018
KAPOMPOYHBIE CTIABbI - HIG. TEMP. ALLOY 3135 200320 | 0,06 | 008 | 01 20 60 40 40 40 50
TUTAH - TITANIUM 36-37 400-1050" | 0,06 | 008 | 01 30 40 50 60 50 50
3AKATEHHAS CTAJIb - HARDENED STEEL 38-41 45-60" 0,06 | 008 | 01 40
0,5-1 0,2 0,1 0,05
Vc - 1000 ae/D 1000 0 0 '
N = —————— =o6/muH (muH'L) 50-100%| 20% | 10% 5%
@D - 3,14 Ve V¢ (min)-—--—---Vc(max)
fz =fz0 - Kae - Kap =wm Cmp.B254 | R M =
ae/D 0,5-1 0,3 0,2 0,1 0,05 | 0,02
fn=fz-K=wmm 50-100% | 30% | 20% | 10% | 5% | 2%
Vi=fz K n =wmmun Kae | 1 12 |15 | 21 | 3 |48
F = YMCTOBAS, NETKASI OBPABOTKA - FINISHING , LIGHT MACHINING
M = CPE[HSIS, OBLLASI OBPABOTKA - MEDIUM MACHINING , GENERIC
R =YEPHOBAS, TSIKENASI OBPABOTKA - ROUGHING , HEAVY MACHINING
VC = m/muH CKOPOCTb PE3AHMS - CUTTING SPEED
n = o6/mun (ui~T) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz = wmm NMOMAYA/3YE -TOOTH FEED ap/D| 025 05 |075| 1,0 | ap max=L1
fn = mm MOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mun CKOPOCTb MOAAYM - FEED SPEED Kap | 1 1 08 | 0,7 0,5
Kae / Kap = NMOMPABOYHbIN KO3®OULIMEHT - CORRECTION FACTOR
B B HAMVYAM - IN STOCK - LIEFERBAR - DISPONIBLES O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®e® PEKOMEHIOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION 0O BO3MOXHOE MPMMEHEHUE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 201




CnupanbHble dpesbl A\ N ,
Helical endmills
Schaftschruppfraeser TPC tOO'S;

Fraise en bout hélicoidal X engineering

T 1556W .. 16 2 25-40 T 1558 .. 16 @ 50-125 APKT 1604

APMT 1604
.TM2

1ISO 6462 ...

B APKT 1604

.TM2

APFT 1604
.TM2

APKX 1604
.TM2

APKT 1604
.TM3

I

APKT 1604
.TM4

APKT 1604
.TM7P

MNACTUHBI -
INSERTS
CTP. B 263

BAGEGA06AE

Z N K

T 1556W 025-16 25 25 95 38 29 39 1 2 1 0,29 3850 - 1604 |C04008P 5615P -

T 1556W 032-16 32 32 115 53 44 55 2 6 2 052 3850 -

T 1556W 040-16 40 32 130 65 58 70 2 8 2 0,73 3850 - 1604 |CO04011P 5615P -

T 1558 050-16 50 27 50 - 30 - 3 6 3 0,36 3850 A 1604 |CO04011P 5615P VBSF12
T 1558 063-16 63 27 60 - 44 - 4 12 4 0,74 3850 A 1604 |CO04011P 5615P VBSF12L
T 1558 080-16 80 32 60 - 44 - 5 15 5 1,20 3850 A 1604 |CO04011P 5615P VBSF16L
T 1558 100-16 100 40 60 - 44 - 6 18 6 1,70 3850 A 1604 |CO04011P 5615P VBSF20
T 1558 125-16 125 40 60 = 44 - 7 21 7 3,15 3850 A

- 7y

KonunuectBo 3axonos - Number of flutes - Spiralenanzahl - Nombre d’ helices
KoadhduumeHT nogaum - Factor of feed - Vorschubfaktor - Facteur d’ avance
KonunuecTtBo nnactuH - Insert number - Wendeplattenanzahl - Nombre des plaquettes
OtBepcTre anst COX - Coollant bore - Kiihimittelbohrung - Trou du liquide d’arrosage

@ CTP. H 11
B 202 -
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Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC " \er a°
Y TB.CIABS | TB. CMIIABBI C MOKPHITUEM L
BEbICTPbIV BbIEOP Mpowocrs + G penowinn " CCOATED GRADES b AN
CEMENTED
QUICK PICK Toughness & | “careioe BESCHICHTET | dl
- & | Grabes RECOUVERTS L T
Cp. B 238 - - 850 ~Isi=
oo || 0 mwo|gis
< |
K S M G N, H = I S R °
Oﬂ F/M|IR|F|M|IR|F|M|R|F|M|R|F M|R|F |M|R 0|0 0|00 UOEO I d Sdl r a
APKT 1604 PDR .TM1 O|O|0O|0O|®|®@|O|0|0O|0|0|0 | 17,0 | 9,45 | 5,26 | 4,4 0,4 11
APMT 1604 PDR .TM2 O ®®O0|0|0|0|0|0O O|0|0 | 17,0 | 9,45 | 5,26 | 4,4 0,8 11
APKT 1604 PDSR .TM2 LK ) o0 | 17,0 | 9,45 | 5,26 | 4,4 0,8 11
APFT 1604 PDTR .TM2 ocle e O e e O (0] o) | 17,0 | 9,45 | 476 | 4,4 0,8 11
APKX 1604 PDR .TM2 o e e | 17,0 | 9,45 | 5,76 | 4,4 0,8 11
OcOle e O e e o O o) |
ole/eOje e O [¢] O ]
APKT 1604 PDSR .TM3 o|@|o O|O0|0 | 17,0 | 9,45 | 5,26 | 4,4 0,8 11
APKT 1604 PDTR .TM4 [ 2K 2K JEoaK JKe] O | 17,0 | 9,45 | 5,26 | 4,4 0,4 11
APKT 1604 PDSR .TM4 oOle/® O @O | 17,0 | 9,45 | 5,26 | 4,4 0,8 11
APKT 1604 PDFR .TM7P LA K ) | | 16,4 | 9,53 | 4,76 | 4,4 0,2 11
C NMOJAYEN COX - WITH COOLANT SUPPLY ,r ®|O0 ®|0|0 oOle|e|e
BE3 MOOAYNM COX - WITHOUT COOLANT SUPPLY ﬁ o|0 ole|e® o|e o
MATEPUWATbI - MATERIALS 322-3 HB f20 Mm Vc m/imun CTp. B 254
m
Ctp. H 45 GR. HRC?) F M R | C110 | C120 | C516 | C525 | C526 |C528N| C540 | P2340 | C544
HENETMPOBAHHASA CTAND - NOT ALLOY STEEL 1---5 125-300 0,1 0,2 0,3 250 220 220 180 230
P HU3KONErMPOBAHHAA CTAJIb - LOW ALLOY STEEL 6--9 180-350 0,08 0,15 0,25 200 160 160 140 180
JIETUPOBAHHAS CTAND - ALLOY STEEL 10-11 200-325 0,08 0,15 0,25 170 150 150 100 150
MAPT. HEPXKABEHOLLIAAl CTAND - STAINLESS STEEL MART 12413 200-240 0,06 0,12 0,2 150 140 140 130 140
M AYCT. HEPXKABEIOLLLAS CTAND - STAINLESS STEEL AUST | 14.1-14.2 180-230 0,06 0,1 0,15 100 140 130 120 120 115 120
CEPbI/ YYTYH - GREY CAST IRON 15-16 180-260 0,12 0,25 0,35 120 120 250 200 180
K LAPOBWAHbIN FPAQUT - SPHEROIDAL GRAPHITE 17-18 160-250 0,1 0,2 0,3 120 110 200 180 160
KOBKMIA YYTYH - MALLEABLE CAST IRON 19-20 130-230 0,1 0,2 0,3 120 120 220 200 170
ANIOMUHUIA - ALUMINIUM 21---25 60-130 0,06 0,2 0,35 1000 500 600
N MEAD - COPPER 26--28 90-110 0,06 0,18 0,3 400 300 300
MJACTUK - PLASTICS 29-30 ! 0,06 0,18 0,3 30
KAPOMPOYHbIE CMJIABbI - HIG. TEMP. ALLOY 31---35 200-320 0,05 0,08 0,12 20 20 40 40 50 50
TUTAH - TITANIUM 36-37 400-1050" 0,05 0,08 0,12 30 30 50 60 45 50
3AKAJIEHHAA CTAJIb - HARDENED STEEL 38--41 45-60° 0,05 0,08 40
. 051 | 02 01 | 0,05
= _ve - 1000 = o6/ () aelD |so-100%| 20% | 10% | 5%
@D - 3,14 ve | Ve (min)-—me—Vc(max)
fz =fz0 - Kae - Kap =wm Cmp.B254 | R M =
ae/D| 051 |03 |02 |01 [005 |002
fn=fz-K=wmum 50-100% | 30% | 20% | 10% | 5% | 2%
Vf=fz K n =mmmun Kae | 1 12 |15 | 21 | 3 |48
F = YCTOBASA, NEMKAA OBPABOTKA - FINISHING , LIGHT MACHINING
M = CPEOHSAS, OBLWAA OBPABOTKA - MEDIUM MACHINING , GENERIC
R =4YEPHOBASA, TAXENAS OBPABOTKA - ROUGHING , HEAVY MACHINING
Vc = m/mun CKOPOCTb PE3AHMA - CUTTING SPEED
n = 06/MuH (MMH'1) KONMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz =wmm NOOAYA/3YE -TOOTH FEED ap/D 02505 075 10 ap max=L1
fn = mm NOJAYA/OBOPOT - FEED / REVOLUTION ' ! ! !
Vf = mm/mun CKOPOCTb MOAAYM - FEED SPEED Kap | 1 1 08 | 0,7 0,5
Kae / Kap = MOMPABOYHbIN KO3®PULIMEHT - CORRECTION FACTOR

B B HAJIMYIM - IN STOCK - LIEFERBAR - DISPONIBLES O 1O 3AMNPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®® PEKOMEHOOBAHHOE NMPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 203




L ala)

®pe3bl Ana 06paboTkn KaHABOK NoA YNOTHEHUSA

Milling cutters for seeger grooving ,
Fraeser fuer seeger TPC tOOISI
Fraises pour seeger E2 engineering
TFL 00 ... \:
@12 @ 21-33 @ 48-83
TFL 01 ... ﬁ
1ISO 6462 ... e
A B
i !
% | TFLO2.. | AW

MIACTUHbI -
% INSERTS

CTP. B 265

\ IS0 i@ = ?

H.m* 6462
1,35 0,05 12+15 - 00 123010 5508

TW - 1210 RNAS - 00 12 10 80 40 40 2

N

O\
N Iso ?
HM' 6462 ¥
TW - 2116 RNAS - 01 21 16 75 15 27 2 2 2,70 0,12 1215 - 01 123010 5508 -
TW - 3325 RNAS - 01 33 25 110 29 54 3 3 2,70 0,41 12+15 -
TA - 4816 RNAS - 01 48 16 26 - - 4 4 2,70 0,11 12+15 B 01 123010 5508 VBSF08
TA - 8327 RNAS - 02 83 27 32 - - 6 4,20 0,50 55+7,0 B 02 125016 5520 VBSF12

@ CTP. H 11
B 204 -
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Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

] 1
HT | HW HC
L o Pl
Y TB.CTINIABBI TB. CMJIABbI C MOKPLITUEM
BbICTPbIN BbIEOP pourocrs + o T oTMeR RO 8 P P
SCHIC! |
QUICK PICK Toughness  _ é CoReoe iECOTJV:;TE; < ':W ﬁ*‘s [::W
Pag. B 238 00/01 02
Q&

Kon P M K N S H 3 | | B|s|dl|W]|a°
TFL-00-115-AL o [e] O u] 6 0,7 4 34 | 1,15 -
TFL-00-135-AL o o o u] 6 | 10| 4 |34 |135| —
TFL-01-115-AL o o o u] 7 |07 | 4 |34 |115] —
TFL-01-135-AL o o O o 7 1,0 4 34 [ 1,35 -
TFL-01-165-AL o o o u] 7 | 11| 4 |34 |165] -
TFL-01-190-AL o o o u] 7 | 14| 4 |34 |19 -
TFL-01-220-AL o o o u] 7 | 16| 4 |34 |220]| -
TFL-01-270-AL o o o u] 7 |19 | 4 |34 |270]| -
TFL-02-320-AL o o o o 0 | 21| 6 | 55320 —
TFL-02-420-AL o o o m] 10 2,5 6 55 | 4,20 -
TFL-00-115-GE o o 6 0,7 a4 3,4 | 1,15 -
TFL-00-135-GE ° a] 6 | 1,0 | 4 | 34 |13 | -
TFL-01-115-GE ° u] 7 o7 | 4 | 34 |115] -
TFL-01-135-GE ° o 7 1,0 a4 34 | 1,35 -
TFL-01-165-GE ° u] 7 | 11| 4 | 34 |165]| -
TFL-01-190-GE ° u] 7 | 14| 4 | 34|19 -
TFL-01-220-GE ° [m] 7 1,6 a4 3,4 | 220 -
TFL-01-270-GE ° u] 7 | 19| 4 | 34|27 -
TFL-02-320-GE ° a] 0 | 21| 6 | 55320 —
TFL-02-420-GE [ ) [m] 10 2,5 6 55 | 4,20 -
TFL-00-115-ST ° o [¢) [a] 6 | 07| 4 | 34 |115]| —
TFL-00-135-ST o [¢] [¢] m] 6 1,0 a4 34 | 135 -
TFL-01-115-ST ° o o ul 7 |07 | 4 |34 |115| —
TFL-01-135-ST ° o o ul 7 | 10| 4 |34 |13 —
TFL-01-165-ST ° o o) o 7 | 11| 4 | 34 |165| -
TFL-01-190-ST ° o o o 7 | 14| 4 | 34|19 -
TFL-01-220-ST ° o o o 7 | 16| a4 | 34 |220]| -
TFL-01-270-ST o o o m] 7 1,9 4 3,4 | 270 -
TFL-02-320-ST ° o o o 0 | 21| 6 | 55320 —
TFL-02-420-ST [ o o m] 10 2,5 6 55 | 4,20 -
C MOOAYEM COX - WITH COOLANT SUPPLY ,f ole
BE3 MOOAYM COX - WITHOUT COOLANT SUPPLY gin olo

I'P.
MATEPUATbI - MATERIALS 3353 Al fz0 mm | Vc m/mun Crp. B 254 Dlost | oz 01| o0o0s
Ctp. H 45 GR. HRC?) c120 | c225 ae/D |50-100%| 20% | 10% | 5%
HENETMPOBAHHAS CTA/Ib - NOT ALLOY STEEL 1-5 125-300 01 150 .
NETVPOBAHHAR CTATD - NOTALLOYS Ve V¢ (min)---------Vc(max)
p HU3KONErMPOBAHHAA CTATIb - LOW ALLOY STEEL 6-9 180-350 0,08 110
NETVPOBAHHAA CTANIb - ALLOY STEEL 10-11 200-325 0,08 100 Crp. B 254 L
MAPT. HEPXKABEHOLLIAAl CTAND - STAINLESS STEEL MART 12413 200-240 0,06 120
M |AYCT. HEPXABEIOLUAA CTAMIb - STAINLESS STEEL AUST |  14.1-14.2 180-230 0,06 100 | 110
CEPIil YYTYH - GREY CAST IRON 15-16 180-260 0,12 120 | 120 ﬁ
|K | WAPOBUAHBIi FPAQUT - SPHEROIDAL GRAPHITE 17-18 160-250 01 110 | 110 ae
KOBKMH YYTYH - MALLEABLE CAST IRON 19-20 130-230 01 120 | 120 ;
ANOMUAHUI - ALUMINIUM 2125 60-130 01 500
N | MEZb - COPPER 26--28 90-110 0,08 300
TACTHK - PLASTICS 29-30 / 0,08 ae/D| 01 0,05 | 0,04 | 0,03 |0,02
10% 5% 4% 3% 2%
KAPOMPOYHBIE CMIABbI - HIG. TEMP. ALLOY 3135 200-320 0,06 20
TUTAH - TITANIUM 36-37 400-1050” 0,06 30 Kae | 21 3 35 4 48
3AKANIEHHAA CTANIb - HARDENED STEEL 38--41 4560
@De2-@Di?
Ve - 1000 a6 = - @De.D
n = — =o06/MuH (MMH'l) ( e- )
@D - 3,14
= @D ‘n-fz-z = mmimun
fz =120 - Kae =wm Vf={1- ——
@ZDe
fin=fz-z=wm
Vf=fz -z n=mvmun
F = UYMCTOBAS, NEMKASI OBPABOTKA - FINISHING , LIGHT MACHINING @De2-@Di2
M = CPEAHASA, OBLWASA OBPABOTKA - MEDIUM MACHINING , GENERIC ez ——
R =YEPHOBAS, TAXKENAS OBPABOTKA - ROUGHING , HEAVY MACHINING 4'(@Di+QD)
V¢ = m/mui CKOPOCTb PE3AHMSA - CUTTING SPEED
n = o6/MmuH (MuHl) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS D n-f _
fz = NOJAYA/3YE -TOOTH FEED Vf= (1+—— Z:Z = mm/muH
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION dDi
Vf = mm/mun CKOPOCTb MOLAYM - FEED SPEED
Kae = NMOMPABOYHbI KOOGULIMEHT - CORRECTION FACTOR
B B HANMYMM - IN STOCK - LIEFERBAR - DISPONIBLES O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®e® PEKOMEHOOBAHHOE MPUMEHEHVE - RECOMMENDED APPLICATION OO BQ3MOXHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 205




®pe3bl ANs 06paboTkn KaHaBOK NoA YNNOTHEHUs! i ’
Milling cutters for seeger grooving

Fraeser fuer seeger TPCtOOIs}
Fraises pour seeger E2 engineering

T 566W .. 16 @ 19-34 T 568W .. 16 @ 48-63 1516 | gy
ISO 6462 ... 1960016+ A

A B gny/ C-D
| fn%
| | 2
)

hé

N

) MNACTUHBI -
Y INSERTS
CTP. B 261

Al

T 566W 019-16 19 16 100 20 52 1 1 1,113 0,15 35+40 - |155.15-16| FS244P 5615P -

T 566W 034-16 34 20 125 25 75 3 3 1,6-2,15 0,31 35+40 -

T 568W 048-16 48 16 40 - - 4 4 2,15-3,15 0,35 35+40 A |155.15-16| FS244P 5515P VBSFO08
T 568W 063-16 63 22 40 - - 5 5 2,65-4,15 0,44 35+40 A |155.15-16| FS244P 5515P VBSF10

@D T max
19 1,8
34 - 48 - 63 2,3

K = KOO®PULIMEHT NOAA4YM - VORSCHUBFAKTOR - FACTEUR D’ AVANCE

- CTP H 11
B 206




Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters

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

L ol

TPCtooIs)

E2 engineering

HT | HW HC
v E r_fw
TB. CNNABbI
EbICTPbIM BbIEOP MpouHoctb =+ E B(E:KEI'\I?‘EKR?\FE/S TB. ngi?_EIDCGH&Ig’;éTMEM Tr I
SCHIC
QUICK PICK Toughness b | oo RECOUVERTS -
e
Crp. B 238 . . S
koA P/ M| K N/ S |H 3 8 l}d|s|dl T W
[ONYCK MO W - W TOLERANCE 1393
156.15-16110 .TM4 [ ) [ ] [ ) | | 16,0 | 9,52 3 4,5 3,0 1,10
156.15-16130 .TM4 o ° ° | 16,0 | 9,52 3 45 | 3,0 | 1,30
156.15-16160 .TM4 ° ° ° (] 160|952 | 3 | 45 | 30 | 160
156.15-16185 .TM4 ° ° ° [ 160|952 | 3 | 45 | 30 | 185
156.15-16215 .TM4 ° ° ° = 160|952 | 3 | 45 | 30 | 215
156.15-16265 .TM4 ° L] o | 16,0 | 9,52 3 45 | 3,0 | 2,65
156.15-16315 .TM4 ° ° ° [ 16,0 | 952 | 35 | 45 | 33 | 315
156.15-16415 .TM4 [ ) [ [ ) u 16,0 | 952 | 45 | 45 | 3,3 | 415
156.15-16110 .TM7 ° m 160|952 | 3 | 45 | 30 | 1,10
156.15-16130 .TM7 ° ] 16,0952 | 3 | 45 | 30 | 130
156.15-16160 .TM7 ° n 160|952 | 3 | 45 | 30 | 160
156.15-16185 .TM7 ° m 160|952 | 3 | 45 | 30 | 185
156.15-16215 .TM7 ° [ 160|952 | 3 | 45 | 30 | 215
156.15-16265 .TM7 ° n 160|952 | 3 | 45 | 30 | 265
156.15-16315 .TM7 ° m 160|952 | 35 | 45 | 33 | 315
156.15-16415 .TM7 ° ] 160 | 952 | 45 | 45 | 33 | 415
s BO3MOXHO MNCMNOMNb3OBAHNE HELWMM®OBAHHbLIX MIIACTUH 154.., CM. CTP. B 261
BIE 154.. INSERTS CAN BE USED.. NOT GROUND, PAGE B 261 B
B D|E VERWENDUNG NICHT GESCHLIFFENER WENDEPLATTEN 154.. [ST MOGLICH, S. SEITE B 261
I W ILESTPOSSIBLE D'UTILISER DES PLAQUETTES 154.. NON RECTIFIEES, PAGE B 261
C MOMAYEN COX - WITH COOLANT SUPPLY ° °
BE3 MOAYM COX - WITHOUT COOLANT SUPPLY g o o
I'P.
MATEPWATIbI - MATERIALS 3353 Al 20 Mm Ve m/muH C1p.B 254 051 | 02 01| o0o0s
Ctp. H 45 GR. WRed | F | M | R |ue31s|Pesis ae/D |so-1000| 20% | 10% | 5%
HENEFUPOBAHHAA CTAITb - NOT ALLOY STEEL 15 125300 | 0,06 | 0,08 | 01 140 Ve V¢ (min)---—-—--Vc(max)
P HUZKONETVIPOBAHHAS CTA/Tb - LOW ALLOY STEEL 6-9 180350 | 0,06 | 0,08 | 0,1 130
NETUPOBAHHAS CTA/Tb - ALLOY STEEL 10-11 200-325 | 0,06 | 0,08 | 01 130 Crp.B254 | R--mm--M-mmemmeoemmeoenaef
MAPT. HEPXKABEIOLLIASl CTAND - STAINLESS STEEL MART 12413 200-240 0,06 0,08 0,1 130
IVl | AYCT. HEPXABEIOLLIAS CTANIb - STAINLESS STEELAUST | 14.1-142 | 180230 | 0,06 | 0,08 | 0.1 110
CEPbI/ YYTYH - GREY CAST IRON 15-16 180-260 | 0,08 | 0,1 | 0,12 110 ﬁ
K | WAPOBUAHbIA [PAGMT - SPHEROIDAL GRAPHITE 17418 160-250 | 0,08 | 0,1 | 0,12 110 ae
KOBKMIA 4YrVH - MALLEABLE CAST IRON 1920 130230 | 0,08 | 01 | 012 110 i
ATIIOMUHUT - ALUMINIUM 21--25 604130 | 0,06 | 0,08 | 01 | 340
N |MEAb - COPPER 26--28 90-110 0,06 | 0,08 | 0,1 | 300
MIACTHK - PLASTICS 2030 / 006 | 008 | 01 | 290 ae/D 1%01/ 05'85 %84 03'00/3 %00/2
KAPOMPOYHBIE CTIABbI - HIG. TEMP. ALLOY 3135 200-320 ° ° ’ ’ ’
TUTAH - TITANIUM 36-37 400-1050" Kae 2,1 3 3,5 4 4,8
3AKATIEHHAS CTAJIb - HARDENED STEEL 38--41 45-60"
@De2-@Di?
Vc - 1000 ae =
n = ——— =o06/Mmu(munT) 4-(@De-2D)
@D - 3,14
aD -
fz =fz0 - Kae =mm Vf = (1-_ N-fz-z = mmimun
ZDe
fin=fz-z=wm
Vf=fz -z n=mvmun
F = YMCTOBAS, NEMKASt OBPABOTKA - FINISHING, LIGHT MACHINING @De2-@Di?
M = CPE[HSIS, OBLLIASI OBPABOTKA - MEDIUM MACHINING , GENERIC aez —————— —wum
R =YEPHOBAS, TSKENASI OBPABOTKA - ROUGHING, HEAVY MACHINING 4-(ODi+@D)
Vc = m/mun CKOPOCTb PE3AHMS - CUTTING SPEED
n = o6/muH (uil) KONIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS D f _
fz =M NOJAYA/3YE -TOOTH FEED Vf= [1+——| 'N'1Z:Z = mmimnn
fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION ODi
Vf = mm/mun CKOPOCTb MOAAYM - FEED SPEED

Kae = MOMPABOYHBIN KOSOOULIMEHT - CORRECTION FACTOR

B B HAJIMYIM - IN STOCK - LIEFERBAR - DISPONIBLES
®® PEKOMEHOOBAHHOE NMPUMEHEHWE - RECOMMENDED APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE

O 1O 3AMNPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
OO BO3MOXHOE NPUMEHEHME - POSSIBLE APPLICATION
MOGLICHE ANWENDUNG - APPLICATION POSSIBLE

B 207




®dpe3bl AnA o6paboTku T-o6pa3HbIX Na3oB g ™

“T” Slot milling cutter TPCtOOIS}

Fraeser fuer “T” nuten A .
Fraise rainures a “T" E2 engineering

@ 21-50 SPHT =Y
.TM7P @

SPMW..
TM1

T”d SPMW..
J TM2

SPMT.. ;
.TM3

SPMT ...
.TM6

MIACTUHBI -
INSERTS
CTP. B 271

Z K
T 876W 021-06 21 16 11 76 24 9 2 1 0,10 11+13| 060304 | 12256P  5608P
T 876W 025-06 25 16 13 82 28 11 4 2 0,11 11+13
T 876W 032-09 32 20 17 88 35 14 4 2 0,15 3,0+35| 09T308 |123509P 5615P
T 876W 040-09 40 25 21 108 44 17 4 2 0,37 30:35
T 876W 050-12 50 32 27 120 59 21 4 2 0,65 4,0:50| 120408 | 124510 5620
MPUMEYAHNE:

- [Onsa T-o6pasHbix nasoB cornacHo ctaHaaptam DIN 650-UNI 4788-1SO 299
- For “T” slot cutters according to DIN 650-UNI 4788-1SO 299 norms

- Fuer “T” Nuten nach DIN 650-UNI 4788-ISO 299 Normen

- Pour rainures a “T” selon les normes DIN 650-UNI 4788-1SO 299

KonunuectBo 3axogos - Number of flutes - Spiralenanzahl - Nombre d’ helices
KoadpcpuumerT nopgaum - Factor of feed - Vorschubfaktor - Facteur d’ avance
OtBepcTre anst COX - Coollant bore - Kiihimittelbohrung - Trou du liquide d’arrosage

- CTP. H 11
B 208
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L ol

Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ’
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC
BbICTPbI/A BbIEOP Mposwocrs + G penomin " CCouED GRADES
CEMENTED
SCHIC
QUlCK PICK Toughness _ é ?;QTSQSE iicoﬂv:;g
Pag. B 238 o
- QIO
< = NS
K P M K N S H 3 b= S °
on FIMR|FIM|R|F|M|R|F |M|R|F MR |F MR =) Q0|0 | d Sdl r a
SPHT 060304 .TM7P LK ) | 6,35 | 6,35 | 3,18 | 2,8 0,4 11
SPHT 09T308 .TM7P (2K 2K ) | | 9,52 1952|397 | 45 0,8 11
SPHT 120408 .TM7P LK ) | 12,7 | 12,7 | 4,76 | 55 0,8 11
SPMW 060304 .TM1 O|®|O e e e o) [ | 6,35 | 6,35 | 3,18 | 2,8 0,4 11
SPMW 097308 TM1 O|®|O LK BK ) [e] | 9,52 19,52 | 3,97 | 45 0,8 11
SPMW 120408 .TM1 [oXK 2ie) LK BK ) (e} | | 12,7 | 12,7 | 4,76 | 55 0,8 11
SPMW 060304T .TM2 O|®@|O0|0|®@O0|0|0|0 (o) o|0 | 6,35 6,35 | 3,18 | 2,8 0,4 11
oclee [e] O n
SPMW 09T308T .TM2 O|®|0 O|® |0 ole | | 9,52 1952|397 | 45 0,8 11
oclee [e] (0] n
SPMW 120408T .TM2 O|®|O O|®|O ole | | 12,7 | 12,7 | 476 | 5,5 0,8 11
o|e|le o) O |
SPMT 060304 .TM3 ® ®Ol® e O ® ® O | | 6,35 | 6,35 | 3,18 | 2,8 0,4 11
SPMT 097308 .TM3 e 0O e e o ® e O L] 9,52 1952|397 | 45 0,8 11
SPMT 120408 .TM3 ® e O @ e O ® ® O | 12,7 | 12,7 | 4,76 | 55 0,8 11
SPMT 060304 .TM6 O|®|0 (I 2K ) o 6,35 | 6,35 | 3,18 | 2,8 0,4 11
SPMT 09T308 .TM6 o|®|O LK 3K ) m] 9,52 19,52 | 3,97 | 45 0,8 11
SPMT 120408 .TM6 O|®|O o e e o 12,7 | 12,7 | 476 | 5,5 0,8 11
C MOMAYEN COX - WITH COOLANT SUPPLY ,f ° ole
BE3 MOOAYNM COX - WITHOUT COOLANT SUPPLY ﬁ [e) e 0@
MATEPWANbI - MATERIALS sns | 1B f20 Mm Ve m/mun CTp. B 254
m
Ctp. H45 GR. HRC2) F M R | C510 | U3415| C525 | C540
HENETUPOBAHHASA CTA/ND - NOT ALLOY STEEL 1---5 125-300 0,1 0,15 0,2 270 250 180
P HU3KONErMPOBAHHAA CTAJb - LOW ALLOY STEEL 6--9 180-350 0,06 0,1 0,15 210 200 140
JIETUPOBAHHAA CTAND - ALLOY STEEL 10-11 200-325 0,06 0,1 0,15 170 170 100
MAPT. HEPXKABEHOLLIAAl CTAND - STAINLESS STEEL MART 12413 200-240 0,06 0,08 0,12 130
M AYCT. HEPXKABEIOLLIAAl CTANTb - STAINLESS STEELAUST | 14.1-14.2 180-230 0,06 0,08 0,12 200 120
CEPbI YYTYH - GREY CAST IRON 15-16 180-260 0,1 0,15 0,2 250 200
K LWAPOBWAHbIN FPAQUT - SPHEROIDAL GRAPHITE 17-18 160-250 0,08 0,12 0,16 200 180
KOBKMIA YYTYH - MALLEABLE CAST IRON 19-20 130-230 0,08 0,12 0,16 220 200
ANIOMUHWIA - ALUMINIUM 21---25 60-130 0,08 0,15 0,2 600
N MEJb - COPPER 26--28 90-110 0,06 0,1 0,18 300
MJACTUK - PLASTICS 29-30 ! 0,06 0,1 0,18 950
KAPOMPOYHDIE CMJIABbI - HIG. TEMP. ALLOY 31---35 200-320 0,06 0,08 0,12 40 50
TUTAH - TITANIUM 36-37 400-1050" 0,06 0,08 0,12 60 50
3AKAJIEHHAA CTAJIb - HARDENED STEEL 38--41 45-60” 0,06 0,08 0,12 40 40
) 051 | 02 | 01| 005
no= _ve - 1000 = o6/mmt (wuk-1) 1°  2° 3° ae/D |so.1000% | 20% | 10% | 5%
@D - 3,14 ae/D| 1 | 05| 02| 01 |005] 002 Ve V¢ (min)---------V¢c(max)
f2 = f20 - Kae 100% | 50% | 20% | 10% | 5% | 2% c A R v =
= . = MM Tp. B 254 (RN |V [ ——
Kae | 1 1 15 | 2,1 3 48 o
fn=fz-K=wum

Vf=fz:- K- n =wwmmun

= YNCTOBAA, NErKAA OBPABOTKA - FINISHING, LIGHT MACHINING
= CPEHAA, OBLIAA OBPABOTKA - MEDIUM MACHINING , GENERIC
= YEPHOBASA, TAXEJIAA OBPABOTKA - ROUGHING, HEAVY MACHINING

A=

Ve = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED
n = o6/MmuH (MuHl) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz = mm NOJAYA/3YE -TOOTH FEED

fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION 2D
Vf = mm/mui CKOPOCTb MOJAYM - FEED SPEED > > >
Kae = MOMPABOYHbIN KOSOPULIMEHT - CORRECTION FACTOR 1 2 3
B B HAJIMYIM - IN STOCK - LIEFERBAR - DISPONIBLES O 1O 3AMNPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®® PEKOMEHOOBAHHOE NMPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 209




[AunckoBble dpesbl A\ N ,
Grooving and cut-off mill
Scheibenfraeser TPC tOOISI

Fraise a rainurer et a trongonner 4] engineering
@ 63-250 SNHX.. &
.TMF7 -
SNHX..
.TM2
E
SNHX.. =
.TMR2 ——
MNACTUHBI -
INSERTS
CTP. B 270

95

b E VA K
T 850 063 - 04 4 8 8 4 0,06 18+20| 1102 | C93504 5609
T 850 063 - 05 63 22 14 5 8 8 4 0,07 18+20| 1103 | C93505 5609
T 850 063 - 06 63 22 14 6 8 6 3 0,07 20+22| 1203 | C94005 5615
T 850 080 - 04 80 22 22 4 8 10 5 0,10 18+20| 1102 | C93504 5609
T 850 080 - 05 80 22 22 5 8 10 5 0,12 18+20| 1103 | C93505 5609
T 850 080 - 06 80 22 22 6 8 8 4 0,13 20+22| 1203 | C94005 5615
T 850 100 - 04 100 27 25 4 12 12 6 0,20 18+20| 1102 | C93504 5609
T 850 100 - 05 100 27 25 5 12 12 6 0,23 18+20| 1103 | C93505 5609
T 850 100 - 06 100 27 25 6 12 10 5 0,26 20+22| 1203 | C94005 5615
T 850 100 - 07/08 100 27 25 7/8 12 10 5 0,30 2,0+2,2 |1204/12045| C94006 5615
T 850 100 - 10 100 27 25 10 12 10 5 0,37 20+22| 1205 | C94008 5615
T 850 125-04 125 40 31 4 12 12 6 0,31 18+20] 1102 | C93504 5609
T 850 125-05 125 40 31 5 12 12 6 0,35 18+20| 1103 | C93505 5609
T 850 125 - 06 125 40 31 6 12 12 6 0,40 20+22| 1203 | C94005 5615
T 850 125 - 07/08 125 40 31 78 12 12 6 0,45 2,0+2,2 |1204/12045| C94006 5615
T 850 125-10 125 40 31 10 12 12 6 0,57 20+22] 1205 | C94008 5615
T 850 1251=112 125 40 31 12 12 12 6 0,67 20+22| 1207 | C94010 5615
T 850 160 - 04 160 40 44 4 12 18 9 056 18+20| 1102 | C93504 5609
T 850 160 - 05 160 40 44 5 12 18 9 0,64 18+20| 1103 | C93505 5609
T 850 160 - 06 160 40 44 6 12 16 8 0,74 20+22| 1203 | C94005 5615
T 950 160 - 07/08 160 40 44  7/8 12 16 8 0,82 2,0+2,2 |1204/12045| C94006 5615
T 850 160 - 10 160 40 44 10 12 16 8 103 20+22| 1205 |C94008 5615
T 850 160 - 12 160 40 44 12 12 16 8 1,30 20+22| 1207 | C94010 5615
T 850 160 - 14 160 40 44 14 14 15 5 150 20+22| 1205 |C94008 5615
T 850 200 - 04 200 50 62 4 12 18 9 0,76 18+20| 1102 | C93504 5609
T 850 200 - 05 200 50 62 5 12 18 9 0,89 18+20| 1103 | C93505 5609
T 850 200 - 06 200 50 62 6 12 18 9 1,10 20+22| 1203 | C94005 5615
T 850 200 - 07/08 200 50 62 7/8 12 18 9 1,30 2,0+2,2|1204/12045| C94006 5615
T 850 200 - 10 200 50 62 10 12 18 9 1,70 20+22| 1205 | C94008 5615
T 850 200 - 12 200 50 62 12 12 18 9 2,00 20+22| 1207 | C94010 5615
T 850 200 - 14 200 50 62 14 14 18 6 2,40 20+22] 1205 | C94008 5615
T 850 250 - 10 250 50 87 10 12 24 12 2,70 20+22| 1205 | C94008 5615
T 850 250 -12 250 50 87 12 12 20 10 3,40 20+22| 1207 | C94010 5615
_—

K = KoadduuneHT nogaum - Factor of feed - Vorschubfaktor - Facteur d’ avance

@ CTP. H 11
B 210 -




L ol

Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC [«dﬁ
o TB. CTINIABbI TB. CMJIABbI C MOKPLITUEM T~ AN
EbICTPbIM BbIEOP MpouHocTb + g B(E:KE”J)EK:TEVI‘J“ COATED GRADES // . \ Jdl
SCHIC
QUICK PICK Toughness _ g | oemoe RECOUVERTS % T
Crp. B 238 - 90° Batian
0 88 (0
o o
K P M K N S H o 82 °
OD‘ FM|IR|F M/IR|F M|IR|F | M|R|F M|R|F M|R O ($][®) E‘ I d s dl r a
SNHX 1102 .TMF7 ole| |o]e m 110 [11,0] 23 | 44 | - -
SNHX 1103 TMF7 ole| o]0 [ 110 [110] 27 | 44 | - -
SNHX 1203 .TMF7 ole| |o]e m 12,7127 32 | 50 | - -
SNHX 1204 TMF7 ole| [o]e [ 12,7 [127] 40 | 50 | - -
SNHX 12045 TMF7 ole| o]0 [ 127|127 45 | 50 | - -
SNHX 1205 .TMF7 ole| [o]e [ 12,7127 54 | 50 | - -
SNHX 1207 TMF7 ole| [o]e [ 127127 70 | 50 | - -
SNHX 1102 ™2 ole ole n 110 [ 11,0 ] 23 | 44 | - -
ele| @le| (OO oo [ ]
SNHX 1103 ™2 ole ole n 110 [11,0] 27 | 44 | - -
ele| @/e| [O|O ole [ ]
SNHX 1203 ™2 ole ole n 12712732 | 50 | - -
ele| eje| (0|0 ole [ ]
SNHX 1204 ™2 oo ol m 12,7 (127 40 | 50 | - -
ele| @/e| [O|O oo [ ]
SNHX 12045 ™2 0 ole n 12,7 (127 45 | 50 | - -
ele| eje| [O|O ole ]
SNHX 1205 ™2 ole ole n 12,7 (127 54 | 50 | - -
ele| @je| (0|0 oo ]
SNHX 1207 ™2 ole ole n 12,7127 70 | 50 | - -
ele| @le| (0|0 ol =
SNHX 1102 .TMR2 ° [ 110 [110] 23 | 44 | - -
SNHX 1103 .TMR2 ° [ 110 [110] 27 | 44 | - -
SNHX 1203 .TMR2 ° m 12,7127 32 | 50 | - -
SNHX 1204 .TMR2 ° [ 12,7 [127] 40 | 50 | - -
SNHX 12045 .TMR2 ° m 12,7127 45 | 50 | - -
SNHX 1205 .TMR2 ° [ 12,7127 54 | 50 | - -
SNHX 1207 TMR2 ° [ 12,7127 70 | 50 | - -
C MOMAYEN COX - WITH COOLANT SUPPLY ,f ° olo| |e
BE3 MOMAYM COX - WITHOUT COOLANT SUPPLY g o elo| |o
MATEPUATbBbI - MATERIALS 32:-3 H% fz0 Mmm Vc m/muH  CTp. B 254
Rm
Ctp. H 45 GR. HRC2) F M R | C115 | C528N | C5020 | P1035
HENETMPOBAHHAA CTAIb - NOT ALLOY STEEL 15 125300 | 008 | 012 | 016 220 | 220 | 125
P HUZKONIETVIPOBAHHAS CTAJTb - LOW ALLOY STEEL 6-9 180350 | 006 | 011 | 015 160 | 150 | 120
NETUPOBAHHAS CTA/TD - ALLOY STEEL 10-11 200325 | 006 | 011 | 0,15 150 | 140 | 100
MAPT. HEPXKABEHLLIAA CTAND - STAINLESS STEEL MART 12-13 200-240 0,05 0,07 0,1 140 150 100
IVl | AYCT. HEPXABEIOLLIAS CTANIb - STAINLESS STEELAUST | 14.1-142 | 180230 | 005 | 0,07 | 01 120 90
CEPDI/ 4YTYH - GREY CAST IRON 15-16 180-260 01 | 014 | 018 | 120 | 180 | 160
K | WAPOBUAHDI [PAOMT - SPHEROIDAL GRAPHITE 17-18 160250 | 008 | 012 | 016 | 120 | 160 | 150
KOBKMIA 4YTVH - MALLEABLE CAST IRON 19-20 130230 | 008 | 012 | 016 | 120 | 170 | 160
ATHOMUHMIA - ALUMINIUM 2125 604130 | 0,08 | 012 | 0,16 | 1000
N [MEb - COPPER 26--28 9110 | 006 | 01 | 015 | 400
TNACTHK - PLASTICS 29-30 / 006 | 01 | 015 | 300
KAPOMPOYHBIE CTIIABbI - HIG. TEMP. ALLOY 3135 200320 | 0,06 | 0,08 | 0,12 40
TUTAH - TITANIUM 36-37 400-1050" | 0,06 | 008 | 0,12 60
3AKAJIEHHASA CTAJIb - HARDENED STEEL 38--41 45-(‘30ZJ
Vc - 1000 N D 051 | 02 01 | 005
n = —————— =06/MuH (MuH™) a€/U |50.1009%| 20% | 10% | 5%
@D - 3,14
Ve V¢ (min)---------V¢(max)
fz =fz0 - Kae =mm
Ctp. B 254 | Remmemm| |V [ ————— F
fin=fz-K=wm

Vf=fz'K'n=MmlMy|H @Dj

F  =4MCTOBASA, NEFKASA OBPABOTKA - FINISHING, LIGHT MACHINING

M = CPEOHASA, OBLIAA OBPABOTKA - MEDIUM MACHINING , GENERIC L

R =YEPHOBAS, TSDKENASI OBPABOTKA - ROUGHING, HEAVY MACHINING ae
—

Ve = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED
n = o6/MmuH (MuHl) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz = mm NOJAYA/3YE -TOOTH FEED

" - ae/D 0,3 0,2 0,1 0,05 | 0,02
n  =wmm NOAAYA/OBOPOT - FEED / REVOLUTION 30% | 20% | 10% 5% 204
Vf = mm/mui CKOPOCTb MOJAYM - FEED SPEED
Kae = MOMPABOYHbIN KOSOPULIMEHT - CORRECTION FACTOR Kae 12 15 21 3 48
B B HAJIMYIM - IN STOCK - LIEFERBAR - DISPONIBLES O 1O 3AMNPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®® PEKOMEHOOBAHHOE NMPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 211




[AunckoBble dpesbl A\ N ,
Grooving and cut-off mill
Scheibenfraeser TPC tOOISI

Fraise a rainurer et a trongonner 4] engineering
@ 50-160 ISO 6462 ... SNHX.. -
; A B .TMF7 -
1 %
SNHX..
.TM2
b
7 F SNHX.. -
.TMR2 r——
@D
H7
\ @d  GdA B
L1 L
H
@ MNACTUHbI -
7 INSERTS
CTP. B 270
o]
s« —~ ¥
050 - 04 4 2 1102 C93504 5609 VDST2008 -
T855 050 - 05 50 16 5 32 50 15 85 4 2 0,21 1,8+20 - 1103 C93505 5609 VDST2008 =
T855 050 - 06 50 16 6 32 50 15 85 4 2 0,21 2022 - 1203 C94005 5615 VDST2008 -
T 855 050 - 07/08 50 16 7/8 32 50 15 85 4 2 0,22 20+22 - 1204/12045 | C94006 5615 VDST2008 -
T 855 050 - 10 50 16 10 32 50 15 85 4 2 0,25 20+22 - 1205 C94008 5615 VDST2008 -
T 855 050-12 50 16 12 32 50 15 85 4 2 0,26 20:22 - 1207 | C94010 5615 VDST2008  —
T855 063 - 04 63 22 4 40 50 - 105 8 4 0,34 18+20 A 1102 C93504 5609 - AL10x40
T 855 063 - 05 63 22 5 40 50 - 105 8 4 0,35 18+20 A 1103 C93505 5609 = AL10x40
T 855 063 - 06 63 22 6 40 50 - 105 6 3 0,35 20+22 A 1203 C94005 5615 - AL10x40
T855 063 - 07/08 63 22 7/8 40 50 - 105 6 3 0,37 20+22 A 1204/12045 | C94006 5615 = AL10x40
T 855 063 - 10 63 22 10 40 50 - 105 6 3 0,39 20+22 A 1205 C94008 5615 = AL10x40
T855 063 -12 63 22 12 40 50 - 105 6 3 0,40 2,0+22 A 1207 C94010 5615 - AL10x40
T 855 063- 14 63 22 14 40 50 - 105 6 2 043 2022 A 1205 | C94008 5615 = AL10x40
T 855 063- 16 63 22 16 40 50 — 105 6 2 045 2022 A 1207 | C94008 5615 = AL10x40
T855 080 - 04 80 22 4 40 50 - 20 10 5 0,38 18+20 A 1102 C93504 5609 - AL10x40
T855 080 - 05 80 22 5 40 50 - 20 10 5 0,40 18+20 A 1103 C93505 5609 - AL10x40
T855 080 - 06 80 22 6 40 50 - 20 8 4 0,41 20:22 A 1203 C94005 5615 - AL10x40
T 855 080 - 07/08 80 22 7/8 40 50 - 20 8 4 0,44 20+22 A | 1204/12045 | C94006 5615 - AL10x40
T855 080 - 10 80 22 10 40 50 - 20 8 4 0,49 20:22 A 1205 C94008 5615 - AL10x40
T855 080 -12 80 22 12 40 50 - 20 8 4 0,53 2,0+22 A 1207 C94010 5615 - AL10x40
T855 080 - 14 80 22 14 40 50 - 20 6 2 0,59 20+22 A 1205 C94008 5615 - AL10x40
T855 080 - 16 80 22 16 40 50 - 20 6 2 0,63 20+22 A 1207 C94008 5615 - AL10x40
T 855 100 - 04 100 27 4 48 50 - 242 12 6 0,64 1820 A 1102 C93504 5609 = VBSF12L
T855 100 - 05 100 27 5 48 50 - 242 12 6 0,68 18+20 A 1103 C93505 5609 - VBSF12L
T855 100 - 06 100 27 6 48 50 - 242 10 5 0,69 20+22 A 1203 C94005 5615 - VBSF12L
T 855 100 - 07/08 100 27 7/8 48 50/505 - 242 10 5 0,73 2,022 A 1204/12045 | C94006 5615 - VBSF12L
T855 100-10 100 27 10 48 50 - 242 10 5 0,79 20+22 A 1205 C94008 5615 - VBSF12L
T855 100-12 100 27 12 48 50 - 242 10 5 0,85 20:22 A 1207 C94010 5615 - VBSF12L
T855 100-14 100 27 14 48 50 - 242 9 3 0,95 2022 A 1205 C94008 5615 - VBSF12L
T855 100 - 16 100 27 16 48 50 - 242 9 3 1,00 20+22 A 1207 C94008 5615 - VBSF12L
T855 125-04 125 40 4 70 50 - 237 12 6 0,95 18+20 B 1102 C93504 5609 - -
T855 125-05 125 40 5 70 50 - 237 12 6 0,99 18+20 B 1103 C93505 5609 = =
T855 125-06 125 40 6 70 50 - 237 12 6 1,02 2022 B 1203 C94005 5615 - -
T855 125 - 07/08 125 40 7/8 70 50/505 - 237 12 6 1,06 2022 B 1204/12045 | C94006 5615 = =
T 855 125-10 125 40 10 70 50 - 237 12 6 1,16 20+22 B 1205 C94008 5615 - -
T 855 125-12 125 40 12 70 50 - 237 12 6 125 2022 B 1207 C94010 5615 - -
T 855 125-14 125 40 14 70 50 - 237 12 4 1,35 20+22 B 1205 C94008 5615 - -
T 855 125-16 125 40 16 70 50 - 237 12 4 1,43 20+22 B 1207 C94008 5615 = =
T855 160-04 160 40 4 70 50 - 412 16 8 1,14 1820 B 1102 C93504 5609 - -
T855 160 - 05 160 40 5 70 50 - 412 16 8 1,21 18+20 B 1103 C93505 5609 = =
T 855 160 - 06 160 40 6 70 50 - 412 16 8 1,41 20+22 B 1203 C94005 5615 - -
T855 160 - 07/08 160 40 7/8 70 50/505 - 412 16 8 1,41 20+22 B 1204/12045 | C94006 5615 = =
T 855 160 - 10 160 40 10 70 50 - 412 16 8 1,62 20+22 B 1205 C94008 5615 = =
T 855 160 - 12 160 40 12 70 50 - 412 16 8 1,81 20+22 B 1207 C94010 5615 = =
T 855 160- 14 160 40 14 70 50 - 412 15 5 2,04 20+22 B 1205 C94008 5615 - -
T855 160 - 16 160 40 16 70 50 - 412 15 5 2,23 2,0:22 B 1207 C94008 5615 - -

K = KoadduumeHT nogaum - Factor of feed - Vorschubfaktor - Facteur d’ avance

@ CTP. H 11
B 212 -




L ol

Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC [«da-‘
o TB. CTINIABbI TB. CMJIABbI C MOKPLITUEM T~ AN
EbICTPbIM BbIEOP MpouHocTb + g B(E:KE”J)EK:TEVI‘J“ COATED GRADES // . \ Jdl
SCHIC
QUICK PICK Toughness _ g | oemoe RECOUVERTS % T
Crp. B 238 - 90° Batian
0 88 (0
o o
K P M K N S H o 82 °
OD‘ FM|IR|F M/IR|F M|IR|F | M|R|F M|R|F M|R O ($][®) E‘ I d S dl r a
SNHX 1102 .TMF7 ole| |o]e m 110 [11,0] 23 | 44 | - -
SNHX 1103 TMF7 ole| o]0 [ 110 [110] 27 | 44 | - -
SNHX 1203 .TMF7 ole| |o]e m 12,7127 32 | 50 | - -
SNHX 1204 TMF7 ole| [o]e [ 12,7 [127] 40 | 50 | - -
SNHX 12045 TMF7 ole| o]0 [ 127|127 45 | 50 | - -
SNHX 1205 .TMF7 ole| [o]e [ 12,7127 54 | 50 | - -
SNHX 1207 TMF7 ole| [o]e [ 127127 70 [ 50 | - -
SNHX 1102 ™2 ole ole n 110 [ 11,0 ] 23 | 44 | - -
ele| @le| (OO oo [ ]
SNHX 1103 ™2 ole ole n 110 [11,0] 27 | 44 | - -
ele| @/e| [O|O ole [ ]
SNHX 1203 ™2 ole ole n 12712732 | 50 | - -
ele| eje| (0|0 ole [ ]
SNHX 1204 ™2 oo ol m 12,7 (127 40 | 50 | - -
ele| @/e| [O|O oo [ ]
SNHX 12045 ™2 0 ole n 12,7 (127 45 | 50 | - -
ele| eje| [O|O ole ]
SNHX 1205 ™2 ole ole n 12,7 (127 54 | 50 | - -
ele| @je| (0|0 oo ]
SNHX 1207 ™2 ole ole n 12,7127 70 | 50 | - -
ele| @le| (0|0 ol =
SNHX 1102 .TMR2 ° [ 110 [110] 23 | 44 | - -
SNHX 1103 .TMR2 ° [ 110 [110] 27 | 44 | - -
SNHX 1203 .TMR2 ° m 12,7127 32 | 50 | - -
SNHX 1204 .TMR2 ° [ 12,7 [127] 40 | 50 | - -
SNHX 12045 .TMR2 ° m 12,7127 45 | 50 | - -
SNHX 1205 .TMR2 ° [ 12,7127 54 | 50 | - -
SNHX 1207 TMR2 ° [ 12,7127 70 | 50 | - -
C MOMAYEN COX - WITH COOLANT SUPPLY ,f ° olo| |e
BE3 MOMAYM COX - WITHOUT COOLANT SUPPLY g o elo| |o
MATEPUATbBbI - MATERIALS 32:-3 H% fz0 Mmm Vc m/muH  CTp. B 254
Rm
Ctp. H 45 GR. HRC2) F M R | C115 | C528N | C5020 | P1035
HENETMPOBAHHAA CTAIb - NOT ALLOY STEEL 15 125300 | 008 | 012 | 016 220 | 220 | 125
P HUZKONIETVIPOBAHHAS CTAJTb - LOW ALLOY STEEL 6-9 180350 | 006 | 011 | 015 160 | 150 | 120
NETUPOBAHHAS CTA/TD - ALLOY STEEL 10-11 200325 | 006 | 011 | 0,15 150 | 140 | 100
MAPT. HEPXKABEHLLIAA CTAND - STAINLESS STEEL MART 12-13 200-240 0,05 0,07 0,1 140 150 100
IV1 | AYCT. HEPXKABEIOWIAS CTANb - STAINLESS STEELAUST | 14.1-14.2 | 180-230 | 0,05 | 007 | 0.1 120 90
CEPDI/ 4YTYH - GREY CAST IRON 15-16 180-260 01 | 014 | 018 | 120 | 180 | 160
K | WAPOBUAHDI [PAOMT - SPHEROIDAL GRAPHITE 17-18 160250 | 008 | 012 | 016 | 120 | 160 | 150
KOBKMIA 4YTVH - MALLEABLE CAST IRON 19-20 130230 | 008 | 012 | 016 | 120 | 170 | 160
ATHOMUHMIA - ALUMINIUM 2125 604130 | 0,08 | 012 | 0,16 | 1000
N [MEb - COPPER 26--28 9110 | 006 | 01 | 015 | 400
TNACTHK - PLASTICS 29-30 / 006 | 01 | 015 | 300
KAPOMPOYHBIE CTIIABbI - HIG. TEMP. ALLOY 3135 200320 | 0,06 | 0,08 | 0,12 40
TUTAH - TITANIUM 36-37 400-1050" | 0,06 | 008 | 0,12 60
3AKAJIEHHASA CTAJIb - HARDENED STEEL 38--41 45-(‘30ZJ
Vc - 1000 N D 051 | 02 01 | 005
n = ——————— =06/MuH (MuH™) a€/U |50.1009%| 20% | 10% | 5%
@D - 3,14
Ve Ve (min)---------Vc(max)
fz =fz0 - Kae =mm
(3T =177 S ~ S |V N —
fin=fz-K=wm

Vf=fz'K'n=MmlMy|H Q)Dj

= YNCTOBAA, NErKAA OBPABOTKA - FINISHING, LIGHT MACHINING

= CPEHAA, OBLIAA OBPABOTKA - MEDIUM MACHINING , GENERIC |

= YEPHOBASA, TAXEJIAA OBPABOTKA - ROUGHING, HEAVY MACHINING ae
T

A=

Ve = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED
n = o6/MmuH (MuHl) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz = mm NOJAYA/3YE -TOOTH FEED

" - ae/D 0,3 0,2 0,1 0,05 | 0,02
n  =wmm NOAAYA/OBOPOT - FEED / REVOLUTION 30% | 20% | 10% 5% 204
Vf = mm/mui CKOPOCTb MOJAYM - FEED SPEED
Kae = MOMPABOYHbIN KOSOPULIMEHT - CORRECTION FACTOR Kae 12 15 21 3 48
B B HAJIMYIM - IN STOCK - LIEFERBAR - DISPONIBLES O 1O 3AMNPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®® PEKOMEHOOBAHHOE NMPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 213




[AunckoBble dpesbl A\ N ,
Grooving and cut-off mill
Scheibenfraeser TPC tOOISI

Fraise a rainurer et a trongonner 4] engineering
@ 50-80 SNHX.. -
.TMF7 -
SNHX..
.TM2
SNHX.. =
.TMR2 ——
L
MNACTUHBI -
INSERTS
CTP. B 270

b Z K

4 4 2 1102 | C93504 5609
T 859 050 - 05 50 16 17 5 29 14 35 15 4 2 24 0,20 18+20| 1103 | C93505 5609
T 859 050 - 06 50 16 17 6 29 14 35 15 4 2 24 0,20 20+22| 1203 | C94005 5615
T 859 063 - 04 63 16 17 4 29 14 35 - 8 4 24 0,26 18+20| 1102 | C93504 5609
T 859 063 - 05 63 16 17 5 29 14 35 - 8 4 24 0,27 18+20| 1103 | C93505 5609
T 859 063 - 06 63 16 17 6 29 14 35 - 6 3 24 0,28 20+22| 1203 | C94005 5615
T 859 080 - 04 80 16 17 4 29 225 35 - 10 5 24 0,31 18+20| 1102 | C93504 5609
T 859 080 - 05 80 16 17 5 29 225 35 - 10 5 24 0,32 18+20| 1103 | C93505 5609
T 859 080 - 06 80 16 17 6 29 225 35 - 8 4 24 0,34 20+22| 1203 | C94005 5615

o= =

K = KoadhbduumeHT nogaum - Factor of feed - Vorschubfaktor - Facteur d’ avance

TP. H 11
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L ol

Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC [«da-‘
o TB. CTINIABbI TB. CMJIABbI C MOKPLITUEM T~ AN
EbICTPbIM BbIEOP MpouHocTb + g B(E:KE”J)EK:TEVI‘J“ COATED GRADES // . \ Jdl
SCHIC
QUICK PICK Toughness _ g | oemoe RECOUVERTS % T
Crp. B 238 - 90° Batian
0 88 (0
o o
K P M K N S H o 82 °
OD‘ FM|IR|F M/IR|F M|IR|F | M|R|F M|R|F M|R O ($][®) E‘ I d S dl r a
SNHX 1102 .TMF7 ole| |o]e m 110 [11,0] 23 | 44 | - -
SNHX 1103 TMF7 ole| o]0 [ 110 [110] 27 | 44 | - -
SNHX 1203 .TMF7 ole| |o]e m 12,7127 32 | 50 | - -
SNHX 1204 TMF7 ole| [o]e [ 12,7 [127] 40 | 50 | - -
SNHX 12045 TMF7 ole| o]0 [ 127|127 45 | 50 | - -
SNHX 1205 .TMF7 ole| [o]e [ 12,7127 54 | 50 | - -
SNHX 1207 TMF7 ole| [o]e [ 127127 70 [ 50 | - -
SNHX 1102 ™2 ole ole n 110 [ 11,0 ] 23 | 44 | - -
ele| @le| (OO oo [ ]
SNHX 1103 ™2 ole ole n 110 [11,0] 27 | 44 | - -
ele| @/e| [O|O ole [ ]
SNHX 1203 ™2 ole ole n 12712732 | 50 | - -
ele| eje| (0|0 ole [ ]
SNHX 1204 ™2 oo ol m 12,7 (127 40 | 50 | - -
ele| @/e| [O|O oo [ ]
SNHX 12045 ™2 0 ole n 12,7 (127 45 | 50 | - -
ele| eje| [O|O ole ]
SNHX 1205 ™2 ole ole n 12,7 (127 54 | 50 | - -
ele| @je| (0|0 oo ]
SNHX 1207 ™2 ole ole n 12,7127 70 | 50 | - -
ele| @le| (0|0 ol =
SNHX 1102 .TMR2 ° [ 110 [110] 23 | 44 | - -
SNHX 1103 .TMR2 ° [ 110 [110] 27 | 44 | - -
SNHX 1203 .TMR2 ° m 12,7127 32 | 50 | - -
SNHX 1204 .TMR2 ° [ 12,7 [127] 40 | 50 | - -
SNHX 12045 .TMR2 ° m 12,7127 45 | 50 | - -
SNHX 1205 .TMR2 ° [ 12,7127 54 | 50 | - -
SNHX 1207 TMR2 ° [ 12,7127 70 | 50 | - -
C MOMAYEN COX - WITH COOLANT SUPPLY ,f ° olo| |e
BE3 MOMAYM COX - WITHOUT COOLANT SUPPLY g o elo| |o
MATEPUATbBbI - MATERIALS 32:-3 H% fz0 Mmm Vc m/muH  CTp. B 254
Rm
Ctp. H 45 GR. HRC2) F M R | C115 | C528N | C5020 | P1035
HENETMPOBAHHAA CTAIb - NOT ALLOY STEEL 15 125300 | 008 | 012 | 016 220 | 220 | 125
P HUZKONIETVIPOBAHHAS CTAJTb - LOW ALLOY STEEL 6-9 180350 | 006 | 011 | 015 160 | 150 | 120
NETUPOBAHHAS CTA/TD - ALLOY STEEL 10-11 200325 | 006 | 011 | 0,15 150 | 140 | 100
MAPT. HEPXKABEHLLIAA CTAND - STAINLESS STEEL MART 12-13 200-240 0,05 0,07 0,1 140 150 100
IV1 | AYCT. HEPXKABEIOWIAS CTANb - STAINLESS STEELAUST | 14.1-14.2 | 180-230 | 0,05 | 007 | 0.1 120 90
CEPDI/ 4YTYH - GREY CAST IRON 15-16 180-260 01 | 014 | 018 | 120 | 180 | 160
K | WAPOBUAHDI [PAOMT - SPHEROIDAL GRAPHITE 17-18 160250 | 008 | 012 | 016 | 120 | 160 | 150
KOBKMIA 4YTVH - MALLEABLE CAST IRON 19-20 130230 | 008 | 012 | 016 | 120 | 170 | 160
ATHOMUHMIA - ALUMINIUM 2125 604130 | 0,08 | 012 | 0,16 | 1000
N [MEb - COPPER 26--28 9110 | 006 | 01 | 015 | 400
TNACTHK - PLASTICS 29-30 / 006 | 01 | 015 | 300
KAPOMPOYHBIE CTIIABbI - HIG. TEMP. ALLOY 3135 200320 | 0,06 | 0,08 | 0,12 40
TUTAH - TITANIUM 36-37 400-1050" | 0,06 | 008 | 0,12 60
3AKAJIEHHASA CTAJIb - HARDENED STEEL 38--41 45-(‘30ZJ
Vc - 1000 N D 051 | 02 01 | 005
n = ——————— =06/MuH (MuH™) a€/U |50.1009%| 20% | 10% | 5%
@D - 3,14
Ve Ve (min)---------Vc(max)
fz =fz0 - Kae =mm
(3T =177 S ~ S |V N —
fin=fz-K=wm

Vf=fz'K'n=MmlMy|H Q)Dj

= YNCTOBAA, NErKAA OBPABOTKA - FINISHING, LIGHT MACHINING

= CPEHAA, OBLIAA OBPABOTKA - MEDIUM MACHINING , GENERIC |

= YEPHOBASA, TAXEJIAA OBPABOTKA - ROUGHING, HEAVY MACHINING ae
T

A=

Ve = m/mu+ CKOPOCTb PE3AHWNSA - CUTTING SPEED
n = o6/MmuH (MuHl) KONMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz = mm NOJAYA/3YE -TOOTH FEED

" - ae/D 0,3 0,2 0,1 0,05 | 0,02
n  =wmm NOAAYA/OBOPOT - FEED / REVOLUTION 30% | 20% | 10% 5% 204
Vf = mm/mui CKOPOCTb MOJAYM - FEED SPEED
Kae = MOMPABOYHbIN KOSOPULIMEHT - CORRECTION FACTOR Kae 12 15 21 3 48
B B HAJIMYIM - IN STOCK - LIEFERBAR - DISPONIBLES O 1O 3AMNPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®® PEKOMEHOOBAHHOE NMPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 215




L ol )
Drilli d mill
Bomutenraeser TPCtools >

Fraise pour le percage [+| engineering

@ 20-32
APKT 1003

®pe3bl ANA 06paboTku BpesaHuem

APKT 1604 “
.TM2

MIACTUHBI -
INSERTS
CTP. B 262/B263

¥

VA K
T 805W 020 - 10 20 20 90 19 35 40 2 1 0,17 1,1+1,3 |N°31003| 12255P  5608P
T 805W 025 - 10 25 25 110 19 50 54 2 1 0,32 11+13
T 805W 032 - 16 32 32 130 29 50 70 2 1 0,64 3,8+50 |N°3 1604|C04011P 5615P
Z = KonuyectBo 3axofoB - Number of flutes - Spiralenanzahl - Nombre d’ helices
K = KoadbduumeHT nogaum - Factor of feed - Vorschubfaktor - Facteur d’ avance
W = Otsepctune anst COX - Coollant bore - Kiihimittelbohrung - Trou du liquide d’arrosage

@‘ CTP. H 11
B 216 -
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Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC
o TB. CT/1ABbI TB. CMJIABbI C MOKPLITUEM
EbICTPbIVI BblBOP MpouHoctb =+ g [BE3 NOKPLITUA COATED GRADES
CEMENTED
SCHIC
QUICK PICK Toughness _ G | oo RECOUVERTS
Ctp. B 238
oo
(52}
K P M K N S H a8 °
OD‘ FM|IR|F M/IR|F M|IR|F | M|R|F M|R|F M|R (O][®] I d S dl r a
APKT 1003 PDTR .TM2 olele ] 105|670| 35 | 28 | 05 | 11
olele|o|e|e|0|0|0|0|0|0|0|0O|O u
APKT 1604 PDTR .TM2 ole|e ] 17,0 | 945|526 | 44 | 08 | 11
ole|le|o|e|e|o|o|o|o|o|o|0|0|0O [
C MOJAYEN COX - WITH COOLANT SUPPLY ,f 0
BE3 MOAAYM COX - WITHOUT COOLANT SUPPLY gin olo
MATEPUWATbI - MATERIALS 322-3 HB 120 MM fz m Ve m/mun  Crp. B 254
m
Ctp.H 45 GR. HRC2) F M R DRILLING C516 | C530
HENETMPOBAHHAA CTANIb - NOT ALLOY STEEL 15 125-300 0,08 | 015 0,2 0,05 230
p HU3KOMETMIPOBAHHAS CTATTb - LOW ALLOY STEEL 6-9 180350 | 006 | 011 | 015 0,04 180
NETUPOBAHHAS CTATIb - ALLOY STEEL 10-11 200325 | 0,06 | 011 | 0,15 0,04 150
MAPT. HEPXKABEHOLLIAAl CTAND - STAINLESS STEEL MART 12413 200-240 0,05 0,07 0,1 0,04 140
IVl | AYCT. HEPXABEIOLLIAS CTANIb - STAINLESS STEELAUST | 14.1-142 | 180230 | 005 | 0,07 | 01 0,04 120
CEPbIV YYTYH - GREY CAST IRON 15-16 180-260 01 | 014 | 018 0,08 250 | 160
| |IIAPOBUAHbIN FPAOUT - SPHEROIDAL GRAPHITE 17-18 160250 | 008 | 012 | 016 0,06 200 | 150
KOBKHIi 4YrYH - MALLEABLE CAST IRON 1920 130230 | 008 | 012 | 016 0,06 220 | 160
ATIOMUHMIA - ALUMINIUM 2125 60-130 008 | 012 | 016 0,08 600
N |MERb - COPPER 26-28 90-110 006 | 01 | 015 0,08 300
TUIACTUK - PLASTICS 29-30 / 006 | 01 | 015 0,08
KAPOMPOYHDIE CTINIABbI - HIG. TEMP. ALLOY 3135 200-320 | 0,06 | 0,08 | 0,12 0,04 40
TUTAH - TITANIUM 36-37 400-1050" | 0,06 | 008 | 0,12 0,04 50
3AKANIEHHAA CTATb - HARDENED STEEL 38-41 45-60
. 0,5-1 0,2 0,1 0,05
_ w = o6/ 1 aelD |so-100%| 20% | 10% | 5%
n = 2D - 314 = 06/MUH (MUH™) ae
1
— Vc
fz =fz0 - Kae =mm Ctp.B254 | R M F
ae/D 0,5-1 0,3 0,2 0,1 |0,05 |0,02
fn=fz-K=wum 50-100% | 30% | 20% | 10% | 5% | 2%
Vf=fz - K- n =vwmmun Kae | 1 12 |15 | 21 | 3 |48
F  =4YMCTOBAS, NEMKASA OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPE[HSISA, OBLLUASI OBPABOTKA - MEDIUM MACHINING , GENERIC
R =YEPHOBASA, TAXENAA OEPABOTKA - ROUGHING, HEAVY MACHINING - NPW OBPABOTKE BPE3AHUEM, YTOBbI IOMANACH
CTPYXKA, UICMONb3YNTE MOAAYY C LUAFOM 1-1,5 mm
Ve = m/mun CKOPOCTb PESAHMS - CUTTING SPEED
n = o6/MmuH (L) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS - FOR DRILLING FEED WITH 1-1,5 mm STEP
fz = mm NMOJAYA/3YE -TOOTH FEED TO BREAK THE CHIP

fn = mm NMOJAYA/OBOPOT - FEED / REVOLUTION
Vf = mm/mui CKOPOCTb MOJAYM - FEED SPEED
Kae = MOMPABOYHbIN KOSOPULIMEHT - CORRECTION FACTOR

B B HAJIMYIM - IN STOCK - LIEFERBAR - DISPONIBLES O 1O 3AMNPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®® PEKOMEHOOBAHHOE NMPUMEHEHWE - RECOMMENDED APPLICATION OO BO3MOXHOE NPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 217




®PE3bI A1 OB bEMHOIO ®PE3EPOBAHUSA
N ®PE3bI AJ14 BbICOKUX NOOAY

'\\

TPCtooIs,

E2 engineering

COPY MILLING CUTTERS
KOPIERFRASER
FRAISE A COPIAGE

T746W ST T748W CP: T740W

B 220 B 220
g g : ; -
B g B " r.
8 8 8 8 8
T 746LW .. 06 T 748W .. 06 T 749W .. 06
T 746XLW .. 06 T 748W .. 08 T 749W .. 08 T 706W ..
T746LW .. 08 T 748WF .. 08 T 749W .. 08
T 746GLW .. 08
T746XLW .08 WP.06.. N RD.. 0701 h=35
T 746GXLW .. 08
@J WP.08.. =15 @ n RD.. 0702 h=35
' RD..1003 h=5
Crp. (03}
11402 708 e
s é
T 1402.8W .. T 708W ..
@ h + RD..12T3 h=6
_t  WN.. 1405 h=2
1 RD.. 1604 h=8
Crp.
| T709 o |
® 3
[l 8 l 8
T 709W .
@J RD.. 0501 h =25 RD..1003 h=5
h RD.0701 h=35 RD.12T3 h=6
—J RD.0702 h=35 RD.1604 h=8
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RAET 10-25

r=20,8-5,0

T8002. (030} T8002. (030}
-6W..-11 B234 -OW..-11 B234
8 8 g } 8
y y
T 826 .. T 8002-6W 1" T 8002-9W .. -11
RA 08-32 r=4-16 90°
@ RAE 10-25 r=5-125 Jh VDKT 11T2 h =8
" RAET 10-25 r =0,8-5,0
Cp. T8002. Ctp.
B 236 -OW..-22 B 236
8 8 8 8
T829 .. T 8002-8W .. -22 T 8002-9W .. -22
RA 10-32 r=5-16 90°
@r RAE 10-25 r=5-12,5 4 VCKT 2205 h =15
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®pe3bl AN BbICOKMX noAay

Copy milling cutters for high feeds
Kopierfraser fiir hohe vorschube
Fraises a copier avec hauts avancenent

T 748..\W .. 06

L ala)

TPCtooIs)

X engineering

T 746.\W .. 06 T 749..\W .. 06
T 746.W .. 08 T 748.W .. 08 R WPMT .. 9
P T 748..WFE .. 08 VY TMF2 {
_ Yo *5°4° _ Y, +5° -~ Y, 45
@ 25-40 v 26 @ 40-100 ¥ as @ 25-40 ¥V 2
Yo -5,8° yo 6,2° ’YO 5,7° WPMT .. e
TM2 >
hé
WPMW .. e
TM2 >
I
! H ap1
‘ @dT
: d
‘ | L
\
L H -
0
MNACTUHBI -
oD oD INSERTS
CTP. B 272
; . Q ;1 v
T746LW 025 - 06 2 06.. |C04008P 5615P - 2440
T 746LW 026 - 06 26 - 25) - 140 60 45° 2 - 0,44 3850 -
T746LW 032 -06 3 - 3 - 150 70 35° 3 - 079 3850 -
T746LW 033 - 06 33 - 32 - 150 70 3 3 - 080 3850 -
T 746XLW 025 - 06 25 = 25 - 200 120 5° 2 = 0,60 3850 = 06... |C04008P 5615P - 2440
T 746XLW 026 - 06 26 - 25) - 200 120 4)5° 2 - 0,62 3850 -
T 746XLW 032 - 06 32 - 32 - 250 170 3,5° 3 - 1,29 3850 -
T 746XLW 033 - 06 33 - 32 - 250 170 3° 3 - 132 3850 -
T746lW  032-08 32 - 32 - 150 50 10° 2 - 077 4050 - | 08.. | 124512 5620 - 2445
T746LW 033 -08 33 - 32 - 150 50 8 2 - 078 40650 -
T746LW 040 -08 40 - 32 - 150 50 6° 3 - 084 4050 - | 08.. | 124512 5620 - 2445
T 746GLW 040 - 08 40 - 32 - 150 50 6° 2 - 085 4050 - | 08.. | 124512 5620 - 2445
T 746XLW 032 - 08 32 - 3 - 250 50 10° 2 - 138 40%50 - | 08.. | 124512 5620 - 2445
T 746XLW 033 - 08 33 - 32 - 250 50 8° 2 - 1,40 4,050 -
T 746XLW 040 - 08 40 - 32 - 250 50 6° 3 - 1,45 4050 - 08... 124512 5620 - 2445
T 746GXLW 040 - 08 40 - 32 - 250 50 6° 2 - 146 4050 A | 08.. | 124512 5620 - 2445
T748W  040-06 40 - 16 38 40 - 2° 3 - 021 3850 A | 06. |C04008P 5615P VBSFOSL| 2440
T748W  050-08 50 - 22 48 50 - 4° 3 - 039 40:50 A | 08.. |124513P 5520P VBSFI0AV| 2445
T748W  052-08 52 - 22 50 50 - 4 3 - 045 4050 A
T748W _ 063-08 63 - 22 59 50 - 25° 4 - 065 4050 A | 08. |124513P 5520P VBSF10| 2445
T748W 06608 66 - 27 63 50 - 25° 4 - 070 4050 A | 08.. |124513P 5520P VBSF12 | 2445
T748W 080 -08 80 - 27 76 63 - 15° 5 — 147 4050 A | 08.. |124513P 5520P VBSF12L| 2445
T 748W 100 - 08 100 - 32 96 63 - 1° 6 - 245 40+50 A 08... 124513P  5520P VBSF16L| 2445
T 748WF 050 - 08 50 - 22 48 50 - 4° A - 038 40:50 A | 08.. |124513P 5520P VBSFI0AV| 2445
T 748WF 052 - 08 52 - 22 50 50 - 4 4 - 043 4050 A
T 748WF 063 - 08 63 - 22 59 50 - 25° 5 - 067 4050 A | 08.. |124513P 5520P VBSF10| 2445
T 748WF 066 - 08 66 - 27 63 50 - 25° 5 - 073 40%50 A | 08.. |124513P 5520P VBSF12 | 2445
T 748WF 080 - 08 80 - 27 76 63 - 15° 6 - 151 4050 A | 08.. |124513P 5520P VBSF12L| 2445
T 748WF 100 - 08 100 - 32 96 63 - 1° 8 - 2,49 4050 A 08... 124513P  5520P VBSF16L| 2445
T 749W 025 - 06 25 12 125 21 - 35 5° 2 17 0,09 3850 06... |C04008P 5615P - 2440
T 749W 026 - 06 26 12 125 21 - 35 45° 2 17 0,09 3850
T749W  032-06 32 16 17 29 - 43 35° 3 24 020 3850 -
T749W  033-06 33 16 17 29 - 43 3 3 24 020 3850 -
T749W  032-08 32 16 17 29 - 43 10° 2 24 047 4050 - | 08.. | 124512 5620 - 2445
T 749W 033 -08 838 16 17 29 - 43 8° 2 24 0,18 4,0+50 -
T 749W 040 - 08 40 16 17 29 - 43 6° 3 24 0,22 4,0+50 - 08... 124512 5620 - 2445
T749GW 040 - 08 40 16 17 29 - 43 6° 2 24 024 4050 - | 08.. | 124512 5620 - 2445
- % R ~

W = OTBEPCTVE [if151 COX - COOLANT BORE - KUHLMITTELBOHRUNG

G = KPYMHbI AT - LARGE TEETH DISTANCE - NORMALE ZAHNTEILUNG

L = AN AHHBIA LIMMMHOPUYECKAIA XBOCTOBYK - LONG, CYLINDRICAL SHANK - LANG, ZYLINDERSCHAFT

B 220

XL = SKCTPALJTNHHBIN LIMIMHAPUYECKIAA XBOCTOBWK - EXTRALONG, CYLINDRICAL SHANK - EXTRALANG, ZYLINDERSCHAFT




L ol

Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail A g 4
EX engineering

HT | HW HC q a°
Y TB.CIABS | TB. CMIIABEI C MOKPHITUEM
EbICTPbIVI BblBOP MpouHoctb =+ g BEKEHJEK:*#TEMS COATED GRADES rj #
BESCHICHTET 1
QUICK PICK Toughness  _ é Cnogs RECOUVERTS —" L 1
S b
Crp. B 238 By
e EE
K P M K N S H olg =]i] °
o'u FM|IR|F M|IR|F |M|R|F |M|R[F [M|R |F |[M|R oo 0|0 I d S dl r a
WPMT  06X415 ZPR .TMF2 ° ] 6 [9525/420| 43 | 15 | 11°
° o ]
WPMW  06X415 ZPR  .TM2 ° ° o [ o u 6 (9525420 | 43 | 15 | 11°
° o ]
WPMT 080615 ZPR .TMF2 ° ] 8 127635 54 | 1,5 | 11°
° o [
WPMT 080615 ZSR  .TM2 ° ° o o o u 8 127635 54 | 1,5 | 11°
° o m
®OPMA PEXYLLEN KPOMKM
CUTTING EDGE SHAPE
.G42 .G52
C MOMAYEN COX - WITH COOLANT SUPPLY ,f o|o 0
BE3 MOAYM COX - WITHOUT COOLANT SUPPLY g 0 o|o
—
I -
MATEPUATIDbI - MATERIALS 32:-3 HE{) fz0 mm fz Mm ‘ Ve m/mun  CTp. B 254
Rm
Ctp.H 45 GR. HrRc? | WP..06 | WP..08 P7030 | P2040 | C1030 | C1330
HENETMPOBAHHAA CTA/Ib - NOT ALLOY STEEL 1-5 125-300 0,5-1,5 0,5-2 0,2 200 200 | 250
p HUZKONIETVIPOBAHHAS CTA/Tb - LOW ALLOY STEEL 6-9 180-350 0,5-1,5 0,5-2 0.2 170 170 | 230
NETUPOBAHHAS CTA/Tb - ALLOY STEEL 10-11 200325 0,4-0,8 0,5-1 0,15 140 140 | 200
MAPT. HEPXKABEHOLLIAS CTAND - STAINLESS STEEL MART 12-13 200-240 0,5-1,5 0,5-2 0,2 140 140 140 150
M |AYCT. HEPXABEIOLLIAR CTAIb - STAINLESS STEELAUST | 14.1-142 | 180-230 0,5-1,3 05-18 02 130 | 130
CEPbI/ YYTYH - GREY CAST IRON 15-16 180-260 0,8-2 125 0.2 160
K | WAPOBUAHDI [PAGMT - SPHEROIDAL GRAPHITE 17-18 160-250 0,8-2 125 02 140
KOBKMIA 4YrYH - MALLEABLE CAST IRON 19-20 130-230 0,8-2 125 02 150
ANHOMUHMIA - ALUMINIUM 2125 60-130
N |MEAb - COPPER 26--28 90-110
TNACTHK - PLASTICS 29-30 I
KAPOMPOYHBIE CTIIABbI - HIG. TEMP. ALLOY 3135 200-320
TUTAH - TITANIUM 36-37 400-1050”
3AKANEHHAA CTATb - HARDENED STEEL 38-41 4560 0,3-0,6 0,408 0,1 80 80 80
T — 051 | 02 01 | 005
Vc - 1000 ) ae ae/D [50.100% | 20% | 10% | 5%
n = — =006/MWH (MUH") @D |
@D - 3,14 o Vc (min)---------V¢c(max)
fz =1z0 - Kae =mm R M F
ae/D 0,5-1 0,2 0,1 0,05 | 0,02
- . = 50-100% | 20% | 10% 5% 2%
fn="1z-K=um VC  cp. B 254
Vf=fz- -z n =mmmun Kae 1 1.1 12
F = YMCTOBAS, NEMKASI OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPEHSIS, OBLLASI OBPABOTKA - MEDIUM MACHINING, GENERIC
R = UEPHOBAS, TSKENIAS OBPABOTKA - ROUGHING, Mnactuna| W t R
HEAVY MACHINING Insert | (MM) | (MM) | (MM)
Vc = m/mud CKOPOCTb PE3AHWA - CUTTING SPEED WPM..06 43 07 25
n = o6/MmuH (Mun 1) KOMMYECTBO OBOPOTOB -
NUMBER OF REVOLUTIONS LQ t WPM.08 | 57 | 07 | 20
fz = um MOJAYA / 3B - TOOTH FEED — 1\
fn = mm MOJAYA / OBOPOT - FEED / REVOLUTION _
Vf = wmiun CKOPOGTb MOAAUM - FEED SPEED t = Ocrart. matepuan ap = Makc. rny6uHa pesaHus
N = i i = Maximum in h
Kae = NOMPABOYHbIN KOS®OULMEHT - CORRECTION FACTOR 5 (REsIE I Rl &1 = (R D GV G
| | B HAJNMMYUMU - IN STOCK - LIEFERBAR - DISPONIBLES m] MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®@® PEKOMEHOOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION OO BO3MOXHOE NMPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 221




®pe3bl AN BbICOKMX noAay i ,
Copy milling cutters for high feeds
Kopierfraser fiir hohe vorschube TPC tOOISI

Fraises a copier avec hauts avancenent 4] engineering
@ 50-80 ISO 6462 ... WNMT | @
1405.. -
T 1402.8W .. 14 Y, v L 108 -
Ve 12089 )
Y, +12°

MNACTUHbI -
@ INSERTS

CTP. B 272

@ ¢ 1

h z
T 1402.8W-050-03-14 50 22 40 40 2 43 3 0,24 3850 A 1405 |C04011P 5615P VBSF10
T 1402.8W-050-04-14 50 22 40 40 2 43 4 0,21 3850 A
T 1402.8W-052-03-14 52 22 40 40 2 4° 3 0,27 3850 A
T 1402.8W-052-04-14 52 22 40 40 2 4° 4 0,24 3850 A
T 1402.8W-063-04-14 63 22 49 40 2 2,7° 4 044 3850 A
T 1402.8W-063-05-14 63 22 49 40 2 2,7° 5 042 3850 A
T 1402.8W-066-04-14 66 22 49 40 2 2,5° 4 048 3850 A
T 1402.8W-066-05-14 66 22 49 40 2 2,5° 5 046 3850 A
T 1402.8W-080-05-14 80 27 60 50 2 1,9° 5 1,02 3850 A 1405 |C04011P 5615P VBSF12
T 1402.8W-080-06-14 80 27 60 50 2 1,9° 6 0,99 3850 A

W = OTBEPCTWE AJ15 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

@ CTP. H 11
B 222 -
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Bbi6op nnacTuH u pexxumoB pe3aHus - Choice of the insert and machining parameters TPC toolsz

Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail A g
EX engineering

HT | HW HC d
BbICTPbI BbIEOP I g ] ™ Cleas po e TT )
QUlCK PICK Toughness & | careoe BESCHICHTET T
- X GRADES RECOUVERTS r
’\ | 4—1 S L_,
Ctp. B 238 S S
P M K N S H o o o
Yo}
Ko'u FM|IR|F | M|IR|F |M|R|F |M|R[F [M|R |F |[M|R E O I d S dl r a
WNMT 140525 TM2 oo (o0 o o n 7 |137] 55|49 | 25| -
00 00 o L
C MOJAYEW COX - WITH COOLANT SUPPLY ,f o o
BE3 MOJAYM COX - WITHOUT COOLANT SUPPLY P ° o
MATEPUATbI - MATERIALS 32:-3 GE fz mm ‘ Ve m/mun - Crp. B 254
m
Ctp.H 45 GR. HRC2) fz0 Mmm P4130 | C5120
HENETUPOBAHHAS CTAJTb - NOT ALLOY STEEL =t 125-300 052 0,1-0,2 240 | 250
P HYU3KONETMPOBAHHAA CTATIb - LOW ALLOY STEEL 6-9 180-350 052 0,102 220 | 250
JIETUPOBAHHAS CTAMIb - ALLOY STEEL 10-11 200-325 0515 0,1-02 200 | 230
MAPT. HEPXABEHLLAA CTAJb - STAINLESS STEEL MART 12-13 200-240 0,5-1,5 0,1-0,2 180 180
IVI | AYCT. HEPABEIOWIAS CTATIb - STAINLESS STEELAUST | 14.1-14.2 | 180230 0515 0,1-0,2 170
CEPbIVA YYTYH - GREY CAST IRON 1516 180-260 082 0,1-02 190 | 250
K | LAPOBHAHbI/ [PAOUT - SPHEROIDAL GRAPHITE 1718 160-250 0,8-2 0,1-02 170 | 220
KOBKMii YYrVH - MALLEABLE CAST IRON 1920 130-230 0,8-2 0,102 130 | 200
ATIOMUHUIA - ALUMINIUM 2125 60-130
N |MEab - COPPER 26--28 90-110
NNACTUK - PLASTICS 29-30 !
HKAPOMPOYHBIE CTTTABDI - HIG. TEMP. ALLOY 3135 200-320
TUTAH - TITANIUM 36-37 400-1050"
3AKATIEHHAS CTA/Ib - HARDENED STEEL 38-41 45-60” 0,3-1,4 0,1-0,2 120
T } 0,5-1 0,2 0,1 0,05
Vc - 1000 ae ae/D |so.1000 | 20% | 10% | 5%
n = — =o06/MuH (MMH'l) @D :
@D - 3,14 Ve (min)--------- Vc(max)
fz =1z0 - Kae =mm R M F
ae/D 0,5-1 0,2 0,1 0,05 | 0,02
— . _ 50-100% | 20% | 10% 5% 2%
fn =1z K =wum VC crp. B 254
Vf=fz-z'n =mwmun Kae ! 11 12 13 |15
F  =UMCTOBAS, NIETKASI OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPE[HSISI, OBLUAS OBPABOTKA - MEDIUM MACHINING, GENERIC
R =UYEPHOBAS, TKENASA OEPABOTKA - ROUGHING, 15 Mnactuwa| W t R
HEAVY MACHINING B o max Insert | (MM) | (MM) | (MM)
Ve = mimun CKOPOCTb PE3AHWST - CUTTING SPEED rL p max.
n = o6/ (uns-T) KONMYECTBO OBOPOTOB - l. ; i WNMT 14 | 6,6 0,85 35
NUMBER OF REVOLUTIONS t
—
fz = wmm MOMAYA / 3YE - TOOTH FEED — 3 W
fn = mm MOMAYA / OBOPOT - FEED / REVOLUTION
Vf = mm/mun CKOPOCTb MOJAUM - FEED SPEED t= Ocrar. Matepuan ap = Makc. rnybuna pesanms
Kae = MOMPABOYHbI KOIGOULIMEHT - CORRECTION FACTOR t = Residual Material ap = Maximum cutting depth
B B HAUYMMA - IN STOCK - LIEFERBAR - DISPONIBLES [m] MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
©®@® PEKOMEHOOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION OO BO3MOXHOE MPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 223




®pesbl C KPYFNbIMKA NacTUHaMu e ,
Milling cutters with round inserts

Fraeser mit runden platten TPCtOOISI
Fraise a plaquettes rondes E2 engineering

RDHX..
®OPMA A ®OPMA B y, o TLF4 o

Te o

RDHX..
@ 12-20 ng“% TM2 o

RD..W..
.TM2

h6

= @d-0,5 o FQdT

H
o
T L4 H
i .
@D2 "
L3 | oy
T 1 MNACTUHbBI -
i @D Lk dagpl n INSERTS
CTP. B 266
AP sorMa PD @d @D 4 Kkr @ ?
T 706W 12 40 02.71 A 12 16 10 88 3,5 40 20 35 10,4° 22,7° 2 0,102 1,0+1,2 0701 122545 5607
T 706W 12 60 02.71 A 12 16 10 108 3,5 60 20 55 4,3° 22,7° 2 0,120 1,0¢1,2
T 706W 12 80 02.71 A 12 16 10 128 3,5 80 20 75 2,9° 227° 2 0,139 1,0+1,2
T 706W 15 40 02.72 B 15 16 13 8 35 40 - - - 20° 2 0,106  10+12 | 0702 | 122549 5607
T 706W 15 60 02.72 A 15 16 13 108 3,5 60 20 55 2,0° 20° 2 0,135 1,0+1,2
T 706W 15 80 02.72 A 15 20 13 130 3,5 80 20 75 3,4° 20° 2 0,232 1,0+1,2
T 706W 15 100 02.72 A 15 20 13 150 3,5 100 20 95 2,5° 20° 2 0,263 1,0¢1,2
T 706W 15 120 02.72 A 15 25 13 176 3,5 120 20 115 3,5° 20° 2 0,447 1,0+1,2
T 706W 16 40 02.72 B 16 16 13 88 3,5 40 - - - 16,8° 2 0,107 1,0¢1,2 0702 122549 5607
T 706W 16 60 02.72 A 16 16 13 108 3,5 60 20 55 2,0° 16,8° 2 0,135 1,0¢1,2
T 706W 16 80 02.72 A 16 20 13 130 3,5 80 20 75 34° 16,8° 2 0,232 1,0+1,2
T 706W 16 100 02.72 A 16 20 13 150 3,5 100 20 95 2,5° 16,8° 2 0,263 1,0¢1,2
T 706W 16 120 02.72 A 16 25 13 176 3,5 120 20 115 3,5° 16,8° 2 0,449 1,0¢1,2
T 706W 20 40 02.10 A 20 20 18 90 5 40 20 35 2,9° 39° 2 0,181 3,035 1003 123507 5615
T 706W 20 60 02.10 A 20 20 18 110 5 60 20 55 1,3°  39° 2 0,222 3,035
T 706W 20 80 02.10 A 20 25 18 136 5 80 20 75  34° 39° 2 0,396 3,035
T 706W 20 100 02.10 A 20 25 18 156 5 100 20 95 2,5° 39° 2 0,450 3,0+35
T 706W 20 120 02.10 A 20 25) 18 176 5 120 20 115 2,00 39° 2 0,503 3,0:35
g % % |
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Bbi6op nnacTuH 1 pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC d a
1A TB. CrINIABbI TB. CMIABbI C MOKPLITUEM r T
EblCTPbl M BblEOP MpouHoctb =+ E EE;E”h%;bT”EMS COATED GRADES ( J d1
BESCHICHTET
QUICK PICK Toughness _ G | oo RECOUVERTS B
Ctp. B 238 olo o —iske-
[Te] [N
P M| K| N]J|]S]|H Je@ | | °
KOD‘ F |M |HsC|F |M [HsC|F |M [HSC|F |M [HSC|F |M [HSC|F |M |Hsc] EES E.' I d S dl r a
RDHX 0701 MOT .TLF4 [ ® | O|0 e O|® O|O0 [J [J L — 70 | 199 | 28 - 15
RDHX 0702 MOT .TLF4 (] ® 0|0 [ JEe2K ) O|0 [ J [J L = 70 | 238 | 28 — 15
RDHX 1003 MOT .TLF4 [ ® | O|0 e O|®e O|O0 [J [J L — 10,0 | 3,18 | 4,4 - 15
RDHX 0701 MOT .TM2 ole L] — 70 | 199 | 2,8 — 15
RDHX 0702 MOT TM2 ole | - 70 | 238 | 28 - 15
RDHX 1003 MOT .TM2 o|e L] - 10,0 | 3,18 | 4,4 - 15
RDHW 0701 MOT TM2 o|le L = 70 | 199 | 28 — 15
RDHW 0702 MOT .TM2 o|e® L — 70 | 238 | 28 - 15
RDMW 1003 MOT TM2 o|le L] = 10,0 | 3,18 | 44 — 15
C MOAAYEN COX - WITH COOLANT SUPPLY ,r o °
BE3 MOJAYN COX - WITHOUT COOLANT SUPPLY ﬁ o0
MATEPUATbI - MATERIALS 32:-3 He P7405 ve () | P1020 Ve () | P1320 Ve () | C535 Ve (k)
Rm m
Crp. H45 GR. HRC?) F | R |HC| F | R |HC| F | R |HSC| F | R |HSC
HENErNPOBAHHAA CTA/Ib - NOT ALLOY STEEL =l 125-300 1 250 | 200 | 300 | 280 | 250 | 320 | 250 | 180 | 250 | 250 | 195 | 250
p HU3KONETUPOBAHHAA CTATb - LOW ALLOY STEEL 6--9 180-350 0,9 270 270 290 270 240 290 240 180 230 220 170 220
JIETUPOBAHHAA CTAIb - ALLOY STEEL 10-11 200-325 0,8 220 220 240 220 190 240 190 150 210 180 140 180
MAPT. HEPXKABEIOLLAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 1 180 150 180 150 120 180 180 130 180 140 110 140
M | AYCT. HEPXABEIOLASA CTANIb - STAINLESS STEEL AUST |  14.1-14.2 180-230 1 100 100
CEPbII YYTYH - GREY CAST IRON 15-16 180-260 1 250 200 300
K | WAPOBUAHDIA TPAOUT - SPHEROIDAL GRAPHITE 17-18 160-250 1.1 180 200 250
KOBKMWI YYTYH - MALLEABLE CAST IRON 19-20 130-230 1,2 220 200 250
ANOMUHWIA - ALUMINIUM 21---25 60-130 1,3
N |MEab - COPPER 26--28 90-110 1,2
MNACTUK - PLASTICS 29-30 ! 163
S KAPOMPOYHBIE CM/ABbI - HIG. TEMP. ALLOY 31---35 200-320 0,9 30 30 40
TUTAH - TITANIUM 36-37 400-1050" 0,8 30 30 40
H | 3AKANEHHASA CTANb - HARDENED STEEL 38--41 45-60 0,8 70 70 120
d ap/0,3 05 0,7 08 1 12 2 3 4 5 6 8
PI1%° B 50 5 ’ Ve - 1000 .
F 1017 0,13 011 n = — =006/MyH (MUH™)
07 R 022 021 019 017 013 0,11 fz0 um @D - 3,14
HSC| 0,57 044
F 020 022 019 018 0,16 fz =120 - Kae - Km = wm
10 R 032 029 022 0718 0116 0,14 fn=fz.z=
HSC| 086 067 06 0,53 —ler =M
Vf=fz .-z -n =vvmun
051 |02 | 01 |005 |002
ae/D y , y h )
50-100% | 20% | 10% | 5% | 2%
Kae | 1 12 |15 | 18 | 2
F = YNCTOBASA, NNEFKAA OBPABOTKA - FINISHING, LIGHT MACHINING n = 06/MUH (MI/IH'l) KONWYECTBO OBOPOTOB - NUMBER OF REV. f
R =YEPHOBASA, TAXENAA OBPABOTKA - ROUGHING, HEAVY MACHINING fz = mm NOJAYA / 3YB - TOOTH FEED ae
HSC = BbICOKOCKOPOCTHOE PE3AHWE - HIGH SPEED CUTTING fn = mm MNOJAYA / OBOPOT - FEED / REVOLUTION @D
Km  =KO3®. NOfAYM ANA OMPEOENEHHOIO MATEPWATA - FEED FACTOR FOR MATERIAL Vf = mm/muH CKOPOCTb MOJAYN - FEED SPEED
VC = wm/mmH CKOPOCTb PE3AHWNA - CUTTING SPEED Kae = NOMPABOYHbIN KO3OOGULMEHT - CORRECTION FACTOR
| | B HANIMYNU - IN STOCK - LIEFERBAR - DISPONIBLES [m] MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®® PEKOMEHOOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION OO BO3MOXHOE MPUMEHEHME - POSSIBLE APPLICATION

EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 225




®pesbl C KPYFNbIMKA NacTUHaMu e ,
Milling cutters with round inserts

Fraeser mit runden platten TPCtOOISI
Fraise a plaquettes rondes E2 engineering

@ 50-160 ISO 6462 ... RDHX..
Yo © TLF4
Te 0

RDHX..
.TM2

RDMW..
.TM2

RDMX..
.TMR2

0000

MNACTUHBI -
INSERTS
CTP. B 266

‘,
ﬁ \ IS0
h Z Hm' 6462 ? e

T 708W 50 50 05.12 50 22 40 50 6 6,1° 5 0,308 3,0:35 A 1273 |123509P 2435 5615P VBSF10
T 708W 52 50 05.12 52 22 40 50 6 57° 5 0,337 3,0:35 A

T 708W 63 50 06.12 63 27 48 50 6 43 6 0477 30:35 A | 12T3 |123509P 2435 5615P VBSF12
T 708W 66 50 06.12 66 27 48 50 6 41° 6 0524 30:35 A

T 708W 80 52 07.12 80 27 60 52 6 3,2° 7 0,889 3,0:35 A

T 708W 50 50 04.16 50 22 40 50 8 9,5° 4 0,273 4,0+50 A 1604 124510 2445 5620 VBSF10
T 708W 52 50 04.16 52 22 40 50 8 8,8° 4 0,299 4,0+50 A

T 708W 63 50 05.16 63 27 48 50 8 7,1° 5 0,443 4,0+50 A 1604 124510 2445 5620 VBSF12
T 708W 66 50 05.16 66 27 48 50 8 6,0° 5 0,493 4,0:50 A

T 708W 80 52 06.16 80 27 60 52 8 4.5° 6 0,833 4,0+50 A

T 708W 100 52 07.16 100 32 75 52 8 3,7° 7 1,276  4,0+5,0 A 1604 124510 2445 5620 VBSF16
T 708W 125 63 08.16 125 40 90 63 8 2,8° 8 2,664 4,0+50 A 1604 124510 2445 5620 VBSF20
T 708 160 63 09.16 160 40 120 63 8 1,8° 9 4,183 4,0+50 C 1604 124510 2445 5620 -

T & O 9
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Bbi6op nnacTuH 1 pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC d 20
- TB. CrNIABbI TB. CMIABbI C MOKPLITUEM r T
EblCTPb|M BblEOP MpouHoctb =+ E EE;E”h%;bT”EMS COATED GRADES ( Jdl
BESCHICHTET
QUICK PICK Toughness _ G | oo RECOUVERTS B
Ctp. B 238 - o —iske-
Yol N
P M| K| N]J|]S]|H 38 @ °
KOD‘ F |M |HsC|F |M [HsC|F |M [HSC|F |M [HSC|F |M [HSC|F |M |Hsc] EB E.' I d S dl r a
RDHX  12T3 MOT .TLF4 e/ |e[ojo] [e]o]e olo| |e| |e ] - |120[397] 44| - | 15
RDHX 1604 MOT .TLF4 o/ |e[o[o] [e]0]e® olo| [e] |® [] - [160[476 55| - | 15
RDHX  12T3 MOT .TM2 ole ] - |120[397]| 44| - | 15
RDHX 1604 MOT .TM2 ole ] -~ |160]476| 55| - | 15
RDMX  12T3 MOT .TMR2 ole ] - |120[397]| 44| - | 15
RDMX 1604 MOT .TMR2 ole ] — |160[476| 55| - | 15
RDMW  12T3 MOT .TM2 ole [] - [120[397[44 ] - | 15
RDMW 1604 MOT .TM2 ole [ - |160[476] 55| - | 15
C NOAAYEI COX - WITH COOLANT SUPPLY ,’f °
BE3 MOJAYM COX - WITHOUT COOLANT SUPPLY P 0
-
|
= E
|
MATEPUANBI - MATERIALS 32;-3 e P7405 Ve (ww) | P1320 Ve () | C535 Ve (wivitk)
Rm m
Ctp. H45 GR. HRC2) F R |HSC| F R |HSC| F R | HSC
HENErVIPOBAHHAS CTANTb - NOT ALLOY STEEL 1-5 125-300 1 | 250 | 200 | 300 | 250 | 180 | 250 | 250 | 195 | 250
P HU3KONErMPOBAHHAS CTANTb - LOW ALLOY STEEL 6-9 180-350 | 09 | 270 | 270 | 290 | 240 | 180 | 230 | 220 | 170 | 220
NETVPOBAHHAS CTATIb - ALLOY STEEL 10-11 200325 | 08 | 220 | 220 | 240 | 190 | 150 | 210 | 180 | 140 | 180
MAPT. HEPXKABEIOLLIAAl CTAIb - STAINLESS STEEL MART 12-13 200-240 1 180 150 180 180 130 180 140 110 140
M |AYCT. HEPXKABEIOLLIAA CTAIb - STAINLESS STEELAUST | 14.1-142 | 180230 1 | 100 | 100
CEPbII 4YTYH - GREY CAST IRON 15-16 180-260 1 | 250 | 200 | 300
K [LIAPOBUAHbII [PAOMT - SPHEROIDAL GRAPHITE 17-18 160-250 1,1 | 180 | 200 | 250
KOBKMiA 4YTYH - MALLEABLE CAST IRON 19-20 130-230 12 | 220 | 200 | 250
ATIOMUHU - ALUMINIUM 2125 60-130 13
N [MEab - COPPER 26--28 90-110 12
MAACTHK - PLASTICS 29-30 / 13
S KAPOPOYHIE CTINABbI - HIG. TEMP. ALLOY 31--35 200320 | 09 | 30 | 30 | 40
TUTAH - TITANIUM 36-37 400-1050" | 0,8 | 30 | 30 | 40
H | 3AKAREHHAS CTAMIb - HARDENED STEEL 38--41 45-60" 08 | 70 | 70 | 120
d ap/0,3 05 0,7 08 1 12 2 3 4 5 6 8
PI%e B 50 5 ’ Ve - 1000 .
F 038 029 025 0,23 021 0,19 n = ———— =06/MWH (MUH™")
12 o R 042 038 029 024 021 019 0,17 @D - 3,14
HSC|125 1,0 0,82 0,77 0,69
F | 044 034 029 027 024 022 0,18 fz =120 - Kae - Km =wm
16 R 0,51 047 037 03 028 0,26 0,25 0,25 _
HSC fn=1z z=wm
Vf=fz-z-n =wvmmun
fz0 wm
0,5-1 0,2 0,1 0,05 | 0,02
ae/D y , y h )
50-100% | 20% | 10% | 5% | 2%
Kae 1 12 |15 | 18 | 2
F = YNCTOBASA, NNEFKAA OBPABOTKA - FINISHING, LIGHT MACHINING n = 06/MUH (MI/IH'l) KONWYECTBO OBOPOTOB - NUMBER OF REV. f
R =YEPHOBASA, TAXENAA OBPABOTKA - ROUGHING, HEAVY MACHINING fz = mm NOJAYA / 3YB - TOOTH FEED ae
HSC = BbICOKOCKOPOCTHOE PE3AHWE - HIGH SPEED CUTTING fn = mm MNOJAYA / OBOPOT - FEED / REVOLUTION @D
Km  =KO3®. NOfAYM ANA OMPEOENEHHOIO MATEPWATA - FEED FACTOR FOR MATERIAL Vf = mm/muH CKOPOCTb MOJAYN - FEED SPEED
VC = wm/mmH CKOPOCTb PE3AHWNA - CUTTING SPEED Kae = NMOMPABOYHbIN KO3®OULMEHT - CORRECTION FACTOR
| | B HAJNMMYUMU - IN STOCK - LIEFERBAR - DISPONIBLES m] MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®@® PEKOMEHOOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION OO BO3MOXHOE NMPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 227




®pesbl C KPYFNbIMKA NacTUHaMu e ,
Milling cutters with round inserts

Fraeser mit runden platten TPCtOOISI
Fraise a plaquettes rondes E2 engineering

RDHX..
®OPMA A ®OPMA B ¥, o TLF4

RDHX..
@ 10-42 TM2

RD..W..
.TM2
@D1 D1

RDMX..
.TMR2

0000

MIACTUHBI -
INSERTS
CTP. B 266

Y9

©

M Z
T 709W 10 23 02.05 A 8 2 0501 | 121837 - 5606
T 709W 12 23 03.05 A 12 8 85 13 25 23 17 138 3 10 0,020 04:05
T 709W 15 23 04.05 B 15 8 85 13 25 23 - 86° 4 10 0,023 0405
T 709W 16 23 04.05 B 16 8 85 13 25 23 - 7,7° 4 10 0025 04:05
T 709W 20 30 05.05 B 20 10 105 18 25 30 - 69° 5 15 0,059 0405
T 709W 25 35 06.05 B 25 12 125 21 25 35 - 40° 6 17 0,099 04:05
T 709W 12 23 02.71 A 12 8 85 13 35 23 17 227° 2 10 0019 10+1,2 | 0701 | 122545 - 5607
T 709W 15 23 02.72 B 15 8 85 13 35 23 - 200° 2 10 0020 10:12 | 0702 | 122549 - 5607
T 709W 15 23 03.72 B 15 8 85 13 35 23 - 200° 3 10 0021 10:12
T 709W 16 23 02.72 B 16 8 85 13 35 23 - 168 2 10 0022 10:12
T 709W 16 23 03.72 B 16 8 85 13 35 23 — 168° 3 10 0,022 10+12
T 709W 20 30 04.72 B__20 10 105 18 35 30 - 11,0° 4 15 0054 10:12
T 709W 25 35 05.72 B 25 12 125 21 35 3 - 73 5 17 0093 10:12
T 709W 30 43 05.72 A 30 16 17 29 35 43 43 54° 5 24 0208 1012
T 709W 32 43 06.72 B 32 16 17 29 35 43 - 49 6 24 0219 10:12
T 709W 35 43 06.72 B 35 16 17 29 35 43 — 43° 6 24 0233 10+12
T 709W 20 30 02.10 B 20 10 105 18 5 30 - 390° 2 15 0,048 30:35| 1003 | 123507  — 5615
T 709W 25 35 03.10 B 25 12 125 21 5 35 — 143° 3 17 0,083 3035
T 709W 30 43 04.10 A 30 16 17 29 5 43 43 93° 4 24 0,196 30:35
T 709W 32 43 04.10 A 32 16 17 29 5 43 43 86° 4 24 0,200 3035
T 709W 35 43 04.10 B 3 16 17 29 5 43 - 7,3 4 24 0215 30:35
T 709W 35 43 05.10 B 3 16 17 29 5 43 - 73 5 24 0216 3035
T 709W 40 43 05.10 B 40 16 17 29 5 43 - 58 5 24 0232 3035
T 709W 42 43 05.10 B 42 16 17 29 5 43 - 54° 5 24 0243 3035
T 709W 42 43 06.10 B 42 16 17 29 5 43 - 54° 6 24 07245 3035
T 709W 25 35 02.12 B 25 12 125 21 6 35 - 260° 2 17 0076 30:35| 12T3 |123509P 2435 5615
T 709W 32 43 03.12 A 32 16 17 29 6 43 43 143° 3 24 0,178 3035
T 709W 35 43 03.12 B3 16 17 29 6 43 - 11,9° 3 24 0,194 3035
T 709W 40 43 04.12 B 40 16 17 29 6 43 - 93 4 24 0212 30:35
T 709W 42 43 04.12 B 42 16 17 29 6 43 - 83° 4 24 0224 30:35
T 709W 32 43 02.16 A 32 16 17 29 8 43 43 296° 2 24 0,169 4050 | 1604 | 124510 2445 5620
T 709W 40 43 02.16 B 40 16 17 29 8 43 - 15° 2 24 0226 4050
% % % |
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Bbi6op nnacTuH 1 pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC rdT a°
BbICTPbI BbIEOP —— e T oen oot L
QUICK PICK Touahn & | “Careioe BESCHICHTET di

oughness _ Y | Grabes RECOUVERTS B
Crp. B 238 olo o —~Isk-
[To} N
P M| K| N]J|]S]|H S8 | | °
KOD‘ F |M |HsC|F |M [HsC|F |M [HSC|F |M [HSC|F |M [HSC|F |M |Hsc] E E 8 E.' I d S dl r a

RDHX 0501 MOS .TLF4 [J ® 0|0 L JEeIK ) O|O [ ] [ L = 50 [ 150 | 2,2 - 15
RDHX 0701 MOS .TLF4 [J ® 0|0 L JEeIK ) O|0 [ ] [ L = 70 [ 199 | 28 - 15
RDHX 0702 MOS .TLF4 [J @ /0|0 L JEeIK ) O|0 L) L) u - 70 [ 238 28 - 15
RDHX 1003 MOS .TLF4 [J @ /0|0 [ JEeIK ) O|0 L) L) u - 10,0 | 3,18 | 4,4 - 15
RDHX 12T3 MOS .TLF4 [J @ /0|0 [ JEeIK ) O|0 L) L) u - 12,0 [ 3,97 | 44 - 15
RDHX 1604 MOS .TLF4 [J ® /0|0 [ JEeIK ) O|0 L) [J u - 16,0 | 476 | 55 - 15
RDHX 0701 MOT TM2 O|@® L] — 70 [ 199 | 28 = 15
RDHX 0702 MOT TM2 (o3 J L] — 70 | 238 | 28 = 15
RDHX 1003 MOT .TM2 [o3K ) Ll - 10,0 | 3,18 | 44 = 15
RDHX 1273 MOT TM2 o e Ll = 12,0 [ 3,97 | 44 - 15
RDHX 1604 MOT .TM2 o e Ll = 16,0 | 4,76 | 5,5 - 15
RDHW 0501 MO .TM2 [ JK) u - 50 [ 150 | 2,2 - 15
RDHW 0701 MOT .TM2 [ JK) u - 70 [199 | 28 - 15
RDHW 0702 MOT .TM2 [ JK) u — 70 | 238 | 28 - 15
RDMW 1003 MOT TM2 O|@® ] — 10,0 | 3,18 | 4,4 — 15
RDMW 12T3  MOT TM2 O|@® L] — 12,0 | 3,97 | 4,4 = 15
RDMW 1604 MOT TM2 [o3K J L] — 16,0 | 4,76 | 5,5 = 15
RDMX 12T3  MOT .TMR2 [o3K ) Ll - 12,0 [ 3,97 | 44 = 15
RDMX 1604 MOT .TMR2 o e Ll = 16,0 | 4,76 | 5,5 - 15

C MNOOAYEN COX - WITH COOLANT SUPPLY ,r o °
BE3 MOOAYN COX - WITHOUT COOLANT SUPPLY ﬁ oo |o

MATEPUANBI - MATERIALS 32;-3 e P7405 Ve () | P1020 Ve () | P1320 Ve () | C535 Ve (k)
R m
Ctp. H45 GR. HRC2) F R |HSC| F R |HSC| F R |HSC| F R | HSC
HENETMPOBAHHASA CTAND - NOT ALLOY STEEL 1--5 125-300 1 250 | 200 | 300 280 | 250 | 320 | 250 180 | 250 | 250 | 195 250
P HU3KONErMPOBAHHASA CTAJb - LOW ALLOY STEEL 6--9 180-350 0,9 270 270 290 270 240 290 240 180 230 220 170 220
JIETUPOBAHHAS CTAND - ALLOY STEEL 10-11 200-325 0,8 220 220 240 220 190 240 190 150 210 180 140 180
MAPT. HEPXKABEIOLLIAAl CTAIb - STAINLESS STEEL MART 12-13 200-240 1 180 150 180 150 120 180 180 130 180 140 110 140
M AYCT. HEPXKABEIOLLLAAl CTAJIb - STAINLESS STEEL AUST 14.1-14.2 180-230 1 100 100
CEPbIA YYTYH - GREY CAST IRON 15-16 180-260 1 250 200 300
K LIAPOBUHbIA FPAQUT - SPHEROIDAL GRAPHITE 17-18 160-250 1.1 180 200 250
KOBKUIl YYTYH - MALLEABLE CAST IRON 19-20 130-230 1,2 220 200 250
ATOMUHUA - ALUMINIUM 21---25 60-130 1,3
N [MEab - COPPER 26--28 90-110 12
MNACTUK - PLASTICS 29-30 ! 1,3
S KAPOMPOYHBIE CMABbI - HIG. TEMP. ALLOY 31---35 200-320 0,9 30 30 40
TUTAH - TITANIUM 36-37 400-1050" | 0,8 | 30 | 30 | 40
H 3AKANEHHASA CTANDb - HARDENED STEEL 38--41 45-60" 0,8 70 70 120
d ap/0,3 05 0,7 08 1 12 2 3 4 5 6 8
P1%e B 57 5 : Ve - 1000 .
F | o1 008 n = ———— =06/MWH (MUH™")
5@ r 016 013 011 01 008 007 20 wm @D - 3,14
HSC[10;3
F 1017 013 011 fz =1z0 - Kae - Km =wmm
7@ r 022 021 019 047 013 0,11 fn =1 ~
HSC| 0,57 0,44 n=F1z-z=wwm
F 029 022 019 018 0,16 VE=fz.7z.n=
10 R 032 029 022 018 0,6 0,14 MM/MMH
HSC| 0,86 067 06 0,53
F 1038 029 025 023 021 0,19 ae/D 0,5-1 0,2 0,1 0,05 |0,02
12 o R 042 038 029 024 021 019 017 50-100%| 20% | 10% | 5% | 2%
HSC| 125 1,0 0,82 077 0,69
F |044 034 029 027 024 022 018 Kae | 1 12 |15 | 1,8 | 2
16 O R 051 047 037 03 028 026 025 025
HSC

F = YNCTOBAA, NETKAA OEPABOTKA - FINISHING, LIGHT MACHINING n = 06/MuH (MI/IH'l) KONNYECTBO OBOPOTOB - NUMBER OF REV. 4{
R =YEPHOBASA, TAXENIAA OBPABOTKA - ROUGHING, HEAVY MACHINING fz =mm MOJAYA / 3Yb - TOOTH FEED ae
HSC = BbICOKOCKOPOCTHOE PE3AHWE - HIGH SPEED CUTTING fn = wmm NMOJAYA / OBOPOT - FEED / REVOLUTION @D

Km = KO3®. MOAAYM [iNs ONPEAENEHHOIO MATEPVATIA - FEED FACTOR FOR MATERIAL Vf = mm/imus CKOPOCTb MOJAUM - FEED SPEED

Ve = m/mun CKOPOCTb PE3AHUS - CUTTING SPEED Kae = MOMPABOYHbIN KOSOOULIMEHT - CORRECTION FACTOR

B B HANNYMM - IN STOCK - LIEFERBAR - DISPONIBLES a MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
©®@® PEKOMEHOOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION OO BO3MOXHOE NMPUMEHEHWUE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 229




KonupoBanbHble pesbl / cchepuyeckme ans HYACTOBOW 06paboTku v i ,
Copy milling cutters / with spherical head for finishing

Kopierfraeser / mit kugelkopf zum schlichten TPCtOOISI
Fraise a copier / a téte sphérique pour finition E2 engineering

Yo | @

= i gl -

—— - @d-0,5
H
-
o
L L4
|- @D2
L3 i
i - MNACTUHBI -
"J @D L h INSERTS
CTP. B 266
AP osoma @D @d @D 4 kr L ? ﬂ=

T826 083512 A 8 12 65 92 4 35 19 35 9,8° 1 2 0,062 08+1,0 08 12RA08 5407
T 826 08 5312 A 8 12 65 110 4 53 19 48 5,0° 1 2 0,072 08+10
T82608 7512 A 8 12 65 132 4 75 19 70 28° 1 2 0,083 08+1,0
T826103512 A 10 12 8 92 5 35 22 35 8,9° 1 2 0,065 1,820 10 12RA10 5408
T826 105312 A 10 12 8 110 5 53 22 48 39° 1 2 0,076 1,8+20
T826107512 A 10 12 8 132 5 75 22 70 21° 1 2 0,088 1,8+20
17826122612 B 12 12 10 83 6 26 - - - 1 2 0,062 2830 12 12RA12 5410
T826125312 B 12 12 10 110 6 53 - - - 1 2 0,078 28+30
T826128516 A 12 16 10 145 6 85 22 80 2,8° 1 2 0,167 28+30
T 826 16 32 16 B 16 16 14 92 8 3 - - 1 2 0123 45355, 16 |12RA16 5415
T 826 16 63 16 B 16 16 14 123 8 63 - - - 1 2 0,159 4555
T 826 16 100 20 A 16 20 14 166 8 100 28 95 24° 1 2 0,312 4555
T 826 20 38 20 B 20 20 17 104 10 38 - - - 1 2 0211 5570, 20 |12RA20 5420
T826 207520 B 20 20 17 141 10 75 - - - 1 2 0,277 55+70
T 826 20 115 25 A 20 25 17 191 10 115 34 110 2,8° 1 2 0,553 5570
T 826 25 45 25 B 25 25 21 121 125 45 - - - 1 2 0379 10¢13 | 25 |12RA25 5430
T 826 25 90 25 B 25 25 21 166 12,5 90 - - - 1 2 0,501  10+13
T 826 25 135 32 A 25 32 21 215 125 135 41 130 2,9° 1 2 0,962 10+13
T 826 32 53 32 B 32 32 26 1383 16 53 - - - 1 2 0660 24:30 | 32 |12RA32 5440
T 826 32 106 32 B 32 32 26 186 16 106 - - - 1 2 0,879  24+30
T 826 32 160 32 A 32 32 26 240 16 160 49 155 155° 1 2 1,207 24+30

Vc - 1000 L

n = =~ =00/MuH (MuH-) fz =120 - Km = mm
@D - 3,14

Vif=1z0 - Km - z - N = mmimun

F = UACTOBAS, NEMKASI OBPABOTKA - FINISHING , LIGHT MACHINING

HSC = BbICOKOCKOPOCTHOE PE3AHME - HIGH SPEED CUTTING

Ve =wmmuH CKOPOCTb PE3AHMS - CUTTING SPEED

n = 06/mnH (MnHL) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS

fz = wmwmMOJAYA/3YE -TOOTH FEED \ / 2
Vf  =wmm NOBAYA/OBOPOT - FEED SPEED @De = 2-\ D-ap-ap* =wm

Km = KO3®. NOJAYM ANA ONPEAENEHHOIO MATEPUATA - FEED FACTOR FOR MATERIAL

De  =wmm 3OOEKTVBHbBIN OUAMETP - EFFECTIVE DIAMETER [ 2 2
Rmax = mm TEOPETUY. MAKCUM. LLEPOXOBATOCTb - THEORICAL MAXIMUM ROUGHNESS Rmax = 0,5 ( @D - @D~ - ae ) = MM

i ———_

N = KOJIMYECTBO IMJTACTVH / INSERT NUMBER / WENDEPLATTENANZAHL / NOMBRE DES PLAQUETTES
Z = KONNYECTBO PEXYLMX KPOMOK / NUMBER OF CUTTING EDGES / SCHNEIDENANZAHL / NOMBRE DU COUPANTS

- CTP. H 11
B 230 :




L ol

Bbi6op nnacTuH 1 pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC FH {H*
. i i
TB. CMNABbI TB. CMNABbI C MOKPLITUEM
BbICTPbIN BbIBOP Mpouocts + i panovumy COAIED GRADES d @ ﬁ?dl 4 AQ 7‘“
BESCHICHTET }74
QUICK PICK Toughness g | orere RECOUVERTS r s ~Is
Crp. B 238 RA RAET
o
P M K N S H (=] o
KOD' F HSC |F HsC |F HsC |F HsC |F HsC |F HSC 8 d S dl H r a
RA 08.04 .TLF2 o @ 0| 0 o @ o o n 80 | 24 | 25| 7 | 4 | -
RA 1004 TLF2 e @ 0/ 0 o @ o o = 100 26|30 85| 5 | -
RA 12.04 TLF2 e @ 0l 0 |0 @ o o m 2030|3510 | 6 | -
RA 16.04 .TLF2 e @ 0l 0 |0 @ o o n 160 40 | 40 | 12 | 8 | -
RA 2004 .TLF2 e @ Ol 0 |0 @ o o m 200 50 | 50 | 15 | 10 | -
RA 2504 .TLF2 e @ 0l 0 |0 @ o o n 250 | 60 | 6,0 | 185 |125| -
RA 3204 .TLF2 e @ 0l 0 |0 @ o o u 320| 70 | 80 |235| 16 | -
RAET 100008 .TMF2 e @ [0l 0 [e] @ [0] 0 [0 O |@] @ n 100 26 | 30 | 85 | 0.8 | -
RAET 120010 .TMF2 o/ @ 0Ol 0 |8l @ 0] 0 |0l O @ @ = 12030 | 35| 10 | 10| -
RAET 120020 .TMF2 e @ [0l 0 el @ 0] O Ol O @ @ m 12030 | 35| 10 | 20 | -
RAET 160013 .TMF2 e @ [0l 0 e @ 0| 0 Ol O @ @ n 160 40 | 40 | 12 | 13 | -
RAET 160030 .TMF2 e @ 0l 0 e @ 0] 0 Ol O @ @ o 16,0 | 40 | 40 | 12 | 30 | -
RAET 200016 .TMF2 e @ [0l 0 e @ 0] 0 Ol O @ @ n 200| 50 | 50 | 15 | 1.6 | -
RAET 200040 .TMF2 e @ 0l 0 |8 @ 0|0 Ol O @ @ o 200 50 | 50 | 15 | 40 | -
RAET 250020 .TMF2 e @ [0l 0 e @ 0] 0 Ol O @ @ n 250 | 60 | 60 |185| 20 | -
RAET 250050 .TMF2 e @ 0l 0 |e| @ 0|0 |0l O |@ @ O 250 | 6,0 | 60 | 185| 50 | -
C MOJAYEW COX - WITH COOLANT SUPPLY
BE3 MOMAYM COX - WITHOUT COOLANT SUPPLY °
-
OOrycK
TOLLERANCE RANGE D NS HAUNYYLWETO KPEMAEHUS MIACTUH RAET HAMPABLTE OTMETKY B COOTBETCTBUM
RA. $001 C rONOBKOW BUHTA
RAET.. + 0,025
FOR BEST CLAMPING WITH RAET INSERTS, DIRECT THE MARK TOWARDS THE SCREW HEAD
MATEPWATIbI - MATERIALS 32';-3 He ol ap ae  |C500 Vo () D |70
m
Crp. H 45 GR. HRC?) F | Hsc | F |Hsc | F | HsC F | R |HsC
HENEFUPOBAHHAS CTATTb - NOT ALLOY STEEL 15 125-300 1 | pns |01-03| Das | Ds0 | 300 | 400 8 015 02
= HU3KONETMPOBAHHAS CTAMIb - LOW ALLOY STEEL 6-9 180-350 1 | pnas |01-03] D5 | DsO | 250 | 350 10 | 02 02
JIETMPOBAHHAS CTATIb - ALLOY STEEL 1011 200325 | 08 | D/20 |0,1-0,3| D/20 | D/50 | 230 | 350 12 | 02 0,25
MAPT. HEPXKABEIOLLIAA] CTAIb - STAINLESS STEEL MART 12-13 200-240 0,8 D/20 |0,1-0,2| D/20 D/50 210 280 16 (0,25 0,3
M | AYCT. HEPXKABEIOLUAS CTAIb - STAINLESS STEELAUST | 14.1-142 | 180230 | 08 | D/20 |0,1-0,2| D/20 | D/50 | 190 | 250 20 [0,25 03
CEPBI/I YYTYH - GREY CAST IRON 1516 180260 | 12 | D/10 |0,1-0,3| D/0 | D/40 | 250 | 340 25 | 03 035
K | WWAPOBMAHbIi! FPAUT - SPHEROIDAL GRAPHITE 17-18 160250 | 12 | D/10 |0,1-0,3| D/0 | D/40 | 230 | 310 32|03 0,35
KOBKIi1 YYTYH - MALLEABLE CAST IRON 19-20 130230 | 12 | D/A0 |01-03| D0 | D40 | 270 | 380
ATIOMUHHIA - ALUMINIUM 2125 60-130 14 | o6 [01-05| D6 | D40 | 450 | 650
N [MERb- COPPER 2628 90-110 14 | Do [01-05| Do | D40 | 180 | 350
MAACTYIK - PLASTICS 2030 / 14 | D6 |01-05| D/6 | Di4O | 400
s KAPOMPOYHBIE CUTABbI - HIG. TEMP. ALLOY 3135 200320 | 08 | D/30 |0,1-0,2| D/30 | D/O | 50 | 90
TUTAH - TITANIUM 36-37 400-1050" | 0,8 | D/20 |0,1-0,2| D/20 | D/50 | 60 100
H ' |3AKANEHHAA CTATIb - HARDENED STEEL 3841 45-60” 08 | D/30 |01-02| D/30 | DiSO | 90 | 150
G |TPAOMT - GRAPHITE 45 / 16 | D5 |01-05| D/5 | D40
R |PE3UHA, JIEPEBO - RESIN,WO0D 43 I 15 | D;3 |01-05| D3 | D40
I
| | B HAJNMMYUMU - IN STOCK - LIEFERBAR - DISPONIBLES m] MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®@® PEKOMEHOOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION [eJe) BQSMO)KHOE NMPUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 231




KonupoBanbHbie ¢pesbl / cchepuyeckue Ans YNCTOBOU 06paboTKn v i ,
Copy milling cutters / with spherical head for finishing

Kopierfraeser / mit kugelkopf zum schlichten TPCtOOIS}
Fraise a copier / a téte sphérique pour finition E2 engineering

i | @

RAET..
@ 10-32 TMF2 !

@D1
@D1
M
M
ad
@d
CH
! CH
L4 @D2 L
L3 y
J {
L J 1 L J 1 MIACTUHbI -
h h INSERTS
@

2D @D CTP. B 266
AP GOPMA @D @d @D1 @D 4 Kr L ? ﬂ=
T 829 10 33 08 A 10 8 85 13 8 5 33 18 28 1 2 10 0,022 1820| 10 |12RA10 5408
T 829 12 33 08 A 12 8 85 13 10 6 33 18 =28 1 2 10 0026 28:30| 12 |12RA12 5410
T 829 16 28 08 B 16 8 85 14 14 8 28 - - 1 2 10 0029 45:55| 16 |12RA16 5415
T 829 20 28 10 B 20 10 105 17 17 10 28 - - 1 2 15 0042 55:70| 20 |12RA20 5420
T 829 25 41 12 B 25 12 125 21 21 125 41 - - 1 2 17 0093 10+13 | 25 |12RA25 5430
T 829 32 49 16 B 32 16 17 26 26 16 49 - - 1 2 24 0174 2430 | 32 |12RA32 5440

Vc - 1000
n = ———— =o6/mu (mul) fz =20 - KM = mm
@D - 3,14

VF=1z0 - Km - z - N = mm/mun
F = YNCTOBAA, NETKAA OBPABOTKA - FINISHING , LIGHT MACHINING
HSC = BbICOKOCKOPOCTHOE PE3AHVE - HIGH SPEED CUTTING
Ve = m/MnH CKOPOCTb PE3AHWNA - CUTTING SPEED
n = 06/MuH (MMH'l) KOJIMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS

fz = wmm MNOOAYA/3YE -TOOTH FEED \ / 2
Vf = mm NOJAYA/OBOPOT - FEED SPEED @De = 2\ D-ap-aps =mm
Km = KO3®. MOAAYM AN ONPEAENEHHOTO MATEPMATA - FEED FACTOR FOR MATERIAL

De = wmm 3OOEKTUBHbIV AMAMETP - EFFECTIVE DIAMETER [ 5 5
Rmax = mm TEOPETWY. MAKCVIM. LUIEPOXOBATOCTb - THEORICAL MAXIMUM ROUGHNESS Rmax = 0,5 - ( @D -V @D#4 - ae ) = MM

—— —————

N = KOJTMYECTBO MNACTUH / INSERT NUMBER / WENDEPLATTENANZAHL / NOMBRE DES PLAQUETTES
Z = KONIMYECTBO PEXYLNX KPOMOK / NUMBER OF CUTTING EDGES / SCHNEIDENANZAHL / NOMBRE DU COUPANTS

Er;‘ CTP. H 11
B 232 -




L ol

Bbi6op nnacTuH 1 pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC F“ﬂ rﬁ“*
o _t N
TB. CrINABbI TB. CMABbI C MOKPLITUEM
BbICTPbIV BbIEOP posocts + g b T Cpmen ot g @ ﬁjm 0 0| e
BESCHICHTET }74
QUICK PICK Toughness g | e RECOUVERTS ‘ s ~s
Ctp. B 238 RA RAET
o
P M K N S H S o
Yo}
KOD' F HsC |F HsC |F HsC |F HsC |F HsC |F HsC (@) d S dl H r a
RA 10.04 .TLF2 el @ 0| 0 o] @ o o u 100] 26 | 30 ] 85| 5 -
RA 12.04 .TLF2 e @ Ol O |0 @ o o (] 120 30| 35| 10 | 6 -
RA 16.04 .TLF2 e @ O/ O |0 @ o o (] 160 | 40 | 40 | 12 | 8 -
RA 20.04 .TLF2 e o O O |0 @ o o (] 20,0 | 50 | 50 | 15 | 10 | —
RA 25.04 .TLF2 e @ O/ O |0 @ o o ] 250 | 6,0 | 6,0 | 185|125 | —
RA 32.04 .TLF2 e @ 0O/ 0 |0 @ o o ] 320| 70 | 80 |235| 16 | —
RAET 100008 .TMF2 ol @ 0| 0 [e] @ [0] 0 |Oo] O [@] @ u 100] 26 | 30 | 85| 08 | -
RAET 120010 .TMF2 e o [0l O |ef @ |0 O |O] O |@| @ (] 120] 30| 35| 10 | 1,0 | -
RAET 120020 .TMF2 e @ [0l O |ef @ |0 O O] O |@| @ (] 120 30| 35| 10 | 20 | -
RAET 160013 .TMF2 e @ [0l 0O |®e @ |0 O |O] O @ @ (] 160 | 40 | 40 | 12 | 1,3 | -
RAET 160030 .TMF2 e @ [0l O |ef @ |0 O O] O |@| @ O 16,0 | 40 | 40 | 12 | 30 | -
RAET 200016 .TMF2 e ® O/ 0 |8 ® O]l 0 O] O @ @ (] 200 | 50 | 50 | 15 | 1,6 | —
RAET 200040 .TMF2 e o [0l O |ef @ |0 O |O] O |@| @ O 20,0 | 50 | 50 | 15 | 40 | —
RAET 250020 .TMF2 e @ O/ O |e| ® O] O O] O |@ @ [ 250 60 | 60 |185| 20 | —
RAET 250050 .TMF2 e @ [0l 0 |e @ |0/ 0 |0 O |@ @ O 250 | 6,0 | 60 | 185 | 50 | —
C MOMAYEM COX - WITH COOLANT SUPPLY
BE3 MOJAYM COX - WITHOUT COOLANT SUPPLY °
|
AonyckK
TOLLERANCE RANGE D w ANA HAVNYYLIETO KPEMMEHWA NMIACTUH RAET HAMPABLTE OTMETKY B COOTBETCTBUM
RA. $001 C rOfIOBKOW BUHTA
RAET.. + 0,025
FOR BEST CLAMPING WITH RAET INSERTS, DIRECT THE MARK TOWARDS THE SCREW HEAD
MATEPWATIbI - MATERIALS 32';-3 He L ap ae  |C500 Vo () D |70
m
Ctp. H45 GR. HRC2) F HSC F HSC F HSC F | R |HSC
HENETVIPOBAHHAA CTATTb - NOT ALLOY STEEL 1-5 125-300 1 | D5 |01-03| D/A5 | D50 | 300 | 400 8 (0,15 0.2
P HU3KONETMPOBAHHAA CTATIb - LOW ALLOY STEEL 6-9 180-350 1 | pas |041-03| D5 | D50 | 250 | 350 10 | 0,2 0,2
NETVIPOBAHHAS CTA/Ib - ALLOY STEEL 1011 200325 | 08 | D/20 |0,1-0,3| D/20 | D/50 | 230 | 350 12 | 0,2 0,25
MAPT. HEPXKABEIOLLIAAl CTAJIb - STAINLESS STEEL MART 12-13 200-240 0,8 D/20 |0,1-0,2| D/20 D/50 210 280 16 (0,25 0,3
M |AYCT. HEPXKABEIOLLIAA CTAIb - STAINLESS STEELAUST | 14.1-142 | 180230 | 08 | D/20 |0,4-02| D/20 | D/50 | 190 | 250 20 |0,25 03
CEPbI/ YYTYH - GREY CAST IRON 15-16 180-260 12 | D/A0 |0,1-03| D/10 | D/40 | 250 | 340 25 | 03 0,35
K | WAPOBUAHDI TPAQHT - SPHEROIDAL GRAPHITE 17-18 160-250 12 | D0 |01-03| D10 | D/40 | 230 | 310 3203 0,35
KOBKMiA 4YTYH - MALLEABLE CAST IRON 19-20 130-230 12 | D/0 |01-03| D/10 | D/4O | 270 | 380
ATOMUHWA - ALUMINIUM 21---25 60-130 14 D/6 |0,1-0,5| DI/6 D/40 450 650
N |MEAb - COPPER 26--28 90-110 1,4 D/10 |0,1-0,5| D/10 | D/40 180 350
MAACTHK - PLASTICS 29-30 ! 14 | DI6 |01-05| D/6 | D/40 | 400
S KAPOIPOYHBIE CMNABBI - HIG. TEMP. ALLOY 31--35 200320 | 08 | D/30 |0,1-02| D/30 | D/50 | 50 90
TUTAH - TITANIUM 36-37 400-1050" | 0,8 | D/20 |0,1-0,2| D/20 | D/50 | 60 | 100
H | 3AKAMEHHAS CTAMTb - HARDENED STEEL 38-41 45-60" 08 | D/30 [0,1-02| D/30 | D50 | 90 | 150
G |TPAOUT - GRAPHITE 45 / 16 | D5 |01-05| D/5 | D/40
R | PE3UHA, AEPEBO - RESIN,WO0D 43 / 15 | D3 |01-05| D3 | DI40
R ———
| | B HANIMYNU - IN STOCK - LIEFERBAR - DISPONIBLES m] MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
®@® PEKOMEHOOBAHHOE MPUMEHEHME - RECOMMENDED APPLICATION [eJe) BO3MOXHOE NMPVUMEHEHWE - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 233




KonupoBanbHble chpesbl ANsi LBETHbIX METanmoB
Copy milling cutters for non ferrous material

Kopierfraser fir nichteiserne materialien

Fraises a copier pour materiaux pas ferroux

L ala)

TPCtooIs)

X engineering

T8002-6W...-11 01625 T8002-9W...-11 2 16-25 VKT |
Tp 10 Yp +10° - Lo
Vi -8or11° Vi e .TM7P
Yo 811 Yo -8°-11°
h6
—~—@d ——
. Com -
|
| M
|
i
H = -1 od
H —CH
L L
o 4
h
Pt MNACTUHBI -
gD~ @D h INSERTS
CTP. B 272

¢

h z
T8002-6W-016-02-11 16 - 16 - 8 8 30 3° 2 - 0,10 11,2 - 1T2.. 122545 5607
T8002-6W-020-02-11 20 - 20 - 8 8 35 26° 2 - 0,15 1+1,2 - 11T2.. | 12254P  5607P
T8002-6W-025-03-11 25 - 25 - 9 8 35 195° 3 - 0,25 1+1,2 -
T8002-9W-016-02-11 16 8 85 127 52 8 35 35 2 10 0,03 1+1,2 - 1T2. 122545 5607
T8002-9W-020-02-11 20 10 10,5 17,7 54 8 35 26° 2 15 0,05 1+1,2 - 11T2.. | 12254P  5607P
T8002-9W-025-03-11 25 12 12,5 20,7 57 8 35 19,5° 3 17 0,07 1+1,2 -

e e

W = OTBEPCTWE AJ151 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE

- P.H 11
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L ol

Bbi6op nnacTuH 1 pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC )
o d —a
TB. CT/1ABbI TB. CMNABbI C MOKPbLITUEM
EblCTP blM BblBOP MpouHoctb =+ g BEKEHJEK:*#TEMS COATED GRADES V Y ‘dt
QUICK PICK Toughness _ 5 | oo BESCHICHTET ‘ Pals <
35 | sl
Crp. B 238
P M K N S H 3 °
Kon FIMIR|F|M|R|F |M|R |F |M|R|F [M[R |F |M|R 8 I d Sdl r a
VDKT 11T210 N TM7P LK ) | 11 6,35 | 2,87 | 2,8 1 15
C NMOJAYEN COX - WITH COOLANT SUPPLY # )
BE3 MOOAYNM COX - WITHOUT COOLANT SUPPLY # [e)
MATEPUATbI - MATERIALS 3';:-3 HE 20 Mm Vc mimun  Crp. B 254
Rm
Ctp. H 45 GR. HRC?) = M R | cuo
HENMErUPOBAHHAA CTAMTb - NOT ALLOY STEEL 15 125-300
P HU3KONErUPOBAHHAS CTAIb - LOW ALLOY STEEL 6-9 180-350
NETUPOBAHHAS CTA/Tb - ALLOY STEEL 10-11 200-325
MAPT. HEPXKABEIOLUAA CTA/Ib - STAINLESS STEEL MART 1213 200-240
M AYCT. HEPXKABEHOLLAA CTAND - STAINLESS STEEL AUST 14.1-14.2 180-230
CEPbIV YYTYH - GREY CAST IRON 15-16 180-260
K LAPOBUAHDIA FPAOUT - SPHEROIDAL GRAPHITE 17-18 160-250
KOBKWIA YYTYH - MALLEABLE CAST IRON 19-20 130-230
ANOMUHUI - ALUMINIUM 21---25 60-130 0,06 0,15 0,2 950
N [MEZb - COPPER 26--28 90-110 0,06 | 0,12 | 0,18 | 400
NNACTUK - PLASTICS 29-30 ! 0,06 0,12 0,18 300
KAPOMPOYHDIE CMABbI - HIG. TEMP. ALLOY 31---35 200-320
TUTAH - TITANIUM 36-37 400-10501)
3AKAJIEHHASA CTAJIb - HARDENED STEEL 38--41 45-60ZJ
) -1 051 | 02 | 01| 005
_ w - 1 aelD |so-100%| 20% | 10% | 5%
= = 06/MUH (MUH™) @D ae
@D - 3,14 o Ve Ve (min)--------- Vc(max)
fz =fz0 - Kae =mm Ctp.B254 | R M F
051 |02 | 01 |005 002
fn=fz-zZ=wmm ae/D 50-100% | 20% | 10% | 5% | 2%
Vf=fz"z N =wmmmmn Kae | 1 11 |12 | 13 | 15

F  =4YUCTOBASA, NIEFKASAA OBPABOTKA - FINISHING , LIGHT MACHINING
M = CPEOHASA, OBLIAA OBPABOTKA - MEDIUM MACHINING , GENERIC
R =YEPHOBAS, TAXXENAA OEPABOTKA - ROUGHING , HEAVY MACHINING

VC = m/muH CKOPOCTb PE3AHUA - CUTTING SPEED

n = o6/muH (Munl) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz = wmm NOJAYA/3YE -TOOTH FEED

fn = mm NOOAYA/OBOPOT - FEED / REVOLUTION

Vi = mm/mu CKOPOCTb MOJAYM - FEED SPEED

Kae = NMOMPABOYHbIV KOIPPULIMEHT - CORRECTION FACTOR

 ———
M B HANAYMN - IN STOCK - LIEFERBAR - DISPONIBLES O 0 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
©@® PEKOMEHJOBAHHOE MPYMEHEHVIE - RECOMMENDED APPLICATION OO  BOBMOXHOE MPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 235




KonupoBanbHbie cpe3bl ANA LBETHbIX MeTannos i ,
Copy milling cutters for non ferrous material
Kopierfraser fiir nichteiserne materialien TPC tOOISI

Fraises a copier pour materiaux pas ferroux [+| engineering

T8002-8W...-22 0 42-80 T8002-9W...-22 0 32-42 2205, g
o o o TCM7P -
Vi -25°-6 Y§ -5°-6°
Yo 2576° Yo -5°6° VCKT
ISO 6462 ... 205 | MR
TM7P =
- @Dl -
M
. it
{Zﬁdj
l T | ad
H
! | —CH
o i
| ®
34 h
) T I MNACTUHbI -
@D 90° L @D Th INSERTS
CTP. B 272

: v | |
T8002-8W-042-03-22 42 - 16 - 5 15 - 23 3 - 0,20 4+5 A 2205.. |124511P 5620P VBSFO8L
T8002-8W-052-03-22 52 - 22 - 5 15 - 17° 3 - 0,35 4+5 A 2205.. |124511P 5620P VBSF10
T8002-8W-066-04-22 66 - 27 - 56 15 - 125° 4 - 0,55 4+5 A 2205.. |124511P 5620P VBSF12
T8002-8W-080-04-22 80 - 27 - 5 15 - 10° 4 - 0,95 4+5 A
T8002-9W-032-02-22 32 16 17 29 71 15 47 35° 2 24 0,15 4+5 - 2205.. |124511P 5620P -
T8002-9W-042-03-22 42 16 17 29 71 15 47 23° 3 24 0,20 4+5 -

=y memy P =

W = OTBEPCTWE AJ151 COX - COOLANT BORE - KUHLMITTELBOHRUNG - TROU DU LIQUIDE D’ARROSAGE
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Bbi6op nnacTuH 1 pexxumoB pe3aHus - Choice of the insert and machining parameters TPC tools ,
Auswahl der platte und schnittdaten - Choix de la plaquette et paramétres de travail 4

2 engineering

HT | HW HC
~r o
o d a
T8.CNABS | TB. CTINIABBI C MOKPBITMEM
BbICTPbIN BbIBOP MpourocTs =+ I g penoKPbIAA COATED GRADES V /(E‘dtl
T | “ARbibe BESCHICHTET &
QUICK PICK Toughness ¥ | craves RECOUVERTS e Jsl
Ctp. B 238 o9
K P M K N S H 1S o
oA FIMIR[FMIR[FM[R|F[M[R[F[M[R|F [M[R (Sli=) | d s |dljra
VCKT 220530 .TCM7P [ K ) ] 20,1 | 12,7 | 556 | 5,6 3,0 7
VCKT 220530 .TM7P oo [ 20,1127 ]556 | 56 | 30 | 7
C MOJAYEN COX - WITH COOLANT SUPPLY # o e
BE3 MOJAYN COX - WITHOUT COOLANT SUPPLY # o|o

MATEPUATbI - MATERIALS rP. HE 20 Mm Vc mimun  Crp. B 254
Ctp. H 45 3;?;3 HRC?) F M R | c110 | U3615
HENETMPOBAHHAA CTANb - NOT ALLOY STEEL 1--5 125-300
HU3KONETMPOBAHHAA CTA/b - LOW ALLOY STEEL 6--9 180-350
P JIETUPOBAHHAA CTAND - ALLOY STEEL 10-11 200-325
MAPT. HEPXKABEIOLLIAAl CTAND - STAINLESS STEEL MART 12-13 200-240
M AYCT. HEPXKABEIOLLAAl CTAND - STAINLESS STEEL AUST | 14.1-14.2 180-230
CEPbI/ YYTYH - GREY CAST IRON 15-16 180-260
K LWAPOBWAHbIN FPAQUT - SPHEROIDAL GRAPHITE 17-18 160-250
KOBKMI YYTYH - MALLEABLE CAST IRON 19-20 130-230
ANIIOMUHUIA - ALUMINIUM 21--25 60-130 0,08 0,2 0,35 950 950
N ME[b - COPPER 26--28 90-110 0,06 0,18 0,3 400 450
NNACTUK - PLASTICS 29-30 ! 0,06 0,18 0,3 300 500
KAPOMPOYHBIE CMJIABbI - HIG. TEMP. ALLOY 31---35 200-320
TUTAH - TITANIUM 36-37 400-1050"
3AKAJIEHHASA CTAJIb - HARDENED STEEL 38--41 45-60
_ Ve 1000 = o6/muH (k1) ae ae/D 500-'150(1)% 2%°2Aa 1%01/0 %?/f
@D - 3,14 ° S Ve Ve (min)--------- Vc(max)
fz = fz0 - Kae =wmm Crp.B254 | R M F
ae/D| 051 | 02 |01 | 005|002
fn=fz-zZ=mm 50-100% | 20% | 10% | 5% | 2%
Vf=fz"z N =wmmmmn Kae | 1 11 |12 | 13 | 15

F  =4YUCTOBASA, NIEMKASAA OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPEOHASA, OBLIAA OBPABOTKA - MEDIUM MACHINING, GENERIC
R =YEPHOBAS, TAXKENAA OBPABOTKA - ROUGHING, HEAVY MACHINING

VC = m/muH CKOPOCTb PE3AHUA - CUTTING SPEED

n = o6/muH (Munl) KOMMYECTBO OBOPOTOB - NUMBER OF REVOLUTIONS
fz = wmm NOJAYA/3YE -TOOTH FEED

fn = mm NOOAYA/OBOPOT - FEED / REVOLUTION

Vi = mm/mu CKOPOCTb MOJAYM - FEED SPEED

Kae = NMOMPABOYHbIV KOIPPULIMEHT - CORRECTION FACTOR

 ———
M B HANAYMN - IN STOCK - LIEFERBAR - DISPONIBLES O 0 BAMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
©@® PEKOMEHJOBAHHOE MPYMEHEHVIE - RECOMMENDED APPLICATION OO  BOBMOXHOE MPUMEHEHME - POSSIBLE APPLICATION
EMPFOHLENER EINSATZ - APPLICATION CONSEILLEE MOGLICHE ANWENDUNG - APPLICATION POSSIBLE B 237




BbICTPbIUA BbIBEOP Mpourocts =+
QUICK PICK Toughness _ =

METO[ BbICTPOIO BbIEOPA HAVMBOJEE MOOXOAALEO TBEPLOOMO CIIABA. MOCYNTAUTE KONIMYECTBO 3AKPALLEHHbBIX
MNMPAMOYIOJIbHMKOB

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

- TBEPbIV CMIIAB C BbICOKOW N3HOCOCTOVKOCTHIO; TOMBKO ANA YACTOBbLIX OMEPALIA, OBPABOTKU HA BBICOKNX CKOPOCTSAX PE3AHUA
M OYEHb XXECTKUX 1 CTABUITbHBLIX YCNOBUM

- GRADE WITH HIGH RESISTANCE TO WEAR; ONLY FOR FINISHING, MACHINING AT HIGH CUTTING SPEEDS, AND VERY RIGID AND STABLE CONDITIONS

- TBEP[bI CMIIAB C BbICOKOW M3HOCOCTOMKOCTBIO U BbICOKOW MPOYHOCTLIO AJIA CPEAHE- 1 BBICOKOCKOPOCTHOW OBPABOTKM M CPEAHEN MOQAYU
P HOPMAJTbHBIX YCIOBUSAX

- GRADE WITH HIGH RESISTANCE TO WEAR, GOOD TOUGHNESS, FOR MEDIUM-HIGH MACHINING AND MEDIUM FEED UNDER NORMAL CONDITIONS

- TBEPbIM CMJIAB C BbICOKOW N3HOCOCTOMKOCTbIO, B COYETAHMM C XOPOLEN CTEMEHBIO MPOYHOCTW, ANA OBLYEA OBPABOTKM
MPU HOPMATbHbIX YCNOBUAX
- GRADE WITH GOOD RESISTANCE TO WEAR; COMBINED WITH A GOOD DEGREE OF TOUGHNESS, FOR GENERAL MACHINING UNDER NORMAL CONDITIONS

- TBEPObIV CMIAB C MPEBOCXOAHOM NMPOYHOCTbLIO, AJ151 CPEAHE-TSXENOW OBPABOTKM UMW OBPABOTKM B YCIIOBUAX HU3KOW CTABUITBHOCTYU
- GRADE WITH EXCELLENTE TOUGHNESS, FOR MEDIUM HEAVY MACHINING OR MACHINING UNDER CONDITIONS OF LOW STABILITY

- TBEPObIV CMINAB C MPEBOCXOAHOM NMPOYHOCTbLIO, AJ1A THXXENOW OBPABOTKM HA HU3KUX CKOPOCTSAX, C BbICOKOW MOJAYEWN,
N NPU HEBNATOMPUATHBIX YCNOBUAX
- GRADE WITH EXCELLENTE TOUGHNESS, FOR HEAVY MACHINING WITH LOW CUTTING SPEEDS, HIGH FEED, OR UNDER UNFAVORABLE CONDITIONS

iy o oo ool Wl namEn

fz = 0,1-0,3 mm TPCt;l:ﬂ.;l
KPATKAA P Vc = 100-200 m/min GRS
M Vc = 90-160 m/min | APKT 1604 PDTR .TM4 - C525
M HCTPYKuMH K Ve = 120-250 m/min P15-35 / M20-35/ K30-40

EASY GUIDE

APKT 1604 PDTR .TM4
C525
C525

=

e VIHCTPYKLMA MO UCMONB3OBAHMIO MIACTUHbI, TAKKE NMPUCYTCTBYET HA KAXXOOW OTUKETKE

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

B | FITFADEN ZUR VERWENDUNG DER WENDEPLATTE, AUCH AUF JEDEM AUFKLEBER VORHANDEN

I B INSTRUCTIONS POUR L'UTILISATION DE LA PLAQUETTE.SE TROUVANT EGALEMENT SUR CHAQUE ETIQUETTE
E== GUIA POR EL UTILIZO DE LA PLAQUITA, PRESENTE TAMBIEN EN CADA ETIQUETA

= B
- 6 | p = HUBKOMErMPOBAHHAS CTATTb HB 180 - LOW STEEL ALLOY
v e Tz Y = AYCTEHUTHAS HEP)KABEIOLLAS CTATTb HB 180 - AUSTENITIC STAINLESS STEELHB 180
6 | K = CEPbIV YYTYH HB 260 - GRAY CAST IRON HB 260
warepvansl [ 21 | N = ATIOMVHVEBBIE CTINIABbI HB 60 - ALUMINUM ALLOYS HB 60
HATERINS) ] = APOMPOUHBIE CMNABbI (MHKOHESTb) HB 250 - HEAT RESISTANT ALLOYS (INCONEL) HB 250
Crp- H45 e R = BAKANIEHHAS CTAMb HRC 55 - TEMPERED STEEL HRC 55
F = U/CTOBASI, NEFKAS OBPABOTKA - FINISHING, LIGHT MACHINING
M = CPEAHSIS OBPABOTKA, OBLUEE MPUMEHEHVIE - MEDIUM MACHINING, GENERAL USE
R = YEPHOBASI, TSDKENASI OBPABOTKA - ROUGHING, HEAVY MACHINING
fn (MM) = MOBAYA NPV TOYEHWM - FEED FOR TOURNING
fZ (MM/3y6) = MOIAYA NPV GPESEPOBAHIM - FEED FOR MILLING
V/C (M/MMH) = CKOPOCTb PE3AHUS - CUTTING SPEED
° = PEKOMEHOOBAHHOE MPYMEHEHME - RECOMMENDED APPLICATION
o) = BOBMOXHOE MPUMEHEHVE - POSSIBLE APPLICATION
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PPE3EPHDIE
NJTACTHAHDI

®PE3EPHBIE NMJTACTUHBI / WENDEPLATTEN ZUM DREHEN
PLAQUETTES DE TOURNAGE / PLAQUITFS DE TORNEADO




®PE3EPHbIE MIACTUHDbI

) alla) , MILLING INSERTS
TPC tools} WENDEPLATTEN ZUM FRASEN

. . PLAQUETTES DE FRAISAGE
E3 engineering

PLAQUITAS DE FRESADO

KAK BbIBMPATb MAPAMETPbl OEPABOTKN

KATAIIOIr CTAHOAPTHbIX MNACTUH

HOW TO CHOOSE CUTTING DATA

INSERTS STOCK CATALOGUE

EINSTELLUNG DER SCHNITTDATEN

WENDEPLATTEN-KATALOG

COMMENT CHOISIR LES PARAMETRES DE SERVICE

CATALOGUE DE DISPONIBILITE PLAQUETTES
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KAK BbIBUPATb NMAPAMETPbI OGPABEOTKA

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

-
5 ’
TPCtools -
© naginearing
- = . ol
] ] e i e
w WETORF D e

ACCIAD NOW LIGATD RICOTTO
ANMEALED NOT: ALLOY STEEL

LUAT 1 - PHASE 1

ionflon

eRele (¢] o0
0 W Ekio

wg)nt

BBIBOP I'PYTIIbl MATEPUATIA 10 VDI

CHOICE OF VDI GR. DEPENDING ON MATERIAL
WAHL VDI-SORTE JE NACH WERKSTOFF
CHOIX GR. VDI EN FONCTION DU MATERIEL
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LAl 2 - PHASE 2

BBIBOP [/TIACTUHBI B BABUCUMOCTU OT
MATEPUATIA

CHOICE OF INSERT DEPENDING ON MATERIAL
WAHL DER WENDEPLATTE JE NACH WERKSTOFF
CHOIX PLAQUETTE EN FONCTION DU MATERIEL
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KAK BbIBUPATb TAPAMETPbI OGPABOTKA

HOW TO CHOOSE CUTTING DATA

EINSTELLUNG DER SCHNITTDATEN

COMMENT CHOISIR LES PARAMETRES DE SERVICE

SCELTA VELOCE - QUICK PICK

LAl 3 - PHASE 3

BbICTPbIV BbIEOP PEXKVIMOB
QUICK CHOICE OF PARAMETERS
SCHNELLWAHL DER PARAMETER
TRIAGE RAPIDE DES PARAMETRES

054 | o2
D x5 00% | 20%

Ve (min)

o
Ve (max

":FSM(I PE315 PROE PE11S

24 | 3200 a0
e | groom 100
038 | a0 ]

1T | 2300 vio-1en
g™ e

e
TN | o0 |
=t
LLAT 4 - PHASE 4 =
RLER
" 180
e
BBIEOP VC B 3ABUCMMOCTY OT IPYIITbI 10 VDI E
CHOICE OF VC DEPENDING ON VDI GR. »lin |
WAHL VC JE NACH WERKSTOFF lw
CHOIX DE VC EN FONCTION DU GR. VDI SR e Fons
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37 00 wae ns |
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OB30P ®PE3EPHbLIX CIJIABOB
GENERAL VIEW OF THE MILLING GRADE

- '\
TPC tOOISI FRASSORTEN-UBERSICHT

Ed en |neer|n VUE D’ ENSEMBLE QUALITE DE FRAISAGE
g g VISTA GENERAL DE LA CALIDAD DE FRESADO

CTAIlb HEPXABEIOLWAA CTAIb YYIr'YH, UBETHbIE CIJTABbI
DIN P SIIEEES) M STAINLESS STEELS K CAST IRON, NONFERROUS
STAHL ROSTFREIER STAHL GRAUGUSS, NICHTEISENMA
ISO ACIERS ACIER INOXYDABLE FONTE GRISE, PAS FERREUX
513
01 10 | 20 | 30 40 50 | 10 20 30 | 40 ( 01 | 10 | 20 30 | 40
HT DC6T s ~_DC61 DC61
DC63 DC63 Q
~CU3005.
U3440 R
HW L C110
C115
C120 < _C120
I C225 C225 )
TREC5000
C518 M
"C525
C526 J = C526
‘ ~_C528N C528N .
C53|
L C533 C533 =L C533 0.
3 | C535
‘ C540
C544
C546
HC CP7405 s _P7405 ~P7405
? P3010 ™.
P3415
Pq315 P6315
P8115 P8115
P2020
P3420 D
P2430
P41 30 i
P7030 ~P70300.
P1035 #
P1135
P4035 .
P1040
~P2040~
P4140
P2340
P4340
MPOYHOCTb - TOUGHNESS - ZAHIGKEIT - TENACITE MPOYHOCTb - TOUGHNESS - ZAHIGKEIT - TENACITE MPOYHOCTb - TOUGHNESS - ZAHIGKEIT - TENACITE
[ [
| . — - |
M3HOCOCTOVKOCTB - RESISTANCE TO WEAR WN3HOCOCTOMKOCTb - RESISTANCE TO WEAR MN3HOCOCTOMKOCTb - RESISTANCE TO WEAR
VERSCHLEISSFESTIGKEIT - RESISTANCE A LUSURE VERSCHLEISSFESTIGKEIT-RESISTANCE A L'USURE VERSCHLEISSFESTIGKEIT - RESISTANCE A L'USURE
MOMAHA - FEED - VORSCHUB - AVANCE MOMAYA - FEED - VORSCHUB - AVANCE MOJAYA - FEED - VORSCHUB - AVANCE
[ ) 2 — = I >
- I ﬂz,:' - |
CKOPOCTb - SPEED - GESCHWINDIGKEIT - VITESSE CKOPOCTB - SPEED - GESCHWINDIGKEIT - VITESSE CKOPOCTb - SPEED - GESCHWINDIGKEIT - VITESSE
HEMOKPbITBIN TBEPObIN CMNAB METALLO DURO RICOPERTO
HT HVV  UNCOATED cARBIDE H c COATED CARBIDE
KEPMET UNBESCHICHTETES HARTMETALL BESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT METAL DUR RECOUVERT
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lNMpumeHeHue cpe3epHbIX cNnaBoB ’
Einsatz der frassorten - Utilisation de las qualitées de fraisage TPCtOOISI
E3 engineering

MATEPWAIbI - MATERIAL CTP H 45 .
MATERIALIEN - MATERIAUX : BbICTPBIN
P M| K N | S| H| BP®”
DIN 2 z z z CTP. B 238
SHG ISO Bazu se2 |82E i
513
< W Epozx|2eEZn <=5
SE2a MELES I A
ozl 2R0|sxof|ls3EL|FI=<
20 el 30| 28w BEEE S35 220 2 e _ || 00 r
EEEG BE8,|5255850%|TEag BTk
5hhlthe?236R|522S|E63S|PTES
P05-20 [ - BbICOKOE COTMPOTVBIEHWUE HATPEBY W U3HOCY, XOPOLIASI
DCS'I HT | M05-15 ] MPOYHOCTb ) }
- NOAXOAUT ANS BLICOKUX CKOPOCTEW PE3AHWS MPW YACTOBOM
K01-15 [ ) [ ) (@) [ ) OBPABOTKE, A TAKXKE ANst CPE[HE-NEMKOrO CbEMA MATEPVATA
L
P05-20 1 - MUKPO3EPHVCTbIV TBEPObIA CMAB C OYEHb BbICOKIM
DC6 3 HT | M05-20 L MPEAESIOM MPOYHOCTM M MBHOCOCTOMKOCTHIO
- - NOAXOAUT ANst CPEAHE-BBICOKUX CKOPOCTEW PESAHWS, NS
Ko5-20 | @ [ } [ } ] O | @ |u1cToBOV OBPABOTKM
L
- TBEPObIM CMNAB MOAXOAWT [15 OBLUEV OBPABOTKM YYTYHA
U 3005 HW 1 - MOAXOAUT ANS YMCTOBBIX OMEPALIM MPU HEMPEPLIBHOM
— PE3AHUM
K01-10 () ] o|e@|™
L
- CMNAB UCMONB3YETCS NS OBLEN OBPABOTKN ANIOMUHWS U
U 3 1 0 5 HW ] YYTYHA )
o) ® — @ O - BOBMOXHA OBPABOTKA KAK C MOLLAYEN COX, TAK M BE3 COX
NO01-12
7 - MUKPO3EPHUCTbIV TBEP/bIV CMMIAB C BbICOKOM
MBHOCOCTOMKOCTbIO 1 MPEBOCXOAHOW CTABUIIbHOCTHIO
C1 1 o HW [ PEXYLLEN KPOMKN
- MOAXOAUT ANst CPEAHUX CKOPOCTEW PE3AHMSI MO UYTYHY
K05-15 (@) [ ) ] O | @ | BbICOKMX CKOPOCTEM PE3AHMSI MO LIBETHBIM CMIABAM, [71st
] YEPHOBOW OBPABOTKM CO CPEIHNM CbEMOM MATEPUAIA
— - MMKPO3EPHUCTbIN TBEPAbIN CMNIAB C BbICOKOM
[ N3HOCOCTOMKOCTbIO U XOPOLUEN MPOYHOCTHIO
C 1 1 5 HW L - NOAXOAUT ANst CPEAHE-HU3KNX CKOPOCTEW PE3AHWS MO
- AYCTEHUTHOW HEPXKABEIOLUEIN CTANW W CPEAHE-BBICOKUX
K10-25 [ ) [ ) [ O | @ | CKOPOCTEM PE3AHYISI MO YYTYHY M LIBETHbIM CTIIIABAM, 715t
] YEPHOBOW OBPABOTKM CO CPE[IHNM CHEMOM MATEPUAIA
U 30 1 5 HW N01-20 1 - TBEPObIN CMNAB NOAXOOWT ANA ANOMVHVEBbIX CMIABOB
) ([ o ] (ONN )
S05-25 -
U 3 41 5 HW - - KAYECTBO HEMOKPLITOrO TBEPLOIO CMIABA
° ole - UOEANEH ANst UBETHBIX CMNJIABOB
]
N05-15 [ ]
U 361 5 HW - - NS UBETHbIX CMNABOB
o [ (ONN )
NO05-25 L]
U 631 5 HW — - INA UBETHbLIX CMNABOB
o ] (ONN )
N05-25 ]
— - MMKPO3EPHUCTbIN TBEPAbINA CMNIAB C BbICOKOM
[ N3HOCOCTOMKOCTBIO U XOPOLUEN MPOYHOCTHIO
C1 20 HW | M10-20 [ - NOOXOAUT ANs CPEAHE-HU3KUX CKOPOCTEW PE3AHUS MO
. ] AYCTEHWUTHOW HEPYXABEIOLLEW CTANU W AN CPEAHWX CKOPOCTEM
K10-25 (@] ( ] [ ] (@) [ ©® | @ | PE3AHVIA MO CEPOMY YYTYHY W LIBETHBIM CrINABAM, 1 YEPHOBOW
] OBPABOTKN CO CPE[IHVM CEMOM MATEPUANA
P20-35 - - CPEHE-XOPOLIASI MPOYHOCTb
C 2 2 5 HW | M15-30 L] - NOAXOAUT ANst CPEAHE-HU3KNX CKOPOCTEW PE3AHMS, N
. ] YEPHOBOW OBPABOTKM CO CPEHNM CbEMOM MATEPUATIA, AXKE
[ ) [ ) (@) ] O | @ |rPUHECTABMNIBHBIX YCTIOBMSX
L)
U 3 4 40 HW L - YHUBEPCASTbHbIN CMIAB [f15 YYTYHA U LBETHBIX CMNABOB
K20-40 P ° L] PY - MPEBOCXOHAS MPOV3BOAUTENBHOCTbL C COX
N20-30 [ ]
HC | P05-15 [ — - MYKPO3EPHWCTbIV TBEPALIN CMIIAB C BbICOKOW
c 5 0 0 V3HOCOCTOMKOCTbIO )
- NOAXOAUT ANs CPEAHE-BBICOKNX CKOPOCTEW PESAHWS MPW
CVD | K05-15 [ ) (@] [ ) [ ) (@) [ ) @ | O | 4MCTOBOM U MONYUMCTOBOV OBPABOTKE
|
. PEKOMEHOOBAHHOE MPUMEHEHWE O BO3MO>XXHOE NMPUMEHEHWE ) PEKOMEHOOBAHHOE NMPUMEHEHWE O BO3MOXHOE NMPUMEHEHWE
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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NMpumeHeHue cdpesepHbix cnnaeos - Application of the milling grade

Einsatz der frassorten - Utilisation de las qualitées de fraisage

L a¥la)

TPCtooIs)

2 engineering

==
[

INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

-HIGH RESISTANCE TO HEAT AND TO WEAR,GOOD TOUGHNESS
-SUITABLE FOR HIGH CUTTING SPEEDS FOR FINISHING, ALSO
SUITABLE FOR MEDIUM LIGHT REMOVAL OF MATERIAL

-HOHE WARME-VERSCHLEISSBESTANDIGKEIT UND GUTE
ZAHIGKEIT

-FUR HOHE SCHNITTGESCHWINDIGKEITEN BEIM SCHLICHTEN,
SOWIE F'R MITTEL-LEICHTE ZERSPANUNG GEEIGNET

- HAUTE RESISTANCE A LA CHALEUR, A LUSURE ET BONNE
TENACITE

- INDIQUEE POUR HAUTE VITESSE DE COUPE EN FINISSAGE,
INDIQUE AUSSI POUR EMPORTATION MOYENNE-LEGERE

-MICROGRAIN GRADE WITH VERY HIGH ULTIMATE STRENGHT AND
RESISTANCE TO WEAR
-SUITABLE FOR MEDIUM-HIGH CUTTING SPEEDS FOR FINISHING

-MIKROKORNSORTE MIT SEHR HOHER BRUCH — UND VERSCH-
LEISSFESTIGKEIT

-FUR HOHE SCHNITTGESCHWINDIGKEITEN BEIM SCHLICHTEN
GEEIGNET

-QUALITE DE MICROGRAIN TRES RESISTANT A LA RUPTURE ET
A LUSURE
-INDIQUEE POUR HAUTE VITESSE DE COUPE EN FINISSAGE

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

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

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

- ALLOY USED FOR MACHINING ALUMINIUM AND CAST IRON IN
GENERAL
- POSSIBLE TO WORK WITH OR WITHOUT THE AID OF A COOLANT

- LEGIERUNG, DIE ZUR BEARBEITUNG VON ALUMINIUM UND
GUSS IM ALLGEMEINEN BENUTZT WIRD.

- KANN MIT ODER OHNE VERWENDUNG VON KUHLMITTEL
ARBEITEN

- ALLIAGE UTILISE POUR USINER ALUMINIUM ET FONTE EN
GENERAL.
- PEUT TRAVAILLER AVEC OU SANS REFRIGERANT

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

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

-MIKROKORNSORTE MIT HOHER VERSCHLEISSFESTIGKEIT UND
AUSGEZEICHNETER STABILITAT DER SCHNEIDEN

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

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

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

-MICROGRAIN GRADE WITH HIGH RESISTANCE TO WEAR AND
GOOD TOUGHNESS

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

-MIKROKORNSORTE MIT HOHER VERSCHLEISSFESTIGKEIT UND
GUTER ZAHIGKEIT

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

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

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

- GRADE SUITABLE FOR ALUMINUM ALLOYS

- SORTE FUR ALUMINIUMLEGIERUNGEN GEEIGNET

- QUALITE INDIQUEE POUR L'USINAGE DES ALLIAGE D'ALLUMINIUM

- UNCOATED HARD METAL QUALITY
- IDEAL FOR MACHINING NON-FERROUS MATERIALS

- QUALITAT VON NICHT BESCHICHTETEM HARTMETALL
- IDEAL ZUR BEARBEITUNG VON NICHTEISENMATERIALIEN

- QUALITE DE METAL DUR NON RECOUVERT
- IDEAL POUR L'USINAGE DE MATERIAUX NON FERREUX

- DEGREE FOR NON-FERROUS MATERIALS

- SORTE FUR NICHTEISENMATERIALIEN

- QUALITE POUR L'USINAGE DE MATERIAUX NON FERREUX

- DEGREE FOR NON-FERROUS MATERIALS

- SORTE FUR NICHTEISENMATERIALIEN

- QUALITE POUR L'USINAGE DE MATERIAUX NON FERREUX

- MICROGRAIN GRADE WITH HIGH RESISTANCE TO WEAR AND
GOOD TOUGHNESS

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

-MIKROKORNSORTE MIT SEHR HOHER BRUCH UND GUTE
ZAHIGKEIT

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

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

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

-MEDIUM - GOOD TOUGHNESS

-SUITABLE FOR MEDIUM — LOW CUTTING SPEEDS, FOR ROUGHING
WITH MEDIUM REMOVAL OF MATERIAL, EVEN UNDER UNSTABLE
CONDITIONS.

-MITTEL — GUTE ZAHIGKEIT

-FUR MITTEL — NIEDRIGE SCHNITTGESCHWINDIGKEITEN UND
MITTLERE ZERSPANUNGEN BEIM SCHRUPPEN, AUCH UNTER
UNSTABILEN BEDINGUNGEN, GEEIGNET

-MOYENNE — BONNE TENACITE.

-INDIQUEE POUR MOYENNE — FAIBLE VITESSE DE COUPE, POUR
MOYEN EMPORTATION EN EBAUCHAGE, MEME AVEC CONDITIONS
INSTABLES.

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

- UNIVERSALE QUALITAT FUR GUSS UND
NICHTEISENMATERIALIEN
- AUSGEZEICHNETE NASSLEISTUNGEN

- QUALITE UNIVERSELLE POUR FONTE ET MATERIAUX NON
FERREUX
- PERFORMANCES EXCEPTIONNELLES A L'EAU

-MICROGRAIN GRADE WITH HIGH RESISTANCE TO WEAR
-SUITABLE FOR MEDIUM — HIGH CUTTING SPEEDS FOR FINISHING
AND SEMIFINISHING

-MIKROKORNSORTE MIT HOHER VERSCHLEISSFESTIGKEIT
-FUR MITTEL — HOLE SCHNITTGESCHWINDIGKEITEN BEIM
SCHLICHTEN UND HALBSCHLICHTEN GEEIGNET

-QUALITE DE MICROGRAIN AVEC HAUTE RESISTANCE A LUSURE
-INDIQUEE POUR MOYENNE — HAUTE VITESSE DE COUPE EN
FINISSAGE ET SEMIFINISSAGE.
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INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

- PVD TIALN COATED GRADE ON VERY STABLE K05 BASE
- FOR HIGH SPEED FINISHING AND HARDENED MATERIALS

- PVD-TIALN-BESCHICHTETE SORTE AUF SEHR STABILER K05
GRUNDLAGE

- ZUM SCHLICHTEN MIT HOHEN SCHNITTGESCHWINDIGKEITEN
UND FUR GEHARTETE MATERIALIEN

- DEGRE REVETU TIALN PVD SUR BASE K05 TRES STABLE
- POUR OPERATIONS DE FINITION A HAUTE VITESSE ET USINAGE
DE MATERIAUX TREMPRES

- HIGH WEAR RESISTANT MICRO GRAIN QUALITY WHEN SMALL
QUANTITIES OF CHIPS NEED REMOVING

- VERSATILE GRADE, WORKS ON STEEL, STAINLESS STEEL, CAST
IRON AND HEAT RESISTANT ALLOYS

- MIKROKORNSORTE MIT HOHER VERSCHLEISSFESTIGKEIT, FUR
NIEDRIGE ZERSPANUNG.

- VIELSEITIGE SORTE, ARBEITET MIT STAHL, EDELSTAHL, GUSS
UND WARMBESTANDIGEN LEGIERUNGEN

- QUALITE MICROGRAIN AVEC HAUTE RESISTANCE A L'USURE,
POUR DES ENLEVEMENTS DE COPEAU MODIQUES.

- DEGRE ECLECTIQUE, PEUT USINER ACIER, INOX, FONTE ET
ALLIAGES RESISTANTS A LA CHALEUR

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

- HOHE VERSCHLEISSFESTIGKEIT UND GUTE ZAHIGKEIT

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

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

- QUALITY CAST IRON MACHINING, GOOD WEAR AND ABRASION
RESISTANCE

- QUALITAT ZU BEARBEITUNG VON GUSS, GUTE VERSCHLEISS-
UND ABRIEBFESTIGKEIT

- QUALITE POUR USINAGE DE FONTE BONNE RESISTANCE A
L'USURE ET A LABRASION

- DEGREE WITH HIGH RESISTANCE TO WEAR, SUITABLE FOR HIGH
CUTTING SPEEDS
- IDEAL FOR CAST IRON

- SORTE MIT HOHER VESCHLEISSFESTIGKEIT, FUR HOHE
SCHNITTGESCHWINDIGKEITEN GEEIGNET
- IDEAL FUR DIE BEARBEITUNG VON GRAUGUSS

- QUALITE AVEC RESISTANCE ELEVEE A LUSURE, INDIQUE POUR
DE HAUTES VITESSES DE COUPE
- IDEAL POUR L'USINAGE DE FONTE GRISE

- QUALITY INSERT WITH HIGH WEAR RESISTANCE
- IDEAL FOR MACHINING CAST IRON WITHOUT USING COOLANTS

- WENDEPLATTENQUALITAT MIT HOHER
VERSCHLEISSFESTIGKEIT

- IDEAL FUR BEARBEITUNGEN OHNE EINSATZ VON KUHLMITTEL
BEI GUSS

- QUALITE PLAQUETTE TRES RESISTANTE A LUSURE
- IDEAL POUR USINAGES SANS REFRIGERANT SUR FONTE

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

-HOHE VERSCHLEISSFESTIGKEIT UND GUTE ZAHIGKEIT

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

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

-MEDIUM RESISTANCE TO WEAR AND TOUGHNESS

-SUITABLE FOR MEDIUM — LOW CUTTING SPEEDS, FOR FINISHING
AND ROUGHING WITH MEDIUM REMOVAL OF MATERIAL, EVEN
UNDER UNSTABLE CONDITIONS.

-MITTEL VERSCHLEISSFESTIGKEIT UND ZAHIGKEIT

-FUR MITTEL — NIEDRIGE SCHNITTGESCHWINDIGKEITEN UND
MITTLERE ZERSPANUNGEN BEIM SCHLICHTEN UND SCHRUPPEN,
AUCH UNTER UNSTABILEN BEDINGUNGEN, GEEIGNET

-MOYENNE RESISTANCE A L'USURE ET A LEBRECHEMENT

-INDIQUEE POUR MOYENNE - FAIBLE VITESSE DE COUPE, POUR
MOYEN EMPORTATION EN FINISSAGE ET EBAUCHAGE, MEME AVEC
CONDITIONS INSTABLES.

- HIGH RESISTANCE TO WEAR AND GOOD TOUGHNESS
- SUITABLE FOR MEDIUM AND HIGH CUTTING SPEEDS UNDER
STABLE CONDITIONS FOR FINISHING AND ROUGHING

- HOHE VERSCHLEIRFESTIGKEIT UND GUTE ZAHIGKEIT

- FUR MITTLERE UND HOHE SCHNITTGESCHWINDIGKEITEN
UNTER STABILEN BEDINGUNGEN ZUM SCHLICHTEN UND
SCHRUPPEN GEEIGNET

- HAUTE RESISTANCE A L'USURE ET BONNE TENACITE
- INDIQUEE POUR MOYENNE-HAUTE VITESSE DE COUPE AVEC
CONDITIONS STABLES POUR FINISSAGE ET EBAUCHAGE

- GRADE WITH GOOD TOUGHNESS AND RESISTANCE TO WEAR
- SUITABLE AT MEDIUM CUTTING SPEEDS FOR MEDIUM CHIPPING
AND ROUGHING ON STAINLESS STEEL

- SORTE MIT GUTER ZAHIGKEIT UND VERSCHLEIRFESTIGKEIT
- GEEIGNET FUR MITTLERE SCHNITTGESCHWINDIGKEITEN ZUR
MITTELZERSPANUNG UND ZUM SCHRUPPEN VON INOX-STAHL

- QUALITE AVEC BONNE TENACITE ET RESISTANCE A LUSURE
- INDIQUEE POUR MOYENNE VITESSE DE COUPE EN TRAVAILS
MOYENS ET DE DEGROSSISSAGE SUR ACIER INOXYDABLE

- DEGREE WITH HIGH RESISTANCE TO WEAR, SUITABLE FOR HIGH
CUTTING SPEEDS
- IDEAL FOR NODULAR CAST IRON

- SORTE MIT HOHER VERSCHLEISSFESTIGKEIT, FUR HOHE
SCHNITTGESCHWINDIGKEITEN GEEIGNET
- IDEAL FUR DIE BEARBEITUNG VON SPHAROGUSS

- QUALITE AVEC RESISTANCE ELEVEE A L'USURE, INDIQUE POUR
DE HAUTES VITESSES DE COUPE
- IDEAL POUR L'USINAGE DE FONTE SPHEROIDALE

- GRADE WITH HIGH RESISTANCE TO WEAR.
- SUITABLE FOR ROUGHING AND MEDIUM MACHINING UNDER
STABLE CONDITIONS AND AT HIGH CUTTING SPEEDS

- SORTE MIT HOHER VERSCHLEIRBESTANDIGKEIT

- ZUM SCHRUPPEN UND ZUR MITTLEREN ZERSPANUNG
UNTER STABILEN BEDINGUNGEN UND MIT HOHEN
SCHNITTGESCHWINDIGKEITEN

- QUALITE AVEC HAUTE RESISTANCE A LUSURE
- INDIQUEE POUR EBAUCHAGE ET USINAGES MOYENS AVEC
CONDITIONS STABLES ET ELEVEE VITESSE DE COUPE.

- WEAR RESISTANT QUALITY INSERT
- IDEAL FOR HIGH CUTTING SPEED WORK

- VERSCHLEISSFESTE WENDEPLATTE
- IDEAL FUR BEARBEITUNGEN MIT HOHER
SCHNITTGESCHWINDIGKEIT

- DEGRE PLAQUETTE RESISTANT A LUSURE
- IDEAL EN CAS D'USINAGES A DES VITESSES DE COUPE ELEVEES

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

- SORTE MIT GUTER VERSCHLEISSFESTIGKEIT UND ZAHIGKEIT
- FUR MITTLERE BIS HOHE SCHNITTGESCHWINDIGKEITEN
GEEIGNET

- QUALITE AYANT UNE BONNE RESISTANCE A L'USURE AINSI
QU'UNE BONNE TENACITE
- INDIQUE POUR DES VITESSES DE COUPE HAUTES-MOYENNES
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INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

-HIGH TOUGHNESS, RESISTANCE TO WEAR AND TO THERMAL
SHOCK

-SUITABLE FOR MEDIUM — HIGH CUTTING SPEEDS AND WITH
MEDIUM FEED UNDER NORMAL CONDITIONS

- EXCELLENT ON STEEL ALLOYS AND SPHEROIDAL CAST IRON

-HOHE ZAHIGKEIT, VERSCHLEISSFESTIGKEIT UND
TEMPERATURWECHSELBESTANDIGKEIT

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

-FUR EDELSTAHL UND SPHAROGUSS OPTIMAL GEEIGNET

-HAUTE TENACITE, RESISTANCE A LUSURE ET AU SHOCK
THERMIQUE

-INDIQUEE POUR MOYENNE — HAUTE VITESSE DE COUPE ET
MOYEN DEPLACEMENT EN CONDITIONS NORMAUX

-OPTIMUM SUR ACIER ALLIE ET FONTE SPHEROIDAL

- HIGH TOUGHNESS, EXCELLENT THERMAL SHOCK AND WEAR
RESISTANCE

- SUITABLE FOR MEDIUM-LOW CUTTING SPEEDS AND WITH
MEDIUM-HIGH FEED FACTORS, ALSO UNDER STABLE MACHINING
CONDITIONS FOR FINISHING AND ROUGHING

- HOHE ZAHIGKEIT, SEHR GUTE
TEMPERATURWECHSELBESTANDIGKEIT UND
VERSCHLEIBFESTIGKEIT

- GEEIGNET FUR MITTLERE BIS GERINGE
SCHNITTGESCHWINDIGLEITEN UND MITTLERE
UND HOHE VORSCHUBE, AUCH UNTER STABILEN
BEARBEITUNGSBEDINGUNGEN ZUM SCHLICHTEN UND SCHRUPPEN

- HAUTE TENACITE, TRES BONNE RESISTANCE AU CHOC
THERMIQUE ET A LUSURE

- INDIQUEE POUR MOYENNE BASSES VITESSE DE COUPE ET AVEC
MOYENNES HAUTES AVANCES MEME AVEC DE CONDITIONS STABLES|
EN FINISSAGE ET DEGROSSISSAGE

-GOOD TOUGHNESS AND RESISTANCE TO CHIPPING
-SUITABLE FOR MEDIUM-LOW CUTTING SPEEDS AND HIGH FEED

-GUTER ZAHIGKEIT UND AUSBRUCHFESTIGKEIT
-FUR MITTEL-NIEDRIGE SCHNITTGESCHWINDIGKEITEN UND
HOHE VORSCHUBE GEIGNEET

-BONNE TENACITE ET RESISTANCE A LEBRECHEMENT
-INDIQUEE POUR MOYENNE-FAIBLE VITESSE DE COUPE

- REMARKABLY TOUGH, IDEAL FOR MACHINING STAINLESS STEEL
AT MEDIUM-SLOW CUTTING SPEEDS

- EXCELLENT WEAR RESISTANCE WITH BOTH DRY AND WET
MACHINING WORK

- SEHR ZAHE SORTE, IDEAL FUR EDELSTAHLBEARBEITUNGEN
MIT MITTLERER/NIEDRIGER SCHNITTGESCHWINDIGKEIT.

- AUSGEZEICHNETE VERSCHLEISSFESTIGKEIT BEI TROCKEN-
UND NASSBEARBEITUNGEN.

- DEGRE TRES TENACE, IDEAL POUR L'USINAGE DE L'ACIER
INOXYDABLE A DES VITESSES BASSES ET MOYENNES DE COUPE.

- RESISTANCE PARFAITE A L'USURE AVEC DES USINAGES A SEC
COMME A LEAU.

- HIGH WEAR RESISTANCE QUALITY

- HOCH VERSCHLEISSFESTE QUALITAT

- QUALITE HAUTEMENT RESISTANTE A L'USURE

- 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

- PREMIUM QUALITY FOR MEDIUM ROUGHING AND FINISHING.
FIRST CHOICE FOR SLOW FEED AND/OR SLOW CUTTING SPEEDS

- OUTSTANDING FOR WORKING IN UNSTABLE CONDITIONS WITH
COOLANT

- RECOMMENDED FOR MACHINING SUPER ALLOYS

- QUALITAT ZUM SCHLICHTEN UND MITTLEREM SCHRUPPEN.
ERSTE WAHL FUR ARBEITSSCHRITTE MIT NIEDRIGEM VORSCHUB
U/O NIEDRIGER SCHNITTGESCHWINDIGKEIT.

- AUSGEZEICHNET FUR BEARBEITUNGEN UNTER UNSTABILEN
BEDINGUNGEN UND MIT KUHLMITTEL.

- EMPFOHLEN ZUR BEARBEITUNG VON SUPERLEGIERUNGEN

- QUALITE POUR FINITION ET DEGROSSISSAGE MOYEN. PREMIER
CHOIX POUR DES OPERATIONS AVEC DES AVANCES MODIQUES ET/
OU DE FAIBLES VITESSES DE COUPE.

- PARFAIT POUR DES USINAGES DANS DES CONDITIONS PEU
STABLES ET AVEC REFRIGERANT.

- CONSEILLE POUR USINER LES SUPERALLIAGES

- UNIVERSAL GRADE WITH EXCELLENT RESISTANCE TO HIGH
TEMPERATURES

- SUITABLE FOR ROUGHING AND MEDIUM MACHINING AT MEDIUM
AND HIGH CUTTING SPEEDS

- UNIVERSALSORTE MIT SEHR GUTER
HOCHTEMPERATURBESTANDIGKEIT

- FUR SCHRUPPEN UND MITTLERE ZERSPANUNG MIT MITTLEREN
UND HOHEN SCHNITTGESCHWINDIGKEITEN GEEIGNET

- QUALITE UNIVERSELLE AVEC BEAUCOUP DE RESISTANCE A
LUSURE ET A LES HAUTES TEMPERATURES

- INDIQUEE POUR EBAUCHAGE ET USINAGES MOYENS AVEC
VITESSE DE COUPE MOYENNE-HAUTE

-HIGH TOUGHNESS, STRAIN STRENGHT AND HIGH RESISTANCE TO
THERMAL WEAR

-SUITABLE FOR MEDIUM — LOW CUTTING SPEEDS FOR ROUGHING,
EVEN UNDER DIFFICULT CONDITIONS

-HOHE ZAHIGKEIT SOWIE UMFORM — UND
TEMPERATURVERSCHLEISSFESTIGKEIT

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

-HAUTE TENACITE ET RESISTANCE A LA DEFORMATION ET A
L'USURE THERMIQUE

-INDIQUEE POUR MOYENNE — FAIBLE VITESSE DE COUPE EN
EBAUCHAGE MEME EN CONDITION DIFFICILE

- REMARKABLY TOUGH, SUITABLE FOR ROUGHING AT SLOW AND
MEDIUM CUTTING SPEEDS

- HOHE ZAHIGKEIT, GEEIGNET FUR BEARBEITUNGEN MIT
NIEDRIGER/MITTLERER SCHNITTGESCHWINDIGKEIT ZUM
SCHRUPPEN

- HAUTE TENACITE, INDIQUE POUR USINAGES A FAIBLE ET
MOYENNE VITESSE DE COUPE POUR DEGROSSISSAGE

- SPECIAL PVD COATING THAT OPTIMISES THE FORMATION OF
CHIPS

- BESONDERE PVD-BESCHICHTUNG, DIE DIE SPANBILDUNG
OPTIMIERT

- REVETEMENT SPECIAL EN PVD OPTIMISANT LA FORMATION DU
COPEAU

- EXTREMELY TOUGH GRADE
- SUITABLE FOR MEDIUM CUTTING AND ROUGHING OF STAINLESS
STEEL AT MEDIUM AND LOW CUTTING SPEEDS

- AURERST ZAHE SORTE

- ZUR MITTLEREN ZERSPANUNG UND ZUM SCHRUPPEN
VON EDELSTAHL MIT MITTLEREN UND NIEDRIGEREN
SCHNITTGESCHWINDIGKEITEN

- QUALITE EXTREMEMENT TENACE
- INDIQUEE POUR LE COUPE MOYEN ET EBAUCHAGE DE ACIER
INOXYDABLE AVEC MOYENNE-BAS VITESSE DE COUPE

-GOOD RESISTANCE TO WEAR AND LOW TOUGHNESS
-SUITABLE FOR HIGH CUTTING SPEEDS FOR SEMIFINISHING AND
FINISHING UNDER STABLE CONDITIONS

-HOHE VERSCHLEISSFESTIGKEIT UND NIEDRIGE ZAHIGKEIT

-FUR HOHE SCHNITTGESCHWINDIGKEITEN BEIM
HALBSCHLICHTEN UND SCHLICHTEN UNTER STABILEN
BEDINGUNGEN GEEIGNET

-HAUTE RESISTANCE A LUSURE ET FAIBLE TENACITE
-INDIQUEE POUR HAUTE VITESSE DE COUPE EN SEMIFINISSAGE
ET FINISSAGE AVEC CONDITIONS STABLES.

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

- SORTE ZUM FRASEN VON GUSSEISEN

- ULTRAFEINE BESCHICHTUNG FUR HOHE
SCHNITTGESCHWINDIGKEITEN, AUCH UNTER UNSTABILEN
SCHNITTBEDINGUNGEN GEEIGNET

- QUALITE POUR LE FRAISAGE DES FONTES

- REVETEMENT TRES FINE POUR ELEVEE VITESSE DE COUPE
APPROPRIE MEME AVEC CONDITIONS DE COUPE

INSTABLES
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INDICATIONS - USE

GEBRAUCHSANWEISUNGEN

INDICATION - USAGE

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

- SEHR HOHE VERSCHLEISSFESTIGKEIT

- UNIVERSALSORTE FUR VERSCHIEDENE MATERIALIEN

- FUR MITTLERE BIS HOHE SCHNITTGESCHWINDIGKEITEN
GEEIGNET

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

- NEW COATING WITH GOOD RESISTANCE TO WEAR AND
EXCELLENT LUBRICATION

- SPECIFIC MILLING GRADE FOR HEAT-RESISTANT ALLOYS AND
SUPER-ALLOYS

- NEUE BESCHICHTUNG MIT GUTER VERSCHLEIRFESTIGKEIT UND
SEHR GUTER SCHMIERUNG

- SPEZIALSORTE ZUM FRASEN VON HITZEBESTANDIGEN
LEGIERUNGEN UND SUPERLEGIERUNGEN

- NOUVEAU REVETEMENT AVEC BONNE RESISTANCE A L'USURE
ET TRES BONNE LUBRIFICATION

- QUALITE SPECIFIQUE POUR LE FRAISAGE DE ALLIAGES ET
SUPER-ALLIAGES RESISTANTES A LA CHALEUR

-ALLOY IN COATED MICRO GRAIN
- IDEAL WHEN SHARP CUTTING EDGES ARE A MUST

- LEGIERUNG AUS BESCHICHTETEM MIKROKORN
- IDEAL FUR ARBEITEN, WO SCHARFE SCHNEIDEN BENOTIGT
WERDEN

- ALLIAGE EN MICROGRAIN REVETU
- IDEAL POUR DES OPERATIONS REQUERANT DES TRANCHANTS
AFFOTES

- GRADE SUITABLE FOR STEEL
- SUITABLE FOR HIGH FEED

- SORTE IM ALLGEMEINEN FUR STAHL GEEIGNET
- FUR HOHEN VORSCHUB GEEIGNET

- QUALITE INDIQUEE POUR L'USINAGE DE L'ACIER
- PREVU POUR DES AVANCES ELEVEES

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

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

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

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

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

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

-EXCELLENT BALANCE BETWEEN TOUGHNESS AND RESISTANCE
TO WEAR

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

-OPTIMALE AUSGEWOGENHEIT ZWISCHEN ZAHIGKEIT UND
VERSCHLEISSFESTIGKEIT

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

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

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

- HIGH TOUGHNESS AND EXCELLENT RESISTANCE TO THERMAL
WEAR DUE TO THE SPECIAL COATING

- SUITABLE FOR FINISHING AND ROUGHING AT MEDIUM CUTTING
SPEEDS

- HOHE ZAHIGKEIT UND SEHR GUTE BESTANDIGKEIT
GEGEN THERMISCHEN VERSCHLEIR AUFGRUND DER
SPEZIALBESCHICHTUNG

- FUR MITTLERE SCHNITTGESCHWINDIGKEITEN ZUM
SCHLICHTEN UND SCHRUPPEN GEEIGNET

- HAUTE TENACITE ET TRES BONNE RESISTANCE A L'USURE
THERMIQUE DU A UN SPECIAL REVETEMENT

- INDIQUEE POUR MOYENNE VITESSE DE COUPE EN FINISSAGE
ET EBAUCHAGE

- TOUGH SUBSTRATE WITH HIGH RESISTANCE TO THERMAL
CRACKING

- SUITABLE FOR MILLING OF CARBON AND ALLOY STEEL AT
MEDIUM CUTTING SPEEDS

- ZAHES SUBSTRAT MIT HOHEM WIDERSTAND GEGEN
THERMISCHE RISSBILDUNG

- ZUM FRASEN VON KOHLENSTOFFSTAHL UND LEGIERTEM STAHL
MIT HOHEN SCHNITTGESCHWINDIGKEITEN

- SUBSTRAT TENACE AVEC HAUTE RESISTANCE A LE CRIQUAGE
THERMIQUE.
- INDIQUEE POUR LE FRAISAGE DE ACIER AU CARBONE ET
ACIER ALLIE AVEC MOYENNE VITESSE DE COUPE

- TOUGH SUBSTRATE WITH HIGH RESISTANCE TO THERMAL
CRACKING

- SUITABLE FOR MILLING OF CARBON AND ALLOY STEEL AT
MEDIUM CUTTING SPEEDS

- ZAHES SUBSTRAT MIT HOHEM WIDERSTAND GEGEN
THERMISCHE RISSBILDUNG

- ZUM FRASEN VON KOHLENSTOFFSTAHL UND LEGIERTEM STAHL
MIT HOHEN SCHNITTGESCHWINDIGKEITEN

- SUBSTRAT TENACE AVEC HAUTE RESISTANCE A LE CRIQUAGE
THERMIQUE.
- INDIQUEE POUR LE FRAISAGE DE ACIER AU CARBONE ET
ACIER ALLIE AVEC MOYENNE VITESSE DE COUPE

-GOOD TOUGHNESS AND RESISTANCE TO WEAR
-SUITABLE FOR MEDIUM CUTTING SPEEDS FOR SESMIFINISHING
AND FINISHING AND FOR MATERIALS THAT FORM A BUILT — UP EDGE

-HOHE ZAHIGKEIT UND VERSCHLEISSFESTIGKEIT

-FUR MITTLERE SCHNITTGESCHWINDIGKEITEN BEIM
HALBSCHLICHTEN UND SCHLICHTEN, SOWIE FUR MATERIALIEN, DIE|
EINE AUFBAUSCHNEIDE BILDEN, GEEIGNET

-BONNE TENACITE ET RESISTANCE A L'USURE

-INDIQUEE POUR MOYENNE VITESSE DE COUPE EN SEMIFINISSA-
GE ET FINISSAGE ET POUR MATERIAUX QUI CREENT LE COUPANT
DE RAPPORT

- VERY TOUGH GRADE
- EXCELLENT RESISTANCE TO WEAR

- SEHR ZAHE SORTE
- OPTIMALE VERSCHLEISSFESTIGKEIT

- QUALITE TRES TENACE
- TRES BONNE RESISTANCE A LUSURE

- EXTREMELY TOUGH GRADE
- SUITABLE FOR ROUGHING AND SEMI-FINISHING AT MEDIUM AND
LOW CUTTING SPEEDS, ALSO UNDER UNSTABLE CONDITIONS

- AURERST ZAHE SORTE

- FUR MITTLERE UND NIEDRIGE SCHNITTGESCHWINDIGKEITEN
ZUM SCHRUPPEN UND HALBSCHLICHTEN, AUCH UNTER
UNSTABILEN BEDINGUNGEN, GEEIGNET

- QUALITE EXTREMEMENT TENACE

- INDIQUEE POUR MOYENNE-BAS VITESSE DE COUPE POUR
EBAUCHAGE ET SEMI-FINISSAGE MEME AVEC CONDITIONS
INSTABLES

-HIGH TOUGHNESS, RESISTANCE TO WEAR AND TO THERMAL
SHOCK

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

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

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

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

-INDIQUEE POUR FAIBLE VITESSE DE COUPE ET HAUT
DEPLACEMENT POUR EBAUCHAGE ET EBAUCHAGE LOURD, MEME
AVEC CONDITIONS INSTABLES.

- TOUGH SUBSTRATE
- SUITABLE FOR STAINLESS STEEL

- ZAHES SUBSTRAT
- FUR INOX - STAHL GEEIGNET

- SUBSTRAT TENACE
- INDIQUEE POUR L'USINAGE DE L'ACIER INOX
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INDICATION - USAGE

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

-FUR MITTEL-HOHE SCHNITTGESCHWINDIGKEITEN UND BEI
MITTLEREN VORSCHUBEN

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

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

-HIGH TOUGHNESS, GOOD RESISTANCE TO THERMAL SHOCK AND

TO STICKING
-SUITABLE FOR MEDIUM — LOW CUTTING SPEEDS FOR FINISHING
AND ROUGHING ESPECIALLY ON STAINLESS STEEL

-HOHE ZAHIGKEIT, SOWIE GUTE TEMPERATURWECHSEL — UND
VERKLEBBESTANDIGKEIT

-FUR MITTEL — NIEDRIGE SCHNITTGESCHWINDIGKEITEN BEIM
SCHLICHTEN UND SCHRUPPEN, BESONDERS BEI INOX — STAHL,
GEEIGNET

-HAUTE TENACITE, BONNE RESISTANCE AU SHOCK THERMIQUE
ET AU ENCOLLAGE

-INDIQUEE POUR MOYEN - FAIBLE VITESSE DE COUPE EN
FINISSAGE ET EBAUCHAGE, SPECIALEMENT SUR ACIER INOX

KEPMET

HT

HW

HEMOKPbITHIV TBEPABIA CMIAB
UNCOATED CARBIDE
UNBESCHICHTETES HARTMETALL
METAL DUR PAS RECOUVERT

MOKPbITHIN TBEPObIA CMNAB
COATED CARBIDE
BESCHICHTETES HARTMETALL
METAL DUR RECOUVERT

HC
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CkopocTb pe3aHus ans dpesepHbix cnnaBoB - Cutting speed of the milling grades TPC tools}

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

X engineering

MATEPWAN
MATERIAL rP HB
MATERIALIEN| 3323 | HRC DC61 | DC63 |U3105| C110 | C115 (U3015/U3415|U3615 U6315| C120 |U3440
CTP H45 GR. Rm
P 1 125 | 150-400 | 310-400
2 180 | 150-350 | 260-350
3 250 | 150-320 | 220-300
4 220 | 140-280 | 220-330
5 300 | 120-250 | 180-280
6 180 | 120-380 | 250-400
7-8 |250-300| 120-360 | 200-350
9 350 | 120-340 | 150-220
10 | 200 | 120-380 | 200-350
11 350 | 120-320 | 150-220
" 12 | 200 | 120-340
o R )
2wy
BEES 13 330 | 120-300
g2y | 141 | 180 | 120-360 80-120
3 BGZ
Q x>
i 859
$o2Ez | 14.2 |230-260| 120-250
238
TOwX<
K 15 | 180 200-300 | 200-280 | 90-160 | 90-160 90-145 | 100-200
16 | 260 150-260 80-130 | 80-130 90-135 | 90-150
17 | 160 | 100-480 | 180-300 90-160 | 100-160 90-135 | 100-180
L | 18 | 250 | 100420 | 150-240 70-150 | 90-150 70-100 | 70-140
[}
§§% 19 | 130 | 100-600 | 170-280 90-160 | 100-160 90-145 | 90-180
I-o¢
%%%5 20 | 230 | 100-500 | 150-220 70-150 | 70-150 80-120 | 70-160
N 21 60 400-950 | 200-3000 | 200-3000 | 200-800 | 500-950 | 300-950 | 250-350 | 300-1000 | 100-800
22 | 100 400-950 | 200-2000 | 200-2000 | 200-800 | 400-950 | 300-950 | 250-350 | 300-1000 | 80-800
23 75 400-950 | 200-1000 | 200-2000 | 200-800 | 450-600 | 300-950 | 250-350 | 300-1000 | 80-500
24 90 400-950 | 200-1800 | 200-1800 | 200-800 | 350-400 | 300-950 | 250-350 | 300-800 | 100-450
25 | 130 400-950 | 200-1000 | 200-1000 | 200-800 | 180-260 | 300-600 | 250-350 | 300-600 | 100-450
26 110 400-950 | 200-600 | 200-600 | 200-300 | 300-360 | 200-500 | 250-350 | 150-500 | 80-400
z
e 27 90 400-950 | 250-1000 | 250-1000 | 200-300 | 200-260 | 200-500 | 250-350 | 300-600 | 200-600
SEX
%%EX 28 | 100 400-950 | 150-600 | 150-600 | 200-300 | 140-200 | 200-500 | 250-350 | 150-450 | 100-300
63210
%Egg 29 450-950 | 70-500 | 70-500 | 200-300 | 200-950 | 200-600 | 250-350 80-500
chRt
855% | 30 450-950 | 80-300 | 80-300 | 200-300 | 200-950 | 200-600 | 250-350 100-250
S 31 | 200 30-130
32 | 280 20-30 30-130
w 33 | 250 16-24 30-130 20-25
4 z
g = 34 | 350 13-20 30-130 10-20
: gk
g_%& 35 | 320 30-130 10-20
A D=nd
62522 36 |Rm400 30-130 25-30
Ihosa
g5i55 | 37 |Rm1050 30-130
F=0n=
H 38 | 55HRC 25-30
z
252| 39 | 60HRc
2EEx
w2EZ2| 40 | 400
ﬂn_ELUE
FEeEY
@<<<g 41 55HRC

w
N
O
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CkopocThb pe3aHus ansa dpesepHbIX cnnaBoB - Cutting speed of the milling grades TPC tools;

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

E2 engineering

MATEPWAN
wareriaL | | P HB
WK 5325 | wRe | €225 | €500 |P7405 P7010 C3115 C3215 P3415 C3415 C516 C518M P1020
CTP H 45 GR. Rm
P 1 125 130-210 | 305-410 | 280-350 220-330 | 250-330
2 180 115-190 | 270-370 | 230-310 200-300 | 220-250
& 250 90-155 250-330 | 200-250 130-280 | 180-220
4 220 120-160 | 220-310 | 180-230 160-270 | 210-240
5 300 90-145 180-250 | 170-190 120-240 | 170-210
6 180 110-160 | 210-280 | 240-300 130-250 | 250-280
7-8 [250-300| 75-130 150-200 | 150-220 110-220 | 170-220
9 350 60-100 120-170 | 120-180 80-120 150-200
10 200 75-120 160-220 | 200-260 110-200 | 150-220
1" 350 60-100 120-170 | 120-170 80-120 110-160
o 12 200 90-150 200-280 | 150-230 140-240 | 170-250
S
E E § § 13 330 60-100 120-200 | 120-160 150-230
0y 14.1 180 100-170 | 150-230 | 100-150 120-260
T BEe
3 Bos
g 288
3 2 2 E 21 14.2 |230-260 90-150 100-150 | 100-150 100-180
BEEds
TOnx<
K 15 180 80-140 250-350 | 200-270 | 140-290 | 180-350 | 150-390 | 200-360 90-320 180-350 | 180-300

16 260 80-130 | 180-280 | 150-180 | 140-290 | 140-250 | 150-390 | 180-320 | 90-320 | 140-280 | 120-180

17 160 80-130 | 200-300 | 160-230 | 100-240 | 130-250 | 120-330 | 150-260 | 80-250 | 130-250 | 140-260

18 250 70-100 | 180-250 | 140-180 | 100-240 | 100-200 | 120-330 | 130-250 | 80-250 | 100-200 | 100-180

19 130 80-140 | 250-380 | 180-280 | 100-220 | 150-320 | 105-270 | 200-330 | 90-250 150-320 | 130-240

20 230 70-120 | 180-250 | 150-190 | 100-220 | 120-250 | 105-270 | 150-300 | 90-280 | 120-250 | 100-160

YYrYH

CAST IRON
GRAUGUSS
FONTE GRISE

N 21 60 300-1100

22 | 100 300-700

23 | 75 300-700

24 | 9 300-400

25 | 130 240-350

26 | 110 400-500

g 27 | 90 250-350

e

g g S | 28 | 100 150-400

% % % % 29 100-500

855% | 30 100-300
S 31 | 200 70-110 | 60-90 30-60
32 | 280 70110 | 40-80 30-60
; 33 | 250 60-100 | 40-80 2040
y g 34 | 350 60-90 | 30-60 20-40
% ) % q| 35 | 320 60-90 | 3060 20-40
% § E g 36 | Rmd00 50-80 | 40-80 50-100
sk % £| 37 |rm1050 5070 | 30-60 30-50

38 | 55HRC | 25-35 70-110 80-150

HARD MATERIALS I DIFFICULT MATERIAL

z

§§ 39 | 60HRC 50-80 | 70-120
) W
w2E22 | 40 | 400 80-150 | 70-120
5ok
BZE22| 41 |55HRC 60-130 | 70-120
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3 engineering
MATEPWAN
MATERIAL rP H B
witsiity 3323 | wre |P2020 P3420| P5020 | C1025| P1425| C526 C528N| C530 | P2430 P4130 P7030
CTP H45 GR. Rm
P 1 125 | 180-260 150-250 | 120-240 | 230-350 | 130-350 | 160-260 | 170-260 260-430 | 230-300
2 180 | 160-230 150-250 | 120-240 | 200-320 | 110-320 | 130-220 | 150-240 260-430 | 210-270
3 250 | 150-200 150-250 | 150-220 | 180-260 | 90-280 90-160 | 130-180 260-430 | 170-240
4 220 | 180-240 150-250 | 110-190 | 150-210 | 100-280 120-170 260-430 | 180-240
5 300 | 160-220 150-250 | 110-190 | 70-150 90-250 120-160 260-430 | 160-220
6 180 | 120-180 150-250 | 110-190 | 200-260 | 80-250 | 150-220 | 140-200 180-300 | 160-240
7-8 |250-300| 120-160 150-250 | 100-220 | 150-260 | 60-210 | 110-190 | 120-180 180-300 | 130-190
9 350 90-140 150-250 | 80-180 | 200-250 | 60-180 90-160 | 100-120 180-300 | 120-160
10 200 90-150 150-250 | 70-160 | 150-210 | 60-210 | 120-200 | 110-160 150-250 | 150-190
1 350 70-120 150-250 | 70-160 | 100-190 | 60-170 90-140 80-100 150-250 | 70-110
" 12 200 | 110-160 150-250 | 90-160 | 100-200 | 80-190 | 110-220 | 120-150 130-190 | 150-210
2ng
EEE § 13 330 80-140 150-250 | 90-160 | 100-190 | 70-170 90-180 80-120 130-190 | 100-160
oy | 141 180 | 110-170 110-200 | 120-180 | 100-150 | 120-220 | 130-270 | 120-180
X BEZ
I =94
g 225
o w
§ 2 ; E 5 14.2 |230-260| 80-140 120-210 80-120 80-120 100-160 | 100-180 90-140
bEEgs
TOowxr<g
K 15 180 200-320 | 100-250 120-220 | 160-220 | 160-190 120-220 | 160-250
16 260 160-250 | 100-250 80-170 | 120-180 | 100-120 120-220 | 120-190
17 160 180-350 | 100-250 80-200 | 110-210 | 140-180 120-220 | 90-150
N 18 250 180-340 | 100-250 70-180 90-180 | 120-150 120-220 | 80-140
[%2]
é % & 19 130 180-340 | 100-250 70-180 90-180 140-200 100-170 | 170-230
IS
% % % § 20 230 150-300 | 100-250 70-160 80-160 | 130-165 100-170 | 120-190
N 21 60 300-1000
22 100 300-1000
23 75 150-1000
24 90 150-1000
25 130 150-700
26 110 100-400
z
e 27 | 9 100-400
250
==kl 28 100 100-400
£8=35
T
s8ig | 2
hize
go2 | 30
S 31 | 200 60-90 | 40-70 30-60
32 280 60-90 30-40 30-60
m 33 250 30-50 40-60 20-40
2 z
I 3 | 34 | 350 30-50 | 3040 20-40
3 Suw
5 £2,1 35 | 320 40-50 | 40-50 20-40
a3zl z
§ E Sx2| 36 |RrRm400 60-80 40-70 50-100
Fm2s8
g5835 | 37 |rm1050 30-50 30-50
F=00= m
H 38 | 55HRC 30-60
z
2821 39 | 60HRC 30-60
oEES
u<s=z| 40 | 400 70-130 30-60
E& o E w
BIZIS| 41 | B5HRC 30-60

(o9)
N
[6)
»
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E2 engineering

MATEPWAN
MATERIAL rP H B
warericen| 3323 | HRe |P4340 | €535 | P1135 P1040 | P2040 | P4140| C510 P3010| P6315 P8015 P8115
CTP H 45 GR. Rm
P 1 125 | 150-300 | 220-320 | 100-230 | 130-300 210-345 | 300-420 110-160
2 | 180 | 100-250 | 160-250 | 100-230 | 130-300 210-345 | 270-360 110-160
3 | 250 | 100-200 | 140-210 | 100-230 | 130-260 210-345 | 240-320 110-160
4 | 220 | 100-220 | 140-190 | 100-200 | 130-260 175-290 | 240-300 110-160
5 | 300 | 70-170 | 110-160 | 100-200 | 130-260 175-290 | 200-270 110-160
6 | 180 | 100-220 | 140-200 | 100-200 | 100-230 145-240 | 210-280 110-160
7-8 |250-300| 100-180 | 100-160 | 100-180 | 100-230 145-240 | 160-240 110-160
9 | 350 | 100-160 | 100-140 | 80-160 | 75-175 145-240 | 150-200 110-160
10 | 200 | 90-150 | 130-170 | 80-160 | 75-175 125-205 | 170-220 110-160
11 | 350 | 70-150 | 90-120 | 80-160 | 75-175 125-205 | 140-190 110-160
Y 12 | 200 | 120-250 | 140-200 | 80-160 | 50-110 | 150-200 | 105-170 110-160
2828
EEEC | 13 | 330 | 60-120 | 80-140 | 80-160 | 50-110 | 90-150 | 105-170 110-160
7w | 141 | 180 | 80-160 | 120-180 | 80-180 | 110-270 | 120-180 | 110-235 90-120 100-200
T BED
F 00
ww
SoYEZ | 142 (230260 70-130 | 100-150 | 50-140 | 100-230 | 80-130 | 85-150 90-120 50-150
BEESS
TOnx<
K 15 | 180 110-180 | 320-380 | 130-200 | 80-120 140-250
16 | 260 110-180 | 180-220 | 130-200 | 80-120 140-230
17 | 160 95-150 | 220-250 | 130-200 | 80-120 140-230
L1 18 | 250 95-150 | 150-180 | 130-200 | 80-120 140-230
(2
g % & 19 | 130 85-130 | 250-270 | 100-150 | 80-120 100-220
IS¢
€283 | 20 | 230 85-110 | 170-200 | 100-150 | 80-120 70-200
N 21 60 500-900 400-950
22 | 100 500-900 400-950
23 | 75 500-900 400-950
24 | 90 500-700 400-950
25 | 130 500-700 250-500
26 | 110 330-550 250-500
4
= 27 | 90 330-550 400-950
Bz
225 | 28 | 100 330-550 400-950
Cazm
ygae | 29 500-900 400-950
TLEd
435% | 30 500-900 400-950
S 31 | 200 30-50 | 80-100 30-60
32 | 280 30-50 | 60-70 30-60
u 33 | 250 30-50 | 70-80 30-60
2 z
2 2 | 34 | 350 25-50 | 4050 30-60
5 Zu
5 62,1 35 | 320 2550 | 50-60 30-60
L3={ |
82522 | 36 |Rm400 50-80 30-50
&h0s0
SEREE
£5255| 37 |rm1050 50-80 30-50
H 38 | 55HRC 30-50
z
2521 39 | 60HRC
ZEES
w2 | 40 400
FhobE
82| 41 |55HRC 30-40
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MATEPUAN
MATERIAL VDI HB
usteRALEN| 3323 | HRC | P1320 |C5120| €525 |P1025 C1030 C1330 C533 P1035 P4035| C540 P2340
CTP H45 GR. Rm
P 1 125 | 150-350 | 200-450 | 200-400 | 250-330 | 230-300 | 150-300 | 140-300 | 70-180 | 180-230 | 170-250
2 180 | 150-350 | 200-450 | 170-320 | 220-250 | 210-270 | 150-300 | 130-280 | 70-180 | 170-190 | 140-200
3 250 | 150-350 | 200-450 | 170-280 | 180-220 | 170240 | 150-300 | 110-250 | 70-180 | 130-150 | 120-150
4 220 | 150-350 | 200-450 | 180-280 | 210-240 | 180240 | 150-300 | 110-300 | 70-180 | 160-180 | 110-150
5 300 | 150-350 | 190-270 | 140-230 | 170-210 | 160-220 | 150-300 | 110-250 | 70-170 | 120-140 | 100-120
6 180 | 150-350 | 190-270 | 190-310 | 250-280 | 160-240 | 150-280 | 110-220 | 70-170 | 170-190 | 140-200
7-8 |250-300| 150-300 | 190-270 | 130-240 | 170-220 | 130-190 | 150-280 | 100-180 | 70-170 | 90-150 | 100-140
9 350 | 150-300 | 190-270 | 100-170 | 150-200 | 120-160 | 150-250 | 80-120 | 70-170 | 70-130 | 70-100
10 | 200 | 150-300 | 170-240 | 170-240 | 150-220 | 150-190 | 150-200 | 110-200 | 60-140 | 120-200 | 90-130
11 | 350 | 150-300 | 170-240 | 100-160 | 110-160 | 70-110 | 150-200 | 60-120 | 60-140 | 80-120 | 60-100
" 12 | 200 | 150-300 | 150-220 | 200-300 | 170-250 100-180 | 120-240 | 60-140 | 140-180 | 120-170
2ozg
EEE0 | 13 | 330 | 150-300 | 150-220 | 100-150 | 150-230 100-180 | 110-180 | 60-140 | 110-160 | 80-130
nzwy | 141 | 180 160-260 120-230 | 40-140 | 110-180 | 70-180 | 80-160
T HEd
I =94
o w
SoSEZ | 142 |230260 130-220 80-150 | 40-140 | 80-140 | 60-130 | 70-160
G288
TOownwxr<g
K 15 | 180 200250 | 150-250 160-250
16 | 260 200250 | 150-200 110-200
17 | 160 190-220 | 150-220 150-225
L | 18 | 250 160-200 | 120-160 80-140
n
§§% 19 | 130 150-200 | 150-240 140-205
o
€283 | 20 | 230 150-200 | 120-180 100-150
N 21 60 300-1000
22 | 100 300-700
23 75 300-700
24 | 9 300-500
25 | 130 250-350
26 | 110 400-500
z
e 27 | 9 250-350
B5E
=25, | 28 | 100
£8=5
weE
spoe | 29
Bl
5922 | 30
S 31 | 200 35-100 35100 | 40-70
32 | 280 35-70 35-70 4560
w 33 | 250 35-40 20-60 30-60
2 4
I 3 | 34 | 350 35-40 20-60 2060 | 4055
3 Zuw
3 ng 35 | 320 35-40 20-60 40-60 40-55
a_Igg“;
§25E2| 36 | Rm400 50-75 35-60 40-60 40-55
£2L5%| 37 |rm1050 35-60 40-55
H 38 | 55HRC 40-70 30-70
nge
Z25| 39 |60HRC 30-70
ZEES
wgEI2 | 40 | 400 30-70
ghokt
8223 | 41 |55HRC 30-70

w
N
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CkopocTb pe3aHus Aansa dpesepHbIX cnnaBoB - Cutting speed of the milling grades TPC tools)

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

E2 engineering

v [vor | He
waTERIALEN| 3323 | HRC | C544 | C546

MATERIAUX
CTP H45 GR. Rm

P 1 125 | 170-260 | 140-260

180 | 150-240 | 110-220

250 | 130-180 | 70-160

300 | 120-160

2
3
4 220 | 120-170
5
6

180 | 140-200 | 110-220

7-8 [250-300| 120-180 | 80-190

9 350 | 100-120 | 70-160

10 200 | 110-160 | 100-200

1 350 80-100 70-140

12 200 | 120-150 | 90-220

£dzs

SES0 | 13 | 330 | 80-120 | 80-180
ozu| 141 | 180 | 100-150 | 60-160
o 2f%

B fue

$oJE% | 14.2 |230260| 80-120 | 50-100
bELds

TOWwXKI

K 15 | 180 | 160-190

16 260 | 100-120

17 160 | 140-180

18 250 | 120-150

19 130 | 140-200

YYTYH

CAST IRON
GRAUGUSS
FONTE GRISE

20 230 | 130-165

Z

21 60 | 300-1000

22 100 | 300-1000

23 75 | 150-1000

24 90 150-1000

25 130 | 150-700

26 110 | 100-400

27 90 100-400

28 100 | 100-400

LIBETHBIE CMABbI
NONFERROUS MAT.
NICHTEISENMATERIALIEN

2
g | 29
£ 30
S 31 | 200 20-50
32 | 280 20-40

33 250 40-60 25-40

34 350 30-40 10-40

35 320 40-50 20-50

TPYOHOOBPABATbIBAEMBIE
SCHWIERIGE MATERILIEN

2
&
P
2522| 36 |Rrmd00| 4070 | 50-110
mo=o
ZL5%| 37 |Rm1050| 30-50 30-50
H 38 | 55HRC
z
2521 39 | 60HRC
ZEES
w222 | 40 | 400
aiobt
82| 41 |55HRC
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Inserts designation for milling 0 . f
engineering

) o L

;ia"c"TEMTECIH 3AHWN yron [OMYCK +/~{mm} TUM MNACTUHBI
1 SHAPE OF INSERT 2 RELIEF ANGLE 3 TOLERANGE+/-{mm} 4 TYPE OF INSERT
F] | 2 A U -
A B rL A +-0,005 | +/-0,025 | +1-0,025
NN
£ 5 LI | NN
) = C +-0,013 | +/-0,025 | +/-0,025 B N
80 70-90° WL TN
c D C 7°D d | E | +-0025 | +-0025 | +-0025
= m cC D}
<:> I E +/-0,005 | +/-0,025 | +-0,013 Py NN
E H D | s o ( G | "0025 | +H005 | 0025
- » o AN\
4
ﬂ |: E ZOOJE H +-0,013 | +/-0,025 | +-0,013
K L L | | | N < N AN
E 4 > ) +/-0,005 | +/-0,025 :5-81(1)3 c NN wue . NN
2 F 25"J L K| 0013 | #0025 | 008 T NN
M R e i +-0,13 n TN NN
N\ — Sl N £ \V
G 30°JE L +-0,05 | +/-0,013 | +/-0,025 7090 WTRY |s0-600 WA
+-0,08 | +-013 | +-0,05 - CMELIMATIBHAS
S I:' T A N | o[ |:| M | 018 +-0,18 J =N | X speciaL
= N +/-0,08 | +/-0,025 | +-0,05 GiE- ) =
+-0,18 +-013 q
Q P 11°D JSL +:013 | +-005 | +-0.08 M NN
V W = U +-038 | +-013 | +-0,32 NN
7 TONWWMHA PALIVYC
ANVIHA PEXYLLEN KPOMKM
5 CUTTING EDGE LENGTH 6 THICKNESS 7a RADIUS 8 9
ad I - = 00"~
i T [T gw Dw Q ! NEN F R
BIACAHHO/E ‘ \ H NN s
s (1} | O V| mmemlalfial | === ® w0 wm
— 1
wscRsed | A [ ¢ | D | E K L M | R S Tl VIW N_ W s jD
3,97 02 I o (vm) .
476 08 0203 NN s @
! 02 r=0,2
R0 02 w N\l 04 r=0,4
Gty 5} 05 r=0,5 E
6,35 06 |07 | o6 06 06 | 11| 11 | 04 S Inim 06 r=0,6
6,70 10 01 1,59 08 r=0,8 D L
794 07 T1 197 10 Eif
12 r=1,2
8,00 08 05 ——
02 2,38 16 =16 P
945 | 16 %
952 1516|009 | 11 | 09 | 16 | 15 | 09 09 | 16 | 16 | 06 2 A7) OACKA T
7b CHAMFER
10,00 10 06 03 318
11,00 11 K
] (=] |
11,50 12 <7
4 47 ° °
12,00 12 07 g e K X N
A=45° D=15°
12,62 18 05 5.56
D=60° E=20° S > <
12,70 12 |15 | 12 15-20 12 | 22 08 06 6,35 = B N
15,87 16 15 o7 o F=85° N=0° { ) &\\\
19,05 19 19 P=90° P=11°
09 9,52 Z=CTEL| | z=CnEL]|
VOEHTVOUKALINA TWMbI OBPABOTKY MOArOTOBKA PEXYLLEN KPOMKM
1 0 IDENTIFICATION LETTER 1 1 MACHINING TYPES 1 2 CUTTING EDGE PREPARATION 1 3
A N 4= CMELVANLHO ANA YYTYHA LIAMOOBKA
YEPHOBAA SPECIFIC FOR CAST IRON POLISH
C P ROUGHING
D R 7 w 3= CnEU.AnA HEP)XABEIOLLEV CTANU
82&1@%0 6 SPECIFIC FOR STAINLESS STEEL
E S
5 7 — CIMEU. AN ANIOMUHUEBbLIX CMNJTABOB
H T = SPECIFIC FOR ALUMINIUM ALLOYS
YNCTOBAA
| ) FINISHING 4
9 = CMEUMANBHO AnA CTANU
J W 3 2 gﬁ;gﬁﬂcﬁﬁ%%%éEOMKA SPECIFIC FOR STEEL
K Y N 2=
3 7 NN | gmErero NN = [EoMDOTO A oRllATo
SURER-FINISHING i} 6 = INTERMEDIATE FOR GENERAL USE
M 8=
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T W HT HW HC
d 1= TB. CMNABHI TB. CMNABBI C NOKPBITVEM
156.15 KEPMET | BE3 MOKPLITUSA COATED GRADES
. T 3 CEMENTED BESCHICHTET
154.15 b1 CARBIDE RECOUVERTS
. GRADES
60°\J=— |—~ — JS
o2 g 0
APT. Kon, [ d | s |dl | W /| T 83 g 3
[IONYCK MO W - W TOLERANCE 2%
% 156.15-16110 .TM4| 16,0 | 9,52 3 4,5 1,10 3,0 L]
% =) 156.15-16130 .TM4| 16,0 | 9,52 3 4,5 1,30 3,0 ]
% ™4 156.15-16160 .TM4| 16,0 | 9,52 3 4,5 1,60 3,0 L]
156.15-16185 .TM4| 16,0 | 9,52 3 4,5 1,85 3,0 L]
156.15-16215 .TM4| 16,0 | 9,52 3 4,5 2,15 3,0 L]
156.15-16265 .TM4| 16,0 | 9,52 3 4,5 2,65 3,0 L]
156.15-16315 .TM4| 16,0 | 9,52 3,5 4,5 3,15 3,3 L]
156.15-16415 .TM4| 16,0 | 9,52 4.5 4.5 4,15 3,3 L]
156.15-16110 .TM7| 16,0 | 9,52 3 4,5 1,10 3,0 ]
% A 156.15-16130 .TM7| 16,0 | 9,52 3 4.5 1,30 3,0 ]
% 156.15-16160 .TM7| 16,0 | 9,52 3 4,5 1,60 3,0 ]
TM7  [156.15-16185 TM7] 160 | 952 | 3 | 45 | 1,85 | 3,0 "
156.15-16215 .TM7| 16,0 | 9,52 3 4,5 2,15 3,0 ]
156.15-16265 .TM7| 16,0 | 9,52 3 4,5 2,65 3,0 ]
156.15-16315 .TM7| 16,0 | 9,52 3,5 4,5 3,15 3,3 ]
156.15-16415 .TM7| 16,0 | 9,52 4,5 4,5 4,15 3,3 ]
[IONYCK M0 W - W TOLERANCE 0%
154.15-16110 16,0 | 9,52 2,5 4,5 1,25 1,2 | | ]
2 A 154.15-16130 160 | 952 | 25 | 45 | 145 | 15 . .
% 154.15-16160 16,0 | 9,52 2,5 4,5 1,80 1,8 | | ]
% 154.15-16185 16,0 | 9,52 2,5 4,5 2,00 3 ] ]
154.15-16215 16,0 | 9,52 2,8 4,5 2,30 3 | | ]
154.15-16265 16,0 | 9,562 3,3 4,5 2,80 3 ] ]
154.15-16315 16,0 | 9,52 3,8 4,5 3,35 3 | | ]
; no o n
MATEPWAIbI - MATERIAL - MATERIALIEN - MATERIAUX §§ g o
=1k P o
P | CTANb - STEEL - STAHL - ACIER ° °
M | HEPXABEIOILAS! CTAMb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ° °
KK | 4YTYH - CAST IRON - GRAUGUSS - FONTE GRISE ° °
N | ATIOMVHVEBLIE CrINABBI - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN - o
ALLIAGES D’ALUMINIUM
S | KAPOMPOUHLIE CTINABbI - HEAT RESISTANT ALLOYS -
WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
| | TBEPOBIE U SAKANEHHLIE MATEPUATTL - HARD AND HARDENED MATERIAL -
HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W B HAJIMYAU - IN STOCK - LIEFERBAR - DISPONIBLES 0O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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HT HW HC
TB. CrJ1ABbI TB. CIMJ1ABbI C MOKPbLITUEM
APK KEPMET BE3 MNOKPbITUA COATED GRADES
. CEMENTED BESCHICHTET
CARBIDE RECOUVERTS
APHT GRADES
APT. Kon I d s di r a° o PP N2SF
o 00000 0000
ﬁ APKT 1003 PDR .TM2| 10,5 | 6,70 | 3,5 | 28 | 05 | 11 n
Bd .Tm2

H APKT 1003 PDER .TM2| 10,5 | 6,70 | 35 | 28 | 05 | 11 n u

% APKT 1003 PDTR .TM2| 10,5 | 6,70 3,5 2,8 0,5 11 | | u

A

Be TM2

w APKX 1003 PDR .TM2| 10,5 | 6,70 3,5 2,8 0,5 11 | |
Vel

Be TM2

m APHT 100312SR .TM3| 105 | 6,70 | 35 | 28 | 1,2 | 11 [

% w0 |APHT 100320 SR .TM3| 10,5 | 6,70 | 3,5 2,8 2,0 11 u

.TM3

% 0 APKT 1003 PDER .TM4| 10,5 | 6,70 | 3,5 2,8 0,5 11 u

: APKT 1003 PDSR .TM4| 10,5 | 6,70 3,5 2,8 0,5 11 L]
Bd TM4

@ APHT 1003 PDFR .TM7| 10,5 | 6,70 | 35 | 28 | 05 | 11 u
Ve
Bd TM7

= |2 0
MATEPWATbI - MATERIAL - MATERIALIEN - MATERIAUX 8 22LRS L3S
- 1010|1010V 0|10«
o [S](S)(SI[S)(S] [S)(S)[-8[S)
P | CTANb - STEEL - STAHL - ACIER o000 ® e e o0
M | HEPXXABEIOLLAS CTAMb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE e|00|® oo |o
K | YYrYH - CAST IRON - GRAUGUSS - FONTE GRISE [ ] @ 0@ 0|0 (e)(e}
N | ATIOMUHMEBbIE CrNABbI - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN - o
ALLIAGES D’ALUMINIUM
S | KAPOMPOUHBIE CTINABBI - HEAT RESISTANT ALLOYS - olololo ol lo
WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | TBEPABIE M AKANEHHBIE MATEPUAIIb - HARD AND HARDENED MATERIAL -
HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W B HAIMNMYMU - IN STOCK - LIEFERBAR - DISPONIBLES 0O MO 3AMNPOCY - AUF ANFRAGE - SUR DEMANDE
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] .. HT HW HC
APK N\ i TB. CMNI1ABbI TB. CMNABbI C NMOKPLITUEM
- r i KEPMET BES3 MOKPbITUA COATED GRADES
APF | i ( CEMENTED BESCHICHTET
. \ d1 CARBIDE RECOUVERTS
APM L T GRADES
: Dgse ——S~-
4 [T} o
2R S FSE SRS
APT. KO o o SN
A | | d]sjajr|a 55 8838 28853
_ APKT 1604 PDR .TM1| 17,0 | 945 | 526 | 44 | 04 | 11 "
E——)
.TM1
o ﬁ APMT 1604 PDR .TM2| 17,0 | 945 | 526 | 44 | 08 | 11 n
(]
o .TM2
% i APKT 1604 PDSR .TM2| 17,0 | 945 | 526 | 44 | 08 | 11 n
(]
o .TM2
74| u APKT 1604 PDTR .TM2| 17,0 | 945 | 526 | 44 | 08 | 11 m | |m
(]
% .TM2
£ b -
2 Q\J APKT 1604 PDSR .TM2| 17,0 | 945 | 526 | 44 | 08 | 11 n
A
Be T™M2
72 %
of . APFT 1604 PDTR .TM2| 17,0 | 945 | 476 | 44 | 08 | 11 "
° -
% .TM2
el ﬁ%-j APKX 1604 PDR .TM2| 17,0 | 945 | 576 | 44 | 08 | 11 n m | |m
(]
Be .TM2
J BV | Aprx 160416R  .TM2| 17,0 | 945 | 476 | 44 | 16 | 11 n
o © “ |[APFX 160424R  .TM2| 17,0 | 945 | 476 | 44 | 24 | 11 n
o/ .TM2 |APFX160430R  .TM2| 17,0 | 945 | 4,76 | 44 | 30 | 11 n
APFX 160440R  .TM2| 17,0 | 9,45 | 476 | 44 | 40 | 11 ™
APFX 160448R  .TM2| 17,0 | 9,45 | 4,76 | 44 | 48 | 11 n
APFX 160460R  .TM2| 17,0 | 9,45 | 476 | 44 | 60 | 11 ™
%,‘. | | |APKT 1604 PDSR .TM3| 17,0 | 945 | 526 | 44 | 08 | 11 n
o —
Bd .Tm3
£ @ APKT 1604 PDTR .TM4| 17,0 | 945 | 526 | 44 | 04 | 11 "
o © =
% .TM4
-
% - APKT 1604 PDSR .TM4| 17,0 | 945 | 526 | 44 | 08 | 11 n
(]
Bd .TM4
P "W |APKT 1604 PDFR TM7P 164 | 953 | 476 | 44 | 02 | 11 n
o
Bd TM7P
i 4 tnm o
MATEPWAJTbI - MATERIAL - MATERIALIEN - MATERIAUX 2K 2RRS SRS
b dbae 0|0V 00|V NN
0o REEE &odald
P | CTAND - STEEL - STAHL - ACIER o0 e o0 O
M HEPXXABEILLAS CTAJIb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE O [e)lo) ) o0 0 e
K YYTYH - CAST IRON - GRAUGUSS - FONTE GRISE [} ® 000 O O
AJTIOMUHUEBBIE CMJIABbI - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN
N - ALLIAGES D’ALUMINIUM ® 0 o o o
XXAPOMPOYHBIE CMJIABbI - HEAT RESISTANT ALLOYS
S - WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR o O|0|0 ®0/0)0/0
TBEPAObIE U 3AKANEHHbIE MATEPWATbI - HARD AND HARDENED MATERIAL
H - HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES o
W B HAJIMYAU - IN STOCK - LIEFERBAR - DISPONIBLES 0O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
©® PEKOMEHJOBAHHOE NMPUMEHEHUWE - RECOMMENDED APPLICATION- O BO3MOXHOE NMPUMEHEHWE - POSSIBLE APPLICATION -
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HT HW HC
TB. CMNABbI TB. CMNABbI C MOKPLITUEM
KEPMET | BE3 MOKPbITUS COATED GRADES
CEMENTED BESCHICHTET
BD.. LNMM di CARBIDE RECOUVERTS
GRADES
S |l
w 1) === (=X ="l
APT KO, d d1 : 3 JRSSTIS R
A S r a = olojaanjala oaaa
% o L BDGT 11T302FR .TM7 | 11,0 6,7 3,8 2,8 0,2 18 (m]
% — BDGT 11T304FR .TM7 | 11,0 6,7 3,8 2,8 0,4 18 ]
FE .TM7 |BDGT 11T308FR .TM7 | 11,0 6,7 3,8 2,8 0,8 18 ]
BDGT 170404FR TIM7 | 17,0 | 9,6 49 4,4 0,4 18 u
BDGT 170408FR .TM7 | 17,0 | 9,6 49 4,4 0,8 18 L
BDGT 170420FR TIM7 | 17,0 | 9,6 49 4,4 2,0 18 ]
BDGT 170431FR .TM7 | 17,0 | 9,6 4.9 4,4 3,1 18 L
éﬂ; @ BDMT 070304ER .TMF2 | 6,7 4,6 2,6 2,3 0,4 16 L ]
% .TMF2 |BDMT 11T304ER .TMF2 | 11,0 6,7 3,8 2,8 0,4 18 ]
BDMT 11T308ER .TMF2 | 11,0 6,7 3,8 2,8 0,8 18 u ]
BDMT 170404ER JTIMF2 | 17,0 | 9,6 4,9 4,4 0,4 18 u ]
BDMT 170408ER TMF2 | 17,0 | 9,6 4,9 4,4 0,8 18 L ]
% @ BDMT 070302ER TM2 | 6,7 4,6 2,6 2,3 0,2 16 ]
% BDMT 070304ER TM2 | 6,7 4,6 2,6 2,3 0,4 16 LIl ]
Bd TM2
BDMT 11T308ER TM2 | 11,0 6,7 3,8 2,8 0,8 18 u ]
BDMT 11T312ER .TM2 | 11,0 6,7 3,8 2,8 1,2 18 ]
BDMT 11T316ER TM2 | 11,0 6,7 3,8 2,8 1,6 18 ]
BDMT 11T320ER TM2 | 11,0 6,7 3,8 2,8 2,0 18 ]
BDMT 11T324ER TM2 | 11,0 6,7 3,8 2,8 2,4 18 ]
BDMT 11T331ER .TM2 | 11,0 6,7 3,8 2,8 3,1 18 [m]
BDMT 170404ER .TM2 | 17,0 | 9,6 49 4,4 0,4 18 L
BDMT 170408ER TIM2 | 17,0 | 9,6 4,9 4.4 0,8 18 u ]
BDMT 170412ER .TM2 | 17,0 | 9,6 49 4,4 1,2 18 L ]
BDMT 170416ER TIM2 | 17,0 | 9,6 49 4,4 1,6 18 u ]
BDMT 170420ER .TM2 | 17,0 | 9,6 4,9 4,4 2,0 18 ]
BDMT 170424ER TIM2 | 17,0 | 9,6 4,9 4.4 2,4 18 ]
BDMT 170431ER .TM2 | 17,0 | 9,6 4,9 4,4 3,1 18 ]
BDMT 170440ER TIM2 | 17,0 | 9,6 4,9 4,4 4,0 18 ]
ﬁ LNMM 100605 M6 | 10 | 65 | 65 | 35 | 05 | - m | mmm
Be .TM6
m oﬁ LNMM 151008 PNR .TM2 15 10 10 4,5 0,8 - n LI
Be .TM2
i 0 w| 010 =)
MATEPWATIbI - MATERIAL - MATERIALIEN - MATERIAUX § = OS¢ |= S SI8e 8
3 PPN Prap
P | CTANb - STEEL - STAHL - ACIER o0 o0 e
M | HEPXXABEIOLLAS CTAMb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE ole °
K | YYT'YH - CAST IRON - GRAUGUSS - FONTE GRISE o0 o (]
N | ATIOMUHMEBbIE CrNABbI - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN -
ALLIAGES D’ALUMINIUM
S | KAPOMPOUHBIE CTIABbI - HEAT RESISTANT ALLOYS - _
WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | TBEPABIE M 3AKANEHHBIE MATEPUATIb - HARD AND HARDENED MATERIAL -
HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W B HAIINMYUM - IN STOCK - LIEFERBAR - DISPONIBLES O MO 3AMPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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) | HT HW HC
@ dggﬂ . gj B | kepuer | ot rokpamis T8 O COATED GRADES
NFL-00 | f I | NFL-01/02| & 1 CCARBIDE RECOUVERTS
s L_IJ j [W GRADES
S s
APT. KO, ° ]
. A I B s dl | W | a ol
% O | TFL-00-115-ST 6 0,7 4 34 | 1,15 - ]
% x TFL-00-115-GE 6 0,7 4 34 | 1,15 - [u]
% TEL 00 TFL-00-115-AL 6 0,7 4 34 | 1,15 - [u]
TFL-00-135-ST 6 1,0 4 34 | 1,35 - ]
TFL-00-135-GE 6 1,0 4 34 | 1,35 - ]
TFL-00-135-AL 6 1,0 4 34 | 1,35 - O
7l lh’ TFL-01-115-ST 7 0,7 4 34 | 1,15 | - m]
% . TFL-01-115-GE 7 0,7 4 34 | 1,15 - O
% TEL 01 TFL-01-115-AL 7 0,7 4 34 | 1,15 - O
TFL-01-135-ST 7 1,0 4 34 | 1,35 - O
TFL-01-135-GE 7 1,0 4 34 | 1,35 - O
TFL-01-135-AL 7 1,0 4 34 | 1,35 - O
TFL-01-165-ST 7 1,1 4 34 | 1,65 - O
TFL-01-165-GE 7 1,1 4 34 | 1,65 - O
TFL-01-165-AL 7 1,1 4 34 | 1,65 - O
TFL-01-190-ST 7 1,4 4 34 | 1,90 - O
TFL-01-190-GE 7 1,4 4 34 | 1,90 - O
TFL-01-190-AL 7 1,4 4 34 | 1,90 - O
TFL-01-220-ST 7 1,6 4 34 | 2,20 - O
TFL-01-220-GE 7 1,6 4 34 | 2,20 - O
TFL-01-220-AL 7 1,6 4 34 | 2,20 - O
TFL-01-270-ST 7 1,9 4 34 | 2,70 - O
TFL-01-270-GE 7 1,9 4 34 | 2,70 - O
TFL-01-270-AL 7 1,9 4 34 | 2,70 - O
TFL-02-320-ST 10 2,1 6 55 | 3,20 - O
% g TFL-02-320-GE 10 2,1 6 55 | 3,20 - O
_% ’ TFL-02-320-AL 10 2,1 6 55 | 3,20 - O
%¢l TFLO02 |TrL-02-420-ST 10 | 25 6 55 | 420 | - O
TFL-02-420-GE 10 2,5 6 55 | 4,20 - O
TFL-02-420-AL 10 2,5 6 55 | 4,20 - O
MATEPUAIbI - MATERIAL - MATERIALIEN - MATERIAUX gﬁ
[S)[S)
P | CTAMb - STEEL - STAHL - ACIER °
M | HEPXABEIOLLASI CTATb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE olo
K | YYI'YH - CAST IRON - GRAUGUSS - FONTE GRISE ® O
N | ATIOMMHUEBLIE CTINABb! - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN - o
ALLIAGES D’ALUMINIUM
S | APOIIPOYHEIE CTINABI - HEAT RESISTANT ALLOYS - ‘ ®
WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H | TBEPBIE 1 3AKATIEHHEIE MATEPUAIL - HARD AND HARDENED MATERIAL -
HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W B HAIMTMYNW - IN STOCK - LIEFERBAR - DISPONIBLES 0O MO 3AMNPOCY - ON REQUEST - AUF ANFRAGE - SUR DEMANDE
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HT HW HC
Hj il d fio TB. CrJ1ABbI TB. CMNABbI C NMOKPLITUEM
J J r 4—‘ ( J KEPMET EECSETA%DLF::EIBVIH COA;I(E:D (éRADES
BESCHICHTET
RA.. d d1 |[RAET..|d @ d1 |RD.. ﬁ di CARBIDE RECOUVERTS
} > 7 j i GRADES
s~ r pEIS|~— IS
s | Sgs =
APT Kop, d | s |dl | H | r | a d | &S a
7 g RA 08. 04 TLF2 | 80 | 24 | 25 7 4 - n
] RA 10. 04 TLF2 | 100 ] 26 | 30 | 85 | 5 - ]
R’ L RA12.04 TLF2 | 120 | 30 | 35 | 10 6 - ]
: RA 16. 04 TLF2 | 160 | 40 | 40 | 12 8 - u
RA 20. 04 TLF2 [ 200 | 50 | 50 | 15 | 10 - u
RA 25. 04 TLF2 | 250 | 6,0 | 60 | 185 | 125 | - u
RA 32. 04 TLF2 | 320 | 70 | 80 | 235 | 16 - ]
7 E RAET 100008  .TMF2 | 100 | 26 | 30 | 85 | 08 | - "
% RAET 120010 .TMF2 | 120 | 30 | 35 | 10 | 10 | - ]
B3] TMF2 |[RAET120020 .TMF2 | 120 30 [ 35 [ 10 [ 20 | - ]
RAET 160013  .TMF2 | 160 | 40 | 40 | 12 | 13 | - ™
RAET 160030 .TMF2 | 160 | 40 | 40 | 12 | 30 | - O
RAET 200016  .TMF2 | 200 | 50 | 50 | 15 | 16 | - ]
RAET 200040 .TMF2 | 200 | 50 | 50 | 15 | 40 | - O
RAET 250020 .TMF2 | 250 | 60 | 6,0 | 185 | 20 | - ]
RAET 250050 .TMF2 | 250 | 60 | 60 | 185 | 50 | - O
2 RDHX 0501 MOT .TLF4 | - | 50 |150| 22 | - 15 n
4 RDHX 0701 MOT .TLF4| - | 70 |19 | 28 | - 15 n
B tLp4 [RDHX0702 MOT .TLF4| - | 70 [238| 28 | - 15 n
) RDHX 1003 MOT .TLF4| - | 100 | 3,18 | 44 | - 15 n
RDHX 12T3 MOT .TLF4 | - | 12,0 | 397 | 44 | - 15 n
RDHX 1604 MOT .TLF4 | - | 16,0 |476| 55 | - 15 n
7 RDHX 0701 MOT .TM2| - | 70 |199| 28 | - 15 n
Vel RDHX 0702 MOT .TM2| - | 70 |238| 28 | - 15 n
RS Tm2 |RDHX 1003 MOT .TM2 | - | 100|318 | 44 | - 15 n
RDHX 12T3 MOT .TM2 | - | 12,0 | 397 | 44 | - 15 n
RDHX 1604 MOT .TM2| - | 160 |476| 55 | - 15 n
2 RDMX 12T3 MOT.TMR2 | - | 12,0 | 397 | 44 | - 15 n
A RDMX 1604 MOT .TMR2 | — | 16,0 | 476 | 55 | - 15 n
Bed . TMR2
Z RDHW 0501 MO .TM2| - | 50 |150| 22 | - 15 n
% RDHW 0701 MOT .TM2 | - | 70 | 197 | 28 | - 15 n
J Tmz \RDHWO0702MOT .TM2| - | 70 [238| 28 | - 15 n
RDMW 1003 MOT .TM2 | - | 100 | 3,18 | 44 | - 15 m
RDMW 12T3 MOT .TM2 | - | 12,0 | 397 | 44 | - 15 ]
RDMW 1604 MOT .TM2 | - | 160 |476| 55 | - 15 u
i - v, o
MATEPWAJTbI - MATERIAL - MATERIALIEN - MATERIAUX g | se2 &
o | &ElS 5
P | CTANb - STEEL - STAHL - ACIER [ ] o060 (]
M HEPXABEILLASA CTAJb - STAINLESS STEEL - ROSTFREIER STAHL - ACIER INOXYDABLE O o] O
K YYTYH - CAST IRON - GRAUGUSS - FONTE GRISE [} [ )
N AJNIOMUHMUEBBIE CMNJTABbI - ALUMINIUM ALLOYS - ALUMINIUM-LEGIERUNGEN - PY
ALLIAGES D’ALUMINIUM
S )KAPOI'IPO‘-IHI__:IE CMNIABBbI - HEAT RESISTANT ALLQYS - . fe) o
WARMEBESTANDIGE LEGIERUNGEN - ALLIAGES RESISTANTES A LA CHALEUR
H TBEPObLIE U 3AKQI'IEHHbIE MATEPUWAIbI - HARD AND HARDENED MATERIAL - PY °
HARTE UND GEHARTETE MATERIALIEN - MATERIAUX DURS ET TREMPES
W B HAJTMYMU - IN STOCK - LIEFERBAR - DISPONIBLES O MO 3AMPOCY - AUF ANFRAGE - SUR DEMANDE
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HT HW HC
TB. CMNIIABbI TB. CMJ1ABbI C MOKPbLITUEM
KEPMET BE3 MOKPbLITUA COATED GRADES
SCMX CEMENTED BESCHICHTET
SD CARBIDE RECOUVERTS
- GRADES
APT. KO, = 8o 2593% alole
] . 8 S/ie TERS
A I | d s ja | r a g 85 SBsEE 8805
B SCMX 120408 ZN .TM2| 12,7 | 12,7 | 476 | 53 | 08 | 7 "
Bl 1m2
e SDHW 0903 AESN.TMF2| 952 | 952 | 32 | 34 | - | 15 |m
Bl TIMF2
% #% |SDHT 0903 AESN .TM1| 952 | 952 | 32 | 34 | - 15 n
° S—
B ™
1A e SDNT 0903 AESN .TM4| 952 | 952 | 32 | 34 | - 15 m =
(]
P Tma
1A e SDKT 0903 AESN .TM6| 952 | 952 | 32 | 34 | - 15 n
%
T™M6
SDEX 0903 AEFN .TM8| 952 | 952 | 32 | 34 | - 15 n
% ! SDMT 1205 ZZSN .TM1| 12,7 | 127 | 50 | 55 | 08 | 15 n
(]
Bd TM1
I E SDHT 120508 FR .TM7P| 12,7 | 127 | 50 | 55 | 08 | 15 n
% —
Re .TM7P
1 ﬁ SDMT 1205 ZZSN.TMR2| 12,7 | 127 | 50 | 55 | 08 | 15 n nm
BA
Bd .TMR2
SDHT 120512 FR .TMR3| 12,7 | 127 | 50 | 55 | 12 | 15 n
L ———
o .TMR3
. - 8o o P Qe
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d : HT HW HC
a g TB. CMNABbI TB. CMNABbI C MOKPLITUEM
y 3 id e J KEPMET | BE3 MOKPbITUS COATED GRADES
90° 1 CEMENTED BESCHICHTET
SEEX e e | SEKX | d 4
GRADES
L | J\r J s L | J Sk
- 0| ov=Zlo 0
o |8 o|NnINeS -
APT Kon d s d1l r a® g ol SrFErE @10
l;"; o SEEX 13T3AGTR .TSF2 | 82 | 134 | 397 | 41 | 15 | 20 |m =
B .TsF2
% SEKT 13T3 AZFN TMF4 | 134 | 13,4 | 3,97 | 4,1 - 20 L
% ne—
Bl TMF4
7 - SEKT 13T3 AZEN TMF4 | 134 | 134 | 3,97 | 41 — 20 n
e
2] TMF4
o - SEKT 13T3 AZEN .TM4 | 134 | 13,4 | 3,97 | 4,1 - 20 m = [ ]
(]
o .TM4
% SEKT 13T3 AZTN .TM5 | 134 | 134 | 3,97 | 41 — 20 n
% -
Bl Tms
7 SEKW 13T3 AZTN .TM1 | 134 | 13,4 | 3,97 | 4,1 - 20 L
(]
54
V g SEKX 1305 AGSR .TM2 | 3,9 | 1517 | 558 | 4,1 1,0 20 L
TM2
: 2 || 88 SwZzg 2
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B i . | _HT HW HC
d D | ﬁr j TB. CMNABHI TB. CMNABbI C MOKPBITVEM
dl N | | kEPMET | BESNOKPLITUR COATED GRADES
CEMENTED BESCHICHTET
SNEX \ 1 SNMX ( Q) d1 CARBIDE RECOUVERTS
> d\ N i GRADES
. Sls—
olage 2
o JoRe S
APT Koa d s di r a SloRE o

% = SNEX 1206NN .TSF1 | 85 | 12,7 | 6,35

»
o
|
|
u

[

.TSF1

% = SNMX 1206NN TM2 | 12,7 | 12,7 | 6,35 4.5 - - EEEE
Be TM2

% ' SNMX 1206QNN TIM2 | 12,7 | 12,7 | 6,35 4.5 0,8 - | | u
Be TM2

m = SNMX 120612 TIM2 | 12,7 | 12,7 | 6,35 4.5 0,8 - | | | |
Bd TM2

el dt=11",] o
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olojan o
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TB. CMJ1ABbI TB. CIJIABbI C MOKPbLITUEM
KEPMET BE3 MNOKPbITUA COATED GRADES
SNHX CEARBIDE RECOUVERTS
GRADES
o =S 8
APT. Kon | d s di r a 5 pabi: S
SNHX 1102 JIMF7| 110 | 11,0 | 23 | 44 - - n
Fe] | #& I SNHX 1103 TIMF7| 11,0 | 110 | 27 | 44 - - n
A SNHX 1203 JIMF7| 127 | 127 | 32 | 50 - - [
Bl TMF7 |SNHX 1204 TIMF7| 12,7 | 127 | 40 | 50 - - n
SNHX 12045 TIMF7| 127 | 127 | 45 | 50 - - =
SNHX 1205 TMF7| 127 | 127 | 54 | 50 - - [
SNHX 1207 JIMF7| 127 | 127 | 70 | 50 - - =
SNHX 1102 TM2| 110 | 11,0 | 23 | 44 - - um
P = SNHX 1103 TIM2| 110 | 110 | 27 | 44 - - m
Y SNHX 1203 TIM2| 127 | 127 | 32 | 50 - - um
Pd TM2 SNHX 1204 TM2| 12,7 | 127 | 40 | 50 - - am
SNHX 12045 TIM2| 127 | 127 | 45 | 50 - - um
SNHX 1205 TM2| 12,7 | 127 | 54 | 50 - - am
SNHX 1207 TM2| 127 | 127 | 70 | 50 - - um
SNHX 1102 JIMR2| 11,0 | 11,0 | 2,3 | 44 - - =
] @& |SNHX 1103 JIMR2| 110 | 1,0 | 2,7 | 44 - - n
4 ; SNHX 1203 JIMR2| 127 | 127 | 32 | 50 - - =
Bd .TMR2 [SNHX 1204 JIMR2| 12,7 | 127 | 40 | 50 - - ]
SNHX 12045 JIMR2| 127 | 127 | 45 | 50 - - =
SNHX 1205 JIMR2| 12,7 | 127 | 54 | 50 - - n
SNHX 1207 JIMR2| 127 [ 127 | 70 | 50 - - =
Z o n
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HT HW HC
,%: ii TB. CMNABbI TB. CMNIABbI C MOKPLITUEM
SPHT TCMT A T (T | S e
RECOUVERTS
SPM. TCMX A i carsioE
r f— |—= =Sl
n o
38 & 283
APT. KO, ° o
0 d s di r a 25 ¥ R
e | SPHT 060304 .TM7P| 6,35 | 6,35 | 3,18 | 2,8 0,4 11 L
&n; lﬂl SPHT 09T308 TM7P| 9,52 | 9,52 | 397 | 4,5 0,8 11 u
_A SPHT 120408 .TM7P| 12,7 | 12,7 | 4,76 | 55 0,8 11 L
Bd Tm7P
g |SPMW 060304 .TM1| 6,35 | 6,35 | 3,18 | 2,8 0,4 11 |
g‘é @ SPMW 097308 TM1| 952 | 952 | 397 | 45 0,8 11 |
_A T |sPMW 120408 TM1| 12,7 | 12,7 | 476 | 55 0,8 11 |
Bd ™1
= [SPMW 060304T .TM2| 6,35 | 6,35 | 3,18 | 2,8 0,4 11 LI
% @ SPMW 09T308T TM2| 952 | 952 | 3,97 | 45 0,8 11 LI
% SPMW 120408T TM2| 12,7 | 12,7 | 476 | 55 0,8 11 LI
Bd ™2
— SPMT 060304 .TM3| 6,35 | 6,35 | 3,18 | 2,8 0,4 11 L
'H SPMT 09T308 .TM3| 9,62 | 952 | 397 | 4,5 0,8 11 L
TR I SPMT 120408 .TM3| 12,7 | 12,7 | 476 | 55 0,8 11 L
.TM3
SPMT 060304 .TM6| 6,35 | 6,35 | 3,18 | 2,8 0,4 11 [m]
H SPMT 097308 .TM6| 9,52 | 952 | 397 | 4,5 0,8 11 m]
SPMT 120408 .TM6 | 12,7 | 12,7 | 476 | 55 0,8 11 [m]
.TM6
TCMT 110202 .TMF2| 11,0 | 6,35 | 238 | 2,8 0,2 7 L
% A TCMT 110204 .TMF2| 11,0 | 6,35 | 2,38 | 2,8 0,4 7 u L
W .TMF2 [TCMT 16T304 .TMF2| 16,5 | 9,52 | 3,97 | 4,4 0,4 7 ]
TCMT 16T308 .TMF2| 16,5 | 9,52 | 3,97 | 4,4 0,8 7 ] n
TCMT 220404 .TMF2| 22,0 | 12,7 | 476 | 5,6 0,4 7 n
. TCMT 220408 EN .TM2| 22,0 | 12,7 | 476 | 5,6 0,8 7 L
7] 4
ve s
Bl Tm2
TCMX 16T308ZN .TM2| 16,5 | 9,52 | 3,97 | 44 0,8 7 n
1
Bl Tm2
3 n o
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HT HW HC
d d g TB. CTABbI TB. CMIABbI C MOKPLITVEM
KEPMET | BE3 MOKPbITHSA COATED GRADES
VDKT 3 WNM —i WPM j r Adil CEMENTED BESCHICHTET
VCKT . %1 . - CARBIDE RECOUVERTS
L r | Ty GRADES
of 232 283
APT KoA d s di r a I Y~ Aetks
A /. VDKT 11T210 N .TM7P 11 6,35 | 2,87 | 2,8 1 7 L]
Ve =
el TM7P
- |VCKT 220530 .TCM7P | 20,1 | 12,7 | 5,56 | 5,6 3,0 15 |
4 &
Vel 12
W .TCM7P
VCKT 220530 .TM7P | 20,1 | 12,7 | 5,56 | 5,6 3,0 15 L]
| (S
° _’;
o TM7P
= WNMT 140525 .TM2 7 13,7 | 55 4,9 2,5 - ] L]
° -
(]
o .TM2
9 WPMT 06X415 ZPR.TMF2 6 9,525 | 4,20 | 4,3 1,5 11 ] ]
.% WPMT 080615 ZPR.TMF2 8 12,7 | 6,35 | 54 1,5 11 ] ]
1 TmF2
WPMT 080615 ZSR .TM2 8 12,7 1 6,35 | 54 1,5 11 ] L]
Bl ™2
ﬂ e WPMW 06X415 ZPR.TM2 6 9,525 | 4,20 | 4,3 1,5 11 ] ]
B Tm2
. w [={=3=) oloo
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