MILLING LINE







FRESE A SPIANARE*MILLING CUTTERS*PLANFRASER




Spionatura Lovorazione a taglio Esecuzione di cave Interpolazione elicoidale
Facemilling interrofto Full slot milling Helical interpolation
Planfrasen Demanding intermittent Vollnutenfriisen Zirkularfréisen
machining
Schere Berabeitung bei

unterbrochenem Schnitt

FRESATURA IN RAMPA Nelle operazioni di penetrazione
& preferibile usare il sistemao in rampa. Langele maossimo in
rampa dipende dalla dimensione dellinserto e dal diametro
della fresa.L'angolo o® per ogni fresa & indicate nella
tobella qui di seguito.

RAMPING In penetrating operations ramping is preferred.
The maximum ramping angle is dependent on insert size and
cutter diometer.The ongle ofor each cutter is presented in the
table below.

EINTAUCHEN ALS RAMPE \Wir empfehlen mittels einer
Rampe einzutauchen. Der maximale Eintauchwinkelist abhéngig
von der PlattengréBe und dem Fraserdurchmesser. Der Winkel o®
fiir jeden Fréser ist in der untenstehenden Tabelle angegeben.

" Interpolozione elicoidale
Fresatura in rampa Helical interpolation
CODE N° D Ramping Zirkularfriasen

2 MIN




QDEW1 50508
QODET 150508

RICAMEI » SPARES » ERSATZTEILE

e |

V55N Cv5
(forx20) (fonc20)




CODE N°

ODEW150508

ODET1 50508




CODE N*

L1

ap

T SEHT 1204AF

SEHW1204AF

CODE N*

£
[

DELFER



INSERTI - INSERTS - WENDEPLATTEN

CODE N°

SEHW1204AF

SEHT1204AF

SCHNITTPARAMETER

Accioio - Steel - Siahle

Aluminiumbegierungen

E Nodulor castiron 230290 150110 | 12090
& KugelgrophitguB
Leghe di Alluminio
Aluminium alloys 30-100 H20 1000800 | BAOYTS0 | 780/600




Profondita di passata Sgrossatura e finitura Indicato nella lavorazione
sino a 10 mm. speculare a taglio interrotto
Depth of cut until 10 mm. Roughing and mirror Suitable for interrupted
hnttiefe bis 10 mm. finishing cut operation
Schrupp-und Einsetzbar for
Schlichtbearbeitung unterbrochenen Schnitt

Freso o spionare per operazioni di sgrossatura e finitura con bosso assorbimento di potenza.
Face cutter for finishing and roughing operation with very low power absaorption.
Planfréser fur Fein-und Schruppbearbeitung mit sehr geringer Kraftaufnahme.

CODE N* ?

5T30 CV5




CODE N°

PDHW120420

PARAMETRI DI TAGLIO « CUTTING PARAMETERS -
SCHNITTPARAMETER

MH
Ghisa grigio
Gray cast iron 190-220 230200 | 208170 | 1404140
Grougul
RB10
di Alluminio

minium olloys 30100 | ZH20 BOG/700 | 7204680 | 700/650 | 420/500
Aluminiumlegierungen




Spianatura Spollamenti retfi Profilatura Interpolozione elicoidale
Facemilling Shoulder millin Profiling Helical interpolation
Planfrésen Eckmesserkd Profilieren Zirkularfrasen

FRESATURA IN RAMPA Nelle operazioni di
penetrazione é preferibile usare il sistema in rampa.
L'angole massimo in rampa dipende dalla dimensione
dellinserto e dal diametro della fresa.
L‘ungnln o °per ogni fresa & indicato nella tabella

i di seguito.

RAMPING In penetrating operafions ramping is
preferred. The maximum ramping angle i |s dependent
on insert size and cutter diometer. The angle o *for
eoch cutter is presented in the table below.

EINTAUCHEN ALS RAMPE

Wir empfehlen mittels einer Rampe einzutauchen.
Der maximale Eintauchwinkelist abhangig von der
Plattengréfie und dem Fraserdurchmesser.

Der Winkel o °fir jeden Fréser ist

in der untenstehenden Tabelle angegeben.

Interpolazione elicoidale
Fresatura in rampa Helical interpolation
CODE N* o Ramping Zirkularfrasen
Schrages Eintauchen d=12 d=16
2 BMN | @ Mﬂ @ MIN | @ MAX

_ﬁ-mﬂi—__-lﬁ-_
5:15 &6 IEI—-EE--E___
--E___-E-_




'EEEEI-IE!IEIIHEIEIEE

CODE N ?

§|
:

(torB)
V535L CV004
C¥2532-35 (torx15) ST40 (torx15)

CX3233-35




CODE N°

D2

L1 H

ap

CODE N°

VS350 V004
trorx1 5) 5140 (forx1 5)
VS5N Vs

ftor20) ST30 ltorx20)




CODE N°

RDHXO701MOT

RDHXO702MOT
ROHX1003MOT

ROMX1003MOT

RDHX12T3MOT

RDMX1 ZTIMOT

RDHX1604MOT

RDMX1 804MOT

RDHT1003MOT

RDHT12T3MOT

RDHT1604MOT

PARAMETRI DI TAGLIO - CUTTING PARAMETERS -
SCHNITTPARAMETER

L L L1 ff | |ReoscF

Ghisa - Cast iran - Gul

Accigio inossidobile
Stainlass steal

Ghisa nodulare
Madular cast iran
Kugelgrophiigul

RB10

180/140 | 165120

140100

12090




Spianatura
Focemilling
Planfrésen

JET MILL offre numerosi vantaggi.
Particolarmente adatta per lavori

di svuotamenio, non richiede
preforo e consente avanzomenti
molto elevati.ll sistema di doppio
serraggic gorantisce massima
aderenza e stabilitd dell'inserto.

JET MILL offers several advantages.

It is particularly suitable for empting
operation and it allows machining

with high feed rate. The double
clamping system guarantees the

insert maximum adherence and stability.

JET MILL bringt mehre Vorteile.

Er ist gesignet tir AusrGumopretaionen,

er bendfigh keine Vorbohrungen und

er erlaubt Bearbeitungen mit hohen

Vorschiben. Das doppelte Klemmsystem
orantiert beste Postionierung und

Embiiitﬁi.

Fresatura in rompa Interpolazione elicoidale
Ramping Helical interpolation
Eintauchen ais Rampe Zirkularfrasen




JMBO0DS BO |27 |55 |20 5

RICAMEI - SPARES *» ERSATZTEILE




_JETMIRL

INSERTI « INSERTS - WENDEPLATTEN

CODE N°

JDOHWI10T310

JOHW14M520

Hord Vo = m/min
H
H

Ghisa - Cost inon - GuBl Accinio - Steel - Sithle




FRESE A SPALLAMENTO RETTO » SOUARE SHOULDERS CUTTERS
ECKMESSERKOPFE




CODE N°

‘

MH1221

MH1722

_mm

MH2123

MH3225

CODE N° D

MH1221L 12

MH2532L

MH4033L

L

31

APKT1505PDR




CODE N*

MH501007

MHS501505

MHB01507

MH501605

MHBO1607

50

50

S0

27

27

ap

13,5

13,5

15

L1

25

40

40

40

APKT1003FDR

ADKT1505P0DR

APKT1 604PDR




RICAMEI » SPARES » ERSATZITEILE

MH3225

-sz':-
MHI?EE
-mEIEE-

CODE N*

MHEEI 007

V52 V002
- B i
VsS4 CV004

H50160: (Torx15) (forx15)

MH631

INSERTI » INSERTS - WENDEPLATTEN

CODE N°

APKT1003PDR

APET1 604PDR

ADKT1505PDR




1CCMW1 20408
MM3232L 32 | 32|170|90 (12| 2 1APGW 1460408

RICAMEI - SPARES * ERSATZTEILE

CODE N° ?

MN2532L '“'If;;r‘f;sgf ﬂoerF;]

INSERTI * INSERTS «- WENDEPLATTEN

CODE N*

CCMWO0s0208

CCMWO9T308

CCMW120408

ADGWI100308

i ADGW130308

APGWI160408




Finitura spallamenti retti
Finishing shoulder millin
Schlichten Eckmesserkd

Spianatura di finitura
Finishing facemilling
Schlichten planfrisen

Spallamento retto a 90° con minima
ione di gradino.

90° shoulder milling with minimized
mismatch.

20° Schultern friéisen mit minimaler
abweichung.




CODE N

JE2033 20

20

10

L1

110

ADHTT003PER

CODE N°

(tore8) frond8)
VSSN CV5
fton20) (tonc20)




INSERTI « INSERTS - WENDEPLATTEN

CODE N°

ADHT1003PER

ADHT1404PER







MG3236L

MG25421

MG3244L

MG3246L

25

25

32

45

31

L1

110

120

110

120

170

219

199

12,5

2RCCWT20412

2RCCW230516
25DLW07P0308

2RCCW230516
45DLW090308

2RCCWI70412

2RCCW230516
25DLW0%0308

2RCCW2305146
45DLWO0F0308




CODE W° DID2|K|ep|lLl |2 Fr |2

CW250620

70 | 150|220 | ROEW220630

5 SPLW1204AD

CW250620

| RDEW220630

3 SPLW1204AD

CW250625

237 | RDEW250635




RICAMEI » SPARES » ERSATZITEILE

CODE N°

MG2532L

MG2542L

MG4057L

| MG2542L |
MG3236L

WVa4T
frow1 5

V35N

CODE N°

[ ]
L RCCW190412

]
RCOW230514

==
I SDLWO90308
ii RDCW250620
> RDCW250625
RDEW220620
RDEW290625
@ SPLW1204AD




Copiatura m generale Semifinitura C-meium di Superfinitura

Inclinare l'asse fresa di 10°-15°

neral copyi rf?ﬁ Semifinishing Superfinishing for copy milling glimina la V.0, e aumenta
Allgemeines kopierfrésen Vorschlichten Super-Schlichten tir die a duratfa dellinserio
pierbearbeitung Tilt the cutter axis of 10°-15°
decrease the V.0 and
increase the insert's ife
CA Den Frasar 10°-15° anstellen,

um vC =0 zu vermeiden und die
Lebensdauer der
Wendeschneidplotte zu erh&hen

COPIDRILL: frese di semifinitura & finitura in copiatura,
consentono di ottenare una buona finitura impiegando
elevate velocitt di taglio.

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

COPIDRILL: Kopierfraser for die Fein-und Feinstbearbeitung
zum Erzielen von héchsten Oberfléchengiiten bei hohen
Schnittgeschwindigkeiten.

DELFER

(]
30

COPIBALL: frese di finitura & super-finitura,
consentono di oftenere una supu'rofre finita speculare
impiegando un'elevata velocita di taglio.

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

COPIBALL: Schlicht und Super-Schlichifraser
fir héchste Oberflachengiten beim HSC-Frasen
und &knomisches Arbeiten.




-E-li-
mmml{-.ﬂj

CODE N°
V002
cD10.. V510 (forB) {torB)
CD16.. V516 (torx20) V005
ton20)

CD25.. V525 (tond20)

SDELFER




INSERTI * INSERTS - WENDEPLATTEN

KO3CF

EEEENNEERERENNERS
LTI ] 2w |
ENENENENEERNERCTS
EEEEERECO00000KTT=3

SCHNITTPARAMETER

he di Alluminio
minium alloys 30.100 | Zxoam  |1100/900 |1000/850 | sooie00 | soossso
Aluminiumlegierungen

32




CODE N°

D2

L1

RCAID

RCA12

RCAl&

RCA20

RCAZ5

RCA32




onez |16 ] Jowl e lm]
owss2 |25 | Jow] o (s ]

RICAMEI *» SPARES *» ERSATZTEILE

P/

[ o | vsai06one) | cvoo2 o)
|
| cas. | vsr2s on30) | =

AGS from30)




INSERTI * INSERTS » WENDEPLATTEN

I'm Ve= mﬁ'ﬂll‘l
= mm
M/mm2| HB 0,10 020 0,30 0,40

Acco leg

Alloy steel RKOZE | 200/150 | 180M130 | 160110 | 14090
Vergitete Formsiahle RKOBCF

Ghisa grigio

Gray cost iron 190220 330/200 | 290/160 | 2401130

Grougull

RKOZE

he di Alluminio

uminium alloys 1100500 | 10004850 | PO0/A00 | BOGYSSOD
Aluminiumlegierungen

Ghisa - Cast iron - Guli Acrigio - Steel - Stthle




Copiatura di Superfinitura Copiatura per interpolazione
Super-finishing for copy milling Interpolation copying
Super-Schlichten fur die Zirkularkopierfriisen
Kopierbearbeitung

JET BF 5i utilizzano per operazioni di svuotomento

e copiatura stampi, permettendo lavorazioni di foratura

e fresatura. Lo particolare geometria di taglio permette
forti avanzamenti anche nelle laverazioni pit difficoltose.
Motevole la robustezza di questa fresa grozie alla chiusura
perfetta garontita da una base prismatica.

JET BF Are designed for both empyting and mould

copying operation, and allow milling and drilling machining.
The cutting geometry permits high feed rates in even the most
difficult moterials to machine. 'I'Eis tool is very strenght, thanks
to the perfect lock, guranteed by a prismatic seat.

JET BF ist ousgelegt fur die Beorbeitungen: Ausréumen und
Kopierfrasen und es eraubt die Friis-und Bohrbearbeitung.
Die Schneidengeometrie ermaglicht hohe Vorschiibe in der
Bearbeitung von schwerzerspanbaren Werkstoffen. Das Werkzeug
hat eine hr_ﬂ'l

durch den prismatischen Sitz.

36

Esecuzione di cove
Full slot milling
Vollnutenfrasen

Avanzamento per piani

Eintauchen aols rampe

e Festigkeit, dank der perdekten Klemmung, garaniert



CODE N°

BF162.V516 CV00S
(fon20) (Tonc20)
BF252.V5625 cCé
(Torx30) (Torx30)

DELFER




INSERTI » INSERTS » WENDEPLATTEN

CODE N°

REF1210
RBF1613
REF2014
RBF2520

Ghisa - Cost iron - Gull Acciaio - Steel - Stahle

Graofite - Grophite - Graphit RKD3CF | 3007200 | 2500150




T

COPIBALL CARDIBE CC:
copiotura di superfinitura
con alta velocitadi taglio
per macchine HSC.
COPIBALL CARDIBE CC:
copying superfinishing
operation withhigh speed cut
and for HSC machine.
COPIBALL CARBIDE CC:
Feinstbearbeitung mit hohen
Schnitigeschwindigkeiten
und H5C Bearbeitung

COPIBALL CARBIDE CC

COPIDRILL CARDIBE CCD:

copiatura di finitura
con alta velocita di
taglio per macchine HSC.

COPIDRILL CARDIBE CCD:

copying finishing operation
with high speed cut and
for HSC machine.

COPIDRILL CARBIDE CCD:

Kopierfrisen mit hohen
Schnittgeschwindigkeiten
und HSC Bearbeitung.

COPIDRILL CARBIDE CCD

Il corpo in metallo duro riduce al minimo la vibrazioni
aumentando notevolmente la vita dell’inserto e permettendo

una lavorazione in moggiore profondita.

The Carbide body minimizes the vibrations, with a great increase

of the insert's life and cllowing a deeper machining.

Dieser Hartmetallkérper reduziert Vibrationen, steigert die Standzei
der Wendeschneidplatten und erlaubt eine hahere Bearbeitung.

Inclinare l'asse freso di
10°-15 elimina la V.0,
e aumenta la
durata dellinserto.

Tilt the cutter axis of 10°-15°
decrease the V.0 and
increasethe inserf's life.

Den Friiser 10°-15° anstellen,

um vC=0 zu vermeiden und

die Lebensdouer der

Wendeschneidplote zu erhéhen.

JET CARBIDE CCBF
Copiatura per
inferpolazione.

JET CARBIDE CCBF

Interpolation copying.

JET CARBIDE CCBF

Jet Hartmetall zum
Zirkularkopierfrisen.

JET CARBIDE CCBF




COPIBALL CAREIDE CC » COPIDRILL CARBIDE CCD

COPIBALL CC

CODE N* D D2 L1 L2

“““- o
--“- e

CCEU?J‘ 20 2[! 125 240

COPIDRILL CCD

CODE N* D D2 L1 L2

RON124L

RCN1&AL

CCDEI‘I!] 2{] 2{] 1 25 240

CODE N°

ol VSA16 fton15) CV004 [torx] 5)
CCD1231

CCD1232 Vs12

ol VS16  (ton20) CV005 {fon20)
CCD203] V520

CCD2032




COPIBALL CARBIDE CC » COPIDRILL CARBIDE CCD

INSERTI * INSERTS - WENDEPLATTEN

RCAIZ
RCAl&

RCNI12
RCM1&
RCM20

i W

[

RCN12AL
E RCM1&AL
RCN20AL

Ghisa - Cast iron - Gull Accinio - Steal - Sishle

Leghe di Alluminio
Aluminium alloys
Aluminiumlegierungen




CODE N (B] D2 L1 L2 v
_ ﬂBF]éﬂ ““ .. “

CCBF2022 20 20 125 240

CODE N*




INSERTI » INSERTS » WENDEPLATTEN

CODE N°

REF1210

RBF1613

RBF2014

Ghiso - Cost iron - Gufl Acciaio - Sieel - Stahle

Grufite - Graphite - Graphit




FRESE CONTORNIRE*CONTOURING CUTTERS*KONTURFRASER




| B

CODE N°

ADHWO40110
XDHWOS0210
XDHW10T310




Damﬂ

_ 1




CCM. 09T308

CCM. 120408




CODE N°

TR3214C  TR3214
TR3716C  TR3716

CODE N°

CCMWO040208

CCMWO9T308

CCMW120408

CCMTOS0208

CCMTOST308

CCMT120408




CODE N*

AR10060

TARSD

Mé [ch 3)

HV3 [ch 3)

CODE N°

ARG2540

ARG3360




CODE N° 8] D1 K L1 L2 Z

= Le _ G323z 32 11 M3 30,5 117 2 TPMOP11

G3232V54 (tdrx15) CV004 (lorx15)

INSERTI ¢« INSERTS «- WENDEPLATTEN

SDELFE







CODE N° L K D ] D2 M

mmmm
- mmm
- mmm
—m-m-mlm
m—mﬂm

mmmmmm
mmmmm
IEIEIME!IEEIEEI
mm-mm
mmmm-m-
mmm-
IEIIEIEIEI-
crusiseaia | 74 Lioo | wskpss 121 Tias [ Tuial




EXTENSION SYSTEM HEAVY METAL

e

:

| PDIGOSOD | 40 | 90 | 16 | 13 | B85 | M8 |

016130 | 80 | 130 | 16 | 13 | 85 | Ms |
_-E--I_m.ﬁ.lﬂ?!
“rooois0 | 8 | 130 | 20 | 18 | 105 | wio |

L

T jmmnnnmm

L1

-

=

Sl " N
‘ POC101200 | 80 | 120 [ 10 ’T 9.7




CODE N°




CODE N°

V51 [torxé)

CVOO01 (forb)

MSJE16D

MSCR12D

V52 (tor8)

CV002 (torx8)

L MSCRAZD v 1on15)

5T40

N25D | VS4-V54T{lox15]

-EEEEEE_ V55N (ton20)

CV004 fforx15)

CVO05 (torx20)

INSERTI » INSERTS * WENDEPLATTEN

CODE N°
- XDHWO040110
i XDHWO060210
= XDHW10T310
i ADGW130308
i APGW160408
] APGW190408
1 CCMWD060208
T CCMWO9T308
b COMW120408
-
] ADHT1003PER
.
[
i APKT1003FDR
ﬁ:
!fa'r
{!} @ JDHW10T310

N - |



TORIDEX

COPIBALL
|oe

o1

e [

MSCA12D

MSCAZ20D

M5CD16D8

MSCD25012

9.7

18

13

237

6,5

10,5

8,5

12,5

12,5

10

125

23

28

28

MI10

M12

RCCWI190412

RCA1Z

RCN16..

RCN25..




\

&

RICAMEI » SPARES * ERSATZTEILE

MSCX42D

MSCAQOBD
MSCA12D
MSCA20D

MSCD14D8
|_MSCD25D12

V52 from8
V535Ltorc1 5) CVO04ftorx15)
$T40
| VS5N{on20] ST30 CV005(tonc20)
V540C iore] 5] CVOO04 o]
VS50C fforx20) CVO05(tonc20) |
VSADBlion?] | CVO15{torx7
VSAIOfion8) | CV002(torc8
VSA12{torx10] | CVOO03(torx10)
[ VSA16fton15) | CVOD4(ion]5)
VSA20(tonc20)
::Ss}g CV005 (tonc20)
vsgo (ten20)
V525
VSB12(lom15] | CVO04 (fore15)
V516
vazo 07201 | CV00S flon20)

CODE N°

RDHXD702MOT
ROHX1003MOT
ROMXT003MOT
RDHX12T3MOT
RDMX12T3MOT
ROHX1804MOT
ROMK1604MOT

RDHTTO003MOT
RDHT12T3MOT
RDHT1404MOT

RCCW190412
RCCW230514

RCADB
RCAID
RCAIZ
RCAlS
RCAZO

RCN12
RCN1&
RCN20
RCN25

RCNT2AL
RCMN1&AL
RCN20AL
RCN25AL

RBF1210
RBF1613
RBF2014




MANDRINI PER CALETTAMENTO TERMICO
per utensili con attacco cdilindrico.

SHRINK FIT CHUCK for cufters
with cylindrical shank.

SCHRUMPFFUTTER fiir friiser
mit zylinderschaff.

mmmm
owoszsie (5o | 16 | 54 | 7 | o0
mmmm
ovetazs0s o | 6 | 2 | 21 | o0 |
oves2s10 [ s0m0 | 10 | 52 | 20 | o0 |

mmm




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

END MILL

ADAPTORS
for cutters with cylindrical shank and weldon
flat DIN 1835-B.

FRASERAUFNAHMEN
fir friser mit zylinderschaft und mitnahmefléche
DIM 1835-B.

CODE N*

K




MANDRINI PORTAFRESE
per frese con trascinatore frontale.

SHELL MILL ADAPTORS
for cutters with driving slot.

AUFSTECKFRASDORN

fior fraser mit quernut.

CODE N° K d D L L




@ G,! BT —

150 50 = 10.000

MANDRINI ANTIVIBRANTI
per frese filetiate.

THREADED CUTTERS
adaptors anti vibration.

EINSCHRAUBFRASDORN
anti vibration.
CODE N°
o2
m:ﬂ mm-m-mmm
MANDRINI PORTA FRESE

ANTIVIBRANTI fissi per frese con
troscinatore frontale DIN 138.

SHELL MILL ADAPTORS '
ANTI VIBRATION
for cutters with driving slot Din 138.

EINSCHRAUBFRASDORN
fiir fréser mit quernut din 138.




G 2,5
(. 22.000

MANDRINI PER CALETTAMENTO
TERMICO per utensili con attacco
cilindrico.

SHRINK FIT CHUCK for cutters
with cylindrical shank.

SCHRUMPFFUTTER fir fréiser
mit zylinderschaft.

DMAS3.25.20 | HSK-A&3

S DELFER




G 2,5
(. 22.000

MANDRINI PER CALETTAMENTO TERMICO

per utensili con atacco cilindrico.

SHRINK FIT CHUCK for cutters
with cylindrical shank.

SCHRUMPFFUTTER fir fraser
mit zylinderschaft.

CODE N° H5K d D D1 L

mnmm
mmmm
mmmmm
mmm
mnmm
mmm
—mmm
mmmmm
Mmmmm

N g |



c 2,5
(. 20.000

MANDRINI PORTAFRESE FISSI per frese

con trascinatore frontale.
SHELL MILL ADAPTORS for cutters
with driving slot.
AUFSTECKFRASDORN fir fréiser
mit guernut.
CODE N° HSK d D L Ll

mmm-
mmmm
mmm-
-mmm

mwmﬂﬂﬂ-
ocsre Jssn [ | 9 L0 |




G 2,5
(. 20.000

MANDRINI PORTAFRESE PER PINZE
ﬂ{lﬁﬂ“ (ER) per utensili con gambo
cilindrico.

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

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

CODE N*® H5K dl D L

MDE&3.02.20 HSK-E563 |ER322-20| S0 | 75




METALLO DURO INTEGRALE-SOLID CARBIDE -
VOLLHARTMETALL

DELFER

_ I3




CODEN' | 08 | D2M| 4 L L 12 13 r z

[BF

L fwosso | 4+ | 6 | a8 | 4 | 15 | 40 | 0 |20 | 2|
ooso | 2 | 6 | | 5 | 9 [s0 | | 1| 2
pwowo [ 10 [ 10 [ [ e | o] [ 5] 2
beo | 16 | 16 | a0 | [uol | a

=

S




BHL420160 20 20 38 160 10 4

DELFER




—-nmnmmmn

nnnmmmmn

nm-mmmn

mmmmnmmmn

IIH'IEISD 12 16- 11,5 10 35 lm 150 4.D 2

45

CODE N° D8 | p2M| L L1 2 " Z

BT T . T TN
— nnm-mn
. mmm-mmn

] mmm--mn

I'WHJMGI&'IS 'IiS lﬁ -ﬁ'.l 'I'JIJ 1.5 4
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PARAMETRI TAGLIO » CUTTING DATA* SCHNITTPARAMETER

BHXL SN—— ST BHwa

Accigio ol corbonio
Maserioli Ghisa (GG)
Materiols
Matarialian Carbon steal
Cast iron (GG)

Accidio legale Acdigio per utensili Acdigio per utensili
Alley stesl Tool sheel Tool steel
Legierte stihle Werkzeugstihle Werkzeugstihle

n-'ﬁmshmg . Supur-schlldﬂm

300 | 250 | 200

[}D.ED xF‘ﬂEIﬁD

nmmm_mm-_mm_
--m n u?ﬂ -mmmnm-mmm




PARAMETRI TAGLIO METALLO DURO INTEGRALE-SOLID CARBIDE

CUTTING DATAVOLLHARTMETALL SCHNITTPARAMETER

ap ¥ x oe(P)>
Accigio legato
Acdigio ol corbonia | Acdiaio da cosinuzions
Malerici hil 155 G’”"ﬂmm Acciaio legoto Accidio per utensili | Acdioio per ulensil

Cast iron (GG} Dudiile cast iron (GGG

-ME- mmm mmm 'ID::DDSD‘ mnuosn
nmmm_m _mm-mm-m

Accigio
MAccioio al carbonio éf:hdﬂmm
Matrici | Ghisa (GG} e GGG | pcsoo legato Accicio per ulensli | Acciaio per ulensi
Cast iron (GG) MWMEGGI
i :
ibiciiahia "*‘E " Legierte sighle Werlzeugsihle Werlzeugstihle
GuBeisen (GG) | Schmiedbares GuBeisen

Finitura * Fln'llhl * Schiichten

nmmmmmmm_mm_
“mmmmmmmm-mm

16 159& 320 u1m 1390 | 280 umﬁ 990 | 170 UDBE 600 num 80 | 400 | 56 0,070
20 | 1270] 300 |0,120| 1110 | 270 |0,120]| 800 | 160 |0,100| 480 |0,080] 80 | 320 | 51 |0,080




PARAMETRI TAGLIO METALLO DURO INTEGRALE-SOLID CAREIDE
CUTTING DATA*VOLLHARTMETALL SCHNITTPARAMETER

HMH « HMHL ot bt e o
Accioio
Meouricl Ghisa (GG} &hnﬁdﬁmﬁi Actioio legoto Accioio per lensili | Acciaio per utensil

Finituro * Flnhhlng + Schlichfen

m-lsm
“mm_m_-mm-mmm
-mmmmm--mmmmmm
“mmm-m-mmmm_
—-mmmmmm_m_

20 ] 2390 2290 0,160] 1910 | 1630 10,160] 1590 | 860 0,090 ] 1590 | 760 |0,080] 1270 | 610 |0,080

HMU - HMUR
Durezzo
mm 150 4200 HB 200 =300 HB 33.;.45 HRC 45¢55 HRC 55...?[! HRC

—mmmmmm-mmmmm
“MMM““MMMM
m—mmmmmm—mm_mm_

150 +200 HB 2004300 HB 45455 HRC 55+70 HRC

-mm_mm_-mm------
“m__mmmmm------
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INSERTI * INSERTS »- WENDEPLATTEN

2|s|r|b|B| ,
mm | mm | mm | mm | mm | <
r
ADIWI503ZZR 952 13,18 | 0,8 15°
ADGW100308 3,18 0,8 15°
ADGW130308 3,18 (0,8 15°
APGWI140408 4,76 (0,8 11°
APGWI190408 4,76 0,8 11°
APEW15042ZZR 12,70 4,76 1,94 11*
APLW150422R 12,70 4,74 1,94 11
APLWZ2004ZZR 12,70 | 4,76 1,1 11#
ADLT150322R 952 (3,18 0,8 15°
APLT1 504228 12,70 14,76 1,94 11*
ADHT1003PER 660 |13,18(0,5 12 | 15°
ADHT1404PER 11,804,746 0,6 14 |15°
ADKT1 505PDR 952| 5 |08 1,6 | 15°
APKT1003PDR 67013505 12111°
APKT1604PDR 945153 |08 18 |11°
ARG2540 27004,76 1,4 11*
ARG3I340 27014,78 1,4 11*°




INSERTI « INSERTS - WENDEPLATTEN

= _|o|ow|l

=5 |8 S| o|ls|r|b|m

R 2| a2 fae | mm | mm | mm | mm| mm | a®
CCMWO060208 635(2,38| 08 1319 | 7°
CCMWO9T308 952 (397 |08 2206| 7°
CCMWI120408 1270|476 | 0,8 3080 7°
CCMT0s0208 i 635|2,38| 0.8 1319 7
CCMT0B80308 . 797 (38| 0,8 1,765 7°
CCMT09T308 952|397 |08 2206| 7°
CCMT120408 12,70|4,76 | 0.8 3080| 7°
XDHWO40110 ] 1,591 1.0 15°
ADHWO60210 . [ 238)1,0 15
XDHW10T310 . ' _ 397110 15°
SPLW1204AD 270 4,76 0,5 11°
SPEW1204AD 270(4,76 0,5 11°
SPLT1204AD I I I I 2,70 12,70 |4,76 0,5 11°
SEHW 1 204AF ' ; 4,76 2,751,25 | 20°
SEHW1504AF ' 4,76 2,85|1,86 | 20°
SEHT1204AF I I : I I 4,76 2,75|1,25 | 20°
SDLW0%0308 I Il I 38|08 1,644 | 15°
SDLTO20308 H I I I 38|08 1,444 | 15°
SEAN12034FN E 3 [ 3,18 1.6 20°
SEKN1203AFN 3,18 1.6 20°
SEKN1504AFN - - 4,76 1,6 20°
PDHW120420 I I I I 1654|476 2 |14 15°




INSERTI « INSERTS » WENDEPLATTEN

SFAN1203EFR 3,18 14~ 26°

SFAN1203EFL 3,18 14~| 26°

3‘4‘ SPKN1203EDR 3,18 14~| 11°

@ G SPKN1203EDL 3,18 14~| 11°
Lo

SPKN1504EDR 4,76 14~ 11°

. sl SPKN1504EDL 476 14~] 110

RDHX0701MOT 7 |1,99 15°

RDHX0702MOT 7 |238 15°

RDHX0B02MOT B |238 15°

m-f_ RDHX1003MOT 10 | 3,18 15°

JE ROHX12T3MOT 12 | 397 15°

RDHX1604MOT 16 | 476 15°

RDMX1003MOT 10 |3,18 15°

RDMX12T3MOT 12 |3,97 15°

RDMX1604MOT 16 | 4,76 15°

RDHT1003MOT 10 |3,18 15

RDHT12T3MOT 12 |3,97 15°

RDHT1404MOT 16 | 4,76 15°

RDEW10T3MO 10 |3,97 15°

RPEW1204MO 12 |4,76 11°

RDMT10T3MO 10 |397 15°

RPMT1204MO 12 4,76 11°

TPMOS11 555 (2,50 | 0.8 g

TPMO911 952 |3,18| 0,8 1

TPKN1403PDR 952 | 3,18 1,0~ 11®

TPKN1603PDL 952 | 3,18 1,0~| 11°

TPKNZ204PDR 12,70 | 4,76 1,5~ 1°

TPKN2204PDL 12,70 | 4,76 1,5~| 11®

TPKR2204PDR 12,70 | 4,76 15| e




INSERTI * INSERTS * WENDEPLATTEN

RCCW190412
RCCW230516

RDCW250620
RDCW250625

RDEW2205620
RDEWZ290625

JDHW10T310
JOHW14M520

ODEW150508

CDET150508

RCMOB
RCNTO
RCM12
RCN1&
RCN2O
RCM25
RCM32

RCNO8 AL
RCN10 AL
RCN1Z AL
RCN14 AL
RCMZ0 AL
RCN25 AL
RCN32 AL

B8 | e |di| B | -
mm | mm [ mm | mm | mm |
75|45 12,5 7
10,5(5,5 16,0 9
12,4 | 6,0 | 20 15°
13,4 | 6,0 | 25 150
136 |6,0 | 20 15°
15 |60 | 25 15°
10,4 13,97 [ 1,0 15°
14,4500 (2,0 158
[15,88(5,50 | 0,8 15
1588|550 | 0,8 15°
2 25| 8 |12¢
24 3 |12
2,5 5 |12 |12
3 5 | 16|12
3 5 | 20|12
4 6 | 25 120
5 g | 32|12
2 25| 8 |10
24 3 |12
2,5 5 | 12|
3 5 | 16| 120
3 5 |20(12
4 6 | 25 |12°
5 8 | 32|12
24 25| 8
2,6 3 |10
3 35| 12
4 4|16
5 5 | 20
é 6 | 25
7 8 | 32
2,5 1,037 |12 |ne
4,2 1,.3153 |16 |11°
5 1615320 |11
5 20|y |25 |1°




METALLO DURO PER FRESATURA*MILLING CARBIDE

GRADE SELECTION*-HARTMETALL FRASSORTEN

Chualitts in metalle dure non dvestila, 750 & parficolorments adatio per
lovorazoni di fresature leggere & medie d'occioio.

Lkmd“:dwzmbdng‘;-fh Z5M is an universal grode for uss in light ond

Z5M unba schictetes horimadall ist besondarst geeignet fir die laichte vnd mifiles
Baarbeitung von Siahl.

Z5M

Clualit in metalle dure non rivestita. 256 & uno qualidd eniversole per ke
lovororioni medie & pesanti d'occiaio.

Uncoaied corbide , £56 is an vniversal grode for vse in medium and
heovy machining of sheal.

256 unbe schicieles hartmedoll ist ein universal elnsetzbares Hortmetall for die
mithare bis schwere Zersganung von Stahl.

Gluolith Inmclodumnonﬂmm & porficolarmente adotho per
levorazioni di copiotura leggene & medie dei moterioli non femosi.

Z56

Uneoated corbide is sultable for use in hght and
" e grode. ZKO3M o pui'l‘na.rhtl',' lig
MMunmmwmllhmmmwlﬂdmmﬂ
miittheren Kopierfriisan

ZKO3M

von MNE - Mefallen.

Qﬂhlnnﬂ*dummﬂmﬂﬂﬂﬂﬂéwmﬂhunhﬂmﬁwh
lovorazion pesanii & madie dal materiall non

Uncooied corbide . ZH20 is on universal grode for use in medium ond
hesavy machining non-ferrous matals,

ZHZ) unbe schichsles hordmetall i ein universe| sinsetrbares Harimetoll filr die
mitthere bis schwere Zerspanung von NE - Metallen,

Rﬂﬁ&umwm Hmhp«hluwnﬁmlumlwbmunrb

wswrn. Poricolorments indiodio
& medie di peciaio.

RE25G s ted grode The subusirote resists buili-
pr S i g s ) g g e o

RﬂﬁG& it nevar Baschichiung ideal fir die Trocken . Das Substrat st
. .-'u.r&mmdumd:? ||:hngE|H fir die undr:rﬂim
Buol’ﬂhn'gmn&lﬂ

Ghualitdy in metollo duro TIAIN [PVD] spessare 4 pm. RK40G & uovo qualiit od alio
rendimano sia per |a fresstna di ocdale, n:dﬁ{n_-lrﬂ uu:lul'i;ﬂi:ﬂimf ghisa.
corbide grode TIAIN (PVD] thickness RKADG Is o grode with
pﬂhﬂum&dhmhﬂmﬁmf;h&ﬂdud mw-.
Hartmetall mif siner 4 (m dicken TLAIN [PVD)] Beschichiung. RK40G |st aine Sorte mit
m s ideal zum Frisen van Stohl, Gesenkschmiedesthal, rostfreiem

Chualitd in Mlhmm{F\‘Dbthwuﬂ Parficolarmente
indicato nelle lovorozione di mﬂtmnhhﬂu lupnrfi#um

Cooted carbide grade TIAIN thickness 3 L. Padiculardy suitable for finishing
andwp&ﬂnldﬂlngcmﬁmm n.

Hartrreetall it asner 3 Lm dicken TIAIN Beschichtung. Besonders gesignet i
dia Fain- unan-Inmbmm’:le beim Kop e >

Chualitts in metalle durs dvestibo in TIAIM spessore PFarficolormente

mmmpamumwmdmatﬂ.mmmmc

Cooded corbide groda TIAIN Wﬂjlujumii Particula itabla for copying

upal:ﬁuﬁuin ﬁnliung. suparfinishing ond H5C, - ym

Einlogs TMhﬂdﬂ:hhthurﬁn-h'éLEHm:i ;;dlé:-TﬁN{Pm'}

i Bl o A R
Chualitd in metalle dure rivestito in PYDY in TIAIN spessore 4 pm. Grodo

TIAIN nmmmwhmnﬁ-dﬂhmm

Coated nnrbod&gmdtﬁﬂw [PVD) thickness 4 pm. Grode suitoble for medium
machining of cost iron.

Hartmetall mit edner 4 m dicken TV (FYD] Beschichtung Geaignet fir die mittlers
Beorbeitung von Grougull,

ZH20

RK25G

RK40G

TiAIN
RKO3E

RKO3CF

RB10

DDDDQDDDD

SDELFER
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