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A

INSERTI PER FRESATURA
MILLING INSERTS

WSP FUR FRASWERKZEUGE

Misfég
- INSERTI PER FRESE

MILLING INSERTS
WENDESCHNEIDPLATTEN
FUR FRASWERKZEUGE

Ly
O
8
N
&
=
2
&
o
B)
L
&
=
0
a4
3
=
&)
=
-~
=
S

INSERTI PER FRESATURA
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INDICE INSERTI PER FRESATURA
INDEX MILLING INSERTS
INHALT WSP FUR FRASWERKZEUGE

({04 sunzon!!

INDEX

MILLING INSERTS WSP FUR FRASWERKZEUGE

<
o
=
<C
A
w
o
L
o
L
a
'—
o
]
N
=z
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INDICE INSERTI PER FRESATURA
INDEX MILLING INSERTS
INHALT WSP FUR FRASWERKZEUGE

() sunzow }

ADHX ADLX ADLX LL ADLT APFT TP APFT..LTP

{ IE”
INDEX

A

Ak

FEEDpakalElN
al:6

APFTTT APFTR APFTLL APKT.16 APKTR

i
O
=)}
N
&
]
=
2
&
=
g
&
=
£
m
=
o
=
-~
=
=

APKT TCD APKT APLX TR APLXLL

CPMT CXGX EDCT EDCT.35 IKR GA

INSERTI PER FRESATURA

IKRLS
PAG. 338

IKT GA
PAG. 338

LNUJRA
PAG. 340

ODMT
PAG. 340

LNGX LNUJER OFEX

PAG. 340

LNUJ SR
PAG. 340

akQloliBhEls

i
i
. f
o
B
o
>
=
=4
€2
et

100 :Q

&S
=
LE,)
s
Lo}
e

PAG. 340
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INDICE INSERTI PER FRESATURA
INDEX MILLING INSERTS
INHALT WSP FUR FRASWERKZEUGE

({04 sunzon!!

=

OFMX RCMT .35

PAG. 340

ONMU
PAG. 340

RCMT 35T

RCMT F RCMT T...

RDHX RDLW RPHX MO RPHX MOS

rol:@

HE
txnlol:0l:®
reimialolof
tolelaf

oo

RPHX MOT RPMX W

‘o

SDMT SDMT MS

RPCW RPMT

SEKT SNPX

TCMT TNJX
PAG. 346 PAG. 346

T2090.09 PDFRLL

MILLING INSERTS WSP FUR FRASWERKZEUGE

SDGT SEHX
PAG. 344 PAG. 344

SEKN
PAG. 344

SEKR

SDMT MC SDMX
PAG. 344 PAG. 344

<t
o
=)
<C
n
w
[
(I
o
L
a
|_
o
|
0
e

SPKN SPKX

PAG. 346

T110 T127 T2090.09 PD...

ial:plalielieol:0

i

I

TPKN TPKR
PAG. 346 PAG. 346
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INDICE INSERTI PER FRESATURA
INDEX MILLING INSERTS
INHALT WSP FUR FRASWERKZEUGE

({0 sunzon!|

T2090.17 PDFRLL
PAG. 348

T2090.13PDFRLL| | T2090.13R... | | T2090.17 PD...
PAG. 348 PAG. 348 PAG. 348
T345 AP T345CL T345LL
PAG. 349 PAG. 349 PAG. 349

=
T2090.09R...| | T2090.13 PDER
PAG. 348

p— )
)

INDEX

T345RA
PAG. 349

T2090.17R... | | T345AL...
PAG. 348 PAG. 349

T345 HM T4493 T4620

PAG. 349

T345HP
PAG. 349

T4412
PAG. 349

T4620A

i
O
=)
N
&
]
=
=
&
=
g
&
=
£
m
<
o
Z
-
=
=

T4721 T476060° | |T476060°S TS4760 T4973 TS4973

INSERTI PER FRESATURA

T5098 XDHW XOLT ER.35 XOLT SR XOLW T20 80EIS16

iejiemiiofa
‘afisfieliolb
iplialiol:alit

s fielialiols
Ty

JTY

80S
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CHIAVE DEI CODICI ISO DEGLI INSERTI
KEY ISO CODES OF INSERTS
ISO-WENDEPLATTEN-SCHLUSSEL

[ sunzow|

Simbolo Forma Angolo di punta F‘,’:;'e'ft isr;]saelgo Simbolo Angolo di spoglia
Symbol Shape / Form Nose angle / Winkel Pl attenfor?n SV”;DOl Nose 0”9193{ Freiwinkel
H Esagonale / Hexagonal / hexagonal 120° O
5 B 5°
[0} Ottagonale / Octagonal / oktogonal 135 O "
S Quadrata / Square / quadratisch 90° |:| £ /
- - - - 3 D 15°
T Triangolare / Triangular / trianguldr 60 A E o
< 80 F 25°
D 55° - B
E 75°
Romboidale / Rhombic / rhombisch N 0
F 50° B =
M 86 (o] Altro / 1
Vv 35° ro / Other / Sonstiges
w Esagonale / Hexagonal / hexagonal 80° Q Angolo di spoglia inferiore
L Rettangolare / Rectangular / rechteckig 90° ] 2 Clearance angle
A 85° Freiwinkel
B Parallelogramma 3> D A
Parallelogram / Parallelogramm
K 55°
R Rotonda / Round / rund = O
- Forma dell’inserto
u:.n 1 Insert shape
§ Plattenform
o
L
=
2 ¢
&
5
o
&
=
w0n
4 1] 2] El 4
Ly
2 4
(]
> ,
= Tolleranza del punto d’angolo
E‘ Tolleranza Corner point tolerance (mm) / Eckpunkttoleranzen (mm)
3 Tolerance Cerchio inscritto | _ 80° 55° 35°
<C Toleranzen Inscribed circle T;@ngolo Qe Rombico | Rombico | Rombico Rotonde
(o' . y riangle | Square ; ] ] Round
o] einbeschriebener trianguldr | quadratisch Rhomp;c Rhomp i Rhomplc rund
|<_( Tolleranza (mm) / Tolerance (mm) / Toleranzen (mm) Kreis rhombisch | rhombisch | rhombisch
v Simbolo | pyunta d'angolo | Spessore | Cerchio inscritto 6,35 +0,08
o Symbol Corner point Thickness Inscribed circle 9,52 +008 | £008 | +0,08 | +0,11 | +£0,13
[T Eckpunkt Stérke einbeschriebener Kreis 12,70 +013 | +013 | £0,13 | £0,15 | +0,15
% A + 0,005 +0,025 +0,025 15,88 +015 | #0,15 | #0,15 | +0,18
= F 20005 20025 20013 19,05 £0,15 | +0,15 | +0,15 | 0,18
o c £ 0,013 +0,025 +0,025 o £ 8 =0lt
=2 H +0,013 +0,025 +0,013 : —
= E +0,025 +0,025 +0,025 Tolleranza dimensionale del cerchio inscritto
Inscribed circle dimensional tolerance (mm)
G + 0,025 +0,13 + 0,025 Dimensionelle Toleranz des eingeschriebenen Kreises
+0,05 ioi i 5 N .
J +0,005 +0,025 U Cerchio inscritto | __ 80 55 35
+0,13 Inscribed circle T;?:r,g;:;leo Q;:S";;o Rombico | Rombico | Rombico Rg:)z:tijo
+0,05 einbeschriebener ) - | Rhombic | Rhombic | Rhombic
K +0,013 +0,025 +013 e AT || GRS | oo | prmriisen | premeen| ™0
L + 0025 +0025 +0,05 6,35 + 0,05
— — £0,13 9,52 +0,05 | +005 | +0,05 | £0,05 | £0,05 | +0,05
M : g?g £0,13 : g?g 12,70 £0,08 | 0,08 | 0,08 | £008 | 0,08 | 0,08
: 0’08 ; 0'05 15,88 +010 | £0,70 | +0,10 | +0,10 +0,10
N ; 0’18 +0,025 ; 0'13 19,05 +0,10 | £0,70 | 0,10 +0,10
U +0,08 +0,08 25,40 +013 | £0,13 +0,10
+0,18 UK +0,25 31,75 +0,20 +0,12
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CHIAVE DEI CODICI ISO DEGLI INSERTI
KEY ISO CODES OF INSERTS .
ISO-WENDEPLATTEN-SCHLUSSEL

S\

IC

Simbolo| Foro Forma del foro Rompitruciolo SeI:isoer:teS::z:;to _Cerqhio C D R S T v w K
Symbol | Hole Loch| Hole shape / Form der Bohrung | Chipbreaker Spanbrecher WSP Querschnitt inscritto
Inscribed
S
Vl?i?hzjut / ohne 1 «& circle A — —
Senza Suun lato einbeschrie-
R V\(/)lginoeut Single sided / einseitig I v bener Kreis
Su due lati
F Double sided / zweiseitig [ i’% gi gg gi gg
A 3;::::.:!‘ / ohne I:D:l D:D ;
S 5,56 05 | 06 05 | 09 03
g Suun lato D:D D:]j
M fyt,ll;:g::ﬂa)lrgsg‘]ee Bohrung Single sided / einseitig 5,00 06
G Su due lati oI 6,35 06 07 06 11 1 04
Double sided / zweiseitig
7,94 08 09 07 13 13 05
Foro parzialmente cilindrico, Senza
w ;vasahura al4g" - ?gl Without / ohne O Oy 8,00 08
artially cylindrical hole,
40" 60 Counter sink p—— 952 | 09 | 11 | 09 [ 09 [ 16 [ 16 [ 06 [ 16
teils zylinderférmige Boh A
T see':k?;?z:%q?%"ge i Single sided / einseitig [ i R 7 10,00 10
Q Co Foro parzialmente cilindrico, Senza 1 2'00 12
n doppia svasatura a 40° - 60° E
With Pgrtiagg cylindrical hole, Wit Gliti 12,70 12 15 12 12 22 22 08
i 40° - 60° double counter sink .
1] Mt teits zylinderfiimige Bohrung, | Su due lati =01 15,88 16 19 15 15 L) 10
Doppelsenkung 40° - 60° Double sided / zweiseitig 1 6,00 16
Foro parzialmente cilindrico, Senza 19,05 19 23 19 19 33
B svasatura a 70° - 90° \ ) -
Partially cylindrical hole, G/ Gl 20,00 20
70° - 90° counter sink
teils zylinderformige Bohrung, | Su unlato 22,22 22 21 22 38
H see’:kZL,},l-,g7Scf? gglge Sl Single sided / einseitig m E 25.00 25
Foro parzialmente cilindrico, S
C R e ey |Sema m=a 25,40 25 | 31 | 25 | 25 | 44
Partially cylindrical hole, 3175 32 38 31 31 53
70° - 90° double counter sink Su due lati =
teils zylinderférmiges Bohi A
! L'Je(’);pzeyl;‘;ni{;fg%gﬁs 93” rna Double sided / zweiseitig EE:’ 32,00 32
Forma speciale .
X Special shape / Sonderform Lunghezza del tagliente
5 Cutting edge lenght
I Tipo diinserto / Type of insert / Typ Wendeschneidplatte Schneidkantenlénge

12 03 EF T R
5] 6] B I?

"
o
o
N
&
]
=
<
&
=
g
&
=
2
m
=
o
Z
-
=
=

A T A
Angolo di registrazione *

7 e di spoglia inferiore Condizioni del tagliente é
Entering angle and relief angle 8 Cutting edge conditions |:_)
Einstell- und Freiwinkel ausfiihrung der Schneidkante <<
wn
Spessore - 9 'r'n':J
6 Thickness - AL unﬁ simbolo Condizioni del tagliente | Forma [
Stéirke Symbol Cutting edge conditions Shape Senso di %
K 4K5|; n g : Konditionen an der Schneide| Form avanzamento o
Sistema D 50 B = Feed direction =
metrico E 75° c 7° SRIOCIopIS Vorschubrichtung =
Spessore ) P a5 D 15 F Sharp edge \ )
; Metric scharfe Schneidkante
Thickness P 90° E 20° Senso =z
. system Simbol —
Stdrke . E 250 imbolo Hand
metrisches Spigolo levigatore Symbol g
G 30° Y Richt
System . E arrotondato ( ichtung
N 0 5 Round honing edge Destro
1,59 01 P n Schneidkantenverrundung R Right hand
Raggio / Radius / Radius ey
2,38 02 Spigolo levigatore rechts
278 T2 r mm | inch r mm | inch T a smussare S
. 01 0,1 12 12 3/64 Chamfer honing edge Sinistro
3,18 03 © o5 15 15 negative Fase L Left hand
) i ink
3,97 T3 04 04 1/64 16 16 116 Spigolo levigatore fnks
4,76 04 05 05 24 24 3/32 combinato
- - S Combination honing edge Neutro
5,56 05 08 08 1/32 32 32 1/8 e e ; N Neutral
6,35 06 10 1.0 40 40 5/32 Schneidkantenverrundung neutral
7,94 07 Inserto rotond
952 09 Rounzsi:sreg ;ORL): deOWSP 00 (Si-stema in pol!]ci) 00 (Inch s.ystem) 00 (Inchf.System)
4 MO (Sistema metrico) MO (Metric system) MO (Metrisches System)
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INSERTI PER FRESATURA
MILLING INSERTS
WSP FUR FRASWERKZEUGE

({04 sunzon!!

SPESSORE
MEDIO
DIMENSIONI | TRUCIOLO
DIMENSIONS | MEDIUM CHIP
Coooe. | M [man W M
SPANDICKE
L|{S|R| h,
[=1
ADHX 1503ZZR a2 3| o0 | Tc200 TC2002
8| ®| = KH100 KH100
ADLX 1503ZZR e R AL kn7o | KH7Z | KH100 Ku7o | KH100
Ly
(S
=)}
S
4
o
§ 8|l ®|
& ADLX1503ZZRLL | 5| 5| S| 005 K15
<
i
=
e
&
=
2
iy S| e
2 ADLT 15032ZR S| S| 010 KH50
(&)
2
—
=
=
<t
o
=
< o K15
A 2| = KN100 | KH72 KN100
i APFT1604PDTRTP | 5| %1 S| 010 | yoermo | kesagp | KC115BP KCBABP
& KN100
o
Ll
o
=
o
L
(%2
=
Rle|w
APFT1604PDTLTP | & | S| S| 010 | KC84BP | KC84BP
S KN100 KN100
Nl@ | R
APFT1604PDTRTT | 5| 3| S| 015 | (roump | KCB4BP | KN100 Kcsagp | KN100
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INSERTI PER FRESATURA

MILLING INSERTS l@ BURZONI
WSP FUR FRASWERKZEUGE A
SPESSORE
MEDIO
DIMENSIONI | TRUCIOLO
DIMENSIONS
CODICE enions veoice S 1
CODE MITTLERE
SPANDICKE
L|{S|R h,
APFT 160412 11,2
APFT 160416 1,6
APFT 160420 2,0
APFT 160424 SYRS] 124 | KN100
APFT 160430 S| o 30 0,15 KP87 KP87 KN100 KN100
APFT 160432 13,2 |
APFT 160440 14,0 |
APFT 160448 48
|| «
APFT 1003PDR LL S| %o 0,05 K15
w
(G}
o
APFT 1604PDR LL S| T o 0,05 K15 §
- 4]
=
2
&
o
2
S| 2| n KN100 KN100 | KC115BP a
m APKT 1003PDR.16 S|le|o 0,05 KC84BP KC84BP | KC115BP KC82BP | KN100 Lé’
2
A
=
’ APKT 100308 PDR.16 0,8 O
N TLLAAALL | Z
APKT 100312 PDR.16 Q| |12 =
S|« 0,05 KN100 KN100 KN100 KN100 S
APKT 100316 PDR.16 - 1,6
APKT 100320 PDR.16 2,0 é
=
<t
wn
o
CCT35
o L
APKT 1604PDER = = p 0,10 Bestis CCX35 CCG15 Ly e
- | = CPS35 CCT35 ]
CPX35 o
=
o
L
wn
=z
|| w
APKT 1604PDR LL © Sl o 0,02 TCD20
0
PO R D
S|l 9| w
APKT 1705PDR ~| 2o 0,10 KP87 KC115BP | TCD20

Indice / Index / Inhalt Index CAP. 5 BFT BURZONI 2018 335



INSERTI PER FRESATURA
MILLING INSERTS
WSP FUR FRASWERKZEUGE

[ sunzow|

SPESSORE
MEDIO
DIMENSIONI | TRucCIOLO
DIMENSIONS
CODICE e e M
CODE MITTLERE
SPANDICKE
L|S|R h,
S| ©
APLX 1504ZZTR o | T 0,05 KH50
S| o
APLX 2004ZZTR S| S| ] o0 KH50
S| ©
APLX 1504ZZR LL = % 0,05 K15
[==)
) APLX 2004ZZRLL | S| = 0,05 K15
: o~N
N
=
L
=
n
:<( (=]
o ARG 2506DPR §~ 476 0,05 KH50 K15
&
© [
Q.
Q g
= ARG 3360DPR 2| 476 0,05 KH50 K15
Lﬁ ™
[a g
A
=Z
(&)
= o~
3 CCMT 060202.21 S| 005
= K
[{=) o~
z CCMT 060204.21 1 005
) . o A
|_
& ‘
%
o CCMT 09T302.21 S| 005 |TSA25BP | TIX30BP
@
a A
= IR
i CCMT 09T304.21 Ll S| 005
=z
CCMT 09T308.21 21 0,05
B2«
/ CPMT 060304 QU S| S| 005 KH50
| uN-: ';., co
CPMT 097308 T 2l 3] 017 KH50
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INSERTI PER FRESATURA

MILLING INSERTS l@ BURZONI
WSP FUR FRASWERKZEUGE -
SPESSORE
MEDIO
DIMENSIONI | TRuCIOLO
DIMENSIONS
CODICE fEnsions | weou cr SR M
CODE MITTLERE
SPANDICKE
L|S|R| h,
[Te) o
CXGX 0622 alS| - | 005 KP20
o o
CXGX 0932 =2 g - 0,05 KP20
KN100
EDCT 100350 = S| o 0,25 KN70 KC84BP KN100 KN100
KC84BP o
O
o
=
s
KN100 %)
glgla KN9O | KN90 o
EDCT 100350.35 = S| o 0,10 KN70 KC84BP é
KC84BP &
&
=
i
Ly
2
C)
=2
-
=
=
<
o’
DIMENSIONI =
DIMENSIONS <C
CODICE i o M o
CODE 'ﬁ':J
D R [T
o
a
IKR 10 GA 10,0 =
o
Ll
n
IKR 12 GA 12,0 =z
IKR 16 GA 16,0
KHP100 | KHP100 | KHP100 | KHP100 | KHP100 | KHP100
IKR 20 GA 20,0
IKR 25 GA 25,0
IKR 32 GA 32,0
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INSERTI PER FRESATURA

MILLING INSERTS l@ BURZONI
WSP FUR FRASWERKZEUGE A
DIMENSIONI
DIMENSIONS
e | i N m
D R
IKR 10 SF 10,0 -
IKR 12 SF 12,0 -
IKR 16 SF 16,0 -
KH108 | KH108 | KH108 | KH108 | KH108 | KH108
IKR 20 SF 20,0 -
IKR 25 SF 25,0 -
IKR 32 SF 32,0 .
W IKR 10 LS 10,0 -
o
g IKR 12 LS 12,0 -
L
=
a IKR 16 LS 16,0 -
x KH100 | KH100 | KH100 | KH100 | KH100 | KH100
.m -
5 IKR 20 LS 20,0
&
= IKR 25 LS 25,0 -
=
0 IKR 32LS 32,0 .
2
(&)
=
|
=
S IKT 10 R05 GA 10,0 05
=
s IKT 10 R08 GA 10,0 08
=
rt IKT 12 R05 GA 12,0 0,5
L
o IKT 12 R10 GA 120 1,0
a
=
o IKT 16 R05 GA 16,0 05
2
= IKT 16 R10 GA 16,0 10 KHP100 | KHP100 | KHP100 | KHP100 | KHP100 | KHP100
IKT 16 R13 GA 16,0 13
IKT 20 R05 GA 20,0 05
IKT 20 R10 GA 20,0 1,0
IKT 20 R16 GA 20,0 16
IKT 25 R20 GA 25,0 2,0
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INSERTI PER FRESATURA

MILLING INSERTS l@ BURZONI
WSP FUR FRASWERKZEUGE —
DIMENSIONI
DIMENSIONS
o N M
D R
IKT 10 R08 PK 10,0 08
IKT 12 R10 PK 12,0 10
n IKT 16 R13 PK 16,0 13 KHP100 | KHP100 | KHP100 | KHP100 | KHP100 | KHP100
IKT 20 R16 PK 20,0 16
IKT 25 R20 PK 25,0 2,0
IKT 12 R30 LL 10,0 -
IKT 16 R30 LL 12,0 .
KHD100 | KHD100 | KHD100 | KHD100 | KHD100 | KHD100
IKT 20 R30 LL 16,0 .
IKT 25 R30 LL 20,0 -
SPESSORE
MEDIO
DIMENSIONI | TRUCIOLO
CODICE DIMENSIONS | MEDIUM CHIP o
CoDE Ca M
SPANDICKE
L|S|R| h
KN100
JDMT120420DSR | S| 2| J| 015 K70 | KNeo KN90
KC84BP
, KN100
— JDMT 140520DSR | &5 | 2| | 030 Ko | KNeo KN90
KC84BP
KN100
"]
JOMW 1204200SR | J| 2| I | 015 ﬁmg KN9O | KN100 KN90 | KN100
KC84BP
KN100
JoMw 1405200SR | 5| B S| 030 | MO | knao | Kwioo KN9O | KN100
— Slw | KN70
KC84BP
LNGX 150708R 2| 010 | KC84BP | KC84BP | KC115BP KC84BP
gl
= ~
LNGX 150712R ™| 010 | KC84BP | KC84BP | KC115BP KC84BP
Indice / Index / Inhalt Index CAP. 5 BFT BURZONI 2018
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=

INSERTI PER FRESATURA
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INSERTI PER FRESATURA
MILLING INSERTS
WSP FUR FRASWERKZEUGE

[ sunzow|

SPESSORE
MEDIO
DIMENSIONI | TRuUCIOLO
DIMENSIONS
CODICE pradieied o Y
CODE MITTLERE
SPANDICKE
L|{S|R h,
Sl o
LNUJ 180920 ER o | 2|~ 02 CCD40 CCD40
o
nvsigososR | S| B| S| o | G CCG15 o
L
O
=)
ﬁ 8l Y| o
X LNUJ 180920 RA o |2~ - CPS35
W
=
2
&
=
e
a o | © KN70
v @ ol
= ODMT 040408 23| s 0,10 KC84BP KC84BP KC84BP
3
)
<
2
5 Q| 5| = KN100 KN100
§ OFEX 05T3AE S N P 0,05 KC84BP KC84BP | KC115BP KC84BP
<t
o ~ | ©| «
I:—) OFEX 0805AE R | 005 KC115BP K15
A
L
i 5|8l <« KNTOO 1 477
o OFEX 0805AET Ri2lis| 010 KN70 kP87 KN100
g KC84BP
=
o
L
wn
=z
58|« KN70 KH72
° OFMX 0805AETT S N 0,30 KC84BP | KCS4BP KC115BP
< ONMU 070620 0,15 CCG15
8lg CPS35
Al ™
5| @ cPxss | CPX3
ONMU 070620 S 0,20
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INSERTI PER FRESATURA

MILLING INSERTS l@ BURZONI
WSP FUR FRASWERKZEUGE :
SPESSORE
MEDIO
DIMENSIONI | TRuCIOLO
DIMENSIONS
CODICE msons | s IR
CODE MITTLERE
SPANDICKE
L[s[rR| n
KN100
S| e KHT2 KN100
RCMT 1204M0.35 IS 0,05 KN70
S| 3 (Coagp | KCB4BP KC84BP
- KN100 | KH72
RCMT 1606M0.35 | = | &3 005 | KN70 | KCs4BP K
©| & KC84BP
KC84BP | KP87
S| e KN70 | KH72
S|l ™
RCMT2006M035 | S| & 015 | consp | oo KC84BP
_ KN100 100
RCMT 120aM0.35T15 | & | 2| | o5 | SN0 | KH72 KC84BP | KN100
’ o< ' KC84BP | KP87 KPg7
KPg7 3
)
- K KN100 T
RCMT 1606M0.35T20 | & | 3| + | o020 | SN0 | KH72 KC84BP | KN100 5
: e ' KC84BP | KP87 pr &
KP87 5
KN70 >
o
RCMT 2006M0.35720 | | 3| | o020 | Kkcsagp | KH72 KCB4BP |y \100 o
S| KP§7 KP87 2
KP87 2
&
=
)
KN100 T
8|e KN70 9
RCMT 1204MOF S8 0.25 KC84BP | KN100 KC84BP 2
N < KC84BP (&}
KP87 2
.|
=
s o KC115BP =
=S KN70
RCMT 1606MOF 28 035 | (S | keasep | Koo KC84BP <
KP87 =
v
8 S KC115BP o
Q|8 70
RCMT 2006MOF =8 040 | (Soapp | Keasep | Koo KC84BP L
KP87 [T
o
=
(e
L
2
ol o KN100 =
RCMT124MOT15 | S [ 2 025 | KN70 | KC84BP | KN100 KC84BP | KN100
= KC84BP
KN100
RCMT 1606MOT20 | S | 8 035 | SN0 | yeeamp | KN100 KC84BP | KN100
|3 : KC84BP
KP87
KN100
slg| | KN70 | KC84BP KC84BP
RCMT 2006M0T20 | S| 8 040 | Congp | o | KNIOD e | K100
KP87
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INSERTI PER FRESATURA
MILLING INSERTS
WSP FUR FRASWERKZEUGE

[ sunzow|

SPESSORE
MEDIO
DIMENSIONI | TRUCIOLO
DIMENSIONS
CODICE pradliaitl o Y
CODE MITTLERE
SPANDICKE
L|{s|R| h,
KH108 108
glg KHP100
RDHX0702M0s | S| 8 010 | SPhe CHP100
KHP70
KH108 CHi0s
© KHP100
RDHX 1003M0S = 010 | K CHP100
g KHP70
= KH108 10
5 KHP100
RDHX 10T3MOS ! 010 | i CHP100
KHP70
KH108 108
5 KHP100
RDHX 12T3MOS s 012 | Kie CHP100
L S KHP70
o Nl =
g - b1t KH108
© KHP100
5 RDHX 1204M0S a3 012 | KPhe CHP100
S KHP70
3 8 KHPIO KH108
o S| L 100
= RDHX 1604MO0S s | F 0,13 KH78 KHP100
2 KHP70
&
=
2
i =
2 RDLW 12T3M0S | & | & 012 | KH108 KH108
(&)
=
-
= ol e
= RDLW 1604M0S | 3 | 5 013 | KH108 KH108
<t
[a 4
=
<
wn
o
o
[T S| 5 CCD40
= RPHX10T3MO S| 2 0,10 CCT35 pouie
a
— (=1
= RPHX1204M0 SIS 0,10 CCT35 .
L
2
o
= RPHX1605MO 2|8 0,10 CCT35 gg?gg
o
RPHX1204MOS SIE 0,15 CCT35 gg?gg
(=)
RPHX1605MOS S8 | o CCT35 P
(=)
RPHX2006MOS S8 | o CCT35 s
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INSERTI PER FRESATURA

MILLING INSERTS l@ BURZONI
WSP FUR FRASWERKZEUGE —d -
SPESSORE
MEDIO
DIMENSIONI | TRUCIOLO
DIMENSIONS
CODICE ensons| oo RN S
CODE MITTLERE
SPANDICKE
L{s|[rR| n
S|y CCD40
RPHX2006MOT =1 0,20 CCT35 Ceras
S| o
RPMX1204MO.W S| % | 010 CCT35 CCD40 "
= %)
ol D
RPmxisosMow | S| 8| | 010 CCT35 CCD40 S
- o
L
=
<2
&
RPCW10T3MOS | S| & | | o015 | KNIOO KN100 =
S|e ' KN70 aQ
(2]
=
Sle KN100 0
RPCW1204M0S | S | S 020 | o KN100 2
2
O
Z
|
o | ~ =
RPMT 10T3M0 =10 010 | KN100 KN100 =
<C
5
slel . KN100 =
RPMT 1204M0 S8 015 | “eno KN100 5
L
or
L
o
o
glg|w CPS25 a
SDMT 120518 S 8|2 e CPS25 =
v
o
J SDMT 160525 SI2| S Egggg CPS25 =
———— ~
. KN100 | KC84BP
B SDMT 130508 MS S| 015 | ccppp | ki KN100
glgl~ KN100 | KC84BP
somMT130512MS | | B| | 030 | owan | KN100
SDMT 130520 MS S| o3 | kese | KTHOF
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INSERTI PER FRESATURA
MILLING INSERTS
WSP FUR FRASWERKZEUGE

[ sunzow|

SPESSORE
MEDIO
DIMENSIONI | TRucCIOLO
DIMENSIONS | MEDIUM CHIP
Coooe. | M [man W M
SPANDICKE
L|s|R| h
SDMT 130508 MC 2| 010 | KN10O KC115BP KE,U%%P
g3
o | 5
SDMT 130512 MC N0 KC115BP KC1158P
S|el . CCT35
SDMX 1204AE S5 010 | CPS35 | oo CCD40
S| s CCT35
SDMX 16105AE S| & 010 | CPS35 | oo CCD40
v} s K15
S| L o
E SDGT 130508 LL S| &3] oo Pt
&
L
>
< SEHX 1200AFN 0,05 ik
v ' KC115BP
m o
:E ‘_E E '
[a
2 ﬂ" SEHX 1204AFTN 020 | KC84BP | KC84BP KC84BP
1 &
U -' SEHX 1508AFN 0,05 Lk
= < ’ KC115BP
(&} X | o
=2 x| =<
5 TN R
=
s SEHX 1504AFTN 020 | KC84BP | KC84BP KC84BP
<C
[ad
=
<
u SEKN 1203AFN | 005 KC1158P
m o
L = | ®
o N o5
a TC2002
= SEKN 1203AFTN | 012 | (copp | KCB4BP
[a e
L
wn
=z
= SEKN 1204AFN | 005 KC1158P
=l e
N| <
| F— TC2002
SEKN 1204AFTN 012 | «caap | KCB4BP
SEKN 1504AFN | 005 KC1158P
2| e
w | F
KN100
SEKN 1504AFTN 018 | coargp | KCB4BP
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INSERTI PER FRESATURA

MILLING INSERTS l@ BURZONI
WSP FUR FRASWERKZEUGE -
SPESSORE
MEDIO
DIMENSIONI | TRUCIOLO
DIMENSIONS
CODICE e | P M
CODE MITTLERE
SPANDICKE
L|S|R| h,
w TC2002
SEKR 1203AFTN _|= 005 | \cgapp | KCB4BP
il
N
© TC2002
SEKR 1204AFTN = 012 | \Caagp | KCB4BP
(==}
SEKR 1504AFTN 2= 0,8 | KC84BP | KC84BP
2| e KN100
SEKT 1204AFTN S| 5 015 | cgapp | KCB4BP | KC115BP KC84BP
Ly
=
[==]
SEKT 1504AFTN Y 020 | KC84BP | KC84BP KC84BP §
o
L
=
<
KN70 | KC84BP &
= o
SNPX 1406ANN == 0,20 | KC84BP | KP87 [KC115BP Kﬁ?,‘gp KC115BP =
- KP87 KH72 a
=
2
TCN30 i
© ]
SNGN 120416 S02020 21 02 ol 2
(]
2
TCN30 -
SNGN 120416 T01020 21 010 T s
S8 <
o< o
TCN30 S
SNGN 12042Z T01020 0,10 T =
wn
2
TCN30 o
SNGN 120422 E02 0,05 T o
[a
=
o
= v
SOKUTSSAZER | 5| 8| | 025 | Coo | ceTas | CCBIS pranell BEEl p
SPKN 1203EDR 005 | KC84BP | KC84BP
Rl
| o5
SPKN 1203EFR 0,05 KC115BP
8| e KC84BP
SPKN 1504EDTR S| % 0,35 Khso | KCB4BP
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INSERTI PER FRESATURA
MILLING INSERTS
WSP FUR FRASWERKZEUGE

[ sunzow|

SPESSORE
MEDIO
DIMENSIONI | TRUCIOLO
DIMENSIONS
CODICE EUOS [Le M
CODE MITTLERE
SPANDICKE
L{S|R h,
Rl e KC84BP
SPKX 1204EDTR ~ 5 0,10 KH50 KC84BP
TCMT 16T308.10 g8|5|= 0,10 KH58 KH58 KH58
. S O'; o ’
S L |
TCMT 220408.10 S| S| 0,10 KH58 KH58 KH58
L
O
=)
N
5
W
= S| w©
}Q TNJX 25046NSR g 5 0,20 KC84BP
&
o
p)
(e S|
% TNJX 27046NSR N 5 0,20 KC84BP
=
)
&
=
2
3 TPKN 1603PDR 0,18 TC2002
s
<t S| o
% TPKN 1603PDTR S| o 0,20 KH50
e
o
E TPKN 1603PFR 0,05 KC115BP
o
i}
(a1
E TPKN 2204PDR 0,40 TC2002
L
wn
= TPKN 2200PDTR | = | 2 023 | K10 | (caspp
Q| < ’ KC84BP
TPKN 2204PFR 0,05 KC115BP
=
TPKR 2204PDR N 5 0,40 KH50

346 BFT BURZONI 2018 Indice / Index / Inhalt Index CAP. 5



INSERTI PER FRESATURA

MILLING INSERTS l@ BURZONI
WSP FUR FRASWERKZEUGE —
SPESSORE
MEDIO
DIMENSIONI | TRUCIOLO
copice | oo o (R
CODE MITTLERE
SPANDICKE
L|S|R| h,
Sl KN90 K15
Sl & |
T110.23.04 =& 0,12 kiso | KN9O | yprio KN90
8le KN90 K15
S N~ 1
T110.27.05 = 0,12 kiso | N9 | weiio KN90
T127.32.08 3,20
T127.40.08 4,00
T127.45.08 o | 450 o 15
T127.54.14 ~ | 540 0,12 . KNSO | or7o KN90 y
T127.65.14 6,50 2
T121.70.14 7,00 g
T127.75.14 7,50 S
<
i
o
2
||« CPS35 | CCT35 CCG15 &
T2090 09 PDER S =S| o0 Bl oxo: [MECEIS CCD40 | (pgas 2
el
&
=2
T2090 09 PDFR S1=1%| o010 CCT35 CCD40 Q
[=P 3 I +P) ! Z
-
s
<C
(o
=
0
o | Ll
T209009PDFRLL | 2| | S| 010 K15 o
@
L
o
=
o
Ll
wn
=z
g|®|w CPS35 | CCT35 CCG15
T209009RO8PDER | S | 5| S| 0,10 o s CCDA0 | (Peae
®| o CPS35 | CCT35 CCG15
T209009R16PDER | S | 5| 2| 0,10 . R CCD40 | (pgas
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INSERTI PER FRESATURA

MILLING INSERTS l@ BURZONI
WSP FUR FRASWERKZEUGE A
SPESSORE
MEDIO
DIMENSIONI | TRucCIOLO
DIMENSIONS
CODICE VARE e M
CODE MITTLERE
SPANDICKE
L|S|R| h,
S|e| e CPS35 | CCT35 CCG15
T2090 13 PDER S| F[3] 015 S oo CCD40 | (pgas
S| o
T209013PDFRLL | 3| S| 3| 015 K15
8le|la CPS35 | CCT35 CCG15
" T209 13R12PDER | 3| 5| | 015 N oo (R CCD40 | (Psas
S
N
=
W -
%] N S| e CPS35 | CCT35 CCG15
g SR |«
= 4 T209 13R16PDER | 3| 5| 2| 015 S ... (RCCEE CCD40 | (pgas
2 i)
e
&
=
2
T ¢ CCT35
(2]
2 T2090 17 PDER F _ 0,17 CPX35 | Cpyor CCD40
2 SIS
< =~
3 CCG15
S T2090 17 PDTR F 0,20 CPS35 CCG15 B
<C
(a4
=
<C s
(V2]
IﬁI:J 8l©e| «
o T20%17PDFRLL | 2| 5| 3| 017 K15
@
L
(a1
=
[a e
v F CCT35
=z T2090 17R16 PDER 0,17 CPX35 CCD40
; ol o CPX35
; S5 2
" - CCG15
\ T2090 17R16 PDTR 0,20 CPS35 CCG15 B
% T2090 17R40 PDER 017 o CCD40
' CPX35
' glela
S R
T2090 17R40 PDTR 0,20 CPS35 CPS35
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INSERTI PER FRESATURA

MILLING INSERTS

WSP FUR FRASWERKZEUGE

[ sunzow|

9,

CODICE
CODE

DIMENSIONI
DIMENSIONS
MARE

SPESSORE
MEDIO
TRUCIOLO
MEDIUM CHIP
THICKNESS
MITTLERE
SPANDICKE

h

m

T345.13 AL

T345.13 ALS

13,00
3,97

0,05

TC2002
KN100

KC115BP

0,15

KN100

KH72

KC115BP

T345.13 AP

13,00
397

0,10

CPS35

CPX35
CCT35

CCG15

CCD40
CCT35

T345.13 CL

13,00
3,97

0,15

KN100
KC84BP

KC84BP

KN100

KN100

T345.13 LL

13,00
3,97

0,05

K15

T345.13 RA

13,00
3,97

0,05

KH80

T345.16 HM

16,00
5,30

0,15

CCT35
CPX35

CCD40
CCT35

T345.16 HP

16,00
5,30

0,15

CPS35

CCG15

Tas2

12,00

5,00

0,20

KC84BP

KC115BP
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INSERTI PER FRESATURA
MILLING INSERTS
WSP FUR FRASWERKZEUGE

[ sunzow|

SPESSORE
MEDIO
DIMENSIONI | TRUCIOLO
DIMENSIONS Cli
CODICE MARE Mﬂ&%fgsfp » M
CODE MITTLERE
SPANDICKE
L|{S|R h,
8
T4493 o | 6,05 0,05 KH50
a
T4620 & | 10,00 0,40 KH50

Lato con smusso

== With chamfer / Mit Fase

25,00

T4620A 10,00 0,40 KH50

Lato arrotondato

" Round edge / Mit Rundung

w
(G}
o
=
T,
=
2
&
5
L 8
o T47121 | 635 0,15 KH50
" 2
=
2
A
=
(&) Lo
= o S
= T4760 60 2| 63 | 015 | KH50
= N .
Rompitruciolo generico
é == General chipbreaker / Universal-Spanbrecher
-]
e
wn
o : 5
o= T4760 60° § S| 635 | 015 | KHS50
0
E Rompitruciolo specifico per acciaio
E ~= Chipbreaker for steel / Spanbrecher fiir Stahl
L
wn
=z
8
TS4760 o | 635 0,15 KH50
8
L) S| 1000 | 040 | KH50
Inserto rettificato

== Ground insert / Geschliffene WSP
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INSERTI PER FRESATURA
MILLING INSERTS
WSP FUR FRASWERKZEUGE

[ sunzow|

SPESSORE
MEDIO
DIMENSIONI | TRUCIOLO
DIMENSIONS
CODICE FENSIONS | eoncie IS M
CODE MITTLERE
SPANDICKE
L|{S|R h,
5]
g S| 1000 | o040 | Kcessp
Inserto sinterizzato
- Press to size insert / Sinter-Wendeschneidplatte
8 KC84BP
T5098 > 6,35 0,20 KH50
XDHW 040110 18| 2| 05 | KHNO KH110 KH110 "
- KH50 k:J
L)
>
28 a KH110 W
XDHW 060210 23| = 0,05 KH50 KH110 KH110 %
g
&
XDHW 100310 gl2la| g | O KH110 KH110 o
2| |- ! KH50 &
=
2
(=] o
XPLT070305ER35 | 2| = | S CCT35 CCD40 §
S| 5| w L;J
XDLT 10T308ER.35 | 5 | R | = CCT35 CCD40 3
S
S|le|o
XOLT130410ER.35 | &5 | | = CCT35 CCD40 é
-]
Sle| « |<_(
XOLT 160512ER35 | o | 2| & CCT35 CCD40 m
o
(T
CPS35 %
S| & wn
XPLT 070305 SR 25| CPX35 é
0
a 5| < CPS35 wn
XDLT 107308 SR = P P CPX35 b
8lelao CPS35
XOLT 130410 SR ) R [ CPX35
88|~ CPS35
XOLT 160512 SR © 2| = CPX35
8lelao CCT35
XOLW 130410 SR T20 o ) CPH15 CCT35 CCD40 CPH15
co>_ S|~ CCT35
XOLW 160512 SR T20 S| = CPH15 CCT35 CCD40 CPH15
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INSERTI PER FRESATURA
MILLING INSERTS
WSP FUR FRASWERKZEUGE

[ sunzow|

SPESSORE
MEDIO
DIMENSIONI | TRucCIOLO
DIMENSIONS | MEDIUM CHIP
Coooe | e | oo M M
SPANDICKE
L{S|R| h,
80EIS16 110 1,10
80EIS16 130 1,30
80EIS16 160 1,60
80EIS16 185 S| 1,85
ol 0,05 KH50
80EIS16 215 2| 215
80EIS16 265 2,65
80EIS16 315 3,15
80EIS16 415 4,15
80S 100 550/60° -
o - ' 0,08
2 80S 100 550/55°
N
[a'g
§ 80N 100 300/60°
:‘é KH50
= 80N 100 300/55° -
= =3 0,08
% 80N 300 600/60°
0
o 80N 300 600/55°
2
(&)
=
-
=
s

<
o
=
<C
A
w
o
L
o
L
a
'—
o
]
N
=z
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INSERTI PER FRESATURA
MILLING INSERTS
WSP FUR FRASWERKZEUGE

[ surzow|

Nomenclatura e formule

Nomenclature and formulas / Nomenklatur und Formeln

Vi =

ae
F|
v D -

.

u n =

|
D

(& J

Zn -

de =

Velocita di taglio (velocita periferica della fresa) (m/min)
Cutting speed (rim speed) (m/min) / Schnittgeschwindigkeit
(Geschwindigkeit am Fréserrand) (m/min)

Diametro della fresa (mm)
Mill diameter (mm) / Frdserdurchmesser (mm)

Velocita di rotazione della fresa (giri/min)
Mill revolving speed (rpm) / Spindeldrehzahl (U/min)

Avanzamento (mm/min)
Feed (mm/min) / Vorschub (mm/min)

Passo dei denti (distanza fra due denti) (mm)
Theet pitch (distance between two teeth) (mm)
Teilung (Abstand zwischen zwei Zdhnen) (mm)

Numero di denti
Number of theet / Anzahl der Frészdhne

Larghezza di taglio radiale (mm)
Radial width cutting (mm) / Eingriffsbreite (mm)

mweDen V:* 1000
m/min n= giri/min

1000 neD

"

ap i Fn =
— dp =
>

Avanzamento al giro (mm/giro)
Feed per round (mm/rev) / Vorschub pro Umdrehung (mm/U)

Profondita di taglio assiale (mm)
Axial cutting depth (mm) / Schnitttiefe (mm)

F=neF.=neZ.*F. mm/min

Avanzamento per dente (mm/z)
Feed per tooth (mm/z) / Vorschub pro Zahn (mm/z)

Volume di truciolo asportato al minuto (mm3/min)
Removed chip volume per minute (mm?3/min)
Zeitspanvolumen (mm3/min)

F Fr
Fz= =

nez Zn

mm/z

V=a,*a.*F mm¥min

F
D
N\ J
Fz -
V =
Fz
% ~
N\
(& J (.

weD

Vi= m/min

z
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NOTE TECNICHE / TECHNICAL NOTES
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QUALITA
GRADES
SORTEN

n Acciaio / Steel / Stahl

Qualita base / Basic grades / Hauptsorten

KN100-KH100 P10 (PO5-P15)

Qualita di metallo duro rivestita in PVD con nuovo monostrato,
che, abbinata a taglienti rettificati di precisione, risulta essere la
scelta prioritaria nelle operazioni di finitura e copiatura ad alte ve-
locita di taglio. Fresatura a secco.

Hard metal grade with a new mono-layered PVD coating; the grade com-
bined with precise ground cutting edges is the first choice for the finishing
and copying operations with high cutting speed. Dry milling.
Hartmetallsorte mit neuer einlagiger PVD-Beschichtung. Zusammen mit
prézise geschliffenen Schneidkanten die erste Wahl zum Schlichten und
Eckfrdsen bei hoher Schnittgeschwindigkeit. Trockenfrédsen.

KN90 P15 (P10-K20)

Nuova qualita in metallo duro a media durezza e rivestimento di
ultima generazione ALTiN PVD. Nelle operazioni di finitura KN9O si
pud applicare su tuttii tipi di acciai e anche su superleghe, in sgros-
satura € meglio applicarla su acciai legati. Ottima soluzione per la
fresatura ad alto avanzamento anche su acciai duri. Questa qualita
puo lavorare conil liquido refrigerante in finitura.

New hard metal grade with medium hardness and AlTiN PVD last gener-
ation coating. In finishing operation KN90 can be apllied on every kind of
steels and also on super-alloys, in roughing it is better to use it on alloyed
steels. Excellent solution for high fedd milling also on hard steels. This
grade con work with the coolant in finishing.

Neue Hartmetallsorte, mittelhart mit neuestem AITiN PVD beschichtet.
Beim Schlichten eignet sich KN9O fiir alle Stahlsorten und Superle-
gierungen, beim Schruppen besser fiir legierte Stéhle. Hervorragend zum
Frésen mit Hochgeschwindigkeitsvorschub, auch fiir Hartstdhle. Kann mit
Ktiihlschmiermittel zum Schlichten eingesetzt werden.

KN70-KH70 P20 (P10-P30)

Quialita di metallo duro rivestita in PVD con nuovo monostrato che
abbina una buona tenacita ad un’ottima resistenza all'usura. Da
impiegarsi nelle operazioni di semifinitura ad alta velocita di taglio
su una vasta gamma di acciai. Fresatura preferibilmente a secco.
Hard metal grade coated PVD with a mono-layer coating that combines a
good toughness and excellent wear resistance. To be used in semi-fin-
ishing machining at high cutting speed on wide range of steels. Better to
use in dry conditions.

Hartmetallsorte mit neuer einlagiger PVD-Beschichtung. Kombina-
tionzwischen guter Zdéhigkeit und hervorragender Verschlei3bestdn-
digkeit. Geeignet fiir Vorschlichten zahlreicher Stdhle bei hoher Bearbe-
itungsgeschwindigkeit. Vorzugsweise Trockenfrésen.

CPS35 P25 (P15-P40)

Nuova qualita di metallo duro rivestitain PVD, l'ottima combinazi-
one traresistenza all'usura e tenacita la rendono particolarmente
versatile ed adatta per una vasta gamma di acciai, nella fresatura
di piccoli lotti di materiali misti, a velocita di taglio medio basse ed
in condizioni di instabilita. Pud lavorare a secco.

New hard metal CVD coated quality. The excellent combination of wear
resistance and toughness makes this grade really versatile and suited
for a wide range of steels, for milling machining of mixed materials at
low-medium cutting speeds. It is possible to use in dry conditions.

Neue PVD-beschichtete Hartmetallsorte. Hervorragende Kombination
zwischen Verschleif3bestdndigkeit und Zéhigkeit. Vielseitiger Einsatz in
der Stahlbearbeitung, beim Frdsen von kleinen Losgréf3en unterschiedli-
cher Werkstiickstoffe. Fiir niedrige bis mittlere Schnittgeschwindigkeit bei
schwankenden Arbeitsbedingungen. Trockenbearbeitung mdéglich.

BFT BURZONI 2018 Indice / Index / Inhalt

KC84BP P25 (P15-P40)

Qualita di metallo duro con rivestimento multistrato TiN+Al203
(CVD), dall'ottima tenacita e buona resistenza all'usura, appli-
cabile sia a secco che a umido, nelle operazioni di sgrossatura
e semisgrossatura di una vasta gamma di acciai legati e debol-
mente legati a velocita di taglio medio basse. Qualita universale
ideale per piccoli lotti e materiali misti.

CVD multi-layer (TiN+AI203) coated grade.The excellent toughness
combined with the good wear resistance make this grade suited for a
wide range of alloyed steels and low alloyed steels in a roughing oper-
ations at low-medium cutting speeds. Universal grade to use in dry and
wet conditions.

Hartmetallsorte mit mehrlagiger Beschichtung TiN+AI203) (CVD). Hervor-
ragende Zdhigkeit und gute Verschlei3besténdigkeit. Einsetzbar sowohl
flir Trocken-, als auch fiir Nassbearbeitung. Zum Schruppen und mittleren
Schruppen einer grof3en Anzahl legierter und niedriglegierter Stéhle. Fiir
mittlere und niedrige Schnittgeschwindigkeit. Vielseitig einsetzbare Sorte
fiir kleine Losgréf3en unterschiedlicher Werkstiickstoffe.

KP87 P35 (P25-P40)

Nuova qualita di metallo duro con substrato tenace e con rives-
timento PVD multistrato TiAIN+TiN ad elevata durezza. Da ap-
plicarsi nelle operazioni di sgrossatura e semisgrossatura a me-
dio-alte velocita di taglio su acciai ed acciai inossidabili con liquido
refrigerante.

New hard metal grade with a toughness substrate with PVD multilayer
coating TIAIN+TiN at high hardness.To be applied in roughing and medium
operations at medium-high cutting speeds on steels and stainless steels
in wet conditions.

Neue Hartmetallsorte mit zGhem Substrat mit mehrlagiger PVDBes-
chichtung TiAIN+TiN hoher Hdrte. Geeignet zum Schruppen und mittleren
Schruppen bei mittlerer bis hoher Schnittgeschwindigkeit. Zur Bearbeit-
ung von Stéhlen und rostfreien Stédhlen mit Kiihimittel.

Qualita complementari
Complementary grades / Ergéinzende Sorten
|

KH50 P25 (P15-P35)

Qualita di metallo duro rivestita in PVD per la fresatura di acciai in
genere, acciai fusi, e materiali non ferrosi a truciolo lungo a veloc-
ita medio alte. Particolarmente adatta nelle operazioni di scanala-
tura e taglio. Lavora sia a umido che a secco.

PVD coated carbide grade for the milling machining of steels, casting
steels and non-ferrous materials with long chip at medium-high cutting
speed. Particularly suited for cutting-off-groving operations. Can be ap-
plied with or without coolant.

PVD beschichtete Hartmetallsorte zum Frésen von Stéhlen im Allge-
meinen, Stahlgiissen, langspanenden NE-Metallen bei mittlerer bis hoher
Bearbeitungsgeschwindigkeit. Insbesondere fiir Ein- und Abstiche geeig-
net. Fiir Nass- und Trockenbearbeitung.

TC2002 P10 (PO5-P15)

Qualita in cermet per fresatura leggera e finitura di tutta la vasta
gamma di acciai, in favorevoli condizioni di lavoro. Possiede un'el-
evata resistenza alla deformazione plastica e minimizza il fenom-
eno del tagliente diriporto, evitando l'incollamento del truciolo; da
utilizzare prevalentemente a secco ad alte velocita.

CERMET grade for light machining for finishing operations of a wide range
of steels, under stable working conditions. TC2002 has an excellent plas-
tic deformation resistance and minimizes the edge built-up phenomenon.
To use at high cutting speeds and preferably in dry conditions.

CERMET fiir leichte Frdsbearbeitung und Schlichten sdmtlicher Stéhle bei
glinstigen Bedingungen. Sehr besténdig gegen plastische Verformung;
minimale Neigung zur Aufbauschneidenbildung. Vorzugsweise fiir Nass-
bearbeitung bei hoher Bearbeitungsgeschwindigkeit.

Index CAP. 5
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M Acciaio inossidabile
Stainless steel / Rostfreier Stahl

Qualita base / Basic grades / Hauptsorten

CCT35 M35 (M20-M40)

Nuova qualita per acciai inossidabili ed acciai inossidabili resistenti
al calore quali duplex e super duplex. Grazie all'innovativo sub-
strato capace di resistere al calore che si genera durante l'azione
di taglio ed al basso coefficiente di conduttivita termica, & possi-
bile fresare con velocita di taglio che variano a seconda delle con-
dizioni di lavoro, dai 180 m/min fino ai 250m/min. Lavorazione da
eseguire rigorosamente a secco.

New grade for stainless steel and heat resistant stainless steel that is du-
plex and super duplex. Thanks to the new substrate that is able to face
the heating generated during the cutting process and thanks to the low
coefficient of heat conductivity, CCT35 gives the possibility to work from
180 m/min to 250 m/min. To use only in dry conditions.

Neue Sorte fir rostfreie Stdhle und rostfreie hitzebesténdige Stdhle
wie Duplex- und Super-Duplex-Stdhle. Das neue Substrat ist bestén-
dig gegen die wdhrend des Schnitts erzeugten Temperaturen. Dies und
die kleine thermische Leitfdhigkeit ermdglichen Frdsebearbeitungen
bei Geschwindigkeiten zwischen 180 und 250 m/min - je nach den vor-
herrschenden Bedingungen. Nur Nassbearbeitung.

KH72 M20 (M15-M35)

Qualita di metallo durorivestitain PVD con nuovo monostrato, che
abbinato a taglienti rettificati di precisione ed a geometrie positive,
realizza la scelta prioritaria nella fresatura degli acciai inossidabili,
in particolare gli austenitici, evitando lincollamento del truciolo
per tagliente diriporto. Fresatura sia a secco che a umido.

Hard metal grade with a new mono-layered PVD coating; the grade com-
bined with precise ground cutting edges is the first choice for stainless
steels milling machining, in particularly wayfor austenitic stainless steels,
thanks to the reduced problem with edge build up. Milling operations with
or without coolant.

Hartmetallsorte mit einlagiger neuer PVD-Beschichtung; kombiniert mit
prdzis geschliffenen Schneidkanten und positiver Geometrie optimal fiir
Frdsen von rostfreien Stéhlen, insbesondere von austenitischen; mini-
male Neigung zur Aufbauschneidenbildung. Trocken- und Nassfrésen.

CPX35 M20 (M15-M35)

Nuova qualita di metallo duro rivestita in PVD, l'ottima combinazi-
one traresistenza all'usura e tenacita la rendono particolarmente
versatile ed adatta per la vasta gamma di acciai inossidabili, nella

fresatura di piccoli lotti a velocita di taglio medio alte. Puod lavorare
asecco.

New hard metal CVD coated quality. The excellent combination of wear
resistance and toughness makes this grade really versatile and suited for
a wide range of stainless steels, for milling machining of mixed materials
at low-medium cutting speeds. It is possible to use in dry condition.

Neue, mit PVD beschichtete Hartmetallsorte. Hervorragende Ausgewo-
genheit von Verschleif3besténdigkeit und Zéhigkeit; daher auf3erorden-
tlich vielseitig einsetzbar. Eignet sich fiir zahlreiche rostfreie Stdhle, zum
Frdsen kleiner Losgréf3en bei mittlerer bis hoher Schnittgeschwindigkeit.
Trockenbearbeitung mdéglich.

Indice / Index / Inhalt

KC84BP M25 (M15-M40)

Qualita di metallo duro con rivestimento multistrato TiN+AI203
(CVD), dall'ottima tenacita e combinata resistenza all'usura, appli-
cabile sia a secco che a umido nelle operazioni di sgrossatura e
semisgrossatura di una vasta gamma di acciai inossidabili ferritici
martensitici ed austenitici, a velocita di taglio medio basse, in con-
dizioni di stabilita.

CVD multi-layer (TiN+AI203) coated grade. The excellent toughness
combined with the goods wear resistance make this grade suited for
a wide range of stainless steels (ferritic martensitic and austenitic) at
low-medium cutting speeds, under stable conditions.

Hartmetallsorte mit mehrlagiger Beschichtugn: TiN+AI203 (CVD). Her-
vorragende Ausgewogenheit von Verschlei3besténdigkeit und Zéhigkeit.
Sowohl Trocken- als auch Nassbearbeitung beim Schruppen und
Vorschruppen zahlreicher austenitischer, ferritischer, martensitischer
rostreier Stéhle.

KP87 P35 (P25-P40)

Nuova qualita di metallo duro con substrato tenace e con rives-
timento PVD multistrato TiAIN+TiN ad elevata durezza. Da ap-
plicarsi nelle operazioni di sgrossatura e semisgrossatura a me-
dio-alte velocita di taglio su acciai ed acciai inossidabili con liquido
refrigerante.

New hard metal grade with a toughness substrate with PVD multilayer
coating TIAIN+TiN at high hardness.To be applied in roughing and medium
operations at medium-high cutting speeds on steels and stainless steels
in wet conditions.

Neue Hartmetallsorte mit zGhem Substrat und mit mehrlagiger PVD Bes-
chichtung TiAIN+TiN hoher Hdrte. Geeignet fiir Schruppen und milleres
Schruppen bei mittlerer bis hoher Schnittgeschwindigkeit von Stéhlen und
rostfreien Stdhlen. Anwendung mit Kiihlschmiermittel.

Qualita complementari
Complementary grades / Ergénzende Sorten

CCD40 M40 (M25-M40)

Innovativa qualita per la fresatura di titanio, leghe di titanio e su-
perleghe resistenti al calore (HRSA), quali inconel, hastelloy, stel-
lite, haynes. L'estrema durezza di questo grado di metallo duro,
HV 4500, e la sua buona tenacita ne riducono l'usura per abrasi-
one. La fresatura di questi materiali va eseguita rigorosamente ad
umido per evitare il fenomeno del tagliente di riporto, con emulsi-
one al 10-12%. La velocita di taglio varia dai 40m/min ai 70m/min.
Newest grade for the milling operations of titanium, titanium alloys and
heat-resistant super-alloys (HRSA): inconel, hastelloy, haynes and stel-
lite. The extreme hardness of this grade, HV 4500, and his good tough-
ness reduce the abrasion wear. The milling operation of these materials is
to be made strictly with 10-12% emulsion coolant to avoid the edge built-
up phenomenon. The cutting speed suggested is from 40 m/min to 70
m/min.

Innovative Sorte fiir Frdsbearbeitung von Titan, Titanlegierungen und
hitzebestdndige Superlegierungen (HRSA): Inconel, Hastelloy, Haynes
und Stellite. Die extrem hohe Hdrte dieser Sorte, HV 4500, und die gute
Zdhigkeit vermindern den Abrasionsverschleif3. Ausschlieflich fiir Nass-
bearbeitung (10-12%iges Kiihlschmiermittel) zur Vermeidung von Auf-
bauschneidenbildung. Empfohlene Schnittgeschwindigkeit: 40 m/min bis
70 m/min.
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QUALITA
GRADES
SORTEN

KH50 M25 (M15-M35)

Qualita di metallo duro rivestita in PVD per la fresatura di acciaiin-
ossidabili. In combinazione con taglienti rettificati di precisione, fa-
cilita la fresatura evitando l'incollamento del truciolo da tagl ente
di riporto. Scelta prioritaria nelle lavorazioni a medie alte velocita
di taglio ed in condizioni di lavoro instabili. Particolarmente adatta
nelle operazioni di scanalatura e taglio.

PVD coated carbide grade for the milling machining of stainless steel. The
grade combined with precise ground cutting edges makes the milling op-
erations easyer and avoids the edge build up phenomenon. First choice
for milling machining at mediumbhigh cutting speed under unstable condi-
tions. Particularly suited for cutting-off-groving operations.

PVD beschichtete Hartmetallsorte fiir Frédsbearbeitung von rost-freiem
Stahl. Materialbeschaffenheit und prézise geschliffene Kanten erleich-
tern das Frdsen mit minimaler Aufbauschneidenbildungneigung. Erste
Wahl bei mittlerer bis hoher Schnitt- geschwindigkeit und instabilen Bear-
beitungsbedingungen. Besonders geeignet fiir Ein- und Abstiche.

n Ghisa / Castiron / Grauguss

Qualita base / Basic grades / Hauptsorten

KC115BP K10 (K05-K20)

Nuova qualita di metallo duro rivestita in CVD, multistrato all’
Al203, scelta prioritaria nella fresatura di ghisa grigia ad alte ve-
locita di taglio, principalmente a secco.

New CVD coated quality multi-layered Al203. First choice in grey castiron
milling at high cutting speeds. Better to use in dry conditions.

Neue CVD beschichtete Metallsorte, Multilayer Al203. Erste Wahl fiir
Frdsen von Grauguss bei hoher Schnittgeschwindigkeit. Vorzugsweise
Trockenbearbeitung.

CCG15 K20 (K10-K35)

Nuova qualita di metallo duro rivestitain CVD, l'ottima combinazi-
one traresistenza all'usura e tenacita la rendono particolarmente
versatile ed adatta per la vasta gamma di ghise a velocita di taglio
medio alte.

New hard metal CVD coated quality. The excellent combination of wear
resistance and toughness makes this grade really versatile and suited for
a wide range of cast irons, for milling machining at high-medium cutting
speeds.

Neue CVD beschichtete Hartmetallsorte. Wegen optimaler Ausgewogen-
heit zwischen Verschlei3bestdndigkeit und Zéhigkeit sehr vielseitig ein-
setzbar. Eignet sich fiir die Bearbeitung einer grof3en Bandbreite von Guss
bei mittlerer bis hoher Schnittgeschwindigkeit.

TCN70 K10 (K05-K15)

Ceramica a base di nitruro di silicio e nitruro di titanio. Buonaresis-
tenza all'usura combinata alla massima tenacita. Scelta prioritaria
in fresatura per la sgrossatura, ad elevate velocita di taglio delle
ghise grigie, anche su taglio interrotto.

A brown composite ceramic composed of silicon nitride and titanium ni-
tride. Good wear resistance combined with with a very high toughness.
First choice in rough milling at high cutting speeds of grey castirons, to use
also in interrupted cut.

Keramik auf der Basis von Siliziumnitrid und Titannitrid. Gute Ver-
schlei3besténdigkeit kombiniert mit héchster Zdhigkeit. Beste Wahl beim
Schruppfrésen von Grauglissen; hohe Schnittgeschwindigkeit; auch emp-
fohlen fiir unterbrochenen Schnitt.

BFT BURZONI 2018 Indice / Index / Inhalt

Qualita complementari
Complementary grades / Ergéinzende Sorten

KN100-KH100 P10 (PO5-P15)

Qualita di metallo duro rivestita in PVD con nuovo monostrato,
che, abbinata a taglienti rettificati di precisione, risulta essere la
scelta prioritaria nelle operazioni di finitura e copiatura ad alte ve-
locita di taglio. Fresatura a secco.

Hard metal grade with a new mono-layered PVD coating; the grade com-
bined with precise ground cutting edges is the first choice for the finishing
and copying operations with high cutting speed. Dry milling.
Hartmetallsorte mit neuer einlagigen PVD-Beschichtung; prézise ges-
chliffene Schneidkanten; erste Wahl fiir Schlichten und Eckfrdsen bei ho-
her Schnittgeschwindigkeit. Trockenfrdsen.

K15 K20 (K10-K35)

Qualita di metallo duro non rivestita appositamente studiata per la
fresatura di ghise in genere. Ottima resistenza all'usura con buo-
na sicurezza del tagliente in media sgrossatura e finitura a medie
velocita di taglio ed in condizioni di stabilita. Abbinata ad inserti
con taglienti rettificati di precisione garantisce un’'ottima finitura
superficiale.

Uncoated carbide grade especially engineered for the milling operations
of cast iron. Excellent wear resistance and security of the cutting edge in
semi-roughing and finishining operations at medium cutting speed under
stable conditions. Combined to precise ground cutting edges guarantees
an excellent surface finishing.

Unbeschichtete Hartmetallsorte; eigens fiir Frdsbearbeitung von Gus-
seisen konzipiert. Hervorragende Verschleif3bestdndigkeit und gute
Schneidensicherheit bei Schlicht- und mittlerer Schrupparbeit; mittlere
Schnittgeschwindigkeit bei stabilen Bedingungen. Kombiniert mit prézise
geschliffenen Schneidkanten optimale Oberfldchengtite.

Metalli non ferrosi

Non-ferrous metals / Nichteisenmetalle

Qualita base / Basic grades / Hauptsorten

K15 K20 (K10-K35)

Qualita di metallo duro non rivestita che in combinazione con ta-
glienti rettificati e geometrie di taglio molto positive e la scelta pri-
oritaria nella fresatura dei materiali non ferrosi.

Uncoated carbide grade with ground cutting edges and cutting geome-
tries; itis first choice in the milling machining of non-ferrous materials.
Unbeschichtetes Hartmetall; kombiniert mit geschliffenen Schneidkan-
tenund sehr positiven Schneidegeometrien erste Wahl zum Frésen von
Nichteisenmaterialien.

TCD20 N10 (NO5-N10)

Diamante policristallino per sgrossatura, semifinitura e super-
finitura di materiali non ferrosi e non metallici. L'eccezionale re-
sistenza all'usura garantisce un’ eccellente finitura superficiale,
mantenendo la tollerranza di lavorazione sul pezzo.
Polycrysatlline diamond (PCD) for finishing, semi-finishing and superfin-
ishing operations of non-metals and non-ferrous metals. The exception-
al edge wear resistance guarantees an excellent surface finishing and
maintains the workpiece tollerance.

Polykristalline Diamantsorte zum Schruppen, Vorschlichten und Fein-
schlichten von nicht metallischen und NE-Werkstiickstoffen. Die hervor-
ragende Verschleif3bestdndigkeit garantiert optimale Oberfldchengiite
und Einhaltung der Toleranzen bei der Werksttickbearbeitung.

Index CAP. 5



QUALITA

GRADES l@ BURZONI
SORTEN ]
. i KN100-KH100 P10 (PO5-P15)
Qualita complementari Qualita di metallo duro rivestita in PVD con nuovo monostrato,

Complementary grades / Ergénzende Sorten
|

TC2002 P10 (PO5-P15)

Qualita in cermet per fresatura e finitura di alluminio ad elevatis-
sime velocita di taglio in condizioni di lavoro particolarmente fa-
vorevoli.

CERMET grade for the milling finishing operations at really high cutting
speeds, to use only under stable working conditions.

CERMET-Sorte fiir Frése-u. Schlichtbearbeitung von Aluminium bei hch-
ster Schnittgeschwindigkeit und extrem guten Arbeitsbedingungen.

KN100 P10 (PO5-P15)

Qualita di metallo duro rivestita in PVD con nuovo monostrato,
adatto alla fresatura delle superleghe resistenti al calore e leghe
di titanio nelle operazioni di semisgrossatura e finitura. Abbinata ai
taglienti rettificati realizza una buona resistenza alla formazione
del tagliente diriporto.

Monolayer PVD coated carbide grade suited for the milling machining of
heat resistant alloys and titanium in the semi-roughing and finishing op-
erations. KH100 combined with ground cutting edges minimizes the edge
build-up phenomenon.

Einlagig PVD-beschichtete Hartmetallsorte; eignet sich zum mittleren
Schruppen und Schlichten bei der Frdsbearbeitung von warmfesten Su-
perlegierungen und Titanlegierungen. In Kombination mit geschliffenen
Schneidkanten gute Widerstandsféhigkeit gegen Aufbauschneidenbil-
dung.

Qualita base / Basic grades / Hauptsorten

CCD40 M40 (M25-M40)

Innovativa qualita per la fresatura di titanio, leghe di titanio e su-
perleghe resistenti al calore (HRSA), quali inconel, hastelloy, stel-
lite, haynes. L'estrema durezza di questo grado di metallo duro,
HV 4500, e la sua buona tenacita ne riducono l'usura per abrasi-
one. La fresatura di questi materiali va eseguita rigorosamente ad
umido per evitare il fenomeno del tagliente di riporto, con emulsi-
one al10-12%. La velocita di taglio varia dai 40m/min ai 70m/min.
Newest grade for the milling operations of titanium, titanium alloys and
heat-resistant super-alloys (HRSA): inconel, hastelloy, haynes and stel-
lite. The extreme hardness of this grade, HV 4500, and his good tough-
ness reduce the abrasion wear. The milling operation of these materials is
to be made strictly with 10-12% emulsion coolant to avoid the edge built-
up phenomenon. The cutting speed suggested is from 40 m/min to 70
m/min.

Innovative Sorte zum Frédsen von Titan, Titanlegierungen und hitzebestdn-
digen Superlegierungen (HRSA): Inconel, Hastelloy, Haynes und Stellite.
Die extrem hohe Hdrte dieser Sorte, HV 4500, und die gute Zdahigkeit ver-
mindern den Abrasionsverschleif3. Ausschlieflich fiir Nassbearbeitung
(10-12%iges Kiihlschmiermittel) zur Vermeidung von Aufbauschneiden-
bildung. Empfohlene Schnittgeschwindigkeit: 40 m/min bis 70 m/min.

Indice / Index / Inhalt

adatto alla fresatura delle superleghe resistenti al calore e leghe
di titanio nelle operazioni di semisgrossatura e finitura. Abbinata ai
taglienti rettificati realizza una buona resistenza alla formazione
del tagliente diriporto.

Monolayer PVD coated carbide grade suited for the milling machining of
heat resistant alloys and titanium in the semi-roughing and finishing op-
erations. KH100 combined with ground cutting edges minimizes the edge
build-up phenomenon.

Einlagig PVD-beschichtete Hartmetallsorte; eignet sich zum mittleren
Schruppen und Schlichten bei der Frdsbearbeitung von hitzebestdndigen
Superlegierungen und Titanlegierungen. In Kombination mit geschliffenen
Schneidkanten gute Widerstandsfdhigkeit gegen Aufbauschneidenbildung.

KN90 P15 (P10-K20)

Nuova qualita in metallo duro a media durezza e rivestimento di
ultima generazione ALTiN PVD. Nelle operazioni di finitura KN9O si
pud applicare su tuttii tipi di acciai e anche su superleghe, in sgros-
satura € meglio applicarla su acciai legati. Ottima soluzione per la
fresatura ad alto avanzamento anche su acciai duri. Questa qualita
puo lavorare con il liquido refrigerante in finitura.

New hard metal grade with medium hardness and AlTiN PVD last gener-
ation coating. In finishing operation KN90 can be apllied on every kind of
steels and also on super-alloys, in roughing it is better to use it on alloyed
steels. Excellent solution for high fedd milling also on hard steels. This
grade con work with the coolant in finishing.

Neue Hartmetallsorte mittlerer Hérte mit innovativer AlTiN PVD Beschich-
tung. Beim Schlichten kann KN9O fiir alle Stahlarten und Superlegierun-
gen angewendet werden. Beim Schruppen vorzugsweise fiir Stahlle-
gierungen anwenden. Hervorragend fiir Hochvorschubfrdsen, auch bei
harten Stéhlen. Diese Sorte kann beim Schlichten mit Kiihlschmiermittel
arbeiten.

Qualita complementari
Complementary grades / Ergéinzende Sorten
|

KC84BP M25 (M15-M40)

Qualita di metallo duro con rivestimento multistrato TiN+A[203
(CVD), che abbinato a geometrie di taglio positive & particolar-
mente adatta nelle lavorazioni di sgrossatura delle leghe resis-
tenti al calore e titanio e leghe di titanio.

Muilti-layer TiN+ALOs (CVD) carbide grade that combined with positive
cutting geometries is particularly suited to roughing machining of heat re-
sistant alloys, titanium and titanium alloys.

Hartmetallsorte mit mehrlagiger Beschichtung: TiN+Al203 (CVD). Kom-
biniert mit positiven Schneidegeometrien besonders ge-eignet zum
Schruppen von hitzebestdndigen Legierungen und Titan und Titanle-
gierungen.

KP87 P35 (P25-P40)

Nuova qualita di metallo duro con substrato tenace e con rivesti-
mento PVD multistrato TiAIN+TiN ad elevata durezza. Da applicarsi
nelle operazioni di sgrossatura e semisgrossatura a medio-alte ve-
locita di taglio su acciai ed acciai inossidabili con liquido refrigerante.
New hard metal grade with a toughness substrate with PVD multilayer
coating TIAIN+TiN at high hardness.To be applied in roughing and medium
operations at medium-high cutting speeds on steels and stainless steels
in wet conditions.

Neue Hartmetallsorte mit zGhem Substrat und mehrlagiger PVD- Bes-
chichtung: TIAIN+TiN hoher Hdrte. Fiir Schruppen und mittleres Schrup-
pen von Stéhlen und rostfreien Stdhlen bei mittlerer bis hoher Schnitt-
geschwindigkeit. Mit Kiihlschmiermittel.
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SORTEN
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K15 K20 (K10-K35)

Quialita di metallo duro nonrivestita appositamente studiata per la
fresatura di ghise in genere. Ottima resistenza all'usura con buo-
na sicurezza del tagliente in media sgrossatura e finitura a medie
velocita di taglio ed in condizioni di stabilita. Abbinata ad inserti
con taglienti rettificati di precisione garantisce un’ottima finitura
superficiale.

Uncoated carbide grade especially engineered for the milling operations
of cast iron. Excellent wear resistance and security of the cutting edge in
semi-roughing and finishining operations at medium cutting speed under
stable conditions. Combined to precise ground cutting edges guarantees
an excellent surface finishing.

Unbeschichtete Hartmetallsorte; speziell konzipiert fiir das Frésen von
Gusseisen. Hervorragende Verschleif3besténdigkeit und gute Schneid-
kantensicherheit beim mittleren Schruppen und Schlichten bei mit

Materiali temprati

Tempered materials / Gehdrtete Materialien

Qualita base / Basic grades / Hauptsorten

KN100-KH100 P10 (PO5-P15)

Qualita di metallo duro rivestita in PVD con nuovo monostrato
particolarmente adatto nelle nella fresatura leggera dell’acciaio
temprato nelle operazioni di finitura e copiatura a velocita medio
alte. Lavorazioni a secco.

Monolayer PVD coated carbide grade particularly suited for light milling
of tempered steel in the finishing and copying operations at medium-high
cutting speeds. Dry milling.

Einlagige PVD-beschichtete Hartmetallsorte; insbesondere geeignet zum
leichten Frésen von gehdrtetem Stahl beim Schlichten und Eckfréisen bei
mittlerer und hoher Geschwindigkeit. Trockenbearbeitung.

KC115BP K10 (K05-K20)

Qualita di metallo duro rivestita in CVD, multistrato all' ALOs, per
la semisgrossatura dell’'acciaio temprato, in condizioni favorevoli
amedio basse velocita di taglio.

CVD multi-layer (Al203) coated grade for the semi-roughing milling of the
tempered steel under stable working conditions at medium-low cutting
speed.

Hartmetallsorte mit A0z CVD Multilayer-Beschichtung; zum mittleren
Schruppen von gehdrtetem Stahl bei stabilen Bedingungen und niedriger
Schnittgeschwindigkeit.

Qualita complementari
Complementary grades / Ergéinzende Sorten

TC2002 H10 (HO5-H15)

Qualita in cermet per fresatura e finitura degli acciai temprati in
condizioni di lavoro particolarmente favorevoli.

CERMET grade for milling and finishing operations of tempered steels; to
use only in favorable working conditions.

CERMET Sorte zum Frdsen und Schlichten von gehdrteten Stéhlen bei be-

sonders guten Bearbeitungsbedingungen.
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PARAMETRI DI TAGLIO
CUTTING PARAMETERS
SCHNITTPARAMETER
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KH100 KH90 KH70
KN100 KN90 KN70

K15 KC115BP CCG15
125(a) / 420(b) 1350

190(a) / 650(b) ~ 1500

250(a) / 850(b) 1675 350-250 340-220
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PARAMETRI DI TAGLIO

CUTTING PARAMETERS
SCHNITTPARAMETER

[ surzow|

KC84BP

260-180

210-140

190-120

200-80

220-100
150-100
70-30

260-200

200-140

200-140

70-35

70-35

70-35

KP87

230-160

190-120

170-110

180-70

180-140
180-130
70-30

70-35

70-35

70-35

CPS25 CPS35
330-240 310-220
270-200 250-190

220-90 200-70

220-90 200-70
250-180 240-170
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CCT35 CCD40 TC2002 TCN70 TCD20
500-400
350-200
260-200
350-190
330-240
250-120 200-100 320-220
180-50 160-50 300-250
1000-700
700-500
700-500
1200-1000 2100-2000
1100-900 2100-2000
450-300 800-600
570-390 1050-700
100-30
100-30
100-30
90-70
180-150
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