ICT T-SLOT MILLING CUTERS
FREZY T-OWE

T-Slot milling cutters can easily cut accurate keyways, T-slots and
similar applications in the material.

Frezy T-owe w tatwy sposéb moga wykonywac dokfadne rowki
prowadzace, rowki T-owe oraz inne podobne operacje w materiale.
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T-SLOT MILLING CUTERS FREZY T-OWE

M712

M725

M725

LNKX

Y4

LNKX LNKX
CIRCULAR SAW BLADES T-SLOT MILLING CUTERS T-SLOT MILLING CUTERS
FREZ TARCZOWY FREZY T-OWE FREZY T-OWE

LNKX

4

\’

LNKX

SNEX

LNKX LNKX
T-SLOT MILLING CUTERS T-SLOT MILLING CUTERS T-SLOT MILLING CUTERS
FREZY T-OWE FREZY T-OWE FREZY T-OWE
we | [ET] wms | [E | wer | [0

v

SNHT

T-SLOT MILLING CUTERS
FREZY T-OWE

T-SLOT MILLING CUTERS
FREZY T-OWE

T-SLOT MILLING CUTERS
FREZY T-OWE

M750

RDNW

RDKT
RPKT

M715

LNKX

M718

A

SNEX

T-SLOT MILLING CUTERS
FREZY T-OWE

T-SLOT MILLING CUTERS
FREZY T-OWE

T-SLOT MILLING CUTERS
FREZY T-OWE
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MILLING FREZOWANIE

$0% IMPLEMENTS

T-SLOT MILLING CUTERS FREZY T-OWE

M745

M743

UFG

M744

UFX

UF

UFD

SNEX LNGX LNGX

T-SLOT MILLING CUTERS DISC MILLING CUTTERS T-SLOT TRANSFORMER SERIES

FREZY T-OWE FREZY TARCZOWE FREZY T-OWE SERIA Z CONVERTEREM
M730 M732 - M734

UFA

UFC

SNEX SNEX SNEX
DISC MILLING CUTTERS T-SLOT MILLING CUTERS T-SLOT MILLING CUTERS
FREZY TARCZOWE FREZY T-OWE FREZY T-OWE
wse | [EN] wee | [mEN | wes | [

HSS

ICT

LNGX LNGX LNGX
DISC MILLING CUTTERS T-SLOT MILLING CUTERS T-SLOT MILLING CUTERS
FREZY TARCZOWE FREZY T-OWE FREZY T-OWE
M753 M754 TLC -
LNGX LNGX TRTF
T-SLOT MILLING CUTERS T-SLOT MILLING CUTERS T-SLOT MILLING CUTERS
FREZY T-OWE FREZY T-OWE FREZY T-OWE

|
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% IMPLEMENTS MILLING FREZOWANIE

PRODUCT INTRODUCTION WPROWADZENIE DO PRODUKTU

New developed indexable prescision saw blades.
Nowo opracowane pity tarczowe z wymiennymi ptytkami.

NEW

Nowe rozwigzanie

1. Machining (cutting} speed increases 3000Al - 500%
1. Predkos¢ obrébki wzrasta 300%-500%

2. Extending insert life with TIALN coating

2. Wydtuzowa zywotnos¢ ptytki pokrytej powtoka
TiALN

3. Cut down the cost of cutting tools

3. Obnizenie kosztow narzedzi skrawajacych

OLD

Stare rozwigzanie
Other brands’' saw blades in different raw material
and insert assembly

1. HSS saw blades: process speed will slow down. if
speed up. the blade will be damaged easily.

1. Pity tarczowe HSS: niska predkosc¢ skrawania. Przy
zwiekszeniu, zywotnos¢ pity znacznie zmniejsza sie.
2.TCT saw blades : insert welded by high tempera-
ture, the raw material carbide will be damaged
easily.

2. Pity tarczowe z ostrzami weglikowymi: wlu-
towane ostrza weglikowe pod wptywem wysokej
temperatury mozna fatwo uszkodzic¢.

|
ICT-4 www.tizimplements.eu



MILLING FREZOWANIE

$0% IMPLEMENTS

INSERT GEOMETRIES GEOMETRIA PLYTKI

Multipurpose saw blades applications
Pity tarczowe do uniwersalnego zastosowania

For metal
Do metalu

x LNKX 3030 C325
x LNKX 3030 C326

Attenion Uwaga

x Insert material: solid carbide
Materiat ptytki: weglik

xx Insert material: PCD
Materiat ptytki: PCD

For aluminium & woodworking
Do aluminium i drewna

x LNGT-3030 C432
x LNGT-3030 C433

UFG

UFX

UF

UFD

UFA

UFC

For plastic & woodworking
Do plastiku i drewna

x LNGT-3032 C432
x LNGT-3032 C433
xx PCD

ICT-5
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MILLING FREZOWANIE
TECHNICAL INFO INFORMACJA TECHNICZNA

Change the insert
Zmiana plytki

=
Insert fit-on Insert fit-off
Zaktadanie ptytki Zdejmowanie ptytki

(&)

)

=

-]

e

)

Each slot can load/unload insert for up to 300 times
Kazde gniazdo moze zamontowac i wymontowac ptytke do 300 razy

HSS

ICT
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MILLING FREZOWANIE
TECHNICAL INFO INFORMACJA TECHNICZNA

UFG

Application of the close pitch saw blade
Zastosowanie pit tarczowych z ciasng podziatka

UFX

P=23,5

UF

Chip room

UFD

UFA

UFC

Thickness under 5mm thin stainless pipe cutting
Rury nierdzewne o grubosci scianki ponizej 5mm

The log transverse cutting
Ciecie w poprzek stojow

HSS

ICT

Thickness under 5mm thin alumiaum pipe cutting
Rury aluminiowe o grubosci scianki ponizej 5mm

e

The solid material cutting with supporting point The forming aluminium parts which thickness under 5mm
Ciecie petnego materiatu z podparciem Profilie aluminiowe o grubosci $cianki ponizej 5mm

ICT-7 www.tizimplements.eu



MILLING FREZOWANIE
TECHNICAL INFO INFORMACJA TECHNICZNA

Application of the close pitch saw blade
Zastosowanie pit tarczowych z gruba podziatka

o
=)

P=31,5

UFA UFD

UFC

HSS

The log lengthwise cutting
Ciecie wzdtuz stojéw

ICT

The saw blade can be used to cut large diameter material such aa aluminum, steel and log cuttiug applications
Ciecie duzych blokéw materiatu takich jak aluminium, stal, stojowe materiaty

|
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% IMPLEMENTS MILLING FREZOWANIE

CIRCULAR SAW BLADES FREZ TARCZOWY

M712

UFG

UFX

T

-}

2

-]

MAX Insert Wrench

EDP No D E P d C B Z H KG RPM Plytka Klucz %
M712B0500413009LN10 50 1.0-1.1 0.85 13 - - 4 - 0.1 12000 LNKX 1010-1011 W220
M712B0630616009LN10 63 1.0-1.1 0.85 16 - - 6 - 0.1 11000 LNKX 1010-1011 W220

M712B0800822009LN10 80 1.0-1.1 0.85 22 - - 8 - 0.15 8000 LNKX 1010-1011 W220 (@)

M712B1001022009LN10 | 100 1.0-1.1 0.85 22 - - 10 6.35 | 0.15 6300 LNKX 1010-1011 W220 %
M712B1251222009LN10 125 1.0-1.1 0.85 22 - - 12 6.35 0.2 5000 LNKX 1010-1011 W220
M712B0500413010LN12 50 1.2-13 1 13 - - 4 6.35 0.1 12000 LNKX 1212-1213 W220

M712B0630616010LN12 63 1.2-1.3 1 16 - - 6 6.35 0.1 11000 LNKX 1212-1213 W220 E

M712B0800822010LN12 80 1.2-1.3 1 22 - - 8 6.35 | 0.15 8000 LNKX 1212-1213 W220 e
M712B1001022010LN12 100 1.2-1.3 1 22 - - 10 6.35 | 0.15 6300 LNKX 1212-1213 W220
M712B1251222010LN12 125 1.2-13 1 22 - - 12 6.35 0.2 5000 LNKX 1212-1213 W220
M712B0500413012LN14 50 1.4-15 1.2 13 - - 4 - 0.1 12000 LNKX 1414-1415 W220
M712B0630616012LN14 63 14-1.5 1.2 16 - - 6 - 0.1 11000 LNKX 1414-1415 W220
M712B0800822012LN14 80 14-15 1.2 22 - - 8 6.35 | 0.15 8000 LNKX 1414-1415 W220

M712B1001022012LN14 | 100 14-1.5 1.2 22 - - 10 6.35 | 0.15 6300 LNKX 1414-1415 W220 =

M712B1251222012LN14 125 1.4-1.5 1.2 22 - - 12 6.35 0.2 5000 LNKX 1414-1415 W220 8
M712B0500413014LN16 50 1.6 1.4 13 - - 4 - 0.1 12000 LNKX 1616 W220
M712B0630616014LN16 63 1.6 1.4 16 - - 6 - 0.1 11000 LNKX 1616 W220

M712B0800822014LN16 80 1.6 14 22 - - 8 6.35 | 0.15 8000 LNKX 1616 W220 ﬁ
M712B1001022014LN16 | 100 1.6 14 22 - - 10 6.35 | 0.15 6300 LNKX 1616 W220
M712B1251222014LN16 125 1.6 1.4 22 - - 12 6.35 0.2 5000 LNKX 1616 W220

M712B1601222014LN16 | 160 1.6 14 22 - - 12 6.35 | 0.25 5000 LNKX 1616 W220 —

M712B1601632014LN16 160 1.6 1.4 32 63 11 16 8 0.25 4000 LNKX 1616 W220 s
M712B0500413016LN18 50 1.8 1.6 13 - - 4 - 0.1 12000 LNKX 1818 W220
M712B0630616016LN18 63 1.8 1.6 16 - - 6 - 0.1 11000 LNKX 1818 W220
M712B0800822016LN18 80 1.8 1.6 22 - - 8 6.35 | 0.15 8000 LNKX 1818 W220
M712B1001022016LN18 | 100 1.8 1.6 22 - - 10 6.35 | 0.15 6300 LNKX 1818 W220

|
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% IMPLEMENTS MILLING FREZOWANIE

CIRCULAR SAW BLADES FREZ TARCZOWY

M712

=

-]

% EDP No D E P d Cc | B |z | H |k m\;( IP';;:I:: V‘I’(ﬁ:;h
M712B0500413009LNT0 | 50 1011|085 | 13 Sl - a4 ] - L oa | 12000 LNKX 1010-1011 W220
M712B0630616009LN10 | 63 1011 |o8s| 16 | - | - | 6 | - |o1] 11000 LNKX 1010-1011 W220

U M712B0800822009LN10 | 80 1011 |o08s| 22 - - [ 8] - Jois| 8000 LNKX 1010-1011 W220

= M712B1001022009LN10 | 100 |  10-11 | 085 | 22 | - [ 10 ] 635 [015] 6300 LNKX 1010-1011 W220
M712B1251222009LN10 | 125 |  10-11 | 085 | 22 - - [ 2] 635 [ 02| 5000 LNKX 1010-1011 W220
M712B0500413010LN12 | 50 1213 1 13 - -1 4 | 635 |01 1200 LNKX 12121213 W220

= M712B0630616010LN12 | 63 1213 1 6 | - | - | 6 |63 |01 11000 LNKX 1212-1213 W220

o M712B0800822010LN12 | 80 12-13 1 2 - -] 8 | 635 [015] 8000 LNKX 1212-1213 W220
M712B1001022010LN12 | 100 |  1.2-1.3 1 2 -] - 110 635|015 6300 LNKX 12121213 W220
M712B1251222010LN12 | 125 |  1.2-1.3 1 2 | - 112 ] 635 ] 02| s000 LNKX 12121213 W220
M712B0500413012LN14 | 50 1415 12 13 - -l a ] - | o1 1200 LNKX 1414-1415 W220
M712B0630616012LN14 | 63 1415 122 16 | - | - | 6| - |01/ 11000 LNKX 1414-1415 W220
M712B0800822012LN14 | 80 1415 12 | 22 - - | 8 | 635 015 8000 LNKX 1414-1415 W220

= M712B1001022012LN14 | 100 |  1.4-1.5 12| 2 | - |10 ] 635 |015| 6300 LNKX 1414-1415 W220

O M712B1251222012LN14 | 125 |  14-1.5 12| 2 -l - |12 ] 635 | 02| 5000 LNKX 1414-1415 W220
M712B0500413014LN16 | 50 16 14 13 - -l a | - | o1 1200 LNKX 1616 W220
M712B0630616014LN16 | 63 16 14, 16 | - | - | 6| - | o1/ 11000 LNKX 1616 W220

ﬁ M712B0800822014LN16 | 80 16 14| 2 - | -] 8 | 635 |015| 8000 LNKX 1616 W220
M712B1001022014LN16 | 100 16 14| 2 | - |10 ] 635 |015| 6300 LNKX 1616 W220
M712B1251222014LN16 | 125 16 14| 22 - - 112|635 | 02 5000 LNKX 1616 W220

_ M712B1601222014LN16 | 160 16 14| 2 - | - |12 ] 635 |025| 5000 LNKX 1616 W220

= M712B1601632014LN16 | 160 16 14| 32 |6 | 11|16 8 |025| 4000 LNKX 1616 W220
M712B0500413016LN18 | 50 18 16 13 - -l a | - | o1 1200 LNKX 1818 W220
M712B0630616016LN18 | 63 18 16| 16 | - | - | 6| - | o1/ 11000 LNKX 1818 W220
M712B0800822016LN18 | 80 18 16| 22 - | -] 8 | 635 |015] 8000 LNKX 1818 W220
M712B1001022016LN18 | 100 18 16 | 22 | - |10 ] 635 [015| 6300 LNKX 1818 W220
M712B1251222016LN18 | 125 18 16 | 22 Sl - |12 ] 635 | 02| 5000 LNKX 1818 W220
M712B1601632016LN18 | 160 18 16| 32 |6 |11 | 16| 8 |025| 4000 LNKX 1818 W220
M712B1801820016LN18 | 180 18 16| 2 | - | - |18 - |025| 3600 LNKX 1818 W220

|
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% IMPLEMENTS MILLING FREZOWANIE

CIRCULAR SAW BLADES FREZ TARCZOWY

2
-]
M712

&

-]

5

2

-]

MAX Insert Wrench

EDP No D E P d C B Z H KG RPM Plytka Klucz %
M712B0500413009LN10 50 1.0-1.1 0.85 13 - - 4 - 0.1 12000 LNKX 1010-1011 W220
M712B0630616009LN10 63 1.0-1.1 0.85 16 - - 6 - 0.1 11000 LNKX 1010-1011 W220

M712B0800822009LN10 80 1.0-1.1 0.85 22 - - 8 - 0.15 8000 LNKX 1010-1011 W220 (@)

M712B1001022009LN10 | 100 1.0-1.1 0.85 22 - - 10 6.35 | 0.15 6300 LNKX 1010-1011 W220 5
M712B1251222009LN10 125 1.0-1.1 0.85 22 - - 12 6.35 0.2 5000 LNKX 1010-1011 W220
M712B0500413010LN12 50 1.2-1.3 1 13 - - 4 6.35 0.1 12000 LNKX 1212-1213 W220

M712B0630616010LN12 63 1.2-1.3 1 16 - - 6 6.35 0.1 11000 LNKX 1212-1213 W220 E

M712B0800822010LN12 80 1.2-1.3 1 22 - - 8 6.35 | 0.15 8000 LNKX 1212-1213 W220 e
M712B1001022010LN12 100 1.2-1.3 1 22 - - 10 6.35 | 0.15 6300 LNKX 1212-1213 W220
M712B1251222010LN12 125 1.2-1.3 1 22 - - 12 6.35 0.2 5000 LNKX 1212-1213 W220
M712B0500413012LN14 50 1.4-15 1.2 13 - - 4 - 0.1 12000 LNKX 1414-1415 W220
M712B0630616012LN14 63 14-1.5 1.2 16 - - 6 - 0.1 11000 LNKX 1414-1415 W220
M712B0800822012LN14 80 1.4-1.5 1.2 22 - - 8 6.35 | 0.15 8000 LNKX 1414-1415 W220

M712B1001022012LN14 | 100 14-15 1.2 22 - - 10 6.35 | 0.15 6300 LNKX 1414-1415 W220 =

M712B1251222012LN14 125 1.4-1.5 1.2 22 - - 12 6.35 0.2 5000 LNKX 1414-1415 W220 8
M712B0500413014LN16 50 1.6 1.4 13 - - 4 - 0.1 12000 LNKX 1616 W220
M712B0630616014LN16 63 1.6 1.4 16 - - 6 - 0.1 11000 LNKX 1616 W220

M712B0800822014LN16 80 1.6 1.4 22 - - 8 6.35 | 0.15 8000 LNKX 1616 W220 @
M712B1001022014LN16 | 100 1.6 1.4 22 - - 10 6.35 | 0.15 6300 LNKX 1616 W220
M712B1251222014LN16 125 1.6 1.4 22 - - 12 6.35 0.2 5000 LNKX 1616 W220

M712B1601222014LN16 | 160 1.6 1.4 22 - - 12 6.35 | 0.25 5000 LNKX 1616 W220 —

M712B1601632014LN16 160 1.6 1.4 32 63 11 16 8 0.25 4000 LNKX 1616 W220 s
M712B0500413016LN18 50 1.8 1.6 13 - - 4 - 0.1 12000 LNKX 1818 W220
M712B0630616016LN18 63 1.8 1.6 16 - - 6 - 0.1 11000 LNKX 1818 W220
M712B0800822016LN18 80 1.8 1.6 22 - - 8 6.35 | 0.15 8000 LNKX 1818 W220
M712B1001022016LN18 | 100 1.8 1.6 22 - - 10 6.35 | 0.15 6300 LNKX 1818 W220

|
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CIRCULAR SAW BLADES FREZ TARCZOWY

M712

m

o)

% EDP No D E P d Cc | B |z | H |k m\;( L';;:I:: “I’(’;'Z;h
M712B0500413009LNT0 | 50 1011|085 | 13 Sl - a4 ] - L oa | 12000 LNKX 1010-1011 W220
M712B0630616009LN10 | 63 1011 |o8s| 16 | - | - | 6 | - |o1] 11000 LNKX 1010-1011 W220

U M712B0800822009LN10 | 80 1011 |o08s| 22 - - [ 8] - Jois| 8000 LNKX 1010-1011 W220

= M712B1001022009LN10 | 100 |  10-11 | 085 | 22 | - [ 10 ] 635 [015] 6300 LNKX 1010-1011 W220
M712B1251222009LN10 | 125 |  10-11 | 085 | 22 - - [ 2] 635 [ 02| 5000 LNKX 1010-1011 W220
M712B0500413010LN12 | 50 12-13 1 13 - -1 4 | 635 |01 1200 LNKX 12121213 W220

= M712B0630616010LN12 | 63 12-13 1 6 | - | - | 6 |63 |01 11000 LNKX 1212-1213 W220

o M712B0800822010LN12 | 80 12-13 1 2 - -] 8 | 635 [015] 8000 LNKX 1212-1213 W220
M712B1001022010LN12 | 100 |  1.2-1.3 1 2 -] - 110 635|015 6300 LNKX 12121213 W220
M712B1251222010LN12 | 125 |  1.2-1.3 1 2 | - 112 ] 635 ] 02| s000 LNKX 12121213 W220
M712B0500413012LN14 | 50 1415 12 | 13 - -l a ] - | o1 1200 LNKX 1414-1415 W220
M712B0630616012LN14 | 63 1415 122 16 | - | - | 6| - |01/ 11000 LNKX 1414-1415 W220
M712B0800822012LN14 | 80 14-15 12 | 22 - - | 8 | 635 015 8000 LNKX 1414-1415 W220

= M712B1001022012LN14 | 100 |  1.4-1.5 12| 2 | - |10 ] 635 |015| 6300 LNKX 1414-1415 W220

O M712B1251222012LN14 | 125 |  14-1.5 12| 2 -l - |12 ] 635 | 02| 5000 LNKX 1414-1415 W220
M712B0500413014LN16 | 50 16 14 | 13 - -l a | - | o1 1200 LNKX 1616 W220
M712B0630616014LN16 | 63 16 14, 16 | - | - | 6| - | o1/ 11000 LNKX 1616 W220

@ M712B0800822014LN16 | 80 16 14| 2 - | -] 8 | 635 |015| 8000 LNKX 1616 W220
M712B1001022014LN16 | 100 16 14| 2 | - |10 ] 635 |015| 6300 LNKX 1616 W220
M712B1251222014LN16 | 125 16 14| 22 - - 112|635 | 02 5000 LNKX 1616 W220

_ M712B1601222014LN16 | 160 16 14| 2 - | - |12 ] 635 |025| 5000 LNKX 1616 W220

= M712B1601632014LN16 | 160 16 14| 32 |6 | 11|16 8 |025| 4000 LNKX 1616 W220
M712B0500413016LN18 | 50 18 16 | 13 - -l a | - | o1 1200 LNKX 1818 W220
M712B0630616016LN18 | 63 18 16| 16 | - | - | 6| - | o1/ 11000 LNKX 1818 W220
M712B0800822016LN18 | 80 18 16 | 22 - | -] 8 | 635 |015] 8000 LNKX 1818 W220
M712B1001022016LN18 | 100 18 16 | 22 | - |10 ] 635 [015| 6300 LNKX 1818 W220

|
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CIRCULAR SAW BLADES FREZ TARCZOWY

M712

UFG

U] ¢

5

o

o]

EDP No D E P d Cc | B |z | H |k m\;( L';;:I:: “I’(’;'Z;h <

o]
M712B0500413009LNT0 | 50 1011|085 | 13 Sl - a4 ] - L oa | 12000 LNKX 1010-1011 W220
M712B0630616009LN10 | 63 1011 |o8s| 16 | - | - | 6 | - |o1] 11000 LNKX 1010-1011 W220

M712B0800822009LN10 | 80 1011 |o08s| 22 - - [ 8] - Jois| 8000 LNKX 1010-1011 W220 U

M712B1001022009LN10 | 100 |  10-11 | 085 | 22 | - [ 10 ] 635 [015] 6300 LNKX 1010-1011 W220 =
M712B1251222009LN10 | 125 |  10-11 | 085 | 22 - - [ 2] 635 [ 02| 5000 LNKX 1010-1011 W220
M712B0500413010LN12 | 50 12-13 1 13 - -1 4 | 635 |01 1200 LNKX 12121213 W220

M712B0630616010LN12 | 63 12-13 1 6 | - | - | 6 |63 |01 11000 LNKX 1212-1213 W220 =

M712B0800822010LN12 | 80 12-13 1 2 - -] 8 | 635 [015] 8000 LNKX 1212-1213 W220 o
M712B1001022010LN12 | 100 |  1.2-1.3 1 2 -] - 110 635|015 6300 LNKX 12121213 W220
M712B1251222010LN12 | 125 |  1.2-1.3 1 2 | - 112 ] 635 ] 02| s000 LNKX 12121213 W220
M712B0500413012LN14 | 50 1415 12 | 13 - -l a ] - | o1 1200 LNKX 1414-1415 W220
M712B0630616012LN14 | 63 1415 122 16 | - | - | 6| - |01/ 11000 LNKX 1414-1415 W220
M712B0800822012LN14 | 80 14-15 12 | 22 - - | 8 | 635 015 8000 LNKX 1414-1415 W220

M712B1001022012LN14 | 100 |  1.4-1.5 12| 2 | - |10 ] 635 |015| 6300 LNKX 1414-1415 W220 =

M712B1251222012LN14 | 125 |  14-1.5 12| 2 -l - |12 ] 635 | 02| 5000 LNKX 1414-1415 W220 O
M712B0500413014LN16 | 50 16 14 | 13 - -l a | - | o1 1200 LNKX 1616 W220
M712B0630616014LN16 | 63 16 14, 16 | - | - | 6| - | o1/ 11000 LNKX 1616 W220

M712B0800822014LN16 | 80 16 14| 2 - | -] 8 | 635 |015| 8000 LNKX 1616 W220 ﬁ
M712B1001022014LN16 | 100 16 14| 2 | - |10 ] 635 |015| 6300 LNKX 1616 W220
M712B1251222014LN16 | 125 16 14| 22 - - 112|635 | 02 5000 LNKX 1616 W220

M712B1601222014LN16 | 160 16 14| 2 - | - |12 ] 635 |025| 5000 LNKX 1616 W220 _

M712B1601632014LN16 | 160 16 14| 32 |6 | 11|16 8 |025| 4000 LNKX 1616 W220 =
M712B0500413016LN18 | 50 18 16 | 13 - -l a | - | o1 1200 LNKX 1818 W220
M712B0630616016LN18 | 63 18 16| 16 | - | - | 6| - | o1/ 11000 LNKX 1818 W220
M712B0800822016LN18 | 80 18 16 | 22 - | -] 8 | 635 |015] 8000 LNKX 1818 W220
M712B1001022016LN18 | 100 18 16 | 22 | - |10 ] 635 [015| 6300 LNKX 1818 W220

|
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MILLING FREZOWANIE
TECHNICAL INFO INFORMACJA TECHNICZNA

Standard keyway and pin hole figures
Standardowe otwory mocujgce

w
-}

UFD

Fig.2 Typ 2

UFA

UFC

HSS

ICT

I —
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% IMPLEMENTS MILLING FREZOWANIE

TECHNICAL INFO INFORMACJA TECHNICZNA

How to use saw blade correctly
Jak poprawnie uzywac pit tarczowych

Wrong
Btednie

Correct
Poprawnie

|
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MILLING FREZOWANIE

TECHNICAL INFO INFORMACJA TECHNICZNA

Vibrations isolation
|zolacja drgan

T
-]
[a)
L
)
<C
L
-]
O
L
D L
/7&\ f ‘3\\ O ‘7“
B % <7 \G o\ deep of cut Plate B
o) g\ gtebokos¢ skrawnia Plate A Ki ate
% ’ﬁ\ Tarcza Tarcza
= N 2
= éf T ¢ 2
= :::\\ /y \ %_# \§ _ (4} M
B v 7 >
/o ( Locking screw
/[ ° - ‘ . Plate C
Qib c::';f@ Sruba mocujaca v [ A arcza
) | o)
e | ’ T
“&:ﬁfﬁ C’:ﬁ;’&’ — . va
™ & 9,
pd \ " 4
o (PN ~ \ HJ:E \§ =
va = g A A 7
) — — Locking screw -
LW | Sruba mocujaca z H
’ oo N 5
2 . & \\\Q \%/\o % t
}—
)

Improve the stability of cutter and workpiece
Zwieksza stabilnos¢ ciecia
Minimize tool overhang
Minimalizuje wysieg narzedzia
Improve Tool life problems
Ulepsza zywotnos¢ narzedzia
Custome machining cutter service
Lepsza obstuga narzedzia

|
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% IMPLEMENTS MILLING FREZOWANIE

V-TYPE INSERTS PLYTKITYPU V

P
>
V-cut m:::::: Dmm Z | Vcim/min] fz [mm] aplmml | RMP [min-1] FEE{?“[I:‘]“"/
Material group NO. 1860 0.110 6000 5000 E
8 3720 0.105 12000 10000
4960 0.118 16000 15000
1860 0.085 6000 5000 —
10 3100 0.100 10000 10000 =
100 4340 0.108 14000 15000
1240 0.09 4000 5000
2480 0.097 8000 10000 o
" 3720 0.097 12000 15000 =
Plastic 4960 0.100 0.2 16000 20000
Plastik 0 2220 0.085 6000 5000
|_—\/_j§ 3720 0.100 10000 10000 %
1488 0.11 4000 5000
12 2970 0.10 8000 10 000
120 4460 0.11 13000 15000 o
1488 0.08 4000 5000 5
2230 0.10 8000 10000
" 3720 0.09 10000 15000
4460 0.10 13000 20000 =
Material group No. 8 2480 0.078 8000 5000 E
4960 0.078 16 000 10000
1860 0.085 6000 5000
100 10
3720 0.085 12000 10000
1860 0.075 6000 5000 H
" 3100 0.078 10000 10000
Plastic 2230 0.085 06 6000 5000
Plastik 10 4460 0.085 13000 10000 %
jé - 2230 0.07 6000 5000
120 3720 0.086 10000 10000
1488 0.08 4000 5000 n
16 2970 0.08 8000 10000 T
4450 0.08 13000 15000

ICT

|
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MILLING FREZOWANIE
T-SLOT MILLING CUTERS FREZY T-OWE

PRODUCT INTRODUCTION
WPROWADZENIE DO PRODUKTU

Full series of groove & slot milling cutter
Seria frez6w do rowkéw i kieszeni

UFJ

UFD

M725 T -slot milling cutters
Frezy T-owe

'_
=
o
e
o0
o

1. Machining (cutting} speed increases 300%- 500%

ﬁ Predkosc¢ obrébki wzrasta 300%-500%
2. Extending insert life with TIALN coating
2. Wydtuzowa zywotnos$¢ ptytki pokrytej powtoka TIALN
3. Cut down the cost of cutting tools

5 3. Obnizenie kosztéw narzedzi skrawajacych

O O O O O O
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT MILLING CUTERS FREZY T-OWE

d1

UFG

M725

UFX

UF

- P
0o el o
| | =)
\ -
MAX Insert Wrench
EDP No. D E Pl cl|d| L |d]|z KG e Plytka Kleu c: %
M725B03002T10009LN10 30 1.0 - 1.1 7 085 | 10 70 14 2 0.1 8000 LNKX 1010-1011 W220
M725B03002T12009LN10 30 1.0 - 1.1 7 085 | 12 70 14 2 0.1 8000 LNKX 1010-1011 W220
M725B03002T10010LN12 30 1.2-13 7 1.0 10 70 14 2 0.1 8000 LNKX 1212-1213 W220 U
M725B03002T12010LN12 30 1.2-13 7 1.0 12 70 14 2 0.1 8000 LNKX 1212-1213 W220 %
M725B03002T10012LN14 30 14-15 7 1.2 10 70 14 2 0.1 8000 LNKX 1414-1415 W220
M725B03002T12012LN14 30 14-15 7 1.2 12 70 14 2 0.1 8000 LNKX 1414-1415 W220
M725B03002T10014LN16 30 1.6 7 14 10 70 14 2 0.1 8000 LNKX 1616 W220 E
M725B03002T12014LN16 30 1.6 7 14 12 70 14 2 0.1 8000 LNKX 1616 W220 o
M725B03002T10016LN18 30 1.8 7 1.6 10 70 14 2 0.1 8000 LNKX 1818 W220
M725B03002T12016LN18 30 1.8 7 1.6 12 70 14 2 0.1 8000 LNKX 1818 W220
M725B03002T10017LN20 30 20-22-25 7 1.7 10 70 14 2 0.1 8000 LNKX 2020-2022-2025 W220
M725B03002T12017LN20 30 | 2.0-2.2-25 7 1.7 12 70 14 2 0.1 8000 LNKX 2020-2022-2025 W220
M725B03002T10022LN25 30 25-27-3.0 7 2.2 10 70 14 2 0.12 8000 LNKX 2525-2527-2530 W220
M725B03002T12022LN25 30 25-27-3.0 7 2.2 12 70 14 2 0.12 8000 LNKX 2525-2527-2530 W220
M725B03002T10027LN30 30 | 3.0-3.2-35 7 2.7 10 70 14 2 0.12 8000 LNKX 3030-3032-3035 W220 %
M725B03002T12027LN30 30 3.0-32-35 7 2.7 12 70 14 2 0.12 8000 LNKX 3030-3032-3035 W220
M725B03002T10037LN40 30 | 40-4.2-45 7 3.7 10 70 14 2 0.12 8000 LNKX 4040-4042-4045 W220
M725B03002T12037LN40 30 | 4.0-4.2-45 7 3.7 12 70 14 2 0.12 8000 LNKX 4040-4042-4045 W220

HSS

ICT
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT MILLING CUTERS FREZY T-OWE

MAX Insert Wrench
o EDP No. D E P C d L | di yA KG RPM Plytka Klucz
5 M725B03002T20009LN10 30 1.0 - 1.1 60 [085| 20 | 100 | 16 2 0.3 8000 LNKX 1010-1011 W220
M725B03502T20009LN10 35 1.0 - 1.1 85 | 085 | 20 | 100 | 16 2 0.4 8000 LNKX 1010-1011 W220
M725B04004T20009LN10 40 1.0 - 1.1 11 [085| 20 | 100 | 16 4 0.5 8000 LNKX 1010-1011 W220
[ M725B03002T20010LN12 30 1.2-1.3 60 | 1.0 20 | 100 | 16 2 0.3 8000 LNKX 1212-1213 W220
E M725B03502T20010LN12 35 1.2-1.3 8.5 1.0 20 | 100 | 16 2 0.4 8000 LNKX 1212-1213 W220
M725B04004T20010LN12 40 1.2-1.3 11 1.0 20 | 100 | 16 4 0.5 8000 LNKX 1212-1213 W220
M725B03002T20012LN14 30 14-15 60 | 1.2 20 | 100 | 16 2 0.3 8000 LNKX 1414-1415 W220
M725B03502T20012LN14 35 14-15 85 1.2 20 | 100 | 16 2 0.4 8000 LNKX 1414-1415 W220
M725B04004T20012LN14 40 14-15 11 1.2 20 | 100 | 16 4 0.5 8000 LNKX 1414-1415 W220
M725B03002T20014LN16 30 1.6 60 | 14 20 | 100 | 16 2 0.3 8000 LNKX 1616 W220
M725B03502T20014LN16 35 1.6 85 1.4 20 | 100 | 16 2 0.4 8000 LNKX 1616 W220
CZD M725B04004T20014LN16 40 1.6 11 1.4 20 | 100 | 16 4 0.5 8000 LNKX 1616 W220
> M725B03002T20016LN18 30 1.8 60 | 1.6 20 | 100 | 16 2 0.3 8000 LNKX 1818 W220
M725B03502T20016LN18 35 1.8 85 1.6 20 | 100 | 16 2 0.4 8000 LNKX 1818 W220
" M725B04004T20016LN18 40 1.8 1 1.6 20 | 100 | 16 4 0.5 8000 LNKX 1818 W220
2 M725B03002T20017LN20 30 | 20-22-25| 6.0 1.7 20 | 100 | 16 2 0.3 8000 LNKX 2020-2022-2025 W220
M725B03502T20017LN20 35 | 20-22-25 | 85 1.7 20 | 100 | 16 2 0.4 8000 LNKX 2020-2022-2025 | W220
M725B04004T20017LN20 40 | 20-2.2-25 1 1.7 20 | 100 | 16 4 0.5 8000 LNKX 2020-2022-2025 W220
— M725B03002T20022LN25 30 | 25-27-30 | 6.0 | 2.2 20 | 100 | 16 2 0.3 8000 LNKX 2525-2527-2530 | W220
= M725B03502T20022LN25 35 | 25-27-30 | 85 | 22 20 | 100 | 16 2 0.4 8000 LNKX 2525-2527-2530 | W220
M725B04004T20022LN25 40 | 25-27-3.0 | 11 22 20 | 100 | 16 4 0.5 8000 LNKX 2525-2527-2530 | W220
M725B03002T20027LN30 30 | 3.0-32-35 | 6.0 | 2.7 20 | 100 | 16 2 0.3 8000 LNKX 3030-3032-3035 W220
M725B03502T20027LN30 35 | 3.0-32-35 | 85 | 27 20 | 100 | 16 2 0.4 8000 LNKX 3030-3032-3035 | W220
M725B04004T20027LN30 40 | 3.0-32-35 | 11 2.7 20 | 100 | 16 4 0.5 8000 LNKX 3030-3032-3035 | W220
M725B03002T20037LN40 30 | 40-42-45| 6.0 | 3.7 20 | 100 | 16 2 0.4 8000 LNKX 4040-4042-4045 W220
M725B03502T20037LN40 35 | 40-42-45| 85 | 37 20 | 100 | 16 2 0.4 8000 LNKX 4040-4042-4045 | W220
M725B04004T20037LN40 40 | 40-42-45 | 11 3.7 20 | 100 | 16 4 0.5 8000 LNKX 4040-4042-4045 | W220
M725B03002T20045LN50 30 | 5.0-52-55| 6.0 | 45 20 | 100 | 16 2 0.45 8000 LNKX 5050-5052-5055 W220
M725B03502T20045LN50 35 | 5.0-52-55| 85 | 45 20 | 100 | 16 2 0.45 8000 LNKX 5050-5052-5055 W220
M725B04004T20045LN50 40 | 5.0-5.2-55 | 11 4.5 20 | 100 | 16 4 0.5 8000 LNKX 5050-5052-5055 | W220
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT MILLING CUTERS FREZY T-OWE

M725 d

UFG

UFX

UF

UFD

di

-
=
H

UFA

MAX Insert Wrench it

EDP No. D E P C d L | di yA KG RPM Plytka Klucz )
M725B03002T20055LN50 30 6.0 60 | 55 20 | 100 | 16 2 0.4 8000 LNKX 5050 W220
M725B03502T20055LN50 35 6.0 8.5 55 20 | 100 | 16 2 0.5 8000 LNKX 5050 W220

M725B04004T20055LN50 40 6.0 11 5.5 20 | 100 | 16 4 0.6 8000 LNKX 5050 W220 %
M725B03002T20065LN50 30 7.0 60 | 65 20 | 100 | 16 2 0.5 8000 LNKX 5050 W220
M725B03502T20065LN50 35 7.0 8.5 6.5 20 | 100 | 16 2 0.5 8000 LNKX 5050 W220
M725B04004T20065LN50 40 7.0 11 6.5 20 | 100 | 16 4 0.6 8000 LNKX 5050 W220
M725B03002T20075LN50 30 8.0 60 | 75 20 | 100 | 16 2 0.55 8000 LNKX 5050 W220
M725B03502T20075LN50 35 8.0 8.5 7.5 20 | 100 | 16 2 0.6 8000 LNKX 5050 W220
M725B04004T20075LN50 40 8.0 11 7.5 20 | 100 | 16 4 0.7 8000 LNKX 5050 W220

%

|9

HSS
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT MILLING CUTERS FREZY T-OWE

M725

]
T ’
) "—~
Sl X
} D
=
-}
MAX Insert Wrench
EDP No. D E Pl Cld|L|M|Z| KG e Plytka P
v M725B04004M10010LN10 40 1.0- 1.1 95 085 | 19 30 10 4 0.3 8000 LNKX 1010-1011 W220
5 M725B05004M12010LN10 50 1.0- 1.1 12 1085 | 24 40 12 4 0.4 8000 LNKX 1010-1011 W220
M725B06006M16010LN10 60 1.0- 1.1 13 1085 31 40 16 6 0.5 8000 LNKX 1010-1011 W220
M725B04004M10012LN12 40 1.2-13 9.5 1.0 19 30 10 4 0.3 8000 LNKX 1212-1213 W220
E M725B05004M12012LN12 50 12-13 12 1.0 | 24 40 12 4 0.4 8000 LNKX 1212-1213 W220
a M725B06006M16012LN12 60 1.2 -13 13 1.0 31 40 16 6 0.5 8000 LNKX 1212-1213 W220
M725B04004M10014LN14 40 14-15 9.5 1.2 19 30 10 4 0.3 8000 LNKX 1414-1415 W220
M725B05004M12014LN14 50 14-15 12 12 | 24 40 12 4 0.4 8000 LNKX 1414-1415 W220
M725B06006M16014LN14 60 14-15 13 1.2 31 40 16 6 0.5 8000 LNKX 1414-1415 W220
M725B04004M10016LN16 40 1.6 95 | 14 19 30 10 4 0.3 8000 LNKX 1616 W220
M725B05004M12016LN16 50 1.6 12 14 | 24 40 12 4 0.4 8000 LNKX 1616 W220
M725B06006M16016LN16 60 1.6 13 14 31 40 16 6 0.5 8000 LNKX 1616 W220
% M725B04004M10018LN18 40 1.8 9.5 1.6 19 30 10 4 0.3 8000 LNKX 1818 W220
M725B05004M12018LN18 50 1.8 12 1.6 24 40 12 4 0.4 8000 LNKX 1818 W220
M725B06006M16018LN18 60 1.8 13 16 | 31 40 16 6 0.5 8000 LNKX 1818 W220
G M725B04004M10020LN20 40 | 20-22-25| 95 1.7 19 30 10 4 0.3 8000 LNKX 2020-2022-2025 | W220
2 M725B05004M12020LN20 50 | 20-22-25| 12 1.7 24 40 12 4 0.4 8000 LNKX 2020-2022-2025 | W220
M725B06006M16020LN20 60 | 20-22-25| 13 1.7 | 31 40 16 6 0.5 8000 LNKX 2020-2022-2025 | W220
G
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT MILLING CUTERS FREZY T-OWE

M725

UFG

UFX

UF

"L [a)]
L
o
I X
! D |
=
MAX Insert Wrench >
EDP No. D E P C d L M Z KG RPM Plytka Klucz
M725B04004M10025LN25 40 | 25-27-3.0 | 95 2.2 19 30 10 4 0.3 8000 LNKX 2525-2527-2530 W220
M725B05004M12025LN25 50 25-27-3.0 12 2.2 24 40 12 4 0.4 8000 LNKX 2525-2527-2530 W220 U
L
M725B06006M16025LN25 60 | 25-27-3.0 | 13 2.2 31 40 16 6 0.5 8000 LNKX 2525-2527-2530 W220 o]
M725B04004M10030LN30 40 | 3.0-3.2-35 | 95 2.7 19 30 10 4 0.3 8000 LNKX 3030-3032-3035 W220
M725B05004M12030LN30 50 3.0-32-35 12 2.7 24 40 12 4 0.4 8000 LNKX 3030-3032-3035 W220
M725B06006M16030LN30 60 | 3.0-3.2-35 13 2.7 31 40 16 6 0.5 8000 LNKX 3030-3032-3035 W220 E
M725B04004M10040LN40 40 | 40-42-45 | 95 3.7 19 30 10 4 0.3 8000 LNKX 4040-4042-4045 W220 o
M725B05004M12040LN40 50 | 4.0-4.2-45 12 3.7 24 40 12 4 0.4 8000 LNKX 4040-4042-4045 W220
M725B06006M16040LN40 60 | 40-4.2-45 13 3.7 31 40 16 6 0.5 8000 LNKX 4040-4042-4045 W220
M725B04004M10050LN50 40 | 50-52-55 1] 95 | 45 19 30 10 4 0.4 8000 LNKX 5050-5052-5055 W220
M725B05004M12050LN50 50 | 5.0-5.2-55 12 45 24 40 12 4 0.5 8000 LNKX 5050-5052-5055 W220
M725B06006M16050LN50 60 5.0-5.2-55 13 4.5 31 40 16 6 0.6 8000 LNKX 5050-5052-5055 W220
M725B04004M10060LN50 40 6.0 9.5 5.5 19 30 10 4 0.4 8000 LNKX 5050 W220 —
foa)
()

HSS

ICT
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% IMPLEMENTS MILLING FREZOWANIE

T MILLING CUTERS FREZY T-OWE

=
~d
N
9]

v

[a)]

L

) T D—| I—ﬂ

D

<C

L

o)

MAX Insert Wrench
EDP No. D E P L M Z KG

o 0 c|d RPM Plytka Klucz

5 M725B05004M12060LN50 50 6.0 12 5.5 24 40 12 4 0.5 8000 LNKX 5050 W220
M725B06006M16060LN50 60 6.0 13 5.5 31 40 16 6 0.6 8000 LNKX 5050 W220
M725B04004M10070LN50 40 7.0 9.5 6.5 19 30 10 4 0.4 8000 LNKX 5050 W220
M725B05000M12070LN50 50 7.0 12 6.5 24 40 12 0.5 8000 LNKX 5050 W220
M725B06006M16070LN50 60 7.0 13 6.5 31 40 16 6 0.6 8000 LNKX 5050 W220
M725B04004M10080LN50 40 8.0 9.5 7.5 19 30 10 4 0.4 8000 LNKX 5050 W220
M725B05004M12080LN50 50 8.0 12 7.5 24 40 12 4 0.5 8000 LNKX 5050 W220
M725B06006M16080LN50 60 8.0 13 7.5 31 40 16 6 0.6 8000 LNKX 5050 W220

HSS
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% IMPLEMENTS MILLING FREZOWANIE

ALTERNATIVE HOLDERS UCHWYT ALTERNATYWNY

UFG

=

EXT /

UFX

L2

L1
UF

UFD

- 0)

Weldon %
EDP No. d di d2 L1 L2 L M
EXT-1010-80 10.0 10 10 - - 60 M6 b_)
EXT-1009-100 10.0 9 9 60 20 80 M6 =
EXT-1212-80 12.0 12 12 - - 60 M6
EXT-1211-100 12.0 1 11 60 20 80 M6 —
EXT-1211-120 12.0 11 ih 80 20 100 M6 E
EXT-1211-140 12.0 1 11 100 20 120 M6
EXT-1616-100 16.0 16 16 - - 70 M8
EXT-1615-120 16.0 15 15 70 20 90 M8
EXT-1615-150 16.0 15 15 95 25 120 M8
EXT-2020-100 20.0 20 20 - - 70 M10
EXT-2019-120 20.0 19 19 70 20 90 M10
EXT-2019-160 20.0 19 19 95 25 120 M10 %
EXT-2525-110 25.0 25 25 - - 70 M12 =
EXT-2523-130 25.0 23 23 70 20 90 M12
EXT-2523-170 250 23 23 100 30 130 M12 wn
EXT-2523-210 25.0 23 23 140 30 170 M12 £
EXT-2523-240 25.0 23 23 170 30 200 M12
EXT-3232-120 32.0 32 32 - - 80 M16
EXT-3230-140 320 30 30 80 20 100 M16 L—)
EXT-3230-200 32.0 30 30 130 30 160 M16
EXT-3230-240 32.0 30 30 170 30 200 M16
EXT-3230-300 320 30 30 210 50 260 M16
EXT-4240-220 42.0 40 40 130 20 150 M18
EXT-50.849-215 50.8 49 49 130 20 150 M25
EXT-50.849-265 50.8 49 49 170 30 200 M25
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% IMPLEMENTS MILLING FREZOWANIE

HOLD UCHWYT

EXT

] -

w
-}

L1

r

Ca
d2

Cylindrical Cylindryczny

EDP No. d di d2 L1 L M Q
EXT-1209-120 12 9 11,9 40 100 M6 2°
EXT-1611-120 16 1 15,5 40 100 M6 2°
EXT-1611-150 16 1 15,5 60 130 Mé 2.5°
EXT-2015-160 20 15 19,5 60 130 M8 2°
% EXT-2015-180 20 15 19,5 70 150 M8 2°
EXT-2015-230 20 15 19,5 80 200 M8 2°
EXT-2519-180 25 19 24 70 150 M10 2°
EXT-2519-220 25 19 24 920 190 M10 2°
EXT-3223-200 32 23 28 75 160 M12 2°
EXT-3223-240 32 23 31,5 80 200 M12 2°
% EXT-3230-240 32 30 39 80 200 M16 2.5°
EXT-3230-280 32 30 39 110 240 M16 2°
EXT-4232-280 42 31 41,5 110 240 M16 2°
ﬁ EXT-4232-340 42 31 41,5 120 300 M16 2°
EXT-4232-410 42 31 41,5 150 370 M16 2°
G

|
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MILLING FREZOWANIE
T-SLOT MILLING CUTERS FREZY T-OWE

PRODUCT INTRODUCTION
WPROWADZENIE DO PRODUKTU

UFG

UFX

UFJ

Dia. range 50-80mm
AE 1-12mm

UFD

UFA

UFC

HSS

ICT
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MILLING FREZOWANIE
T-SLOT MILLING CUTERS FREZY T-OWE

PRODUCT INTRODUCTION
WPROWADZENIE DO PRODUKTU

m)
2¥ Dia.range 50-80mm
AE 1-12mm
[a)
L
-]
=
-]
O
L
-]

HSS

ICT

Machining (cutting) speed increases 300%- 500%
Zwiekszenie predkosci skrawania 0 300%-500%

|
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT MILLING CUTERS FREZY T-OWE

UFG

M748

B =
)
O
O
|
o0 (®) =
| e
o )
O
=
MAX Insert Wrench
EDP No. D E AR P d H Z KG RPM Plytka Klucz o
M748B05004240009LN10 | 50 1,0-1,1 9 |085| 24 | 6 4 9000 LNKX 1010/1011 W220 5
M748B05004240010LN12 | 50 1213 9 | 10| 24| 6 4 9000 LNKX1212/1213 W220
M748B05004240012LN14 | 50 1,4-15 9 | 12| 24| 6 4 9000 LNKX1414/1415 W220
M748B05004240014LN16 | 50 1,6 9 | 14| 24 | 6 4 9000 LNKX1616 W220 =
M748B05004240016LN18 | 50 1,8 9 | 16| 24| 6 4 9000 LNKX1818 W220 E
M748B05004240018LN20 | 50 2.0-2.5 9 |1,75| 24 | 6 4 9000 LNKX2020/2022/2025 W220
M748B05004240023LN25 | 50 2.5-2.1 9 |225| 24 | 6 4 9000 LNKX2525/2527/2530 W220
M748B05004240027LN30 | 50 3.0-3.2 9 | 27| 24| 6 4 9000 LNKX3030/3032/3035 W220
M748B06006300009LN10 | 60 1,0-1,1 14 |085| 30 | 6 6 9000 LNKX 1010/1011 W220
M748B08008300009LN10 | 80 1,0-1,1 24 |085| 30 | 6 8 o 9000 LNKX 1010/1011 W220
M748B06006300010LN12 | 60 1213 14 | 10| 30 | 6 6 9000 LNKX1212/1213 W220
M748B08008300010LN12 | 80 1213 24 | 10| 30 | 6 8 9000 LNKX1212/1213 W220 =
M748B06006300012LN14 | 60 1,4-1,5 14 | 12| 30 | 6 6 9000 LNKX1414/1415 W220 >
M748B08008300012LN14 | 80 1,4-1,5 24 |12 | 30 | 6 8 9000 LNKX1414/1415 W220
M748B06006300014LN16 | 60 1,6 14 | 14| 30 | 6 6 9000 LNKX1616 W220 "
M748B08008300014LN16 | 80 1,6 24 | 14| 30 | 6 8 9000 LNKX1616 W220 £
M748B06006300016LN18 | 60 1,8 14 | 16 | 30 | 6 6 9000 LNKX1818 W220
M748B08008300016LN18 | 80 1,8 24 | 16 | 30 | 6 8 9000 LNKX1818 W220
M748B06006300018LN20 | 60 2.0-25 14 |1,75| 30 | 6 6 9000 LNKX2020/2022/2025 W220 "
M748B08008300018LN20 | 80 2.0-25 24 | 1,75| 30 | 6 8 9000 LNKX2020/2022/2025 W220 =
M748B06006300023LN25 | 60 2.5-3.0 14 1225| 30 | 6 6 9000 LNKX2525/2527/2530 W220
M748B08008300023LN25 | 80 2.5-3.0 24 |225| 30 | 6 8 o1 9000 LNKX2525/2527/2530 W220
M748B06006300027LN30 | 60 3.0-35 14 | 27| 30 | 6 6 9000 LNKX3030/3032/3035 W220
M748B08008300027LN30 | 80 3.0-35 24 | 27 | 30 | 6 8 9000 LNKX3030/3032/3035 W220
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT MILLING CUTERS FREZY T-OWE

M749

AR

H o1 D

- f |
> I
| |
= e Pl
)
MAX Insert Screw | Wrench
o EDP No. D E AR P d H VA KG RPM Plytka ¢ruba Klucz
5 M749B05002240034SN11 50 4 11 34 24 6 2 17000 SNEX1102 SC329 W218
M749B05002240042SN11 | 50 5 1M1 | 42 | 24 | 6 2 17000 SNEX1103 SC330 w254
M749B05002240050SN 12 50 6 11 5,0 24 6 2 0,1 17000 SNEX1203 SC482 W249
[ M749B05002240060SN12 50 7 11 6,0 24 6 2 17000 SNEX1204 SC478 W249
E M749B05002240070SN12 | 50 8 1M1 | 70| 24 | 6 2 17000 SNEX12045 SC479 W249
M749B05002240090SN 12 50 10 11 9,0 24 6 2 17000 SNEX1205 SC480 W249
M749B05002240110SN12 50 12 11 11 24 6 2 015 17000 SNEX1207 SC481 W249
M749B06003300034SN11 | 60 4 14 | 34|30 | 6 3 0,1 15000 SNEX1102 SC329 w218
M749B08004300034SN11 | 80 4 24 | 34|30 | 6 4 0,15 13700 SNEX1102 SC329 w218
M749B06003300042SN11 60 5 14 | 42 30 6 3 0,1 15000 SNEX1103 SC330 W254
M749B08004300042SN11 80 5 24 | 42 30 6 4 0,15 13700 SNEX1103 SC330 W254
S M749B06003300050SN11 | 60 6 14 | 50| 30 | 6 3 0,1 15000 SNEX1103 SC482 W249
> M749B08004300050SN11 80 6 24 | 50 30 6 4 0,15 13700 SNEX1103 SC482 W249
M749B06003300060SN12 60 7 14 | 6,0 30 6 3 0,1 15000 SNEX1204 SC478 W249
" M749B08004300060SN12 | 80 7 24 | 60 | 30 | 6 4 0,15 13700 SNEX1204 SC478 W249
2 M749B06003300070SN12 60 8 14 7,0 30 6 3 0,1 15000 SNEX12045 SC479 W249
M749B08004300070SN12 80 8 24 7,0 30 6 4 0,15 13700 SNEX12045 SC479 W249
M749B06003300090SN12 | 60 10 14 | 90| 30 | 6 3 0,1 15000 SNEX1205 SC480 W249
— M749B08004300090SN12 | 80 10 24 | 90| 30 | 6 4 0,15 13700 SNEX1205 SC480 W249
= M749B06003300110SN12 60 12 14 1 30 6 3 0,1 15000 SNEX1207 SC481 W249
M749B08004300110SN12 80 12 24 11 30 6 4 0,15 13700 SNEX1207 SC481 W249

|
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LOT MILLING CHAMFER CUTERS FREZY T-OWE

UFG

M747

P o
D
mﬂ
<Q
w
)
'
H p| D1
f vz a
L
)
E
=
)
Wrench
Klucz
O
M747B0600576160SE13 60 16 13 76 6 5 0,3 11000 SEHT 13T3 W249 SR232 LD"
M747B0800696160SE13 80 16 13 96 6 6 04 8500 SEHT 13T3 W249 SR232

T-SLOT MILLING HALF-ROUND GROOVE CUTERS FREZY T-OWE

M750

=

Klucz
M750B06006062RD80 60 8 6,2 6 6 6 0.3 13000 RDNW803 SC473 W254
M750B08008062RD80 80 8 6,2 6 6 8 0.4 11000 RDNW803 SC473 W254
M750B06004080RD 10 60 10 8,0 6 6 4 0.35 13000 RDKT10T3 SC474 W218
M750B08006080RD 10 80 10 8,0 6 6 6 0.5 11000 RDKT10T3 SC474 W218
M750B06004100RP12 60 12 10 6 6 4 0.5 9500 RPKT1204 SC475 W249
M750B08006100RP12 80 12 10 6 6 6 0.6 9000 RPKT1204 SC475 W249

|
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ALTERNATIVE HOLDERS UCHWYT ALTERNATYWNY

HLR

D;F%H@M

-

w
-}

Weldon
EDP No. D d1 L L1 L2 C H H1 B M
HLR02524040 25 24 40 12
HLR02523100 25 23 100 12
63 37 17 6 12 5
HLR02531040 25 31 40 16
— HLR03230100 32 30 100 16
p=
[a
H Holders Uchwyty Screw Sruba
M748B05004240009LN 10 - M748B05004240027LN30 SC459
cZo M749B05002240034SN11 - M749B05002240050SN12 SC460
Y M749B05002240060SN12 - M749B05002240110SN12 SC461 _
M748B06006300009LN10 - M748B06006300027LN30 sCa59
M748B08008300009LN 10 - M748B08008300027LN30 Locking screw .
) — [ |
Eo M749B06003300034SN11 - M749B06003300050SN 11 sCas0 | B
M749B08004300034SN11 - M749B08004300050SN11 ) =
Lockina screw — D]]]l]l]l]] ..
M749B06003300060SN12 - M749B06003300110SN12 sCa6] - )
_ M749B08004300060SN12 - M749B08004300110SN12 |
) M747B06005760130SE13 - M747B08006960130SE13 SC461 -
M750B06006600000RD80 - M750B08008600000RD80 sca62
M750B06004600000RD 10 - M750B08006600000RD 10
M750B06004600000RD12 - M750B08006600000RD 12 SC461

|
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T-SLOT MILLING CUTERS FREZY T-OWE

2
-]
M715 =

| x

-}

L [

L -}

= 2

o e 5
MAX Insert Wrench
EDP No. D E P d C B Z H KG RPM Plytka Klucz

M715B08000220009LN10 80 1.0 - 1.1 0.85 | 22 34 | 45 8 6 0.15 8000 LNKX 1010-1011 W220 E

M715B08000220010LN12 80 1.2-13 1.0 22 34 | 45 8 6 0.15 8000 LNKX 1212-1213 W220 =
M715B08000220012LN14 80 1.4-15 1.2 22 34 4.5 8 6 0.15 8000 LNKX 1414-1415 W220
M715B08000220014LN16 80 1.6 1.4 22 34 4.5 8 6 0.15 8000 LNKX 1616 W220

M715B08000220016LN18 80 1.8 1.6 22 34 | 45 8 6 0.15 8000 LNKX 1818 W220 %
M715B08000220018LN20 80 | 20-22-25|175| 22 34 | 45 8 6 0.15 8000 LNKX 2020-2022-2025 | W220
M715B08000220023LN25 80 | 25-27-3.0 | 225 | 22 34 4.5 8 6 0.15 8000 LNKX 2525-2527-2530 | W220

M715B08000220027LN30 80 | 3.0-32-35| 27 22 34 | 45 8 6 0.17 8000 LNKX 3030-3032-3035 | W220 —

M715B08000220037LN40 80 | 40-42-45 | 37 22 34 | 45 8 6 0.2 8000 LNKX 4040-4042-4045 | W220 E
M715B08000220045LN50 80 | 5.0-52-55| 45 22 34 4.5 8 6 0.22 8000 LNKX 5050-5052-5055 W220
M715B10000220009LN10 100 1.0 - 1.1 085 | 22 34 | 45 10 6 0.15 6300 LNKX 1010-1011 W220
M715B10000220010LN12 100 1.2-1.3 1.0 22 34 | 45 10 6 0.15 6300 LNKX 1212-1213 W220
M715B10000220012LN14 100 14-15 1.2 22 34 4.5 10 6 0.15 6300 LNKX 1414-1415 W220
M715B10000220014LN16 100 1.6 1.4 22 34 4.5 10 6 0.15 6300 LNKX 1616 W220
M715B10000220016LN18 100 1.8 1.6 22 34 | 45 10 6 0.15 6300 LNKX 1818 W220

M715B10000220018LN20 100 | 202225 | 175 | 22 34 | 45 10 6 0.15 6300 LNKX 2020-2022-2025 | W220 %

M715B10000220023LN25 100 | 252730 |225| 22 34 4.5 10 6 0.15 6300 LNKX 2525-2527-2530 | W220 >
M715B10000220027LN30 100 | 3.0 3.2 35 2.7 22 34 | 45 10 6 0.17 6300 LNKX 3030-3032-3035 | W220
M715B10000220037LN40 100 | 4.0 4.2 45 3.7 22 34 | 45 10 6 0.2 6300 LNKX 4040-4042-4045 | W220

M715B10000220045LN50 100 | 5.05255 4.5 22 34 4.5 10 6 0.22 6300 LNKX 5050-5052-5055 W220 ﬁ
M715B12500320009LN10 125 1.0 1.1 0.85 | 32 44 5.5 12 6 0.2 5000 LNKX 1010-1011 W220
M715B12500320010LN12 125 1.2 13 1.0 32 44 55 12 6 0.2 5000 LNKX 1212-1213 W220

M715B12500320012LN14 125 1415 1.2 32 44 55 12 6 0.2 5000 LNKX 1414-1415 W220 "

M715B12500320014LN16 125 1.6 1.4 32 44 55 12 6 0.2 5000 LNKX 1616 W220 S
M715B12500320016LN18 125 1.8 1.6 32 44 55 12 6 0.2 5000 LNKX 1818 W220
M715B12500320018LN20 125 | 202225 | 1.75 ] 32 44 55 12 6 0.2 5000 LNKX 2020-2022-2025 W220
M715B12500320023LN25 125 | 252730 |225| 32 44 5.5 12 6 0.2 5000 LNKX 2525-2527-2530 | W220
M715B12500320027LN30 125 | 3.0 32 35 2.7 32 44 5.5 12 6 0.22 5000 LNKX 3030-3032-3035 | W220
M715B12500320037LN40 125 | 4.0 4.2 45 3.7 32 44 55 12 6 0.25 5000 LNKX 4040-4042-4045 | W220

|
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T MILLING CUTERS FREZY T-OWE

V]

g

-]

M715 =

>

w

o)

w

- ]

o a

T

5 o | e

MAX Insert Wrench

% EDP No. D E P d C B Z H KG RPM Plytka Klucz
M715B12500320045LN50 125 | 505255 4.5 32 44 5.5 12 6 0.3 5000 LNKX 5050-5052-5055 W220
M715B16000320012LN14 160 14 15 1.2 32 44 55 16 6 0.28 4000 LNKX 1414-1415 W220

U M715B16000320014LN16 160 1.6 1.4 32 44 5.5 16 6 0.28 4000 LNKX 1616 W220

5 M715B16000320016LN18 160 1.8 1.6 32 44 5.5 16 6 0.28 4000 LNKX 1818 W220
M715B16000320018LN20 160 | 202225 | 1.75| 32 44 5.5 16 6 0.28 4000 LNKX 2020-2022-2025 W220
M715B16000320023LN25 160 252730 | 225 32 44 5.5 16 6 0.28 4000 LNKX 2525-2527-2530 W220
M715B16000320027LN30 160 | 3.0 3.2 35 2.7 32 44 5.5 16 6 0.30 4000 LNKX 3030-3032-3035 W220
M715B16000320037LN40 160 | 4.0 4.2 45 3.7 32 44 5.5 16 6 0.35 4000 LNKX 4040-4042-4045 W220
M715B16000320045LN50 160 505255 4.5 32 44 5.5 16 6 0.38 4000 LNKX 5050-5052-5055 W220

HSS

ICT

I —
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DISC MILLING CUTTERS HOLDER UCHWYTY FREZARSKIE DYSKOWE

UFG

DM

UFX

A
d
D1 \
D
UFJ

[a)]
L
L )
4»4 AP
<C
[
EDP No. D D1 d C B L L1 A | Serew e ap =
Sruba
DM04202222 42 22 22 34 4 41 40 80 100 SC321 0.4 1-2mm
DM04225422 55 32 32 44 5 41 40 125 160 | SC322 0.55 1-2mm o
DM05503232 42 22 22 34 4 425 40 80 100 SC321 0.4 2,5-5mm %
DMO05531732 55 32 32 44 5 425 40 125 160 | SC322 0.55 2,5-5mm
|_
=
a
Spare parts Czesci zamienne
Arbor screw
For Do For Do Screw Sruba Arbor scre =
Sruba osiowa &
DMMO04202222 DMMO04225422 SC321 SC323 5
DMMO05503232 DMMO05531732 SC321 SC324 Lok
Sruba blokujaca — DD |1 D -
Arb i Al
oo srona— || I T
Locki N
ruba blokujaca — D [ [ED
L =
v

|
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INSERT PLYTKI

Milling Inserts Ptytki do frezowania

LNKX
Tolerances
s +0,03
= c C
= AN
o i
S 1]
Dimensions Wymiary (mm) Coating Cermet Uncoated
% Insert shapg aral:gs::rt\ ent Type
Krztatt ptytki Ukad plytek Typ S | c g g g g g g
N WD [e)} N |[©
U LNKX 1616 C320 1.6 9 | 003 . .
5 LNKX 1818 €320 1.8 9 |003 . .
N7 LNKX 2020 C320 2.0 9 | 003 . .
— LNKX 2022 C320 2.2 9 0.03 . .
|| LNKX 2025 C320 25 9 0.03 . .
E 7 7 LNKX 2525 C320 25 9 | 005 . .
o = LNKX 2527 C320 2.7 9 0.05 . .
LNKX 2530 C320 3.0 9 0.05 . .
| LNKX 3030 C320 3.0 9 0.05 . .
A LNKX 3032 C320 3.2 9 | 005 . .
— LNKX 3035 320 35 9 | 005 . .
C320 || LNKX 4040 C320 4.0 9 0.05 . .
| | LNKX 4042 C320 4.2 9 0.05 . .
H LNKX 4045 C320 4.5 9 0.05 . .
= LNKX 5050 C320 5.0 9 | 005 . .
6 LNKX 5052 C320 5.2 9 0.05 . .
LNKX 5055 C320 55 9 0.05 . .

HSS

ICT

Material Materiat

Wood Drewno

Calcium Silicate Ptyta gipsowa

Gypsum Gips
Bakelite Bakelit

|
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INSERT PLYTKI

Milling Inserts Ptytki do frezowania

UFG

LNKX
>
Tolerances 5
+0,03
S . S
e C C o T
T/ N T >
(&)
L
>
Dimensions Wymiary (mm) Coating Cermet Uncoated
Insert shape Ll t Type =
Krztatt plytki | $/andSmEw Typ S AnAn: 3 N =
ad ptyte S | C NININ ] NN
LSHEECSRFN (o)} N | ©
LNKX 1010 C321 1.0 9 0.03 . . u
LNKX 1011 C321 11 9 | 003 . . 5
(7 LNKX 1212 C321 1.2 9 0.03 . .
— LNKX 1213 C321 13 9 0.03 . .
B LNKX 1414 C321 1.4 9 0.03 . .
LNKX 1415 C321 1.5 9 0.03 . . E
| LNKX 1616 C321 1.6 9 0.03 . . o
YI:k LNKX 1818 C321 1.8 9 0.03 . .
@21 = H
LNKX 1010 C322 1.0 9 0.03 . .
. LNKX 1011 C322 1.1 9 0.03 . .
E LNKX 1212 C322 1.2 9 0.03 . . =
LNKX 1213 322 13 9 | 003 . . ]
LNKX 1414 C322 1.4 9 0.03 . .
LNKX 1415 C322 1.5 9 0.03 . .
LNKX 1616 C322 1.6 9 0.03 . .
— LNKX 1818 C322 1.8 9 0.03 . . &
B T
322
'_
Y
Material Materiat
Wood Drewno Copper Miedz
Aluminium Aluminium Copper pipe Miedziana rura

Aluminium pipe Rury aluminium
Bakelite Bakelit
Bakelite pipe

Acrylic Akryl
Plastic Plastik

Plastic pipe Plastikowa rura

Paper Papier

A For over Tmm pipe cut

Drapery Draperia
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ICT

MILLING FREZOWANIE

$0% IMPLEMENTS

INSERT PLYTKI

Milling Inserts Ptytki do frezowania

LNKX
Tolerances
+0,03
S
S I LN S
Dimensions Wymiary (mm) Coating Cermet Uncoated
Il?sert shape aralr?gs:::ent [VES - o
rztatt plytki Ukad plytek Typ : | . g g g g g g
N (WD [e)} N[O
LNKX 2020 C321 2.0 9 | 005 . .
LNKX 2022 C321 22 9 | 005 . .
LNKX 2025 C321 25 9 | 005 . .
LNKX 2525 C321 25 9 | 005 . .
LNKX 2527 C321 2.7 9 | 005 . .
LNKX 2530 C321 3.0 9 | 005 . .
i_; LNKX 3030 C321 3.0 9 | 005 . .
LNKX 3032 C321 32 9 | 005 . .
I LNKX 3035 C321 3.5 9 | 005 . .
LNKX 4040 C321 40 9 | 005 . .
LNKX 4042 C321 42 9 | 005 . .
€321 YIjU’7 LNKX 4045 C321 45 9 | 005 . o
=N LNKX 5050 C321 5.0 9 | 005 . .
LNKX 5052 C321 5.2 9 | 005 . .
LNKX 5055 C321 5.5 9 | 005 . .
YIL,__'7 LNKX 2020 C322 20 9 | 005 . .
] LNKX 2022 C322 22 9 | 005 . .
LNKX 2025 C322 25 9 | 005 . .
LNKX 2525 C322 25 9 | 005 . .
=< LNKX 2527 C322 27 9 | 005 . .
YI:J’7 LNKX 2530 C322 3.0 9 | 005 . .
Y LNKX 3030 C322 3.0 9 | 005 . .
e LNKX 3032 C322 3.2 9 | 005 . .
LNKX 3035 C322 3.5 9 | 005 . .
LNKX 4040 C322 40 9 | 005 . .
322 LNKX 4042 C322 42 9 | 005 . .
LNKX 4045 C322 45 9 | 005 . .
LNKX 5050 C322 5.0 9 | 005 . .
LNKX 5052 C322 5.2 9 | 005 . .
LNKX 5055 C322 5.5 9 | 005 . .

Material Materiat

Wood Drewno

Plastic pipe Plastikowa rura

Aluminium Aluminium Paper Papier
Aluminium pipe Rury aluminium Drapery Draperia
Bakelite Bakelit Copper Miedz

Bakelite pipe

Copper pipe Miedziana rura

Acrylic Akryl

Plastic Plastik

A For over Tmm pipe cut
Ciecie rury o grubosci powyzej Tmm
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INSERT PLYTKI

Milling Inserts Ptytki do frezowania

UFG

LNKX
S
(N
S
Tolerances
+0,03 -
C_ _C [T
| =
T (&)
L L
>
Dimensions Wymiary (mm) Coating Cermet Uncoated
Insert shape aralr?s::: ent Type =
Krztatt plytki | $/andSmEw Typ S AnAn: 3 N =
ad ptyte S | C NININ ] NN
LSHEECSRFN (o)} N |©
LNKX 2020 C394 2.0 9 0.05 . u
< LNKX 2025 C394 25 9 | 005 . 5
— LNKX 2530 C394 3.0 9 | 005 .
LNKX 4040 C394 4.0 9 0.05 .
LNKX 5050 C394 5.0 9 0.05 .
| =
=
/ =
C394 —
] LNKX 2020 C324 2.0 9 0.05 .
. LNKX 2025 C324 2.5 9 0.05 .
<_7 LNKX 2530 C324 3.0 9 0.05 .
— LNKX 4040 C324 4.0 9 0.05 .
LNKX 5050 C324 5.0 9 0.05 . =
o0
|| (]
324 —
(%]
v
I

ICT

Material Materiat

Stainless steel Stal nierdzewna

Stainless steel pipe Rura ze stali nierdzewnej

. . . . . A For over Tmm pipe cut
Difficult cuting material Trudno obrabialne materiaty
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INSERT PYTKI

Milling Inserts Ptytki do frezowania

LNKX
Tolerances
+0,03
.S, -~S.
) / C C \
L b S
[a)]
L
)
Dimensions Wymiary (mm) Coating Cermet Uncoated
% Insert shape aral:gs::\: ent Type
Krztatt ptytki Ukad plytek Typ - | . g g g ‘z g g
N WD [e)} N |\©
U LNKX 1010 C325 1.0 9 0.03 .
5 <_; LNKX 1011 C325 1.1 9 0.03 .
E LNKX 1212 C325 1.2 9 0.03 .
LNKX 1213 C325 1.3 9 0.03 .
|| LNKX 1414 C325 1.4 9 0.03 .
E LNKX 1415 C325 1.5 9 0.03 .
a \ > LNKX 1616 C325 1.6 9 0.03 .
—1 LNKX 1818 C325 1.8 9 0.03 .
325 B
LNKX 1010 C326 1.0 9 0.03 .
D7 LNKX 1011 C326 1.1 9 0.03 .
— LNKX 1212 C326 1.2 9 0.03 .
) LNKX 1213 C326 13 9 | 003 .
> LNKX 1414 C326 1.4 9 0.03 .
3 LNKX 1415 €326 1.5 9 | 003 .
YEk LNKX 1616 C326 1.6 9 0.03 .
_ LNKX 1818 C326 1.8 9 0.03 .
—
C326
wv)
(9]
T
}_
Y

Material Materiat

Steel Stal

Stainless steel Stal nierdzewna

Cast Iron Zeliwo

Difficult cuting material Trudno obrabialne materiaty

|
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INSERT PYTKI

Milling Inserts Ptytki do frezowania

UFG

LNKX
=
Tolerances >
+0,03
S S
SN LN s
=)
=)
Dimensions Wymiary (mm) Coating Cermet Uncoated
Insert shape iz Type =
Krztatt plytki ad’f:c?eme“t Typ S AnAn: 3 N =
N WD o N |©
LNKX 2020 C412 20 9 | 005 . . U
LNKX 2022 C412 2.2 9 | 005 . . 5
LNKX 2025 C412 2.5 9 | 005 . .
LNKX 2525 C412 25 9 | 005 . .
LNKX 2527 C412 27 9 | 005 . .
LNKX 2530 C412 3.0 9 | 005 . . E
\Y_/ LNKX 3030 C412 3.0 9 | 005 . . a
LNKX 3032 C412 3.2 9 | 005 . .
I LNKX 3035 C412 3.5 9 | 005 . .
LNKX 4040 C412 40 9 | 005 . .
ca1 LNKX 4042 C412 42 9 | 005 . .
yljul7 LNKX 4045 C412 45 9 | 005 . .
=N LNKX 5050 C412 5.0 9 0.05 . .
LNKX 5052 C412 5.2 9 | 005 . .
LNKX 5055 C412 55 9 | 005 . . =
S
YIU__’7 LNKX 2020 C414 2.0 9 | 005 . .
— LNKX 2022 C414 22 9 | 005 . .
LNKX 2025 C414 25 9 | 005 . .
LNKX 2525 C414 25 9 | 005 . . A
LNKX 2527 C414 27 9 | 005 - . B
Y]rul7 LNKX 2530 C414 3.0 9 | 005 . .
_Y LNKX 3030 C414 3.0 9 | 005 . .
LNKX 3032 C414 3.2 9 | 005 . .
T LNKX 3035 C414 35 9 | 005 . . L':J
LNKX 4040 C414 40 9 | 005 . .
ca14 LNKX 4042 C414 42 9 | 005 c .
LNKX 4045 C414 45 9 | 005 . .
LNKX 5050 C414 5.0 9 | 005 . .
LNKX 5052 C414 5.2 9 | 005 . .
LNKX 5055 C414 5.5 9 | 005 . .

Material Materiat

Steel Stal Stal

Steel pipe Stalowa rura

Stainless steel Stal nierdzewna

Stainless steel pipe Rura ze stali nierdzewnej

Cast Iron Zeliwo

A For over Tmm pipe cut

Difficult cuting material Trudno obrabialne materiaty
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$0% IMPLEMENTS

INSERT PYTKI

Milling Inserts Ptytki do frezowania

LNKX
Tolerances
+0,03 s
5 =
[a)]
L v
)
Dimensions Wymiary (mm) Coating Cermet Uncoated
% Insert shapg aralr?gs::: ent Type
Krztatt ptytki Ukad plytek Typ s | c g g g g g g
N WD [e)} N |©
U LNKX 2020 C327 2.0 9 0.05 .
5 LNKX 2022 C327 22 9 | 005 .
LNKX 2025 C327 2.5 9 0.05 .
LNKX 2525 C327 2.5 9 0.05 .
m LNKX 2527 C327 2.7 9 0.05 .
E LNKX 2530 C327 3.0 9 0.05 .
a LNKX 3030 C327 3.0 9 0.05 .
LNKX 3032 C327 3.2 9 0.05 .
LNKX 3035 C327 35 9 0.05 .
LNKX 4040 C327 4.0 9 0.05 .
€327 LNKX 4042 C327 42 9 | 005 .
LNKX 4045 C327 4.5 9 0.05 .
LNKX 5050 C327 5.0 9 0.05 .
LNKX 5052 C327 5.2 9 0.05 .
= LNKX 5055 C327 5.5 9 0.05 .
S
LNKX 2020 C328 2.0 9 0.05 .
LNKX 2022 C328 2.2 9 0.05 .
LNKX 2025 C328 2.5 9 0.05 .
A LNKX 2525 C328 2.5 9 0.05 .
L L] LNKX 2527 C328 2.7 9 | 005 .
LNKX 2530 C328 3.0 9 0.05 .
LNKX 3030 C328 3.0 9 0.05 .
— LNKX 3032 C328 3.2 9 0.05 .
9] LNKX 3035 C328 35 9 0.05 .
LNKX 4040 C328 4.0 9 0.05 .
€328 LNKX 4042 C328 42 9 | 005 .
LNKX 4045 C328 45 9 0.05 .
LNKX 5050 C328 5.0 9 0.05 .
LNKX 5052 C328 5.2 9 0.05 .
LNKX 5055 C328 5.5 9 0.05 .

Material Materiat

Steel Stal Stal

Steel pipe Stalowa rura

Stainless steel Stal nierdzewna

Stainless steel pipe Rura ze stali nierdzewnej

Cast Iron Zeliwo

Difficult cuting material Trudno obrabialne materiaty

ICT-42
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INSERT PYTKI

Milling Inserts Ptytki do frezowania

UFG

LNKX
S
(N
S
Tolerances
+0,03 —
| f
O >
i O
L
>
Dimensions Wymiary (mm) Coating Cermet Uncoated
<C
Insert shape aralr?gs::: ant Type S
Krztatt ptytki Typ 0| | o o|o
Ukad plytek ¢ s | [RISI8 8 88
N WD (o)} N | ©
LNKX 2020 C323 2.0 9 0.05 . b_)
LNKX 2022 C323 2.2 9 0.05 . )
< LNKX 2025 C323 25 9 | 005 .
— LNKX 2525 C323 2.5 9 0.05 .
LNKX 2527 C323 2.7 9 | 005 . _
| | LNKX 2530 C323 3.0 9 0.05 . =
o
A\
323 —
B LNKX 2020 C330 2.0 9 0.05 .
<7 LNKX 2022 C330 22 9 | 005 .
— LNKX 2025 C330 2.5 9 0.05 .
LNKX 2525 C330 2.5 9 0.05 .
— LNKX 2527 C330 2.7 9 0.05 . %
A\ LNKX 2530 C330 3.0 9 | 005 . v
330

HSS

ICT

Material Materiat

Steel pipe Stalowa rura Rura stalowa

Stainless steel pipe Rura ze stali nierdzewnej

A For over 5mm pipe cut

Difficult cuting material Trudno obrabialne materiaty
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TECHNICAL INFO INFOR A TECHNICZNA

Series Seria - LNKX
Material Material Recom. feed fz mm/tooth ae/
Materiat group No. Dc=10% B ECER R ECEER
1 0.04-0.12 P323/P326
2 0.04-0.10 P323/P326
w
o)
3 0.04-0.10 P323/P326
Steel
Stal
4 0.04-0.10 P323/P326
[a)]
. 5 0.04-0.08 P323/P326
)
6 0.04-0.07 P323/P326
FELC DGR O 7 0.03-0.06 P323/P326
< Stal hartowana
5 8 0.04-0.12 P323/P326
A 9 0.04-0.10 P323/P326
Stainless Steel
U Stal nierdzewna 10 0.04-0.09 P323/P326
L
)
11 0.04-0.08 P323/P326
12 0.04-0.12 P327/P324
= 13 0.04-0.12 P327/P324
E Cast Iron ) )
zeliwo 14 0.04-0.11 P327/P324
15 0.04-0.10 P327/P324
Non-ferrous 16 0.06-0.13 P324
materials
Materiaty
el e 17 0.06-0.12 P324
CZQ 20 0.06-0.08 P323/P326
()] .
Plastics 21 0.04-0.06 P323/P326
Tworzywa Sztuczne
22 0.04-0.07 P323/P326
wv)
(9]
T
}_
&)

L |
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TECHNICAL INFO INFOR A TECHNICZNA

Cutting Conditions / Parametry skrawania (ae/De=10%)

UFG

s o Grade Gatunek ;
i o 2
Material 35 P321 P323 P324 P326 P329
Materiat [
5 Z
Ve (m/min)
1 - - - - - - - - - 179 | 161 | 140 - - - )
-]
2 - - - - - - - - - 140 | 126 | 113 - - -
Steel 3 - - - - - - - - - 126 | 113 | 102 - - -
Stal 4 - - - - - - - - - 12 | 102 | o - - -
2
5 101 91 81 S
6 - - - - - - - - - 91 - - - - -
Hardened Steel 7 ) ) B ) } ) ) ) ) } ) 3 ) } )
Stal hartowana
<C
L
8 - - - - - - - - - 128 | 109 | 99 - - - )
Stainless Steel 9 . ) . B B ) ) B B 112 96 86 B B )
Stal nierdzewna 10 _ _ _ R R _ _ - R 9% 80 74 - R -
1 - - - - - - - - - 74 | 64 - - - - ;
12 - - - - - - 140 | 119 | 105 - - - - - -
Cast Iron 13 - - - - - - 126 | 105 | 98 - - - - - -
Zeliwo 14 - - - - - - 112 | 98 | 91 - - - - - -
'_
15 - - - - - - 88 | 81 - - - - - - - p=
a
Non-ferrous 16 - - - - - - 1150 | 950 850 - - - 1150 | 950 850
materials
Materiaty
niezelazne 17 - - - - - - 950 780 700 - - - 950 750 700
20 - - - - - - 30 | 25 - 50 | 45 - - - -
Plastics 21 - - - - - - L2 | 15| - |3 | 4 | - - - -
Tworzywa Sztuczne
22 - - - - - - 30 | 25 - 50 | 45 - - - - =z
foa)
|9
w0
%)
T
Cutting Conditions / Parametry skrawania
Operations Speed factor —
Operacje 129 Al Wspétczynnik predkosci 9]
Radial |pfegd } 0,05 0,10 0,14 0,65
Zagtebianie
2% 0,21 0,44 0,65 1,20
5% 0,14 0,28 0,41 1,10
Side milling 10% 0,10 0,20 0,30 1,00
Frezowanie boczne
20% 0,07 0,14 0,21 0,90
30% 0,06 0,12 0,18 0,85
Average chip thickness hm 0,03 0,06 0,09 -
Sredni przekréj wiéra

|
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$0% IMPLEMENTS

TECHNICAL INFO INFORMACJA TECHNICZNA

fz (mm/tooth)

= = AE
D
Feed Posuw fz
Q A E Material group Grupa materiatu
>
1234 56 891011 12131415 1617 202122
1.0-1.3mm 0.015-0.025 0.015-0.02 0.015-0.02 0.02-0.03 0.01-0.03 0.01-0.015
1.4-1.7mm 0.02-0.03 0.015-0.025 0.02-0.03 0.02-0.04 0.02-0.04 0.015-0.025
<C
5 1.8-2.2mm 0.03-0.05 0.03-0.04 0.02-0.03 0.03-0.06 0.03-0.08 0.02-0.03
2.5-3.0mm 0.03-0.06 0.03-0.05 0.03-0.05 0.03-0.08 0.03-0.1 0.03-0.04
3.0-3.5mm 0.04-0.08 0.03-0.06 0.03-0.06 0.04-0.1 0.04-0.1 0.03-0.05
U 4.0-4.5mm 0.04-0.08 0.03-0.06 0.03-0.06 0.04-0.1 0.04-0.1 0.03-0.05
L
) 5.0-5.5mm 0.05-0.1 0.04-0.08 0.04-0.07 0.05-0.12 0.05-0.17 0.04-0.06
|_
= |
[a
Stock to be (1)
removed
pd
o
()
Stock to be
A (2]
N removed
T
'_
Y

Pluging to mill FZ-50%
Ramping to mill Fz-100%
Mill Fz-100%

Ramping Fz-100%
Pluging o mill Fz-50%

uhwN =

I —
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TECHNICAL INFO INFOR A TECHNICZNA

UFG

SAW BLADE FREZ TARCZOWY -
Material :ZI:. e FEED [mm/ >
Materiat § S D [mm] z Ve [m/min] fz [mm] [mm] RPM [min1] min]

Yz
80 8 160 0.06 12 636 305 -
100 10 160 0.06 15 509 305 =]
125 12 160 0.06 18 407 293
1 160 16 160 0.06 24 318 305
Alloy Steel § 200 20 160 0.06 30 255 306 o
Stal stopowa 4 250 26 160 0.06 37 203 316 =
300 30 160 0.06 45 170 306
350 36 160 0.06 52 145 313
400 40 160 0.06 60 127 305 %
450 46 160 0.06 67 13 312
80 8 120 0.05 12 500 200
100 10 120 0.05 15 400 200 O
125 12 120 0.05 18 320 230 5
160 16 120 0.05 24 250 200
High Alloy Steel | 200 20 120 0.05 30 200 200
AR o 6 250 26 120 0.05 37 160 208 =
powa =
300 30 120 0.05 45 130 195 =
350 36 120 0.05 52 115 207
400 40 120 0.05 60 100 200
450 46 120 0.05 67 85 195
80 8 70 0.06 12 278 133
100 10 70 0.06 15 222 133
125 12 70 0.06 18 178 128 _
160 16 70 0.06 24 139 133 )
Stainless steel g 200 20 70 0.06 30 11 133
Stalnierdzewna | 250 26 70 0.06 37 89 138
300 30 70 0.06 45 74 133 9
350 36 70 0.06 52 63 136 T
400 40 70 0.06 60 55 132
450 46 70 0.06 67 49 135
80 8 120 0.1 12 500 400 5
100 10 120 0.1 15 400 400
125 12 120 0.1 18 320 380
160 16 120 0.1 24 250 400
Grey Cast Iron :g 200 20 120 0.1 30 200 400
Zeliwo szare 14 250 26 120 0.1 37 160 410
300 30 120 0.1 45 130 390
350 36 120 0.1 52 110 390
400 40 120 0.1 60 100 400
450 46 120 0.1 67 85 390

|
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TECHNICAL INFO INFOR A TECHNICZNA

SAW BLADE FREZ TARCZOWY
Material % S FEED [mm/
Materiat E & D [mm] Z Vc [m/min] fz [mm] [mm] RPM [min1] ATl
O
. 80 8 1100 0.1 12 4500 3600
=) 100 10 1100 0.1 15 3600 3600
125 12 1100 0.1 18 2900 3480
160 16 1100 0.1 24 2500 4000
o Aluminium 16 200 20 1100 0.1 30 1800 3600
> Aluminium 17 250 26 1100 0.1 37 1400 3600
300 30 1100 0.1 45 1210 3630
350 36 1100 0.1 52 1030 3700
% 400 40 1100 0.1 60 910 3640
450 46 1100 0.1 67 810 3720
80 8 40 0.05 12 160 64
U 100 10 40 0.05 15 130 65
L
) 125 12 40 0.05 18 105 63
160 16 40 0.05 24 82 65
Tialloy ;‘1) 200 20 40 0.05 30 65 65
E Stop tytanu 2 250 26 40 0.05 37 52 67
o 300 30 40 0.05 45 43 64
350 36 40 0.05 52 38 68
400 40 40 0.05 60 33 66
450 46 40 0.05 67 29 66
80 8 1600 0.12 12 6500 6800
100 10 1600 0.12 15 5300 6300
_ 125 12 1600 0.12 18 4250 6100
S 160 16 1600 0.12 24 3320 6350
Wood 200 20 1600 0.12 30 2650 6300
Drewno 250 26 1600 0.12 37 2100 6500
9 300 30 1600 0.12 45 1750 6300
T 350 36 1600 0.12 52 1510 6500
400 40 1600 0.12 60 1320 6300
450 46 1600 0.12 67 1160 6400
5 80 8 1800 0.1 12 7500 6000
100 10 1800 0.1 15 6000 6000
125 12 1800 0.1 18 4800 5760
160 16 1800 0.1 24 3750 6000
T:/l::;;cv:a 200 20 1800 0.1 30 3000 6000
Sztuczne 250 26 1800 0.1 37 2400 6240
300 30 1800 0.1 45 2000 6000
350 36 1800 0.1 52 1700 6120
400 40 1800 0.1 60 1500 6000
450 46 1800 0.1 67 1320 6000

|
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T-SLOT MILLING CUTERS FREZY T-OWE

M718

UFG

UFX

UF

UFD

MAX Insert Screw | Wrench
b <
EDP No D E P d C B Z H KG RPM Plytka éruba | Klucz L:'S
M718B0800822003SN11 80 | 4 3.4 22 34 45 8 6 0.2 13700 SNEX 1102 | SC329 | W218
M718B0800822004SN11 80 | 5 42 22 34 45 8 6 0.2 13700 SNEX 1103 | SC330 | W254
M718B1001022003SN11 | 100 | 4 34 22 34 45 10 6 0.5 12000 SNEX 1102 | SC329 | W218 U
M718B1001022004SN11 | 100 | 5 42 22 34 45 10 6 0.5 12000 SNEX 1103 | SC330 | W254 5
M718B1251232003SN11 | 125 | 4 34 32 44 5.5 12 6 0.6 10900 SNEX 1102 | SC329 | W218
M718B1251232004SN11 | 125 | 5 42 32 a4 5.5 12 6 0.6 10900 SNEX 1103 | SC330 | W254
M718B1601632003SN11 | 160 | 4 34 32 44 5.5 16 6 0.7 8300 SNEX 1102 | SC329 | W218 E
M718B1601632004SN11 | 160 | 5 42 32 44 5.5 16 6 0.7 8300 SNEX 1103 | SC330 | W254 [u
=
[aa)]
(@]
(Vp]
v
T
'_
v
Accessories / Akcesoria
Tool Insert
Narzedzie Plytka Screw Wrench
Sruba Klucz
LNKT 1102 SC329 w218
LNKT 1103 SC330 w218

|
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DISC MILLING CUTTE OLDER UCHWYTY FREZARSKIE DYSKOWE

DM

[a)]
L
= =
4»4 AP
s s
> EDP No. D D1 d C B L L1 A reW | ka ap
Sruba

DM04202222 42 22 22 34 4 41 40 80 100 SC321 0.4 1-2mm
U DM04225422 55 32 32 44 5 41 40 125 160 SC322 0.55 1-2mm
5 DM05503232 42 22 22 34 4 425 40 80 100 SC321 0.4 2,5-5mm

DMO05531732 55 32 32 44 5 425 40 125 160 | SC322 0.55 2,5-5mm
|_
=
[a

Spare parts Czesci zamienne
Arbor screw
= For Do For Do Screw Sruba Arbor scre
) Sruba osiowa
DMMO04202222 DMMO04225422 SC321 SC323 H
DMMO05503232 DMMO05531732 SC321 SC324 _
- Locking screw —» D]]]]ﬂ]]ﬂ | iy
£ Arbor screw _’[Dm i
Locking screw — D]]]]l]]]l] 7 D

}_ =
Y

|
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT MILLING CUTERS FREZY T-OWE

UFG

PRODUCT INTRODUCTION
WPROWADZENIE DO PRODUKTU

UFX

UF

M7A45 T -slot transformer series
Seria T-owa z converterem

Dia. range 160-250mm AE 6-30mm

UFD

UFC UFA

y
~

h
[
|
—> ] s
L
1
y
Hss CBN “ PMT

ICT
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DISC MILLING CUTTERS FREZY TARCZOWE

M745

w

)

[a)]

L

)

— [l
MAX Insert Screw Wrench

<C 5

5 EDP No. D E P C |H d Z | Zc KG RPM Plytka <ruba Klucz
M745B16016320050SN 12 160 6 5 52 8 32 16 8 0,8 8300 SNEX1203 SC482 W249
M745B16016320070SN12 160 8 7 52 8 32 16 8 0,8 8300 SNEX12045 SC479 W249

U M745B16016320090SN 12 160 10 9 52 8 32 16 8 1,1 8300 SNEX1205 SC480 W249

5 M745B16016320110SN12 160 12 11 52 8 32 16 8 1,3 8300 SNEX1207 SC481 W249
M745B20018400050SN 12 200 6 5 70 10 40 18 9 1,6 4200 SNEX1203 SC482 W249
M745B20018400070SN12 200 8 7 70 10 40 18 9 1,7 4200 SNEX12045 SC479 W249

E M745B20018400090SN 12 200 10 9 70 10 40 18 9 1,8 4200 SNEX1205 SC480 W249

a M745B20018400110SN12 200 12 11 70 10 40 18 9 2,1 4200 SNEX1207 SC481 W249
M745B25024400050SN12 250 6 5 70 10 40 24 12 33 3800 SNEX1203 SC482 W249
M745B25024400070SN12 250 8 7 70 10 40 24 12 3,5 3800 SNEX12045 SC479 W249
M745B25024400090SN 12 250 10 9 70 10 40 24 12 3,7 3800 SNEX1205 SC480 W249
M745B25024400110SN12 250 12 11 70 10 40 24 12 3,9 3800 SNEX1207 SC481 W249

=

o

)

HSS

ICT

|
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DISC MILLING CUTTERS HOLDER UCHWYTY FREZARSKIE DYSKOWE

DNM | .

UFG

UFX

-
o o e e e e
UFJ

UFD

<C

EDP No. D D1 d C B L L1 A KG 5
DNMO065320045 65 32 32 52 45 39,5 160
DNMO065318045 65 31,75 32 52 45 39,5 160
DNM065400045 65 40 32 52 45 39,5 160 08 ;
DNMO065381045 65 38,1 32 52 8 45 39,5 160
DNM090400050 90 40 40 70 50 44,5 200 250
DNM090381050 90 38,1 40 70 50 44,5 200 250 1,2
DNM090508050 90 50,8 40 70 50 44,5 200 250

HSS

ICT

|
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UFA UFD

UFC

HSS

ICT

MILLING FREZOWANIE

$0% IMPLEMENTS

O 7 TS e e
L

MILLING CUTTER SPARE PARTS CZESCI ZAMIENNE FREZOW

Lockingscrew @ DE

Arbor screw

_ >

Locking screw DE
_—

NN

= NN

Spare parts Czesci zamienne
Holders Screw Arbor Screw Holders Screw Arbor Screw
Uchwyty Sruba Sruba osiowa Uchwyty Sruba Sruba osiowa
M745B16016320050SN12 M743B16016320125SN10
SC463 SC464
M745B16016320070SN12 M743B16016320145SN10
M745B16016320090SN12 M743B16016320165SN13
SC464 SC465
M745B16016320110SN12 M743B16016320185SN13
M745B20018400050SN12 M743B16016320205SN13
SC463 SC466
M745B20018400070SN12 M743B160163202355N16
M745B20018400090SN12 scass M743B16016320285SN16 SC467
M745B20018400110SN12 SC472 M743B20020400125SN10 scas
464
M745B25024400050SN12 scas3 M743B20020400145SN10
M745B25024400070SN12 M743B20020400165SN13 scass
M745B25024400090SN 12 sCa6a M743B20020400185SN13 SC472
M745B25024400110SN12 M743B200204002055N13 scass
M744B16016320000LN13 M743B200204002355N16
M744B20020400000LN13 SC465 M743B20020400285SN16 SC467
M744B25024400000LN13 M743B25024400125SN10 scasa
M743B25024400145SN10
M743B250244001655N13
SC465
M743B25024400185SN13
M743B250244002055N13
SC466
M743B25024400235SN16
M743B25024400285SN16 SC467

ICT-54

www.tizimplements.eu




$0% IMPLEMENTS

INSERT PYTKI

MILLING FREZOWANIE

Milling Inserts Ptytki do frezowania

SNEX
o ;
\
Dimensions Wymiary (mm) Coating Cermet Uncoated
Insert shape Type
Krztatt ptytki Typ Cutting rake S | A o x|
Kat ciecia NG|R & it
SNEX 1102 C331 23 11.0 .
SNEX 1103 C331 2.7 11.0 .
SNEX 1203 C331 3.2 12.7 .
SNEX 1204 C331 25° 40 12.7 .
SNEX 1204 C331 45 12.7 .
C331 SNEX 1205 C331 54 12.7 .
SNEX 1207 C331 7.0 12.7 .
SNEX 1102 C337 23 11.0 . .
SNEX 1103 C337 2.7 11.0 . .
SNEX 1203 C337 32 12.7 . .
SNEX 1204 C337 157 4.0 12.7 . .
SNEX 1204 C337 45 12.7 . .
337 SNEX 1205 C337 5.4 12.7 . .
SNEX 1207 C337 7.0 12.7 . .

ICT-55
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TECHNICAL INFO INFOR A TECHNICZNA

Series Serie - SNEX
Material Material Recom. feed fz mm/tooth ae/
Materiat group No. Dc=10% SN2, 8CEP SN2HCEER
1 0.14-0.30 P323/P326
2 0.14-0.25 P323/P326
w
o)
3 0.14-0.22 P323/P326
Steel
Stal
4 0.14-0.22 P323/P326
[a)]
. 5 0.14-0.20 P323/P326
>
6 0.10-0.15 P323/P326
Hardened Steel
- [ e— 7 0.10-0.13 P323/P326
5 8 0.14-0.25 P323/P326
A 9 0.14-0.22 P323/P326
Stainless Steel
v Stal nierdzewna 10 0.14-0.20 P323/P326
L
>
11 0.10-0.15 P323/P326
12 0.14-0.30 P327/P324
= 13 0.14-0.22 P327/P324
E Cast Iron ) )
zeliwo 14 0.14-0.20 P327/P324
15 0.10-0.15 P327/P324
Non-ferrous 16 0.16-0.30 P324
materials
Materiaty
el 17 0.16-0.25 P324
cZo 20 0.14-0.20 P323/P326
() .
Plastics 21 0.10-0.13 P323/P326
Tworzywa Sztuczne
22 0.14-0.20 P323/P326
n
n
T
}_
Y

|
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TECHNICAL INFO INFOR A TECHNICZNA

Cutting Conditions / Parametry skrawania (ae/De=10%)

MILLING FREZOWANIE

UFG

UFX

UF

UFD

UFA

UFC

Sredni przekréj widra

Grade Gatunek
2o
Material a > P323 P327 P324 P326
Materiat E e ]
g Z Vc (m/min)
0,10 0,20 0,30 0,10 0,20 0,30 0,10 0,20 0,30 0,10 0,20 0,30
1 205 175 155 - - - 232 208 188 - - -
2 180 155 135 - - - 210 188 169 - - -
Steel 3 150 125 15 - - - 189 170 153 - - -
Stal 4 140 115 105 - - - 170 153 138 - - -
5 110 100 90 - - - 150 138 124 - - -
6 85 70 - - - 115 98 -
Hardened Steel
Stal hartowana 4 40 ) ) ) ) ) ) ) ) ) )
8 200 170 155 - - - - - - - - -
Stainless Steel 9 175 150 135 B B B B B B B B B
Stal nierdzewna 10 150 125 115 _ _ _ _ _ _ _ _ _
11 115 100 - - - - - - - - - -
12 - - - - - - 200 170 150 - - -
Cast Iron 13 - - - - - - 180 150 140 - - -
Zeliwo 14 - - - - - - 170 | 140 | 130 - - -
15 - - - - - - 130 125 - - - -
Non-ferrous 16 - - - - - - 1150 950 850 - -
materials
Materiaty
niezelazne 17 - - - - - - 950 780 700 - -
20 50 45 - - - - - - - 55 45 -
Plastics 21 30 30 - - - - - - - 46 38 -
Tworzywa Sztuczne
22 50 45 - - - - - - 55 45 -
Cutting Conditions / Parametry skrawania
Speed factor
gels St Wspétczynnik predkosci
Radial infeed - 0.05 0.10 0.14 0.65
Zagtebianie
2% 0.21 0.44 0.65 1.20
5% 0.14 0.28 0.41 1.10
i 10% 0.10 0.20 030 1.00
Frezowanie boczne
20% 0.07 0.14 0.21 0.90
30% 0.06 0.12 0.18 0.85
Average chip thickness hm 0,03 0,06 0,09 )

HSS

ICT
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TECHNICAL INFO INFOR A TECHNICZNA

T-SLOT MILLING CUTERS FREZY T-OWE

Material . . FEED [mm/
Materiat D mm z Ve [m/min] fz [mm] ap [mm] RMP [min-1] il
50 2 5 1019 366
63 2 6 808 290
80 4 8 636 457
100 5 10 509 450
Alloy Steel 160 018
Stal stopowa 125 6 12 407 439
o 160 8 16 318 457
o)
200 9 20 254 411
250 12 25 203 438
50 2 5 764 229
=
) 63 2 6 606 181
80 4 8 477 286
High Alloy Steel 100 5 10 382 286
120 0.15
U Stal wysokostopowa 125 6 12 305 274
L
D 160 8 16 238 285
200 9 20 191 258
250 12 25 152 273
|_
E 50 2 5 445 160
63 2 6 353 127
80 4 8 278 200
Stainless steel 100 5 70 0.18 10 222 200
Stal nierdzewna 125 6 ' 12 178 192
160 8 16 139 200
200 9 20 111 179
CZQ 250 12 25 89 192
u 50 2 5 764 275
63 2 6 606 318
80 4 8 477 343
w 100 5 10 382 343
A G.rey Cast Iron 120 0.18
T Zeliwo szare 125 6 12 305 329
160 8 16 238 342
200 9 20 191 309
}_
O 250 12 25 152 328
50 2 5 6000 2400
63 2 6 4700 1880
80 4 8 3750 3000
ini 100 5 10 3000 3000
AIum!n,um 900 0.2
Aluminium 125 6 12 2400 2880
160 8 16 1850 3000
200 9 20 1500 2900
250 12 25 1200 2880

|
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TECHNICAL INFO INFOR A TECHNICZNA

T-SLOT MILLING CUTERS FREZY T-OWE

MILLING FREZOWANIE

Tn:::::tl Dmm z Ve [m/min] fz [mm] aplig] | R FEEr?xi[r:?m/
50 2 5 300 72
63 2 6 235 56
80 4 8 189 90
s o e A I e e
160 8 16 94 90
200 9 20 75 86
250 12 25 60 86
50 2 5 10500 2500
63 2 6 8400 2000
80 4 8 6600 3100
100 5 10 5300 3100
D\cle(?:/)r?o 125 6 1600 012 12 4200 3000
160 8 16 3300 3400
200 9 20 2600 2800
250 12 25 2100 3000
50 2 5 12000 3360
63 2 6 9400 2600
80 4 8 7500 5700
. 100 5 10 6000 4200
Tworz::z:t;:uczne 125 6 1800 014 12 4800 4000
160 8 16 3750 3900
200 9 20 3000 3780
250 12 25 2400 4000

I
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT MILLING CUTERS FREZY T-OWE

PRODUCT INTRODUCTION
WPROWADZENIE DO PRODUKTU

M743 M744 T -slot transformer series

Seria T-owa z converterem

w
-}

Dia. range 160-250mm AE 6-30mm

UFD

UFC UFA

|
N
e
N

/

HSS

ICT
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% IMPLEMENTS MILLING FREZOWANIE

DISC MILLING CUTTERS FREZY TARCZOWE

UFG

M743

UFX

g W Ul 10| -

<>@ 5
C

e

D £ =
MAX Insert Screw Wrench

EDP No. D|E|P|C|H [d]|Z|Z K| pon Plytka - P %
M743B16016320125SN10 160 14 | 125 | 52 8 32 16 8 1,7 6900 SNEX1005 SR232 W249
M743B16016320145SN10 160 16 | 145 | 52 8 32 16 8 1,7 6900 SNEX1005 SR232 W249

M743B16016320165SN13 160 18 | 16,5 | 52 8 32 16 8 1,9 6900 SNEX1305 SR232 W249 U

M743B160163201855N13 160 | 20 | 18,5 | 52 8 32 16 8 2,0 6900 SNEX1305 SR232 W249 5
M743B16016320205SN13 160 | 22 | 20,5 | 52 8 32 16 8 2,1 6900 SNEX1305 SR232 W249
M743B16016320235SN16 160 25 | 235 52 8 32 16 8 2,3 6900 SNEX1605 SR232 W249

M743B160163202855N16 160 | 30 | 28,5 | 52 8 32 16 8 2,5 6900 SNEX1605 SR232 W249 E

M743B20020400125SN10 200 14 | 125 | 70 10 40 20 10 1,9 6100 SNEX1005 SR232 W249 o
M743B20020400145SN10 200 16 | 145 | 70 10 40 20 10 2,1 6100 SNEX1005 SR232 W249
M743B20020400165SN13 200 18 [ 165 | 70 10 40 20 10 2,3 6100 SNEX1305 SR232 W249
M743B20020400185S5N13 200 | 20 | 185 | 70 10 40 20 10 2,5 6100 SNEX1305 SR232 W249
M743B20020400205SN13 200 | 22 | 205 70 10 40 20 10 2,7 6100 SNEX1305 SR232 W249
M743B20020400235SN16 200 25 | 235 70 10 40 20 10 3,0 6100 SNEX1605 SR232 W249
M743B200204002855N16 200 | 30 | 285 | 70 10 40 20 10 3,5 6100 SNEX1605 SR232 W249

M743B25024400125SN10 250 14 | 125 | 70 10 40 24 12 2,9 5500 SNEX1005 SR232 W249 %
M743B25024400145SN10 250 16 | 145 | 70 10 40 24 12 3,1 5500 SNEX1005 SR232 W249
M743B25024400165S5N13 250 18 | 165 | 70 10 40 24 12 3,2 5500 SNEX1305 SR232 W249

M743B250244001855N13 250 | 20 | 185 | 70 10 40 24 12 3,5 5500 SNEX1305 SR232 W249 n

M743B25024400205SN13 250 22 | 205 70 10 40 24 12 3,9 5500 SNEX1305 SR232 W249 £
M743B250244002355N16 250 25 | 235 70 10 40 24 12 4,2 5500 SNEX1605 SR232 W249
M743B250244002855N16 250 | 30 | 285 | 70 10 40 24 12 4,5 5500 SNEX1605 SR232 W249

ICT
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MILLING FREZOWANIE
T-SLOT TRANSFORMER SERIES FREZY T-OWE SERIA Z CONVERTEREM
P

M744

W _
1< © é>’”
S)
w D
= O
© =
‘E/—>_Vc
| S — e

o =t

L

-]

D E
MAX Insert Screw Wrench

<C .

5 EDP No D E C H d 4 KG RPM Plytka ¢ruba Klucz
M744B16016320000LN13 160 12 52 8 32 16 19 6900 LNGX 1305 SR232 W249
M744B20020400000LN13 200 12 70 10 40 20 23 6100 LNGX 1306 SR235 W249

U M744B25024400000LN13 250 12 70 10 40 24 3,2 5500 LNGX 1307 SC476 W249

L

-]

HSS

ICT
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% IMPLEMENTS MILLING FREZOWANIE

DISC MILLING CUTTERS HOLDER UCHWYTY FREZARSKIE DYSKOWE

DNM

UFG

-

UFX

B B iy
UF

UFD

i
|

<C

EDP No. D D1 d C B L L1 A KG 5
DNMO065320045 65 32 32 52 45 39,5 160
DNMO065318045 65 31,75 32 52 45 39,5 160
DNM065400045 65 40 32 52 45 39,5 160 08 ;
DNMO065381045 65 38,1 32 52 8 45 39,5 160
DNM090400050 90 40 40 70 50 44,5 200 250
DNM090381050 90 38,1 40 70 50 44,5 200 250 1,2
DNM090508050 90 50,8 40 70 50 44,5 200 250

HSS

ICT
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MILLING FREZOWANIE

$0% IMPLEMENTS

O 7 TS e e
L

Lockingscrew @ DE

MILLING CUTTER SPARE PARTS CZESCI ZAMIENNE FREZOW

N N

w
D
Arbor screw [
o , V2
L Locking screw 1
5 — = 1
<C
L
D
e Spare parts Czesci zamienne
) Holders Screw Arbor Screw Holders Screw Arbor Screw
Uchwyty Sruba Sruba osiowa Uchwyty Sruba Sruba osiowa
M745B16016320050SN12 M743B160163201255N10
SC463 SC464
E M745B16016320070SN12 M743B16016320145SN10
a M745B160163200905N12 M743B160163201655N13
SC464 SC465
M745B16016320110SN12 M743B160163201855N13
M745B20018400050SN12 M743B160163202055N13
SC463 SC466
M745B20018400070SN12 M743B16016320235SN16
M745B200184000905N12 scass M743B160163202855N16 SC467
M745B200184001105SN12 SC472 M743B200204001255N10 scas
464
M745B25024400050SN12 scas3 M743B20020400145SN10
pd
o) M745B250244000705N12 M743B200204001655N13 scass
M745B25024400090SN12 sCa6a M743B20020400185S5N13 SC472
M745B25024400110SN12 M743B20020400205SN13 scass
- M744B16016320000LN13 M743B200204002355N16
2 M744B20020400000LN13 SC465 M743B200204002855N16 SC467
M744B25024400000LN13 M743B250244001255N10 scasa
M743B250244001455N10
— M743B250244001655N13
) SC465
- M743B25024400185S5N13
M743B25024400205SN13
SC466
M743B250244002355N16
M743B250244002855N16 SC467

ICT-64
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MILLING FREZOWANIE
PRODUCT INTRODUCTION WPROWADZENIE DO PRODUKTU

The inserts of groove & back milling cutter series can be used up to 4 times and 8 times.
Ptytki do rowkowania oraz frezowania od tylu moga by¢ uzyte od 4 do 8 razy.

M730 M732

Disc milling cutters T -slot milling cutters
Frezy tarczowe Frezy T-owe

M734

T -slot milling cutters
Frezy T-owe

1. Machining (cutting} speed increases 3000Al - 500%
1. Predkos$¢ obrobki wzrasta 300%-500%

2. Extending insert life with TIALN coating

2. Wydtuzowa zywotnosc ptytki pokrytej powtoka
TiALN

3. Cut down the cost of cutting tools

3. Obnizenie kosztow narzedzi skrawajacych

HSS

ICT
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UFC

HSS
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% IMPLEMENTS MILLING FREZOWANIE

PRODUCT INTRODUCTION WPROWADZENIE DO PRODUKTU

Slotting & grooving empire
Imprerium rowkowania

Dia. range 12-600mm
Ae 0.5-30mm

|
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% IMPLEMENTS MILLING FREZOWANIE

DISC MILLING CUTTERS FREZY TARCZOWE

2
>
] P -
M730 1 :
>
5 O
o
H ] =
i
D J_ji Q
=)
MAX Insert Screw Wrench
EDP No. D E P H d1 Z |Zc KG RPM Plytka ¢ruba Klucz %
M730B08008220034SN11 80 4 34 6,4 22 8 4 0,2 13700 SNEX1102 SC329 W218
M730B08008220042SN11 80 5 42 | 64 22 8 4 0,2 13700 SNEX1103 SC330 w254
M730B08008220050SN12 80 6 5 6,4 22 8 4 0,3 13700 SNEX1203 SC482 W249 U
M730B08008220060SN 12 80 7 6 6,4 22 8 4 0,3 13700 SNEX1204 SC478 W249 5
M730B08008220070SN 12 80 8 7 6,4 22 8 4 0,3 13700 SNEX12045 SC479 w249
M730B08008220090SN 12 80 | 10 9 6,4 22 8 4 0,4 13700 SNEX1205 SC480 w249
M730B08008220110SN12 80 | 12 | 11 | 64 22 8 4 0,7 13700 SNEX1207 SC481 W249 E
M730B10010270034SN11 100 4 34 7 27 10 5 0,5 12000 SNEX1102 SC329 W218 a
M730B10010270042SN11 100 | 5 4,2 7 27 10 5 0,5 12000 SNEX1103 SC330 w254
M730B10010270050SN12 100 6 5 7 27 10 5 0,6 12000 SNEX1203 SC482 W249
M730B10010270060SN12 100 7 6 7 27 10 5 0,7 12000 SNEX1204 SC478 W249
M730B10010270070SN12 100 | 8 7 7 27 10 5 0,8 12000 SNEX12045 SC479 w249
M730B10010270090SN 12 100 | 10 9 7 27 10 5 0,9 12000 SNEX1205 SC480 W249
M730B10010270110SN12 100 | 12 | 1 7 27 10 5 1,0 12000 SNEX1207 SC481 W249 -
M730B12512320034SN11 125 4 34 8 32 12 6 0,5 10900 SNEX1102 SC329 W218 8
M730B12512320042SN11 125 | 5 4,2 8 32 12 6 0,5 10900 SNEX1103 SC330 w254
M730B12512320050SN12 125 6 5 8 32 12 6 0,6 10900 SNEX1203 SC482 W249
M730B12512320060SN12 125 7 6 8 32 12 6 0,7 10900 SNEX1204 SC478 W249 v
M730B12512320070SN12 125 | 8 7 8 32 12 6 0,7 10900 SNEX12045 SC479 w249 T
M730B12512320090SN12 125 10 9 8 32 12 6 0,8 10900 SNEX1205 SC480 W249
M730B12512320110SN12 125 12 11 8 32 12 6 0,9 10900 SNEX1207 SC481 W249
M730B16016320034SN11 160 | 4 | 34 8 32 16 8 0,7 8300 SNEX1102 SC329 w218 5
M730B16016320042SN11 160 | 5 4,2 8 32 16 8 0,7 8300 SNEX1103 SC330 w254
M730B16016320050SN12 160 6 5 8 32 16 8 0,8 8300 SNEX1203 SC482 W249
M730B16016320060SN12 160 7 6 8 32 16 8 0,8 8300 SNEX1204 SC478 W249
M730B16016320070SN12 160 | 8 7 8 32 16 8 0,8 8300 SNEX12045 SC479 w249
M730B16016320090SN12 160 10 9 8 32 16 8 11 8300 SNEX1205 SC480 W249
M730B16016320110SN12 160 12 11 8 32 16 8 13 8300 SNEX1207 SC481 W249
M730B08008254034SN11 80 4 | 34 | 63| 254 8 4 0,2 13700 SNEX1102 SC329 w218
M730B08008254042S5N11 80 5 4,2 6,3 254 8 4 0,2 13700 SNEX1103 SC330 W254
M730B08008254050SN12 80 6 5 6,3 25,4 8 4 0,3 13700 SNEX1203 SC482 W249
M730B08008254060SN 12 80 7 6 63 | 254 8 4 03 13700 SNEX1204 SC478 w249
M730B08008254070SN12 80 8 7 63 | 254 8 4 03 13700 SNEX12045 SC479 W249
M730B08008254090SN12 80 10 9 6,3 254 8 4 0,4 13700 SNEX1205 SC480 W249
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DISC MILLING CUTTERS FREZY TARCZOWE

M730

S I
g H = ]
L
@) D J»E
5
£ EDP No. Dl E|P|H| d | zZ |z | K ';’m 'P’,:;te':at 2::;‘;" Wrench
M730B08008254110SN12 80 12 11 6,3 25,4 8 4 0,7 13700 SNEX1207 SC481 W249
M730B10010254034SN11 100 4 34 6,3 254 10 5 0,5 12000 SNEX1102 SC329 W218
U M730B10010254042S5N11 100 5 4,2 6,3 25,4 10 5 0,5 12000 SNEX1103 SC330 W254
5 M730B10010254050SN12 100 6 5 6,3 25,4 10 5 0,6 12000 SNEX1203 SC482 W249
M730B10010254060SN12 100 7 6 6,3 254 10 5 0,7 12000 SNEX1204 SC478 W249
M730B10010254070SN12 100 8 7 6,3 25,4 10 5 0,8 12000 SNEX12045 SC479 W249
E M730B10010254090SN12 100 10 9 6,3 25,4 10 5 0,9 12000 SNEX1205 SC480 W249
a M730B10010254110SN12 100 12 11 6,3 254 10 5 1,0 12000 SNEX1207 SC481 W249
M730B12512254034SN11 125 4 34 6,3 254 12 6 0,5 10900 SNEX1102 SC329 W218
M730B125122540425N11 125 5 4,2 6,3 25,4 12 6 0,5 10900 SNEX1103 SC330 W254
M730B12512254050SN12 125 6 5 6,3 254 12 6 0,6 10900 SNEX1203 SC482 W249
M730B12512254060SN12 125 7 6 6,3 254 12 6 0,7 10900 SNEX1204 SC478 W249
M730B12512254070SN12 125 8 7 6,3 25,4 12 6 0,7 10900 SNEX12045 SC479 w249
- M730B12512254090SN12 125 10 9 6,3 25,4 12 6 0,8 10900 SNEX1205 SC480 W249
8 M730B12512254110SN12 125 12 11 6,3 254 12 6 0,9 10900 SNEX1207 SC481 W249
M730B16016254034SN11 160 4 34 8 25,4 16 8 0,7 8300 SNEX1102 SC329 W218
M730B16016254042SN11 160 5 4,2 8 25,4 16 8 0,7 8300 SNEX1103 SC330 W254
wn M730B16016254050SN12 160 6 5 8 254 16 8 0,8 8300 SNEX1203 SC482 W249
2 M730B16016254060SN12 160 7 6 8 25,4 16 8 0,8 8300 SNEX1204 SC478 W249
M730B16016254070SN12 160 8 7 8 25,4 16 8 0,8 8300 SNEX12045 SC479 W249
M730B16016254090SN12 160 10 9 8 254 16 8 11 8300 SNEX1205 SC480 W249
b M730B16016254110SN12 160 12 11 8 254 16 8 1,3 8300 SNEX1207 SC481 W249
M730B16016318034SN11 160 4 34 8 31,75 16 8 0,7 8300 SNEX1102 SC329 W218
M730B16016318042SN11 160 5 4,2 8 31,75 16 8 0,7 8300 SNEX1103 SC330 W254
M730B16016318050SN12 160 6 5 8 31,75 16 8 0,8 8300 SNEX1203 SC482 W249
M730B16016318060SN12 160 7 6 8 31,75 16 8 0,8 8300 SNEX1204 SC478 W249
M730B16016318070SN12 160 8 7 8 31,75 16 8 0,8 8300 SNEX12045 SC479 W249
M730B16016318090SN12 160 10 9 8 31,75 16 8 11 8300 SNEX1205 SC480 W249
M730B16016318110SN12 160 12 11 8 31,75 16 8 1,3 8300 SNEX1207 SC481 W249
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T-SLOT MILLING CUTERS FREZY T-OWE

UFG

M732 x
d 5
s
W .
' ' P o
VAR [E— )
D ]
=
o]
MAX Inser rew
EDP No. D|E|P|[C[H|d |Z]|z|Ki| oo P*;tek: éfufoa Yirench £
M732B0800822050SN12 80 6 16.5 5 40 22 8 4 0.6 13700 SNEX 1203 SC331 W222
M732B0800822060SN12 80 7 16.5 6 40 22 8 4 0.6 13700 SNEX 1204 SC332 W222
M732B0800822070SN12 80 8 16.5 7 40 22 8 4 0.6 13700 SNEX 12045 SC332 W222 (@)
M732B0800822090SN12 80 10 | 16.5 9 40 22 8 4 0.8 13700 SNEX 1205 SC333 W222 5
M732B1001027050SN12 100 6 26.5 5 40 27 10 5 0.7 12000 SNEX 1203 SC331 W222
M732B1001027060SN12 100 7 26.5 6 40 27 10 5 0.7 12000 SNEX 1204 SC332 W222
M732B1001027070SN12 100 8 26.5 7 40 27 10 5 0.8 12000 SNEX 12045 SC332 W222 %
M732B1001027090SN12 100 10 | 26.5 9 40 27 10 5 0.8 12000 SNEX 1205 SC333 W222
M732B10010270110SN1 100 12 | 26.5 11 40 27 10 5 0.9 12000 SNEX 1207 SC334 W222
M732B1251232050SN12 125 6 30.5 5 55 32 12 6 1.5 10900 SNEX 1203 SC331 W222
M732B1251232060SN12 125 7 30.5 6 55 32 12 6 1.5 10900 SNEX 1204 SC332 W222
M732B1251232070SN12 125 8 30.5 7 55 32 12 6 1.5 10900 SNEX 12045 SC332 W222
M732B1251232090SN12 125 10 | 30.5 9 55 32 12 6 1.6 10900 SNEX 1205 SC333 W222
M732B1251232110SN12 125 12 | 30.5 11 55 32 12 6 1.6 10900 SNEX 1207 SC334 W222 QZD
M732B1601632050SN12 160 6 48.0 5 55 32 16 8 2.0 8300 SNEX 1203 SC331 W222 =
M732B1601632060SN12 160 7 48.0 6 55 32 16 8 2.0 8300 SNEX 1204 SC332 W222
M732B1601632070SN12 160 8 48.0 7 55 32 16 8 2.0 8300 SNEX 12045 SC332 W222 "
M732B1601632090SN12 160 10 | 48.0 9 55 32 16 8 2.1 8300 SNEX 1205 SC333 W222 £
M732B1601632110SN12 160 12 | 480 | 11 55 32 16 8 2.1 8300 SNEX 1207 SC334 W222
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T T MILLING CUTERS FREZY T-OWE

M734

T
o)
o
2 =g
-] UL b w
1 D |

% EDP No. D|E|P|C|ld|M|L| Z|z]|Ka m\)/‘( 'P',:;fk’: Z:LTO‘;' W;ﬁl';"
M734B05004M12034SN11 50 4 13 3.4 24 12 25 4 2 0.2 17000 SNEX -1102 SC329 W221
M734B05004M12042SN11 50 5 13 4.2 24 12 25 4 2 0.2 17000 SNEX-1103 SC330 W221

U M734B05004M12050SN12 50 6 13 5.0 24 12 25 4 2 0.2 17000 SNEX-1203 SC331 W222

L

D M734B05004M12070SN12 50 7/8 13 7.0 24 12 25 4 2 0.6 17000 | SNEX-12045 SC332 W222
M734B05004M12090SN12 50 10 13 9.0 24 12 25 4 2 0.8 17000 SNEX -1205 SC333 W222
M734B06304M16034SN11 63 4 16 3.4 31 16 25 4 2 0.2 15000 SNEX-1102 SC329 W221
M734B06304M16042SN11 63 5 16 4.2 31 16 25 4 2 0.3 15000 SNEX-1103 SC330 W221
M734B06304M16050SN 12 63 6 16 5.0 31 16 25 4 2 0.3 15000 SNEX -1203 SC331 W222
M734B06304M16070SN12 63 7/8 16 7.0 31 16 25 4 2 0.6 15000 | SNEX-12045 SC332 W222
M734B06304M16090SN12 63 10 16 9.0 31 16 25 4 2 0.8 15000 SNEX-1205 SC333 W222

HSS
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MILLING FREZOWANIE
PRODUCT INTRODUCTION WPROWADZENIE DO PRODUKTU

The inserts of groove & back milling cutter series can be used up to 4 times.
Ptytki do rowkowania oraz frezowania od tytu moga by¢ uzyte 4razy.

M739 M740

Disc milling cutters T -slot milling cutters
Frezy tarczowe Frezy T-owe

1. Machining (cutting} speed increases 3000Al - 500%

1. Predkos¢ obrobki wzrasta 300%-500%

2. Extending insert life with TIALN coating

2. Wydtuzowa zywotnos¢ ptytki pokrytej powtoka TiALN
3. Cut down the cost of cutting tools

3. Obnizenie kosztow narzedzi skrawajacych

HSS

ICT
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DISC MILLING CUTTERS FREZY TARCZOWE

M739

TG

£1
w
o)

=

o =]

o)

-

% EDP No. D E| P | C| H| d | Z| zc | KG | MAXRPM L';;tek'; SS::E‘;" WK'E':;"
M739B0800822140LN10 | 80 | 14 | 16 |125| 7 | 22 | 8 | 4 |065| 13700 | LNGX 1005 5C336 w218
M739B0800822160LN10 | 80 | 16 | 16 | 145| 7 | 22 | 8 | 4 | 07 | 13700 | LNGX 1005 5C336 w218

. M739B0800822180LN10 | 80 | 18 | 16 | 165| 7 | 22 | 8 | 4 | 08 | 13700 | LNGX 1305 5C336 w218

= M739B0800822200LN13 | 80 | 20 | 16 | 185| 7 | 22 | 8 | 4 | 10 | 13700 | LNGX 1305 5C336 w218
M739B0800822220LN13 | 80 | 22 | 16 |205| 7 | 22 | 8 | 4 | 12 | 13700 | LNGX 1305 5C336 w218
M739B0800822250LN16 | 80 | 25 | 16 | 235| 7 | 22 | 8 | 4 | 14 | 13700 | LNGX 1605 5C336 w218

'c% M739B0800822300LN16 | 80 | 30 | 16 | 285| 7 | 22 | 8 | 4 | 15 | 13700 | LNGX 1605 5C336 w218
M739B1001027140LN10 | 100 | 14 | 26 |125| 7 | 27 | 10 | 5 | 09 | 12000 | LNGX 1005 5C336 w218
M739B1001027160LN10 | 100 | 16 | 26 | 145| 7 | 27 | 10 | 5 | 10 | 12000 | LNGX 1005 5C336 w218
M739B1001027180LN10 | 100 | 18 | 26 |165| 7 | 27 | 10 | 5 | 11| 12000 | LNGX1305 5C336 w218
M739B1001027200LN13 | 100 | 20 | 26 | 185| 7 | 27 | 10 | 5 | 12 | 12000 | LNGX 1305 5C336 w218
M739B1001027220LN13 | 100 | 22 | 26 | 205| 7 | 27 | 10 | 5 | 14 | 12000 | LNGX 1305 5C336 w218
M739B1001027250LN16 | 100 | 25 | 26 | 235| 7 | 27 | 10 | 5 | 16 | 12000 | LNGX 1605 5C336 w218

z M739B1001027300LN16 | 100 | 30 | 26 | 285| 7 | 27 | 10 | 5 | 19 | 12000 | LNGX 1605 5C336 w218

e M739B1251232140LN10 | 125 | 14 | 30 |125| 8 | 32 | 12 | 6 | 13 | 10900 | LNGX 1005 5C336 w218
M739B1251232160LN10 | 125 | 16 | 30 | 145| 8 | 32 | 12 | 6 | 15 | 10900 | LNGX 1005 5C336 w218
M739B1251232180LN10 | 125 | 18 | 30 | 165| 8 | 32 | 12 | 6 | 17 | 10900 | LNGX 1305 5C336 w218

ﬁ M739B1251232200LN13 | 125 | 20 | 30 | 185| 8 | 32 | 12 | 6 | 19 | 10900 | LNGX 1305 5C336 w218
M739B1251232220LN13 | 125 | 22 | 30 | 205| 8 | 32 | 12 | 6 | 23 | 10900 | LNGX 1305 5C336 w218
M739B1251232250LN16 | 125 | 25 | 30 |235| 8 | 32 | 12 | 6 | 25 | 10900 | LNGX 1605 5C336 w218

5 M739B1251232300LN16 | 125 | 30 | 30 | 285| 8 | 32 | 12 | 6 | 28 | 10900 | LNGX 1605 5C336 w218
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T-SLOT MILLING CUTERS FREZY T-OWE

UFG

M740 —— .

!

U] ¢

UF

C

UFD

MAX Inser rew Wrench
EDP No. D|E|P|Cld |d |L |Z |Z |K&| pon P;fk: gfu‘;a e %
M740B0800822125LN10 80 14 | 165|125 | 40 22 35 8 4 0.75 13700 LNGX 1005 SC336 W218
M740B0800822145LN10 80 16 | 16.5 | 145 | 40 22 35 8 4 0.8 13700 LNGX 1005 SC336 W218
M740B0800822165LN10 80 18 | 165 | 16,5 | 40 22 35 8 4 0.9 13700 LNGX 1305 SC336 W218 E
M740B0800822185LN13 80 20 | 165 | 185 | 40 22 35 8 4 1.1 13700 LNGX 1305 SC336 W218 =
M740B0800822205LN13 80 22 16.5 | 20.5 | 40 22 35 8 4 1.3 13700 LNGX 1305 SC336 W218
M740B0800822235LN16 | 80 | 25 |165|235| 40 | 22 | 35 | 8 | 4 |155| 13700 | LNGX 1605 SC336 w218 —
M740B0800822285LN16 80 30 | 16.6 | 28,5 | 40 22 40 8 4 1.7 13700 LNGX 1605 SC336 W218 E
M740B1001027125LN10 | 100 14 | 26,5 | 125 | 45 27 35 10 5 1.0 12000 LNGX 1005 SC336 W218
M740B1001027145LN10 | 100 16 | 265 | 145 | 45 27 35 10 5 1.1 12000 LNGX 1005 SC336 W218
M740B1001027165LN10 | 100 | 18 | 265|165 | 45 | 27 | 35 | 10 | 5 | 1.2 | 12000 | LNGX 1305 SC336 w218
M740B1001027185LN13 | 100 | 20 | 265|185 | 45 | 27 | 35 | 10 | 5 | 13 | 12000 | LNGX1305 SC336 w218
M740B1001027205LN13 100 22 265 | 205 | 45 27 35 10 5 1.6 12000 LNGX 1305 SC336 W218
M740B1001027235LN16 | 100 25 26.5 | 235 | 45 27 35 10 5 1.8 12000 LNGX 1605 SC336 W218
M740B1001027285LN16 | 100 30 | 26,5 | 285 | 45 27 40 10 5 23 12000 LNGX 1605 SC336 W218 %
M740B1251232125LN10 | 125 14 30 | 125 | 55 32 35 12 6 1.5 10900 LNGX 1005 SC336 W218
M740B1251232145LN10 | 125 16 30 14.5 55 32 35 12 6 1.7 10900 LNGX 1005 SC336 W218
M740B1251232165LN10 | 125 18 30 16.5 55 32 35 12 6 1.9 10900 LNGX 1305 SC336 W218 &
M740B1251232185LN13 | 125 20 30 | 185 | 55 32 35 12 6 2.1 10900 LNGX 1305 SC336 W218 T
M740B1251232205LN13 | 125 22 30 | 205 | 55 32 35 12 6 2.5 10900 LNGX 1305 SC336 W218
M740B1251232235LN16 | 125 25 30 | 235 55 32 35 12 6 2.8 10900 LNGX 1605 SC336 W218
M740B1251232285LN16 | 125 30 30 | 285 | 55 32 40 12 6 3.4 10900 LNGX 1605 SC336 W218 D
M740B1601632125LN10 | 160 14 48 | 125 | 60 32 35 16 8 1.5 6900 LNGX 1005 SC336 W218
M740B1601632145LN10 | 160 16 48 145 | 60 32 35 16 8 1.8 6900 LNGX 1005 SC336 W218
M740B1601632165LN10 | 160 18 48 | 16.5 | 60 32 35 16 8 2.0 6900 LNGX 1305 SC336 W218
M740B1601632185LN13 | 160 | 20 48 | 185 | 60 32 35 16 8 23 6900 LNGX 1305 SC336 W218
M740B1601632205LN13 160 22 48 | 205 | 60 32 35 16 8 2.7 6900 LNGX 1305 SC336 W218
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT MILLING CUTERS FREZY T-OWE

M740 .

!

O O

2

o)

% EDP No. D|E|P|C|d |d |L |Z |z |Ka m\)ﬂ( 'P',:;tek’: Zf:i‘;" Yhench
M740B1601632235LN16 | 160 | 25 48 | 235 | 60 32 35 16 8 3.0 6900 LNGX 1605 SC336 w218
M740B1601632285LN16 | 160 | 30 48 | 285 | 60 32 40 16 8 33 6900 LNGX 1605 SC336 W218

U M740B2002040125LN10 | 200 14 65 | 125 | 70 40 40 20 10 2.2 6100 LNGX 1005 SC336 W218

5 M740B2002040145LN10 | 200 | 16 65 | 145 | 70 40 40 20 10 24 6100 LNGX 1005 SC336 W218
M740B2002040165LN10 | 200 18 65 | 165 | 70 40 40 20 10 2.8 6100 LNGX 1305 SC336 W218
M740B2002040185LN13 | 200 20 65 | 185 | 70 40 40 20 10 3.2 6100 LNGX 1305 SC336 w218

E M740B2002040205LN13 | 200 | 22 65 | 205 | 70 40 40 20 10 3.5 6100 LNGX 1305 SC336 W218

a- M740B2002040235LN16 | 200 | 25 65 | 235 | 70 40 40 20 10 3.7 6100 LNGX 1605 SC336 W218
M740B2002040285LN16 | 200 30 65 | 285 | 70 40 40 20 10 4.0 6100 LNGX 1605 SC336 w218
M740B2502440125LN10 | 250 14 82 | 125 | 85 40 40 24 12 3.5 5500 LNGX 1005 SC336 W218
M740B2502440145LN10 | 250 16 82 | 145 | 85 40 40 24 12 3.8 5500 LNGX 1005 SC336 W218
M740B2502440165LN10 | 250 18 82 | 165 | 85 40 40 24 12 4.2 5500 LNGX 1305 SC336 W218
M740B2502440185LN13 | 250 20 82 | 185 | 85 40 40 24 12 4.5 5500 LNGX 1305 SC336 W218

- M740B2502440205LN13 | 250 | 22 82 | 205 | 85 40 40 24 12 4.8 5500 LNGX 1305 SC336 W218

8 M740B2502440235LN16 | 250 | 25 82 | 235 | 85 40 40 24 12 5.0 5500 LNGX 1605 SC336 W218
M740B2502440285LN16 | 250 30 82 | 285 | 85 40 40 24 12 5.5 5500 LNGX 1605 SC336 w218

HSS

ICT
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MILLING FREZOWANIE
PRODUCT INTRODUCTION WPROWADZENIE DO PRODUKTU

UFG

The inserts of back milling and side grooving cutter can be used up to 4 times
Ptytki do rowkowania oraz frezowania od tylu moga by¢ uzyte 4 razy.

U] ¢

UF

M 746 T -slot transformer series - reverse side cutter
Frezy T-owe z seri z conwerterem- odwrotna strona freza

UFD

UFA

UFC

M753 M754 T -slot transformer series - double side groove cutter

Frezy T-owe z seri - frezy dwustronne

HSS

ICT
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT TRANSFORMER SERIES - REVERSE SIDE CUTTER

M746

d
dl
AP
w
> Y, L L
FAEETRE]

Ia) D

L

>

MAX Insert Screw Wrench

<C .

5 EDP No D E P d d1 L z KG RPM Plytka éruba Klucz
M746B10010450165LN13 100 12 16,5 45 27 35 10 1,3 12000 LNGX1305 SR232 W249
M746B12512550165LN13 125 12 16,5 55 32 35 12 19 10900 LNGX1305 SR235 W249

O

L

>

HSS

ICT
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% IMPLEMENTS MILLING FREZOWANIE

T-SLOT TRANSFORMER SERIES - DOUBLE SIDE GROOVE CUTTER

UFG

UFX

' w
El D
=
E’
o)
Eﬂ(
=
= 2
i o
[ R
MAX Insert Screw Wrench
. <C
EDP No D E P d H LR | Z KG RPM Plytka <ruba Klucz LDL
M753B10010270165LN13 100 12 16,5 27 7 L 10 " 12000 LNGX1305 SR232 W249
M753B10010270165LN13 100 12 16,5 27 7 R 10 ' 12000 LNGX1305 SR232 W249
M753B12512320165LN13 125 12 16,5 32 8 L 12 17 10900 LNGX1305 SR232 W249 H
M754B12512320165LN13 125 12 16,5 32 8 R 12 ' 10900 LNGX1305 SR232 W249 >
M753B16016400165LN13 160 12 16,5 40 10 L 16 19 6900 LNGX1305 SR232 W249
M754B16016400165LN13 160 12 16,5 40 10 R 16 ' 6900 LNGX1305 SR232 W249

HSS

ICT
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%IMPLEMENTS MILLING FREZOWANIE
INSERT PYTKI

Milling Inserts Ptytki do frezowania

LNGX
= el
)
Dimensions Wymiary (mm) Coating Cermet Uncoated
Insert shape Type

Q Krztatt plytki Typ Cutting rake| ¢ | A B3|S8 3 s
) Kat ciecia INIIEN & Q8

LNGX 1005 C331 54 10.0 10 .
< LNGX 1305 C331 54 12.7 10 .
L LNGX 1605 C331 5.4 16.0 10 .

20°

(331

UFC

LNGX 1005 C337 54 10.0 10 . .
LNGX 1305 C337 54 12.7 10 . .
LNGX 1305 C337 5.4 16.0 10 . .

|0}

C337

HSS

ICT
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% IMPLEMENTS MILLING FREZOWANIE

TECHNICAL INFO INFORMACJA TECHNICZNA

Series Seria - LNGX

UFG

Material Material Recom. feed fzmm/tooth ae/ =
Materiat group No. Dc=10% LAl S 2 kL =
1
0.2-0.4
2 LNGX 1005T-C420,P323 LNGX 1305T-C420P323 =
3 LNGX 1005T-C420,P326 LNGX 1305T-C420P326 >
Steel
e 0.2-0.35
4
5 n
0.2-0.32 >
6 LNGX 1005T-C420.P326 LNGX 1305T-C420.P326
Hardened Steel
Stal hartowana i 01503 -
L
8 S
0.2-0.4
Stainless Steel °
ainless Stee LNGX 1005T-C420.P326 LNGX 1305T-C420.P326
Stal nierdzewna
10 U
0.2-0.33 =
11
12
0.22-0.4 —
Castl 13 2
ast ron LNGX 1005T-C420.P324 LNGX 1305T-C420.P324 o
Zeliwo 14
0.2-0.35
15
Non-ferrous 16
“,\;::::I':}'; 0.22-0.42 LNGX 1005T-C318.P324 LNGX 1305T-C318.P324
niezelazne 17
20 0.2-0.3 =
o
Plastics -y 015025 LNGX 1005T-C420.P323 LNGX 1305T-C420.P323 v
Tworzywa Sztuczne -15°0. LNGX 1005T-C420,P326 LNGX 1305T-C420,P326
22 0.2-0.25

HSS

Cutting data- 10% engagement width(ac/De=10%)
Dane skrawania -10%

ICT
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% IMPLEMENTS MILLING FREZOWANIE

TECHNICAL INFO INFOR A TECHNICZNA

Cutting Conditions / Parametry skrawania (ae/De=10%)

Grade Gatunek
2o
Material a 3 P321 P323 P324 P324-C318 P326
. 30
Materiat [ )
5 Z Vc (m/min)
g 0,15 0,20 0,40 0,15 0,20 0,40 0,15 0,20 0,40 0,15 0,20 0,40 0,15 0,20 0,40
1 - - - 162 140 123 - - - - - - 162 140 123
2 - - - 146 123 109 - - - - - - 146 123 105
A Steel 3 - - - ] 120 | 101 | 92 - - - - - - ] 120 | 101 | 92
= Stal 4 - - - 109 | 92 84 - - - - - - 100 | 92 84
5 - - - 90 78 70 - - - - - - 90 78 70
6 - - - 64 56 - - - - - - - 63 56 -
< Hardened Steel 7 } } ) 28 ) ) ) ) ) . : ) ) 3 )
) Stal hartowana
8 - - - 112 95 87 - - - - - - 112 95 87
Stainless Steel 9 - - - 98 84 76 - - - - - - 98 84 76
Y Stal nierdzewna | 1 - - - 84 70 64 - - - - - - 84 70 64
> 11 - - - 64 56 - - - - - - - 64 56 -
12 - - - - - - 140 | 119 | 105 - - - - - -
_ Cast Iron 13 - - - - - - 126 | 105 | 98 - - - . . -
= Zeliwo 14 - - . . - - 119 | 98 | 9 - - - - - -
a
15 - - - - - - 91 84 - - - - - -
Non-ferrous 16 - - - - - - - - - 800 680 610 - - -
materials
Materiaty
niezelazne 17 - - - - - - - - - 465 550 490 - - -
2 - - - 4 7 - - - - - - - 4 7 -
Plastics 0 0 3 0 3
cZD Tworzywa Sz- 21 - - - 35 30 - - - - - - - 35 30 -
O tuczne 2 | - - - 40 | 37 - - - - - - - 40 | 37 -

)
n
I
Cutting Conditions / Parametry skrawania
Operations Speed factor
}_
) Operacje e Eliect Wspotczynnik predkosci
Radial infeed - 0.08 0.12 0.20 0.65
zagtebianie
2% 0.35 0.55 0.92 1.20
5% 0.23 0.35 0.59 1.10
Side milling 10% 0.16 0.25 042 1.00
Frezowanie boczne
20% 0.12 0.18 0.30 0.90
30% 0.10 0.15 0.25 0.85
Average Fhlp thlf.knsss hm 0.05 0.08 013 )
Sredni przekréj wiéra
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% IMPLEMENTS MILLING FREZOWANIE

TECHNICAL INFO INFORMACJA TECHNICZNA

UFG

T-SLOT MILLING CUTERS FREZY T-OWE

<
5
Material . . FEED [mm/
Materiat D mm 4 Vc [m/min] fz [mm] ap [mm] RMP [min-1] e
80 4 636 509
100 5 15 509 509 o
Alloy Steel 125 6 407 489 -
160 0.2
Stal stopowa 160 8 318 509
20
200 10 254 509
250 12 30 203 489 =
-]
80 4 477 343
100 5 15 382 343
i 125 6 305 330
High Alloy Steel 120 0.18 <
Stal wysokostopowa 160 8 20 238 343 S
200 10 191 343
250 12 30 152 330
80 4 278 222 0]
L
100 5 15 222 222 o]
Stainless steel 125 6 70 02 178 214
Stal nierdzewna 160 8 ’ 139 222
20 —
200 10 111 222 s
250 12 30 89 214 &
80 4 477 382
100 5 15 382 382
125 6 305 366
G;ey Cast Iron 120 0.2
Zeliwo szare 160 8 238 382
20
200 10 191 382
250 12 30 152 366 =
80 4 3200 3200 S
100 5 15 2580 3220
ini 125 6 2060 3090
Sl 800 0.25
Aluminium 160 8 1600 3200 %)
20 £
200 10 1290 3200
250 12 30 1032 3090
80 4 161 77
'_
100 5 10 129 77 9]
i 125 6 103 74
Ti alloy 40 0.12
Stop tytanu 160 8 80 77
15
200 10 64 77
250 12 20 51 73
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% IMPLEMENTS MILLING FREZOWANIE

TLC MILING CUTTERS
NOZE FREZARSKIE
\ \

&

f ae 5mm

w
-}

UFD

UFA

UFC
<=

AE
05 0.5
06 06
) 07 0.7
(9]
= Example insert order code 08 08
Przyktadowy kod zamdwienia ptytki ?z ?z
E 11 1.1
Insert code b < se 7 Chamfer 12 12
Kod ptytki tamacz 13 13
14 1.4
TRTF 12 06 xxx04 C318 = =
16 16
17 1.7
18 1.8
19 19
D - insert diameter srednica ptytki 2 20
AE - insert thickness grubos¢ ptytki
Z - number of teeth ilos¢ zebow 22 22
25 2.5
30 3.0
40 40
50 5.0
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% IMPLEMENTS MILLING FREZOWANIE

T T MILLING CUTERS FREZY T-OWE

UFG

TLC Shank with neck Uchwyt z zwezang szyjka

UFX

. o 5
L2
3 L

o

o]

%

EDP No AR D d di L L1 Q S euch

Sruba Klucz

TLC01206040 25 12 6 59 40 10 - 5C319 w218 O

TLC01206055 25 12 6 59 55 10 - SC319 w218 5
TLC01208060 15 12 8 79 60 10 - 5C319 w218
TLC01208080 15 12 8 79 80 10 - 5C319 w218

TLC01210070 25 12 10 59 70 15 1° 5C319 w218 =

TLC01210100 25 12 10 59 100 20 1° 5C319 w218 T
TLC01210101 1,5 12 10 79 100 30 1° 5C319 w218
TLC01508040 3 15 8 79 40 10 - 5C319 w218
TLCO1508055 3 15 8 79 55 10 - SC319 w218
TLC01510070 2 15 10 9,9 70 10 - 5C319 w218
TLC01510090 2 15 10 9,9 9 10 - 5C319 w218
TLC01512090 3 15 12 79 90 25 1° SC319 w218

TLCO1512110 3 15 12 79 110 30 1° 5C319 w218 %
TLC01512120 3 15 12 9,9 120 30 1° 5C319 w218
TLC02010050 45 20 10 9,9 50 10 - 5C319 w218

TLC02010065 45 20 10 99 65 10 - 5C319 w218 -

TLC02012080 35 20 12 1,9 80 10 - 5C319 w218 T
TLC02012100 35 20 12 1,9 100 10 - 5C319 w218
TLC02012120 45 20 12 9,9 120 30 1° SC319 w218

TLC02016090 45 20 16 9,9 90 25 1° 5C319 w218 -

TLC02016150 35 20 16 1,9 150 30 1° 5C319 w218 =
TLC02510050 7 25 10 99 50 10 - SC319 w218
TLC02510065 7 25 10 9,9 65 10 - 5C319 w218
TLC02512080 6 25 12 1,9 80 10 - 5C319 w218
TLC02512100 6 25 12 1,9 100 10 - 5C319 w218
TLC02512120 7 25 12 9,9 120 30 1° SC319 w218
TLC02516090 7 25 16 9,9 90 25 1° 5C319 w218
TLC02516150 6 25 16 1,9 150 30 1° 5C319 w218
TLC03012065 85 30 12 1,9 65 15 - SC319 w218
TLC03012080 85 30 12 1,9 80 15 - 5C319 w218
TLC03016120 65 30 16 159 120 15 - 5C319 w218
TLC03016150 65 30 16 159 150 15 - SC319 w218
TLC03016100 85 30 16 1,9 100 25 1° 5C319 w218
TLC03016151 85 30 16 1,9 150 30 1° 5C319 w218
TLC03020180 65 30 20 159 180 30 1° SC319 w218
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MILLING FREZOWANIE

$0% IMPLEMENTS

INSERTS PLYTKI

Milling Inserts Ptytki do frezowania

TRTF
4 teeth-4 zebdw 43y6H.

f=1°

e

- e e
N
w
=) o
[ |, ae
e
(&)
L
)
Basic Dimensions (mm) Coating Cermet Uncoated
Insert Shape Type <lololo -lo -lo
< D s ae ap Z |BIBIKN el etist
) =N W b [S2R e N |00
TRTF120604-C318 12 59 0,5-3,0 2,5 4 .
. TRTF120604-C319 12 59 0,5-3,0 2,5 4 .
E . TRTF150804-C318 15 79 0,5-3,0 3,0 4 .
) TRTF150804-C319 15 79 |05-30| 30 4 .
=
o Milling Inserts Ptytki do frezowania
TRTF
Q.. 6 teeth-6 zebow
N ﬂ C318
N
o
’“L: 20
pd
[aa]
O

g C319

A Basic Dimensions (mm) Coating Cermet Uncoated
T
Insert Shape Type <|ololo . .
D s ae ap zZ RNIRKKN i) ]
=N |W| b (S8 N | 0o
}_
) . TRTF201006-C318 20 9,9 0,5-5,0 4,5 6 .
M TRTF201006-C319 20 99 |05-50| 45 6 .
S TRTF251006-C318 25 9,9 0,5-5,0 7,0 6 .
TRTF251006-C319 25 9,9 0,5-5,0 7,0 6 .
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MILLING FREZOWANIE
INSERTS PLYTKI

Milling Inserts Ptytki do frezowania

UFG

TRTF
Q 8 teeth-8 zebow &
Qe >
ai ﬂ C318
ARG
[T
8 O =

2 g C319

(&)
L
>
Basic Dimensions (mm) Coating Cermet Uncoated
Insert Shape Type <|ololo <lo -lo
D s ae ap Z |BBIBIY DI el Z
= |IN|W s (SR e N |00 =)
TRTF301208-C318 30 11,9 0,8-5,0 8,0 8 .
“ TRTF301208-C319 30 11,9 0,8-5,0 8,0 8 .
; U
T L
S

Material Materiat

Aluminium Aluminium
Iﬁ C318 Bakelite Bakelit

Acrylic Akryl

Plastic Plastilk

Paper Papier

Copper Miedz

HSS

ICT

Material Materiat

Steel Stal
C319 Stainless steel Stal nierdzewna
Stainless steel pipe Rura ze stali nierdzewnej

Cast Iron Zeliwo

Difficult cuting material Trudno obrabialne materiaty
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% IMPLEMENTS MILLING FREZOWANIE

TECHNICAL INFO INFOR A TECHNICZNA

Series Seria - TLC
Material Material Recom. feed fz mm/tooth ae/
Materiat group No. Dc=10% TRTFC318 TRIFC319
1 0.14-0.30 P326
— 2 0.14-0.25 P326
L
o)
3 0.14-0.22 P326
Steel
Stal
4 0.14-0.22 P326
E 5 0.14-0.20 P326
)
6 0.10-0.15 P326
Hardened Steel 7 0.10-0.13 P326
< Stal hartowana
5 8 0.14-0.25 P326
9 0.14-0.22 P326
Stainless Steel
O Stal nierdzewna 10 0.14-0.20 P326
L
)
i 0.10-0.15 P326
12 0.14-0.30 P324
E 13 0.14-0.22 P324
o Cast Iron i i
ZEiee 14 0.14-0.20 P324
15 0.10-0.15 P324
Non-fer_rous 16 0.16-0.30 P324
materials
Materiaty
niezelazne 17 0.16-0.25 P34
pd 20 0.14-0.20 P326
S
Plastics 21 0.10-0.13 P326
Tworzywa Sztuczne
22 0.14-0.20 P326
%)
)
T
}_
)
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% IMPLEMENTS MILLING FREZOWANIE

TECHNICAL INFO INFORMACJA TECHNICZNA

Cutting Conditions / Parametry skrawania (ae/De=10%)

UFG

- Grade Gatunek x
Material i s -
atert 30 P321 P323 P324 P326 P327
Materiat (B
G Z
Vc (m/min)
1 - - - - - - - - - 255 | 230 | 200 - - - )
-]
2 - - - - - - - - - 200 | 180 | 162 - - -
Steel 3 - - - - - - - - - 180 | 162 | 145 - - -
Stal 4 - - - - - - - - - | 160 | 145 | 130 | - - -
2
5 - - - - - - - - - 144 | 130 | 116 - - - =
6 - - - - - - - - - 130 | 117 | 105 - - -
Hardened Steel
Stal hartowana / ) ) ) ) ) ) ) ) ) 40 ) ) ) ) )
=
8 - - - - - - - - - 180 | 162 | 145 - - - )
Stainless Steel 9 B B B B . ) . . B 130 118 105 B B )
Stal nierdzewna 10 _ _ _ _ - - _ _ _ 95 86 77 - - -
11 - - - - - - - - - 70 63 56 - - - ;
12 - - - - - - 200 | 170 | 150 - - - - - -
CastIron 13 - - - - - . 180 | 150 | 140 - - - - - -
Zeliwo 14 - - - - - - 160 | 140 | 130 | - - - - - -
'_
15 - - - - - - 125 | 115 - - - - - - - =
o
Non-ferrous 16 - - - - - - - - - - - - 1150 | 950 850
materials
Materiaty
niezelazne 17 - - - - - - - - - - - - 950 780 700
2 - - - - - - - - - 50 45 - - - -
Plastics 0
Tworzywa Sz- 21 - - - - - - - - - 35 40 - - - -
tuczne 2 _ _ _ _ _ i i i _ 50 45 _ _ _ i >
foa)
v
%)
%)
T
'_
Y
Cutting Conditions / Parametry skrawania
Operations Speed factor
Operacje S (cuieety Wspdtczynnik predkosci
Radial infeed - 0,05 0,10 0,14 0,65
zagtebianie
2% 0,21 0,44 0,65 1,20
5% 0,14 0,28 0,41 1,10
Side milling 10% 0,10 0,20 0,30 1,00
Frezowanie boczne 20% 0,07 0,14 0,21 0,90
30% 0,06 0,12 0,18 0,85
0,03 0,06 0,09 -
Avefage Fhlp thllc.kn.e’ss hm 0,03 0,06 0,09 )
Sredni przekréj widra

|
ICT-87 www.tizimplements.eu



$0% IMPLEMENTS

TECHNICAL INFO INFOR A TECHNICZNA

fz (mm/tooth)

MILLING FREZOWANIE

| | AE 5mm
= t
)
Feed Posuw fz
a A E Material group Grupa materiatu
5 1234 56 891011 12131415 1617 202122
0.5-0.7mm 0.01-0.02 0.01-0.015 0.01-0.02 0.015-0.02 0.02-0.03 0.01-0.015
0.8-1.0mm 0.01-0.025 0.01-0.02 0.01-0.025 0.015-0.025 0.02-0.035 0.01-0.02
E LI-1.3mm 0.015-0.03 0.015-0.025 0.015-0.03 0.02-0.03 0.02-0.04 0.015-0.025
=) 1.4-1.6mm 0.02-0.035 0.02-0.03 0.02-0.035 0.025-0.04 0.03-0.05 0.02-0.03
1.7-2.2mm 0.02-0.04 0.02-0.04 0.02-0.04 0.03-0.05 0.03-0.06 0.02-0.035
2.5-3.0mm
0.03-0.05 0.03-0.045 0.03-0.04 0.03-0.06 0.04-0.07 0.025-0.04
E 3.54.0mm
)
4.2-5.0mm 0.04-0.07 0.03-0.06 0.04-0.07 0.05-0.09 0.05-0.10 0.025-0.05
|_
=
[a
Stock to be o
removed
—
pd
[aa]
O
Stock to be PN
" removed
v
I
'_
)

Pluging to mill Pionowe wciecie FZ-50%
Ramping to mill Wciecie po tuku Fz-100%
Mill Frezowanie Fz-100%

Ramping Zagtebianie Fz-100%

Pluging on mill Wciecie proste Fz-50%

ukhwn =
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$0% IMPLEMENTS

MILLING FREZOWANIE

Milling Inserts Ptytki do frezowania

INSERT PYTKI

SNHT
Dimensions Wymiary (mm) Coating Cermet Uncoated
Insert shape Type
Krztatt ptytki Typ 33 I S I
S | N (R |R N NN
N WD (o)} N |[©
SNHT 1373 C421 3,97 13,4
C421
Milling Inserts Ptytki do frezowania
RDKW
RDKT
RPKT
Dimensions Wymiary (mm) Coating Cermet Uncoated
Insert shape Type
Krztatt ptytki Typ S 3= 2 2 s
S D R N [N R ) N N
N (W |h (o)} N | ©
RDKW 0800 C410 2,2 8 4
@ RDKT 1073 C422 3,97 10 5
a RPKT 1204 C410 4,7 12 6
L RPKT 1204 C422 47 12 6
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TECHNICAL INFO INFORMACJA TECHNICZNA

Insert Grades Gatunki Ptytek

P M K N S

Grades

Gatunki-—oooooggggg‘—oooosogg-—ooosogg
_ lz|ldl2dgss===g2lc8l2(Z sz 23AAARBTITT
L
o)

P332
A P321 \ | L] L]
L
o)

P333 \ | | L1

fa)

= z P322 \ | \ | \
o)

P323 \
|
e P326 |
o)

= =

Hard and wear resistant grade for milling in aluminium and nonferrous alloys. Excellent grade, in combina-
P331 tion with protected cutting edges, for high speed machining in hardened steel.

P332 Twardy i odporny na $cieranie materiat do frezowania w aluminium i stopach metali niezelaznych. Do-
P333 skonaty gatunek chronigcy krawedz tngca przy obrébce szybkosciowej w stali hartowanej.

(Ti,Al) N-TiN

Tough grade for rough milling in tool steels.

—‘.,',’ o :.' oy P322 Twardy gatunek do obrébki zgrubnej stali narzedzowej.
Ao (Ti,Al) N-TiN
w0
2 This substrate is in accordance to the ISO K classification. For application in Cast Iron, Aluminum,Copper or
Plastic etc..
P324 Gatunek zgodny z klasyfikacja ISO K. Stosowany do Zeliwa, aluminium, miedzi, lub towrzywa sztucznego itp.
(Ti,Al) N-TiN
}—
9] This substrate is in the ISO P20-P35 application areas. It has a tough substrate and suitable for hardened
steels.
P323 Gatunek z przedziatu ISO P20-P35. Twardy gatunek z zastosowaniem obrébki stali hartowanej.
(Ti,Al) N-TiN

Cermet grade is oxidation resistant and wear resistant for fine to medium rough milling of steel at high
cutting speed and for finishing in austenitic stainless steel.First choice for high demand on surface finishes.
Garunek cermet - odporny na utlenianie oraz na Scieranie. Przeznaczony do obrébki Srednio zgrubnej stali,
P326 przy wysokich predkosciach skrawnia oraz do obrébki wykanczajacej stali austenitycznej. Pierwszy wybér
dla osiggniecia powierzni wykanczajacej.

(Ti,Al) N-TiN

Polycrystalline diamond for milling aluminium alloys and graphite.

P330 Diament polikrystaliczny do frezowania stopéw aluminium oraz grafitu.

|
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Dificult machining
conditions
Trudne waruwnki
obrébka

Easy machining
conditions
tatwe waruwnki
obrébka

A A @ § @

A

MILLING FREZOWANIE

N

=

0

.

=/

C434

C434

c421

C437

C438

Increasing chip thickness / feed rate
Zwiekszenie grubosci wiéréw / posuw

Negative and very protected cutting edge
tamacz ujemny z dobrze zabezpieczong krawedzia ciecia.

Negative and very protected cutting edge
tamacz ujemny z dobrze zabezpieczong krawedzig ciecia.

Positive and very protected cutting edge

tamacz dodatni z dobrze zabezpieczong krawedzig ciecia.

Positive and very protected cutting edge

tamacz dodatni z dobrze zabezpieczong krawedzig ciecia.

Positive and very sharp cutting edge

tamacz dodatni z bardzo ostrg krawedzig ciecia. Kpomkori.
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Slot milling compared with side milling
Zestawienie frezowania rowkow z frezowaniem bocznym

Relative engagement Multiply the feed \ ,
Q¢ of the cutter diameter per tooth by the
/ Wzgledne zaan- following factor / — [
g ae = i gazowanie $rednicy Pomnéz posuw
freza (ac/D%) na zab przez nas- 5
4 O tepujacy czynnik ae ' ‘/
30% 1.25 ﬁ
)
5 Slot milling 20% 1> Side milling
Frezowanie kieszeni 10% 2 Frezowanie boczne
5% 3
=
>

Calculation of feed per tooth and cutting speed for side milling operations. When using side milling it is necessary to in-
crease 1he feed per tooth to keep the chip thickness at the same value. It is also possible to increase the cutting speed and
keep the same tool life. Use 1be tables below.

UFC

Obliczenie posuwu na zab i szybkos¢ ciecia frezowania bocznego. Podczas frezowania bocznego, konieczne jest zwieksze-
nie 1 he posuwu na zab, aby utrzymac ta sama grubos¢ widréw. Mozliwe jest réwniez zwiekszenie predkosci skrawania, a
tym samym zachowac trwatos$¢ narzedzia. Uzyj 1be z tabeli ponizej.

'_
=
o ae/D % Feed per tooth Posuw na zgb mm/zab, mm/tooth (fz) ?ESZ?
0,03 0,06 0,08 0,1‘P 0,15 0,20 0,25 0,30 0,40 0,50 0,60 0,80 1,00
Average chip thickness / Srednia gruboé¢ wiuréw, mm (hm)
Width of cut up fo and including D/2 / Szerokos¢ ciecia rowny lub wiekszy niz D/2
2(0.02) 0,02 0,03 0,04 | 0,04 | 0,06 0,07 0,08 0,11 0,14 1,8
aZo 3(0.03) 0.0R 0,03 0,03 0,04 0,05 0,07 0,09 0,10 0,14 0,17 1.7
= 5(0.05) 0,02 0,0 0,03 0,04 | 0,06 0,07 0,09 0,11 0,13 0,18 | 0,22 1,6
10(0.10) 0,‘|)2 0,02 0,08 0,05 0,06 0,08 0,09 0,12 0,16 0,19 0,25 0,31 1.5
15(0.15) 0,011 0,4)2 0,03 0,0|4 0,06 0,08 0,09 0,11 0,15 0,19 0,23 0,30 1,4
(%]
£ 20(0.20) 0,013 0.4)3 0,03 9,&'4 0,06 | 009 | OT1 U173 [ 0,17 [ 0,22 | 0,26 >1,35
30(0.30) 0,016 0.(#)3 0,%//0.05 0,08 0,10 0,13 0,16 0,21 0,26 0,31 13
40(040) | 0018 | 094 605 | 006 | 0,09 | 012 | 015 | 018 | 023 | 029 1,25
— 50 (0.50) 0,02 0,64/ 0.05 0,06 0,10 0,13 0,16 0,19 0,25 0,32 1.2
@]
= Slotting(Width of cut = D) / Rowkowanie (Szerokosc = D)
1001.00) | 002 | 004 | 005 | 006 | 0,10 | 013 | 016 | 019 | 025 | 032 | | | 0
=Feed per tooth correction example: at .20% engagement also increase speed by 1.3S.
=Poprawny posuw na zab przyktadowo: 20% zwieksza predkos¢ 1,3s
Instead of using the table above for calculating hm and fz the following formula could be used if ae/D<30%
Zamiast korzystania z powyzszej tabeli do obliczenia hm i fz mozna uzy¢ formuty ae / D <30%
D
Q&
L - @ = fz
A
a D/
hm
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Cutting data calculation
Obliczanie parametréw skrawania

Nomenclature and formula
Nomenklatura i wzoér

RPM (rev/min) n=(vcx1000)/(rrxD)

Cutting speed (m/min) vc=(nxmxD)/1000

Predkos¢ skrawania

vf=nxzxfz
Feed speed (mm/mim) vi=nxkxfz
Predkos¢ posuwu
Feed per revolution (mm/rev) f=zxfz
Posuw na obrot f=kxfz

Metal removal rate (c3/min)
Wydajnos¢ skrawania

Q=(aexapxvf)/1000

Cutting speed and RPM for copying
Predkos¢ skrawanie oraz RPM dla kopiowania

vc =(nxmxDw)/1000 (m/min)
vc =(nx1000)/(mxDw) (RPM)

Dw=2+/(ap (D-ap)) (mm)

Effective No. of teeth {K) The effective No. of teeth (K) is used to
calculate the feed speed (vf) and the feed per revolution (f). For
most of the cutters the effective No. of teeth (K) ia equal to the
No. of teeth in the cutter (z), but for some of the cutters K. is less
than z.

Efektywna liczba zebdéw {K) Efektywna liczbe zebow (K) stosuje
sie do obliczenia predkosci posuwu(vf) oraz do posuwu na obrot
(f). W wiekszosci nozy efektywna liczba zebdw (K) jest liczona
jako liczba zeboéw (z) ale niektdre w niektérych nozazch K jest
mniejsza niz z.

ae = Width of cut mm/radial depth of cut (mm)
Szerokos¢ ciecia mm/gtebokosc skrawania (mm)
ap = Depth of cut mm/axial depth of cut (mm)
Gtebokos¢ skrawania/osiowa gtebokosc skrawania
(mm)

D= cutter diameter (mm)/$rednica freza

f =Feed per revolution (mm/rev)

Posuw na obrét (mm/obr)

fz =feed per tooth (mm/tooth)

Posuw na zab (mm/z)

K= Effective No. of teeth for calculation of feed per rev
Efektywna liczba zebéw do obliczenia posuwu
n=RPM

Q = Material removal rate (cm3/min)

Wydajnos¢ usuwania materiatu

vc=Cutting speed / predkos¢ skrawania

z = No of teeth / liczba zebdéw

ap

Dw

Example: Disc mill

Total No. of teeth(z)= 12 Effective No. of teeth(K)=6
Explanation: 6 inserts on one side of the cutter and 6
overlapping inserts on the on the other side are used to
get tho full width (ap), which means K=6.

Przyktad: Tarcza frezujaca

llos¢ zebdw (z) = 12 Skuteczne Liczba zebow (K) =6
Objasnienie: 6 ptytek po jednej stronie noza i 6 ptytek
na drugiej stronie aby frezowanie bylo na petnej szero-
kosci (ap), co oznacza K= 6.

I
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Climb & conventional milling
Frezowanie wspotbiezne i przeciwbiezne

Mould and Die.
Climb milling or down milling.
Obrébka form i stempli.

w
= Frezowanie wspotbiezne lub dolne.
(&)
L
>
The only alternative in difficult hm=max
= stainless steels and superalloys.
> Jedyna alternatywa obrébki
trudnej stali i stali nietypowych.
O]
L
>

Climb milling: (ae < 0,5 *D) Entrance with max. chip thickness.
Frezowanie wspotbiezne: (ae < 0,5 *D) wejscie z maks. gruboscig widra.

Mould and Die.
Conventional milling or Up milling.
Obrébka form i stempli.
Frezowanie przeciwbiezne lub gérne.

HSS
L

ICT

Conventional milling: Entrance with chip thickness 0Omm.
Frezowanie przeciwbiezne: Wejscie z gruboscig widéra 0Omm

I —
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Trouble shooting
Rozwigzywanie problemow

UFG

UFX

The strategy for vibrations and unstable machining
Strategia przeciw wibracji i obrébki niestabilnej.

UF

(Y

|. Reduce the diameter of the saw blades
Zmniejsz Srednice tarczy tnacej

UFD

2. Increase the thickness of the saw blades
Zwiekszenie grubosci tarcz tnacych

UFA

UFC

NNy

3. Change to bigger flange
Zmiana na wiekszy kotnierz

N

l

K
(%]
G
T 4. Reduce the length of the efficient blade -~
Zmniejszenie dtugosci efektywnej narzedzia
s |
5. Increase body thickness
Zwiekszenie grubosci oprawki
LA

*Attention / Uwaga

Please follow the trouble shooting above in order to obtain better cutting surfaces.

Must conform to the speed factor.

Prosze przestrzegac¢ powyzszych wskazéwek w celu uzyskania lepszej powierzchni ciecia.
Musi zosta¢ zachowany wspoétczynnik predkosci.

|
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Vibrations

UFJ
/‘\/Ij

UFD
E

MILLING FREZOWANIE

«  Improve the stability of cutter and workpiece.

«  Change cutter positioning.

% «  Minimize tool overhang.
«  Reduce the cutting speed.
« Increase the feed rate.
«  Reduce the depth of cut.
e
o)

«  Poprawa stabilnosci noza i przedmiotu obrabianego.
+  Zmiana ustawienia noza.
- Minimalizacja wysiegu narzedzia.

Tool life problems
Problemy zywotnosci narzedzia

- Zmnieszenie predkosci skrawania.
«  Zwiekszenie posuwu.
«  Zmniejszenie gtebokosci ciecia.

TECHNICAL INFO INFORMACJA TECHNICZNA

Trouble shooting
Rozwigzywanie problemow

Poor surface finish

Ad

«  Improve the stability of cutter and workpiece.
«  Minimize tool overhang.

«  Reduce the feed rate.

« Increase the cutting speed..

«  Usea coolant.

»  Use wiper inserts.

«  Poprawa stabilnosci noza i przedmiotu obrabianego.
«  Minimalizacja wysiegu narzedzia.

«  Redukcja posuwu skrawania.

- Zwiekszenie predkosci skrawania.

. Zastosowanie chtodzenia.

«  Uzycie ptytek wiper.

Rapid flank wear
Szybkie zuzycie powi-
erzchni przytozenia

Reduce the cutting speed.
Increase the feed fate.
Climb milling.

Zmnieszenie predkosci skrawania.

Comb cracks +  Reduce the cutting speed .
Pekniecia zebowe . Reduce the feed rate.

+  No coolant.

«  Change cutter positioning.

. . +  Zmnieszenie predkosci skrawania.
Zwigkszenie posuwu. . .
A Frezwanie wspoétbiezne * Zmnieszenie posuwu.
T ’ «  Brak chtodzenia.
«  Zmiana ustawienia noza.
Rapid notch wear Reduce the cutting speed. Built up edge . Increase the cutting speed.
b Szybkie uszczerbianie Reduce the feed rate. Wyrabianie krawedzi « Increase the feed rate.

=

No coolant.
Change cutter positioning.

Zmnieszenie predkosci skrawania.

Zmnieszenie posuwu.
Brak chtodzenia.
Zmiana ustawienia noza.

. No coolant.
+  Climb milling.

«  Change cutter positioning.
«  Zwiekszenie predkosci skrawania.
. Zwiekszenie posuwu.

. Brak chtodzenia.

. Frezowanie wspotbiezne.
. Zmiana ustawienia noza.

Chipping
Odpryskiwanie

=

Increase the cutting speed.
Reduce the feed rate.
Conventional milling.
Improve chip evacuation.
Change cutter positioning.
Minimize tool overhang.
Improve stability.

Zwiekszenie predkosci skrawania.
Redukcja posuwu skrawania.
Frezwowania przeciwbiezne.
Ulepszone odrpowadzanie wiéréw.
Zmiana ustawienia noza.
Minimalizacja wysiegu narzedzia.
Poprawa stabilnosci.
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