- Different tool holders in carbide and steel are available for the QCH-SERIES
- Carbide tool holder reduces vibrations and performs very well in high feed operations and in operations where a big overhang is required.
- All exchangeable heads are available with inner coolant hole (except QCH-ZOHX)

- Different connection are available (M8,M10,M12,M16)

- Verschiede Verldngerungen in Stahl oder Hartmetall sind fiir die QCH-SERIE verfiigbar.

- HM- Verlangerung reduziert Vibrationen und steigert die Performance bei hohen Vorschiiben und Anwendungen in denen grof3e

Auskragldngen benétigt werden.

- Alle Austauschképfe sind fiir die Anwendung mit Innenklihlung ausgelegt (ausgenommen QCH-ZOHX)
- Verschiedene Gewindeanschliisse sind verfiigbar (M8,M10,M12,M16)

QCH SERIES

QCH SERIE ........

Stahl Verlangerung

Carbide tool holder
Hartmetall Verlangerung

| |
F——
'
A ,.
—Ce
A
216-032 216-932 216-230 220-035 ©925-935
QCH- ZOHX QCH-RD QCH- APKT QCH- WPGT QCH- SDMT

Advantages
Vorteile

B160

- Fast tool change reduces setup times

- Stable force type connection

- Reduces storage costs

- Increases flexibility in your machining shop

- Schneller Werkzeugwechsel reduziert Riistzeit und
somit Maschinenstillstand.

- Stabile Kraftschlussverbindung

- Verringerung der Lagerkosten

- Erhoht die Flexibilitét in der Fertigung




Areas o

Mold and Die

Automotive Industry
2rgy Sector

Aerospace Industry

NENo ungsgeblete
Werkzeuger nd Formenbau
AUTOMOTIVE
13 ll':"‘||':.“l‘=]'|ﬂ'lf
ll|i¥".’s'|t.|l“"ﬁ|i"i

Overview QGH millingjprogram
UBersichtiQCGH Erasprogramm
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Reassembling with high precision
Hohe Wechselgenauigkeit

0.02
0.018
0.016 |
0.014
0.012
=== axial runout
0.01 Axialer Lauf
0.008 )
== radial runout
0.006 Radialer Lauf
0.004
0.002
0 T T T T
1 2 3 4 Reassemble
Einwechselungen
Test radial runout and axial runout with 2 After several times reassembling, the difference between
measuring devices. axial- and radial runout is less than 0.02mm
Vermessung des axialen und radialen Nach mehreren Auswechselungen ist die Abweichung im
Laufs mit 2 Feinzeigern. radialeb sowie axialen Lauf nur sher gering (<0.02mm)
Efficient tool Charging
Effizientes Werkzeugwechseln QCH Tools Repalcement Traditional Repalcement
QCH Werkzeugwechsel Traditionelles Auswechseln

———

Material 1Cr12Ni2MoVNNb-5
Material
Cooling system dry cutting
Kuhlsystem trocken
Machine
Maschine CNC (HSK63 adapter)
Cutting data Vc=150m/min ap=2mm
Schnittdaten f2=0.2mm/z ae=3mm
Machining bottom and sidewall
Bearbeitung Grund- und Sietenflache
@ ZCC-CT
Wear @ Competitor A
Verschleily Wettbewerber A o
Wear comparision
0.3 VerschleiRvergleich
0.25
0.2
0.15
0.1
0.05 g g Competitor A
ZCC-CT Wettbewerber A
0~
20 40 60 80 tor 80 mi F—
Time (min) after 80 min. profile milling
B162 Zeit nach 80 Min. Formfrésern



Milling : Erasen

Indexable}Milling QAWendeplattenfraser,

VeSS

QCH - XPHT
PRLUIK]
_ =) 5
8 A - S[S
ap
L
Dimensions (mm) .
Type Stock Abmessungen Insert No. of (}J‘Ne'gr:
Typ Lager WSP t%eth Sl
@D D1 L ap MD Zahne (kg)

QCH -16-XPHT16-M10 ° 16 17 28 16 10 XPHT16R0803-GM 2 0.036
-20-XPHT20-M12 ) 20 19 30 20 12 XPHT20R10T3-GM 2 0.051
-25-XPHT25-M12 [ ) 25 24 35 25 12 XPHT25R1204-GM 2 0.071
-30-XPHT30-M16 ° 30 29 45 30 16 XPHT30R1506-GM 2 0.140
-32-XPHT32-M16 [ ) 32 30 45 32 16 XPHT32R1606-GM 2 0.162 w

o
Re!
@ Spare parts - Ersatzteile o
c
q Screw Wrench =
Diameter Schraube Schlissel =
Durchmesser
@D w S”\/ / %
316 160M2.5%6.5 WTO7P - -
@20 160M3.5%08TT WT10IP - -
@25 160M4x10 - WT15S -
230 160M5x13.2 - --
WT20IT
@32 160M5%13.2 - -
Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Normal Machining Condition

Unfavorable Machining Condition

@ Applicable inserts - Wendeschneidplatten 69 Normale Bearbeitungsbedingungen %Ungﬂnstige Bearbeitungsbedingungen
Steel
4 R B = ssxsex @ sex o000
T Stainless Steel
ﬁgM Rostioier Stanl €3 99 €3 €3 98 D 000
7 Casti
CE O\ od k| K %0 s0 %
Heat-resi I
Warmmiostor Siahi ik O e
Dimensions (mm) CVD Coating PVD Coating el || @i
Abmessungen CVD Beschicht. PVD Beschicht, | cemet |ube Harmetal
Insert Type o
WSP Typ SS9 o853 J888S8BYD Bl - «
Lled RIS T ai838cc2:8588380322/828K
M M M M MM@MO@MOMDOM@MM@O MO MOMOM@OBMOZ 2000
>>>>5>>>>>5>>>>>5>5F 5>
XPHT16R0803-GM 16 3.1 8 3.18 9° )
XPHT20R10T3-GM 20 4.0 10 3.97 9° °
g XPHT25R1204-GM | 25 | 47 | 125 | 476 | @ .
XPHT30R1506-GM 30 5.8 15 6.35 11° °
XPHT32R1606-GM 32 58 16 6.35 9° )
Applicable tool B11-B18 Tools code key | B26-B27 Grade selection guide B19-B23 Technical data  B215-B220
Werkzeug Werkzeug ISO Sortenauswahl Technische Daten B163
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Milling
Indexable}MillinghlocIsEAWendeplattenfraser

@ Recommended Cutting data - Schnittdaten

- Erasen

Diameter range
Durchmesser Bereich @16- @20

Operations
Anwendung e
ae
I &
& &
Workpiece
material Cutting data Machining of slot Side milling (slight) Side milling (deep) Grade
Werkstiick- | Schnittdaten Nutenfrasen Schulterfrasen Schulterfrasen Sorte
stoff
Medium carbon | v/(mymin) 150~220 150~220 150~220 150~220
Kohlenstoff- Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
stahl
Hardness ap(mm) 4 4 8 16
Harte
150~250HB ae(mm) - 3 4 1.5
V(m/min) 100~150 100~150 100~150 100~150
Alloy steel
e L] Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
Hardness
Harte ap(mm) 4 4 8 16
150~280HB ae(mm) B 3 4 1.5
. V(m/min) 80~120 80~120 80~120 80~120
Die steel
Gesenkstahl Fz(mm/z) 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.3
Hardness
Harte ap(mm) 4 4 8 16
150~255HB
ae(mm) - 3 4 1.5
YBG302
Hardened steel|  V(m/min) 80~100 80~100 80~100 -
geg?'teter Fz(mm/z) 0.08~0.15 0.08~0.15 | 0.08~0.15 -
ahl
Hardness
Harte ap(mm) 4 4 8 -
40~50HRC ae(mm) - 2 3 -
. V(m/min) 250~300 250~300 250~300 250~300
Grey Cast iron
Grausguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness
Harte ap(mm) 4 4 8 16
160~260HB
ae(mm) -- 3 4 1.5
Nodular Cast V(m/min) 200~250 200~250 200~250 200~250
Iron
Kugelgrafitguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness ap(mm) 4 4 8 16
Harte
170~300HB ae(mm) - 3 4 15

@ Ex Stock / ab Lager O On demand / auf Anfrage
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@ Recommended Cutting data - Schnittdaten

Milling : Erasen

Indexable}Milling QAWendeplattenfraser,

Diameter range

Durchmesser Bereich @25, @30, @32

Operations
Anwendung ae
ae
[ &
& 5
Workpiece
material Cutting data Machining of slot Side milling (slight) Side milling (deep) Grade
Werkstlick- Schnittdaten Nutenfrasen Schulterfrasen Schulterfrasen Sorte
stoff
Medium carbon | v/(mymin) 150~220 150~220 150~220 150~220
Kohlenstoff- Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
stahl
Hiadiess ap(mm) 6 6 12.5 25
Harte
150~250HB e(mm) - 5 6.5 3
V(m/min) 100~150 100~150 100~150 100~150
Alloy steel
23 ] Fz(mm/z) 0.1~0.4 0.1~0.4 0.1~0.4 0.1~0.4
Hardness
Harte ap(mm) 6 6 12.5 25
150~280HB ae(mm) - 5 6.5 3
V(m/min) 80~120 80~120 80~120 80~120
Die steel
Gesenkstahl Fz(mm/z) 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.3
Hardness
Harte ap(mm) 6 6 125 25
150~255HB
ae(mm) - 5 6.5 3
YBG302
Ve sesl V(m/min) 80~100 80~100 80~100 -
geharteter
Stahl Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 -
Hardness ap(mm) 6 6 12.5 -
40~50HRC as(mm) - 5 6.5 -
, V(m/min) 250~300 250~300 250~300 250~300
Grey Cast iron
Grausguss Fz(mm/z) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness
Harte ap(mm) 6 6 12.5 25
160~260HB
ae(mm) - 5 6.5 3
Nodular Cast V(m/min) 200~250 200~250 200~250 200~250
Iron
Kugelgrafitguss | £,mmz) 0.08~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Hardness ap(mm) 6 6 125 25
Harte
170~300HB ag(mm) - 5 6.5 3

Applicable tool B11-B18
Werkzeug

Tools code key | B26-B27

Werkzeug ISO

Grade selection guide B19-B23

Sortenauswahl

Technical data B215-B220
Technische Daten
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Milling

- Erasen

Indexable]MillinghlocIsEAWendeplattenfraser

QCH - SDMT

Dimensions (mm) No. of Weight
Type Type Abmessungen Insert teeth 9
T Lager WSP Zihne | CGewicht
yp 9 @D oD L MD (kg)
2)
QCH -25-SDMT09-M12-02 ° 25 24 35 12 2 0.088
SDMTO09T312-DM
-30-SDMT09-M16-03 ° 30 29 45 16 8 0.176
-32-SDMT12-M16-02 ° 32 30 45 16 2 0.175
SDMT120412-DM
-35-SDMT12-M16-02 [ 85 30 45 16 2 0.200
-35-SDMT09-M16-03 [ ] 35 30 45 16 SDMT09T312-DM 3 0.216
@ Spare parts ‘- Ersatzteile
Siemc(er No. of teeth Clamp screw Clamp Insert Screw Wrﬁmch ‘
o Schraube Pratze WSPSchraube Schlussel
Durchmesser Zahne
@D @ v ’ w ,/ B
@25 2 ‘
160M3.5%08TT WD-204 160M4x8.4 WT10IP
@30 3 @
32 2 -
160M4x8.4 WD-204 160M4x8.4 WT15IP
235 2
235 3 160M3.5%08TT WD-204 160M4x8.4 WT10IP

@ Ex Stock / ab Lager O On demand / auf Anfrage



QCH - WPGT

PRIk

Milling : Erasen

Indexable}Milling QAWendeplattenfraser,

SIOIVEe S

:

I

|

M

@D+

L
Dimensions (mm No. of .
(mm) °. 9 Weight
Type Type Abmessungen Insert teeth ;
- Gewicht
Typ Lager WSP Zahne
@D @Dr L MD (kg)
2
QCH -20-WPGT05-M10-02 ° 20 18 30 10 WPGT050315ZSR 2 0.056
-25-WPGT06-M12-02 ) 25 21 85 12 WPGTO060415ZSR 2 0.097
-32-WPGT06-M16-03 L] 32 29 43 16 WPGTO060415ZSR 3 0.185
-35-WPGT08-M16-02 () 35 30 45 16 WPGTO080615ZSR 2 0.196
-35-WPGT08-M16-03 [ ) 35 30 45 16 WPGTO080615ZSR 3 0.201
-42-WPGT06-M16-04 ) 42 29 43 16 WPGT060415ZSR 4 -
@ Spare parts ‘- Ersatzteile
i Clamp screw Clamp Wrench
Diameter No. of teeth Schraube Pratze Schltssel
Durchmesser Zahne
@D @) B> (= ) o
@20 2 160M3.5%x7 - WT15
@25 2 160M4x8.4 - WT15P
332 3 160M4x8.4 - WT15P
335 2 160M5x13 WD-208 WT20IT
335 3 160M4x8.4 - WT15P

Applicable tool B11-B18
Werkzeug

Tools code key | B26-B27

Werkzeug ISO

Grade selection guide B19-B23

Sortenauswahl

Technical data B215-B220

Technische Daten

B167
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Milling : Erasen
Indexable}MillinghlocIsEAWendeplattenfraser

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

. . . Normal Machining Condition Unfavorable Machining Condition
. Appllcable inserts - Wendeschneldplatten 69 Normale Bearbeitungsbedingungen ‘%‘g Ungtinstige Bearbeitungsbedingungen

Steel
[ = sexsex & sax oo
5 Stainless Steel
geM Rostrerer Sian €3 SR €2 D 9k BHE 0004
o
CE] 1K %0 20 %*
zg; Non—ltleerrli&eegﬁéerial 89 %
Heat-resistant steel
Warmfester Stani o= 98 CBB
Dimensions (mm) CVD Coating PVD Coating Cemel | Carbide uncoat,
Abmessungen CVD Beschicht. PVD Beschicht. | Sme! | ube Harimetal
Insert Type o
WSP Typ - AN = T M — oy oy N W N N N e
O O O W W W B OB o O O O W LW V| « «—
GICI L jed S rlal838Ss:2533300322/828%
00 00000 Q0Oo@0@O@0@0alzZz 2000
> > > > > > > >>>>>>>>>>> >
SDMT09T312-DM [9.525(9.525| 4.0 | 397 | 1.2 | 15° ° ° o ° °
a SDMT120412-DM 12.7 | 12.7 | 44 | 476 | 2.0 | 15° [ ] e} [ ] [ ]
“em—
— SDMTO09T312-PM (9.525(9.525| 1.2 |3.97 | 4.0 | 15° o ° ° o
) I I SDMT120412-PM 1271127 | 2.0 | 476 | 44 | 15° o ° ° o
= ————
O
|_
()]
£
s
Ideal Machining Condition
O Gute Bearbeitungsbedingungen
. . . Normal Machining Condition Unfavorable Machining Condition
B Applicable inserts - Wendeschneidplatten Y(/B Normale Bearbeitungsbedingungen ‘%‘% Ungiinstige Bearbeitungsbedingungen
Steel
a @ = ssxsex & sex ceex
T Stainless Steel
ﬁth Rostiioior Stanl 93 [ SREIEB §% Lok 0005
go[@ S *0 0 *
2‘515; Non-ltleerrli\;eetrgﬁ;erial 69 %‘%
Heat-resistant steel
Warmfester Stahi o= 98 O &B&
Dimensions (mm) CVD Coating PVD Coating Cemmel | Carbide uncoat,
Abmessungen CVD Beschicht. PVD Beschicht. | cemet | unbe:Harimetal
Insert Type o
WSP Typ ~ N = T M o~ o NN N W N N N> e
glc | r S ad a 88888 8LQRESRI2ILRLYY s s
O 00O =2 =000 0 000 0|00 ®n <« A
M M MO M MO M M M @M@M@MMM@MOM@MAMO@Z 20 0 A
> > >>>>>>>>>>>>>>>>>
WPGT050315ZSR 794 | 15 35 | 40 11° ° °
WPGT060415ZSR 9525| 15 | 42 | 44 11° ° ° )
6. WPGT080615ZSR 12.85| 15 | 6.35 | 55 11° ° ° °
*'..._'....rl"
WPGT090725ZSR 15 25 7 5.5 11° ° °
WPGT050315ZSR-PM | 7.94 | 15 35 | 4.0 11° ° o °
@ WPGT060415ZSR-PM | 9.525| 1.5 | 42 | 44 | 11° ° o °
U‘ WPGTO080615ZSR-PM | 12.85| 1.5 | 6.35 | 55 | 11° ° ) °
WPGT090725ZSR-PM | 15.00| 25 | 7.00 | 55 11° ° ] °

@ Ex Stock / ab Lager O On demand / auf Anfrage
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Milling : Erasen

Indexable}Milling AWendeplattenfraser,

@ Recommended cutting data - Empfohlene Schnittdaten

; . Hardness 25 @&30/32/35
Workpiece material Grade )
Werkstlick Material 5 Sorte Uil
Harte Axial cutting depth f (mm/z) Axial cutting depth f (mm/z)
Low-carbon steel
Soft steel <HB180 170(120-220)
o ) YBC302/YBM351 0.6~1.0 0.8~1.2 0.8~1.2 1.0~1.4
Niedrig legierter HB180-280 150(100-200)
Kohlenstoffstahl
Baustahl
Hoch-carbon steel;
Alloysteel HB280-350
Hoch Leg. YBC302/YBM351 | 130(80-180) 0.4~0.8 0.8~1.2 0.6~1.0 1.0~1.4
Kohlenstoffstahl; <HB350
Leg. Stah
Alloy tool steel
<HRC35 YBC302/YBM351 | 120(80-160) 0.4~0.8 0.6~1.0 0.6~1.0 0.8~1.2
Leg. Stahl
YBM351 120(80-160)
Stainless steel
Rostfreier Stahl <HB270 0.6~1.0 0.6~1.0 0.8~1.2 0.8~1.2
YBG205 120(80-190)
Cast iron Tensile st.reng.th
) Zugfestigkeit YBG302 150(100-200) 0.6~1.0 1.0~1.4 0.8~1.2 1.2~1.6
Gusseisen <350MPa
Nodular cast iron | Tensile strength
Kugelgrafitguss Zugfestigkeit YBG302 120(80-160) 0.4~0.8 0.8~1.2 0.6~1.0 1.0~1.4
Temperguss <800MPa

Applicable tool B11-B18

Werkzeug

Tools code key | B26-B27

Werkzeug ISO

Sortenauswahl

Grade selection guide B19-B23

Technical data B215-B220

Technische Daten

B169
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Milling : Erasen

Indexable]MillinghlocIsEAWendeplattenfraser

QCH - APKT

Amadll

JDwOeT

- O =
=[S
Di i .
imensions (mm) No. of Weight
Type Stock Abmessungen Insert teeth :
T Lager WSP Zhne | GEWicht
o ®T o | oo | L a | MD (kg)
2)

QCH -16-APKT11-M8-02 ° 16 12.5 25 10.5 8 2 0.028
-20-APKT11-M10-03 ° 20 18 30 10.5 10 3 0.059
-25-APKT11-M12-04 ° 25 21 35 10.5 12 APKT11T3* 4 0.104
-32-APKT11-M16-05 ° 32 29 43 10.5 16 5 -
-40-APKT11-M16-06 ° 40 29 43 10.5 16 6 -
-25-APKT16-M12-02 ° 25 21 38 10.5 12 2 0.090
-32-APKT16-M16-03 ° 32 29 46 10.5 16 APKT1604** 3 -
-40-APKT16-M16-04 ° 40 29 46 10.5 16 4 s

@ Spare parts - Ersatzteile

Diameter No. of teeth Insse: Sct:ew SV\:I?.nChI
Durchmesser Zahne chraube chiusse
oD @) (v o

@16 2
@20 3 160M2.5%6.5T WTO8IP

@25 3

@25 2
I60M4x8.4 WT15IP

230 3

@ Ex Stock / ab Lager O On demand / auf Anfrage

B170




@ Applicable inserts - Wendeschneidplatten

Milling_: Erasen
Indexable}Milling BWendeplattenfrasen

Ideal Machining Condition
O Gute Bearbeitungsbedingungen
@ Normal Machining Condition

Unfavorable Machining Condition
Normale Bearbeitungsbedingungen ‘%‘%

Unglinstige Bearbeitungsbedingungen

a4 r s - P Stenl BEEBEE & 8% 000
1 | eM M o seos SBR 000%
| feee Oy o] @ s s %0 %0 %
Warmfester Stahl % % O 69 69
Dimensions (mm) CVD Coating PVD Coating Cermet | Carbide uncoat.
Abmessungen CVD Beschicht. PVD Beschicht. | ceme! | ue Harmetal
Insert shape Type o
SLLPRRRQPRRPRREERER
APKT11T304-PF | 1224 | 65 | 36 | 28 | 04 |o . oo o
APKT11T308-PF | 1224 | 65 | 36 | 28 | 0.8 o °
| @9 | APKTHMT312PF |1224| 65 | 36 | 28 | 12 o
— APKT11T316-PF | 1224 | 65 | 36 | 28 | 16 o
APKT160408-PF |17.877| 9.33 | 576 | 44 | 08 |e o e e o
APKT11T304-PM | 1224 | 65 | 36 | 28 | 04 @ e ® ® @ oo o §
APKT11T308-PM | 1224 | 65 | 36 | 28 | 08 @ ® © ® o o o|/0 0 o @ lgu
—— c
LY | okriraizem | 1204 | 65 | a6 | 28 | 12 o o e g
APKT11T316-PM | 1224 | 65 | 36 | 28 | 16 . o e
APKT160408-PM |17.877| 9.33 | 576 | 4.4 08 ©eoo © e 0 © @ 0 0 0 0 o
APKT11T304-PR | 1224 | 65 | 36 | 28 | 04 . o o
APKT11T308-PR | 1224 | 65 | 36 | 28 | 04 o
. A0 | APKTHT312-PR | 1224 | 65 | 36 | 28 | 04 o
APKT11T316-PR | 1224 | 65 | 36 | 28 | 04 o
APKT160408-PR |17.877| 933 | 576 | 44 | 08 o
_ APKT11T304-LH | 1224 | 65 | 36 | 28 | 04 oo
@ | APKTHTI08LH | 1224| 65 36 | 28 | 08 oo
— APKT160408-LH |17.877| 9.33 | 576 | 44 | 08 oo

Applicable tool B11-B18

Werkzeug

Tools code key | B26-B27
Werkzeug ISO

Technical data B215-B220
Technische Daten

Grade selection guide B19-B23
Sortenauswahl

B171



Milling : Erasen
Indexable]MillinghlocIsEAWendeplattenfraser

@ Chipbreaker Selection EMP01 - Spanbrecher Auswahl EMP01

Application Finishing Semi-Finishing Roughing
Anwendung Schlichten Mittlere Bearbeitung Schruppen
-PF -PM -PR
-PF -PM -PR
-PF -PM
-LH

1 Square shoulder milling
1 Eckfrasen

@ Recommended cutting data - Empfohlene Schnittdaten

Cutting data
Workpiece material Harﬂll;ess Grade Schnittdaten
Werkstlick Material . Sorte : f(mm/z)
1) Harte V(m/min) ae(mm)
S -PF -PM -PR
o)
'; YBM251 320 (240-400) 0.1(0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.35) <0.5D
YBC301
E Low-carbon steel
= Soft steel YBM351 260 (180-380) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.35) <0.5D
= Niedrig legierter | <180 "
Kohlenstoffstahl
320 (200-400 0.1 (0.08-0.2 0.2 (0.1-0.3 0.25(0.2-0.35 <0.5D
it YBG205 ( ) ( ) ( ) ( )
YBG302 280 (180-400) 0.1(0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.35) <0.5D
YBM251 280 (210-380) 0.1(0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.3) <0.5D
High-carbon YBC301
steel Alloy steel YBM351 240 (160-320) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.35) <0.5D
Hoch Leg. 180-280 VBG202
Kohlenstoffstahl VBG205 280 (180-350) 0.1(0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.3) <0.5D
Leg. Stahl
YBG302 260 (150-380) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.35) <0.5D
YBM251
- - - = <i
VBC301 260 (180-350) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.3) <0.5D
Alloy tool steel YBM351 220 (150-280) 0.1(0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.35) <0.5D
Leg. 280-350
Werkzeugstahl YBG202 260 (160-330) 0.1(0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.3) <0.5D
YBG205
YBG302 240 (120-350) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.35) <0.5D
YBM251 200 (120-270) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.3) <0.5D
YBM351 180 (150-300) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.3) <0.5D
Stainless steel <270
Rostfreier Stahl YBG202 200 (110-300) | 0.1 (0.08-0.2) 0.2(0.1-0.3) 0.25(0.2-0.3) <0.5D
YBG205
YBG302 170 (100-280) 0.1 (0.08-0.2) 0.2 (0.1-0.3) 0.25(0.2-0.3) <0.5D
YBG102 220 (120-250) 0.1 (0.08-0.2) 0.2 (0.1-0.3) - <0.5D
Cast iron
) 180-250 YBD152 240 (180-300) - 0.2 (0.1-0.3) - <0.5D
Gusseisen
YBD252 200 (120-320) - 0.2 (0.1-0.3) - <0.5D
-LH
Al alioy YD101 300- 0.2 (0.08-0.4) <0.5D
Al Leg. YD201 300- 0.2 (0.08-0.4) <0.5D
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2 Slot milling

2 Nutenfrisen

Milling : Erasen

Indexable}Milling AWendeplattenfraser,

@ Recommended cutting data - Empfohlene Schnittdaten
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Cutting data
Workpiece material Harﬂgess Grade Schnittdaten
Werkstiick Material k Sorte : f(mm/z)
Harte V(m/min) ae(mm)
-PF -PM -PR
YBM251 190 (170-250) | 0.1(0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
YBC301
Low-carbon steel
Soft steel YBM351 150 (130-210) | 0.1 (0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
Niedrig legierter <180 VBG202
Kohlenstoffstahl 190 (140-250) | 0.1(0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
Baustahl YBG205
YBG302 170 (130-250) | 0.1 (0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
YBM251 170 (150-220) | 0.1(0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
High-carbon YBC301
steel Alloy steel YBM351 140 (110-200) 0.1(0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
Hoch Leg. 180-280
YBG202
Kohlenstoffstahl 170 (130-250) | 0.1 (0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
YBG205
Leg. Stahl
YBG302 150 (110-230) 0.1(0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
YBM251
YBC301 150 (130-210) | 0.1 (0.08-0.15) | 0.15 (0.1-0.25) 0.2 (0.2-0.3) D
Alloy tool steel YBM351 130 (100-180) 0.1 (0.08-0.15) 0.15 (0.1-0.25) 0.2 (0.2-0.3) D
Leg. 280-350
Werkzeugstahl YBG202 150 (110-240) 0.1(0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
VBG205
YBG302 140 (80-210) 0.1(0.08-0.15) | 0.15 (0.1-0.25) 0.2 (0.2-0.3) D
YBM251 110 (80-190) 0.1(0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
YBM351 100 (80-170) 0.1(0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
M Stainless steel <270
Rostfreier Stahl B YBG202
VBG205 120 (80-190) 0.1(0.08-0.15) | 0.15(0.1-0.25) 0.2 (0.2-0.3) D
YBG302 100 (70-180) 0.1(0.08-0.15) | 0.15 (0.1-0.25) 0.2 (0.2-0.3) D
YBG102 130 (80-180) 0.1(0.08-0.15) | 0.15(0.1-0.25) - D
Cast iron
) 180-250 YBD152 140 (80-210) - 0.15 (0.1-0.25) - D
Gusseisen
YBD252 120 (80-210) - 0.15 (0.1-0.25) - D
-LH
Al alioy YD101 300- 0.2 (0.08-0.3) D
Al Leg. YD201 300- 0.2 (0.08-0.3) D

Applicable tool [ B11-B18

Werkzeug

Tools code key | B26-B27
Werkzeug ISO

Grade selection guide B19-B23

Sortenauswahl

Technical data B215-B220

Technische Daten
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Milling : Erasen

Indexable]MillinghlocIsEAWendeplattenfraser

3 Ramp milling, helical interpolation m

@ Recommended cutting data - Empfohlene Schnittdaten

3 Tauchfrasen, Spiral Interpolationsfra

B174

e Ramp milling
Tauchfrasen

APKT Ramp milling, helical interpolation milling (Inserts—11)

APKT Tauchfrasen, Spiral-Interpolationsfrasen

Ramp milling Helical interpolation milling
Tauchfrasen Spiral-Interpolationsfrasen
Diameter
Durchmesser Max
ap . ’ Max. . - n
@D (mm) | cutting depth Min. length |Min. diameter| Max. pitch
" ramp angle . ;
Schnitttiefe | ) Lange Durchmesser| Steigung
Eintauchwinkel
o° Lm(mm) & D1(mm) (mm)
ap(mm)
ap (©@:Maximum ramp angle)
Lm= @ (a:Maximaler Eintauchwinkel)
16 10.0 10.0 56.7 20.0 2.0
e Helical interpolation milling
Spiral-Interpolationsfrasen
%ﬁ 20 10.0 5.0 114.4 28.0 2.0
i
|
25 10.0 4.5 127.0 40.0 2.0
7
@D
D1
- 32 10.0 3.0 190.8 56.0 2.0
too = L (oi:helical angle)
go= nD1  (o:Spiral Winkel)
40 10.0 2.0 286.4 70.0 2.0

@ Ex Stock / ab Lager O On demand / auf Anfrage



Milling : Erasen

Indexable}Milling AWendeplattenfraser,

SIOGEeS
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e NN
o L
Dimensions (mm) .
No. of teeth
Type Stock Abmessungen Insert Z3hne C\;{Z :I/?ct;\tt Coolant
T Lager WSP Kahlun
M ® o0 | e | L | ™MD @ (kg) 9
QCH  -16-RDKW0702-M8-02 ° 16 15 25 8 2 0.027
-16-RDKW0702-M8-03 ® 16 15 25 3 0.030
RDKW0702MO
-20-RDKW0702-M10-03 ) 20 19 30 10 3 0.058
-25-RDKW0702-M12-03 ) 25 24 35 12 8 0.093
-20-RDKW10T3-M10-02 [ ) 20 19 30 10 2 0.054
-25-RDKW10T3-M12-02 ) 25 24 85] 12 RDKW10T3MO 2 0.097
-32-RDKW10T3-M16-03 L] 32 30 45 16 3 0.183
-32-RDKW1605-M16-02 ) 32 30 45 16 RDKW1605MO 2 0.156
-15-RDKW0702-M8-02 (e] 15 12.5 23 2 -
-15-RDKW0702-M8-03 e} 15 12.5 23 8 3 -
RDKW0702MO
-20-RDKW0702-M10-04 o 20 18 30 10 4 -
-25-RDKW0702-M12-05 o 25 21 35 12 5 -
-20-RDKW1003-M10-02 ) 20 18 30 10 2 -
-25-RDKW1003-M12-02 o 25 21 35 12 2 - Inte_ral
-25-RDKW1003-M12-03 o 25 21 85] 12 8 - cooling
RDKW1003MO
-30-RDKW1003-M16-04 | © 30 29 43 16 4 - Kmﬁgg
-35-RDKW1003-M16-04 o 85] 29 43 16 4 -
-42-RDKW1003-M16-05 o 42 29 43 16 5 -
-24-RDKW12T3-M12-02 e} 24 21 35 12 2 -
-35-RDKW12T3-M16-03 [e) 35 29 43 16 RDKW12T3MO 3 -
-42-RDKW12T3-M16-04 o 42 29 43 16 4 -
-32-RDKW1604-M16-02 o 32 29 43 16 RDKW1604MO 2 -
@ Spare parts ‘- Ersatzteile
| rt Insert Screw Wrench
= Schraube Schliissel
Durchmesser
@D w y /
RDKW0702MO 160M2.5%5 WTO7IP -
RDKW10T3MO 160M4x8 WT15IP -
RDKW1003MO 160M3.5%7.7 WT15 -
RDKW12T3MO 160M3.5%7.7 WT15 -
RDKW1604MO 160M4.5%10 WT20 -
RDKW1605MO 160M5x13 - WT20IT

Applicable tool B11-B18
Werkzeug

Tools code key | B26-B27
Werkzeug ISO

Grade selection guide B19-B23

Sortenauswahl

Technical data B215-B220

Technische Daten
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Milling : Erasen
Indexable]MillinghlocIsEAWendeplattenfraser

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

. . . Normal Machining Condition Unfavorable Machining Condition
@ Applicable inserts - Wendeschneidplatten 69 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen

Steel
4 @ ssxsex * sex eoe
T inl I
EQM Rosireer s €3 SR 3D SR ShE 000
o .
1] K %0 *0 %*
a:
; v . .
AN o
Heat-resistant steel
Warmiestor Stal e 9% O &B®B
Dimension (mm) CVD Coating PVD Coating Cermet | Carbide uncoat.
Abmessung CVD Beschicht. PVD Beschicht. | cemet |unbe. Harimetal
Insert shape Type o
Plattenform Typ SS9 B IISTSTBE8YB IS Bl - «
1.C S d 8833225490388 0000/828%
M M O M MM@MO@MOM@MM@OMOMOM@MODM@OAOOZ 2000
>>>>>5>>>5>>>> 55555 >
RDKW0702MO 7.0 2.38 2.7 ® o o
v ) RDKW0803MO 8.0 3.18 3.4 . .
v RDKW1003MO 10.0 3.18 3.9 e o )
RDKW10T3MO 10.0 3.97 4.4 o e ) [ I )
RDKW1204MO 12.0 4.76 4.4 o e ° ° e ¢ & O
[2]
g RDKW12T3MO 12.0 3.97 3.9 o e ) [ ) [¢)
';) RDKW1604MO 16.0 4.76 5.2 ) [ I )
c
= RDKW1605MO 16.0 5.56 5.5 ) ° °
= RDKW2006MO 20.0 6.35 6.5 ° ) )
@ Recommended cutting data - Empfohlene Schnittdaten
apmax(mm)
Workpiece material S Grade
p . ) HB V(m/min) f(mm/z) RDKWO7** RDKW10** RDKW12** RDKW16**
Werkstlick Material . Sorte
Harte
az ap az ap az ap az ap
L b | YBM3ST 220 (180-300) | 0.25(0.15-0.3)| 1.6 3.5 2.3 5 3.3 6 3.9 8
ow-carbon stee B . R . . . . .
Soft steel YBG302
L . <180
Niedrig legierter YBG202
Kohlenstoffstahl
Baustahl YBM251 270 (200-360) 0.2 (0.1-0.3) 1.6 3.5 2.3 5 3.3 6 3.9 8
YBM351
Hoch-carbon 200 (160-280) | 0.25(0.15-0.3)| 16 | 35 | 2.3 5 33 | 6 39 | 8
A||Sot§setlée| YBG302
Hoch Lf?g. 180-280 YBG202
Kohlenstoffstahl; ~ .
Leg. Stah YBM251 240 (180-350) 0.2 (0.1-0.3) 1.6 3.5 2.3 5 3.3 6 3.9 8
YBM351
180 (150-250) | 0.25(0.15-0.3) | 1.6 3.5 2.3 5 3.3 6 3.9 8
YBG302
Alloy tool steel 280-350
Leg. Stahl YBG202
220 (170-340) 0.2 (0.1-0.3) 1.6 3.5 2.3 5 3.3 6 3.9 8
YBM251
YBM351
. 150 (100-220) | 0.25 (0.1~0.3) 1.6 3.5 2.3 5 3.3 6 3.9 8
Stainless steel YBG302
M Rostfreier Stahl | 270
YBG202
160 (110-270) 0.2 (0.1-0.3) 1.6 3.5 2.3 5 3.3 6 3.9 8
YBM251
Cast iron 180250 | 129202 | 510 (120-300) | 0.2 (0.1-0.3 16 | 35 | 23 5 33 6 3.9 8
Gusseisen - YBM251 (120-300) -2(0.1-0.3) . . . . .

@ Ex Stock / ab Lager O On demand / auf Anfrage
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QCH - ZOHX

Am@]

Milling : Erasen

Indexable}Milling AWendeplattenfraser,

I

@D

]

il

L

D1

L
Dimensions (mm) .
Type Stock Abmessungen Insert We'ght
T Lager WSP Gewicht
P 9 @D @D L MD (kg)
QCH -16-ZOHX16-M8 ° 16 15 28 8 ZOHX1604-* 0.029
-20-ZOHX20-M10 ° 20 19 30 10 ZOHX2005-** 0.048
-25-ZOHX25-M12 ° 25 24 35 12 ZOHX2506-** 0.087
-30-ZOHX30-M16 ° 30 29 45 16 ZOHX3007-** 0.170
-32-ZOHX32-M16 ° 32 30 45 16 ZOHX3207-** 0.180
@ Spare parts - Ersatzteile
Di t Insert Screw Wrench
=L Er Schraube Schlissel
Durchmesser
@D v §/ %
@16 170M5%x12TT WT20IP -
@20 170M5%x16TT WT20IP -
@25 170M6x20TT WT20IP -
@30 170M8x25TT - WT30IT
@32 170M8x25TT - WT30IT

Applicable tool B11-B18
Werkzeug

Tools code key | B26-B27

Werkzeug ISO

Sortenauswahl

Grade selection guide B19-B23

Technische Daten

Technical data B215-B220

B177
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- Erasen

@ Applicable inserts - Wendeschneidplatten &

Ideal Machining Condition
O Gute Bearbeitungsbedingungen
Normal Machining Condition
Normale Bearbeitungsbedingungen

Indexable]MillinghlocIsEAWendeplattenfraser

Unfavorable Machining Condition
“ﬁé Ungiinstige Bearbeitungsbedingungen

0
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Steel
@ = 8% 8 8% 8% eoe#
5 inl |
e M Restieer Sianl a8 85 B 9% BB 000
o .
1] K et 0
_g' = Non-ferrite material 69
§ Ne Metalle
Heat-resistant steel
Warmfester Stah ko Q&8
Dimensions (mm) CVD Coating PVD Coating Cermet | Carbide uncaat,
Abmessungen CVD Beschicht. PVD Beschicht, | Cemet | unke Harimetal
Type o
Typ 5855859828888 838%e .-+«
aiefed 8 R IB8355528033300|228|828
m M M M @M M MO OMM@MM@M@AMOMOM@MAOZ 20 QO AQO
> > > > > > > >>>>>>>>5>>>
ZOHX1604-GF 16 5 4 8 °
ZOHX2005-GF 20 5 5 10 °
ZOHX2506-GF 25 6 6 12.5 o
ZOHX3007-GF 30 8 7 15 °
ZOHX3207-GF 32 8 7 16 °
ZOHX1604-GM 16 & 4 8 °
ZOHX2005-GM 20 5 5 10 °
ZOHX2506-GM 25 6 6 12.5 o
ZOHX3007-GM 30 8 7 15 °
ZOHX3207-GM 32 8 7 16 °
@ Recommended cutting data - Empfohlene Schnittdaten
Hardness Diameter (mm)
Workpiece material HB Cutting data Durchmesser @D Grade
Werkstiick Material Harte Sorte Sorte
216, @20 @25 @30, @32
Vo(m/min) 100~200 100~200 100~200
Carbon steel
o fz(mm/z) 0.15~0.25 0.2~0.3 0.2~0.3
Niedrig legierter HB<180
Kohlenstoffstahl apmax(mm) 0.8 1 1.25
Baustahl
aemax(mm) 0.8 1 1.25
Ve(m/min) 80~180 80~180 80~180
Alloy steel
fz(mm/z) 0.15~0.25 0.2~0.3 0.2~0.3
Hoch Leg. HB180~280
Kohlenstoffstahl; apmax(mm) 0.8 1 1.25
Leg. Stah
aemax(mm) 0.8 1 1.25
Vo(m/min) 60~100 60~100 60~100
fz(mm/z 0.15~0.25 0.2~0.3 0.2~0.3
Hardened steel HRC55~65 ( ) YBG252
Leg. Stahl apmax(mm) 0.4 0.5 0.6
aemax(mm) 0.4 0.5 0.6
Ve(m/min) 70~150 70~150 70~150
; fz(mm/z 0.1~0.2 0.1~0.25 0.1~0.25
Stainless steel HB<270 ( )
Rostfreier Stahl apmax(mm) 0.6 0.8 1
aemax(mm) 0.6 0.8 1
Vo(m/min) 160~300 160~300 160~300
Cast iron HB180-250 fz(mm/z) 0.2~0.3 0.25~0.35 0.25~0.35
Gusseisen apmax(mm) 1 1.5 1.8
aemax(mm) 1 1.5 1.8

@ Ex Stock / ab Lager O On demand / auf Anfrage




Hard alloy toolholder - Hartmetal Verlangerung

IS

Milling : Erasen

Indexable}Milling AWendeplattenfraser,

a
: & g3 8
I L | L n
Fig 1 Fig 2
Dimensions (mm)
Type Stock Flg Abmessungen
Typ Large L M @D2 @D @D1 L1 a®
G16-QCH-M8-100C o 100 16 - - -
G16-QCH-M8-150C o 1 150 16 = - -
G20-QCH-M8-200C-ZJ90 o 200 M8 8.5 20 15.5 90 1.3°
G20-QCH-M8-250C-ZJ115 o 2 250 20 15.5 115 1°
G20-QCH-M8-300C-ZJ135 ° 300 20 15.5 135 0.85°
G20-QCH-M10-100C o 100 20 - - -
G20-QCH-M10-150C o 1 150 20 = - -
G20-QCH-M10-200C o 200 20 20 - -
M10 10.5
G25-QCH-M10-200C-ZJ90 o 200 25 19.8 90 1.6°
G25-QCH-M10-250C-Z2J115 o 2 250 25 19.8 115 1.25°
G25-QCH-M10-300C-ZJ135 o 300 25 19.8 135 1.1°
G25-QCH-M12-100C o 100 25 - = -
G25-QCH-M12-150C o 1 150 25 - - -
G25-QCH-M12-200C o 200 25 - = -
M12 125
G25-QCH-M12-200C-ZJ90 o 200 32 24.5 90 2.3°
G25-QCH-M12-250C-2J115 o 2 250 32 245 115 1.75°
G25-QCH-M12-300C-Z2J135 o 300 32 245 135 1.5°
G32-QCH-M16-150C ° 150 32 - - -
G32-QCH-M16-200C o 200 32 = - -
G32-QCH-M16-250C o 1 250 32 - - -
G32-QCH-M16-300C ° 300 M16 17 32 = - -
G32-QCH-M16-200C-ZJ90 ° 200 32 30 90 0.64°
G32-QCH-M16-250C-ZJ115 o 2 250 32 30 115 0.5°
G32-QCH-M16-300C-ZJ135 ° 300 32 30 135 0.4°

Applicable tool B11-B18
Werkzeug

Tools code key | B26-B27

Werkzeug ISO

Grade selection guide B19-B23

Sortenauswahl

Technical data B215-B220
Technische Daten
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B180

- Erasen

Milling
Indexable}Milling QAWendeplattenfraser

Steel toolholder - Stahl Verlangerung

| L
L1
_ -l! a a
Q Q

Dimensions (mm)

Type Stock Abmessungen
Tvp Large @D L L1 @D+ MD
G16-QCH-M8-80 o 16 80 25 15 M8
G16-QCH-M8-100 ° 16 100 45 15 M8
G20-QCH-M10-90 o 20 90 35 18.5 M10
G20-QCH-M10-105 ° 20 105 50 18.5 M10
G25-QCH-M12-90 o 25 90 30 24 M12
G25-QCH-M12-110 o 25 110 50 24 M12
G32-QCH-M16-100 o 32 100 35 285 M16
G32-QCH-M16-120 o 32 120 55 28.5 M16
G32-QCH-M16-115 o 32 115 40 30 M16
G32-QCH-M16-135 o 32 135 60 30 M16

@ Ex Stock / ab Lager O On demand / auf Anfrage




