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SEZNAM VBD
LIST OF INSERTS
VBD / Insert VBD / Insert VBD / Insert B VBD / Insert
LNXF 6 RNGH 7 TNGJ 8 WNXX 9
LNGF 6 RNMG 7 UNXF 8 WNMJ 9
LNXR 6 SNGH 7 WNGU 8 WNXJ 9
WNXG 8 WNMF 9
WNGU 8
WNXJ 8

SEZNAM KAZET

LIST OF CARTRIDGES
Kazeta / Cartridge
LNGF 10
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LNGF, LNXF

LNGF, LNXF

LNXR

VYROBNi SORTIMENT - VBD

PRODUCT LINE - INSERTS

ANE=N
el

B7

WNMJ, WNXJ

ai:g'"/‘xl f %

) ZA./ NRIE
&> Ny Wi
L ]

Bo

Bo

Bo
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SYSTEM ZNACENi VBD ISO - LOUPANI TYGi
ISO CODE DESIGNATION - BAR PEELING

Tvar desti¢ky / Insert shape Uhel hibetu / Clearance angle Provedeni / Insert type
Q J2 O
B N R
R Kuzel / Cone|  70°-90°
|
F J

Kuzel / Cone |  70°-90° |

>
:H =5
B o

G N T
Kuzel / Cone | 40°-60°
D A Specidlni Specidlni
11° Special Eﬁ,\j Special

N 2 N 3 N 4
F

@
—
0° | / m
1
[L][N][c][F ]l4o]f10]s5] - ][PM] - ][s01]
Tolerance / Tolerances
Oznaceni / Symbol Tolerance / Tolerances [mm] Tolerance / Tolerances [Palce / Inch]

m () s (%) d=1.C.(%) m (%) s (%) d=1C.(%)
A 0,005 0,025 0,025 0,0002 0,001 0,0010
F 0,005 0,025 0,013 0,0002 0,001 0,0005
(o3 0,013 0,025 0,025 0,0005 0,001 0,0010
H 0,013 0,025 0,013 0,0005 0,001 0,0005
E 0,025 0,025 0,025 0,0010 0,001 0,0010
G 0,025 0,130 0,025 0,0010 0,005 0,0010
J 0,005 0,025 0,05+ 0,13 0,0002 0,001 0,002 + 0,005
K 0,013 0,025 0,05+0,13 0,0005 0,001 0,002 + 0,005
L 0,025 0,025 0,05+0,13 0,0010 0,001 0,002 + 0,005
M 0,08 +0,18 0,130 0,05+0,13 0,003 + 0,007 0,005 0,002 + 0,005
N 0,08 +0,18 0,025 0,05+0,13 0,003 + 0,007 0,001 0,002 + 0,005
U 0,05+ 0,38 0,130 0,08 + 0,25 0,005 + 0,015 0,005 0,003 = 0,010
X Tolerance dle vykresu / Tolerances according to drawing
. PS o

«
S
@d=I.C. @d=I.C.
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SYSTEM ZNACENi VBD ISO - LOUPANI TYGi

ISO CODE DESIGNATION - BAR PEELING
5 N 6 |

Rozmér desticky / Insert size Tloustka / Thickness Hloubka fezu / Depth of cut ap
y R

| ‘ o ] af
.

Oznag. / Symbol s [mm] Oznac. / Symbol ap
04 4,76 10 1,0
05 5,56
06 6,35 15 15
07 7,94 20 2,0
08 8,00
09 9,52 25 25
10 10,00 30 3.0
12 12,00
12 12,70 35 3.5
13 13,00 40 40
14 14,00
18 18,00 80 8,0

40 10 32 - PM - SO1

Utvafe¢ / Chip breaker Provedeni fezné hrany / Profil of cutting edge
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VYMENITELNE BRITOVE DESTICKY
INDEXABLE CUTTING INSERTS

Materidly Rozméry
| S o Grades Dimensions
2282w A | o
8|8|8|» g n &% | K
LNGF 401035-PM-S01 o0 40 20 10 20 3,5 25
——
I | LNGF401035-PM1-S01 | | wl 20| 10! 20| 35| o
[ ” (LNGF 40-295000) ’
LNXF 301010-PF olo 30 | 18 10 2 | 1 |2
L . (LNGF 30)
l Materidly Rozméry
= Grades Dimensions
‘]J@ e ISO olo2n
LT 51833 b s I, a, | K°
™ LNGF 300715-PM oe 3012 12 | 754 | 20 | 15 | 20
-_-_‘_\—|_r"
LNGF 361220-PM ole 36,50 | 18 |[12,00 | 17 2 20
LNXF 361220-PM
Ad (LNGF 36,5) o|0 36,50 | 18 |[12,00 | 17 2 15
_ Materidly Rozméry
) ISO Grades Dimensions
L] 288y b | o
== 8|8|8|» S n 8 | K
T -
£ !‘&’&25'311?;83"33’:)) eo0 38251750 12 | 22 | 4 | 20
F_'.-
- .
£ :'1':):30%?1240 P olo 3825 1750 | 12 | 22 | 4 | 20
—
e !
%&’&233?122‘2)"“ ole 38251750 12 | 22 | 4 | 20
® Skladovany / Stock Assort. O Neskladovany / Non-stock Assort. Vsechny rozméry v / All dimensions [mm]
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VYMENITELNE BRITOVE DESTICKY
INDEXABLE CUTTING INSERTS

Materidly Rozméry
|S o Grades Dimensions
2282 o
88|18 d d1 S |" ap K
Vo) RNGH
o 381200-MR ole 38,1 | 12,7 | 127 8
o RNGH 381200-PM
= (RNEX 38-790000) ° 81| 127 127 8
’3‘ RNGH 381200-PR ole 38,1 | 12,7 | 127 8
E{ ) ’ 3
(:’ RNGH 5015MO-PR
A (202000) ° 50 | 14,5 | 155 12
Materidly Rozméry
|SO Grades Dimensions
2282 o
R d d1 S ln ap K
e | RNMG 250900E-081 ole 254 | 952 | 9,12 6
Materidly Rozméry
|S o Grades Dimensions
2282 o
8|88 » d1 S In ap K
SNGH 351225 - PR
3 (ONGO 16.041000 o % | 875 | 12 | 14 | 25 | 12
[—
® Skladovany / Stock Assort. O Neskladovany / Non-stock Assort. Vsechny rozméry v / All dimensions [mm]
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VYMENITELNE BRITOVE DESTICKY
INDEXABLE CUTTING INSERTS

-— Materidly Rozméry
. @n 2 Grades Dimensions
i i il IS0 olg/glw
L 5833 d d, s I a, | k°
= TNGJ 281025-PF-S01 o0 495 | 28,6 7 10 20 25 20
| —
gy Materidly Rozméry
a Grades Dimensions
A s0
&l | o] T 2182 b | o
= 8|8|8|» & n 8 | K
—
b= UNXF 361240-PM-S01 ole 365 | 18 12 15 4 15
—
L= UNXF 361240-PM-S02 [} 36,5 | 18 12 15 4 15
IR Materidly Rozméry
i Grades Dimensions
OV I 1SO
vavI A} v ¥ ===
gg<s BEZ3 ¢l s ]«
~ WNGU 150935-PM-S02 ole 15 |22,225| 7,94 | 952 | 13 35 15
| S
’ WNXG 150935-PM
- (TNMX 150916-10L) o|0 15 |22,225| 7,94 | 952 | 13 35 15
L
’ WNXJ 150935-PM
- (TNMX 15-1624000) ole 15 |22,225| 7,94 | 952 | 13 35 15
e~

® Skladovany / Stock Assort.

8

O Neskladovany / Non-stock Assort.

Vsechny rozméry v / All dimensions [mm]
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VYMENITELNE BRITOVE DESTICKY
INDEXABLE CUTTING INSERTS

! Materidly Rozméry
5 ISO Grades Dimensions
: 288w o
8|88 |o d d1 S |n ap K
/- WNXX 150935-PM
J ~ (TNMX 150916-10S) ole 15 |22,225| 7,94 | 9,52 | 13 35 15
Materidly Rozméry
|SO Grades Dimensions
2282 d d | o
8|8|8|» 1 g n 4 S
i m‘l"e";ﬁg?ﬁ)m oe 20 3175|912 | 13 | 15 | 8 | 25
[ =
P Y gﬁgiﬂﬁm oe 20 3175|912 | 14 | 15 | 8 | 25
[ =
P WNXJ 201380-PR-501
L (WNKX 201380-PM1-501) ole 20 |31,75| 9,12 | 13 15 8 25
Materidly Rozméry
ISO Grades Dimensions
2812 w d | o
ggga s h]3 X
’/ L WNMF 201380-PM-S01 olee 20 |31,75| 13 15 8 25
[ ey
® Skladovany / Stock Assort. O Neskladovany / Non-stock Assort. Vsechny rozméry v / All dimensions [mm]
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VNEJSi SOUSTRUZENI - KAZETY
EXTERNAL TURNING - CARTRIDGES

) 6,9
- =
I
lq
VNEJSi SOUSTRUZENI - KAZETY / EXTERNAL TURNING - CARTRIDGES
Rozméry / Dimensions [mm] =
=3 VBD
Iso h h‘ b |‘ |2 9 g § Inserts
= w
LK 1408535 o | 53 35 85 | 140 | 108 3,4 | NLO1 WNMF 2013 ..
LNGF 4010 ..
(72}
w
S
Q
oc
(==
0@
<T
(&)
DALSi ROZMERY KAZET PRO LOUPANI TYCi NA POPTAVKU
OTHER DIMENSIONS OF CARTRIDGES AND TOOLHOLDERS FOR PEELING ON REQUEST
NAHRADNI DILY / SPARE PARTS
Podlozka Sroub podlozky Upinka Sroub upinky Klig
Shim Shims screw Clamp Clamping screw Key
Typ
Type @ ) S 7
\,/ == (&) @ (Y ﬁ
NLOT WNW 200615 HCS 0816 UP 4107 HCS 0820 HXK 5
LNW 400410 HCS 0310 UP 3005 HCS 0616 HXK 2, HXK 4

® Skladovany / Stock Assort.

10

O Neskladovany / Non-stock Assort.

Vsechny rozméry v / All dimensions [mm]

BPzame]




TECHNICKA CAST
TECHNICAL PART

Kapitola Chapter ‘ E——ll ‘
Zakladni technické informace Basic technical information 12
Obrabéné i Classification of ined materials 13+23
Geometrie VBD Geometry of inserts 24+29
Volba feznych podminek Cutting conditions 30+31
Rezné materialy Cutting grades 32:33
Druhy opotfebeni Wear types 34+ 36
Pfevodni tabulka tvrdosti Hardness conversion table 37

BPzame]

1

N
>
N

[
(2]
<<
(5]
S
=
=
($]
w
=

TECHNICAL PART




>

[
(2]
<T
O
=]
=
==
(&)
w
=

TECHNICAL PART

ZAKLADNi TECHNICKE INFORMACE
BASIC TECHNICAL INFORMATION

LOUPANI TYGi

Jednd se o specidlni operaci soustruzeni, ktera se vyznaduje
pouZitim relativné vysokych posuvt pfi pomémé malé hloubce
trisky a.

Loupani se provadi hlavné v tézkém primyslu. Jde o odstranéni
povrchovych vrstev oxidd, navalcovanych nedistot a trhlin, které
vznikaji za tepla pfi kovani nebo valcovani tyéi nebo trubek.

Operace loupani se provadi béZzné na kruhovych tycich a lze ji
pouzit také pfi loupani silnosténnych trubek.

Pouzity material ty¢i k loupéni je nej¢astéji uhlikova ocel,
konstrukéni oceli urcené k zuslechténi, ale také nastrojové oceli,
korozivzdorné oceli, Zarupevné slitiny na bazi Ni, Co, Fe a Ti.
Oloupané tyce se zpravidla pouzivaji k dalSimu zpracovani.

Vyhody loupani oproti béznému soustruzeni jsou:

- poutziti vysokych posuvi

- vy$Si produktivita

- snizeni spotfeby desticek

- vysoka jakost obrobeného povrchu
- vysokd rozmérova presnost

BAR PEELING

The outstanding feature of these specific operations is relatively
high feed rates and small depth of cut a, By peeling operations
surface layers of oxides, rolled contaminants and cracks appeared
at hot forging or rolling are removed. It is made usually on circle
bars and thick-walled tubes.

Peeled materials are mostly carbon steel, machinery steel for
heat treating, tool steel, stainless steel and also heat-resisting
alloys on basis of Ni, Co, Fe and Ti.

The advantages of peeling technology in comparison with
tumning are:

- machining at high feed rates
- higher productivity

- less inserts consumption

- excelent roughness quality

- high dimensions accuracy

Vodici rolny - vystupni / leading wheels - outgoing
Obrobek / Workpiece
VBD / Insert

12




ROZDELENi OBRABENYCH MATERIALU
CLASSIFICATION OF MACHINED MATERIALS

Pfi volbé nastroje a startovnich feznych podminek je jednou
materidlu. Pro zjednodu$eni rozdélujeme obrabéné materialy v
souladu s normou I1SO 513 do Sesti zakladnich skupin v nichz
jsou sdruzovany materidly, které vyvolavaji kvalitativné stejny
typ zatizeni (namahani) bfitu a tudiz vyvolavaji i podobny typ
opotfeben.

The identification of machined material is the most important
thing for the right solution of cutting tool and cutting conditions.
Machined materials are classified into 6 basic groups according
to standard ISO 513. In each group are associated materials
which cause the same load type of the cutting edge and thus
also a similar wear type.

uhlikové (nelegované) oceli tfidy 10, 11, 12
legované oceli tfid 13, 14, 15, 16

néstrojové oceli uhlikové (191..., 192..., 193...)
nastrojové legované oceli (193... az 198...)

uhlikova ocelolitina skupiny 26 (4226...)

nizko a stfedné legované ocelolitiny skupiny 27 (4227...)

feritické a martenzitické korozivzdorné oceli
(tfidy 17..., lité 4229...)

carbon steels - non-alloyed (GrA, Gr1108, Gr1043)
carbon cast steels (GrN-2)

carbon tool steels (W5)

low-alloyed steels (X52)

alloyed steels (N0.5115, Gr9840)

low and medium alloyed steels (Gr9260H)

alloyed tool steels (GrA)

ferritic and martensitic stainless steels

ASTM A176-74 and cast steels (GrCB30)

austenitické a feriticko austenitické oceli
korozivzdorné, zaruvzdorné a Zarupevné

oceli nemagnetické a otéruvzdorné

austenitic and ferritic - austenitic steels, stainless steels,
heat-resistant and creep-resistant steels

non-magnetic and abrasive-resistant steels (Gr302)

Seda litina nelegovana i legovana (4224...)
tvarna litina (4223...)

temperovana litina (4225...)

grey cast iron non-alloyed and alloyed (C1 358)
nodular cast iron (Gr 80-55-06)

malleable cast iron (6004)

nezelezné kovy
slitiny Al
slitiny Cu

non-ferrous metals
Al alloys

Cu alloys

specialni slitiny na bazi Ni, Co, Fe a Ti

NIMONIC 80A - ASTM A637
INCOLOY 800HT - UNS No 8811
INCONEL 617 - No 6617

special alloys on base of Ni, Co, Fe and Ti

NIMONIC 80A - ASTM A637
INCOLOY 800HT - UNS No 8811
INCONEL 617 - No 6617

zuslechténé oceli s pevnosti nad 1500 MPa
kalené oceli HRC 48 + 60
tvrzené kokilové litiny HSh 55 + 58

heat-treated steels with strenght over 1500 MPa
hardened steels HRC 48 + 60
chilled ingot mould irons HSh 55 + 58

13
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GEOMETRIE LOUPACICH DESTICEK
TYPE OF INSERTS FOR BAR PEELING

DESTICKA HLAVNi BRIT HLADICI BRIT POZNAMKY
INSERT HEAD EDGE SMOOTHING EDGE NOTES

LNGF 401035-PM-S01

skupina materialu: ISO P
rozsah tvrdosti: stfedné tvrdé materidly
0.28 030 velikost pridavku: <3,5mm

workpiece material group: 1SO P

i

——- 15° Xé;‘i ?gzss%fﬁ:rnmém: 207 -_ 2408 mor‘
—— 20° 20 15°
3 %
5

H o~ S range of hardness: medium-hardened materials
size of addition: <38,5mm
feedf,: 0,7+ 4,5 mm.rev’
range of diameter: 20 + 200 mm
LNGF 401035-PM1-S01
(LNGF 40-295000) skupina materiald: ISO P
rozsah tvrdosti: stfedné tvrdé materidly
0,30 0,30 velikost pfidavku: <3,5mm
130 > 13° posuv f: 0,75 + 4,5 mm.ot'
P —— 20° 20 rozsah pramerd: 20 + 200 mm
% \Z { workpiece material group: 1SO P
_— — 5 S il range of hardness: medium-hardened materials
size of addition: <3,5mm
feedf,: 0,75 + 4,5 mm.rev"
range of diameter: 20 + 200 mm
LNXF 301010-PF
(LNGF 30) skupina materild: ISOP
rozsah tvrdosti: stfedné tvrdé materidly
0.30 0,25 velikost pridavku: <1mm
. 130 o> 13° posuv f: 0,9+ 5 mm.ot’
- 200 20 rozsah primerd: 20 + 200 mm
X \Z workpiece material group: 1SO P
= - 5 s= 8 range of hardness: medium-hardened materials
—— size of addition: <1mm
feedf,: 0,9+ 5 mm.rev"
range of diameter: 20 +200 mm
LNGF 300715-PM
skupina materialu: ISO P
rozsah tvrdosti: stfedné tvrdé az tvrdé materialy
velikost pridavku: <1,5mm
posuv f 0,9 + 4,5 mm.ot’
m—— rozsah praméru: 20 + 200 mm
'h g workpiece material group: 1SO P
range of hardness: medium up to hard materials
size of addition: <1,5mm
feedf: 0,9 + 4,5 mm.rev’
range of diameter: 20 + 200 mm
2
O E LNGF 361220-PM
§ - skupina material(: ISO P
o 5 rozsah tvrdosti: stfedné tvrdé materidly
== velikost pridavku: <2,0mm
= 5 posuv f: 1,2 +4,0 mm.ot'
hf E — -, rozsah primerd: 20 + 200 mm
(==
workpiece material group: 1SO P
k sl range of hardness: medium-hardened materials
size of addition: <2,0mm
feedf,: 1,2+ 4,0 mm.rev!
range of diameter: 20 + 200 mm
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GEOMETRIE LOUPACICH DESTICEK
TYPE OF INSERTS FOR BAR PEELING

DESTICKA HLAVNi BRIT HLADICI BRIT POZNAMKY
INSERT HEAD EDGE SMOOTHING EDGE NOTES
LNXF 361220-PM
(LNGF 36,5) skupina materiali: ISO P
rozsah tvrdosti: stfedné tvrdé az tvrdé materidly
0,30 velikost pridavku: <1,5mm
100 ’0’30 10° posuv 1,2 + 4,0 mm.ot'
20 20 rozsah prmérd: 20 + 200 mm
/ workpiece material group: 1SO P
— ‘\777/% 5o < range of hardness: medium up to hard materials
size of addition: <1,5mm
feedf,: 1,2 + 4,0 mm.rev!
range of diameter: 20 + 200 mm
LNXR 381240-MM
(LNKX 38-1303000) skupina materiald: ISOP, M
rozsah tvrdosti: mékké az stiedné tvrdé materialy
0,40 0,40 velikost pridavku: <4,0mm
' 15° > posuv f: 1,2+5,0 mm.ot!
20° ] rozsah pramérd: 20 +200 mm
— 25°
4 \J workpiece material group: SO P, M
S X 50’:‘/ range of hardness: soft up to medium-hardened materials
# size of addition: <4,0mm
feedf: 1,2+ 5,0 mm.rev’
range of diameter: 20 +200 mm
LNXR 381240-PM
(114000) skupina materialu: ISOP
rozsah tvrdosti: mékkeé az stiedné tvrdé materidly
0,40 velikost pFidavku: <4,0mm
25° posuv 1,2+ 5,0 mm.ot’
20 ] rozsah primérd: 20 + 200 mm
—
\/ J workpiece material group: 1SO P
S— — R range of hardness: soft up to medium-hardened materials
——— size of addition: <4,0mm
feedf, 1,2+ 5,0 mm.rev’
range of diameter: 20 +200 mm
LNXR 381240-PR
(LNKX 3812-S) skupina materiald: ISOP
rozsah tvrdosti: stfedné tvrdé materialy
velikost pridavku: <4,0mm
0,40 0,40 posuv f: 1,2+ 5,0 mm.ot!
27° i rozsah pramérd: 20 + 200 mm
—— 20 20° /
T, < / workpiece material group: SO P
| range of hardness: medium-hardened materials
e
y — 5”‘\’} size of addition: <4,0mm
feedf: 1,2+ 5,0 mm.rev’
range of diameter: 20 +200 mm
RNGH 381200-MR
skupina materialu: ISOP, M
rozsah tvrdosti: mékké az stiedné tvrdé materidly
055 velikost pridavku: <8,0mm
" > posuv f,: limitovan druhou VBD v kazeté
-3 \\" *0130 rozsah primérd: 125 + 400 mm
= % 20,5°
G 15 workpiece material group: 1SO P, M
1 J'l range of hardness: soft up to medium-hardened materials
2 \d L. size of addition: <8,0mm
feedf,: limited by next insert on cartridge
range of diameter: 125 + 400 mm
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GEOMETRIE LOUPACICH DESTICEK
TYPE OF INSERTS FOR BAR PEELING

DESTICKA HLAVNi BRIT HLADICI BRIT POZNAMKY
INSERT HEAD EDGE SMOOTHING EDGE NOTES
RNGH 381200-PM
(RNEX 38-790000) skupina materild: ISOP
rozsah tvrdosti: stfedné tvrdé materidly
> 0,60 velikost pridavku: <8,0mm
0,20 . posuv f: limitovan druhou VBD v kazeté
/"'N...' % i} 25 rozsah priméri: 125 + 400 mm
20
o workpiece material group: 1SO P
e -~ range of hardness: medium-hardened materials
aF A size of addition: <8,0mm
feedf,: limited by next insert on cartridge
range of diameter: 125 + 400 mm
RNGH 381200-PR
skupina materiald: ISO P
rozsah tvrdosti: stfedné tvrdé az tvrdé materialy
1.20 velikost pridavku: <8,0mm
~— >t posuv f;: limitovan druhou VBD v kazeté
/"'\ ’0,30 rozsah praméri: 125 + 400 mm
% 25°
@/ 25 workpiece material group: 1SO P
\ ;:'?l range of hardness: medium up to hard materials
| - size of addition: <8,0mm
feedf,: limited by next insert on cartridge
range of diameter: 125 + 400 mm
RNGH 5015MO-PR
(292000) skupina materiali: ISOP
rozsah tvrdosti: stfedné tvrdé az tvrdé materialy
2,50 velikost pfidavku: <120 mm
— posuv f: limitovan druhou VBD v kazeté
*0,3 rozsah pramérd: 160 + 400 mm
\ 30°
10 ] workpiece material group: 1SO P
i / range of hardness: medium up to hard materials
" (" size of addition: <12,0mm
feedf,: limited by next insert on cartridge
range of diameter: 160 + 400 mm
RNMG 250900E-081
skupina materiald: ISO P
rozsah tvrdosti: stfedné tvrdé az tvrdé materialy
0.40 velikost pridavku: <6,0mm
> posuv f;: limitovén druhou VBD v kazeté
P ’0,1 rozsah praméri: 100 + 200 mm
ﬂ% 15°
O 25 workpiece material group: 1SO P
'\ " < range of hardness: medium up to hard materials
. size of addition: <6,0mm
feedf,: limited by next insert on cartridge
range of diameter: 100 + 200 mm
-
oc
E SNGH 351225 - PR
a (ONGQ 16-041000) skupina materild: ISOP
5 rozsah tvrdosti: mékkeé az stiedné tvrdé materialy
= velikost pridavku: <2,5mm
5 *320 73'20‘ posuv f: 0,8 +3,0 mm.ot"
m oV oV rozsah pramérd: 20 + 160 mm
L — < #_l/ ] ©« *_‘_
5 workpiece material group: 1SO P
range of hardness: soft up to medium-hardened materials
!I — i — size of addition: <2,5mm
feedf 0,8 + 3,0 mm.rev’
range of diameter: 20 + 160 mm
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GEOMETRIE LOUPACICH DESTICEK
TYPE OF INSERTS FOR BAR PEELING

DESTICKA HLAVN{ BRIT HLADICi BRIT POZNAMKY
INSERT HEAD EDGE SMOOTHING EDGE NOTES
TNGJ 281025-PF-S01
skupina materialu: ISOP,M
rozsah tvrdosti: mékkeé az stfedné tvrdé materidly
velikost pridavku: <2,5mm
posuv . 0,5 + 4,5 mm.ot’
o 6° oy o .
/ 6 rozsah proméri: 50 + 125 mm
a // workpiece material group: SO P, M
= 5° range of hardness: soft up to medium-hardened materials
_ size of addition: <25mm
feedf,: 0,5+ 4,5 mm.rev'
range of diameter: 50 + 125 mm
UNXF 361240-PM-S01
skupina materiald: ISOP
rozsah tvrdosti: stfedné tvrdé materidly
velikost pridavku: <4,0mm
030 8,50 *0'30 posuv f: 1,2 +3,0mm.ot’
e - g ;r—ﬂ rozsah pramérd: 20 + 200 mm
o | 20 20
/ \‘A J workpiece material group: 1SO P
3 .~ < range of hardness: medium-hardened materials
5 size of addition: <4,0mm
feedf,: 1,2+ 3,0 mm.rev’
range of diameter: 20 +200 mm
UNXF 361240-PM-S02
skupina materialt: ISOP,M
rozsah tvrdosti: stfedné tvrdé az tvrdé materialy
velikost pridavku: <4,0mm
§5° posuv f,;: 0,5 + 3,0 mm.ot’
- ; rozsah prameérd: 20 +200 mm
I workpiece material group: SO P, M
- range of hardness: medium up to hard materials
size of addition: <4,0mm
feedf,;: 0,5 + 3,0 mm.rev’
range of diameter: 20 + 200 mm
WNGU 150935-PM-S02
skupina materiald: ISOP
rozsah tvrdosti: stfedné tvrdé az tvrdé materialy
0.40 0.40 velikost pridavku: <35mm
. > > posuv f : 15+3,0 mm.ot’
*0120 *020 15° rozsah prameérd: 50 + 125 mm
% 15° %
O 15 15 workpiece material group: 1SO P
i A L J )A % range of hardness: medium up to hard materials
____& 3% S size of addition: <3,5mm
feedf,: 1,5 + 3,0 mm.rev’
range of diameter: 50 + 125 mm
WNXG 150935-PM
(TNMX 150916-10L) skupina materild: ISOP
rozsah tvrdosti: stfedné tvrdé materidly
0,45 0,45 velikost pridavku: <35mm
> posuv f: 1,7 +3,0mm.ot!
/ 15° 15° rozsah pramérd: 50 + 125 mm
¥ O { \J workpiece material group: SO P
— 501’;/ range of hardness: medium-hardened materials
L) size of addition: <85mm
feedf, 1,7 + 3,0 mm.rev’
range of diameter: 50 + 125 mm
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TECHNICAL PART

GEOMETRIE LOUPACICH DESTICEK
TYPE OF INSERTS FOR BAR PEELING

DESTICKA HLAVNi BRIT HLADICI BRIT POZNAMKY
INSERT HEAD EDGE SMOOTHING EDGE NOTES
WNXJ 150935-PM
(TNMX 15-1624000) skupina materiald: ISOP
rozsah tvrdosti: mékkeé az stfedné tvrdé materidly
0,45 0,45 velikost pridavku: <35mm
posuv 1,7 + 3,0 mm.ot!
rozsah praméra: 50 + 125 mm
/ 15° 15°
I o workpiece material group: 1SO P
o S range of hardness: soft up to medium-hardened materials
size of addition: <35mm
e feedf,: 1,7+ 3,0 mm.rev’
range of diameter: 50 + 125 mm
WNXX 150935-PM
(TNMX 150916-10S) skupina materiald: ISOP
rozsah tvrdosti: mékké az stredné tvrdé materidly
0,45 velikost piidavku: <35mm
posuv 1,7 + 3,0 mm.ot"
15° rozsah pramérd: 50 + 125 mm
workpiece material group: 1SO P

~

range of hardness: soft up to medium-hardened materials
e size of addition: <35mm
— feedf_: 1,7 +3,0 mm.rev’
range of diameter: 50 + 125 mm
WNMJ 201380-PR
(XNGX 1513-L) skupina materialdi ISO P
rozsah tvrdosti: stfedné tvrdé az tvrdé materialy
0,40 0,40 velikost pridavku: <8,0mm
120 > posuv f: 1,0 + 3,5 mm.ot'
b 20 20 / rozsah prmérd: 125 + 400 mm
'a "'-'; < \J { workpiece material group: 1SO P
- — 5 = range of hardness: medium up to hard materials
% size of addition: <8,0mm
feedf, 1,0 + 3,5 mm.rev’
range of diameter: 125 + 400 mm
WNMJ 201480-PR
(XNGX 1514-L) skupina materiald: ISOP
rozsah tvrdosti: stfedné tvrdé az tvrdé materialy
0.40 0,40 velikost piidavku: <8,0mm
- 190 > posuv f,: 1,0+ 35mmot’
B 20 20 ;r—’\ rozsah primérd: 125 + 400 mm
a "'-; < \J z workpiece material group: 1SO P
- - 4 SE—;/ range of hardness: medium up to hard materials
% size of addition: <80mm
feedf: 1,0+ 3,5 mm.rev’
range of diameter: 125 + 400 mm
WNXJ 201380-PR-S01
(WNKX 201380-PM1-S01) skupina materialu: ISOP
rozsah tvrdosti: stfedné tvrdé az tvrdé materialy
velikost pridavku: <8,0mm
0.40 190 ,0’40 posuv f : 1,0 + 3,5 mm.ot'
h 20 20 % rozsah prmérd: 125 + 400 mm
a "'-'; \J { workpiece material group: 1SO P
~ - - 7 range of hardness: medium up to hard materials
% 5 size of addition: <8,0mm
feedf,: 1,0 + 3,5 mm.rev!
range of diameter: 20 + 200125 + 400 mm
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GEOMETRIE LOUPACICH DESTICEK
TYPE OF INSERTS FOR BAR PEELING

DESTICKA HLAVNi BRIT HLADICI BRIT POZNAMKY
INSERT HEAD EDGE SMOOTHING EDGE NOTES
WNMF 201380-PM-S01
skupina materiali: ISOP
rozsah tvrdosti: stfedné tvrdé az tvrdé materidly
0,45 0,45 velikost pridavku: <8,0mm
| > posuv f,: 1,1+3,5mm.ot'
15° 15° rozsah primerd: 125 + 400 mm
\[4_( \Z workpiece material group: SO P
50 5 range of hardness: medium up to hard materials
size of addition: <8,0mm
feedf,: 1,1+ 3,5 mm.rev’
range of diameter: 125 + 400 mm

TECHNICAL PART
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TECHNICAL PART

VOLBA STARTOVNICH REZNYCH PODMINEK
CHOICE OF INITIAL CUTTING CONDITIONS

Zavislost tloustky tfisky h na thlu nastaveni hlavniho bfitu
Dependence of chip cross-section on approach angle

i, = 90°
b
h = 1.00f

Zavislost mérného fezného odporu k,, na tloustce tfisky h
Dependence of specific cutting resistance k_, on chip cross-section

kc1 [MPa]
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VOLBA STARTOVNICH REZNYCH PODMINEK

CHOICE OF INITIAL CUTTING CONDITIONS
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POVLAKOVANE MATERIALY PRO SOUSTRUZENI - RADA 6000

COATED TURNING GRADES - LINE 6000

Skupina
Mikrostruktura 150513 Obm’:{beilna{ﬁh Doporucené pouZiti
Microstructure Workpiece Recommended application

material group

10 20 30 40

6610

- jeden z nejotéruvzdornéjsich materidll fady 6000

- funkéné gradientni substrét s relativné nizkym obsahem kobaltu

- silny povlak s nosnou vrstvou Al,O, naneseny metodou MTCVD

- dokonCovaci az hrubovaci soustruzeni

- obrabéni materidli skupin P dale K a podminéné aplikovatelny
iprosk. M

- vy38i fezné rychlosti

- kontinuélni a podminéné i miré prerusovany fez

- one of the most wear resistant grade among 6000 grades
- functional gradient substrate with low content of cobalt

- thick MTCVD coating with the main layer of Al,O,

- finishing up to roughing

- machining of materials group P and K, conditionally for M
- higher cutting speeds

- continuous and conditionally also moderate interrupted cut

6630 0 20 30 4

- funkéné gradientni substrat

- stfedni povlak s nosnou vrstvou TICN naneseny metodou MTCVD

- dokoncovaci az hrubovaci soustruzeni

- obrabéni materiall skupin P, M, K a podminéné aplikovatelny
iprosk. S

- stfedni a podminéné vy$si fezné rychlosti

- kontinudlni i pferusovany fez

- the most universal grade among 6000 grades

- functional gradient substrate

- MTCVD coated grade with main layer of TICN

- finishing up to roughing

- machining of materials groups P,M,K, conditionally also for group S
- medium and conditionally higher cutting speed

- continuous and interrupted cut

6640

- substrat bez kubickych karbid (typ H)

- tenky povlak s nosnou vrstvou TiCN naneseny metodou MTCVD

- zejména ia i zeni

- zejména pro materidly skupiny P a M, déle pouZitelny i pro skupinu
KapodminénéiS

- preruSovany fez a nepfiznivé zabérové podminky

- substrate without cubical carbides
- thin MTCVD coating with main layer of TICN
- semi-roughing and roughing
- machining of materials group P and M, applicable also for group
- O K and conditionally for S
- lower up to medium cutting speeds

-our cutting conditions and interrupted cut
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TECHNICAL PART

Pfi aplikaci materiali s povlaky nanesenymi metodou MTCVD plati, The minimum feed is 0,1 mm.rev"! for MTCVD coated grades and 0,15
Ze minimalni hranice posuvu je 0,1 mm.ot"a pi kombinaci s funkéné mm.rev." for grades with functional gradient substrate.
gradientnim substratem 0,15 mm.ot"

W - hlavni oblast pouZiti / the main area of application [ - dal$i pouziti / further area of application [0 - podminéné pouZiti / conditional application
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NEPOVLAKOVANE MATERIALY PRO SOUSTRUZENI
UNCOATED TURNING GRADES

Skupina
. obrabénych
M!krostruktura 1SO 513 materidla
Microstructure Workpiece

material group

Doporucené pouziti
Recommended application

$45

10 20 30 40

- material s vysokym obsahem kobaltu a kubickymi karbidy (typ S)
- obrabéni materidli skupin P a podminéné i M

- stfedni a vyssi posuvy

- nizké fezné rychlosti

- nestabilni zabérové podminky

- grade with high content of cobalt and cubical carbides
- suitable for machining of materials group P, conditionally also

for group M

- medium and higher feed
- low cutting speed
- unstable cutting conditions

W - hlavni oblast pouZiti / the main area of application [0

- dal$i pouziti / further area of application [

- podminéné pouziti / conditional application
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TECHNICAL PART

DRUHY OPOTREBENI VBD PRI SOUSTRUZENI
WEAR TYPES OF TURNING INSERTS

LOUPANA TYC NEMA KRUHOVY PRUREZ

NON - CIRCULAR BAR CROSS SECTION

Popis a pficiny:

- kfivy povrch polotovaru tyce (nerovnomérny pridavek)
- nesefizeny nastroj (Spatné usazené desticky)

- tye nejsou souose piivadény do loupaci hlavy

Description:

- uneven bar surface (unstable depth of cut)

- non adjusted tool (incorrectly fixed inserts)

- bars are not brought into peeling head by coaxial way

Opatfeni:

- prekontrolovat pfidavky - (nekruhovy polotovar = nekruhova hotova tyc)

- provéfit upevnéni desticky v kazeté nebo drzéku a vedeni kazety nebo drzéku
- prekontrolovat nastaveni vstupnich rolen

- prekontrolovat nastaveni vystupnich rolen

Troubleshooting:

- check up value of cutting depth - (noncircular raw product = noncircular final bar)
- check up inserts clamping and slide of cartridge or toolholder

- check up entry rollers adjustment

- check up outgoing rollers adjustment

POCHVELY POVRCH

VIBRATIONS

Popis a priciny:

- vodici rolny nejsou spravné nastaveny

- hladici brit je pfili§ ostry

- mald tlumici fazetka na hladicim bfitu

- brit lezi pod stfedem

- piili§ tenka tloustka trisky (maly posuv)

- nerovnomémé, nebo prilis velké opotfebeni desticek v nastroji

Description:

- guide rollers are adjusted uncorectly

- smoothing edge is too sharp

- small damping facet on smoothing edge
- cutting edge is under axis

- too thin chips (insufficient feed rate)

- uneven or too high wear of inserts

Opatfeni:

- zkontrolovat nastaveni rolen

- zvétsit zaobleni fezné hrany

- nabrousit vétsi tiumicf fazetku

- prrekontrolovat vysku britu (umistit bfit do, nebo nad stred)
- zvysit posuv ,f* (mm/ot)

- zkontrolovat ustaveni desticky

Troubleshooting:

- check up rollers adjustment

- increase cutting edge rounding

- increase damping facet

- check up cutting edge position (to axis or above axis)
- increase feed rate ,f* (mm/rev)

- check up insert adjustement

SPATNY POVRCH TYCE (SROUBOVICOVA STOPA)

POOR SURFACE (HELICAL TRACE)

Popis a priciny:

- upevnéni desticky neni v pofadku, opotfebena desticka
- posuv f* (mm/ot) je vétsi nez délka hladici ¢ésti

- hladici brit desti¢ek nelezi rovnobézné s osou tyce

Description:

- insert clamping is uncorrect, worn insert
- feed ,f (mm/rev) is bigger than lenght of smoothing edge
- smoothing edge is not paralel to bar axis

Opatfeni:

- zkontrolovat ustaveni a stav desticky (vyménit)
- snizit posuv ,f* (mm/ot)

- zkontrolovat ustaveni desticky

Troubleshooting:

- check up adjustment and wear of insert (change insert)
- decrease feed rate ,f* (mm/rev)

- check up insert adjustment
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DRUHY OPOTREBENI VBD PRI SOUSTRUZENI
WEAR TYPES OF TURNING INSERTS

SPATNY POVRCH TYCE, VYSOKA DRSNOST POVRCHU

POOR SURFACE QUALITY

Popis a pficiny:
- tvorba narlstku

Description:
- built-up effect

Opatfeni:

- zvysit feznou rychlost

- zvysit posuv

- pouzit poviakované desticky

- pouzit jinou (pozitivnéjsi ) geometrii

- pouzit kapalinu s protinaristkovym tcinkem

Troubleshooting:

increase cutting speed

increase feed rate

use coated insert

use other (more positive) geometry
use anti-built-up type of coolant

NADMERNY OTER HRBETU

FLANK WEAR

Popis a pficiny:

- mald tloustka tiisky (maly posuv)
- nevhodny druh slinutého karbidu
- piili§ vysoka fezna rychlost

- nedostatecné chlazeni

Description:

small chip cross-section (small feed)
unsuitable grade of insert

too high cutting speed

insufficient cooling

Opatfeni:

- zvysit posuv ,f (mm/ot)

- pouzit otéruvzdornéjsi druh slinutého karbidu
- snizit feznou rychlost

- zvysit intenzitu chlazeni

Troubleshooting:

increase feed rate ,f* (mm/rev)
use more wear resistant grade
decrease cutting speed
increase cooling capacity

VYMOL NA CELE DESTICKY

CRATERING

Popis a pficiny:
- piili§ vysoka fezna rychlost (vysoka stredni teplota fezu)

Description:
- too high cutting speed (high cutting temperature)

Opatfeni:

- pouzit otéruvzdornéji druh slinutého karbidu
- pouzit pozitivnéjsi geometrii

- 2zvy8it intenzitu chlazeni

- snizit feznou rychlost

Troubleshooting:

- use more wear resistant grade
- use more positive geometry

- increase coolant capacity

- decrease cutting speed
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DRUHY OPOTREBENI VBD PRI SOUSTRUZENI
WEAR TYPES OF TURNING INSERTS

PLASTICKA DEFORMACE

PLASTIC DEFORMATION

Popis a pficiny:
- pretizeni biitu v dusledku vysokych feznych teplot (vysoka feznd rychlost,
vysoky posuv)

Description:

- Cutting edge overloading due to high cutting temperature (high cutting speed,
high feed)

Opatfeni:

- pouzit otéruvzdornéjsi druh slinutého karbidu
- zvysit intenzitu chlazeni

- snizit feznou rychlost

- snizit posuv

Troubleshooting:

- use more wear resistant grade
- increase coolant capacity

- decrease cutting speed

- increase feed rate

VYDROLOVANI REZNE HRANY

CHIPPING OF CUTTING EDGE

Popis a pficiny:

- nevhodny druh slinutého karbidu
- prili velky posuv

- nevhodna tprava britu

- malé zaobleni bfitu

- prili§ maly pfidavek

Description:

- unsuitable grade of insert

- too high feed rate

- unsuitable cutting edge modification
- small cutting edge rounding

- too small cutting depth

- pouzit VBD s $irsi fazetkou popf. vétsim thlem fazetky
- zvétsit zaobleni fezné hrany

- zvysit pridavek

- pouzit jinou geometrii

- zménit posuv

- $patné utvareni trisky - unsuitable chip forming
Opatfeni: Troubleshooting:

- pouzit houzevnatéjsi druh slinutého karbidu - use more wear resistant grade
- snizit posuv - decrease feed rate

- increase facet or facet angle

- increase cutting edge rounding
- increase cutting depth

- use different geometry

- change feed rate

DESTRUKCE DESTICKY

INSERT FRACTURE

Popis a priciny:

stavu a zejména tuhosti soustavy, viiv mlize mit velikost a typ opotfebeni.

Priciny tohoto jevu mohou byt riizné, jsou zavislé na mat. nastroje i obrobku,

Description:

There could be different causes of this phenomenon. It depends on insert grade,
machined material, condition of machine and above all on rigidity of system tool-
-machine-work-piece. Also level and type of wear have an influence.

Opateni:

- pouZit houZevnatéjsi druh slinutého karbidu
- zvolit méné intenzivni fezné podminky

- pouZit desticky se stabilngjsi geometrii

Troubleshooting:

- use more tough grade

- use less intensive cutting conditons
- use more stable insert geometry
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PREVODNI TABULKA TVRDOSTI
HARDNESS CONVERSION TABLE

PE\vNEgSTI TVRDOST/ HARDNESS PE\mEgSTI TVRDOST/ HARDNESS
STRENGTH STRENGTH

[MPa] BRINELL | VICKERS | ROCKWELL | ROCKWELL [MPa] BRINELL | VICKERS | ROCKWELL | ROCKWELL

Rm HB HV HRB HRC Rm HB HV HRB HRC

285 86 90 - - 1190 352 370 - 37,7

320 95 100 56,2 - 1220 361 380 - 38,8

350 105 110 62,3 - 1255 37 390 - 39,8

385 114 120 66,7 - 1290 380 400 - 40,8

415 124 130 7,2 - 1320 390 410 - 41,8

450 133 140 75 - 1350 399 420 - 42,7

480 143 150 78,7 - 1385 409 430 - 43,6

510 152 160 81,7 - 1420 418 440 - 445

545 162 170 85,8 - 1455 428 450 - 45,3

575 171 180 87,1 - 1485 437 460 - 46,1

610 181 190 89,5 - 1520 447 470 - 46,9

640 190 200 91,5 - 1555 456 480 - 47,7

675 199 210 93,5 - 1595 466 490 - 48,4

705 209 220 95 - 1630 475 500 - 49,1

740 219 230 96,7 - 1665 485 510 : 49,8

770 228 240 98,1 - 1700 494 520 - 50,5

800 238 250 99,5 - 1740 504 530 - 51,1

820 242 255 - 23,1 1775 513 540 - 51,7

850 252 265 - 24,8 1810 523 550 - 52,3

880 261 275 - 26,4 1845 532 560 - 53

900 266 280 - 27,1 1880 542 570 - 53,6

930 276 290 - 28,5 1920 551 580 - 54,1

950 280 295 - 29,2 1955 561 590 - 54,7 E E

995 295 310 - 31 1995 570 600 - 55,2 ,: ﬁ
53

1030 304 320 - 32,2 2030 580 610 - 55,7 % %

1060 314 330 - 33,3 2070 589 620 - 56,3 W

1095 323 340 - 34,4 2105 599 630 - 56,8

1125 333 350 - 35,5 2145 608 640 - 57,3

1155 342 360 - 36,6 2180 618 650 - 57,8
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