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* BORING GRADE

¢ PACTOYKA

o JAKOSC WYTACZANIA
* STUPEN VYVRTAVANI
* DELIK ACMA SINIFI

CARBIDE COATED CERMET CVD COATED CARBIDE
13 TBEPAOCNNABHOIO METAJIIA METANNO-KEPAMUYECKAR C MOKPLITMEM | M3TBEPAOCTNABHOTO METATUTA C TOKPLITVEM CVD
ISO TWARDY METAL CERMET CERMET POWLEKANY TWARDY METAL POWLEKANY CVD
KARBID POTAHOVANY CERMET CVD POTAHOVANY KARBID
METALLI SERAMIK KAPLAMALI METALLI SERAMIK CVD KAPLI KARBUR
DC100 DC100T DP100R
DP300
DK100 DC100 DC100T DP100R
DP300

DP300 ¢ Roughing and finishing. Low carbon steel - stainless steels
* YepHoBan u yuctosaa obpaboTka. HuskoyrnepoamctanA ctanb — Hepxxasetowana cTanb
* Obrébka zgrubna i wykonczenie. Stale o niskiej zawartosci wegla — stale nierdzewne
* Hrubovani a dokon&ovani. Nizkouhlikova ocel - nerezové oceli
¢ Kaba isleme ve bitirme. Dislik karbonlu gelik - paslanmaz celikler
DK100 ¢ Roughing and finishing. Aluminium alloy Cast iron
* YepHoBanA 1 ynctosaA 06paboTka. ANMOMUHMBLIN CMNaB, YyryH
® Obrébka zgrubna i wykorczenie. Stopy aluminium i zeliwa
* Hrubovani a dokon&ovani. Hlinikova slitina. Litina
¢ Kaba isleme ve bitirme. Aliminyum alasim Dékme demir
DP100R ® Roughing. Steels, alloy steels and cast iron
¢ YepHoBan obpaboTka. CTanb, nerMpoBaHHan cTasb v YyryH
¢ Obrébka zgrubna. Stale, stale stopowe i zeliwa
* Hrubovani. Oceli, slitinové oceli a litina
e Kaba isleme. Celikler, alasimli celikler ve dokme demir
DC100 ¢ Finishing.Alloy steels and cast iron
* Ynctosan obpaboTka. JlervposaHHas cTasb B LeSIoM U cheponaanbHbIi HyryH
¢ Wykonczenie. Stale stopowe i zeliwa sferoidalne
* Dokoncovani. slitinové oceli a litina
e Bitirme. Alagiml celikler ve dokme demir
DC100T ¢ Finishing.Alloy steels, stainless steels and cast iron
* Ynctosan obpaboTka. JlervposaHHas cTasb B LeSIoM U cheponaanbHbIi HyryH
¢ Wykonczenie. Stale stopowe, stale nierdzewne i zeliwa sferoidalne
* Dokoncovani. Slitinové oceli, nerezové oceli a litina
e Bitirme. Alagimli celikler, paslanmaz gelikler ve d6kme demir
D20MDC ° Finishing. Aluminium alloys, non-ferrous materials and non-metals
* Yuctosana o6paboTka. ANnoMUHMBBIE CMIaBbl, LBETHbIE MeTan bl U HemeTan bl
¢ Wykonczenie. Stopy aluminium, materiaty niezelazne i niemetale
¢ Dokoncovani. Hlinikové slitiny, nezelezné materialy a nekovy
e Bitirme. Aliminyum alasimlar, demir igermeyen malzemeler ve metal olmayan malzemeler
D20CBN ° Finishing. High hardness steels (over 50 HRC) (it may replace the grinding)
* YucTtoBan obpaboTka. CTanu ¢ BbICOKOW TBEpAOCTbIO - N0 Pokcsensy 6onee 50 ea. no wkane C (MOXET 3aMeHnTb WindgosaHue)
¢ Wykonczenie. Stale o duzej twardosci przekraczajgcej 50 HRC (moze zastgpowac szlifowanie)
¢ Dokoncovani. Oceli o vysoké tvrdosti (nad 50 HRC) (mdze nahradit brouseni)
e Bitirme. Yiksek sertlikte (>50 HRC) celikler (taslamanin yerini alabilir)
D25CBN ° Finishing. High hardness steel (over 50 HRC) and interrupted cutting (it may replace the grinding)
* YycToan o6paboTka. Ctanm ¢ BbICOKOM TBepAOCTbO -No Pokeseny 6onee 50 ex. no wkare C v npepbiBaHie pe3aHnsa (MOXET 3aMEHWUTb LLEOBAHE)
¢ Wykonczenie. Stale o duzej twardosci przekraczajacej 50 HRC i skrawaniu przerywanym (moze zastepowac szlifowanie)
* Dokoncovani. Ocel o vysoké tvrdosti (nad 50 HRC) a prerusované frézovani (mlze nahradit brouseni)
* Bitirme. Yiksek sertlikte (>50 HRC) celik ve fasilali kesme (taglamanin yerini alabilir)
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REF. § CODE M L D REF. 9T CODE
TS 21 494010002034 3.7
M 2x0.4 2.7 TORX TO6 10 150 09 0 0600
TS 211 494010002040 4
CS250T 494010002565 M 2.5x0.45 6 3.7
CS 300890 T 494010003008 M 3x0.5 8 41 TORX TO8 10 150 09 0 0800
TS 25 494010002555 M 2.5x0.45 5.7 3.45
TS 4 494010004008 M 4x0.7 10 5.5 TORX T15 10 150 09 0 1500
TS5 494010005009 M 5x0.8 11.5 7 TORX T25 10 150 09 0 2500
DMC US63 494210035070 M 3.5x0.6 10 5.2 TORX T15 10 150 09 0 1500




l MODULHARD’ANDREA

* RECOMMENDED CUTTING CONDITIONS FOR ROUGHING OPERATIONS WITH DOUBLE-BIT HEADS TS
* DATI DI TAGLIO CONSIGLIATI PER SGROSSATURA DI FORI CON TESTINE BITAGLIENTI TS

material boring bar working cutting speed Vc = m/min. feed fn = mm/rev (twin cutters)
dimensions | conditions velocita di taglio Vc = m/min. avanzamento f = mm/giro (due taglienti)
materiale dimensioni | condizioni diameter insert radius
bareno di lavoro diametro raggio inserto
D <38 D = 38~120 D> 120 R=0.2 R=0.4 R=0.8
L/d=25 good / buona 120 - 180 140 - 200 160 - 250 - 0.2-0.4 0.3-0.5
carbon steel R
acciaio al carbonio |L/d=4 normal / normale | 100 - 160 120 - 180 140 - 200 - 0.2-0.4 0.3-0.5 ; |
\ 1
HB <200 L/d=6.3 difficult / difficile 70 - 100 70 -100 70 - 100 0.15-0.3 0.2-0.4 -
L/d=25 good / buona 100 - 160 120 - 180 140 - 200 - 0.2-0.4 0.3-0.5
carbon steel
acciaio al carbonio |L/d=4 normal / normale 80 - 140 100 - 160 120 - 180 - 0.2-0.4 0.3-0.5 —
HB > 200 L/d=6.3 difficult / difficile 60 - 90 70-100 70 -100 0.15-0.3 0.2-0.4 -
. L/d=25 good / buona 80-110 90 - 120 100 - 140 - 0.2-0.4 0.3-0.5 .
stainless steel
acciaio inox L/d=4 normal / normale 70-100 80 - 110 90 - 120 - 0.2-04 0.3-0.5
AISI 304 - 31
S1304-316 L/d=6.3 difficult / difficile 60 - 90 60 - 90 60 - 90 0.15-0.3 0.2-0.4 - d
L/d=25 good / buona 90 -120 100 - 140 120 - 160 - 0.2-0.4 0.3-0.5
cast iron
ghisa L/d=4 normal / normale 70-100 90 - 120 100 - 140 - 0.2-0.4 0.3-0.5 m
L/d=6.3 |difficult/difficile | 60-90 60 - 90 60 - 90 0.15-0.3 0.2-0.4 - / { i
L/d=25 good / buona 160 - 250 200 - 300 250 - 350 - 0.3-0.5 0.4-0.6 1= ‘m
:ﬁ{j’m:’rﬁg” L/d=4 normal / normale | 140-200 =~ 160-250 | 200 - 300 - 03-05 04-06 M
L/d=6.3 difficult / difficile 100 - 150 100 - 150 100 - 150 0.2-04 0.3-0.5 -
cutting depth working range max. cutting depth max. ,/////
profondita di passata | campo di lavoro profondita di passata 7* 17 %
steel cast iron, aluminium
ap = mm @ = mm acciaio | ghisa, alluminio
° 10}
= 18 - 28 1.5-2 2-25 A
A1 28-50 2-3 25-35
50 - 68 3-4 35-5  Twin cutters at the same cutting diameter ¢ Twin cutters at different cutting diameters
g * Due taglienti sullo stesso diametro ¢ Due taglienti su diametri diversi
I f 68 - 200 4-5 5-7
Le Lo
200 - 500 5-6 6-8 o ATTENTION: For boring operations at different diameters, reduce to a half

the feed indicated on the above table.
¢ It’s advisable to start with B hole > the boring bar diameter d. * ATTENZIONE: Per lavorare con un solo tagliente o con differenti diametri di
e E consigliabile che il preforo B sia > al diametro del bareno d. taglio, dimezzare I’avanzamento indicato in tabella.

* RECOMMENDED CUTTING CONDITIONS FOR BORING OPERATIONS WITH DOUBLE-BIT TESTAROSSA TRD
* DATI DI TAGLIO CONSIGLIATI PER ALESATURA CON TESTAROSSA BITAGLIENTE TRD

material boring bar | working cutting speed| feed fn= mm/rev quality insert cutting depth
dimensions | conditions Vc= m/min.
;?Itz(;iltii fa::r::;r;\gei::o qualita inserto profondita di passata
Vc= m/min.
materiale dimensioni | condizioni insert radius roughing finishing |finishing| roughing
bareno di lavoro raggio inserto sgrossatura) finitura |finitura sgrossatura
228 | 046 075
R=0.2 R=0.4 046 @ 075 | 2160 . I
carbon steel |L/d=2.5 |good/buona 160-250 | 01-0.2 0.1-0.2 : S :
acciaio al DC100 DP300
carbonio L/d=4 normal / normale 120 - 180 01-0.2 0.1-0.2 DP300 DP100R 0.15-0.3 15 2 2.5 e
HB < 200 L/d=6.3 |difficult/ difficile 70 - 100 *0.1-015 0.1-0.2 o e
Loone .
carbonsteel |L/d=25 |good/buona 140 - 200 01-02  01-0.2 N“ﬂgﬁ;
acciaio al L/d=4 |normal/normale | 100-160 | 01-0.2 01-02 | DC100 DP300 1545 03 15 2 @ 25
carbonio DP100R e
HB > 200 L/d=6.3 difficult / difficile 70 - 100 *01-015 0.1-0.2 ORED e A
. L/d=25 |good/buona 100 - 140 01-0.2 0.1-02
stainless steel N
acciaio inox L/d=4 normal / normale 80-110 01-0.2 0.1-0.2 | DP300 DP300 015-0.3 15 2 25 "
AISI 304 - 316 o I * ap_|| roughing
L/d=6.3 difficult / difficile 60 - 90 01-0.15 01-0.2 Aap Sgrossalura
L/d=25 good / buona 120 - 160 01-0.2 0.1-0.2
cast iron DK100
ghisa L/d=4 normal / normale 90 - 120 01-0.2 0.1-02 DC300 DP100R |0.15-0.3 2 2.5 3 ap finishing |
L/d=63 |difficult/ difficile 60-90 |*01-015 0.1-0.2 ap finitura
L/d=25 good / buona 250 - 350 01-0.2 01-0.2
z’lmﬂfg" L/d=4 |normal/normale | 160-250 | 0.1-0.2 0.1-0.2 | DK100 DK100 [015-03 2 | 25 3
L/d=6.3 difficult / difficile 100 - 150 *0.1-015 0.1-0.2

* Only for finishing inserts
* Solo per inserti di finitura




* RECOMMENDED CUTTING CONDITIONS FOR BORING OPERATIONS WITH TESTAROSSA TR-E / TRM / TRC / TR-PSC
* DATI DI TAGLIO CONSIGLIATI PER LALESATURA CON TESTAROSSA TR-E / TRM / TRC / TR-PSC

material boring bar | working cutting speed feed fn= mm/rev quality cutting
dimensions | conditions Vec= m/min. avanzamento fn= mm/giro insert depth
materiale dimensioni | condizioni velocita di taglio insert radius qualita profondita di
bareno di lavoro Vc= m/min. raggio inserto inserto passata
R =0.0 R=0.2 R=0.4
carbon steel L/d=25 good / buona 200 - 300 - 0.05 - 0.08 0.07 - 0.1
acciaio al DC100
carbonio L/d=4 normal / normale 160 - 250 - 0.05-0.08 0.07 - 0.1 DP300
HB < 200 L/d=6.3 difficult / difficile 70 - 100 0.05-0.08 | 0.05-0.08 - o
carbon steel L/d=25 good / buona 160 - 250 - 0.05 - 0.08 0.07 - 0.1 ‘ ” T ﬁ
acciaio al L/d=4  |normal/normale 150 - 200 - 0.05-0.08 | 0.07-0.1 | DC100 ‘
carbonio 0
HB > 200 L/d=6.3 difficult / difficile 70 - 100 0.05-0.08 | 0.05-0.08 - ‘
. L/d=25 good / buona 120 - 160 - 0.05 - 0.08 0.07 - 0.1 ‘
stainless steel a
acciaio inox L/d=4 normal / normale 100 - 140 - 0.05-0.08 0.07 - 0.1 DP300 Rl d
AlSI 304 - 316 L/d=6.3 difficult / difficile 70 -100 0.05-0.08 | 0.05-0.08 -
L/d=25 good / buona 120 - 160 - 0.05 - 0.08 0.07 - 0.1
cast iron L/d=4 |normal/normale 100 - 140 - 005-0.08 007-01 | DXI00
ghisa DC100 Houwe [l
L/d=6.3 difficult / difficile 70-100 0.05-0.08 | 0.05-0.08 - 0.1-0.25 mm — ]
L/d=25 good / buona 300 - 400 - 0.05 - 0.08 0.07 - 0.1 A
aluminium L/d=4 |normal/normale 250 - 350 - 0.05-0.08 | 0.07-0.1 | DK100
alluminio
L/d=6.3 difficult / difficile 100 - 150 0.05-0.08 | 0.05-0.08 -
steel L/d=25 good / buona 80 - 100 - 0.04-0.06 | 0.05-0.07
acciaio D20CBN
HB < 200 L/d=4 normal / normale 80 - 100 - 0.04-0.06 | 0.05-0.07
e CALCULATION FORMULAS FOR BORING
e FORMULA DI CALCOLO PER ALESATURA
Ve » cutting speed (m/min.) Ve TT-D-n
« velocita di taglio (m/min.) - —_
D « diameter of workpiece (mm)
« diametro del pezzo da lavorare (mm)
n = Vc-1000
n » number of revolutions / min’ (rev./min) e
» numero di giri al minuto (giri/min.) m-D
Vf « feed rate (mm/min.
e mmmn.) . Vf =n-fn
» velocita avanzamento (mm/min.)
fn « feed / rev. (mm/rev)

» avanzamento al giro (mm/giro)

n *3.14




