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PRODUCT LINE - INSERTS

LNGF, LNXF LNGF, LNXF LNXR RNGH
—— " i
“ b/ e — H J
B6 B6 B6 B7
>_(l)
RNMG SNGH TNG) UNXF B
g
Z [ ] 7 7 %5
B S
L | SHL / o m
’a i e B
£2
B7 B7 B8 B8
WNGU, WNXG, WNXJ

A8
j} |‘|
i 2 g v

B8 B9 Bo B9

TECHNICKA CAST
TECHNICAL PART

2/PRAMET



LOUPANITYCI / BAR PEELING

SYSTEM ZNACENIVBD IS0 - LOUPANI TYCI

ISO CODE DESIGNATION - BAR PEELING

Tvar desticky Uhel hibetu Provedeni
Insert shape Clearance angle Insert type
L R A B N R
] O 2R T o
c D F J
o u = I o =0
£
Ok E F H | G |
(%)
w \ \
°E
i
3 G N w | T |
E < -
SN, S T
Sz P (0] U | X
= s Specidlni e TR Speciélni
t Special m Special

Tiso oK B - § .
L N G F

0°A+ | /(D
%J
[L)[])[F ool 3s][ - - 5ot

Tolerance
Tolerances
Oznadeni Tolerance / Tolerances [mm] Tolerance / Tolerancies[palce]
Symbol m (&) s (&) d=1C. () m (&) S (&) d=1C. (¥)
;'7) e A 0,005 0,025 0,025 0,0002 0,001 0,0010
é § F 0,005 0,025 0,013 0,0002 0,001 0,0005
é (<_> (o] 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 0,05+0,13 0,005 + 0,015 0,005 0,003 + 0,010

Tolerance dle vykresu / Tolerances according to drawing

Y O

@d=1.C. @d=1.C.
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SYSTEM ZNACENIVBD IS0 - LOUPANI TYCI

ISO CODE DESIGNATION - BAR PEELING

Rozmér desticky Tloustka Hloubka fezu
Insert size Thickness Depth of cut a

HED =

Oznaceni / Symbol s=[mm] § €D
O =
04 4,76 g
05 5,56 Oznaceni / Symbol ap & @
a=
| 06 6,35 10 1,0 wo
07 7,94 15 1,5 N=
08 8,00 2 20 =
09 9,52 : g
10 10,00 25 2,5 E =
12 12,00 30 3,0 = %
12 12,70 35 35 L8
13 13,00 z =
14 14,00 40 40
18 18,00 80 8,0

BN BN BN EETES EETE
40 10 35 PM SO1

Utvare€ / Chipbreaker Geometrie / Geometrie Typ fezné hrany / Cutting edge variant
Skupiny obrdbénych materiall
Material group F - Dokoncovani / Finish S01 - Pro tvrdé materiély / For hard material
1SO 513
) - ) S02 - pro stiedns tvrdé materialy % =
P - Oceli/ Steel M - Polohrubovéni / Medium ANy o ;s <
<
55
M - Nerezové oceli / Stainless Steel R - Hrubovani / Roughing S03 - Pro mekke materidly / For soft material % %
o8
—
S- Superslitiny / Super alloys S04.- Specialni / Special
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VYMENITELNE BRITOVE DESTICKY
INDEXABLE CUTTING INSERTS

Materidl / Grade Rozméry / Dimensions
2
é 150
o o 29 an QA
- M < -0
IR IR § b s R a K

LNGF 401035-PM-S01 °o o 40 20 10 20 35 25
e
o —— _ K
< © LNGF 401035-PM1-501 10 2 10 2 35 25
Ok ~ - (LNGF 40-295000)
22
a=
w O | LNXF 301010-PF
= = o o 30 18 10 22 1 20
E E e (LNGF 30)
‘w O
5 L
22
SN,
=
z=Z
Materidl / Grade Rozméry / Dimensions
§ § g § g b s R a K°
- 4 LNGF 300715-PM o e 30,12 12 7,54 20 15 20
T —
LNGF 361220-PM o e 36,50 18 12,00 17 2 20
‘H
{ ) LNXF 361220-PM o 36,50 18 12,00 17 2 15
N (LNGF36,5)
5 - Materidl / Grade Rozméry / Dimensions
< <
<E 1SO
o o 29 .1 aQ o
(%J % 833 R b s ) a K
GO
i i
—— -
e = LNXR 381240-MM olo 38,25 17,50 12 22 4 20
o (LNKX 38-1303000)
G LNKR331240-PM 825 750 12 2 4 2
—— (114000
e -""-44. 5
I LNXR 381240-PR o e 38,25 17,50 12 22 4 20

S—— (LNKX 3812-S)

@ Skladovany sortiment / Stock assortment O Neskladovany sortiment / Non-stock assortment  V3echny rozméry / All dimensions [mm]
AktudIné skladovany sortiment je dan platnym cenikem / Actual assortment is given by the valid price list.
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VYMENITELNE BRITOVE DESTICKY
INDEXABLE CUTTING INSERTS
7 Materidl / Grade Rozméry / Dimensions

e IS0

o o 29 an QA
el RIS d d, s ) a K°
[
g %
\_C__:_}p/ RNGH 381200-MR ° 38,1 127 127 8
S RNGH 381200-PM
‘e >
& (RNEX 38-790000) ° RO 5 S
L
22
% RNGH 381200-PR o 81127 127 8 22
V i ’ 7 m =
=
w O
S
E2
= X<
LU L
s2
=
Materidl / Grade Rozméry / Dimensions
1SO lalal |z
T8 38 R d d, s ) a K°
’/"""-.
®, /) RNMG 250900E-081 ° 254 952 9,12 6
——— Materidl / Grade Rozméry / Dimensions
A= 7 1S0 25
i °S 23w o 53
IR IR D) E d, s R a K % =
i i
‘ SNGH 351225 - PR
[ o o 35 8,75 12 14 2,5 12
' (ONGQ 16-041000)

@ Skladovany sortiment / Stock assortment O Neskladovany sortiment / Non-stock assortment  V3echny rozméry / All dimensions [mm]
AktudIné skladovany sortiment je dan platnym cenikem / Actual assortment is given by the valid price list.
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VYMENITELNE BRITOVE DESTICKY
INDEXABLE CUTTING INSERTS

Materidl / Grade Rozméry / Dimensions
o o o HY
= @ LA -0
g8E33E d 4 %K

/
) TNGJ 281025-PF-S01 o e 49,5 286 7 10 20 2,5 20
S——
52
=
g2
a=
‘w o
==
HE
‘w O
5 L
22
Sign]
s2
=
Materidl / Grade Rozméry / Dimensions
§ § g § § b s R a K°
=
— __F_:":-.J
= UNXF 361240-PM-S01 o o 36,5 18 12 15 4 15
— ——"_;_‘J
e UNXF 361240-PM-S02 o 36,5 18 12 15 4 15
7 7 Materidl / Grad Rozméry / Dimensi
é - //\ 9.7 ateridl / Grade ozméry / Dimensions
3 & LON L] ISO
25 2\W7R17;
53 e ey 22828 .
z= g8 8gIa d d, s \ 3, K
GO
[T
= i
e WNGU 150935-PM-S02 o e 15 22225 794 952 13 35 15
=
Vi3 WNXG 150935-PM
-~ (TNMX 150916-10L) o 15 22225 7% 952 13 35 15

-
£ WNXJ 150935-PM

‘'~ o o 15 2225 79 95 13 3,5 15
—_— (TNMX 15-1624000)

@ Skladovany sortiment / Stock assortment O Neskladovany sortiment / Non-stock assortment  V3echny rozméry / All dimensions [mm]
AktudIné skladovany sortiment je dan platnym cenikem / Actual assortment is given by the valid price list.
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Materidl / Grade Rozméry / Dimensions
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Materidl / Grade Rozméry / Dimensions
o o o HY
— o 32N -0
ggg3 d d, S \ a K

o WNMJ 201380-PR o e 20 3175 912 1B 15 8 2%
= (XNGX 1513-L)

.Y VNWM) 201480-PR o e 200 3175 912 14 15 8 2
= (XNGX 1514-L)

A WNXJ 201380-PR-501

7% it L] [+ 200 375 912 1B 15 8 %

Materidl / Grade Rozméry / Dimensions

IS0

6610
6630
6640
45
19325
o
=
TECHNICKA CAST
TECHNICAL PART

FY WNMF 201380-PM-501

o
[ ]
o

20 31,75 13 15 8 25

@ Skladovany sortiment / Stock assortment O Neskladovany sortiment / Non-stock assortment  V3echny rozméry / All dimensions [mm]
AktudIné skladovany sortiment je dan platnym cenikem / Actual assortment is given by the valid price list.
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LOUPANITYCI / BAR PEELING

ZAKLADNITECHNICKE INFORMACE
BASICTECHNICAL INFORMATION

LOUPANITYCIi

Jedna se o specidlni operaci soustruzent, ktera se vyznaCuje pouZitim relativné
vysokych posuv{i pfi pomérné malé hloubce tfisky a,

Loupani se provadi hlavné v tézkém priimyslu. Jde o odstranéni povrchovych
vrstev oxiddi, navalcovanych necistot a trhlin, které vznikaji za tepla pii kovani
nebo valcovani tyci nebo trubek.

Operace loupani se provadi béZné na kruhovych tycich a Ize ji pouZit také pfi
loupdni silnosténnych trubek.

Pouzity materidl tyci k loupani je nejcastéji uhlikovd ocel, konstrukcni oceli urcené
kzuslechténi, ale také ndstrojové oceli, korozivzdorné oceli, Zdrupevné slitiny na
bazi Ni, Co, Fe aTi. Oloupané tyce se zpravidla pouZzivaji k dalSimu zpracovani.

Vyhody loupdni oproti béZnému soustruzeni jsou:

- pouziti vysokych posuvil

- vysSi produktivita

- snizeni spotfeby desticek

- vysokd jakost obrobeného povrchu

- vysokd rozmérové presnost

Vodici rolny - vystupni / leading wheels - outgoing

Obrobek / Workpiece
VBD/Insert

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 turning are:

- machining at high feed rates
- higher productivity

- less inserts consumption

- excelent roughness quality

- high dimensions accuracy

Vodici rolny - vstupni / leading wheels - incoming

Loupaci hlava / Peeling head

N

L\
\

Drzak desticky / Holder

2/
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LOUPANITYCI / BAR PEELING

Pri volbé ndstroje a startovnich feznych podminek je jednou z nejdiilezitéjsich
véci sprdvnd identifikace obrabéného materidlu. Pro ziednoduseni rozdélujeme
obrabéné materialy do Sesti zakladnich skupin, respektive do dvacetictyf pod-
skupin v nichZ jsou sdruZovany materialy, které vyvoldvaji kvalitativné stejny
typ zatizeni (naméhani) bfitu a tudiZ vyvoldvaji i podobny typ opotiebeni.
Proto prvnim krokem je zafazeni materidlu obrobku do jedné z (pod)skupin - viz
nasledujici tabulka ¢. 1.

Tabulka €. 1
2
—_ 1 1
e §' g Definice podskupiny
S 3 g 2
] £ R
P1 Oceli a ocelolitiny s velmi dobrou (zlepsenou) obrobitenosti,

automatoveé a nizkouhlikové oceli

Nelegované a nizkolegované ocelolitiny a oceli se stfednim
P2 obsahem uhliku (0,25 <(<0,55) s pevnosti do 900MPa
atvrdosti v rozsahu 160-255HB

Hiife obrobitelné nelegované a nizkolegované ocelolitiny
P3 a oceli se stfednim obsahem uhliku s pevnosti do 1000 MPa
atvrdosti do 300HB

Stredné az vysoce legované ocelolitiny a oceli (vétsinou
P4 s obsahem thliku 0,55 <C), pevnost do 1270 MPa a tvrdost
do 375HB resp. 40HR()

M1 Feritické korozivzdorné oceli
M2 Martenzitické korozivzdorné oceli
M
M3 Austenitické korozivzdorné oceli
M4 Feriticko - austenitické (duplexni) a superaustenitické

korozivzdorné oceli

2/PRAMET

ROZDELENI OBRABENYCH MATERIALD

CLASSIFICATION OF MACHINED MATERIALS

Correctly identifying the machined material is one of the most important fac-
tors when choosing the tool and the initial machining conditions. To facilitate
this, the machined materials are divided into six basic groups, or into twenty-
four subgroups, combining materials that qualitatively cause the same type
of loading (straining) on the cutting edge and therefore a similar type of wear.
Thus the first step is to assign the workpiece material to one of the
(sub)groups - see table 1. below.

Table 1.
Subgroup definition Ei:::‘;‘lie ==
£

Steel and cast steel with very good (enhanced) machinability; (SN 11109 13
automatic steel and low-carbon steel 213 '
Non-alloy and low-alloy cast steel and steel with a medium €SN 12050
carbon content (0.25<(<0.55); rigidity of up to 900 MPa and 1,00
hardness of 160-255 HB Gr1043
Less machinable non-alloy and low-alloy cast steel and steel SN 15 340

with a medium carbon content; rigidity of up to 1000 MPa 0,80
and hardness of up to 300 HB C.A

Medium- to high-alloy cast steel and steel (usually with (SN 19436
a carbon content of 0.55 <C); rigidity of up to 1270 MPa and 0,60

hardness of up to 375HB (resp. 40 HRC) 03
(SN 17041
Ferritic corrosion-resistant steel 1,09
Type 430
(SN 17042
Martensitic corrosion-resistant steel 1,06
440C
(SN 17 247
Austenitic corrosion-resistant steel 1,00
Type 321
Ferritic-austenitic (duplex) and super-austenitic (SN 17 465 093
corrosion-resistant steel EV12 !

VYMENITELNE REZNE DESTICKY

TECHNICKA CAST
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LOUPANITYCI / BAR PEELING

GEOMETRIE LOUPACICH DESTICEK

TYPE OF INSERTS FOR BAR PEELING

DESTICKA
INSERT

LNGF 401035-PM-S01

LNGF 401035-PM1-S01
(LNGF 40-295000)

LNXF 301010-PF
(LNGF 30)

LNGF 300715-PM

LNGF 361220-PM

=

2/PRAMET

HLAVNI BRIT
HEAD EDGE

HLADICi BRIT
SMOOTHING EDGE

0,30
» 13°
20°
0,30
4’ 'I 30
20°
0,30

’
?; 7,5°

(=}

?

v
20° 20°X( 15°
"

0,30
’it 13°
g —
5o
0,25

(9]
o

\
o

o

0,34

7,5°

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuvf :

rozsah priméri:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materialdi:
rozsah tvrdosti:
velikost piidavku:
posuvf :

rozsah priméri:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuv f :

rozsah priméri:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materialdi:
rozsah tvrdosti:
velikost piidavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuv f :

rozsah priimérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

POZNAMKY
NOTES

ISOP

stfedné tvrdé materialy
<35mm

0,7+ 4,5 mm.ot”
20200 mm

1S0P

medium-hardened materials
<3,5mm

0,7 +4,5mm.rev'

20 <200 mm

(N

stfedné tvrdé materidly
<3,5mm

0,75+ 4,5 mm.ot”

20 <200 mm

IS0 P

medium-hardened materials
<35mm

0,75 = 4,5 mm.rev’
20200 mm

ISOP

stfedné tvrdé materialy
<1mm

0,9 =5 mm.ot”
20200 mm

1S0P

medium-hardened materials
<1mm

0,9+ 5mm.rev’

20 <200 mm

(NI

stfedné tvrdé az tvrdé materidly
<15mm

0,9+4,5mm.ot’

20 <200 mm

ISoP

medium up to hard materials
<15mm
0,9+4,5mm.rev’

20200 mm

IS0 P

stfedné tvrdé materialy
<2,0mm

1,2+ 4,0 mm.ot’
20200 mm

1S0P

medium-hardened materials
<2,0mm

1,2+ 4,0mm.rev’

20 <200 mm



LOUPANITYCI / BAR PEELING

DESTICKA HLAVNI BRIT
INSERT HEAD EDGE
LNXF 361220-PM
(LNGF 36,5)
0,30
> 10°
—_— 2
LNXR 381240-MM
(LNKX 38-1303000)
0,40

LNXR 381240-PM

(114000)
0,40
B 25°
L 20°
— \
\" ﬁj’.
LNXR 381240-PR
(LNKX 3812-S)
0,40
> 7
P m..“‘ 20
RNGH 381200-MR
= 0,55
-"/“JA&\' 030
( y < 4 20,5°

K v

2/PRAMET

HLADICi BRIT
SMOOTHING EDGE

0,30
10

Bt o
2035 k/' %
e
5°

0,40

<>
20"{?

-«
.

5

@

0,40

20°
<__

v

N

skupina materialdi:
rozsah tvrdosti:
velikost pifidavku:
posuvf :

rozsah priméri:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pfidavku:
posuvf :

rozsah priméri:

workpiece material group:

range of hardness:
size of addition:
feedf

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost piidavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf:

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pfidavku:
posuvf :

rozsah priméri:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost piidavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf

range of diameter:

GEOMETRIE LOUPACICH DESTICEK

TYPE OF INSERTS FOR BAR PEELING

POZNAMKY
NOTES

ISOP

stfedné tvrdé az tvrdé materidly
<15mm

1,2+ 4,0 mm.ot’

20 <200 mm

ISOP

medium up to hard materials
<15mm

1,2+ 4,0mm.rev’

20200 mm

ISOPM

mékké az stfedné tvrdé materidly
<4,0mm

1,2+ 5,0 mm.ot’

20 <200 mm

ISOPM

soft up to medium-hardened materials
<4,0mm

1,2+ 50mm.rev’

20 <200 mm

ISOP

mékkeé az stfedné tvrdé materidly
<4,0mm

1,2+ 5,0 mm.ot’

20 <200 mm

ISOP

soft up to medium-hardened materials
<4,0mm

1,2+ 5,0 mm.rev’

20 <200 mm

1S0P

stfedné tvrdé materidly
<4,0mm

1,2+ 5,0 mm.ot’

20 <200 mm

IS0 P

medium-hardened materials
<4,0mm

1,2+ 5,0 mm.rev’

20200 mm

ISOP M

mékkeé az stfedné tvrdé materidly
<8,0mm

limitovan druhou VBD v kazeté
125 400 mm

ISOP M

soft up to medium-hardened materials
<8,0mm

limited by next insert on cartridge

125 + 400 mm

2015
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LOUPANITYCI / BAR PEELING

DESTICKA
INSERT

RNGH 381200-PM
(RNEX 38-790000)

RNGH 381200-PR

RNMG 250900E-081

o’

SNGH 351225 -PR
(ONGQ 16-041000)

L

TNGJ 281025-PF-S01

| S

2/PRAMET

HLAVNI BRIT
HEAD EDGE

0,60
0,20

y 25°

1,20

0,30
lll

* 250

HLADICi BRIT

SMOOTHING EDGE

0,40
0,10
y L 2
25°§{
3,20 3,20
S 8
6 6°
50

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuvf :

rozsah priimérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pfidavku:
posuvf :

rozsah priiméri:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuvf :

rozsah priimérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pfidavku:
posuv f :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuvf :

rozsah priimérd:

workpiece material group:
range of hardness:

size of addition:

feedf :

ey

range of diameter:

GEOMETRIE LOUPACICH DESTICEK

TYPE OF INSERTS FOR BAR PEELING

POZNAMKY
NOTES

1S0P

stfedné tvrdé materidly
<80mm

limitovan druhou VBD v kazeté
125 + 400 mm

1S0 P

medium-hardened materials
<8,0mm

limited by next insert on cartridge
125 + 400 mm

1S0P

stfedné tvrdé az tvrdé materidly
<80mm

limitovan druhou VBD v kazeté
125 + 400 mm

1S0 P

medium up to hard materials
<8,0mm

limited by next insert on cartridge
125 + 400 mm

1S0P

stfedné tvrdé az tvrdé materidly
<6,0mm

limitovn druhou VBD v kazeté
100 200 mm

IS0 P

medium up to hard materials
<6,0mm

limited by next insert on cartridge
100 <200 mm

1S0P

mékké az stredné tvrdé materidly
<2,5mm

0,8 =3,0mm.ot’

20 <160 mm

IS0 P

soft up to medium-hardened materials
<2,5mm

0,8 +3,0mm.rev’

20160 mm

ISOPM

mékkeé az stiedné tvrdé materidly
<25mm

0,5+4,5mm.ot’

50+=125mm

ISOP, M

soft up to medium-hardened materials
<25mm

0,5+4,5mm.rev’

50 +125mm



LOUPANITYCI / BAR PEELING

DESTICKA
INSERT

UNXF 361240-PM-S01

UNXF 361240-PM-S02

WNGU 150935-PM-
S02

. 5N

WNXG 150935-PM
(TNMX 150916-10L)

E

L

WNXJ 150935-PM
(TNMX 15-1624000)

/G
L

2/PRAMET

20

8,5°
ﬁo

HLAVNI BRIT
HEAD EDGE

0,30 0,30

(0=

4»
20% ;

5

o,

<_.

< v. 3=

HLADICi BRIT
SMOOTHING EDGE

A

y 15

3
0,45 0,45
4>
15°
5
0,45 0,45
> >
15°

15°

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materialii:
rozsah tvrdosti:
velikost pridavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materialdi:
rozsah tvrdosti:
velikost pridavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

GEOMETRIE LOUPACICH DESTICEK

TYPE OF INSERTS FOR BAR PEELING

POZNAMKY
NOTES

1S0P

stfedné tvrdé materidly
<4,0mm

1,2 +3,0mm.ot”’
20200 mm

150 P

medium-hardened materials
<4,0mm

1,2+ 3,0mm.rev’

20200 mm

ISOP M

stredné tvrdé aZ tvrdé materidly
<4,0mm

0,5+3,0mm.ot’

20200 mm

ISORM

medium up to hard materials
<40mm

0,5+ 3,0mm.rev’

20--200 mm

1S0P

stfedné tvrdé az tvrdé materialy
<35mm

1,5+ 3,0mm.ot”’
50-+125mm

150 P

medium up to hard materials
<35mm

1,5+ 3,0mm.rev’

50 +125mm

1S0P

stfedné tvrdé materidly
<3,5mm

1,7+ 3,0mm.ot-1

50 +125mm

150 P

medium-hardened materials
<35mm

1,7+ 3,0mm.rev-1
50-+125mm

1S0P

mékké az stfedné tvrdé materialy
<35mm

1,7 +3,0mm.ot”’

50 +125mm

150 P

soft up to medium-hardened materials
<3,5mm

1,7+ 3,0mm.rev’

50 +125mm

2015
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INDEXABLE CUTTING INSERTS
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DESTICKA
INSERT

WNXX 150935-PM
(TNMX 150916-10S)

~

SRSl \

WNMJ 201380-PR
(XNGX 1513-L)

WNMJ 201480-PR
(XNGX 1514-L)

/ N 20°
A%

L.

WNXJ 201380-PR-S01

(WNKX 201380-PM1-501)

WNMF 201380-PM-
S01

2/PRAMET

HLAVNI BRIT
HEAD EDGE

0,45

LOUPANITYCI / BAR PEELING

o

]
o

HLADICi BRIT

SMOOTHING EDGE

0,40

0,45

ED

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost piidavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost pridavku:
posuv f :

rozsah priméri:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina materiald:
rozsah tvrdosti:
velikost piidavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

skupina material:
rozsah tvrdosti:
velikost piidavku:
posuvf :

rozsah primérd:

workpiece material group:

range of hardness:
size of addition:
feedf :

range of diameter:

GEOMETRIE LOUPACICH DESTICEK

TYPE OF INSERTS FOR BAR PEELING

POZNAMKY
NOTES

ISOP

mékkeé az stiedné tvrdé materidly
<35mm

1,7+ 3,0 mm.ot’

50+=125mm

IS0 P

soft up to medium-hardened materials
<35mm

1,7 +3,0mm.rev’

50 +125mm

1SoP

stfedné tvrdé az tvrdé materidly
<8,0mm

1,0+3,5mm.ot’

125+ 400 mm

IsopP

medium up to hard materials
<8,0mm

1,0 +3,5 mm.rev’

125 400 mm

ISOP

stfedné tvrdé az tvrdé materidly
<8,0mm

1,0 +3,5 mm.ot”

125 + 400 mm

ISOP

medium up to hard materials
<8,0mm
1,0+3,5mm.rev’

125 <400 mm

(N

stfedné tvrdé az tvrdé materidly
<8,0mm

1,0+ 3,5 mm.ot-1

125+ 400 mm

IS0 P

medium up to hard materials
<8,0mm

1,0+ 3,5 mm.rev-1
20200125 < 400 mm

ISOP

stfedné tvrdé az tvrdé materidly
<8,0mm

1,1+ 3,5mm.ot’

125 + 400 mm

ISOP

medium up to hard materials
<8,0mm

1,1+ 3,5mm.rev’

125+ 400 mm
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VOLBA STARTOVNiCH REZNYCH PODMINEK
CHOICE OF INITIAL CUTTING CONDITIONS

Zavislost tloustky tFisky h na thlu nastaveni hlavniho bFitu K,

Dependence of chip cross-section h on approach angle K,

i, = 90°

= A
krf‘l f | . I

VYMENITELNE REZNE DESTICKY
INDEXABLE CUTTING INSERTS

f B A f B A
h = 0.26f h=0.17f

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

K1 [MPa]
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LOUPANITYCI / BAR PEELING

VOLBA STARTOVN{CH REZNYCH PODMINEK

CHOICE OF INITIAL CUTTING CONDITIONS

KOREKCE / CORRECTION v, KOREKCE / CORRECTION v,

. P1 P2 P3 P4 e M1 M2 M3 M4

Korekce na tvrdost obrobku / Work piece hardness factor Korekce na tvrdost obrobku / Work piece hardness factor

Tvrdost Tvrdost
Hardness kVHBN kVHBPZ kVHBP3 kVHBP4 Hardness kVHBMl kVHBMZ kVHBMS kaBM4

ZT

[~ 120 1,53 1,18 0,94 0,71 120 1,35 1,31 1,24 1,15

> a

& =2

% = 140 1,46 112 0,90 0,67 140 1,28 1,24 118 1,10

B E

1=

= = 160 1,37 1,05 0,84 0,63 160 1,22 1,18 112 1,04

= =

= >

=g~

== 180 1,30 1,00 0,80 0,60 180 114 mm 1,05 0,98
200 1,24 0,95 0,76 0,57 200 1,09 1,06 1,00 093
220 117 0,90 0,72 0,54 220 1,03 1,00 0,95 0,88
240 1,12 0,86 0,69 0,52 240 0,98 0,95 0,90 0,84
260 1,07 0,82 0,66 0,49 260 0,93 0,91 0,86 0,80
280 1,04 0,80 0,64 0,48 280 0,89 0,87 0,82 0,76
300 1,00 0,77 0,62 0,46 300 0,87 0,84 0,80 0,74
320 0,96 0,74 0,59 0,44 320 0,84 0,81 0,77 0,72
340 0,92 0,71 0,57 0,43 340 0,80 0,78 0,74 0,69
360 0,88 0,68 0,54 0,41 360 0,77 0,75 071 0,66
375 0,85 0,65 0,52 0,39 375 0,74 0,72 0,68 0,63

Korekce na trvanlivost (tézké hrubovani) / Correction for durability (heavy roughing)

= (= Trvanlivost/ Durability [min] va Trvanlivost/ Durability [min] va

Caly--

S =

SS 60 110 120 0,93

= =

S S

== 90 1,00

Korekeni soucinitel / Correction factork

Kira vykovku a odlitku / Skin of forging and casting 0,70-0,80
Vnitini soustruzeni / Internal turning 0,75-0,85
PreruSovany fez / Interrupted cut 0,80-0,90

Dobry stav stroje / Good machine conditions 1,05-1,20
Spatny stav stroje / Bad machine conditions 0,85-0,95
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LOUPANITYCI / BAR PEELING

REZNE MATERIALY PRO LOUPANI

GRADES FOR BAR PEELING
0zn. materidlu a mikrostruktura Aplikacni oblasti Skupina obr. materiali Popis materidlu a doporucené uziti
Designation and microstructure Application areas Workpiece Material Group Grade description and recommended application
6610 10 20 30 40 =
051525 3545
|

- nejotéruvzdornéjsi material fady 6000

funkéné gradientni substrat s relativné nizkym obsahem kobaltu
silny povlak s nosnou vrstvou ALO, naneseny metodou MT-CVD
- dokoncovaci az hrubovaci soustruzeni

obrdbéni material( skupin P a podminéné aplikovatelny
iprosk. M

- vyssitezné rychlosti

kontinudlni a podminéné i mimé prerusovany fez

O

- the most wear resistant grade among 6000 grades
functional gradient substrate with low content of cobalt
thick MT-CVD coating with the main layer of Al,0,

- finishing up to roughing

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

- continuous and conditionally also moderate interrupted cut

10 20 30 40
6630 05|15|25 35|45 IEHHIH
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=
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- funkéné gradientni substrat

stfedni povlak s nosnou vrstvou TiCN naneseny metodou MT-CVD
dokoncovaci az hrubovaci soustruzeni

- obrdbéni materiald skupin P a podminéné aplikovatelny i pro sk. M
stfedni a podminéné vys3i fezné rychlosti

kontinudIni i prerusovany fez

O

the most versatile material of the 6000 series

functionally gradient substrate

- medium coating with TiCN supporting layer, applied with the MT-CVD method
finishing to roughing

for machining material groups P and potentially also group M

- medium and potentially higher cutting speeds

continuous and interrupted cut

10 20 30 40
6640 05| 15|25 |35 |45 IEHHH

- substrat bez kubickych karbidd (typ H)
[ | - tenky povlak s nosnou vrstvou TiCN naneseny metodou MT-CVD
- zejména polohrubovaci a hrubovaci soustruzeni
- zejména pro materidly skupiny P a M
- nizsiaz stiedni fezné rychlosti
- prerusovany fez a nepiiznivé zabérové podminky

- substrate without cubic carbides (type H)

- thin coating with TiCN supporting layer, applied with the MT-CVD method
- especially for semi-roughing and roughing

- especially for material groups P and M

- lower to medium cutting speeds

- interrupted cut and suited to unfavourable machining conditions

W - hlavni oblast pouZiti / the main area of application |\ - dal3i pouZiti / further area of application [ - podminéné poutiti / conditional application

2/PRAMET

2015

VYMENITELNE REZNE DESTICKY
INDEXABLE CUTTING INSERTS
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LOUPANITYCI / BAR PEELING

REZNE MATERIALY PRO LOUPANI

GRADES FOR BAR PEELING
0zn. materidlu a mikrostruktura Aplikacni oblasti Skupina obr. materiali Popis materidlu a doporucené uziti
Designation and microstructure Application areas Workpiece Material Group Grade description and recommended application
19325 10 20 30 40 =
05 15 25 35 45
[ - funkéné gradientni substrat

stfedni obsah kobaltové pojici faze

- stfedné silny povlak naneseny metodou MT-CVD

vysoce univerzaIni materidl s velmi dobrou provozni spolehlivosti
povrch je specidlné upraven po povlaku

- prioritné urceny pro obrabéni material skupiny P a M

stfedni a vys3i fezné rychlosti

kontinudIni i prerusovany fez

- nepiiznivé zabérové podminky

functionally gradient substrate

- medium content of cobalt binder phase

MT-CVD coating of medium thickness

highly versatile material with very good operational reliability
- special surface finish for coating

primarily designed for machining material groups P and M
medium and higher cutting speed

- continuous and interrupted cut

unfavourable cutting conditions
S45 10 20 30 40 =
05 15 25 35 45

VYMENITELNE REZNE DESTICKY
INDEXABLE CUTTING INSERTS

N - material s vysokym obsahem kobaltu a kubickymi karbidy (typ S)
- obrabéni materidl skupin P a podminéné i M
- stiedni a vyssi posuvy
- nizké fezné rychlosti
- nestabilni zabérové podminky

- grade with high content of cobalt and cubical carbides (type S)
- suitable for machining of materials group P, conditionally also
for group M
- medium and higher feed
0 - low cutting speed
- unstable cutting conditions

TECHNICKA CAST
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=

W - hlavni oblast pouZiti / the main area of application |\ - dal3i pouZiti / further area of application [ - podminéné poutiti / conditional application
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LOUPANITYCI / BAR PEELING

LOUPANA TYC NEMA KRUHOVY PRUREZ

Popis a piiciny:

- kfivy povrch polotovaru tyce (nerovnomérny pfidavek)
- nesefizeny ndstroj (Spatné usazené desticky)

- tye nejsou souose pfivadény do loupaci hlavy

Opatreni:

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

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

- piekontrolovat nastaveni vystupnich rolen

POCHVELY POVRCH

Popis a piiciny:

- vodici rolny nejsou spravné nastaveny

hladici bfit je pfilis ostry

- mald tlumici fazetka na hladicim biitu

biit leZi pod stfedem

prilis tenka tloustka tfisky (maly posuv)

- nerovnomérné, nebo pfilis velké opottebeni desticek v ndstroji

Opatfeni:

- zkontrolovat nastaveni rolen

- zvétsit zaobleni fezné hrany

- nabrousit vétsi tlumici fazetku

- piekontrolovat vysku bfitu (umistit bfit do, nebo nad stfed)
- zvysit posuv,f” (mm/ot)

zkontrolovat ustaveni desticky

SPATNY POVRCH TYCE (SROUBOVICOVA STOPA)

Popis a pficiny:

- upevnéni desticky neni v pofddku, opotfebend desticka
- posuv,f* (mm/ot) je vét3i nez délka hladici casti

- hladici biit desticek nelezi rovnobézné s osou tyce

Opatfeni:

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

2/PRAMET

DRUHY OPOTREBENI VBD PRI SOUSTRUZENI

WEARTYPES OF TURNING INSERTS

NON - CIRCULAR BAR CROSS SECTION

Description:

uneven bar surface (unstable depth of cut)
non adjusted tool (incorrectly fixed inserts)
bars are not brought into peeling head by coaxial way

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

VIBRATIONS

Description:

quide 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

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

POOR SURFACE (HELICAL TRACE)

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

Troubleshooting:

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

2015

VYMENITELNE REZNE DESTICKY
INDEXABLE CUTTING INSERTS

TECHNICKA CAST
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SPATNY POVRCH TYCE, VYSOKA DRSNOST POVRCHU

Popis a piiciny:
- tvorba ndrlistku

Opatfeni:

- zvysit feznou rychlost

- Zvysit posuv

- pouzit povlakované desticky

- pouZit jinou (pozitivnéjsi ) geometrii

- pouzit kapalinu s protindristkovym t¢inkem

VYMENITELNE REZNE DESTICKY

INDEXABLE CUTTING INSERTS

NADMERNY OTER HRBETU

Popis a priciny:

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

- nedostatecné chlazeni

Opatfeni:

- zvysit posuv,f” (mm/ot)

- pouzit otéruvzdornéjsi druh slinutého karbidu
- sniZit feznou rychlost

- zvysitintenzitu chlazeni

VYMOL NA CELE DESTICKY

TECHNICKA CAST

Popis a piiciny:
- pili& vysokd Fezna rychlost (vysoké stredni teplota fezu)
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Opatfeni:

- poutit otéruvzdornéjsi druh slinutého karbidu
- pouZit pozitivnéjsi geometrii

zvysitintenzitu chlazeni

- sniZit feznou rychlost

2/PRAMET
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DRUHY OPOTREBENI VBD PRI SOUSTRUZENI

WEARTYPES OF TURNING INSERTS

POOR SURFACE QUALITY

Description:
- built-up effect

Troubleshooting:

- increase cutting speed

- increase feed rate

- use coated insert

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

FLANKWEAR

Description:

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

- too high cutting speed

- insufficient cooling

Troubleshooting:

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

- increase cooling capacity

CRATERING

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

Troubleshooting:

- Uuse more wear resistant grade
- use more positive geometry

- increase coolant capacity

- decrease cutting speed



LOUPANITYCI / BAR PEELING

PLASTICKA DEFORMACE
Popis a piiciny:
- pietizeni bitu v ddsledku vysokych feznych teplot (vysoka feznd rychlost,
vysoky posuv)
Opatfeni:

- poutit otéruvzdornéjsi druh slinutého karbidu
- zvysitintenzitu chlazeni

- snizit feznou rychlost

- snizit posuv

VYDROLOVANI REZNE HRANY

Popis a pficiny:

- nevhodny druh slinutého karbidu
- piilis velky posuv

- nevhodné tprava bfitu

- malé zaobleni bfitu

piili§ maly pridavek

$patné utvareni tfisky

Opatfeni:

- pouzit houzevnatéjsi druh slinutého karbidu

- sniZit posuv

- poutzit VBD s 3irsi fazetkou popf. vétsim uhlem fazetky
- 2vétsit zaobleni fezné hrany

2vysit piridavek

- pouZit jinou geometrii

Zménit posuv

DESTRUKCE DESTICKY

Popis a piiciny:
PFiciny tohoto jevu mohou byt rizné, jsou zdvislé na mat. ndstroje i obrobku,
stavu a zejména tuhosti soustavy, vliv mize mit velikost a typ opotiebeni.

Opatfeni:

- pouzit houzevnatéjsi druh slinutého karbidu
- zvolit méné intenzivni fezné podminky
- poutit desticky se stabilnéjsi geometrii

2/PRAMET

DRUHY OPOTREBENI VBD PRI SOUSTRUZENI

WEARTYPES OF TURNING INSERTS

PLASTIC DEFORMATION

Description:

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

Troubleshooting:

- Uuse more wear resistant grade
- increase coolant capacity

- decrease cutting speed

- increase feed rate

CHIPPING OF CUTTING EDGE

Description:

- unsuitable grade of insert

- 100 high feed rate

- unsuitable cutting edge modification
- small cutting edge rounding

too small cutting depth

unsuitable chip forming

Troubleshooting:

- use more wear resistant grade
- decrease feed rate

increase facet or facet angle

- increase cutting edge rounding
increase cutting depth

- use different geometry

change feed rate

INSERT FRACTURE

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.

Troubleshooting:

- use more tough grade
- use less intensive cutting conditons
- use more stable insert geometry

2015

VYMENITELNE REZNE DESTICKY
INDEXABLE CUTTING INSERTS

TECHNICKA CAST
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LOUPANITYCI / BAR PEELING

PREVODNI TABULKA TVRDOSTI
HARDNESS CONVERSION TABLE

DEVNGSTI TVRDOST / HARDNESS DEVNGST] TVRDOST / HARDNESS
STREN- STREN-
GTH GTH
BRINELL VICKERS ROCKWELL ROCKWELL BRINELL VICKERS ROCKWELL ROCKWELL
[MPa] [MPal]
Rm HB HV HRB HRC Rm HB HV HRB HRC
285 86 90 - - 1190 352 370 - 37,7
= v
% E 320 95 100 56,2 - 1220 361 380 - 38,8
% % 350 105 110 62,3 - 1255 371 390 - 39,8
E g 385 114 120 66,7 - 1290 380 400 - 40,8
g 2 415 124 130 71,2 - 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 - 44,5
545 162 170 85,8 - 1455 428 450 - 453
575 7 180 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 - 484
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 - 231 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 - 271 1880 542 570 - 53,6
= 1= 930 276 290 - 28,5 1920 551 580 - 54,1
950 280 295 - 29,2 1955 561 590 - 54,7
995 295 310 - 31 1995 570 600 - 55,2
1030 304 320 - 32,2 2030 580 610 - 55,7
1060 314 330 - 333 2070 589 620 - 56,3
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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LOUPANITYCI / BAR PEELING

POZNAMKY
NOTES

2015

VYMENITELNE REZNE DESTICKY
INDEXABLE CUTTING INSERTS

TECHNICKA CAST
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MPLY
RIENIABIRE

Jako odbornici mGzete sami pouhym pohledem
na tfisku posoudit kvalitu odvedené prace.
Triska svym Cistym a jednoduchym tvarem

v sobé nese pribéh. Nase tfiska je jasny

a neménny ukazatel a proto je nasim symbolem.

Jsme prosté spolehlivi.

Argentina

T:54 (11) 6777-6777

F: 54 (11) 4441-4467
dormer.ar@dormertools.com

Australia

T: 1300 131 274

F:+61 3 9238 7105
dormer.int@dormertools.com

Brazil

responsible for Bolivia, Panama,
Chile, Paraguay, Colombia, Peru,
Costa Rica, Uruguay, Ecuador,
Venezuela, Guatemala

T: +55 11 5660 3000

F: +55 11 5667 5883
dormer.br@dormertools.com

Canada

T: (888) 336 7637

En Frangais: (888) 368 8457
F: (905) 542 7000
cs.canada@dormertools.com

Czech Republic

As a professional you can judge the quality
of work by just looking at the chip. Our chip is

a clean and uncomplicated shape that in itself

tells a story. It is a clear and consistent signal

Simply reliable.

Finland

T: +358 205 44 121

F: +358 205 44 5199
Asiakaspalvelu

T: suora 0205 44 7003

F: suora 0205 44 7004
info.fi@dormerpramet.com

France
T:+33(0)247 625701
F:+33(0)2 47 62 52 00

serviceclient.fr@dormerpramet.com

Germany

T:+49 9131 933 08 70

F:+49 9131 933 08 742
info.de@dormerpramet.com

Hungary

T: +36-96 / 522-846

F: +36-96 / 522-847
info.hu@dormerpramet. com

China
T: +86 21 24160508
F: +86 54426315

responsible for Export CEE, Romania,
Macedonia, Slovenia, Serbia, Ukraine,
Bosnia-Herzegovina, Croatia, Belarus, India

Montenegro, Bulgaria T: +91 124 470 3825
info.row@dormerpramet.com dormer.in@dormertools.com
T: +420 583 381 111

dormer.cn@dormertools.com

F: +420 583 215 401 Italy
info.cz@pramet.com solid tools:

T:+3902 3804 51
Denmark F:+39023804 5243

T: +45 43 46 52 80

F: +45 43 46 52 81
info.se@dormerpramet.com
Kundetjeneste

T: direkt 808 82106

F: direkt +46 35 16 52 90

dormer.it@dormertools.com
indexable tools:

T:+390523 5519 11

F:+39 0523 55 18 00
info@impero-tools.com

PRALEAPEELING2015CZEN

and that’s why we use it as a symbol for being

Netherlands

T: +31 10 2080 240

F:+31 10 2080 282
dormer.nl@dormertools.com
responsible for Austria

T:+31 102080 212

F:+31 10 2080 282
dormer.at@dormertools.com
responsible for Belgium
T:+323 4405901
F:+3234491543
dormer.be@dormertools.com
responsible for Switzerland

T: +31 10 2080 212

F:+31 10 2080 282
dormer.ch@dormertools.com

New Zealand

T: +64 9 2735858

F: +64 9 2735857
dormer.int@dormertools.com

Norway

T:+47 67 17 56 00

F:+47 66 85 96 10
info.se@dormerpramet.com
Kundeservice

T: direkt 800 10 113

F: direkt +46 35 16 52 90

Poland

T: +48 32 78-15-890

F: +48 32 78-60-406
info.pl@dormerpramet.com

Russia
T: +7 495 775 10 28
info.ru@dormerpramet.com

Slovakia

T: +421 417 645 659

F:+421 417 637 449
info.sk@dormerpramet.com

Spain

T: +34 935717722

F:+34 935717765
info.safety-iberica@safety-cuttingtools.com
responsible for Portugal
T:+351214245421

F:+351 214245425

Sweden

responsible for

Iceland

T: +46 (0) 35 16 52 00

F: +46 (0) 35 16 52 90
info.se@dormerpramet.com
Kundservice

T: direkt +46 35 16 52 96

F: direkt +46 35 16 52 90

United Kingdom

responsible for Ireland

T: 0870 850 4466

F: 0870 850 8866
dormer.uk@dormertools.com

United States of America
responsible for Mexico
T: (800) 877-3745

F: (847) 783-5760
cs@dormertools.com

Rest of the World

Dormer Pramet International UK
T: +44 1246 571338

F: +44 1246 571339
dormer.int@dormertools.com

Dormer Pramet International CZ
T: +420 583 381 520

F:+420 583 215 401
info.row@dormerpramet.com

DORMER ) PRAMET

www.dormerpramet.com
youtube.com/pramettv
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