SYSTEM MINI 108

RALTOmMIAY—IL

SYSTEM MINI 108

Tools for threadcutting by turning







THE DIFFERENCE:

R
THE DIFFERENCE:

MORE POSSIBILITIES

s IR THRIFLYIDSTUIEH AT HE
Chip breaking even with
difficult-to-cut materials

¢ 0.5~1.25mmAEYFT
RBEBYID< I HEH 2 RIR
Optimum chip control with
pitches from 0.5t0 1.25 mm

o ERDIFERISystem Mini 108Z
HittEHo
Compatible with existing standard
range System Mini 108
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RUDWIMI(RF)ZIL7O774)

Threading (internal) Full profile

(ph HORN i)

P2 Al

Insert
RAOIITE Bore @ from
EYF Pitch

0,50-1,25 mm

4_60°

S108

FHAEX

Detail X
e

Suml
A
T
w!
5 1
V=V —IEm
Toolholder face
R=FBFN—2a > zRR
R = right hand version shown
N—KrES P P E
Part number
RS108.0205.GM1 0,5 0,75 2,6
RS108.0510.GM1 1,0 1,25 2,6

A TEE /onstock A 4B/ 4weeks x BEVEDE K E L)/ upon request

® H#E3E / recommended
o K& M / alternative recommendation
- T4 / not suitable

/> — N #E / uncoated grades
B O— M#E / coated grades
B O/ —XY N/ brazed/Cermet
mm<T® 3%
Dimensions in mm
fOTEESBHLVEDESEEY

Further sizes upon request
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for Toolholder

247 B108
Type

XKMUYJI1SOtal
Metric 1ISO thread

d S Dmin
6 3.4 8
6 3.4 8
FRRE A
Carbide grades



RUVMIT(RRF)ESBH7O774)
Threading (internal) Partial profile (I]h HORN I]ID

Sl S108 ﬁ) >

Insert

B/ Bore @ from 8 mm
By F Pitch 0,50-1,25 mm
& 4
BRKRILE—
f for Toolholder

! ! 247 B108
o = Type

‘KE__iI Fﬁ X

Detail X

e g
W—JLRJVE—IEE

';I'oolhoider face
R=ABFN—3a 2 ERTR

R = right hand version shown

XKMUYJI1SOtal
Metric 1ISO thread

N—IES P E f a d s D
Part number

min

RS108.0305.GM2 0,50 2,6 4,8 7.8 6 3,4 8
RS108.0510.GM2 1,00 2,6 4,8 7.8 6 3,4 8
RS108.0512.GM2 1,25 2,6 4,8 7.8 6 3,4 8

A TEE /onstock A 4B/ 4weeks x BEVEDLE K E L)/ upon request
o #E32 / recommended
o & M / alternative recommendation
- REE / not suitable
/> — N #E / uncoated grades
B — M#E / coated grades
B OJF/%—XY |~/ brazed/Cermet

mm<T® & EREM

Dimensions in mm Carbide grades

O ERFEBHLVEDEEEL

Further sizes upon request
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R UV AT BiiiiEHR (ph HORN pl)

Technical Information

HERNAEE

Recommended Number of Passes

dA—F427] 8 (52 N/mm?) _ i FILZ=
Carbide grade Steel (N/mm? Tensile strength) ATVLRA | g AhiFEk L
Stainless steel | Grey cast iron -
TN35 400-500 500-700 700-850 | 850-1150 > 1150 Aluminium
V. ., m/min 160 140 120 90 70 90 100 300
EY F / pich P .
L JNAEIE / Number of passes
mm | tpi/ tpi
0,8 32 5 5 5 5 5 5
1,0 24 6 6 6 6 6 6
1,25 20-19 7 7 7 7 7 7
1.5 16 8 8 8 8 10 10 8 8
1,75 14 10 10 10 10 12 12 10 10
2,0 12 - 11 12 12 12 12 14 14 12 12
2,5 10 13 13 13 13 15 15 13 13
30-35 8 15 15 16 16 18 18 16 15

EROR U MEEIO#E/ S ABREHA K542 TT,

EE
AEOXEEH<SED, FHIONADTHAKIFENES LTS EETL,
THEFNA (EOAYN)ERICEFATVEE A,

The recommended number of passes in the above table are approxiamte figures.

Please note:
- to avoid breakages at the cuttinge edge, the depth of cut at the first pass should not be to deep

- finishing passes (with zero depth of cut) are not considered in the table
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R U YV INT HhirEEk

Technical Information

(ph HORN i)

xY5mE AERUIYMMT

Feed Direction internal threading

ABFRLU

Right hand thread

Tp

L L L

BEBFA YK EBFAH—b

xb)

IN-FEED

REBMDIEY)
A —FOEATEKICTHLET. RE-—RBBERULDY
MIBETT,
RADIAL IN-FEED

Metal removed on both sides of the insert simultaneously. The most commonly
used method for thread production.

BEISVO042T4—R
RL—U2T IVvDOBREN DL, MBI RUAEORE
mUAEMELET,

MODIFIED FLANK IN-FEED
Less wear of the trailing edge and better surface finish on corresponding flank.

XET7Z294>714—R
MAEDHAENGZCFERENBELR)RFDIERRLE
ED

ALTERNATING FLANK IN-FEED

Both edges are being fully utilised which means longer insert life.

222004207 4—R
RWIIHIETEN -

FLANK IN-FEED
More easily formed chip and better heat dissipation.

EBFAY—b

Insert right hand Insert left hand Insert left hand

EBFRU

Left hand thread

-

|

/N
N
&N

N

BBFAH—K

Insert right hand

49



(ph HORN i)




