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Multifunctional tool for high cutting depths
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THE DIFFERENCE:
MORE POSSIBILITIES
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Shorter machining times due to
higher cutting depths
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High surface finish
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One tool for multiple applications
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Boring and Profiling
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R=AHFN—2 3 VKR L=AEBEEN—Tg Y with chip breaker
R = right hand version shown L = left hand version
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Part number 8
L

R/L105.B0.30.20.045.1 0.2 1.5 2.7 2.4 7 4.5 31 0.1 3 A/A
R/L105.B0.30.20.075.1 0.2 1.5 2.7 2.4 7 7.5 31 0.1 3 A/A
R/L105.B0.40.20.060.1 0.2 2.0 3.7 3.4 7 6.0 31 0.1 4 A/A
R/L105.B0.40.20.100.1 0.2 2.0 3.7 3.4 7 10.0 31 0.1 4 A/A
R/L105.B0.50.20.075.1 0.2 2.5 4.7 4.4 7 7.5 31 0.1 5 A/A
R/L105.B0.50.20.125.1 0.2 2.5 4.7 4.4 7 12.5 36 0.1 5 A/A
R/L105.B0.60.20.090.1 0.2 3.0 54 5.1 7 9.0 31 0.1 6 A/A
R/L105.B0.60.20.150.1 0.2 3.0 54 5.1 7 15.0 36 0.1 6 A/A
R/L105.B0.70.20.105.1 0.2 3.5 5.9 5.6 7 10.5 36 0.1 7 A/A
R/L105.B0.70.20.175.1 0.2 3.5 5.9 5.6 7 17.5 40 0.1 7 A/A
A TEE /onstock A48/ 4weeks x HELEHE <723 L)/ upon request
o HELE / recommended
0 2B " #£3E / alternative recommendation
- BENIDEL £t A [ not suitable

/ > — b [/ uncoated grades

O—F « >%/ & | coated grades
B/ —X v I~ brazed/Cermet
mmR352 BN TE
Dimensions in mm Carbide grades
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Boring and Profiling
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R=GBFN—23 VKRR L=FEBFN-Ta> universal geometry
R = right hand version shown L = left hand version
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Part number 8
L
R/L105.B0.30.20.045.2 0.2 1.5 2.7 2.4 7 4.5 31 0.1 3 A/A
R/L105.B0.30.20.075.2 0.2 1.5 2.7 2.4 7 7.5 31 0.1 3 A/A
R/L105.B0.40.20.060.2 0.2 2.0 3.7 3.4 7 6.0 31 0.1 4 A/A
R/L105.B0.40.20.100.2 0.2 2.0 3.7 34 7 10.0 31 0.1 4 A/A
R/L105.B0.50.20.075.2 0.2 2.5 4.7 4.4 7 7.5 31 0.1 ) A/
R/L105.B0.50.20.125.2 0.2 25 4.7 4.4 7 12.5 36 0.1 5 A/A
R/L105.B0.60.20.090.2 0.2 3.0 54 5.1 7 9.0 31 0.1 6 A/
R/L105.B0.60.20.150.2 0.2 3.0 54 5.1 7 15.0 36 0.1 6 A/
R/L105.B0.70.20.105.2 0.2 3.5 5.9 5.6 7 10.5 36 0.1 7 A/A
R/L105.B0.70.20.175.2 0.2 3.5 5.9 5.6 7 17.5 40 0.1 7 A/
A TE[E /onstock A 43EME [ 4weeks x BEWVEHE < 72E L) / upon request
o HE5E / recommended
0 B " #E5E / alternative recommendation
- BENIDEL £t A [ not suitable
/ > — b | uncoated grades
O—F -« >%/ & [ coated grades
Bl OJfS/H— X w b [ brazed/Cermet
mmR352 BN TE
Dimensions in mm Carbide grades
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Geometries / Application areas
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Geometry with chipbreaker for better chip control

- Turning with large infeeds

- For general steels

- With trailing cutting edge for higher feeds

- Better chip control

- Drilling in general steels

- For problematic applications with the aim of process reliability
- Also for long-chipping materials
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Universal geometry

- Turning with large infeeds

- Easy cutting universal geometry also for stainless steels

- With trailing cutting edge for higher feeds

- Less cutting pressure, suitable even for thin-walled components
- For drilling in steel and non-ferrous metals
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Drilling into the solid and achieving a flat hole bottom
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Turning of face profiles
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Turning of internal profiles
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Turning of external profiles
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Cutting data
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Boring Steel

TIDAA R T ap (mm)
Depth of cut ap (mm)
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1 15 | 2 | 25 3

XD E f[mm/U]

Feed rate f [mm/rev]

R/L105.80.30.20.045.1 | 1.5*D | 0.03-0.05 | 0.02-0.03

R/L105.B0.30.20.075.1 | 2.5*D | 0.03-0.05 | 0.02-0.03

R/L105.80.40.20.060.1 | 1.5*D | 0.04-0.06 K 0.04-0.06 | 0.04-0.06

R/L105.80.40.20.100.1 | 2.5*D | 0.04-0.06 | 0.04-0.06 | 0.04-0.06

R/L105.B0.50.20.075.1 | 1.5*D | 0.05-0.08 | 0.05-0.08 | 0.04-0.07 | 0.04-0.07

R/L105.80.50.20.125.1 | 2.5*D | 0.05-0.08 | 0.05-0.08 | 0.04-0.07 | 0.04-0.07
R/L105.80.60.20.090.1 | 1.5*D | 0.07-0.1 | 0.07-0.1 | 0.07-0.1 | 0.07-0.1 | 0.05-0.08
R/L105.B0.60.20.150.1 | 2.5*D | 0.07-0.1 | 0.07-0.1 | 0.07-0.1 | 0.07-0.1 | 0.05-0.08
R/L105.B0.70.20.105.1 |1.5*D | 0.08-0.1 | 0.07-0.1 | 0.07-0.1 | 0.07-0.1 | 0.07-0.08 | 0.05-0.07
R/L105.B0.70.20.175.1 | 2.5*D | 0.08-0.1 | 0.07-0.1 | 0.07-0.1 | 0.07-0.1 | 0.07-0.08 | 0.05-0.07
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Feed rates for stainless materials: Select minimum values.

AT %08 lnnl,
R/L105.B0.30.20.045.2 | 1.5"D 0.01-0.02
R/L105.B0.30.20.075.2 | 2.5"D 0.01-0.02
R/L105.B0.40.20.060.2 | 1.5*D 0.01-0.02
R/L105.B0.40.20.100.2 | 2.5"D 0.01-0.02
R/L105.B0.50.20.075.2 | 1.5"D 0.02-0.04
R/L105.B0.50.20.125.2 | 2.5*D 0.02-0.04
R/L105.B0.60.20.090.2 | 1.5*D 0.03-0.05
R/L105.B0.60.20.150.2 | 2.5"D 0.03-0.05
R/L105.B0O.70.20.105.2 | 1.5*D 0.03-0.05
R/L105.B0.70.20.175.2 | 2.5"D 0.03-0.05
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For drilling we recommend the universal geometry
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Cutting speed: please see our catalogue KMINI100JE
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FIND YOUR RIGHT
TOOLING SOLUTION NOW.

www.phorn.jp
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T 578-0965
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Tel 06-6747-6184
Fax 06-6744-1150

call@ztec-izushi.co.jp
www.phorn.jp

Find your country:
www.phorn.com/countries
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