RV (REFGRN D)

Polygon Milling
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Polygon Milling

(ph HORrN i)

73“/9_ /-A
Cutter
&
M275 . %
R— [Page
436-437
19—k
Indexable insert
&
$275 @
NR— [Page
438
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ARUDUIT
Polygon Milling

(ph HORN i)

M275

hyr—

=/NHAFE 40 mm

Cutter

from cutting edge @ 40 mm
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7y 82— M275 (ph HoRrN piD)

Cutter

=EBFN—-3>

Picture = left hand cutting version

Bzt Ds d, h tooe | s d, | sEast HWs
Part number Machine type

RM275.D040.10.04 40 33 7.9 3 10 15.5 EvoDECO 10 275041R
LM275.D040.10.04 40 33 7.9 3 10 15.5 EvoDECO 10 275041L

JEFEEYE . Tornos

for machine: Tornos

Fliwahaa
Spare Parts
hya— Rl FLVORLIF EBFNFH— ABBFENZ G —
Cutter Clamping Screw | TORX PLUS® Wrench | Left hand balancing element | Right hand balancing element
LM275.D040.10.04 030.357P.0315 T10PL LS275.AT41.HM
RM275.D040.10.04 030.357P.0315 T10PL RS275.AT41.HM
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7y 82— M275 (ph HoRrN piD)

Cutter

=HABFN—-3>

Picture = right hand cutting version

B Ds d, h to. d, d, SRR HWS
Part number Machine type
RM275.T1064.3325.03 64 56 36 3 10 15.5 EvoDECO 10 275041R

T . Tornos
for machine: Tornos

FisBan

Spare Parts
hys— ey FLOZLF
Cutter Clamping Screw TORX PLUS® Wrench
RM275.1064.3325.03 3.5.10T10P T10PL
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19—k S275 (ph HoRrN piD)

Indexable insert

1@

B E
Carbide grades
_ \— o T _ NS TN .:. .
R_ ﬁ%%/\ YaVEIR L_ EBFEN Yay AGES A4ERS
R =right hand version shown L = left hand version
on stock 4 weeks
B w r s HIS 0 | o
Part number S|
< |
RS275.MK13.M0 1.3 0.2 3.9 275041R A | A
LS275.MK13.M0 13 0.2 3.9 275041L A | A
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7]“/9—
Cutter

381

(ph HORN i)

=EBFN—-3>

Picture = left hand cutting version

B Ds d, h t . d, SRR HWS

Part number Machine type

L381.A060.13.04 60 50 8.2 4.5 13 Star SR-20J 314027N
BARE RY—RE
for machine: Star

Fimabam

Spare Parts

hys— al FLOZLF EBFNS H—

Cutter Clamping Screw | TORX PLUS® Wrench | Left hand balancing element

L381.A060.13.04 5F.08T20P T20PQ L314.AT30.HM
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hyr—
Cutter

381

(ph HORN i)

=EBFN—-3>

Picture = left hand cutting version

B Ds d,
Part number

L381.G070.15.04 70 58
L381.G086.25.04 86 74
L381.G098.26.04 98 86

BARE FILTITRE—

for machine: Gildemeister

Fimaban

Spare Parts
nys— fal
Cutter Clamping Screw
L381.G070.15.04 5.10T20P
L381.G... 5.12T20P

15 8.16° 5
23 8.16° 5
23 8.32° 5

FLORLF
TORX PLUS® Wrench

T20PQ
T20PQ

d, | REER HWS
Machine type
11.5 | GLD25/GD32 314041L
18 GM20-6,-35-8/GMC35 314041L
20 GM35-6,-35-8,-42-6/GMC35 314041L
NZY—

Balancing element
N314.AT40.HM
N314.AT40.HM
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hyr—
Cutter

381

(ph HORN i)

=EBFN—-3>

Picture = left hand cutting version

ggit DS d2 h max
Part number
L381.G080.16.04 80 68 9 5
BRI FILFITRE—
for machine: Gildemeister
FiimgBan
Spare Parts
hys— Rl FMLOZRL>F
Cutter Clamping Screw | TORX PLUS® Wrench
L381.G080.16.04 5F.08T20P T20PQ

444

d, Ffmizt HWS
Machine type
16 SPRINT 20/32 314027N
EBFNS Y-
Left hand balancing element

L314.AT30.HM



Nya— 381 (ph HORN ph)

Cutter

=EBFN—-3>

Picture = left hand cutting version

B Ds d, h to d, d, | &Ei= HWS
Part number Machine type
L381.G090.22.04 90 78 20 5 22 30 SPRINT 32L/-42L 314041L

ERERE XTI RE—

for machine: Gildemeister

Fimabam

Spare Parts
hys— ey FMLORLF NSY—
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
L381.G090.22.04 5.12T20P T20PQ N314.AT40.HM
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Cutter

381

(ph HORrN i)

=HABFN—-3>

Picture = right hand cutting version

B Ds d,
Part number

R381.X090.27.04 90 78
L381.X090.27.04 90 78

BRARE A>TYIR
for machine: INDEX

FisBan

Spare Parts
Nys— fat
Cutter Clamping Screw
R/L381.X090.27.04 5.12T20P

446

16.2 5
16.2 5

FMLOZLF
TORX PLUS® Wrench

T20PQ

3 RfEE

HWS

Machine type

27 Index ABC
27 Index ABC

NSY—
Balancing element
020.0314.1531

314041R
314041L



Nya— 381 (ph HORN ph)

Cutter

=HABFN—-3>

Picture = right hand cutting version

B Ds d, h t. d, SRR HWS
Part number Machine type
R381.X073.16.04 73.5 63.5 8 5 16 Index MS25 314027N

BRRE.1>TYIR
for machine: INDEX

Fliwahaa

Spare Parts
hys— ey FLOZRLUF BRFNT Y-
Cutter Clamping Screw | TORX PLUS® Wrench | Right hand balancing element
R381.X073.16.04 5F.08T20P T20PQ R314.AT30.HM
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Nya— 381 (ph HORN ph)

Cutter

=EBFN—-3>

Picture = left hand cutting version

B Ds d, h t . d, SRR HWS
Part number Machine type
L381.N090.16.04 90 80 7.8 5 16 WT250 314027N

BRI PREREEIX

for machine: Nakamura

Fimabam

Spare Parts
hys— al FLOZLF EMFNG I —
Cutter Clamping Screw | TORX PLUS® Wrench | Left hand balancing element
L381.N090.16.04 5F.08T20P T20PQ L314.AT30.HM
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By 3= 381 (ph HORN ph)

=EBFN—-3>

Picture = left hand cutting version

Bzt Ds | d, | h| o [t.| d |sm@Ems HWS
Part number Machine type

L381.5078.30.02 78 66 19 5.42° 5 26.3 | SG18, SG20,AG18 314052L
L381.5098.30.02 98 94.6 19 5.42° 5 26.3 | SG20/SF26,-S,-L/SE18/AF26,32 314052L
L381.5118.30.02 118 115 19 5.42° 5 26.3 | SF32,42,51,67/AF42 314052L

BRRE: Y2y T

for machine: A.H. Schiitte

#WARMIADRICEA T — Ry B LTVWET,

reinforced pocket, feed in axial direction

*tmax FFEMIEE=5.0mm /BANINIE=12mm
* tmax Side Milling =5,0 mm / Groove Milling=1,2 mm

FisBan

Spare Parts
hys— ey FLOZLF
Cutter Clamping Screw TORX PLUS® Wrench
L381... 5.15T20P T20PQ
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By 3= 381 (ph HORN ph)

=EBFN—-3>

Picture = left hand cutting version

Bzt Ds | d, | h| o [t.| d |sm@Ems HWS
Part number Machine type

L381.5078.30.03 78 77 19 5.42° 5 26.3 | SG18, SG20,AG18 314052L
L381.5098.30.03 98 94.6 19 5.42° 5 26.3 | SG20/SF26,-S,-L/SE18/AF26,32 314052L
L381.5118.30.03 118 115 19 5.42° 5 26.3 | SF32,42,51,67/AF42 314052L

BRRE: Y2y T

for machine: A.H. Schiitte

#WARMIADRICEA T — Ry B LTVWET,

reinforced pocket, feed in axial direction

*tmax FFEMIEE=5.0mm /BANINIE=12mm
* tmax Side Milling =5,0 mm / Groove Milling=1,2 mm

FisBan

Spare Parts
hys— ey FLOZLF
Cutter Clamping Screw TORX PLUS® Wrench
L381... 5.15T20P T20PQ
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7]“/9—
Cutter

381

(ph HORN i)

=EBFN—-3>

Picture = left hand cutting version

B Ds d, h o d, d, | sERR HWS

Part number Machine type

L381.D080.16.04 80 57.5 13.6 5 16 23 | DECO 2000/DECO 13/20/26 314027N
WEFEEYfR © Tornos
for machine: Tornos

Fimabam

Spare Parts

hys— L FLOZRLOF EBFNS Y-

Cutter Clamping Screw | TORX PLUS® Wrench | Left hand balancing element

L381.D080.16.04 5F.08T20P T20PQ L314.AT30.HM
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Nya— 381 (ph HORN ph)

Cutter

=EBFN—-3>

Picture = left hand cutting version

B Ds d, h to d, d, | spfERus HWS
Part number Machine type
L381.D086.25.04 86 74 23 5 24.7 18 Tornos Multi-Deco 314041L

TEFEERE . Tornos
for machine: Tornos

Fimabam

Spare Parts
hys— ey FMLORLF NSY—
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
L381.D086.25.04 5.12T20P T20PQ N314.AT40.HM
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7]“/9—
Cutter

381 (ph HORN i)

=HABFN—-3>

Picture = right hand cutting version

25 Ds d
Part number
R381.T080.16.04

A% © Traub

for machine: Traub

80

Fimabam
Spare Parts
jJ\ya_
Cutter
R381.T080.16.04

fal

5F.08T20P

Clamping Screw | TORX PLUS® Wrench

h Lo d3 Bk HWS
Machine type
12 5 16 TRAUB TNL18 314027N
MLOZLF BEBFNFH—

Right hand balancing element

T20PQ R314.AT30.HM
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Nya— 381 (ph HORN ph)

Cutter

=EBFN—-3>

Picture = left hand cutting version

B Ds d, h o d, | S®ER HWS
Part number Machine type
L381.T069.12.04 69 57.5 8 5 12 TNL12-7/TNL26/TNK36 314027N

TR - Traub

for machine: Traub

Fimabam

Spare Parts
hys— L FLOZRLOF EBFNS Y=
Cutter Clamping Screw | TORX PLUS® Wrench | Left hand balancing element
L381.T069.12.04 5F.08T20P T20PQ L314.AT30.HM
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1=k N314 /314  (phHORN ph)

Indexable insert

1@

g TR
Carbide grades
A EEMm A 4ER
on stock 4 weeks
B w r s HIS N ||| 0
Part number ol 3|2
=S| < |F|F
R314.MK50.20 5 0.15 5.2 314041R A | A
L314.MK50.20 5) 0.15 5.2 314041L A | A
L314.MK70.M0 7 0.15 7.4 314052L A | A | A
N314.MK40.20 4 - 3.6 314027N A A | A A
t BAN I
Groove Milling Side Milling
N314.MK40.20 51wy 2 —588/see cutter 2,5
R/L314.MK50.20 $1v 2 —508/see cutter 5
L314.MK70.M0 h w2 —58/see cutter 5
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19—

Indexable insert

314

(ph HORN i)

1@

L=EBFEN—2avRR
L = left hand version shown

B

Part number

R314.MK50.5.20
R314.MK50.20.L
L314.MK50.5.20
L314.MK50.20.L

456

54

5.4

R=BBFN—23>
R =right hand version

0.15
0.6
0.15
0.6

5.4
5.4
5.4
5.4

[S1NE, B, NS, |

HErEriE

Carbide grades

A TES A 4R

on stock 4 weeks
HIS § § g
< || F
314041R A A
314041R A | A A
314041L A A
314041L A A




BiffiiE R (ph HoRrN piD)

RUIVIMNTO#R

RUTUMT I CNCHESR, 21 22 EBIHER. Sl EAB TRUIY I —U> Y
HyE—EEALTHREEES ¢ AN S EEBEENT 3MIETT,
EEEYIT— 2 L TESEIAR TS S—UY T hyE—SRBLTEE T 34BN B D
7.

NIRT7YThybDHDYEIEEEEDET,

FEHEOBIZ WM EHYZ—DRIELEI VY Z—DHETREDET,

2:1DEERLEDFBE NI INFER ORISR LR ERD £,
JA—LAIS—|3BEDO _EEMNIFIFEACDMIISELZHD T,
1:10EERLEDHE T IN/-FEBIFORIBHLFRICAED XY,
CORRIEZEEEBICIZTBELTLEE A

3 1DEERLEDBE NI IN-FEEBOFRKISAKILAMPERKRICEDET,
COFRBH Eo. ZEESBICIFBELTVEE Ao

CNUCEKD RIF DO FEEBOIZIMITI BRI HYZ—DHABD
2BICBRD T T (AEMIICIIHB 2D A Y Z=ERALET,)

THOEKRZRET DICIF A TONGXA—EHBBRETT,

1. RVIVE—=) 2T hyRZ—DR IR
2. —HEEFIR

3. ZME

4, FEEBDE

5. IF¥ & 732 —D[EER LR

FEHERIF TS OMTICESBIMIXIIHES | E DM I TR I N E T,
EED VI TICE>TEDHT e TE X (/NVELD),

BANIN T FE5|EMIT RV EAE5 | ST
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BiffiiE R (ph HoRrN piD)

1A Ay EZ—TO_EEIN L, T8ICKd BEERE2:1

e

2MAFYZ—TDAEM L, FEICXS T B2 1

~—_

3SMANYZTOOENM T, E8HICX 9 B [EIEREE2:1
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BiffiiE R (ph HoRrN piD)

Technical Instructions

The concept of Polygon Milling

Polygon milling describes the manufacturing of flats while rotating components with poly-
gon milling cutters on CNC lathes, Swiss Automatics lathes or Multi Spindle machines.
The component (main spindle) and the milling cutter (live tool) have to run with synchroni-
zed rotations.

The operation only works in conventional milling!

The number of flats depends on the rotation ratio between component and milling cutter
as well as on the number of inserts of the milling cutter.

At a revolution ratio of 2:1, the shape of the produced flats are little convex. The form error
is suitable for most applications such as across-flats.

At a revolution ratio of 1:1, the shape of the produced flats are heavily convex. This shape
is not suitable for across-flats.

At a revolution ratio of 3:1, the shape of the produced flats are heavily concave. This shape
is as well not suitable for across-flats.

According to this, the number of flats at the component is twice the number of cutting
inserts on the milling cutter.

To calculate the shape of the flats following parameter are necessary:

1. Cutting diameter of the polygon miling cutter

2. Across-flats dimension

3. Premachined diameter of the component

4. Number of flats

5. Revolution ratio of component and milling cutter

The flats can be produced by grooving or by turning. Chamfers can be produced by profiling
(deburring).

Copymilling and

Groove milling Side milling Side milling
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Technical Instructions (ﬁl] HORN fil1)

Two flats machined with 1 cutting edge. Revolution ratio 2:1 to the main spindle.

e

Four flats machined with 2 cutting edges. Revolution ratio 2:1 to the main spindle.

~—_

Six flats machined with 3 cutting edges. Revolution ratio 2:1 to the main spindle.
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(ph HORN i)

7 R hya2—5F # TE:F@hbEER k| FEIBAIR
‘ 1 11 MEL TN E Ao K S<EATER
2 1:1 WL TWEE A MR
1 2:1 BE T, EFRATR
3 1:1 ELTUOE Ao B
A > 151 BLTWE T, R
1 3:1 BE T, EFRMR
2 2:1 BE T, EFOHARAR
1 4:1 WL TWEE A FMAIR
3 1,66:1 BLTOET, DOk
' 2 25:1 BE T, EFHMALR
1 5:1 WL TWEEA.RMALR
3 2:1 BE T, EFORNAR
2 3:1 ELTULE Ao MR
4 2:1 SE T EFRATR
2 4:1 BLTOE Ao MR
VI ESES
ZEDE fmm
HE2 19— 48 V. m/min
<m/ falsm T EANIT
Al TI25.MG12 500 - 1000 0.10-0.20 0.05-0.10
Ms58 TI25.MG12 500 -1000 0.10-0.20 0.05-0.10
9SMnPb28 | TH35TI25.A545 | 200- 500 0.08-0.15 0.04-0.08
16MnCr5/C45 | TH35.T125.AS45 150- 250 0.05-0.10 0.03-0.05

CRUERE DfE I35 | S TR DETYS
BANMITIE A= MEICIS L TEDEEZ30~50% T IF 3B EHHDET,

mnTH:
B ImT
R

— EERERE24 mm ($27.7 mm)
Ve eff= 448,00 m/min

fZ =0.08 mm

3IMAAHYH— [BlEatkE=2:1
FESBEI12mm

INIEFRE: ~2.195s

Ay —1fl:
n 1372,00 mm!

Wz
v 388,25 m/min

cWz

77—
n 686,00 mm!
v 59,75 m/min

cWS

WS
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Technical Instructions (ﬁl] HORN fil1)

No. of inserts on Ratio = Flats
the cutter Tool:Spindel

1 1:1 not suitable, heavily convex
2 1:1 not suitable, convex
1 2:1 very suitable, little convex
3 1:1 not suitable, convex
2 1501 suitable, convex
1 3:1 very suitable, little concave

very suitable, little convex
not suitable, concave

3 1,66 :1 suitable, convex
2 25:1 very suitable, little concave
1 SER not suitable, concave

3 2:1 very suitable, little convex
2 3:1 not suitable, concave

4 2:1 very suitable, little convex
2 41 not suitable, concave

.". :
»-. S
°
3
- N
~ N

Cutting data

Feed rate f mm
Material Grades v, m/min
Side milling Groove milling
Al TI25,MG12 500 - 1000 0,10 - 0,20 0,05-0,10
Msbh8 TI25,MG12 500 - 1000 0,10 - 0,20 0,05-0,10
9SMnPb28 TH35,TI25,AS45 200 - 500 0,08 -0,15 0,04 - 0,08
16MnCr5/C45 | TH35,T125,AS45 150 - 250 0,05-0,10 0,03 - 0,05

Feed rate values only valid for side milling process!
At groove milling process the feed rate has to be reduced by 30 - 50 %, depending on the
insert width!

Example: Tool:

Side milling Ny, = 1372,00 mm-’
Material: Steel Vo,= 388,25 m/min
Cutter @ 90 mm Workpiece:

SW 24 mm (@ 27,7 mm) Nys = 686,00 mm™’
V.= 448,00 m/min Vowe= 59,75 m/min
f = 0,08 mm

z

3 Cutting edges, L = 2:1
Flat length: 12 mm
Cycle time: ~2,19 s
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Overview

(ph HORN i)

(% BENR | hys— 129—b 7 |n,., TEEER
Machine manufacturer | Machine Cutter Indexable inserts n__Milling cutter
Gildemeister GD32 L.381.6070.15.04 L314.MK50.20 TN35 2/3 | 13.000 min-1
Gildemeister GLD25 L.381.G070.15.04 L314.MK50.20 TN35 2/3 | 13.000 min-1
Gildemeister GM20-6 L.381.G086.25.04 L314.MK50.20 TN35 2/3 | 11.000 min-1
Gildemeister GM26-6 L.381.G080.16.04 L314.MK40.20 TN35 2/3 | 12.000 min-1
Gildemeister GM35-6 .381.G098.26.04 L314.MK50.20 TN35 2/3 | 10.000 min-1
Gildemeister GM35-8 L.381.G086.25.04 L314.MK50.20 TN35 2/3 | 11.000 min-1
Gildemeister GM35-8 .381.G098.26.04 L314.MK50.20 TN35 2/3 | 10.000 min-1
Gildemeister GM42-6 .381.G098.26.04 L314.MK50.20 TN35 2/3 | 10.000 min-1
Gildemeister GMC35 L.381.G086.25.04 L314.MK50.20 TN35 2/3 | 11.000 min-1
Gildemeister GMC35 1.381.G098.26.04 L314.MK50.20 TN35 2/3 | 10.000 min-1
Gildemeister SPRINT20/32 | L381.G080.16.04 L314.MK40.20 TN35 2/3 | 12.000 min-1
Gildemeister SPRINT32L .381.6090.22.04 L314.MK50.20 TN35 2/3 | 13.000 min-1
Gildemeister SPRINT44L .381.6090.22.04 L314.MK50.20 TN35 2/3 | 13.000 min-1
INDEX ABC R381.X090.27.04 R314.MK50.20 TN35 2/3 | 11.000 min-1
INDEX ABC L.381.X090.27.04 L314.MK50.20 TN35 2/3 | 11.000 min-1
INDEX MS25 .381.X073.16.04 N314.MK40.20 TN35 2/3 | 13.000 min-1
NAKAMURA WT250 .381.N090.16.04 N314.MK40.20 TN35 2/3 | 11.000 min-1
Alfred H. Schiitte AF26 1.381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte AF26 1.381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte AF32 1.381.5098.30.03 L.314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte AF32 1.381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte AF42 .381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schiitte AF42 .381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schiitte AG18 .381.5078.30.03 L314.MK70.M0 TN35 3 20.000 min-1*
Alfred H. Schiitte AG18 1.381.5078.30.02 L314.MK70.M0 TN35 2 20.000 min-1*
Alfred H. Schiitte SE18 .381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte SE18 1.381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte SF20 1.381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte SF20 1.381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte SF26L 1.381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte SF26L 1.381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte SF26 1.381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte SF26S 1.381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte SF26S 1.381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte SF26 1.381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte SF32 .381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schiitte SF32 .381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schiitte SF42 .381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schiitte SF42 .381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schiitte SF51 1.381.5118.30.03 L.314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schiitte SF51 1.381.5118.30.02 .314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schiitte SF67 .381.5118.30.03 L.314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schitte SF67 L381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
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Overview

iR BERX | Hvs— 129—b 7 |n,., TEEER
Machine manufacturer | Machine Cutter Indexable inserts n__Milling cutter
Alfred H. Schiitte SG18 1.381.5078.30.03 L314.MK70.M0 TN35 3 20.000 min-1*
Alfred H. Schiitte SG18 1.381.5078.30.02 L314.MK70.M0 TN35 2 20.000 min-1*
Alfred H. Schiitte SG20 1.381.5078.30.03 L314.MK70.M0 TN35 3 20.000 min-1*
Alfred H. Schiitte SG20 1.381.5078.30.02 L314.MK70.M0 TN35 2 20.000 min-1*
Star SR-20J L381.A060.12.04 314.MK40.20 1/3 | 12.000 min-1
TORNOS Deco7/10 R/LM275.D040.10.04 | R/LS275.MK13.M0O TN35 | 2/3 | 15.000 min-1
TORNOS Deco13 1.381.D080.16.04 N314.MK40.20 TN35 2/3 | 12.000 min-1
TORNOS Deco20 1.381.D080.16.04 N314.MK40.20 TN35 2/3 | 12.000 min-1
TORNOS Deco26 1.381.D080.16.04 N314.MK40.20 TN35 2/3 | 12.000 min-1
TORNOS Deco2000 1.381.D080.16.04 N314.MK40.20 TN35 2/3 | 12.000 min-1
TORNOS Multi Deco 1.381.D086.25.04 L314.MK50.20 TN35 3 15.000 min-1
TRAUB TNL12-7 RM275.T064.33.03 RS275.MK13.M0OTN35 3 13.000 min-1
TRAUB TNL12-7 L381.T069.12.04 N314.MK40.20 TN35 2/3 | 13.000 min-1
TRAUB TNL26 L381.T069.12.04 N314.MK40.20 TN35 2/3 | 13.000 min-1
TRAUB TNK36 L381.T069.12.04 N314.MK40.20 TN35 2/3 | 13.000 min-1
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Polygon cutter for further machines upon request.
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* reinforced pocket
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