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CUTTING TOOLS & INSERTS

ne possible approach to solving the prob-
lem of unclean knurled profi les is cut
knurling. This machining process is increas-
ingly replacing conventional knurl machin-

ing that uses forming techniques.
Both straight (RAA) and cross (RGE)

knurling to DIN 82 can be achieved with cut
knurling tools. In this machining process, sharp-
edged knurling wheels are inserted at an angle
into the knurling tool holder designed for this pur-
pose. Because of their angled position, the sharp-
edged knurling wheels are able to remove mate-
rial from the workpiece in the course of a for-
ward-feed movement, thereby creating the knurl
profile.

Basic requirements.
There are two basic conditions for using this
machining process. Cut knurling can only be ex-
ecuted starting at the end of the workpiece. It is
not possible to knurl  in the centre of the
workpiece but cut knurling can be carried out in
the centre of the workpiece after a recess has
been made. A small chamfer also needs to be
made at the start of the knurl.

Innovative cut knurling tools
for Swiss-type auto lathes

User-friendly adjustment.
When designing the new product series for knurl mill-
ing RGE profiles on Swiss-type automatic lathes, con-
siderable importance was attached to user-friendly
adjustment facilities. The workpiece diameter can be
conveniently adjusted by means of a central adjust-
ing screw, with synchronous positioning of the
knurling tool holders.

For precision adjustment of the knurl profile
depth, the positioning of the knurling head can be
corrected by means of adjusting screws located at
the side.
Knurling stainless materials.
This machining process also has its advantages when
it comes to machining materials that are normally dif-
ficult to form. Manufacturers of surgical instruments,
for example, prefer to use cut knurling tools because
of the high level of optical quality. An additional bo-
nus is that because of the use of carbide bushings, it
is possible to achieve very high cutting speeds,
thereby saving valuable manufacturing time. With a
cutting speed of 30m/min, it has been possible in one
particular application by this method to reduce ma-
chining time by around 15 per cent.

Hettler Trading Co (03) 9464 1677.

Andrea, Italy, is a recognised world
leader in the manufacture of high-pre-
cision boring heads and accessories.
Since 1951, when the company’s

founder, Marino D’Andrea introduced TS-series
boring and facing heads, the company has
been developing increasingly effective tech-
nologies, to keep pace with the industry de-
mand.

In recent years the company’s dramatic
growth is attributed to the success of the
Modulhard’andrea, or ‘MHD’, the modular
toolholder system. This system has exceptional
technical solutions, offering precision for the
Testarossa finishing heads and rigidity, concen-
tricity and flexibility for twin nose boring, mill-
ing, drilling and tapping systems.

The patented MHD coupling system is
composed of a cylindrical-conical fit and a ra-

dial expanding bolt for axial clamping and driv-
ing. The conical fit automatically centres the
mounted elements.

The wide range of TRM Testarossa heads
and boring bars is D’Andrea’s solution for
finishing with a working range from 2.5 to 500mm

diameter. The adjustment, equivalent to 2µm
on the diameter, can be directly read on the
scale and easily set up. TRM heads guarantee
high precision machining to IT6 tolerances
and excellent surface finishes. Testarossa kits
are avai lable with a broad range of
toolholders, tools, inserts and service
wrenches, offering the best solutions for
operations that require the utmost flexibility.

Datum (08) 9249 7077.

Precision heads
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adjustment of
the knurl
profile depth,
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at the side.


