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Expanded PVD grade AH8015 and
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TUNGALOY ORGE

Economical face milling cutter with good depth
of cut capability
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DOOCTO

Enhanced geometries and grades for machining a wide
range of materials, especially for milling cast iron

B Rich grade lineup for every kind of material

AH8015 BsHP

- PVD coated grades with hard coating layer and carbide substrate
- Strong resistance to wear, heat, and built-up edge, ideal for machining hardened steel,
heat resistant super alloy or cast iron

PVD grade featuring high aluminum-content multilayered coating

- A combination of over 20% harder coating surface and multilayered coating
structure helps prevent micro-cracks from progressing into catastrophic failure.

- Enhanced adhesion of coating and substrate eliminates delamination.

New dedicated substrate
- Dedicated carbide substrate with excellent wear resistance

AH3225 Bwm@H AH3135 M @S H AH120 @@
- Nano multi-layer coating technology - PVD grade for high fracture - PVD grade with a well-balanced wear
with three major properties for optimal resistance and fracture resistance
cutting edge integrity - Most suitable for steel and stainless - Ideal for general machining of steel and
- Increased resistance to wear, steel in general cutting parameters stainless steel
fracture, oxidation, built-up edge, and
delamination
Ti1215 B T3225 @™ AH130 mM[®
- CVD grade with outstanding wear and - CVD grade with high chipping and - Demonstrates high wear and chipping
chipping resistance fracture resistance resistance in the machining of
- Best for cast iron at high-speed Titanium alloy or heat-resistant alloys
machining - Remarkable reliability in wet machining

Il APPLICATION AREAS
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I Now offering new cutter bodies without coolant hole

- New cutter bodies are available in diameters: 80, 100, and
125 mm without coolant hole

- More cost-effective than cutter bodies with coolant holes
- Ideal for dry machining applications

- Irregular pitched cutting teeth, like the existing cutter
lineup, provide excellent chatter resistance

Without
coolant hole

| Enhanced cutter body lineup

Including cutter diameters of > 88.000", 315 mm or extra close pitched design for effective cast iron milling
For general purpose
- Optimized orientation of coolant outlet

.ﬁ-—; For efficient cast iron milling
' - Offers twice as much insert density as
which is located in a large chip gullet )\ a screw clamping style cutter with easy

facilitates smooth chip evacuation. > indexability.

- Cutter diameters: 2.500" - 8.000",
263 mm - 2200 mm

P

- Large clamping screw enhances
insert security.

- Cutter diameters: 2.500" - 8.000",
263 mm - @315 mm

standard or
close pitch
(screw clamping)

Extra close pitch
(wedge clamping)

(@)

OWMT inserts do not fit the cutter
body with wedge clamping method.

l Inserts are available in single-sided or double-sided geometry
Covering large cutting depths and high feed applications

Double-sided, octagonal inserts

(economy)

ONMU / ONHU

MJ chipbreaker

ML chipbreaker

Double-sided, square inserts
(large cutting depths)

SNMU / SNHU

MJ chipbreaker

ML chipbreaker

ML chipbreaker

Single-sided, octagonal insert
(with low cutting load, high feed rates)

OWMT

HJ chipbreaker

Width of land

Rake
angle

Width of land

Rake
angle

Width of land

Rake
angle

Width of land

Rake
angle

Width of land

Rake
angle

High feed rates
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DOOCTO

I ONMU and ONHU (double-sided, octagonal) inserts

- Economical 16-edged insert
- 40% larger insert size (IC = 0.681") to enhance insert strength

APMX = 0.187"

H Tool life
Cutter : TANO7R250U0075A06 (22.500", CICT = 1)

TI215 . Insert : ONMUO705ANPN-MJ T1215
Workpiece material : 80-55-06 (160HB)

. Cutting speed : Ve =820 sfm

Competitor A Feed pertooth  : fz = 0.012 ipt
Depth of cut rap =0.157"

Competitor B Width of cut 1ae =2.362"

! I | Coolant : Dry
0 3 7 10 13 16 20
Cutting length (ft)
Cutter : TANO7R300U0100A08 (23.000", CICT = 1)
215 . Insert : ONMUO705ANPN-MJ T1215
Workpiece material : 80-55-06 (160HB)
) Cutting speed 1 Ve =492 sfm

Competitor A :I Feed per tooth 1fz=0.012 ipt
Depth of cut rap =0.157"

Competitor B _ Width of cut 1ae =2.362"

I I Coolant 1 Wet
0 2 3 5 7 8
Cutting length (ft) R Curved edge

fz = 0.008 ipt

B Surface roughness (with wiper insert) "

A ||

— Ra =1.375 pm
g Rz = 10.21 ym
» 15
8
% o WWWWW\ f""(W‘V . Cutter : TANO7R300U0100A08 (23.000", CICT = 8)
3 - Insert : ONHUO705ANTN-ML AH120 (7/8 pockets)
é : ONHUO705ANPR-W AH120 (1/8 pocket)
g 1 Workpiece material : 250 (180HB)
@ Cutting speed : Ve = 820 sfm
80 0.100" Feed per tooth : fz =0.008 ipt
' Depth of cut :ap = 0.120"
Width of cut :ae = 2.400"
Coolant : Dry
6 DO-OCTO



# SNMU and SNHU (double-sided, square) inserts

- Allows large depths of cut up to 0.295" - ideal for removing scales
- 40% larger insert size (IC = 0.681") to enhance insert strength
- Large inclination angle on the cutting edge facilitates smooth chip evacuation

APMX = 0.295"

B Cutting performance

450 . Cutter : TANO7R400U0150A07 (24.000", CICT = 1)
Insert : SNMU1706ANTR-ML AH3135
5 3601 Workpiece material : 1055 (200HB)
- Cutting speed : Ve =492 sfm
S o0k Feed per tooth : fz = 0.008 ipt
é Depth of cut rap=0.118"
§ 180 Width of cut rae =2.756"
o Coolant : Dry
90+
0
SNMU Competitor
A
H Tool life
Cutter : TANO7R500U0150A08 (25.000", CICT = 1)
. Insert : SNMU1706ANPR-MJ AH3135
SNMU Workpiece material : 1055 (200HB)
Cutting speed : Ve =515 sfm
Feed per tooth 1 fz = 0.006 ipt
o Depth of cut 1ap =0.079"
Coprggﬁ}\'}grs Width of cut :ae = 4.724"
insert | ! Coolant : Dry
0 16 33 49 66

Cutting length (ft)

tungaloy.com/us 7




DOOCTO

§ OWMT (single-sided, octagonal) inserts

- Offers ML style chipbreaker for up to 0.138" depth of cut and HJ style chipbreaker for high feed milling
- Free cutting, positive geometry
- Economical insert with 8 cutting edges

APMX =0.060"  (when 2 cutting
APMX = 0.138" APMX2 = 0.295" edges are used)

H Cutting performance

450 . Cutter : TANO7R400U0150A07 (24.000", CICT = 1)
Insert : OWMTO0807AAER-ML AH3135
5 360 Workpiece material : 1055 (200HB)
e Cutting speed : Ve =492 sfm
S 270 Feed per tooth : fz = 0.008 ipt
“cc_» Depth of cut 1ap=0.118"
§ 180} Width of cut 1ae =2.756"
o Coolant : Dry
90
0
OWMT Competitor
A
H Tool life
Cutter : TANO7R400U0150A07 (24.000", CICT = 1)
M Insert : OWMTO0807AAER-ML AH3135
OWMT Workpiece material : 304 (200HB)
Cutting speed : Ve =492 sfm
Feed per tooth :fz=0.008 ipt
o Depth of cut :ap = 0.098"
Cogps’ﬁ;‘\’,tgrs Width of cut : ge = 2.756"
insert | | Coolant : Dry
0 6 12 18 24 30
Cutting length (ft)
Cutter : TANO7R400U0150A07 (24.000", CICT = 1)
. Insert : OWMTO0807ZNER-HJ AH3135
OWMT Workpiece material : 1055 (200HB)
Cutting speed : Vc = 656 sfm
Feed per tooth 1 fz=0.039 ipt
Competitor's Depth of cut :ap = 0.039"
positive Width of cut : ae = 2.362"
insert i Coolant : Dry

33 66 98 131 164
Cutting length (ft)

o
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TANO7

Face mill, with screw clamp system

ONMU/ONHU
‘ J h with octagonal
2D
1""

GAMP=-6°,GAMF=+15.5°
SNMU/SNHU @ s

with square insert

@ insert
‘ -
|

APMX
LF
APMX

W, u
*JQ ), KaPR) ?l?APR) gl
5 Y \
{ o) Dz ]
~d DC2:0.620"
Air Arbor
CICT DCSFMS LF  LF2 DCONMS CBDP KWW b  WT(b) pole Insert type
TANO7R250U0075A05 2.500 2.394 5 1.750 1.750 1.805 0.750 0.750 0.313 0.188 1.000 With SN*U/ON*U... A
TANO7R250U0075A06 2.500 2.394 6 1.750 1.750 1.805 0.750 0.750 0.313 0.188 1.000  With SN*U/ON*U... A
TANO7R300UO100A06 3.000 2.894 6 2.000 2.000 2.055 1.000 0.750 0.375 0.219 2.000 With SN*U/ON*U... A
TANO7R300UO100A08 3.000 2.894 8 2.000 2.000 2.055 1.000 0.750 0.375 0.219 2.000 With SN*U/ON*U... A
TANO7R400U0150A07 4.000 3.894 7 2400 2.000 2.055 1.500 1.000 0.625 0.375 3.000 With SN*U/ON*U... B
TANO7R400U0150A10  4.000 3.894 10 2400 2.000 2.055 1.500 1.000 0.625 0.375 3.000 With SN*U/ON*U... B
TANO7R500U0150A08 5.000 4.894 8 2400 2.500 2.555 1.500 1.000 0.625 0.375 5.000 With SN*U/ON*U... B
TANO7R500U0150A12  5.000 4.894 12 2400 2.500 2.555 1.500 1.000 0.625 0.375 5.000  With SN*U/ON*U... B
TANO7R600U0200A10  6.000 5.894 10 4.000 2.500 2.555 2.000 1.000 0.750 0.438 7.000 Without SN*U/ON*U... B
TANO7R600U0O200A15 6.000 5.894 15 4.000 2.500 2.555 2.000 1.000 0.750 0.438 7.000 Without SN*U/ON*U... B
TANO7R800UO250A12 8.000 7.894 12 5300 2.500 2.555 2.500 1.400 1.000 0531 13.000 Without SN*U/ON*U... ©
TANO7R800UO250A18  8.000 7.894 18 5.300 2.500 2.555 2.500 1.400 1.000 0.531 13.000 Without SN*U/ON*U... c

Dimension when using positive type inserts (OWMT)
OWMT-ML OWMT-HJ

© 5 OWMT-ML OWMT-HJ
4;J - DC3 LF3 DC4 DC4-2 DCX4 LF4
DC3 DC4 5y TANO7R250U0075A... 2.520 1.789 3.000 2.665 3.028 1.805
DC4-2

TANO7R300U0100A... 3.020 2.039 3.500 3.165 3.528 2.055
boxa | TANO7R400UO150A... 4.020 2.039 4.500 4.165 4528 2.055
TANO7R500U0150A... 5.020 2,539 5.500 5.165 5.528 2555
TANO7R600UO200A... 6.020 2.539 6.500 6.165 6.528 2.555
TANO7R800U0250A... 8.020 2,539 8.500 8.165 8.528 2555

OWMTO8 inserts can be only used with screw on type cutters.

Il Arbor type

Arbor type A Arbor type B Arbor type C
DCSFMS
DCONMS < DOSFMS » LDCSFMS _
KWW 'y “ww” i - Q4I(D)COO?\IMS
J === I -
A g,
o 9 s | v
\ \ =
pra=t I e
3 8 . 1.00.669"

SPARE PARTS @ ﬂ f / e

Designation Clamping screw E‘o”g{ifﬁgﬁ Torx bit Shezlolggléirr]‘lgl)bmt
TANO7R250... SRM5X0.8IP20X+ACROLYTE ~ H-TB (M-1000) BLD IP20/S7 (C0.375X1.125H)
TANO7R300... SRM5X0.8IP20X+ACROLYTE ~ H-TB (M-1000) BLD IP20/S7 (C0.500X1.375H)

TANO7R400, 500... SRM5X0.8IP20X+ACROLYTE  H-TB (M-1000) BLD IP20/S7 (TMBA-0.750H)
TANO7R600, 800... SRM5X0.8IP20X+ACROLYTE ~ H-TB (M-1000) BLD IP20/S7 -

Recommended clamping torque: 5.53 Ibs-ft
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TANO7

Face mill, with screw clamp system
GAMP=-6°,GAMF=+15.5°

a 7 ?\ ONMU/ONHU SNMU/SNHU L@
@ with octagonal insert with square insert
(e~ ‘ 4 >§<
\ a - y w JQ 5 %o
= P (KAPR) _nl
b df v oche
-ﬂr DC+13mm DC2+16mm
Ai Arbor
CICT DCSFMS LF LF2 DCONMS CBDP KWW b WT(kg) ho|re Insert type
TANO7R063M22.0E05 63 60.3 5 41 40 41.4 22 20 10.4 6.3 0.5 with SN*U/ON*U... A
TANO7R063M22.0E06 63 60.3 6 41 40 41.4 22 20 10.4 6.3 0.5 with SN*U/ON*U... A
TANO7R080M25.4-06 80 77.3 6 50 50 51.4 25.4 26 9.5 6 1 with SN*U/ON*U... A
TANO7R080M25.4-08 80 77.3 8 50 50 51.4 25.4 26 9.5 6 1 with SN*U/ON*U... A
TANO7R080M27.0E06 80 77.3 6 50 50 51.4 27 22 12.4 7 1 with SN*U/ON*U... A
TANO7R080M27.0E08 80 77.3 8 50 50 51.4 27 22 12.4 7 1 with SN*U/ON*U... A
TANO7R100M31.7-07 100 97.3 7 60 50 51.4 31.75 32 12.7 8 1.5 with SN*U/ON*U... B
TANO7R100M31.7-10 100 97.3 10 60 50 51.4 31.75 32 12.7 8 15 with SN*U/ON*U... B
TANO7R100M32.0E07 100 97.3 7 60 50 51.4 32 28.5 14.4 8 1.5 with SN*U/ON*U... B
TANO7R100M32.0E10 100 97.3 10 60 50 51.4 32 28.5 14.4 8 1.5 with SN*U/ON*U... B
TANO7R125M38.1-08 125 1223 8 80 63 64.4 38.1 38 15.9 10 2.5 with SN*U/ON*U... B
TANO7R125M38.1-12 125 1223 12 80 63 64.4 38.1 38 15.9 10 2.5 with SN*U/ON*U... B
TANO7R125M40.0E08 125 1223 8 71 63 64.4 40 29 16.4 9 2.5 with SN*U/ON*U... B
TANO7R125M40.0E12 125 1223 12 71 63 64.4 40 29 16.4 9 2.5 with SN*U/ON*U... B
TANO7R160M40.0E10 160 157.3 10 100 63 64.4 40 29 16.4 9 4 without SN*U/ON*U... D
TANO7R160M40.0E15 160 157.3 15 100 63 64.4 40 29 16.4 9 4 without SN*U/ON*U... D
TANO7R160M50.8-10 160 157.3 10 100 63 64.4 50.8 38 19 11 4 without SN*U/ON*U... B
TANO7R160M50.8-15 160 157.3 15 100 63 64.4 50.8 38 19 11 4 without SN*U/ON*U... B
TANO7R200M47.6-12 200 1973 12 130 63 64.4 47.625 38 25.4 14 6.6  without SN*U/ON*U... C
TANO7R200M47.6-18 200 197.3 18 130 63 64.4 47.625 38 25.4 14 6.7  without SN*U/ON*U... C
TANO7R200M60.0E12 200 1973 12 135 63 64.4 60 38 25.7 14 6.5  without SN*U/ON*U... (o}
TANO7R200M60.0E18 200 197.3 18 135 63 64.4 60 38 25.7 14 6.5  without SN*U/ON*U... C
TANO7R250M47.6-15 250 2473 15 130 63 64.4 47.625 38 25.4 14 9.3  without SN*U/ON*U... C
TANO7R250M47.6-21 250 2473 21 130 63 64.4 47.625 38 25.4 14 9.4  without SN*U/ON*U... C
TANO7R250M60.0E15 250 2473 15 130 63 64.4 60 38 25.7 14 9 without SN*U/ON*U... C
TANO7R250M60.0E21 250 2473 21 130 63 64.4 60 38 25.7 14 9 without SN*U/ON*U... C
TANO7R315M47.6-18 315 3123 18 220 63 64.4 47.625 38 25.4 14 17.9  without SN*U/ON*U... (¢}
TANO7R315M47.6-24 315 3123 24 220 63 64.4 47.625 38 25.4 14 18 without SN*U/ON*U... C
TANO7R315M60.0E18 315 3123 18 220 80 81.4 60 38 25.7 14 18  without SN*U/ON*U... E
TANO7R315M60.0E24 315 3123 24 220 80 81.4 60 38 25.7 14 18 without SN*U/ON*U... E
Dimension when using positive type inserts (OWMT)
OWMT-ML OWMT-HJ OWMT-ML OWMT-HJ
- - DC3 LF3 DC4 DC4-2 DCX4 LF4
IjJ | TANO7R063M... 63.5 41 55.7 67.2 76.4 1.4
43° | TANO7RO80M... 80.5 51 72.7 84.2 93.4 51.4
DC3 @/EJ TANO7R100M... 100.5 51 92.7 104.2 113.4 51.4
DC4-2 TANO7R125M... 125.5 64 117.7 129.2 138.4 64.4
DCX4 TANO7R160M... 160.5 64 152.7 164.2 173.4 64.4
TANO7R200M... 200.5 64 192.7 204.2 213.4 64.4
TANO7R250M... 250.5 64 242.7 254.2 263.4 64.4
TANO7R315M... 315.5 64 307.7 319.2 328.4 64.4
- A r b or ty p e Note: OWMTO8 inserts can be only used with screw on type cutters.
Arbor type A Arbor type B Arbor type C Arbor type D Arbor type E
‘%CC%K—MM%’ BEONMS ‘ DOSFMS 568.7 M m%css ;'\:ws
KWW KWW 2101.6 mm ————
Rl ) ™~ TDCONMS DCONMS 2101.6 mm
= I l\ ~ 14 mm | KWW a DCONMS
4 A, s . i
a MmmEa

_Q% -

LIiay oL ny BLER SRR g
8 o 217 mm KRR
SPARE PARTS @ ﬂ f

@R

4,

Designation Clamping screw E‘Ol"&rlfggﬁ Shell locking bolt 1 Shell locking bolt 2 Torx bit
TANO7R063M22.0... SRM5X0.8IP20X+ACROLYTE H-TB (M-1000) - CM10X30H BLD IP20/S7
TANO7R080M25.4... SRM5X0.8IP20X+ACROLYTE H-TB (M-1000) - CM12X30H BLD IP20/S7
TANO7R100M31.7... SRM5X0.8IP20X+ACROLYTE H-TB (M-1000) TMBA-M16H - BLD IP20/S7
TANO7R125M38.1... SRM5XO0.8IP20X+ACROLYTE H-TB (M-1000) TMBA-M20H - BLD IP20/S7
TANO7R160 - 315...  SRM5X0.8IP20X+ACROLYTE H-TB (M-1000) - - BLD IP20/M7

Recommended clamping torque : SRM5X0.81P20X+ACROLYTE = 7.5 N-m

10 DO-OCTO




D

TANO7**N

Face mill, with screw clamp system (without internal coolant)
GAMP=-6°,GAMF=1+15.5°

ﬂ" . ONMU/ONHU SNMU/SNHU s
- with octagonal insert with square insert
- ) < x
R & = =
X T @ o 45 2 Q
hr o D |~ KAPR) iKAPH) I
Y
{i "' \ DC2]
DC+13mm ! DC2+16mm
Ai Arbor
CICT DCSFMS LF LF2 DCONMS CBDP KWW b WTkg) ho|re Insert type
TANO7R080M25.4-06N 80 77.3 6 50 50 51.4 25.4 26 9.5 6 1 without SN*U/ON*U... A
TANO7R080M25.4-08N 80 77.3 8 50 50 51.4 25.4 26 9.5 6 1 without SN*U/ON*U... A
TANO7R080M27.0EO6N 80 77.3 6 50 50 51.4 27 22 12.4 7 1 without SN*U/ON*U... A
TANO7R080M27.0EO8N 80 77.3 8 50 50 51.4 27 22 12.4 7 1 without SN*U/ON*U... A
TANO7R100M31.7-07N 100 97.3 7 60 50 51.4 31.75 32 12.7 8 1.5  without SN*U/ON*U... B
TANO7R100M31.7-10N 100 97.3 10 60 50 51.4 31.75 32 12.7 8 1.5  without SN*U/ON*U... B
TANO7R100M32.0E07N 100 97.3 7 60 50 51.4 32 28.5 14.4 8 1.5  without SN*U/ON*U... B
TANO7R100M32.0E10N 100 97.3 10 60 50 51.4 32 28.5 14.4 8 1.5  without SN*U/ON*U... B
TANO7R125M38.1-08N 125 122.3 8 80 63 64.4 38.1 38 15.9 10 2.5 without SN*U/ON*U... B
TANO7R125M38.1-12N 125 122.3 12 80 63 64.4 38.1 38 15.9 10 2.5  without SN*U/ON*U... B
TANO7R125M40.0EO8N 125 1223 8 71 63 64.4 40 29 16.4 9 2.5  without SN*U/ON*U... B
TANO7R125M40.0E12N 125 122.3 12 7 63 64.4 40 29 16.4 9 2.5  without SN*U/ON*U... B
Dimension when using positive type inserts (OWMT)
OWMT-ML OWMT-HJ OWMT-ML OWMT-HJ
- DC3 LF3 DC4 DC4-2 DCX4 LF4
L E TANO7R063M... 63.5 41 55.7 67.2 76.4 41.4
43 | TANO7RO080M... 80.5 51 72.7 84.2 93.4 51.4
DC3 DC4 — 157 TANO7R100M... 100.5 51 92.7 104.2 113.4 51.4
DC4-2 TANO7R125M... 125.5 64 117.7 129.2 138.4 64.4
=T <
DCX4 TANO7R160M... 160.5 64 152.7 164.2 173.4 64.4
TANO7R200M... 200.5 64 192.7 204.2 213.4 64.4
TANO7R250M... 250.5 64 242.7 254.2 263.4 64.4
TANO7R315M... 315.5 64 307.7 319.2 328.4 64.4
Note: OWMTO8 inserts can be only used with screw on type cutters.
I Arbor type
Arbor type A Arbor type B
< DCSFEMS _ DCSFMS
DCONMS ~"DCONMS |
KWW KWW
1»‘
o Kol

c Ny H W
SPARE PARTS @ f

CBDP
CBDP

%

Designation Clamping screw (Oﬁirti)%al) %&ﬁgﬁglt) Shell locking bolt 1 Shell locking bolt 2 (C-)rg?ogzl)
TANO7R080M25.4**N SRM5X0.8IP20X+ACROLYTE (H-TB) (M-1000) - CM12X30H (BLD IP20/S7)
TANO7R100M31.7**N  SRM5X0.8IP20X+ACROLYTE (H-TB) (M-1000) TMBA-M16H = (BLD IP20/S7)

TANO7R125M**N SRM5X0.8IP20X+ACROLYTE (H-TB) (M-1000) TMBA-M20H - (BLD IP20/S7)

Recommended clamping torque : SRM5X0.81P20X+ACROLYTE = 7.5 N-m
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DOOCTO

TANO7-W
High density face mill, with wedge clamp system

ONMU/ONHU SNMU/SNHU -
with octagonal with square insert
insert w
-
N
Jy\a4 45° "_."i
Y 4’1 Y
B DC2 x
; SO IE00 ET DC2:0620" g
Air Arbor
CICT DCSFMS LF LF2 DCONMS CBDP KWW b WT(b) hole Insert type
TANO7R250U0075A08W 2.500 2.394 8 1750 1.750 1.805 0.750 0.750 0.313 0.188 1.600 Without SN*U/ON*U... B
TANO7R300U0100A10W 3.000 2.894 10 2.000 2.000 2.055 1.000 0.750 0.375 0.219 2.000 Without SN*U/ON*U... B
TANO7R400U0150A14W 4.000 3.894 14 2.400 2.000 2.055 1.500 1.000 0.625 0.375 2.800 Without SN*U/ON*U... B
TANO7R500U0150A18W 5.000 4.894 18 2.400 2.500 2.555 1.500 1.000 0.625 0.375 4.300 Without SN*U/ON*U... B
TANO7R600U0200A22W 6.000 5.894 22 4.000 2.500 2.555 2.000 1.000 0.750 0.438 6.800 Without SN*U/ON*U... B
TANO7R800U0250A28W 8.000 7.894 28 5300 2.500 2.555 2.500 1.400 1.000 0.531 13.500 Without SN*U/ON*U... (¢}

OWMT insert cannot be used with a wedge clamp type cutter.

B Arbor type

Arbor type B Arbor type C
DCSFMS
~—DGONM DCSFMS
KWW 24.000"
__ |DCONMS
d il
__ BAC
o g
[a) [mm: )
m L \
(@) 20.669"

SPARE PARTS ﬁ f / @ & &

Designation %gtriiggglt) Torx bit Clamping screw Shezlolggléir?agl)bolt
TANO7R250U**W H-TBS (M-1000) BLD IP15/S7 CL ARM-10-TUNG1 DS-6P (C0.375X1.125H)
TANO7R300U**W H-TBS (M-1000) BLD IP15/S7 CL ARM-10-TUNG1 DS-6P (C0.500%1.375H)
TANO7R400U*W, TANO7R500U**W H-TBS (M-1000) BLD IP15/S7 CL ARM-10-TUNG1 DS-6P (TMBA-0.750H)
TANO7R600U**W, TANO7R800U**W H-TBS (M-1000) BLD IP15/S7 CL ARM-10-TUNG1 DS-6P -
12 DO-0OCTO



TANO7-W
High density face mill, with wedge clamp system

l ‘\ ONMU/ONHU SNMU/SNHU ‘<
with octagonal with square insert
insert
[a\]
45 El
< DC : <
2
| = p=
= DC+13 mm &T DC2+16 mm &
Air Arbor
CICT DCSFMS LF LF2 DCONMS CBDP KWW b WTkg) hole Insert type
TANO7R063M22.0E08W 63 60.3 8 4 40 41.4 22 20 104 6.3 06 Without SN*U/ON*U... B
TANO7R080M25.4-10W 80 773 10 50 50 514 254 26 9.5 6 1 Without SN*U/ON*U... B
TANO7R080M27.0E10W 80 773 10 50 50 51.4 27 25 124 7 1.1 Without SN*U/ON*U... B
TANO7R100M31.7-14W 100 973 14 60 50 514 3175 32 127 8 1.3 Without SN*U/ON*U... B
TANO7R100M32.0E14W 100 973 14 60 50 51.4 32 285 144 8 1.6 Without SN*U/ON*U... B
TANO7R125M38.1-18W 125 1223 18 80 63 64.4 38.1 38 15.9 10 2.8  Without SN*U/ON*U... B
TANO7R125M40.0E18W 125 1223 18 71 63 64.4 40 29 164 9 2.5  Without SN*U/ON*U... B
TANO7R160M50.8-22W 160 157.3 22 100 63 644 50.8 38 19 11 4 Without SN*U/ON*U... B
TANO7R160M40.0E22W 160 157.3 22 100 63 64.4 40 29 164 9 3.6 Without SN*U/ON*U... D
TANO7R200M60.0E28W 200 197.3 28 135 63 64.4 60 39 257 14 5.8  Without SN*U/ON*U... C
OWMT insert cannot be used with a wedge clamp type cutter.
Il Arbor type
Arbor type B Arbor type C Arbor type D
DCSFMS DCSFMS
DCSFMS
DCONMS
KWW 2101.6 mm 266.7 mm
== =~ DCONMS DCONMS
‘KWW 214 mm ‘XVL‘N Ee]
o ] —c»l vn- 1 1 %
— o
ol Jﬁ ) o
q o [T 11
o 217 mm

SPARE PARTS ﬁ f @ & /

Lubricant Wedge

Designation Wedge fixing screw Torx bit

(Optional)
TANO7-W H-TBS (M-1000) CL ARM-10-TUNG | DS-6P BLD IP15/S7

tungaloy.com/us 13



DOOCTO

Il INSERT

ONMU/ONHUO0705-MJ / -ML ONHUO0705-W SNMU/SNHU1706 -MJ / -ML

™ B
S

SNHU1706-W

s
|

-Steel hAd

M Stainless

-Cast iron Y

- Non-ferrous

S  Superalloys pie pAdibie * % : First choice

H Hard materials dbAdR ¢ Y% : Second choice

Coated
[To B Vo B T}
Designation RE APMX|Q 8 S Y &2 8 ww 9 LE| S |[LE2| IC | BS |APMX2
I I IIIII~o
e S S S . S S O ol el o

ONMUO0705ANPN-MJ 0.031|0.187 0000000 0.283|0.244| - |0.681| - -
ONHUO0705ANPN-MJ 0.031|0.187 [ N ] ® o 0.283|0.244| - |0.681| - -
ONMUO705ANPN-ML 0.031(0.187 | @ o 0.283(0.244| - |0.681| - -
ONHUO0705ANTN-ML 0.031(0.187 | @ ( BN ] 0.283(0.244| - |0.681| - -
ONHUO0705ANPR-W * - 10187 | @ 0.283|0.228| - |0.689|0.252| -
OWMTO0807ZNER-HJ 0.047|0.059 [ ] - |0.291| - [0.748]0.039|0.295
OWMTO0807AAER-ML 0.031|0.138 [ ] o 0.205(0.291| - |0.744|0.047| -
SNMU1706ANPR-MJ 0.0310.295 00 00 [ N ) 0.433|0.275|0.173|0.681(0.071| -
SNHU1706ANPR-MJ 0.031[0.295 [ 2N ] [ 2N ) 0.433/0.275|0.173|0.681|0.071| -
SNMU1706ANTR-ML 0.031(0.295 | @ [ ] 0.433|0.275|0.173|0.681|0.071| -
SNHU1706ANTR-ML 0.031(0.295 | @ 0.433|0.275|0.173|0.681|0.071| -
SNHU1706ANFN-W * 0.016|0.295 | @ 0.681|0.256| - |0.681|0.433| -
* Pay attention to the wiper insert installation procedure below. @®: New product

@: Line up

Il ATTENTION FOR WIPER INSERTS

ONHUO0705ANPR-W SNHU1706ANFN-W

Attach only one wiper insert on the cutter and make sure Attach only one wiper insert on the cutter and make sure
the wiper edge faces the machining surface. the wiper edge faces the machining surface.
Feed rate: f < 0.217 ipr Feed rate: f < 0.374 ipr

14 DO-0OCTO




I STANDARD CUTTING CONDITIONS

Negative type
i . . Recommendation Cutting speed Feed per tooth
ISO Workpiece material Hardness Priorit .
P y Grade  Chipbreaker  Vc (sfm) fz (ipt)
- 200 HB First choice AH3225 MJ 328 - 820 0.008 - 0.020
Low carbon steel -200 HB Fracture resistance AH3135 MJ 328 - 820 0.008 - 0.020
1015, etc. - 200 HB Wear resistance T3225 MJ 656 - 1148 0.008 - 0.016
- 200 HB Low cutting force AH3225 ML 328 - 820 0.008 - 0.016
200 - 300 HB First choice AH3225 MJ 328 - 755 0.008 - 0.016
. High carbon steel 200 - 300 HB  Fracture resistance AH3135 MJ 328 - 755 0.008 - 0.016
1045, 1055, etc. 200-300HB  Wear resistance T3225 MJ 591 - 984 0.008 - 0.016
200 - 300 HB Low cutting force AH3225 ML 328 - 755 0.008 - 0.016
150 - 330 HB First choice AH3225 MJ 328 - 656 0.008 - 0.016
Alloy steel 150-330HB  Wear resistance AH3135 MJ 328 - 656 0.008 - 0.016
4140, etc. 150-330HB  Low cutting force T3225 MJ 492 - 820 0.008 - 0.016
150 - 330 HB First choice AH3225 ML 328 - 656 0.008 - 0.016
M Stainless steel - 200 HB Fracture resistance AH3135 MJ 328 - 656 0.004 - 0.012
$30400, etc. - 200 HB Wear resistance T3225 MJ 328 - 820 0.004 - 0.012
150 - 250 HB First choice AH8015 MJ 328 - 820 0.004 - 0.020
Gray cast iron .
No.35B, No.45B, etc. 150 - 250 HB Wear resistance T1215 MJ 492 - 984 0.004 - 0.020
. 150-250 HB  Low cutting force AH8015 ML 328 - 820 0.004 - 0.020
150 - 300 HB First choice AH8015 MJ 262 - 656 0.004 - 0.020
DLeilie west e 150-300 HB  Wear resistance T1215 MJ 328 - 984 0.004 - 0.020
60-40-18, etc.
150 -300 HB  Low cutting force AH8015 ML 262 - 656 0.004 - 0.020
Titanium alloy ) .
= TI-OA4Y eto. - HRC 40 First choice AH3135 ML 98 - 197 0.004 - 0.012
Heat resistant alloy ] .
sonel718. eic. - HRC 40 First choice AH8015 ML 33-131 0.002 - 0.006
40 - 50 HRC First choice AH8015 MJ 262 - 427 0.004 - 0.008
H Hardened steel 40 - 50 HRC Fracture resistance AH3225 MJ 262 - 427 0.004 - 0.008
50 - 60 HRC First choice AH8015 MJ 164 - 230 0.002 - 0.004
Positive type
A . . Cutti d Feed per tooth : fz (ipt]
ISO Workpiece material Hardness Priority Grade Vén?sfsg;e MLpe H.(jf )
Low carbon steel - 200 HB First choice AH3135 328-984  0.004-0.016  0.02-0.059
High carbon steel f q
. 1045, 1055, oto. 200 - 300 HB First choice AH3135 328-755  0.004-0.012  0.02-0.059
Aoy steel 150 - 330 HB First choice AH3135 328-656  0.004-0.012  0.02-0.059
M Stainless stesl - 200 HB First choice AH3135 328-492  0.004 - 0.012 =
$30400, etc. -200HB  Fracture resistance AH130 328-492  0.004-0.012  0.012-0.028
Gray cast iron _ . . _ _ -
. No.35B. No.45B, etc. 150 - 250 HB First choice AH3135 328 - 820 0.004 - 0.016
Ductile cast iron . .
60-40-18. 6to, 150 - 250 HB First choice AH3135 262-656  0.004-0.012  0.02-0.059
Titanium alloy - HRC 40 First choice AH3135 98-197  0.004-0.012  0.02-0.059
s Ti-6AI-4V, etc. -HRC40  Fracture resistance AH130 98-197  0.004-0.012  0.012-0.028
et reasia el - HRC 40 First choice AH3135 33-131 0.002 - 0.001 =
Inconel718, etc. -HRC40  Fracture resistance AH130 33-131  0.002-0.001  0.004 - 0.012
40 - 50 HRC First choice AH3135 262 - 427 = s
H Hardened steel
50 - 60 HRC First choice AH3135 164 - 230 = 0.001 - 0.003

* Apply 20% of recommended feed when using HJ insert with ap over 0.059"

tungaloy.com/us 15
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Il PRACTICAL EXAMPLES

Workpiece type

Cylinder block

Crank shaft

Cutter TANO7R600U0200A15 (96.000", CICT = 15) TANO7R400U0150A07 (24.000", CICT =7)
Insert ONHUO705ANTN-ML ONMUO0705ANPN-ML
Grade AH120 AH3135

No.300B 4137

Workpiece material

» | Cutting speed : Vc (sfm) 590
& [Feed per tooth: z (ipt) 0.007 — 0.008
&5 | Feed speed : Vf (ipm) 30.000 —» 43.000
S |Depth of cut :ap (in) 0.118
; Cutting width : ae (in) 4.000
.E | Method of machining Face milling Face milling
g Coolant Dry Wet
O ['Machine Vertical M/C, BT50 Specialized machine
T 6000
— C
E % S 5000
£ @
O 4000
g 66 |- %
= £ 3000
()] [}
£ 2 2000
Results 5 % °
] 2 1000f-
0 €
16 corners Competitor 2 0 ;
SOOCTO 4 comers DOOCTO Competitor
DoOcto achieves 1.4 times higher Tool life of AH3135 is 1.8 times longer
productivity and reduces machining cost than the competitor.
by 40% compared to the competitor.
Workpiece type Elbow Mold base
Cutter TANO7R800U0250A12 (28.000", CICT = 12) TANO7R500U0150A08 (25.000", CICT = 8)
Insert OWMTO0807AAER-ML OWMTO0807ZNER-HJ
Grade AH3135 AH3135
Cast stainless steel Low carbon steel (Structural steel)
Workpiece material
___40.000"
» | Cutting speed : Vc (sfm) 230 660
& |Feed per tooth: fz (ipt) 0.008 0.060
5 |Feed speed : Vf (ipm) 11.000 242.000
S |Depth of cut : ap (in) 0.040 0.040
; Cutting width : ae (in) 7.200 4.400
£ |Method of machining Face milling Face milling
£ [Coolant Wet Dry
© [Machine Horizontal M/C, BT50 Vertical M/C, BT50
T
=
8
2 g Productivity,
e £ . . -
£ 8 2.9 times!
g o
w o
Results ° =
3
5 0
z DOOCTO Competitor DOOCTO Competitor
OWMT type
OWMT insert doubles tool life and DoOcto performs at remarkable metal
provides better surface finish compared removal rate due to high-feed machining.
to the competitor.
16 DO-OCTO



MEMO
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