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Solid carbide endmiill

SOLIDMEISTER

Tungaloy Report No. 396-G

Introducing small-diameter endmills from
0.3 mm in Grade AH3005 for machining of
hardened steel
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TUNGALOY ORBGE

SolidMeister - our wide range of solid carbide endmills
enhances your machining efficiency and stability in
a broad spectrum of applications.



SOLIDMEISTER

High resistance to chatter

= Machining large cutting width

= Machining large cutting depth
/ long overhang

VARIASLEMEISTER

High resistance to chatter leading to highly efficient machining

- Suitable for machining large cutting depth and width where chattering is likely to occur.
- Capability of machining with long overhang allows the operations on various parts of workpieces.

Stable, long tool life

- Impacts on cutting edges are softened due to reduced vibration, resulting in longer, stable tool life.
- The combination of PVD coated grade with high wear resistance and robust substance.

FINISHMEISTER

Tool integration / Shortened tool change time Roughing and finishing with one ool

+ Variable pitch design

B _'_‘r\\

- Cutting depth at the level of roughing endmills is possible, and a single tool can handle semi-
finishing to finishing with the conditions appropriately adjusted.

- A single tool completes the operation which used to require two tools, roughing and square
endmills. shortening tool change time.

Hard to chatter, excellent chip control

- Variable pitch design increases the resistance to chatter, delivering high efficiency in
machining with long overhang and at high cutting speed.
- Serrated cutting edges produce small chips and provide stable machining even in slotting.

SHREODMEISTER

Greater D.O.C. capabilities provide reduced machining time Effective cutting edge length

- Long cutting edge and the capability of machining large depth of cut lead to highly efficient roughing. = Tool diameter x 2

- Unique serrated cutting edges produce small chips and provide high efficiency and stability
in deep slotting.

Excellent sharpness and stable machining with long tool life

- Chamfer on corner tips that are easy to break is reinforced, providing stable machining even
under high cutting conditions.

- The PVD coated grade, with its high wear resistance and durable substrate, enables a high
helix angle design that delivers exceptional sharpness and extended tool life.

FEEDMEISTER

Higher feed rates for reduced machining time in roughing operations Neck length
= Tool diameter x 3
- Unique cutting edge design allows the application of higher feed rates.

- Allows ap = 0.3 - 0.7 mm and fz up to 0.5 mm/t, enabling 5 - 10 times higher feed rates for
increased productivity. Especially effective in die mold manufacturing.

Higher process security

- The cutting force is directed in an axial direction, providing stability during high feed milling i
with a long overhang tool. .
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SOLIDMEISTER

\New

| Small diameter endmills for hardened steel

Ball nose Square

' - Diameters available from 0.3 mm
- Gashes are designed to provide excellent chip
evacuation and chipping resistance
- Corner radius accuracy +5 pm

TEB**A2H

- Diameters available from 0.3 mm
- T-Land features optimized design
for excellent chipping resistance

TEC*A2/4/6H

I Barrel and lens endmills

Large radius cutting edge provides significantly improved efficiency in finish machining

SOLIDMEISTER Barrel endmill vs ball nose endmill

When the cusp heights are equal When the stepdowns are equal

@ Barrel endmill Ball nose endmill (@ Barrel endmill Ball nose endmill

[ Low cusp

Large =
stepdown Sepdont height ;ié?gh?usp
Large R o~
Rz
for small Ru>Re]
cusp height ) . )
[NT(0:0h  Barrel endmill provides larger ; Barrel endmill reduces the cusp
oL A1y Stepdowns than ball nose endmill, su_r_ace height, compared with ball nose
reducing the number of tool finish endmill, substantially increasing
passes. surface quality.
Barrels Lens
Ideal for machining straight-walled pockets Suitable for deep pockets
and curved blade surfaces and curved bottom surfaces
TEBO... TEBO... TEBL...
(Long edge) (Short edge)

'9
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SOLIDMEISTER

B Grades

62:&2&1153()()55 H

Suited for high speed turning of
hardened steel (over 50 HRC)

Extremely hard PVD coating with
superior wear- and oxidation-resistance

A super micro-grain substrate with
excellent wear resistance

W Tool life comparison

@AHSOOS Conventional
200
Tool life
150 |- .
= 3 times!
E
o 100 |---
703 Endmill : TEBO30A2-040/08C6H-55 (23 mm, z = 2)
= 50 |- Workpiece material : SKD61 / X40CrMoV5-1 (50 HRC)
Cutting speed : Ve =41 m/min
Feed per tooth : fz = 0.028 mm/t
0 Depth of cut rap =0.2mm
@ Conventional Width of cut rae=1mm
AHS005 Coolant : Wet (External)

AH725
EvHsSE

AH750 / AH710
EvHS S

e Recommended for hardened steel, high-temperature
and steel alloys.

e Excellent edge sharpness for super surface finish
quality.

e High thermal and chemical stability.

e High hardness 3500 HV makes higher speeds,
machining of harder materials, and dry machining
possible. The TiAIN coating can be applied at 800°C.

KS15F
N

e Suited for aluminum alloys and non-ferrous metals.
® Excellent edge sharpness for super mirror surface
finish quality.

¢ Excellent for machining hard steel up to 70 HRC and
high temperature alloys.

e The small grain size enhances cutting edge strength
and significantly reduces the likelihood of chipping.

e AH710 is suitable for high speed finish machining.

FX510
SEN

e Suitable for nickel-based heat-resistant superalloys.

e SiAION ceramic grade enables high speed milling.

¢ Also good for cast iron and specialty graphite
materials.

SOLIDMEISTER



I APPLICATION AREAS

High
A AH710

High
Bwm ; sK

AH750 AH710

First recommendation

AH750

First recommendation

Cutting speed
Ve (m/min)
Cutting speed

Ve (m/min)

AH725
v KS15F v KS15F
Low Low
Stable _ Unstable Stable _  Unstable
machining " machining machining " machining

High First recommendation . 65 High .
) _ )
=4
k] New. %, o AH725
O ~ [ORSN
©C = =
SE AH3005 3 SE First recommendation
og 50 o og
£ s o
8 @ £
O = O
AH710 %
AH750 O
v AHT725 v
Low 40 Low
Stable _ Unstable Stable _ Unstable
machining " machining

machining " machining

* Also suited for machining graphite products

tungaloy.com 7



Quick Guide soLIDMEISTER

Name Application
Edge ’ n Tool No. of

of the Designation Appearance L f . . L
shape  cories Finishing '\gﬁt"t:gg‘ Roughing  diameter  cutting edges

w0
L S

TEC**E4L**CF R G- o S/ o1 - 025 4

TEC**H4S/M**CF-E V4 V4 26 - 020 4

TEC**E5L**CF V4 V4 26 - 620 5

TEC**H7-CF N v 06 - 020 7
TEC**H**CF w ) v/ 06 - 020 6-20
TECK**H4M**CF-R = " J J  o04-020 4

TECK**H7/9M**CF-R V4 V4 @6 - 620 7,9

VARIASLEMEISTER

TEC**H4X**CF-R V4 V4 26 - 620 4

Square TECA**H3**CE-R v/ V4 o1 - 925 3

TEC**H4M**CF-R S S/ 06 - 025 4

TECA**H4**CF-R S o/ 06 - 016 4

TECA**H3**CF-R**C S [ / 06 - 025 3

v
E TEFS**E44**CF PR N ) oo/ 06 - 025 4
i
b3
i
| rersoas VRV
K

TECR*B*S B - J  95-020 4,57
g
E TECR*B*M TN /  05-020 4,5,7
Q
¥ TECR"B'MF “ J/  o6-025 4.6
£
n

TECR**B*L N — / 06 - 620 4,5,7

8 SOLIDMEISTER



¥ : First choice < : Second choice
Workpiece material

Corner geometr Helix angle Pitch Remarks Page

1D, 2D Chamfered/R Variable Variable * Kk Kk Kk % % 18
Chamfered/ )

2D Sh::;(;rdege 38 Variable * K Kk ¢ K K 19

25D Chamfered 38 Variable * % k % K % 19
Chamfered/

2D - 6D R/ Variable Variable * Kk Kk & K Kk 20
Sharp edge

2D Chamfered Variable Variable * K ¢ Y% W % 21

2D R Variable Variable * X % % K % 21

2D R Variable Variable * % % % Kk % 22

2D R Variable Variable * X % % K X 22

2D R Variable Variable * Kk % K K W 23

. ) 24 -

1.5D, 2D R Variable Variable S Ye Y% % Y Y% o5

1.5D, 2D R Variable Variable v Al 0 e e s 26

2D R Variable Variable e Al T ¢ DA B 26

2D Chamfered 38 Variable * ¢ ok Y Y v Rough/Finish 28

combination geometry

2D Chamfered 45 Regular * % ¢ Y K % 30ugh/F|n|sh 29
combination geometry

1D Chamfered 45 Regular % Y¢ %k Y Y ok Serrated cuttingedge 29
2D Chamfered/R 45 Regular % ¥ % % % ‘k Serrated cuttingedge 30
2D Chamfered 45 Regular % Y% % % Y% >k Serratedcuttingedge 30
2D Chamfered 45 Regular * % %k Y& Y¢ % Serratedcuttingedge 31

tungaloy.com 9



Quick Guide soLIDMEISTER

Name
of the
series

Edge

shape Designation

TECR**B*X

TERF**A/E

TECR**T4M

TECP**E*L

TEAP**H3**CFR**C

SHREODMEISTER

TERC**E3

TECR**B3**R

TEC**B4/6L

Square

TEC**B4/6X

TECC**A/B2

TECS/TECCS**E3

TECC**E3

TEC**B3

SOLIDMEISTER

TECC**A/B4

TEC**B4

TEC**B4**R

Appearance

Application

Finishing '\gﬁtdt:gg Roughing

v
v
v
v
v
v
v
v
v
v v 4
v v 4
v v 4
4 v
v v v/
4 v
4 v

Tool
diameter

08 - 016

04 - 620

06 - 020

o5 - 620

210 - 220

06 - 025

06 - 220

06 - 920

210 - 220

02 - 920

02 - 016

04 - 920

06 - 018

02 - 920

02 - 620

06 - 020

No. of
cutting edges

4,5

3,4

3,4

4,6

4,6

10 SOLIDMEISTER



¥ : First choice < : Second choice
Workpiece material

ap Corner geometry Helix angle Pitch . M .. S H Remarks Page
1.5D Chamfered 45 Regular % Yr % Y¢ Y¢ ok Serrated cutting edge 31
2D Chamfered 30/38 Regular % % % 3 Y > Serratedcuttingedge 31
2D Chamfered 20 Regular % Y % Y Y¢ %k Serrated cuttingedge 32
2D Chamfered 38 Regular % % % Y Y S Serrated cuttingedge 32
1.5D, 2D R Variable Variable Y Y% Y% % Y% 3¢ Notched cuttingedge 33
2D Chamfered 38 Regular Y Y¢ Y% %k Y¢ Y¢ Serrated cuttingedge 33
1D R 45 Regular Y Y% Y% % % 5% Serratedcuttingedge 34
3D, 4D Sharp edge 45 Regular * Kk Kk Yk % X 36
4D, 5D, 6D Sharp edge 45 Regular * Kk ok Y Kk % 36
2D, 3D Chamfered 30/45 Regular * ok ok % Y% Y 37
1D Chamfered 38 Regular * Kk Kk % % % 37
2D, 3D Chamfered 38 Regular * ok ok % Y% )Y 38
2D Sharp edge 45 Regular * Kk Kk Y Kk ¥ 38
2D Chamfered 30/45 Regular * Kk ok & N X 38
2D, 3D Sharp edge 45 Regular * Kk ok % % % 39
2D Sharp edge 45 Regular * Kk Kk K K & 39

tungaloy.com 11



Quick Guide soLIDMEISTER

Name Application
of the Designation Appearance
series

Edge
shape

i Tool No. of
Finishing '\gﬁg:gg‘ Roughing  diameter  cutting edges

@ TECA2H —— S/ 00.3 - 06 2
@ TEC**A4H =— VAR ol - o4 4
I TEC**B6H | / 03 - 06 6
TEC**A2 ea—— 4 00.4 - 03 2
€ recond
W — v 04 - 020 4
=
0
m
$ TECH"B6 LY ) v/ 06 - 620 6
Q
2
0 TectBe SRR v 06 - 025 6
7 TEC**D6 - ' % 06 - 20 6
Square
TECA"B3 e — /v e
TECA™F2 T 04 - 025 2
TEC*A2**E Eggg / o1 - 620 2
i ——
E TEC**A/E3**E / 02 - 016 3
ﬁ E-_q
8 TEC**B3**W G\ —— v/ 22 - 620 3
n
TEC**A4**E e — ‘/ 22 - 220 4

12 SOLIDMEISTER



ap

1D, 1.5D, 2D,
3D

1.5D

2D, 3D

1.5D

2D

2D

4D

2D

2D, 3D

2D

2D

1D, 1.5D, 2D,
3D, 4D

1D, 1.5D, 2D,
3D, 4D

1D

2D. 3D, 4D. 5D,
6D, 8D, 10D

Corner geometry

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Sharp edge

Helix angle

30

30

45

30

30

45

45

50

45

45

55

30

30/38

45

30

Pitch

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Regular

Workpiece material

*

¥ : First choice < : Second choice

Remarks Page

40 -
41

4

41

42 -
43

43

44

44

45

45

46

46

47

48

49

49 -
50

tungaloy.com
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Quick Guide soLIDMEISTER

Edge NEME Application Tool No. of
shape S;:igz Designation Appearance Finishing '\gﬁg:gg‘ Roughing diameter  cutting edges
:
1
3 |
i TEB**E4L**CF N v v/ 03 - 016 4
q
g
>
:
n
3 TEBRF-T3/4 [ e J/  06-020 3,4
ﬂ
i
I
0
I TEB**A2H — / 00.3 - 06 2
TEB**A2-**C**M Cumm— VR4 004 - 03 2
TEB**A2-**C**H @ - oo/ o1 - 020 2
g
Ball W TEB**A2-**C**M... Ry — v/ v/ @3 - 216 2
3
Q R
S TEBA2W/*/*CHM.. cmemmms— oo/ o1 - 010 2
0
0
TEB**A2-**C**-... e / / 03 - 620 2
TEB**A3 & —) O/ 03 - 012 3
TEB**A4 = o/ 03 - 620 4
:
0
g TEB**A2**E _ oo/ 02 - 020 2
0

14 SOLIDMEISTER



¥ : First choice < : Second choice
Workpiece material

ap Corner geometry Helix angle Pitch . M ... H Remarks Page
2D R1.5-R8 38 Variable * Kk Y Y ok Kk 55
2D R3 - R10 20 Regular % % % Y% Y Y Serratedcuttingedge 55
56 -

1D R0.15 - R3 30 Regular * 57
1.5D RO.2-R1.5 30 Regular * Kk W Y Kk Kk 58
1D R0.5 - R10 30 Regular * Kk % Y ok ok 59
2D R1.5-R8 30 Regular * Kk Y Y ok Kk 59
2D R0.5 - R5 30 Regular % % % % % %  Tapered ball nose 60
1D, 1.5D R1.5 - R10 30 Regular * Kk % Kk ok K 60
1D, 1.5D R1.5-R6 30 Regular * kN N Kk K 60
1D, 1.5D R1.5- R10 30 Regular * Kk % % ok K 61
1D’1'§||33’2D’ R1-R10 30 Regular * K ¥ ¥ Kk K 61

tungaloy.com 15



Quick Guide soLIDMEISTER

Edge NEME Application Tool No. of
f th i i : :
shape geriez Designation Appearance Finishing '\gﬁtdt:gg‘ Roughing diameter  cutting edges
0 _—
b TEFFeNg p————— J/  06-020 4
&= 3
LI — S PR
L
Toroidal g TETR**A2**R e — V4 22 - 06 2
0
1]
Barrel § TEBO B / 08 - 012 4
Q
o
Lens 8 TEBL v/ 28 - 912 4,6

16 SOLIDMEISTER



¥ : First choice < : Second choice
Workpiece material

ap Corner geometry Helix angle Pitch . M ... H Remarks Page
0.05D R - Regular % % % % % > Forhigh feed milling 67
0.04D-0.05D R - Regular Y Y % F°(rc';ig:nfiiegr$g”9 67
0.5D, 1D R - Regular * Kk N K ok Kk 68
- R 30 Regular * k k * Barrel shape 70

- R 30 Regular * * % * & Lens shape 70

tungaloy.com 17



VARIASLEMEISTER

TEC**H4S**CF-E
4 flute chatter dampening endmill, variable helix and variable pitch, short type

RE CHW x 45°

it

40°

BI&IE)

44

DCONMS"

Q o

+

Q

Og |-
i

H

Q

N

H

Q

w

H

Q

N

APMX IE

'F
&
DCe® /%

[
y

Designation AH725 DC DCONMS NOF CHW RE APMX LF Shank
TEC060H4S-06C06CF-E50 () 6 6 4 0.25 E 6 50 Cylindrical
TEC060H4S-06C06CF-R02E50 () 6 6 4 - 0.2 6 50 Cylindrical
TEC060H4S-06W06CF-E50 () 6 6 4 0.25 - 6 50 Weldon
TEC080H4S-08C08CF-E63 () 8 8 4 0.3 - 8 63 Cylindrical

@ TEC080H4S-08C08CF-R04E63 () 8 8 4 - 0.4 8 63 Cylindrical
TEC080H4S-08WO08CF-E63 ® 8 8 4 0.3 - 8 63 Weldon
TEC100H4S-10C10CF-E66 () 10 10 4 0.4 - 10 66 Cylindrical
TEC100H4S-10C10CFR.5E66 () 10 10 4 - 0.5 10 66 Cylindrical
TEC100H4S-10W10CF-E66 () 10 10 4 0.4 - 10 66 Weldon
TEC120H4S-12C12CF-E73 [ ) 12 12 4 0.5 - 12 73 Cylindrical
TEC120H4S-12C12CF-R06E73 () 12 12 4 - 0.6 12 73 Cylindrical
TEC120H4S-12W12CF-E73 () 12 12 4 0.5 - 12 73 Weldon
TEC160H4S-16C16CF-E82 () 16 16 4 0.6 = 16 82 Cylindrical
TEC160H4S-16W16CF-E82 ® 16 16 4 0.6 - 16 82 Weldon
TEC200H4S-20C20CF-E92 () 20 20 4 0.6 - 20 92 Cylindrical
TEC200H4S-20W20CF-E92 () 20 20 4 0.6 - 20 92 Weldon

@ : Line up

TEC**H4M**CF-E
4 flute chatter dampening endmill, variable helix and variable pitch

CHW x 45°

°/+\0.2°

@)

30
\,;4/ alzo2z03z04

A%
ks
FAE:)

DCONMSP®
M\a

Q"

22

Designation AH725 DC DCONMS NOF CHW APMX LF Shank
TEC060H4M-12C06CF-E57 ([ J 6 6 4 0.25 12 57 Cylindrical
TEC060H4M-12WO06CF-E57 [ ] 6 6 4 0.25 12 57 Weldon
TEC080H4M-16C08CF-E63 ([ J 8 4 0.3 16 63 Cylindrical
TEC080H4M-16WO08CF-E63 [ J 8 8 4 0.3 16 63 Weldon

. TEC100H4M-20C10CF-E72 [ J 10 10 4 0.4 20 72 Cylindrical
TEC100H4M-20W10CF-E72 [} 10 10 4 0.4 20 72 Weldon

M TEC120H4M-24C12CF-E83 (] 12 12 4 0.5 24 83 Cylindrical
TEC120H4M-24W12CF-E83 (] 12 12 4 0.5 24 83 Weldon
TEC160H4M-32C16CF-E92 o 16 16 4 0.6 32 92 Cylindrical

. TEC160H4M-32W16CF-E92 [} 16 16 4 0.6 32 92 Weldon
TEC200H4M-40C20CF-E104 (] 20 20 4 0.6 40 104 Cylindrical
TEC200H4M-40W20CF-E104 [ ] 20 20 4 0.6 40 104 Weldon

@ : Line up

Reference pages: Standard cutting conditions — P27
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TEC**E4L**CF
4 flute chatter dampening endmill, 38° helix angle, variable pitch, short type

CHW x 45° oN|?
© al? a2° (S
2 :4 N
S
§ o2° al® Q'
-

Designation AH725 DC DCONMS NOF CHW APMX LH LF Shank
TECO010E4L-2/04C04CF50 o 1 4 4 0.04 2.2 4 50 Cylindrical
TECO020E4L-4/06C04CF50 [ ) 2 4 4 0.08 4.3 6.1 50 Cylindrical
TECO030E4L-8/11C06CF-57 [ ] 3 6 4 0.1 8 1 57 Cylindrical
TEC040E4L-10/14C06CF-57 [ J 4 6 4 0.15 10 14 57 Cylindrical
TEC050E4L-12/17C06CF-57 [ J 5 6 4 0.18 12 17 57 Cylindrical
TECO060E4L-14/20C06CF-57 [ ] 6 6 4 0.25 14 20 57 Cylindrical
TECO080E4L-18/26C08CFS63 [ J 8 8 4 = 18 26 63 Cylindrical
TEC080E4L-18/26C08CF-63 [ J 8 8 4 0.3 18 26 63 Cylindrical
TECO080E4L-18/26W08CF63 [ J 8 8 4 0.3 18 26 63 Weldon
TEC100E4L-22/32C10CFS72 [ ) 10 10 4 - 22 32 72 Cylindrical
TEC100E4L-22/32C10CF-72 [ J 10 10 4 0.4 22 32 72 Cylindrical
TEC100E4L-22/32W10CF72 [ J 10 10 4 0.4 22 32 72 Weldon
TEC120E4L-26/38C12CFS83 [ J 12 12 4 = 26 38 83 Cylindrical
TEC120E4L-26/38C12CF-83 ® 12 12 4 0.5 26 38 83 Cylindrical
TEC120E4L-26/38W12CF83 [ J 12 12 4 0.5 26 38 83 Weldon
TEC160E4L-34/50C16CF-100 [ J 16 16 4 0.6 34 50 100 Cylindrical
TEC160E4L-34/50W16CF-100 [ J 16 16 4 0.6 34 50 100 Weldon
TEC200E4L-42/60C20CF-110 [ ) 20 20 4 0.6 42 60 110 Cylindrical
TEC200E4L-42/60W20CF-110 [ J 20 20 4 0.6 42 60 110 Weldon
TEC250E4L-50/65C25CF-121 [ J 25 25 4 0.6 50 65 121 Cylindrical
TEC250E4L-50/65W25CF121 o 25 25 4 0.6 50 65 121 Weldon

@ : Line up

TEC**E5L**CF
5 flute chatter dampening endmill, 38° helix angle, variable pitch

CHW x 45° @2”@

DCeB
e
DCONMSM®

>
T
E
3
i
=
=

l
y

alzo2#032ad#05

Designation AH725 DC DCONMS NOF CHW APMX LF Shank
TECO060E5L-15C06CF-57 ([} 6 6 5) 0.2 15 57 Cylindrical
TECO080E5L-20C08CF-63 [ J 8 8 5 0.25 20 63 Cylindrical
TEC100E5L-25C10CF-72 ([ J 10 10 5) 0.3 25 72 Cylindrical
TEC120E5L-30C12CF-83 [ J 12 12 5 0.4 30 83 Cylindrical
TEC160E5L-40C16CF-100 ([ J 16 16 5 05 40 100 Cylindrical
TEC200E5L-50C20CF-125 [ J 20 20 5 0.5 50 125 Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P27
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VARIASLEMEISTER

TEC**H7**CF
7 flute chatter dampening endmill, variable helix and variable pitch, for high speed finishing

® 4
RE CHW x 45 g @,
2
on
@ =
5 ~— IE
APMX \;FHA ‘ =
- LF N
Designation AH710 DC DCONMS NOF RE CHW  APMX  FHA LF Shank
TEC060H7-12C06CF-M57 [ ] 6 6 7 - = 12 37° 57 Cylindrical
TEC060H7-12C06CF-R02M57 [ ] 6 6 7 0.2 - 12 37° 57 Cylindrical
TEC060H7-18C06CF-M65 [ ) 6 6 7 - 0.2 18 37° 65 Cylindrical
TECO060H7-24C06CF-70 [ ] 6 6 7 - 0.2 24 37° 70 Cylindrical
@ TEC060H7-36C06CF-90 [ ] 6 6 7 - 0.2 36 37° 90 Cylindrical
TEC080H7-16C08CF-M63 ™ 8 8 7 . - 16 37° 63  Cylindrical
TECO080H7-16C08CF-R04M63 [ ) 8 8 7 0.4 - 16 37° 63 Cylindrical
TECO080H7-24C08CF-M90 [ ] 8 8 7 - 0.2 24 37° 90 Cylindrical
TEC080H7-32C08CF-90 [ ] 8 8 7 - 0.2 32 37° 90 Cylindrical
TEC080H7-48C08CF-110 ™ 8 8 7 . 0.2 48 37° 110 Cylindrical
TEC100H7-20C10CF-M72 [ ] 10 10 7 - - 20 37° 72 Cylindrical
TEC100H7-20C10CF-R05M72 [ ] 10 10 7 0.5 - 20 37° 72 Cylindrical
TEC100H7-20W10CF-M72 [ ] 10 10 7 - - 20 37° 72 Weldon
TEC100H7-30C10CF-M85 [ ] 10 10 7 - 0.3 30 37° 85 Cylindrical
TEC100H7-40C10CF-100 [ ] 10 10 7 - 0.3 40 37° 100 Cylindrical
TEC100H7-60C10CF-130 [ ] 10 10 7 - 0.3 60 37° 130 Cylindrical
TEC120H7-24C12CF-M83 [ ] 12 12 7 - - 24 37° 83 Cylindrical
TEC120H7-24C12CF-R06M83 [ ] 12 12 7 0.6 - 24 37° 83 Cylindrical
TEC120H7-24W12CF-M83 ° 12 12 7 . ; 24 37° 83 Weldon
TEC120H7-36C12CF-M95 [ ] 12 12 7 - 0.3 36 37° 95 Cylindrical
TEC120H7-48C12CF-110 [ ] 12 12 7 - 0.3 48 37° 110 Cylindrical
TEC120H7-72C12CF-140 [ ] 12 12 7 - 0.3 72 37° 140 Cylindrical
TEC160H7-32C16CF-M92 ° 16 16 7 - - 32 37° 92  Cylindrical
TEC160H7-32C16CF-R08M92 [ ] 16 16 7 0.8 - 32 37° 92 Cylindrical
TEC160H7-32W16CF-M92 [ ] 16 16 7 - - 32 37° 92 Weldon
TEC160H7-48C12CF-M110 [ ] 16 16 7 - 0.3 48 37° 110 Cylindrical
TEC160H7-64C16CF-131 ° 16 16 7 . 0.3 64 37° 131 Cylindrical
TEC160H7-96C16CF-175 [ ] 16 16 7 - 0.3 96 37° 175 Cylindrical
%% TEC200H7-40C20CF-M104 [ ] 20 20 7 - - 40 37° 104 Cylindrical
TEC200H7-40C20CF-R10M104 [ ] 20 20 7 1 - 40 37° 104 Cylindrical
TEC200H7-40W20CF-M104 [ ) 20 20 7 - - 40 37° 104 Weldon
TEC200H7-60C20CF-M140 [ ] 20 20 7 - 0.4 60 37° 140 Cylindrical
TEC200H7-80C20CF-140 [ ] 20 20 7 - 0.4 80 37° 140 Cylindrical
@ : Line up

o.
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Reference pages: Standard cutting conditions — P27
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TEC**H**CF
6 - 20 flute chatter dampening endmill, variable helix and variable pitch, for high speed finishing

CHW x 45°

- 5

i S

- APMX L ,l a

Designation AH710 DC DCONMS NOF CHW APMX LF Shank

TEC060H6-12C06CF-H57 o 6 6 6 0.2 12 57 Cylindrical
TEC080H8-16C08CF-H63 [ ] 8 8 8 0.2 16 63 Cylindrical
TEC100H10-20C10CF-H72 [} 10 10 10 0.3 20 72 Cylindrical
TEC120H12-24C12CF-H83 ( ] 12 12 12 0.3 24 83 Cylindrical
TEC160H16-32C16CF-H92 [ ] 16 16 16 0.3 32 92 Cylindrical
TEC200H20-40C20CFH104 ( ) 20 20 20 0.4 40 104 Cylindrical

@ : Line up

TECK**H4M**CF-R
4 flute chatter dampening endmill, variable helix and variable pitch, for titanium machining

9%

E L a
gt )

8 e s

>

Designation AH725 DC DCONMS NOF RE APMX RMPX LF Shank

TECK040H4M-08C06CF-R02 [ 4 6 4 0.2 8 52 57 Cylindrical
TECKO050H4M-10C06CF-R02 [ J 5 6 4 0.2 10 5° 57 Cylindrical
TECK060H4M-12C06CF-R02 [ J 6 6 4 0.2 12 5° 57 Cylindrical
TECK060H4M-12W06CF-R02 [ 6 6 4 0.2 12 5° 57 Weldon
TECK080H4M-16C08CF-R04 o 8 8 4 0.4 16 5° 63 Cylindrical
TECKO080H4M-16W08CF-R04 [ ] 8 8 4 0.4 16 5° 63 Weldon
TECK100H4M-20C10CF-R05 [ J 10 10 4 0.5 20 5° 72 Cylindrical
TECK100H4M-20W10CF-R05 [ 10 10 4 0.5 20 5° 72 Weldon
TECK120H4M-24C12CF-R06 o 12 12 4 0.6 24 5° 83 Cylindrical
TECK120H4M-24W12CF-R06 [ J 12 12 4 0.6 24 5° 83 Weldon
TECK160H4M-32C16CF-R08 [ J 16 16 4 0.8 32 5° 92 Cylindrical
TECK160H4M-32W16CF-R08 [ ] 16 16 4 0.8 32 5° 92 Weldon
TECK200H4M-40C20CF-R10 o 20 20 4 1 40 5° 104 Cylindrical
TECK200H4M-40W20CF-R10 [ ] 20 20 4 1 40 5° 104 Weldon

@ : Line up

Reference pages: Standard cutting conditions — P27
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TECK**H7/9M**CF-R
7 - 9 flute chatter dampening endmill, variable helix and variable pitch, for titanium machining

Ve =
I%
8
a
Designation AH725 DC DCONMS NOF RE APMX RMPX LF Shank
TECKO060H7-13C06CF-R02T57 () 6 6 7 0.2 13 5° 57 Cylindrical
TECKO060H7-13W06CF-R02T57 ) 6 6 7 0.2 13 50 57 Weldon
TECKO080H7-19C08CF-R04T63 () 8 8 7 0.4 19 50 63 Cylindrical
TECKO080H7-19W08CF-R04T63 () 8 8 7 0.4 19 50 63 Weldon

@ TECK100H7-22C10CF-R05T72 () 10 10 7 0.5 22 50 72 Cylindrical
TECK100H7-22W10CF-R05T72 () 10 10 7 0.5 22 50 72 Weldon
TECK120H7-26C12CF-R06T83 () 12 12 7 0.6 26 50 83 Cylindrical
TECK120H7-26W12CF-R06T83 () 12 12 7 0.6 26 50 83 Weldon
TECK160H9-32C16CF-R08T92 () 16 16 9 0.8 32 5° 92 Cylindrical
TECK160H9-32W16CF-R08T92 () 16 16 9 0.8 32 50 92 Weldon
TECK200H9-38C20CF-R10T104 () 20 20 9 1 38 50 104 Cylindrical
TECK200H9-38W20CF-R10T104 () 20 20 9 1 38 50 104 Weldon

@ : Line up
TEC*H4M**CF-R
4 flute chatter dampening endmill, variable helix and variable pitch
TS I~
2 1ﬂ\ 90 g @
O AMPX]
i f@ s
o) A
Q ® o
@4 APMX ‘ a o4 \NA/(XS
LF ‘
-

%4/%' Designation AH725 DC DCONMS NOF RE APMX RMPX LF Shank
TEC060H4M-12C06CF-R02-57 ) 6 6 4 0.2 12 50 57 Cylindrical
TEC060H4M-12W06CF-R02-57 () 6 6 4 0.2 12 50 57 Weldon
TEC080H4M-16C08CF-R04-63 () 8 8 4 0.4 16 50 63 Cylindrical
TEC080H4M-16W08CF-R04-63 () 8 8 4 0.4 16 50 63 Weldon

%:? TEC100H4M-20C10CF-R05-72 () 10 10 4 0.5 20 50 72 Cylindrical

“ TEC100H4M-20W10CF-R05-72 () 10 10 4 0.5 20 50 72 Weldon
TEC120H4M-24C12CF-R06-83 o 12 12 4 0.6 24 50 83 Cylindrical
TEC120H4M-24W12CF-R06-83 () 12 12 4 0.6 24 50 83 Weldon
. TEC140H4M-28C14CFR0.7-83 () 14 14 4 0.7 28 5° 83 Cylindrical
TEC140H4M-28W14CFRO0.7-83 () 14 14 4 0.7 28 50 83 Weldon
M TEC160H4M-32C16CF-R08-92 () 16 16 4 0.8 32 50 92 Cylindrical
TEC160H4M-32W16CF-R08-92 () 16 16 4 0.8 32 50 92 Weldon
TEC200H4M-40C20CF-R10-104 () 20 20 4 1 40 50 104 Cylindrical
TEC200H4M-40W20CF-R10-104 ) 20 20 4 1 40 50 104 Weldon
TEC250H4M-50C25CF-R12-121 () 25 25 4 1.2 50 50 121 Cylindrical
TEC250H4M-50W25CF-R12-121 () 25 25 4 1.2 50 50 121 Weldon

@ : Line up

Reference pages: Standard cutting conditions — P27
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TEC**H4X**CF-R
4 flute chatter dampening endmill, variable helix and variable pitch, extra long neck type

'\
‘(g(/) q1ﬂ<\(12° @ @
, B SIS
IR S
e} a4’ a3°
‘ \ﬂ‘/
-

Designation AH725 DC DCONMS NOF RE APMX RMPX LH LF Shank
TEC060H4X-12/25C06CF-R02 [ ) 6 4 0.2 12 5° 25 61 Cylindrical
TECO060H4X-12/25W06CF-R02 [ ] 6 6 4 0.2 12 5° 25 61 Weldon
TEC080H4X-16/32C08CF-R04 [ ) 8 4 0.4 16 58 32 68 Cylindrical
TECO080H4X-16/32W08CF-R04 [ ] 8 4 0.4 16 5° 32 68 Weldon
TEC100H4X-20/40C10CF-R05 [ ) 10 10 4 0.5 20 5° 40 80 Cylindrical
TEC100H4X-20/40W10CF-R05 [ ) 10 10 4 0.5 20 5° 40 80 Weldon
TEC120H4X-24/50C12CF-R06 ° 12 12 4 0.6 24 & 50 95 Cylindrical
TEC120H4X-24/50W12CF-R06 [ ] 12 12 4 0.6 24 5° 50 95 Weldon
TEC160H4X-32/64C16CF-R08 [ ) 16 16 4 0.8 32 5° 64 115 Cylindrical
TEC160H4X-32/64W16CF-R08 [ ) 16 16 4 0.8 32 5° 64 115 Weldon
TEC200H4X-40/75C20CF-R10 [ ) 20 20 4 1 40 58 75 125 Cylindrical
TEC200H4X-40/75W20CF-R10 [ ] 20 20 4 1 40 5° 75 125 Weldon

@ : Line up

Reference pages: Standard cutting conditions — P27
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TECA**H3**CF-R
3 flute endmill, 39°-41° variable helix and variable pitch, center cutting edge, for aluminium machining

&

© e g
&) & MAa—— S
APMX _| Q
LH
D LF |
Designation KS15F DC DCONMS NOF RE APMX LH LF Shank
TECA010H3-04C06CF-R.05 [ ] 1 6 8! 0.05 4 6 57 Cylindrical
TECA015H3-04/06 C0O6CF-R01 [ ] 1.5 6 3 0.1 4 6 57 Cylindrical
TECA020H3-05/08C06CF-R01 o 2 6 3] 0.1 5 8 57 Cylindrical
TECA025H3-05/08C06CF-R01 [ } 2.5 6 3 0.1 5 8 57 Cylindrical
@ TECA030H3-07/12C06CF-R01 [ ) 8! 6 8! 0.1 7 12 57 Cylindrical
TECA040H3-10/16C06CF-R02 [ ] 4 6 3 0.2 10 16 57 Cylindrical
TECA050H3-12/20C06CF-R02 [ ] 5 6 3 0.2 12 20 57 Cylindrical
TECA060H3-09/18C06CF-R02 [ ) 6 6 3 0.2 9 18 57 Cylindrical
TECA060H3-09/18C06CF-R04 [ ] 6 6 3] 0.4 9 18 57 Cylindrical
TECA060H3-09/18C06CF-R08 [ ] 6 6 3 0.8 9 18 57 Cylindrical
TECA060H3-09/30C06CF-R02 [ ] 6 6 8! 0.2 9 30 65 Cylindrical
TECA060H3-09/30C06CF-R04 [ ] 6 6 3 0.4 9 30 65 Cylindrical
TECA060H3-09/30C06CF-R08 o 6 6 3] 0.8 9 30 65 Cylindrical
TECA060H3-14/24C06CF-R02 [ } 6 6 3 0.2 14 24 60 Cylindrical
TECA080H3-12/24C08CF-R02 [ ] 8 8 8! 0.2 12 24 63 Cylindrical
TECA080H3-12/24C08CF-R04 [ ] 8 8 3 0.4 12 24 63 Cylindrical
TECA080H3-12/24C08CF-R08 o 8 8 3 0.8 12 24 63 Cylindrical
TECA080H3-12/24C08CF-R30 [ ) 8 8 3 3 12 24 63 Cylindrical
TECA080H3-12/40C08CF-R02 [ } 8 8 3] 0.2 12 40 79 Cylindrical
TECA080H3-12/40C08CF-R04 [ ] 8 8 3 0.4 12 40 79 Cylindrical
TECA080H3-12/40C08CF-R08 o 8 8 3 0.8 12 40 79 Cylindrical
TECA080H3-18/32C08CF-R02 [ ] 8 8 3 0.2 18 32 68 Cylindrical
TECA100H3-15/30C10CF-R02 o 10 10 3] 0.2 15 30 72 Cylindrical
TECA100H3-15/30C10CF-R04 [ } 10 10 3 0.4 15 30 72 Cylindrical
TECA100H3-15/30C10CF-R08 [ ) 10 10 8! 0.8 15 30 72 Cylindrical
TECA100H3-15/30C10CF-R16 [ ] 10 10 3 1.6 15 30 72 Cylindrical
TECA100H3-15/30C10CF-R30 o 10 10 3 3 15 30 72 Cylindrical
TECA100H3-15/50C10CF-R02 [ J 10 10 3 0.2 15 50 92 Cylindrical
@ TECA100H3-15/50C10CF-R04 [ ] 10 10 3] 0.4 15 50 92 Cylindrical
TECA100H3-15/50C10CF-R08 [ ] 10 10 3 0.8 15 50 92 Cylindrical
TECA100H3-15/50C10CF-R16 [ ] 10 10 3 1.6 15 50 92 Cylindrical
TECA100H3-15/50C10CF-R20 [ ] 10 10 3 2 15 50 92 Cylindrical
TECA100H3-15/50C10CF-R30 o 10 10 3] @ 15 50 92 Cylindrical
TECA100H3-22/40C10CF-R02 [ ) 10 10 3 0.2 22 40 80 Cylindrical
TECA100H3-22/40C10CF-R30 [ ) 10 10 8! 3 22 40 80 Cylindrical
TECA120H3-18/36C12CF-R02 [ ] 12 12 3 0.2 18 36 83 Cylindrical
TECA120H3-18/36C12CF-R04 o 12 12 3 0.4 18 36 83 Cylindrical
TECA120H3-18/36C12CF-R08 [ } 12 12 3 0.8 18 36 83 Cylindrical
TECA120H3-18/36C12CF-R16 [ } 12 12 3] 1.6 18 36 83 Cylindrical
TECA120H3-18/36C12CF-R20 [ ] 12 12 3 2 18 36 83 Cylindrical
TECA120H3-18/36C12CF-R25 [ ) 12 12 3 2.5 18 36 83 Cylindrical
TECA120H3-18/60C12CF-R02 [ ] 12 12 3 0.2 18 60 100 Cylindrical
TECA120H3-18/60C12CF-R04 [ ) 12 12 3] 0.4 18 60 100 Cylindrical
TECA120H3-18/60C12CF-R08 [ ] 12 12 3 0.8 18 60 100 Cylindrical
TECA120H3-18/60C12CF-R16 [ ] 12 12 3 1.6 18 60 100 Cylindrical
TECA120H3-18/60C12CF-R20 [ J 12 12 3 2 18 60 100 Cylindrical
TECA120H3-18/60C12CF-R25 [ ) 12 12 3 2.5 18 60 100 Cylindrical
TECA120H3-18/60C12CF-R30 [ } 12 12 3 3 18 60 100 Cylindrical
TECA160H3-24/48C16CF-R02 [ } 16 16 3] 0.2 24 48 92 Cylindrical
. TECA160H3-24/48C16CF-R04 [ ] 16 16 3 0.4 24 48 92 Cylindrical
TECA160H3-24/48C16CF-R08 [ ] 16 16 3 0.8 24 48 92 Cylindrical
TECA160H3-24/48C16CF-R16 [ ] 16 16 3 1.6 24 48 92 Cylindrical
TECA160H3-24/48C16CF-R20 o 16 16 3] 2 24 48 92 Cylindrical
TECA160H3-24/48C16CF-R25 [ ] 16 16 3 2.5 24 48 92 Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P27
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Designation KS15F DC DCONMS NOF RE APMX LH LF Shank

TECA160H3-24/48C16CF-R30 [ ] 16 16 3 3 24 48 92 Cylindrical
TECA160H3-24/48C16CF-R32 [ J 16 16 3 3.2 24 48 92 Cylindrical
TECA160H3-24/48C16CF-R40 [ 16 16 3 4 24 48 92 Cylindrical
TECA160H3-24/48C16CF-R50 [ J 16 16 3 5 24 48 92 Cylindrical
TECA160H3-24/80C16CF-R02 o 16 16 3 0.2 24 80 128 Cylindrical
TECA160H3-24/80C16CF-R04 [ ] 16 16 3 0.4 24 80 128 Cylindrical
TECA160H3-24/80C16CF-R08 [ J 16 16 3 0.8 24 80 128 Cylindrical
TECA160H3-24/80C16CF-R16 [ J 16 16 3 1.6 24 80 128 Cylindrical
TECA160H3-24/80C16CF-R20 ([ J 16 16 3 2 24 80 128 Cylindrical
TECA160H3-24/80C16CF-R25 [ J 16 16 3 25 24 80 128 Cylindrical
TECA160H3-24/80C16CF-R30 [ ] 16 16 3 3 24 80 128 Cylindrical
TECA160H3-24/80C16CF-R32 [ J 16 16 3 3.2 24 80 128 Cylindrical
TECA160H3-24/80C16CF-R40 [ ] 16 16 3 4 24 80 128 Cylindrical
TECA160H3-24/80C16CF-R50 [ J 16 16 3 5 24 80 128 Cylindrical
TECA160H3-34/64C16CF-R02 o 16 16 3 0.2 34 64 115 Cylindrical
TECA200H3-30/100C20CF-R02 [ J 20 20 3 0.2 30 100 150 Cylindrical
TECA200H3-30/100C20CF-R04 [ J 20 20 3 0.4 30 100 150 Cylindrical
TECA200H3-30/100C20CF-R08 [ J 20 20 3 0.8 30 100 150 Cylindrical
TECA200H3-30/100C20CF-R32 [ J 20 20 3 3.2 30 100 150 Cylindrical
TECA200H3-30/100C20CF-R40 [ J 20 20 3 4 30 100 150 Cylindrical
TECA200H3-30/100C20CF-R50 ([ J 20 20 8 5 30 100 150 Cylindrical
TECA200H3-30/60C20CF-R02 [ J 20 20 3 0.2 30 60 110 Cylindrical
TECA200H3-30/60C20CF-R04 [ J 20 20 3 0.4 30 60 110 Cylindrical
TECA200H3-30/60C20CF-R08 [ ] 20 20 3 0.8 30 60 110 Cylindrical
TECA200H3-30/60C20CF-R16 [ J 20 20 3 1.6 30 60 110 Cylindrical
TECA200H3-30/60C20CF-R20 [ J 20 20 3 2 30 60 110 Cylindrical
TECA200H3-30/60C20CF-R32 [ J 20 20 3 3.2 30 60 110 Cylindrical
TECA200H3-30/60C20CF-R40 [ ] 20 20 3 4 30 60 110 Cylindrical
TECA200H3-30/60C20CF-R50 [ J 20 20 3 5 30 60 110 Cylindrical
TECA200H3-42/80C20CF-R02 [ ] 20 20 3 0.2 42 80 130 Cylindrical
TECA250H3-38/125C25CF-R02 [ J 25 25 3 0.2 38 125 185 Cylindrical
TECA250H3-38/125C25CF-R08 [ J 25 25 3 0.8 38 125 185 Cylindrical
TECA250H3-38/125C25CF-R16 [ J 25 25 3 1.6 38 125 185 Cylindrical
TECA250H3-38/125C25CF-R20 [ ] 25 25 3 2 38 125 185 Cylindrical
TECA250H3-38/125C25CF-R40 o 25 25 3 4 38 125 185 Cylindrical
TECA250H3-38/125C25CF-R50 [ J 25 25 3 5 38 125 185 Cylindrical
TECA250H3-38/75C25CF-R02 [ J 25 25 3 0.2 38 75 130 Cylindrical
TECA250H3-38/75C25CF-R04 [ J 25 25 3 0.4 38 75 130 Cylindrical
TECA250H3-38/75C25CF-R16 o 25 25 3 1.6 38 75 130 Cylindrical
TECA250H3-38/75C25CF-R20 [ J 25 25 3 2 38 75 130 Cylindrical
TECA250H3-38/75C25CF-R32 o 25 25 3 3.2 38 75 130 Cylindrical
TECA250H3-38/75C25CF-R50 [ J 25 25 3 5 38 75 130 Cylindrical
TECA250H3-52/100C25CF-R02 [ J 25 25 3 0.2 52 100 156 Cylindrical
@ : Line up

Reference pages: Standard cutting conditions — P27

tungaloy.com 25



VARIASLEMEISTER

TECA**H4**CF-R
4 flute endmill, variable helix and variable pitch, relieved neck type, for aluminium machining (1.5xD, 2xD)

RE
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LF |
Designation KS15F DC DCONMS NOF RE APMX LH LF Shank
TECA060H4-09/30C06CF-R02 [ ) 6 6 4 0.2 9 30 65 Cylindrical
TECA060H4-12/18C06CF-R02 (] 6 6 4 0.2 12 18 57 Cylindrical
TECA080H4-12/40C08CF-R02 ( 8 8 4 0.2 12 40 79 Cylindrical
TECA080H4-16/24C08CF-R02 (] 8 8 4 0.2 16 24 63 Cylindrical
TECA100H4-15/50C10CF-R02 (] 10 10 4 0.2 15 50 92 Cylindrical
@ TECA100H4-20/30C10CF-R02 [ ) 10 10 4 0.2 20 30 72 Cylindrical
TECA120H4-18/60C12CF-R02 () 12 12 4 0.2 18 60 100 Cylindrical
TECA120H4-24/36C12CF-R02 (] 12 12 4 0.2 24 36 83 Cylindrical
TECA160H4-24/80C16CF-R02 (] 16 16 4 0.2 24 80 128 Cylindrical
TECA160H4-32/48C16CF-R02 [ ) 16 16 4 0.2 32 48 100 Cylindrical
@ : Line up
TECA**H3**CF-R**C
3 flute endmill, variable helix and variable pitch, center cutting edge, for aluminium machining
RE S IR~
%
© [ e
) 2 SNE
@ & N S
APMX 8
LH
LF o
@ Designation KS15F DC DCONMS NOF RE APMX LH LF Coolanthole  Shank
TECA060H3-12/18C06CF-R02C ® 6 6 B 0.2 12 18 57 With  Cylindrical
%‘% TECA060H3-12/30C06CF-R02C ® 6 6 3 0.2 12 30 65 With  Cylindrical
TECAO080H3-16/24C08CF-R02C [ ) 8 8 3 0.2 16 24 63 With  Cylindrical
TECA080H3-16/40C08CF-R02C e 8 8 3 0.2 16 40 79 With  Cylindrical
TECA100H3-20/30C10CF-R02C ® 10 10 8 0.2 20 30 72 With  Cylindrical
TECA100H3-20/50C10CF-R02C ® 10 10 3 0.2 20 50 100 With  Cylindrical
TECA120H3-24/36C12CF-R02C ® 12 12 3 0.2 24 36 83 With  Cylindrical
TECA120H3-24/60C12CF-R02C ® 12 12 3 0.2 24 60 100 With  Cylindrical
TECA160H3-32/48C16CF-R02C ® 16 16 8 0.2 32 48 92 With  Cylindrical
TECA160H3-32/80C16CF-R02C e 16 16 3 0.2 32 80 128 With  Cylindrical
TECA250H3-50/75C25CF-R02C ® 25 25 3 0.2 50 75 130 With  Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P27
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VARIASLEMEISTER

I STANDARD CUTTING CONDITIONS
Slotting / Roughing (ae = 0.4 x D or over)

. ) fz (mm/t) ap
ISO Workpiece material Hardness Vc (m/min) (Slotting)
06 - 08 010 - 012 016 - 620 ating
. Carbon steel - 300 HB 140 - 180 0.03 - 0.045 0.035 - 0.055 0.05-0.07 2xD
Alloy steel - 300 HB 70-150 0.025 - 0.04 0.035 - 0.055 0.05-0.07 2xD

Stainless steel -200 HB 60 - 100 0.025 - 0.045 0.035 - 0.05 0.04 - 0.065 1xD

Cast iron 150 - 200 HB 80 - 180 0.025 - 0.05 0.035 - 0.065 0.05 - 0.075 2xD

Titanium alloy - 40 HRC 20-50 0.025 - 0.04 0.08 - 0.05 0.035 - 0.085 1xD

. Aluminium alloy = 300 - 750 0.025 - 0.05 0.035 - 0.065 0.035 - 0.09 2xD

Hardened steel - 60 HRC 20 -30 0.01 - 0.02 0.02 - 0.04 0.08 - 0.06 0.5xD

Semi-finishing / Shouldering (ae = 0.1~0.4 x D)

) fz (mm/t)
ISO Workpiece material Hardness Vc (m/min) ap
06 - 08 010 - 12 216 - 20
Carbon steel - 300 HB 150 - 220 0.035 - 0.075 0.075 - 0.09 0.085 - 0.1 2xD
. Alloy steel -300 HB 70 - 160 0.025 - 0.065 0.05 - 0.09 0.055 - 0.09 2xD
M Stainless steel - 200 HB 80 - 130 0.03 - 0.05 0.04 - 0.06 0.05 - 0.065 2xD
. Cast iron 150 - 250 HB 130 - 220 0.035 - 0.065 0.05 - 0.075 0.075 - 0.09 2xD
. Aluminium alloy - 350 - 850 0.05 - 0.075 0.075 - 0.1 01-0.125 2xD
S Titanium alloy - 40 HRC 40- 60 0.035 - 0.05 0.04 - 0.065 0.06 - 0.1 2xD
H Hardened steel - 60 HRC 30-70 0.015 - 0.045 0.03 - 0.05 0.05 - 0.075 2xD
Finishing (feed rate depending on required accuracy) / High feed machining at low depth of cut (ae = 0.05~0.1 x D)
. . ) fz (mm/t)
ISO Workpiece material Hardness Ve (m/min) ap
06 - o8 210 - 012 216 - 020
. Carbon steel -300 HB 170 - 280 0.06 - 0.09 0.085 - 0.1 041 -0.125 apmax
Alloy steel - 300 HB 110 - 220 0.06 - 0.09 0.085 - 0.1 01-0.125 apmax
M Stainless steel -200 HB 100 - 160 0.035 - 0.055 0.05 - 0.065 0.055 - 0.075 apmax
. Cast iron 150 - 250 HB 180 - 280 0.04 - 0.075 0.075 - 0.08 0.08 - 0.1 apmax
. Aluminium alloy - 350 - 900 0.055 - 0.09 0.085 - 0.125 0125 -0.18 apmax
S Titanium alloy - 40 HRC 50 - 70 0.04 - 0.065 0.05 - 0.075 0.075 - 0.11 apmax
H Hardened steel - 60 HRC 40 - 80 0.025 - 0.05 0.04 - 0.065 0.06 - 0.08 apmax

- When the depth of cut (ae) is closer to the upper limit, please start with a lower limit value of cutting speed (Vc).

- Please set the cutting speed and the feed rate lower for the items with long slot according to how chattering occurs.

- While air blow is recommended, water-soluble coolant will be good for stainless steel, titanium alloy, and heat-resistant alloy.
- When chattering occurs with low rigid machines or settings, reduce cutting speed and feed at an equal rate.

- When chattering occurs with long tool overhang, reduce cutting speed and feed by 20 to 40%.
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FINISHMEISTER

TEFS**E44**CF
4 flute endmill, 38° helix angle, variable pitch, roughing and finishing combination type

CHW x 45° S K2
e
Y S
fn al® a2° \'
(@]
8 a2° al°
LF > al# o2
Designation AH725 DC DCONMS NOF CHW APMX LF Shank
TEFS060E44-14C06CF57 o 6 6 4 0.25 14 57 Cylindrical
TEFS060E44-14W06CF-57 [ ] 6 6 4 0.25 14 57 Weldon
TEFS080E44-18C08CF63 (] 8 8 4 0.3 18 63 Cylindrical
TEFS080E44-18WO08CF-63 [ ] 8 8 4 0.3 18 63 Weldon
@ TEFS100E44-22C10CF72 [ ] 10 10 4 0.4 22 72 Cylindrical
TEFS100E44-22W10CF-72 o 10 10 4 0.4 22 72 Weldon
TEFS120E44-26C12CF83 (] 12 12 4 0.5 26 83 Cylindrical
TEFS120E44-26W12CF-83 [ ] 12 12 4 0.5 26 83 Weldon
TEFS140E44-30C14CF83 (] 14 14 4 0.5 30 83 Cylindrical
TEFS140E44-30W14CF-83 [ ] 14 14 4 0.5 30 83 Weldon
TEFS160E44-34C16CF92 o 16 16 4 0.6 34 92 Cylindrical
TEFS160E44-34W16CF-92 [ ] 16 16 4 0.6 34 92 Weldon
TEFS200E44-42C20CF104 (] 20 20 4 0.6 42 104 Cylindrical
TEFS200E44-42W20CF-104 [ ] 20 20 4 0.6 42 104 Weldon
TEFS250E44-52C25CF121 (] 25 25 4 0.6 52 121 Cylindrical
TEFS250E44-52W25CF-121 (] 25 25 4 0.6 52 121 Weldon

@ : Line up

B=8 . -

7]

Reference pages: Standard cutting conditions — P35
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TEFS**B44
4 flute endmill, 45° helix angle, roughing and finishing combination type

CHW x 45° %
s
® :
(@]
APMX o
- LF |

Designation AH725 DC DCONMS NOF CHW APMX LH LF Shank
TEFS040B44-10C06-57 () 4 6 4 0.12 10 - 57 Cylindrical
TEFS050B44-12C06-57 () 5 6 4 0.18 12 - 57 Cylindrical
TEFS060B44-14/20C06-57 () 6 6 4 0.25 14 20 57 Cylindrical
TEFS060B4414/20W06-57 (] 6 6 4 0.25 14 20 57 Weldon
TEFS060B44-14C06-57 () 6 6 4 0.25 14 - 57 Cylindrical
TEFS060B44-14W06-57 (] 6 6 4 0.25 14 - 57 Weldon
TEFS080B44-18/26C08-63 () 8 8 4 0.3 18 26 63 Cylindrical
TEFS080B44-18/26W08-63 (] 8 8 4 0.3 18 26 63 Weldon
TEFS080B44-18C08-63 () 8 8 4 0.3 18 - 63 Cylindrical
TEFS080B44-18W08-63 (] 8 8 4 0.3 18 - 63 Weldon
TEFS100B44-22/32C10-72 () 10 10 4 0.3 22 32 72 Cylindrical
TEFS100B44-22/32W10-72 (] 10 10 4 0.3 22 32 72 Weldon
TEFS100B44-22C10-72 () 10 10 4 0.3 22 - 72 Cylindrical
TEFS100B44-22W10-72 (] 10 10 4 0.3 22 - 72 Weldon
TEFS120B44-26/38C12-83 () 12 12 4 0.4 26 38 83 Cylindrical
TEFS120B44-26/38W12-83 (] 12 12 4 0.4 26 38 83 Weldon
TEFS120B44-26C12-83 () 12 12 4 0.4 26 - 83 Cylindrical
TEFS120B44-26W12-83 (] 12 12 4 0.4 26 - 83 Weldon
TEFS140B44-30C14-83 ® 14 14 4 0.4 30 - 83 Cylindrical
TEFS140B44-30W14-83 ® 14 14 4 0.4 30 - 83 Weldon
TEFS160B44-34/50C16-100 () 16 16 4 0.6 34 50 100 Cylindrical
TEFS160B44-34/50W16-100 (] 16 16 4 0.6 34 50 100 Weldon
TEFS160B44-34C16-92 () 16 16 4 0.6 34 - 92 Cylindrical
TEFS160B44-34W16-92 ® 16 16 4 0.6 34 - 92 Weldon
TEFS200B44-42/62C20-125 () 20 20 4 0.6 42 62 125 Cylindrical
TEFS200B44-42/62W20-125 (] 20 20 4 0.6 42 62 125 Weldon
TEFS200B44-42C20-104 () 20 20 4 0.6 42 - 104 Cylindrical
TEFS200B44-42W20-104 (] 20 20 4 0.6 42 - 104 Weldon
TEFS250B44-52C25-121 () 25 25 4 0.6 52 - 121 Cylindrical
TEFS250B44-52W25-121 (] 25 25 4 0.6 52 - 121 Weldon

@ : Lineup
TECR**B*S
4-7 flute roughing endmill, 45° helix angle, short type
CHW x 45°
g %
4/1 5° o 20) @" %
al®
APMX - ‘ e
- o LF .

Designation AH725 DC DCONMS NOF CHW APMX LH LF ® Shank
TECR050B4S-05W06-57 ® 5 6 4 0.2 5 10 57 v Weldon
TECR060B4S-06W06-57 [ 6 6 4 0.25 6 - 57 v Weldon
TECR080B4S-08W08-63 ° 8 8 4 0.25 8 - 63 4 Weldon
TECR100B4S-10W10-72 [ 10 10 4 0.3 10 - 72 4 Weldon
TECR120B4S-12W12-83 () 12 12 4 0.35 12 - 83 v Weldon
TECR160B5S-16W16-92 [ 16 16 5 0.4 16 - 92 Weldon
TECR200B7S-20W20-104 ° 20 20 7 0.4 20 - 104 Weldon

@ : Line up

Reference pages: Standard cutting conditions — P35
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TECR**B*M
4 - 7 flute roughing endmill, 45° helix angle

RE CHW x 45° S 12
&
e 95
E
APMX »———————| 7§
> -
LH LF J
Designation AH725 DC DCONMS NOF CHW RE APMX LH LF ® Shank
TECR050B4M-10C06-57 [ J 5 6 4 0.2 - 10 15 57 v Cylindrical
TECR050B4M-10W06-57 [ 5 6 4 0.2 - 10 15 57 v Weldon
TECR060B4M-12C06-57 () 6 6 4 0.25 - 12 - 57 4 Cylindrical
TECR060B4M-12W06-57 [ 6 6 4 0.25 - 12 - 57 v Weldon
@ TECR080B4M-16C08-63 [ J 8 8 4 0.25 - 16 o 63 v Cylindrical
TECR080B4M-16W08-63 [ 8 8 4 0.25 - 16 - 63 v Weldon
TECR100B4M-20C10-72 () 10 10 4 0.3 - 20 - 72 v Cylindrical
TECR100B4M-20C10-72R10 [ 10 10 4 - 1 20 - 72 v Cylindrical
TECR100B4M-20W10-72 ° 10 10 4 0.3 - 20 - 72 v Weldon
TECR120B4M-24C12-83 [ 12 12 4 0.35 - 24 - 83 v Cylindrical
TECR120B4M-24C12-83R12 () 12 12 4 - 1.2 24 - 83 v Cylindrical
TECR120B4M-24W12-83 [ 12 12 4 0.35 - 24 - 83 v Weldon
TECR120B4M-24W12-83R12 ° 12 12 4 - 1.2 24 - 83 v Weldon
TECR160B5M-32C16-92 [ J 16 16 5 0.4 - 32 - 92 Cylindrical
TECR160B5M-32C16-92R16 () 16 16 5 - 1.6 32 - 92 Cylindrical
TECR160B5M-32W16-92 [ 16 16 5 0.4 - 32 - 92 Weldon
TECR160B5M-32W16-92R16 ° 16 16 5 - 1.6 32 - 92 Weldon
TECR200B7M-40C20-104 [ ) 20 20 7 0.4 - 40 - 104 Cylindrical
TECR200B7M-40W20-104 () 20 20 7 0.4 - 40 - 104 Weldon
@ : Line up
TECR**B*MF
@ 4 - 6 flute roughing endmill, 45° helix angle
%4% CHW x 45°
B, &R
5 :
S A%
Designation AH725 DC DCONMS NOF CHW APMX LF Shank
TECRO060B4MF-14W06-57 () 6 6 4 0.25 14 57 Weldon
. TECR080B4MF-18W08-63 (] 8 4 0.3 18 63 Weldon
TECR100B4MF-22W10-72 () 10 10 4 0.3 22 72 Weldon
M TECR120B4MF-26W12-83 (] 12 12 4 0.4 26 83 Weldon
TECR140B4MF-30W14-83 () 14 14 4 0.4 30 83 Weldon
TECR160B6MF-34W16-92 (] 16 16 6 0.5 34 92 Weldon
. TECR200B6MF-42W20-104 () 20 20 6 0.7 42 104 Weldon
TECR250B6MF-52W25-121 [ J 25 25 6 0.9 52 121 Weldon

@ : Line up

Reference pages: Standard cutting conditions — P35

30 SOLIDMEISTER



TECR**B*L
4 -7 flute roughing endmill, 45° helix angle, long neck type (3xD)

CHW x 45° gﬁ r'&"z

° N,
5 SN
>
= z
AL
APMX [a}
- LH LE .

Designation AH725 DC DCONMS NOF CHW  APMX LH LF ® Shank
TECR060B4L-12/18W06-57 () 6 6 4 0.25 12 18 57 4 Weldon
TECR080B4L-16/24W08-63 [ 8 8 4 0.25 16 24 63 4 Weldon
TECR100B4L-20/30W10-72 () 10 10 4 0.3 20 30 72 v Weldon
TECR120B4L-24/36W12-83 [ 12 12 4 0.35 24 36 83 4 Weldon
TECR160B5L-32/48W16-100 () 16 16 5 0.4 32 48 100 Weldon
TECR200B7L-40/60W20-110 [ 20 20 7 0.4 40 60 110 Weldon

@ : Line up
TECR**B*X
4 -5 flute roughing endmill, 45° helix angle, long neck type (4xD)
CHW x 45° oN|* e
' S
YYls
@ SIS
. 2 Y
== (6] ;
z
3 [z
APMX | | =
LF o

Designation AH725 DC DCONMS NOF CHW APMX LH LF ® Shank
TECRO080B4X-12/32W08-68 () 8 8 4 0.25 12 32 68 v Weldon
TECR100B4X-15/40W10-80 [ J 10 10 4 0.3 15 40 80 v Weldon
TECR120B4X-18/48W12-100 () 12 12 4 0.35 18 48 100 4 Weldon
TECR160B5X-24/64W16-115 ® 16 16 5 0.4 24 64 115 Weldon

@ : Line up

TERF**A/E
3 -4 flute roughing endmill, 30° or 38 helix angle, for alloy steel and stainless steel

CHWx45° 7 3

Y
g A4S

. B )

@ @ ) -- 12

o o

L APMX 8

> LH LF i
Designation AH725 DC DCONMS NOF CHW APMX LH LF FHA Shank
TERFO40E3-08C06-57 ) 4 6 3 0.25 8 13 57 38°  Cylindrical
TERF050E3-10C06-57 ) 5 6 3 0.3 10 17 57 38° Cylindrical
TERFOB0E3-13C06-57 ) 6 6 3 0.3 13 21 57 38°  Cylindrical
TERFO70E3-20C08-63 ) 7 8 3 0.3 20 26 63 38° Cylindrical
TERFO80E3-20C08-63 ) 8 8 3 0.3 20 28 63 38°  Cylindrical
TERF090A4-22C10-72 ) 9 10 4 0.3 22 30 72 30° Cylindrical
TERF100A4-22C10-72 ) 10 10 4 0.3 22 30 72 30°  Cylindrical
TERF110A4-25C12-83 ) 11 12 4 0.3 25 32 83 30° Cylindrical
TERF120A4-25C12-83 ) 12 12 4 0.4 25 37 83 30°  Cylindrical
TERF140A4-25C14-83 ° 14 14 4 0.5 25 37 83 30° Cylindrical
TERF160A4-32C16-92 ) 16 16 4 0.5 32 44 92 30°  Cylindrical
TERF180A4-32C18-92 ) 18 18 4 0.5 32 44 92 30° Cylindrical
TERF200A4-38C20-104 ) 20 20 4 0.6 38 55 104 30°  Cylindrical
@ : Line up

Reference pages: Standard cutting conditions — P35
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TECR**T4M
4 flute roughing endmill, 20° helix angle

CHW x 45°
3 +2
== O it
: > £
S)
APMX =
Designation AH725 DC DCONMS NOF CHW APMX LF Shank
TECR060T4M-10W06-57 () 6 6 4 0.3 10 57 Weldon
TECR080T4M-16W08-63 () 8 8 4 0.4 16 63 Weldon
TECR100T4M-20W10-72 () 10 10 4 0.4 20 72 Weldon
TECR120T4M-24W12-83 ® 12 12 4 0.4 24 83 Weldon
@ TECR160T4M-32W16-92 () 16 16 4 0.5 32 92 Weldon
TECR200T4M-40W20-104 () 20 20 4 0.5 40 104 Weldon
@ : Line up
TECP**E*L
3 flute roughing endmill, 38° helix angle
CHW x 45° V." 'ﬁ
@,
P . Y=Y
V% AP
p 3 S
5 3 1=
— )
< g Y
A= LH =
C ~LF o
Designation AH725 DC DCONMS NOF CHW APMX LH LF Shank
TECPO050E3L-12/17W06S57 ) 5 6 3 0.3 12 17 57 Weldon
TECPOB0E3L-14/20W06S57 [ 6 6 3 0.4 14 20 57 Weldon
@ TECPO80E3L-18/26W08S63 ) 8 8 3 0.4 18 26 63 Weldon
TECP100E3L-22/32W10S72 o 10 10 3 0.4 22 32 72 Weldon
TECP120E3L-26/38W12S83 () 12 12 3 0.4 26 38 83 Weldon
TECP140E3L-30/44W145100 [ 14 14 3 0.6 30 44 100 Weldon
TECP160E3L-34/50W16S100 ) 16 16 3 0.5 34 50 100 Weldon
TECP200E3L-42/62W20S125 ® 20 20 3 0.5 42 62 125 Weldon
4 flute roughing endmill, 38° helix angle
Designation AH725 DC DCONMS NOF CHW APMX LH LF Shank
TECPO50E4L-12/17W06S57 () 5 6 4 0.3 12 17 57 Weldon
TECPOB0E4L-14/20W06S57 [ 6 6 4 0.4 14 20 57 Weldon
. TECPOSOE4L-18/26W08S63 () 8 4 0.4 18 26 63 Weldon
TECP100E4L-22/32W10S72 [ 10 10 4 0.4 22 32 72 Weldon
TECP120E4L-26/38W12S83 ) 12 12 4 0.4 26 38 83 Weldon
TECP140E4L-30/44W14S5100 [ 14 14 4 0.6 30 44 100 Weldon
TECP160E4L-34/50W16S100 () 16 16 4 0.5 34 50 100 Weldon
TECP200E4L-42/62W20S125 [ 20 20 4 0.5 42 62 125 Weldon

@ : Line up

Reference pages: Standard cutting conditions — P35
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TEAP**H3**CFR**C
3 flute endmill, variable helix and variable pitch with chip splitter, relieved neck type, for aluminium

machining
IRy
@
. Yy
= 7
o SIS
2 SIS1E
e} S
: S6
)

Designation KS15F DC DCONMS NOF RE APMX LH LF  Coolanthole Shank
TEAP100H3-15/50C10CFR02C ( 10 10 3 0.2 15 50 92 With  Cylindrical
TEAP100H3-22/40C10CFR02C ( 10 10 3 0.2 22 40 80 With  Cylindrical
TEAP120H3-18/60C12CFR02C ( 12 12 8 0.2 18 60 100 With  Cylindrical
TEAP120H3-26/48C12CFR02C { 12 12 3 0.2 26 48 93 with  Cylindrical
TEAP160H3-24/80C16CFR02C (] 16 16 3 0.2 24 80 128 With  Cylindrical
TEAP160H3-34/64C16CFR02C (] 16 16 3 0.2 34 64 115 With  Cylindrical
TEAP200H3-42/80C20CFR02C ( 20 20 8 0.2 42 80 130 With  Cylindrical
TEAP200H3-30/100C20CFR02C [ ] 20 20 3 0.2 30 100 150 With  Cylindrical

@ : Lineup

TERC**E3
3 flute roughing endmill, 38° helix angle, for aluminium alloy and non-ferrous metal

CHW x 45° TS IS

7
o
o

Designation KS15F DC DCONMS NOF CHW APMX LH LF Shank
TERCO060E3-13C06-57 [ J 6 6 3 0.5 13 21 57 Cylindrical
TERCO080E3-20C08-63 [ J 8 8 3 0.5 20 28 63 Cylindrical
TERC100E3-22C10-72 [ J 10 10 3 0.6 22 30 72 Cylindrical
TERC120E3-25C12-83 [ J 12 12 3 0.6 25 37 83 Cylindrical
TERC140E3-25C14-83 o 14 14 3 0.6 25 37 83 Cylindrical
TERC160E3-32C16-92 [ J 16 16 3 0.6 32 44 92 Cylindrical
TERC200E3-38C20-104 [ J 20 20 3 0.7 38 55 104 Cylindrical
TERC250E3-45C25-121 [ J 25 25 3 0.7 45 64 121 Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P35
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TECR**B3**R
3 flute roughing endmill, 45° helix angle, relieved neck type, for aluminium machining

2 3 I% SRE
y / N ¢ § @;

LF -

Designation KS15F DC DCONMS NOF APMX LH LF Shank
TECR060B3-09/21C06R02A57 [ J 6 6 3 9 21 57 Cylindrical
TECR060B3-09/21W06R02A57 [ ] 6 6 3 9 21 57 Weldon
TECR060B3-09/30C06R02A65 o 6 6 3 9 30 65 Cylindrical
TECR060B3-09/30W06R02A65 () 6 6 3 9 30 65 Weldon

@ TECR080B3-12/27C08R02A63 [ ] 8 8 3 12 27 63 Cylindrical
TECR080B3-12/27W08R02A63 [ ] 8 8 3 12 27 63 Weldon
TECR080B3-12/40C08R02A78 [ J 8 8 3 12 40 78 Cylindrical
TECRO080B3-12/40W08R02A78 () 8 8 3 12 40 78 Weldon
TECR100B3-12/31C10R02A72 [ ] 10 10 3 12 31 72 Cylindrical
TECR100B3-12/31W10R02A72 [ ] 10 10 3 12 31 72 Weldon
TECR100B3-12/50C10R02A100 [ 10 10 3 12 50 100 Cylindrical
TECR100B3-12/50W10R02A100 o 10 10 3 12 50 100 Weldon
TECR120B3-12/37C12R02A83 [ ] 12 12 3 12 37 83 Cylindrical
TECR120B3-12/37W12R02A83 [ ] 12 12 3 12 37 83 Weldon
TECR120B3-14/55C12R02A100 [ 12 12 3 14 55 100 Cylindrical
TECR120B3-14/55W12R02A100 o 12 12 3 14 55 100 Weldon
TECR160B3-14/43C16R02A92 [ ] 16 16 3 14 43 92 Cylindrical
TECR160B3-14/43W16R02A92 [ ] 16 16 3 14 43 92 Weldon
TECR160B3-18/80C16R02A150 [ J 16 16 3 18 80 150 Cylindrical
TECR160B3-18/80W16R02A150 o 16 16 3 18 80 150 Weldon
TECR200B3-17/53C20R02A104 ([ 20 20 3 17 53 104 Cylindrical
TECR200B3-17/53W20R02A104 [ ] 20 20 3 17 53 104 Weldon
TECR200B3-22/80C20R02A150 [ 20 20 3 22 80 150 Cylindrical
TECR200B3-22/80W20R02A150 () 20 20 3 22 80 150 Weldon

1 @ : Line up

u

Rampdown angle

Reference pages: Standard cutting conditions — P35
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FINISHMEISTER SHREODMEISTER

I STANDARD CUTTING CONDITIONS
Slotting / Roughing (ae = 0.4 x D or over)

. . ) fz (mm/t) ap
ISO Workpiece material Hardness Ve (m/min) (Slotting)
6 - 08 210 - 212 216 - 620 9
. Carbon steel - 300 HB 140 - 180 0.035 - 0.055 0.045 - 0.07 0.06 - 0.0825 2xD
Alloy steel - 300 HB 70 - 150 0.03 - 0.045 0.045 - 0.07 0.06 - 0.0825 2xD

Stainless steel -200 HB 60 - 100 0.03 - 0.055 0.045 - 0.06 0.05 - 0.0675 1xD

Cast iron 150 - 200 HB 80 - 180 0.08 - 0.06 0.045 - 0.08 0.06 - 0.09 2xD

Titanium alloy - 40 HRC 20-50 0.03 - 0.045 0.04 - 0.06 0.04 - 0.105 1xD

. Aluminium alloy - 300 - 750 0.08 - 0.06 0.045 - 0.08 0.04 - 0.105 2xD

Hardened steel - 60 HRC 20 - 30 0.015 - 0.025 0.025 - 0.07 0.06 - 0.075 0.5xD

Semi-finishing / Shouldering (ae = 0.1~0.4 x D)

) fz (mm/t)
1ISO Workpiece material Hardness Vc (m/min) ap
06 - o8 210 - 012 016 - 620
. Carbon steel -300 HB 150 - 220 0.045 - 0.09 0.09 - 0.1 0.1 -0.12 2xD
Alloy steel - 300 HB 70 - 160 0.03 - 0.075 0.06 - 0.1 0.065 - 0.105 2xD
M Stainless steel -200 HB 80-130 0.035 - 0.06 0.055 - 0.07 0.06 - 0.075 2xD
. Cast iron 150 - 250 HB 130 - 220 0.045 - 0.075 0.06 - 0.09 0.09 - 0.105 2xD
. Aluminium alloy - 350 - 850 0.06 - 0.09 0.09-0.12 0.12-0.15 2xD
s Titanium alloy - 40 HRC 40 - 60 0.045 - 0.06 0.055 - 0.07 0.075 - 0.12 2xD
H Hardened steel - 60 HRC 30-70 0.02 - 0.055 0.045 - 0.07 0.06 - 0.09 2xD
Finishing (feed rate depending on required accuracy) / High feed machining at small width of cut (ae = 0.05~0.1 x D)
. . fz (mm/t)
ISO Workpiece material Hardness Vc (m/min) ap
06 - 08 210 - 12 216 - 620
Carbon steel - 300 HB 170 - 280 0.075 - 0.11 0.11-0.12 0.12-0.15 apmax
Alloy steel - 300 HB 110 - 220 0.075 - 0.11 0.11-0.12 0.12-0.15 apmax
M Stainless steel - 200 HB 100 - 160 0.045 - 0.07 0.06 - 0.075 0.065 - 0.09 apmax
. Cast iron 150 - 250 HB 180 - 280 0.05 - 0.09 0.09 - 0.1 0.09 - 0.12 apmax
. Aluminium alloy - 350 - 900 0.065 - 0.11 0.11 -0.15 0.15-0.22 apmax
s Titanium alloy -40 HRC 50-70 0.055 - 0.075 0.06 - 0.09 0.09 - 0.12 apmax
H Hardened steel - 60 HRC 40 - 80 0.03 - 0.06 0.05 - 0.09 0.075 - 0.105 apmax

- When the depth of cut (ae) is closer to the upper limit, please start with a lower limit value of cutting speed (Vc).

- While air blow is recommended, water-soluble coolant will be good for stainless steel, titanium alloy, and heat-resistant alloy.
- When chattering occurs with low rigid machines or settings, reduce cutting speed and feed at an equal rate.

- When chattering occurs with long tool overhang, reduce cutting speed and feed by 20 to 40%.
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TEC**B4/6L
4 -6 flute endmill, 45° helix angle, long neck type

% V
4GS
b
f 1
‘ g
Designation AH725 DC DCONMS NOF APMX FHA LF ® Shank
TEC060B4L-24C06-65 () 6 6 4 24 45° 65 v Cylindrical
TEC060B4L-24W06-65 () 6 6 4 24 45° 65 v Weldon
TEC080B4L-32C08-79 ® 8 8 4 32 45° 79 v Cylindrical
TEC080B4L-32W08-79 () 8 8 4 32 45° 79 v/ Weldon
@ TEC100B4L-40C10-100 () 10 10 4 40 45° 100 v Cylindrical
TEC100B4L-40W10-100 () 10 10 4 40 45° 100 v Weldon
TEC120B4L-48C12-100 () 12 12 4 48 45° 100 v Cylindrical
TEC120B4L-48W12-100 () 12 12 4 48 45° 100 v/ Weldon
TEC140B4L-50C14-100 () 14 14 4 50 45° 100 v Cylindrical
TEC140B4L-50W14-100 () 14 14 4 50 45° 100 v Weldon
TEC160B6L-56C16-115 () 16 16 6 56 45° 115 Cylindrical
TEC160B6L-56W16-115 (] 16 16 6 56 450 115 Weldon
TEC200B6L-60C20-125 () 20 20 6 60 45° 125 Cylindrical
TEC200B6L-60W20-125 () 20 20 6 60 45° 125 Weldon
@ : Line up
TEC**B4/6X
4 - 6 flute endmill, 45° helix angle, extra long neck type
% [
5 is)e
&
=
[ | :
= 8
Designation AH725 DC DCONMS NOF APMX FHA LF ® Shank
TEC100B4X-60C10-112 () 10 10 4 60 45° 112 v/ Cylindrical
%W? TEC100B4X-60W10-112 ) 10 10 4 60 45° 112 / Weldon
gmoe  TEC120B4X-72C12-150 ® 12 12 4 72 45° 150 v Cylindrical
TEC120B4X-72W12-150 [ 12 12 4 72 45° 150 v/ Weldon
TEC160B6X-80C16-150 (] 16 16 6 80 45° 150 Cylindrical
TEC160B6X-80W16-150 [ 16 16 6 80 45° 150 Weldon
TEC200B6X-80C20-150 (] 20 20 6 80 45° 150 Cylindrical
@ : Line up

Reference pages: Standard cutting conditions — P51
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TECC**A/B2
2 flute slotting endmill, 30° or 45° helix angle

CHW x 45°

dI&]

Designation AHT725 DC DCONMS  NOF CHW APMX LF FHA Shank
TECC020B2-07C03-38 () 2 3 2 0.1 7 38 45° Cylindrical
TECCO030A2-10C03-38 [ ) 3 3 2 0.1 10 38 30° Cylindrical
TECCO040A2-12C04-50 [ ] 4 4 2 0.1 12 50 30° Cylindrical
TECCO050A2-14C05-50 [ ] 5 5 2 0.15 14 50 30° Cylindrical
TECC060A2-16C06-57 () 6 6 2 0.15 16 57 30° Cylindrical
TECCO080A2-20C08-63 [ ) 8 8 2 0.15 20 63 30° Cylindrical
TECC100A2-22C10-72 [ ] 10 10 2 0.15 22 72 30° Cylindrical
TECC120A2-25C12-83 [ ] 12 12 2 0.25 25 83 30° Cylindrical
TECC160A2-32C16-92 ) 16 16 E 0.25 32 92 30° Cylindrical
TECC200A2-38C20-104 [ } 20 20 2 0.25 38 104 30° Cylindrical

@ : Lineup
TECS/TECCS**E3
3 flute slotting endmill, 38° helix angle, short type
o % % PAS
CHW x 45 E\’E
e - AMPX]
LF N Q, @,
APMX DN Lg =
@ 8 .' i .u-_i %
T 2
[

Designation AH725 DC DCONMS NOF CHW DN APMX LH LF Shank
TECS020E3-03W06-57 o 2 6 3 0.1 1.9 3 7 57 Weldon
TECSO030E3-04W06-57 [ ] 3 6 3 0.1 2.9 4 10 57 Weldon
TECS040E3-05W06-57 o 4 6 8] 0.1 3.9 5 12 57 Weldon
TECSO050E3-06W06-57 [ ] 5 6 3 0.15 4.9 6 14 57 Weldon
TECCS060E3-07W06-57 () 6 6 3 0.15 5.9 7 16 57 Weldon
TECCS080E3-09W08-63 [ ] 8 8 3 0.15 7.6 9 20 63 Weldon
TECCS100E3-11W10-72 o 10 10 B 0.15 9.5 11 22 72 Weldon
TECCS120E3-12W12-83 [ ] 12 12 3 0.25 11.3 12 25 83 Weldon
TECCS160E3-16W16-92 o 16 16 8 0.25 15.2 16 32 92 Weldon

@ : Line up

Reference pages: Standard cutting conditions — P51
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TECC**E3
3 flute slotting endmill, 38° helix angle

CHW x 45°

BI&IE)

Designation AH725 DC DCONMS NOF CHW APMX LF FHA Shank
TECCO040E3-12C04-50 [ J 4 4 8 0.1 12 50 38° Cylindrical
TECCO050E3-14C05-50 [ J 5 5 3 0.15 14 50 38° Cylindrical
TECCO060E3-16C06-57 ([ J 6 6 3 0.15 16 57 38° Cylindrical
TECCO080E3-20C08-63 [ J 8 8 3 0.15 20 63 38° Cylindrical

@ TECC100E3-22C10-72 [ J 10 10 3 0.15 22 72 38° Cylindrical
TECC120E3-25C12-83 [ J 12 12 3 0.25 25 83 38° Cylindrical
TECC160E3-32C16-92 [ J 16 16 3 0.25 32 92 38° Cylindrical
TECC200E3-38C20-104 [ J 20 20 3 0.25 38 104 38° Cylindrical

@ : Line up

TEC**B3
3 flute slotting endmill, 45° helix angle

é)}

5

Qb
&

DCONMS"®

Designation AH725 DC NOF DCONMS APMX LF Shank
TEC060B3-16C06-57 o 6 S 6 16 57 Cylindrical
TEC080B3-20C08-63 [ ] 8 3 8 20 63 Cylindrical
TEC090B3-20C09-67 [ J 9 3 9 20 67 Cylindrical
TEC100B3-22C10-72 [ ] 10 3 10 22 72 Cylindrical
TEC120B3-25C12-83 [ J 12 3 12 25 83 Cylindrical
TEC180B3-32C18-92 [ J 18 3 18 32 92 Cylindrical

&

TECC**A/B4
4 flute endmill, 30° or 45° helix angle

CHW x 45° TS KIS
&y
7 Mpx|
. SISIE

N =

. @ siy—

o YO
APMX ‘ 8
M = LF .

Designation AH725 DC DCONMS NOF CHW APMX LF FHA Shank
TECC020B4-07C03-38 () 2 3 4 0.1 7 38 45° Cylindrical
. TECC030A4-10C03-38 () 3 3 4 0.1 10 38 30° Cylindrical
TECC040A4-12C04-50 () 4 4 4 0.1 12 50 30° Cylindrical
TECC050A4-14C05-50 () 5 5 4 0.15 14 50 30° Cylindrical
TECCO060A4-16C06-57 ® 6 6 4 0.15 16 57 30° Cylindrical
TECC080A4-20C08-63 (] 8 8 4 0.15 20 63 30° Cylindrical
TECC100A4-22C10-72 () 10 10 4 0.15 22 72 30° Cylindrical
TECC120A4-25C12-83 () 12 12 4 0.25 25 83 30° Cylindrical
TECC160A4-32C16-92 () 16 16 4 0.25 32 92 30° Cylindrical
TECC200A4-38C20-104 () 20 20 4 0.25 38 104 30° Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P51
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TEC**B4
4 flute endmill, 45° helix angle

S5 1K~
< l e x|
[a) 'y § @'
Designation AH725 DC DCONMS NOF APMX LF Shank
TEC020B4-07C06-57 () 2 6 4 7 57 Cylindrical
TEC030B4-10C06-57 [ 3 6 4 10 57 Cylindrical
TEC040B4-12C06-57 () 4 6 4 12 57 Cylindrical
TEC050B4-14C06-57 [ ) 5 6 4 14 57 Cylindrical
TEC060B4-16C06-57 () 6 6 4 16 57 Cylindrical
TEC080B4-20C08-63 [ 8 8 4 20 63 Cylindrical
TEC100B4-22C10-72 () 10 10 4 22 72 Cylindrical
TEC120B4-25C12-83 [ ) 12 12 4 25 83 Cylindrical
TEC140B4-25C14-83 () 14 14 4 25 83 Cylindrical
TEC160B4-32C16-92 [ 16 16 4 32 92 Cylindrical
TEC180B4-32C18-92 () 18 18 4 32 92 Cylindrical
TEC200B4-38C20-104 [ ) 20 20 4 38 104 Cylindrical
@ : Lineup
TEC**B4**R
4 flute radius endmill, 45° helix angle
o NP
4yiRy
l e Mpx|
o =
© )
CE k
o 10O
APMX ‘ <
- LF |
Designation AH725 DC DCONMS NOF RE APMX LF Shank
TEC060B4-16C06R05-57 () 6 6 4 0.5 16 57 Cylindrical
TEC060B4-16C06R1-57 [ ) 6 6 4 1 16 57 Cylindrical
TEC080B4-20C08R05-63 () 8 8 4 0.5 20 63 Cylindrical
TEC080B4-20C08R1-63 [ 8 8 4 1 20 63 Cylindrical
TEC080B4-20C08R15-63 () 8 8 4 1.5 20 63 Cylindrical
TEC080B4-20C08R2-63 [ ) 8 8 4 2 20 63 Cylindrical
TEC100B4-22C10R05-72 () 10 10 4 0.5 22 72 Cylindrical
TEC100B4-22C10R1-72 [ 10 10 4 1 22 72 Cylindrical
TEC100B4-22C10R15-72 [ ) 10 10 4 1.5 22 72 Cylindrical
TEC100B4-22C10R2-72 [ ) 10 10 4 2 22 72 Cylindrical
TEC100B4-22C10R3-72 () 10 10 4 3 22 72 Cylindrical
TEC120B4-25C12R05-83 (] 12 12 4 0.5 25 83 Cylindrical
TEC120B4-25C12R1-83 o 12 12 4 1 25 83 Cylindrical
TEC120B4-25C12R15-83 [ ) 12 12 4 1.5 25 83 Cylindrical
TEC120B4-25C12R2-83 () 12 12 4 25 83 Cylindrical
TEC120B4-25C12R3-83 [ 12 12 4 3 25 83 Cylindrical
TEC160B4-32C16R05-92 o 16 16 4 0.5 32 92 Cylindrical
TEC160B4-32C16R1-92 [ ) 16 16 4 1 32 92 Cylindrical
TEC160B4-32C16R2-92 () 16 16 4 32 92 Cylindrical
TEC160B4-32C16R3-92 [ 16 16 4 3 32 92 Cylindrical
TEC200B4-38C20R05-104 () 20 20 4 0.5 38 104 Cylindrical
TEC200B4-38C20R1-104 [ ) 20 20 4 1 38 104 Cylindrical
TEC200B4-38C20R2-104 () 20 20 4 2 38 104 Cylindrical
TEC200B4-38C20R3-104 [ 20 20 4 3 38 104 Cylindrical
TEC200B4-38C20R4-104 () 20 20 4 4 38 104 Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P51

tungaloy.com 39



\New
SOLIDMEISTER

TEC**A2H
2 flute endmill, 30° helix angle, long neck type, for hardened steel

o3
18 DN \ o
a 15° (%)
pug :
APMX LF [a)
LH ‘

Designation AH3005 DC DCONMS NOF DN APMX LH LF Shank
TEC003A2-004/01C4H-45 ° 0.3 4 2 0.27 0.4 1 45 Cylindrical
TEC003A2-004/015C4H-45 ° 0.3 4 2 0.27 0.4 15 45 Cylindrical
TEC003A2-004/03C4H-45 ° 0.3 4 2 0.27 0.4 3 45 Cylindrical
TEC004A2-006/01C4H-45 ° 0.4 4 2 0.37 0.6 1 45 Cylindrical

P77  TEC004A2-006/02C4H-45 ° 0.4 4 2 0.37 0.6 2 45 Cylindrical
TEC004A2-006/04C4H-45 ° 0.4 4 2 0.37 0.6 4 45 Cylindrical
TEC005A2-005/008C4H-45 ° 0.5 4 2 - 05 0.8 45 Cylindrical
TEC005A2-007/01C4H-45 ° 05 4 2 0.45 0.7 1 45 Cylindrical
TEC005A2-010/013C4H-45 ° 05 4 2 - 1 1.3 45 Cylindrical
TEC005A2-007/015C4H-45 ° 05 4 2 0.45 0.7 15 45 Cylindrical
TECO05A2-007/025C4H-45 ° 0.5 4 2 0.45 0.7 25 45 Cylindrical
TEC005A2-007/05C4H-45 ° 0.5 4 2 0.45 0.7 5 45 Cylindrical
TEC008A2-008/012C4H-45 ° 0.8 4 2 - 0.8 1.2 45 Cylindrical
TEC008A2-012/02C4H-45 ° 0.8 4 2 0.75 1.2 2 45 Cylindrical
TEC008A2-016/02C4H-45 ° 0.8 4 2 - 1.6 2 45 Cylindrical
TEC008A2-012/03C4H-45 ° 0.8 4 2 0.75 1.2 3 45 Cylindrical
TEC008A2-012/04C4H-45 ° 0.8 4 2 0.75 1.2 4 45 Cylindrical
TEC008A2-012/08C4H-45 ° 0.8 4 2 0.73 1.2 8 45 Cylindrical
TEC010A2-015/03C4H-50 ° 1 4 2 0.97 15 3 50 Cylindrical
TEC010A2-015/04C4H-50 ° 1 4 2 0.97 15 4 50 Cylindrical
TEC010A2-025/04C6H-50 ° 1 B 2 - 25 4 50 Cylindrical
TEC010A2-015/05C4H-50 ° 1 4 2 0.97 15 5 50 Cylindrical
TEC010A2-015/10C4H-50 ° 1 4 2 0.95 15 10 50 Cylindrical

@ TEC010A2-015/20C4H-55 ° 1 4 2 0.85 15 20 55 Cylindrical
TEC015A2-023/04C4H-50 ° 15 4 2 1.47 23 4 50 Cylindrical
TEC015A2-023/06C4H-50 ° 15 4 2 1.47 23 6 50 Cylindrical
TEC015A2-040/06C6H-50 ° 15 6 2 § 4 6 50 Cylindrical
TEC015A2-023/08C4H-50 ° 15 4 2 1.45 23 8 50 Cylindrical

%Lé TEC015A2-023/16C4H-50 ° 15 4 2 1.41 23 16 50 Cylindrical
TEC020A2-030/04C4H-50 ° 2 4 2 1.95 3 4 50 Cylindrical
TEC020A2-030/06C4H-50 ° 2 4 2 1.95 3 6 50 Cylindrical
TEC020A2-060/08C6H-50 ° 2 6 2 - 6 8 50 Cylindrical
TEC020A2-030/10C4H-50 ° 2 4 2 1.95 3 10 50 Cylindrical

éé“? TEC020A2-030/20C4H-55 ° 2 4 2 1.91 3 20 55 Cylindrical
ogmee  TECO25A2-040/08C4H-50 ° 25 4 2 2.4 4 8 50 Cylindrical
TEC025A2-070/09C6H-50 ° 25 6 2 - 7 9 50 Cylindrical
TEC025A2-040/10C4H-50 ° 25 4 2 2.4 4 10 50 Cylindrical
TEC025A2-040/12C4H-50 ° 25 4 2 2.4 4 12 50 Cylindrical
TEC025A2-040/20C4H-55 ° 25 4 2 2.4 4 20 55 Cylindrical
TEC030A2-045/08C6H-55 ° 3 6 2 2.85 45 8 55 Cylindrical
TEC030A2-045/10C6H-55 ° 3 6 2 2.85 45 10 55 Cylindrical
TEC030A2-080/10C6H-60 ° 3 6 2 . 8 10 60 Cylindrical
TEC030A2-045/16C6H-55 ° 3 6 2 2.85 45 16 55 Cylindrical
TEC030A2-045/30C6H-70 ° 3 6 2 2.85 45 30 70 Cylindrical
TEC040A2-060/10C6H-55 ° 4 6 2 3.9 6 10 55 Cylindrical
TEC040A2-060/12C6H-55 ° 4 6 2 3.9 6 12 55 Cylindrical
TEC040A2-100/13C6H-60 ° 4 B 2 § 10 13 60 Cylindrical
TEC040A2-060/20C6H-60 ° 4 6 2 39 6 20 60 Cylindrical
TEC040A2-060/40C6H-80 ° 4 6 2 3.9 6 40 80 Cylindrical
TEC050A2-080/15C6H-60 ° 5 6 2 4.8 8 15 60 Cylindrical
H @ : New product

Reference pages: Standard cutting conditions — P52 - 53
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Designation AH3005 DC DCONMS NOF DN APMX LH LF Shank

TEC050A2-130/16C6H-60 [ J 5 6 2 = 13 16 60 Cylindrical
TECO050A2-080/30C6H-90 [ J 5 6 2 4.8 8 30 90 Cylindrical
TEC060A2-090/15C6H-60 [ 6 6 2 5.9 9 15 60 Cylindrical
TEC060A2-090/20C6H-80 ([ 6 6 2 5.9 9 20 80 Cylindrical
TEC060A2-090/30C6H-90 ([ 6 6 2 5.9 €) 30 90 Cylindrical

@ : New product

\New

TEC**A4H
4 flute endmill, 30° helix angle, long neck type, for hardened steel

= 15° \

P
DCONMS®

DN
—
% S

' M&J LF
b LH N a :

Designation AH3005 DC DCONMS NOF DN APMX LH LF Shank
TECO010A4-015/03C4H-50 [ ) 1 4 4 0.97 1.5 8 50 Cylindrical
TECO010A4-015/04C4H-50 [ ] 1 4 4 0.97 1.5 4 50 Cylindrical
TECO010A4-015/06C4H-50 o 1 4 4 0.97 1.5 6 50 Cylindrical
TEC010A4-015/10C4H-50 [ J 1 4 4 0.97 1.5 10 50 Cylindrical
TEC015A4-025/04C4H-50 [ ] 1.5 4 4 1.45 2.5 4 50 Cylindrical
TECO015A4-025/06C4H-50 [ ] 1.5 4 4 1.45 2.5 6 50 Cylindrical
TECO015A4-025/08C4H-50 o 1.5 4 4 1.45 2.5 8 50 Cylindrical
TEC015A4-025/16C4H-50 [ } 1.5 4 4 1.45 2.5 16 50 Cylindrical
TEC020A4-030/06C4H-50 [ ] 2 4 4 1.95 3 6 50 Cylindrical
TEC020A4-030/08C4H-50 [ ] 2 4 4 1.95 3 8 50 Cylindrical
TEC020A4-030/10C4H-50 o 2 4 4 1.95 3] 10 50 Cylindrical
TEC020A4-030/20C4H-50 [ J 2 4 4 1.95 3 20 50 Cylindrical
TECO030A4-045/08C6H-55 [ } 8] 6 4 2.85 4.5 8 515 Cylindrical
TECO030A4-045/10C6H-55 [ ] 3 6 4 2.85 4.5 10 55 Cylindrical
TECO030A4-045/16C6H-55 o 3] 6 4 2.85 4.5 16 55] Cylindrical
TEC040A4-060/10C6H-55 [ J 4 6 4 3.9 6 10 55 Cylindrical
TEC040A4-060/12C6H-55 [ } 4 6 4 3.9 6 12 55) Cylindrical
TEC040A4-060/16C6H-55 [ ] 4 6 4 3.9 6 16 55 Cylindrical
TEC040A4-060/20C6H-60 o 4 6 4 3.9 6 20 60 Cylindrical

@ : New product

\New

TEC**B6H
6 flute endmill, 45° helix angle, for hardened steel

15°

APMX ‘ '
LH
LF

DC

R —
DCONMS'™

Designation AH3005 DC DCONMS NOF APMX LH LF Shank
TEC030B6-080C6H-50 [ 3 6 6 8 10 50 Cylindrical
TEC040B6-100C6H-60 [ J 4 6 6 10 12 60 Cylindrical
TEC050B6-150C6H-60 [ 5 6 6 iS5 17 60 Cylindrical
TEC060B6-150C6H-60 ([ 6 6 6 15 - 60 Cylindrical

@ : New product

Reference pages: TEC**A2H: Standard cutting conditions — P52 - 53
TEC**A4H, TEC**B6H: Standard cutting conditions — P54
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TEC**A2
2 flute rib processing endmill, 30° helix angle, for hardened steel up to 55 HRC

DN 15°
—

DCONMSP®

2} |APmx y T
o |« LF ol
Designation AH750 DC DCONMS NOF DN APMX LH LF Shank

TEC004A2-006/02C4M45 o 0.4 4 2 0.37 0.6 2 45 Cylindrical
TEC004A2-006/04C4M45 [ ] 0.4 4 2 0.37 0.6 4 45 Cylindrical
TEC005A2-007/02C4M45 [ ] 0.5 4 2 0.45 0.7 2 45 Cylindrical
TECO005A2-007/04C4M45 [ ] 0.5 4 2 0.45 0.7 4 45 Cylindrical

@ TEC005A2-007/06C4M45 o 0.5 4 2 0.45 0.7 6 45 Cylindrical
TEC006A2-009/02C4M45 [ ] 0.6 4 2 0.55 0.9 2 45 Cylindrical
TEC006A2-009/04C4M45 [ ] 0.6 4 2 0.55 0.9 4 45 Cylindrical
TEC006A2-009/06C4M45 [ ] 0.6 4 2 0.55 0.9 6 45 Cylindrical
TECO007A2-010/02C4M45 [ 0.7 4 2 0.65 1 2 45 Cylindrical
TEC008A2-012/04C4M45 [ ] 0.8 4 2 0.75 1.2 4 45 Cylindrical
TECO008A2-012/06C4M45 ([} 0.8 4 2 0.75 1.2 6 45 Cylindrical
TEC008A2-012/08C4M45 [ ] 0.8 4 2 0.75 1.2 8 45 Cylindrical
TEC009A2-0135/06C4M45 [ ] 0.9 4 2 0.85 1.35 6 45 Cylindrical
TECO009A2-0135/10C4M45 [ ] 0.9 4 2 0.85 1.35 10 45 Cylindrical
TECO010A2-015/04C4M45 [ ] 1 4 2 0.97 1.5 4 45 Cylindrical
TEC010A2-015/06C4M45 [ ] 1 4 2 0.97 1.5 6 45 Cylindrical
TEC010A2-015/08C4M45 o 1 4 2 0.95 1.5 8 45 Cylindrical
TEC010A2-015/10C4M45 [ ] 1 4 2 0.95 1.5 10 45 Cylindrical
TEC010A2-015/12C4M45 o 1 4 2 0.93 1.5 12 45 Cylindrical
TEC010A2-015/16C4M50 [ ] 1 4 2 0.93 1.5 16 50 Cylindrical
TEC012A2-018/06C4M45 o 1.2 4 2 1.17 1.8 6 45 Cylindrical
TEC012A2-018/08C4M45 [ ] 1.2 4 2 1.15 1.8 8 45 Cylindrical
TEC012A2-018/10C4M45 [ ] 1.2 4 2 1.15 1.8 10 45 Cylindrical

@ TEC012A2-018/16C4M50 [ ] 1.2 4 2 1.13 1.8 16 50 Cylindrical
TEC014A2-021/06C4M45 [ 1.4 4 2 1.35 2.1 6 45 Cylindrical
TEC014A2-021/08C4M45 [ ] 1.4 4 2 1.35 2.1 8 45 Cylindrical
TEC014A2-021/10C4M45 [ ] 1.4 4 2 1.35 2.1 10 45 Cylindrical
TEC015A2-023/06C4M45 [ ] 1.5 4 2 1.47 2.3 6 45 Cylindrical

%% TEC015A2-023/08C4M45 [ ] S 4 2 1.45 2.3 8 45 Cylindrical
TEC015A2-023/10C4M45 [ ] 1.5 4 2 1.45 2.3 10 45 Cylindrical
TEC015A2-023/12C4M45 [ ] 1.5 4 2 1.43 2.3 12 45 Cylindrical
TEC015A2-023/16C4M50 [ ) 1.5 4 2 1.41 2.3 16 50 Cylindrical
TEC015A2-023/18C4M55 [ ] S 4 2 1.41 2.3 18 55 Cylindrical
TEC015A2-023/20C4M55 [ ] 1.5 4 2 1.41 2.3 20 55 Cylindrical
TEC016A2-024/06C4M45 [ ] 1.6 4 2 1.57 2.4 6 45 Cylindrical
TECO016A2-024/08C4M45 [ ) 1.6 4 2 1.55 2.4 8 45 Cylindrical
TEC016A2-024/10C4M45 [ ] 1.6 4 2 1.55 2.4 10 45 Cylindrical

. TEC016A2-024/18C4M55 [ ] 1.6 4 2 1.53 2.4 18 55 Cylindrical
TEC016A2-024/26C4M60 [ ] 1.6 4 2 1.53 2.4 26 60 Cylindrical
TEC018A2-027/06C4M45 [ ] 1.8 4 2 1.77 2.7 6 45 Cylindrical
TECO018A2-027/08C4M45 [ 1.8 4 2 1.75 2.7 8 45 Cylindrical
TEC018A2-027/10C4M45 [ ] 1.8 4 2 1.75 2.7 10 45 Cylindrical

. TECO018A2-027/12C4M45 [ ] 1.8 4 2 1.73 2.7 12 45 Cylindrical
TEC020A2-030/06C4M45 [ ] 2 4 2 1.97 3 6 45 Cylindrical
TEC020A2-030/08C4M45 [ ] 2 4 2 1.95 3 8 45 Cylindrical
TEC020A2-030/10C4M45 [ ] 2 4 2 1.95 3 10 45 Cylindrical
TEC020A2-030/12C4M45 [ ] 2 4 2 1.93 3 12 45 Cylindrical
TEC020A2-030/14C4M50 [ ] 2 4 2 1.93 3 14 50 Cylindrical
TEC020A2-030/16C4M50 [ 2 4 2 1.91 8} 16 50 Cylindrical
TEC020A2-030/18C4M55 [ ] 2 4 2 1.91 3 18 55 Cylindrical

H @ : Line up

Reference pages: Standard cutting conditions — P51
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Designation AH750 DC DCONMS NOF DN APMX LH LF Shank

TEC020A2-030/20C4M55 () 2 4 2 1.89 3 20 55 Cylindrical
TEC020A2-030/25C4M60 () 2 4 2 1.89 3 25 60 Cylindrical
TEC020A2-030/30C4M70 () 2 4 2 1.89 3 30 70 Cylindrical
TEC025A2-037/08C4M45 () 25 4 2 2.4 3.7 8 45 Cylindrical
TEC025A2-037/10C4M45 () 2.5 4 2 2.4 3.7 10 45 Cylindrical
TEC025A2-037/12C4M45 [ J 2.5 4 2 2.4 3.7 12 45 Cylindrical
TEC025A2-037/14C4M50 () 2.5 4 2 2.4 3.7 14 50 Cylindrical
TEC025A2-037/16C4M55 () 25 4 2 2.4 3.7 16 55 Cylindrical
TEC025A2-037/18C4M55 () 2.5 4 2 2.4 3.7 18 55 Cylindrical
TEC025A2-037/20C4M60 o 25 4 2 2.4 3.7 20 60 Cylindrical
TEC025A2-037/25C4M70 () 2.5 4 2 2.4 3.7 25 70 Cylindrical
TEC025A2-037/30C4M80 () 2.5 4 2 2.4 3.7 30 80 Cylindrical
TEC030A2-045/08C6M45 () 3 6 2 2.85 45 8 45 Cylindrical
TEC030A2-045/10C6M45 () 3 6 2 2.85 45 10 45 Cylindrical
TEC030A2-045/12C6M45 () 3 6 2 2.85 4.5 12 45 Cylindrical
TEC030A2-045/14C6M50 () 3 6 2 2.85 45 14 50 Cylindrical
TEC030A2-045/16C6M55 () 3 6 2 2.85 45 16 55 Cylindrical
TEC030A2-045/18C6M55 () 3 6 2 2.85 45 18 55 Cylindrical
TEC030A2-045/20C6M60 () 3 6 2 2.85 4.5 20 60 Cylindrical
TEC030A2-045/25C6M65 () 3 6 2 2.85 45 25 65 Cylindrical
TEC030A2-045/30C6M70 () 3 6 2 2.85 45 30 70 Cylindrical
TEC030A2-045/35C6M80 o 3 6 2 2.85 45 35 80 Cylindrical
TEC030A2-045/40C6M90 () 3 6 2 2.85 45 40 90 Cylindrical
@ : Line up

SOLIDMEISTER

TEC**A4
4 flute endmill, 30° helix angle, for hardened steel up to 65 HRC

[E—
DCONMS"®

Designation AH750 DC DCONMS NOF APMX LF Shank
TEC040A4-11C06-50 [ J 4 6 4 11 50 Cylindrical
TEC050A4-13C06-50 [ ] 5 6 4 13 50 Cylindrical
TEC060A4-13C06-50 [ ] 6 6 4 13 50 Cylindrical
TEC070A4-16C08-63 [ ] 7 8 4 16 63 Cylindrical
TEC080A4-19C08-63 [ ] 8 8 4 19 63 Cylindrical
TEC090A4-19C10-72 [ ] 9 10 4 19 72 Cylindrical
TEC100A4-22C10-72 [ ] 10 10 4 22 72 Cylindrical
TEC120A4-26C12-73 [ ] 12 12 4 26 73 Cylindrical
TEC140A4-26C14-83 [ ] 14 14 4 26 83 Cylindrical
TEC160A4-32C16-92 [ ) 16 16 4 32 92 Cylindrical
TEC180A4-32C18-100 [ ] 18 18 4 32 100 Cylindrical
TEC200A4-38C20-104 [ ] 20 20 4 38 104 Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P51
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TECH**B6
6 flute endmill, 45° helix angle, for finishing operation
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Designation AH725 AH750 DC DCONMS NOF APMX LF Shank
TECH060B6-16C06-57 () o 6 6 6 16 57 Cylindrical
TECH060B6-16W06-57 [ 6 6 6 16 57 Weldon
TECH080B6-20C08-63 () () 8 8 6 20 63 Cylindrical
TECH080B6-20W08-63 [ 8 8 6 20 63 Weldon

@ TECH100B6-22C10-72 () o 10 10 6 22 72 Cylindrical
TECH100B6-22W10-72 [ 10 10 6 22 72 Weldon
TECH120B6-25C12-83 () [} 12 12 6 25 83 Cylindrical
TECH120B6-25W12-83 [ 12 12 6 25 83 Weldon
TECH160B6-32C16-92 [ [ J 16 16 6 32 92 Cylindrical
TECH160B6-32W16-92 [ 16 16 6 32 92 Weldon
TECH200B6-38C20-104 () [} 20 20 6 38 104 Cylindrical
TECH200B6-38W20-104 [ 20 20 6 38 104 Weldon

@ : Line up

TEC**B6
6 flute endmill, 45° helix angle, extra long neck type, for hardened steel up to 65 HRC

7
B -
o
g
Designation AH750 DC DCONMS NOF APMX LF Shank
TEC060B6-26C06-70 ° 6 6 6 26 70 Cylindrical
TEC080B6-36C08-90 ° 8 8 6 36 9 Cylindrical
%& TEC100B6-46C10-100 [ J 10 10 6 46 100 Cylindrical
dmee  TEC120B6-56C12-110 o 12 12 6 56 110 Cylindrical
TEC160B6-66C16-130 ) 16 16 6 66 130 Cylindrical
TEC200B6-76C20-140 [ ] 20 20 6 76 140 Cylindrical
. TEC250B6-92C25-180 [ ] 25 25 6 92 180 Cylindrical
@ : Line up

Reference pages: Standard cutting conditions — P51
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TEC**D6
6 flute endmill, 50° helix angle, for hardened steel up to 65 HRC
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Designation AH750 DC DCONMS NOF APMX LF Shank
TEC060D6-13C06H57 o 6 6 6 13 57 Cylindrical
TEC080D6-20C08H63 ® 8 8 6 20 63 Cylindrical
TEC100D6-22C10H72 () 10 10 6 22 72 Cylindrical
TEC120D6-25C12H83 [ 12 12 6 25 83 Cylindrical
TEC140D6-30C14H83 () 14 14 6 30 83 Cylindrical
TEC160D6-32C16H92 ® 16 16 6 32 92 Cylindrical
TEC200D6-38C20H104 ° 20 20 6 38 104 Cylindrical

@ : Line up
TECA**B2
2 flute slotting endmill, 45° helix angle, for aluminium machining
Gy
@
. S
° — (@] V% e
8[ | F NN/
b e) =
I 7 s’ )
APMX 8 S

Designation KS15F DC DCONMS NOF APMX LF Shank
TECA040B2-12C06-57 ° 4 6 2 12 57 Cylindrical
TECA050B2-14C06-57 [ 5 6 2 14 57 Cylindrical
TECA060B2-16C06-57 () 6 6 2 16 57 Cylindrical
TECA080B2-20C08-63 [ ] 8 8 2 20 63 Cylindrical
TECA100B2-22C10-72 () 10 10 2 22 72 Cylindrical
TECA120B2-25C12-83 () 12 12 2 25 83 Cylindrical
TECA160B2-32C16-92 () 16 16 2 32 92 Cylindrical
TECA200B2-38C20-104 ° 20 20 2 38 104 Cylindrical

@ : Lineup

Reference pages: Standard cutting conditions — P51
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TECA**B3
3 flute endmill, 45° helix angle, for aluminium machining

I
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APMX 2
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Designation KS15F DC DCONMS NOF RE APMX LF Shank
TECA040B3-12C06-57 ® 4 6 3 0.1 12 57 Cylindrical
TECA040B3-12W06-57 [ ] 4 6 3 0.1 12 57 Weldon
TECA050B3-14C06-57 () 5 6 3 0.2 14 57 Cylindrical
TECA050B3-14W06-57 ° 5 6 3 0.2 14 57 Weldon
@ TECA060B3-16C06-57 ) 6 6 3 0.2 16 57 Cylindrical
TECA060B3-16W06-57 ® 6 6 3 0.2 16 57 Weldon
TECA080B3-20C08-63 () 8 8 3 0.2 20 63 Cylindrical
TECA080B3-20C08R30-63 ) 8 8 3 3 20 63 Cylindrical
TECA080B3-20W08-63 ) 8 8 3 0.2 20 63 Weldon
TECA100B3-22C10-72 [ ] 10 10 3 0.2 22 72 Cylindrical
TECA100B3-22W10-72 () 10 10 3 0.2 22 72 Weldon
TECA100B3-25C10R30-72 ) 10 10 3 3 25 72 Cylindrical
TECA100B3-25C10R40-72 ® 10 10 3 4 25 72 Cylindrical
TECA120B3-25C12-83 [ ] 12 12 3 0.2 25 83 Cylindrical
TECA120B3-25W12-83 () 12 12 3 0.2 25 83 Weldon
TECA120B3-30C12R30-83 ) 12 12 3 3 30 83 Cylindrical
TECA120B3-30C12R40-83 () 12 12 3 4 30 83 Cylindrical
TECA140B3-30C14-83 o 14 14 3 0.2 30 83 Cylindrical
TECA140B3-30W14-83 () 14 14 3 0.2 30 83 Weldon
TECA160B3-32C16-92 ® 16 16 3 0.2 32 92 Cylindrical
TECA160B3-32W16-92 () 16 16 3 0.2 32 92 Weldon
TECA200B3-38C20-104 () 20 20 3 0.2 38 104 Cylindrical
TECA200B3-38W20-104 () 20 20 3 0.2 38 104 Weldon
@ : Line up

B

TECA**F2
2 flute slotting endmill, 55° helix angle, for aluminium machining
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. LF |

M Designation KS15F DC DCONMS NOF APMX LF Shank
TECAO040F2-11C04-50 o 4 4 2 11 50 Cylindrical
TECAO060F2-13C06-57 [ ] 6 6 2 13 57 Cylindrical

. TECAO080F2-20C08-63 [ ] 8 8 2 20 63 Cylindrical
TECA100F2-22C10-72 [ ) 10 10 2 22 72 Cylindrical

. TECA120F2-25C12-83 o 12 12 2 25 83 Cylindrical
TECA160F2-32C16-92 [ ] 16 16 2 32 92 Cylindrical
TECA200F2-38C20-104 [ ] 20 20 2 38 104 Cylindrical
TECA250F2-45C25-121 [ ) 25 25 2 45 121 Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P51
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TEC**A2**E
2 flute endmill, 30° helix angle, short type

DChto
C
-

DCONMS"®

APMX | T
LF |

Designation AH725 DC DCONMS NOF APMX LF Shank
TEC020A2-03W06-E50 [ ] 2 6 2 3 50 Weldon
TECO030A2-04W06-E50 [ ] 3 6 2 4 50 Weldon
TEC040A2-05W06-E54 [ ] 4 6 2 5 54 Weldon
TEC045A2-05W06-E54 [ ] 4.5 6 2 5 54 Weldon
TEC050A2-06W06-E54 [ J 5 6 2 6 54 Weldon
TEC060A2-07W06-E54 [ ) 6 6 2 7 54 Weldon
TEC080A2-09W08-E58 [ ] 8 8 2 9 58 Weldon
TEC100A2-11W10-E66 [ ] 10 10 2 11 66 Weldon
TEC200A2-20W20-E92 [ ] 20 20 2 20 92 Weldon

@ : Line up

TEC**A2**E
2 flute endmill, 30° helix angle

I %) [ e
M g — S1S1E
[a) ) 8 @'
APMX | a
L LF -

Designation AH725 DC DCONMS NOF APMX LF Shank
TEC010A2-03C04-E50 [ ] 1 4 2 8} 50 Cylindrical
TEC015A2-045C04-E50 [ ] 1.5 4 2 4.5 50 Cylindrical
TEC020A2-08C02-E32 [ ] 2 2 2 32 Cylindrical
TEC025A2-08C025-E32 [ ] 2.5 2.5 2 8 32 Cylindrical
TEC030A2-12C03-E38 [ J 3 3 2 12 38 Cylindrical
TECO035A2-12C035-E32 [ ] 3.5 3.5 2 12 32 Cylindrical
TEC040A2-12C04-E50 [ ] 4 2 12 50 Cylindrical
TEC050A2-14C05-E50 [ ] 5 5 2 14 50 Cylindrical
TECO055A2-16C055-E50 o 515 515) 2 16 50 Cylindrical
TEC060A2-16C06-E50 [ ] 6 6 2 16 50 Cylindrical
TEC070A2-20C07-E60 [ ] 7 7 2 20 60 Cylindrical
TEC080A2-20C08-E63 [ ] 8 8 2 20 63 Cylindrical
TEC090A2-20C09-E60 [ ] 9 9 2 20 60 Cylindrical
TEC100A2-22C10-E72 [ ) 10 10 2 22 72 Cylindrical
TEC120A2-22C12-E73 [ ] 12 12 2 22 73 Cylindrical
TEC140A2-25C14-E75 [ ] 14 14 2 25 75 Cylindrical
TEC160A2-25C16-E92 [ ] 16 16 2 25 92 Cylindrical
TEC200A2-32C20-E100 [ ] 20 20 2 32 100 Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P51
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TEC**A/E3**E
3 flute endmill, 30° or 38° helix angle, short type
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Designation AH725 DC DCONMS NOF APMX LF FHA Shank
TECO020E3-04C06-E35 ® 2 6 3 4 35 38° Cylindrical
TEC025E3-05C06-E36 ® 25 6 3 5 36 38° Cylindrical
TECO030E3-05C06-E36 ® 3 6 3 5 36 38° Cylindrical
TEC035A3-06W06-E37 ® 35 6 3 6 37 30° Weldon

@ TECO040E3-07C06-E39 ® 4 6 3 7 39 38° Cylindrical
TEC045A3-08W06-E38 ® 45 6 3 8 38 30° Weldon
TEC050A3-08C06-E39 ® 5 6 3 8 39 30° Cylindrical
TEC055A3-08W06-E39 ® 5.5 6 3 8 39 30° Weldon
TECO060E3-08C06-E39 ® 6 6 3 8 39 38° Cylindrical
TEC070A3-10W08-E42 () 7 8 3 10 42 30° Weldon
TECO080E3-11C08-E43 ® 8 8 3 11 43 38° Cylindrical
TECO090A3-11W10-E48 ® 9 10 3 11 48 30° Weldon
TEC100E3-13C10-E50 ® 10 10 3 13 50 38° Cylindrical

@ : Lineup

TEC**A/E3**E
3 flute endmill, 30° or 38° helix angle
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Designation AH725 KS15F DC DCONMS NOF APMX LF FHA Shank
TECO020E3-08C02-E32 [ ) 2 2 & 8 32 38° Cylindrical
TECO30E3-12C03-E38 (] 3 3 3 12 38 38° Cylindrical
TECO040E3-12C04-E50 [ ) 4 4 3 12 50 38° Cylindrical
TECO050E3-14C05-E50 (] 5 5 3 14 50 38° Cylindrical
TECO060E3-16C06-E50 [ ) 6 6 3 16 50 38° Cylindrical
TECQ070E3-20C07-E60 { ] 7 7 3 20 60 38° Cylindrical
TECO080E3-20C08-E63 [ ) 8 8 3 20 63 38° Cylindrical

. TEC090A3-20C09-E60 { ] 9 9 3 20 60 30° Cylindrical

TEC100E3-22C10-E72 [ ] 10 10 3 22 72 38° Cylindrical

M TEC120E3-15C12-E55 ([} ([} 12 12 3 15 55 38° Cylindrical

TEC120E3-22C12-E73 [ ) 12 12 3 22 73 38° Cylindrical

TEC140A3-25C14-E75 { ] 14 14 3 25 75 30° Cylindrical

. TEC160A3-25C16-E75 [ ] 16 16 3 25 75 30° Cylindrical
@ : Lineup

Reference pages: Standard cutting conditions — P51
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TEC**B3**W
3 flute endmill, 45° helix angle, short type
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Designation AH725 DC DCONMS NOF APMX LF Shank
TEC020B3-03W06-50 [ J 2 6 3 3 50 Weldon
TEC030B3-04W06-50 [ J 3 6 3 4 50 Weldon
TEC040B3-05W06-54 o 4 6 3 5! 54 Weldon
TEC050B3-06W06-54 [ J 5 6 3 6 54 Weldon
TEC060B3-07W06-54 [ J 6 6 3 7 54 Weldon
TEC080B3-09W08-58 [ J 8 8 3 9 58 Weldon
TEC100B3-11W10-66 [ J 10 10 3 11 66 Weldon
TEC120B3-12W12-73 [ J 12 12 3 12 73 Weldon
TEC140B3-14W14-75 [ J 14 14 3 14 75 Weldon
TEC160B3-16W16-82 [ J 16 16 3 16 82 Weldon
TEC200B3-20W20-92 o 20 20 3 20 92 Weldon

@ : Lineup

TEC**A4**E
4 flute endmill, 30° helix angle
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Designation AH725 KS15F DC DCONMS NOF APMX LF Shank
TEC020A4-08C02-E32 () ® 2 2 4 8 32 Cylindrical
TEC025A4-08C025-E32 () o 25 25 4 8 32 Cylindrical
TEC030A4-12C03-E38 () 3 3 4 12 38 Cylindrical
TEC040A4-12C04-E50 () 4 4 4 12 50 Cylindrical
TEC050A4-14C05-E50 o 5 5 4 14 50 Cylindrical
TEC055A4-16C055-E50 o 5.5 5.5 4 16 50 Cylindrical
TEC060A4-16C06-E50 () 6 6 4 16 50 Cylindrical
TEC070A4-20C07-E60 o 7 7 4 20 60 Cylindrical
TEC080A4-20C08-E60 o 8 8 4 20 60 Cylindrical
TEC090A4-20C09-E60 () 9 9 4 20 60 Cylindrical
TEC100A4-22C10-E72 o 10 10 4 22 72 Cylindrical
TEC120A4-22C12-E73 ® 12 12 4 22 73 Cylindrical
TEC140A4-25C14-E83 o 14 14 4 25 83 Cylindrical
TEC160A4-25C16-E82 o 16 16 4 25 82 Cylindrical
TEC200A4-32C20-E104 ® 20 20 4 32 104 Cylindrical
@ : Line up

Reference pages: Standard cutting conditions — P51
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TEC**A4**E
4 flute endmill, 30° helix angle, extra long neck type
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Designation AH725 DC DCONMS NOF APMX LF Shank
TECO030A4-30C03-E75 [ ] 3 3 4 30 75 Cylindrical
TEC040A4-30C04-E75 [ ] 4 4 4 30 75 Cylindrical
TEC050A4-40C05-E100 [ ] 5! 5) 4 40 100 Cylindrical
TEC060A4-50C06-E150 [ ] 6 6 4 50 150 Cylindrical
@ TECO080A4-50C08-E150 [ ] 8 8 4 50 150 Cylindrical
TEC100A4-60C10-E150 [ ] 10 10 4 60 150 Cylindrical
TEC120A4-75C12-E150 [ ] 12 12 4 75 150 Cylindrical
TEC140A4-65C14-E150 [ ] 14 14 4 65 150 Cylindrical
TEC160A4-65C16-E150 [ ] 16 16 4 65 150 Cylindrical
TEC200A4-65C20-E150 [ ] 20 20 4 65 150 Cylindrical
@ : Line up

Reference pages: Standard cutting conditions — P51
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I STANDARD CUTTING CONDITIONS
Slotting / Roughing

. . . fz (mm/t) ap

ISO Workpiece material Hardness V¢ (m/min :
P (m/min) 06 - 08 010- 012 016 - 220 (Slotting)

Carbon steel - 300 HB 140 - 180 0.025 - 0.035 0.03 - 0.045 0.04 - 0.055 1xD

. Alloy steel - 300 HB 70 - 150 0.02 - 0.03 0.03 - 0.045 0.04 - 0.055 1xD

Stainless steel -200 HB 60 - 100 0.02 - 0.035 0.08 - 0.04 0.035 - 0.045 0.5xD

Cast iron 150 - 250 HB 80 - 180 0.02 - 0.04 0.08 - 0.05 0.04 - 0.06 1xD

Titanium alloy - 20-50 0.02 - 0.03 0.025 - 0.04 0.03 - 0.07 0.25xD

Hardened steel - 60 HRC 20-30 0.01-0.015 0.02 - 0.045 0.04 - 0.05 0.2xD

. Aluminium alloy - 300 - 750 0.02 - 0.04 0.03-0.05 0.03 - 0.07 1xD

Semi-finishing / Shouldering (ae = 0.1-0.4 x D)

. . . fz (mm/t)
ISO Workpiece material Hardness Vc (m/min a
P (m/min) 06 - 08 010 - 012 016 - 020 P
Carbon steel - 300 HB 150 - 220 0.03-0.06 0.06 - 0.07 0.07 - 0.08 2xD
. Alloy steel - 300 HB 70 - 160 0.02 - 0.05 0.04 - 0.065 0.045 - 0.07 2xD

Stainless steel -200 HB 80 - 130 0.025 - 0.04 0.035 - 0.045 0.04 - 0.05 2xD

Cast iron 150 - 250 HB 130 - 220 0.08 - 0.05 0.04 - 0.06 0.06 - 0.07 2xD

Titanium alloy - 40-60 0.03-0.04 0.085 - 0.05 0.05-0.08 2xD

Hardened steel - 60 HRC 30-70 0.015 - 0.035 0.035 - 0.055 0.045 - 0.06 2xD

. Aluminium alloy = 350 - 850 0.04 - 0.06 0.06 - 0.08 0.08 - 0.1 2xD

Finishing (feed rate depending on required accuracy) / High feed machining at low depth of cut (ae = 0.05-0.1 x D)

. fz (mm/t)
ISO i i Hardness V¢ (m/min a
Workpiece material (m/min) 2608 210 - 12 216 =520 p
. Carbon steel - 300 HB 170 - 280 0.05-0.07 0.07 - 0.08 0.08 - 0.1 apmax
Alloy steel - 300 HB 110 - 220 0.05 - 0.07 0.07 - 0.08 0.08 - 0.1 apmax

Stainless steel -200 HB 100 - 160 0.03 - 0.045 0.04 - 0.05 0.045 - 0.06 apmax

Cast iron 150 - 250 HB 180 - 280 0.035 - 0.06 0.06 - 0.065 0.065 - 0.08 apmax

Titanium alloy - 50-70 0.085 - 0.05 0.04 - 0.06 0.06 - 0.085 apmax

. Aluminium alloy - 350 - 900 0.045 - 0.07 0.07 - 0.1 0.1-0.15 apmax

Hardened steel - 60 HRC 40 -80 0.02 - 0.04 0.04 - 0.06 0.05 - 0.07 apmax

- When the depth of cut (ae) is closer to the upper limit, please start with a lower limit value of cutting speed (Vc).

- The items with long slot (2xD or over) and the items with 5 cutting edges or more are not suitable for slotting operation.

- When using AH750, reducing cutting speed by 20 to 30% is effective for extending tool life.

- While air blow is recommended, water-soluble coolant will be good for stainless steel, titanium alloy, and heat-resistant alloy.

- When chattering occurs with low rigid machines or settings, reduce cutting speed and feed at an equal rate.

- When chattering occurs with long tool overhang, reduce cutting speed and feed by 20 to 40% (Variable/FinishMeister is recommended for such operations).

- In slotting of high hardened steel, heat-resistant alloy, and some types of stainless steel, start with ap=0.2xD and increase the value gradually while checking the status of
the operation.

- In shoulder milling of high hardened steel and heat-resistant alloy, the cutting width should be started at ae=0.05xD and increase the value gradually while checking the
status of the operation.

- The items with many cutting edges are good for finishing and high feed machining of small width of cut.

- VariableMeister is suitable for machining large depth of cut.

- Low feed in finishing is recommended for good surface roughness.
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I STANDARD CUTTING CONDITIONS

TEC**A2H
Hardened steel
SKD61 / X40CrMoV/5-1, etc. SKD11 / X153CrMoV12, etc. HSS, etc.
H - 55 HRC - 62 HRC - 65 HRC
Cutting |Feed per|Numberof| Feed | Depth | Width | Cutting [Feed per|Numberof | Feed | Depth | Width | Cutting |Feed per|Numberof| Feed | Depth | Width
speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut
DC Designation Ve fz n 7 ap ae e fz n Vi ap ae Ve fz n Vi ap ae
(mm) (m/min)| (mm/t) | (min™) (mm/min) (mm) | (mm) |(m/min)| (mm/t) | (min™) {(mm/min) (mm) | (mm) |(M/min)| (mm/t) | (Min") (mm/min)| (mm) | (mm)
TEC003A2-004/01C4H-45 | 24-34 | %004 | 20770 | 350 | 0.003 | 015 | 24-34 | %008 | 30770 | 350 | 0003 | 012 | 24-34 | %092 | 30770 | 350 | 0.003 | 0.9
0.008 0.006 0.005
03 |TEC003A2-004/015C4H-45 | 24-34 | %002 | 30770 | 267 | 0.003 | 0.15 | 24-34 | %002 | 30770 | 267 | 0.003 | 012 | 24-34 | %0927 | 30770 | 267 | 0003 | 0.9
0.005 0.004 0.003
0.001 - 0.001 - 0.001 -
TEC003A2-004/03C4H-45 | 19-29 | GOV " | 25465 | 59 | 0002 | 015 | 19-20 | GO0 | 25465 | 59 | 0002 | 012 | 1a-24 | G0 | 20160 | 47 | 0002 | 0.09
TECO04A2-006/01C4H-45 | 30-43 | %090 | 30240 | 454 | 0005 | 02 |30-43 | GO0 | 30240 | 454 | 0005 | 016 | 27-37 | GNO | 25465 | 382 | 0005 | 0.2
0.4 |TEC004A2-006/02C4H-45 | 30-43 | %%%4 | 30040 | 363 | 0.005 | 02 | 27-37 | %005 | 25465 | 306 | 0.005 | 0.16 | 27-37 | %093 | 25465 | 306 | 0.005 | 0.2
0.008 0.009 0.006
0.003- 0.003 - 0.002-
TEC004A2-006/04C4H-45 | 27-37 | G000 | 25465 | 212 | 0003 | 02 |21-31 | GO0 | 20600 | 172 | 0002 | 016 | 18-28 | G | 18305 | 153 | 0002 | 0.12
TECO05A2-005/008C4H-45 | 30 - 45 060&55_ 25500 | 468 | 0.01 | 025 |30-42 0608155_ 23600 | 433 | 0007 | 02 |30-37 0603155_ 20400 | 374 | 0005 | 0.15
TECO05A2-007/01CAH-45 | 30 - 45 060&85' 25465 | 467 | 0.01 | 025 |30-42 Odogfs' 23565 | 432 | 0007 | 02 |27-37 0603185' 20370 | 373 | 0005 | 0.15
TECO05A2-010/013C4H-45 | 30 - 45 0608154_ 25500 | 442 | 0.01 | 025 |30-42 060(?153_ 23600 | 409 | 0007 | 02 |30-37 0603154_ 20400 | 354 | 0005 | 0.15
0 . . )
TEC005A2-007/015C4H-45 | 30-45 | %007 | 25465 | 441 | 001 | 025 | 30-42 | %007 | 23555 | 408 | 0007 | 02 |27-37 | %097 | 20370 | 353 | 0005 | 0.5
0.014 0.013 0.014
TEC005A2-007/025CaH-45 | 30-45 | G000 | 25465 | 407 | 0.008 | 025 | 30-42 | GO | 23565 | 377 | o006 | 02 |27-37 | G| 20370 | 326 | 0004 | 015
0.004 - 0.003 - 0.002-
TEC005A2-007/05C4H-45 | 27-37 | G004 | 20370 | 261 | 0.003 | 025 | 24-34 | GO0 | 1sae0 | 236 | 0003 | 02 |21-31 | 0% | 16550 | 212 | 0002 | 0.5
TEC008A2-008/012C4H-45 | 30-68 | %207 | 25100 | 853 | 003 | 04 |30-63 | %007 | 23100 | 785 | 002 | 032 | 30-56 | %% | 20300 | 690 | 0012 | 0.24
0.024 0.021 0.021
TEC008A2-012/02C4H-45 | 30-68 | "0 | 25100 | 853 | 003 | 04 |30-63| %9007 | 23100 | 785 | 002 | 032 | 30-56 | %907 | 20300 | 690 | 0.012 | 024
0.024 0.021 0.021
TEC008A2-016/02C4H-45 | 30-68 | 2007 | 25100 | 853 | 003 | 04 |30-63 | %9007 | 23100 | 785 | 002 | 032 | 30-56 | %9007 | 20300 | 690 | 0.012 | 024
0 0.024 0.021 0.021
TEC008A2-012/03C4H-45 | 30-68 | %007 | 25085 | 852 | 003 | 04 |30-63 | %007 | 23075 | 785 | 002 | 032 | 30-56 | %% | 20200 | 690 | 0012 | 024
0.024 0.021 0.021
TECO08A2-012/04C4H-45 | 30 - 68 0608271_ 25065 | 802 | 0.025 | 0.4 |30-63 Oé)g; | 23075 | 738 | 0.015 | 032 | 30-56 060[?179_ 20200 | 649 | 0007 | 0.24
TECO08A2-012/08C4H-45 | 30 - 46 0608179_ 16315 | 510 | 0.007 | 04 | 30-41 060(?176- 14325 | 448 | 0.005 | 032 | 26-36 0603162' 12335 | 385 | 0.003 | 0.24
0.009- 0.009 - 0.009 -
TECO10A2-015/03C4H-50 | 30-78 | oo | 23235 | 1115 | 005 | 05 |30-62 | G007 | 18145 | &71 | 004 | 04 |30-49 | G007 | 14005 | 672 | 003 | 03
TEC010A2-015/04C4H-50 | 30-78 | ®00% | 23035 | 920 | 004 | 05 |30-62 | %099 | 18145 | 726 | 003 | 04 |30-49 | %09 | 14005 | se0 | 002 | 03
0.03 0.033 0.027
TEC010A2-025/04C6H-50 | 30-78 | ®00% | 23035 | 920 | 004 | 05 |30-62 | %099 | 18145 | 726 | 003 | 04 |30-49 | %99 | 44005 | se0 | 002 | 03
1 0.03 0.033 0.027
TECO10A2-015/05C4H-50 | 30-68 | *00% | 20055 | o912 | 003 | 05 |30-56| %090 | 16235 | 738 | 002 | 04 |30-43| %99 | 42005 | s50 | 0012 | 03
0.03 0.033 0.028
TECO10A2-015/10C4H-50 | 30-49 | %999~ | 14005 | 525 | 001 | 05 |27-37 | %99 | 10185 | 382 | 0007 | 04 | 14-24| %00 | goso | 227 | 0005 | 03
0.027 0.03 0.031
TECO10A2-015/20c4H-55 | 27-37 | %0%8 - | 10185 | 170 | 0005 | 05 | 17-27 | %% | 7005 | 117 | 0003 | 04 |10-20| %07 | 4775 | s0 | 0001 | 03
0.012 0.014 0.015
TECO15A2-023/04C4H-50 | 30-100| %011~ | 20160 | 1052 | 005 | 075 | 30-90 | %%'1 | 18040 | 941 | 004 | 06 |30-71 | %% | 14005 | 731 | 0.03 | 045
0.034 : : 0.033 : : 0.032 : :
0.011- 0.011 - 0.011 -
TECO15A2-023/06C4H-50 | 30 - 100 20160 | 877 | 0.04 | 075 |30-90 18040 | 784 | 003 | 06 | 30-71 14005 | 609 | 0.02 | 0.45
0.03 0.029 0.027
0.011- 0.011 - 0.011 -
15 |TECO15A2-040/06C6H-50 | 30 - 100 20160 | 877 | 004 | 075 | 30-90 18040 | 784 | 003 | 06 | 30-71 14005 | 609 | 002 | 045
0.03 0.029 0.027
TECO15A2-023/08C4H-50 | 30-90 | %O'1 - | 18040 | 812 | 003 | 075 | 30-71 | %011 | 14005 | 630 | 003 | 06 |30-53 | %% | 10185 | as8 | 001 | 045
0.025 : : 0.032 : : 0.029 : k
TECO15A2-023/16C4H-50 | 30-53 | CO0T1 | 10185 | 424 | 001 | 075 | 30-48 | %011 | 9125 | 3s0 | 0007 | 06 |28-38| %01 | 7005 | 202 | 0.005 | 045
0.027 : : 0.025 : : 0.022 : k
0.013- 0.013- 0.013-
TEC020A2-030/04C4H-50 |30~ 19| G018 | 18145 | 1089 | 008 | 1 [30-100| %01 | 15120 | 907 | 006 | 08 |30-81 | G037 | 12005 | 726 | 004 | 06
0.013- 0.013- 0.013-
TEC020A2-030/06C4H-50 | 30-119| G081 18145 | 907 | 006 | 1 [30-100| G5 | 15120 | 756 | 005 | 08 | 30-81 | G| 12005 | eos | 003 | 06
2 |TEC020A2-060/08C6H-50 | 30-106| 0027 | 16075 | 804 | 005 | 1 |30-81 | %% | 12005 | 605 | 0.04 | 08 |30-65| %92° | 9550 | 478 | 002 | 06
0.038 : 0.038 : : 0.039 : -
0.013- 0.013- 0.013-
TEC020A2-030/1004H-50 | 30-93 | G015 | 14005 | 700 | 005 | 1 |0-81 | 403 | 12005 | 605 | 004 | 08 | 30-65 | G | 9550 | 478 | 002 | 06
TEC020A2-030/20C4H-55 | 30-63 | %013 | 9230 | 369 | 002 | 1 |30-50 | %0137 | gses | 344 | 001 | 08 |30-43| %3 | 6050 | 242 | 0005 | 06
0.031 0.03 0.033
0.015- 0.015- 0.015-
N TECO25A2-040/08C4H-50  |30-115| G012 | 14005 | 875 | 007 | 125 |30-84 | GU° | 10060 | 629 | 005 | 1 |30-68 | G0 | 8020 | 501 | 003 | 075
’ 0.013 - 0.013 - 0.013 -
TECO25A2-070/096H-50 |30~ 15| G037 | 14000 | 875 | 01 | 13 |0-84 | GO% om0 | es1 | oo7 | 1 | s0-68 | G037 | soo0 | s00 | 005 | 08
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Hardened steel
SKD61 / X40CrMoV5-1, etc. SKD11 / X153CrMoV12, etc. HSS, etc.
H - 55 HRC -62 HRC - 65 HRC
Cutting |Feed per|Numberof| Feed | Depth | Width | Cutting |Feed per|Numberof | Feed | Depth | Width | Cutting |Feed per|Numberof| Feed | Depth | Width
speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut
DC Designation Vc fz n v ap ae e fz n v ap ae e fz n Vi ap ae
(mm) 9 (m/min)| (mm/t) | (min™) |(mm/min) (mm) | (mm) |(m/min)| (mm/t) | (min) {(mm/min) (mm) | (mm) |(M/min)| (mm/t) | (Min") (mm/min) (mm) | (mm)
0.015 - 0.015 - 0.015 -
TEC025A2-040/10C4H-50 30-115 0.043 14000 875 0.07 125 | 30-84 0.053 10100 631 0.05 1 30 - 68 0.047 8000 500 0.03 0.75
0.015 - 0.015 - 0.015 -
2.5 |TEC025A2-040/12C4H-50 30-100 0.044 12095 691 0.06 125 | 30-81 0.047 9675 553 0.04 1 30 - 64 0.048 7510 429 0.02 0.75
TEC025A2-040/20C4H-55 30-70 0.013 - 8275 497 0.05 125 | 30-64 0.013 - 7510 451 0.02 1 30-45 0.013 - 5095 306 0.01 0.75
0.045 0.05 0.06
0.018 - 0.018 - 0.018 -
TEC030A2-045/08C6H-55 30-137 0.048 14005 875 0.1 15 |30-100 0.06 10080 630 0.07 1.2 30-81 0.057 8065 504 0.05 0.9
0.018 - 0.018 - 0.018 -
TEC030A2-045/10C6H-55 30-137 0.048 14000 875 0.1 1.5 |30-100 0.06 10100 631 0.07 1.2 30-81 0.057 8100 506 0.05 0.9
3 |Tecoson2-080/10c6H-60 | 30-137 | %08~ | 4000 | 75 | 012 | 15 [30-100 ®9"8 | 10100 | 631 | 008 | 12 |30-81| %281 g100 | s06 | 006 | 09
0.048 0.06 0.057
0.018 - 0.018 - 0.018 -
TEC030A2-045/16C6H-55 30-100 0.053 10080 672 0.07 15 30-86 0.053 8595 573 0.05 1.2 30-67 0.046 6580 439 0.03 0.9
0.015 - 0.015 - 0.015 -
TEC030A2-045/30C6H-70 30-71 0.064 7005 613 0.03 15 30-67 0.057 6580 576 0.02 1.2 30-48 0.055 4560 399 0.007 0.9
0.03 - 0.03 - 0.03 -
TEC040A2-060/10C6H-55 30-137 0.06 10500 840 0.1 2 30-100 0.06 7600 608 0.07 1.6 30-81 0.06 6000 480 0.05 1.2
0.03 - 0.03 - 0.03 -
TEC040A2-060/12C6H-55 30-137 0.06 10500 840 0.1 2 30-100 0.06 7600 608 0.07 1.6 30-81 0.06 6000 480 0.05 1.2
0.03 - 0.03 - 0.03 -
4 | TEC040A2-100/13C6H-60 30-137 0.06 10500 840 0.16 2 30-100 0.06 7600 608 0.11 1.6 30-81 0.06 6000 480 0.08 1.2
TEC040A2-060/20C6H-60 30-100 0.03- 7600 623 0.07 2 30 - 86 0.03- 6400 525 0.05 1.6 30-67 0.03- 4900 402 0.03 1.2
0.062 . 0.062 . : 0.062 . h
0.03 - 0.03 - 0.03 -
TEC040A2-060/40C6H-80 30-71 0.06 5300 424 0.03 2 30-67 0.06 4900 392 0.02 16 | 30-48 0.06 3400 272 0.007 1.2
0.038 - 0.038 - 0.038 -
TEC050A2-080/15C6H-60 30-137 0.072 8400 806 0.2 25 |30-100 0.072 6000 576 0.14 2 30-81 0.072 4800 461 0.1 1.5
0.038 - 0.038 - 0.038 -
5 |TEC050A2-130/16C6H-60 30-137 0.072 8400 806 0.2 25 |30-100 0.072 6000 576 0.14 2 30-81 0.072 4800 461 0.1 15
0.039 - 0.039 - 0.039 -
TEC050A2-080/30C6H-90 30-100 0.074 6000 590 0.1 25 30 - 86 0.074 5200 512 0.07 2 30-67 0.074 3900 384 0.05 1.5
0.046 - 0.046 - 0.046 -
TEC060A2-090/15C6H-60 30-137 0.087 7000 806 0.24 3 30-100 0.087 5000 576 0.17 2.4 30-81 0.087 4000 461 0.12 1.8
0.046 - 0.046 - 0.046 -
6 |TEC060A2-090/20C6H-80 30-137 0.087 7000 806 0.24 3 30-100 0.087 5000 576 0.17 2.4 30-81 0.087 4000 461 0.12 1.8
0.047 - 0.047 - 0.047 -
TEC060A2-090/30C6H-90 30-100 0.089 5000 590 0.12 3 30 - 86 0.089 4300 508 0.085 2.4 30-67 0.089 3300 390 0.06 1.8
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SOLIDMEISTER

I STANDARD CUTTING CONDITIONS

TEC**A4H
Hardened steel
SKD61 / X40CrMoV5-1, etc. SKD11 / X153CrMoV12, etc. HSS, etc.
H - 55 HRC -62 HRC - 65 HRC
Cutting |Feed per|Numberof| Feed | Depth | Width | Cutting [Feed per|Numberof | Feed | Depth | Width | Cutting |Feed per|Numberof| Feed | Depth | Width
speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut
DC Designation Ve fz n 7 ap ae e fz n Vi ap ae Ve fz n Vi ap ae
(mm) 9 (m/min)| (mm/t) | (min™) (mm/min) (mm) | (mm) |(m/min)| (mm/t) | (min™) {(mm/min) (mm) | (mm) |(M/min)| (mm/t) | (Min") (mm/min)| (mm) | (mm)
TEC010A4-015/03C4H-50 30-90 0.009 - 27100 2168 0.04 0.5 30-71 0.009 - 21000 1680 0.03 0.4 30-57 0.009 - 16600 1328 0.02 0.3
0.03 0.033 0.027
TEC010A4-015/04C4H-50 30-78 0.009 - 23200 1856 0.04 0.5 30 - 62 0.009 - 18100 1448 0.03 0.4 30-49 0.009 - 14000 1120 0.02 0.3
1 0.03 0.033 0.027
TEC010A4-015/06C4H-50 30-62 0.009 - 18100 1630 0.02 0.5 30-49 0.009 - 14000 1260 0.01 0.4 30-37 0.009 - 10200 918 0.007 0.3
0.029 0.032 0.03
TEC010A4-015/10C4H-50 30-49 0.009 - 14000 1050 0.01 0.5 30-37 0.009 - 10200 766 0.007 0.4 30-24 0.009 - 6000 450 0.005 0.3
0.027 0.03 0.031
0.011 - 0.011 - 0.011 -
TEC015A4-025/04C4H-50 30-115 23300 2026 0.04 0.75 |30-104 21000 1826 0.03 0.6 30-83 16600 1444 0.02 0.45
@ 0.03 0.029 0.027
0.011 - 0.011 - 0.011 -
TEC015A4-025/06C4H-50 30-100 0.03 20200 1756 0.04 0.75 | 30-90 0.029 18000 1566 0.03 06 |30-71 0.027 14000 1218 0.02 0.45
@ 18 0611 0611 0611
TEC015A4-025/08C4H-50 30-90 0.025 18000 1620 0.03 075 | 30-71 0.032 14000 1260 0.03 0.6 30-53 0.028 10200 918 0.01 0.45
TECO15A4-025/16C4H-50 | 30-53 | %011~ | 10200 | 850 | 001 | 075 | 30-48 | %%V | 9100 | 758 | 0007 | 06 |30-38 | %% | 7000 | 584 | 0005 | 0.45
0.027 . : 0.025 : : 0.022 : .
0.013 - 0.013 - 0.013 -
TEC020A4-030/06C4H-50 30-119 0.038 18100 1810 0.06 1 30-100 0.038 15100 1510 0.05 0.8 30-81 0.038 12100 1210 0.03 0.6
0.013 - 0.013 - 0.013 -
, TEC020A4-030/08C4H-50 30-106 0.038 16100 1610 0.05 1 30-81 0.038 12100 1210 0.04 0.8 30 - 65 0.039 9500 950 0.02 0.6
0.013 - 0.013 - 0.013 -
TEC020A4-030/10C4H-50 30-93 0.038 14000 1400 0.05 1 30-81 0.031 12100 1210 0.04 0.8 30 - 65 0.036 9500 950 0.02 0.6
TEC020A4-030/20C4H-50 30-63 0.013 - 9200 736 0.02 1 30-59 0.013 - 8600 688 0.01 0.8 30-43 0.013 - 6000 480 0.005 0.6
0.031 0.03 0.033
TEC030A4-045/08C6H-55 | 30-137 | %015 | 12000 | 1750 | 01 | 15 |30-100| %9 | 10100 | 1262 | 007 | 12 |30-81| %% | 100 | 1012 | 005 | 09
0.048 0.06 0.057
0.015 - 0.015 - 0.015 -
3 |TEC030A4-045/10C6H-55 30-119 0.05 12100 1556 0.08 15 30-92 0.057 9200 1182 0.06 1.2 30-73 0.052 7200 926 0.04 09
0.015 - 0.015 - 0.015 -
TEC030A4-045/16C6H-55 30-100 0.053 10100 1346 0.07 15 30-86 0.053 8600 1146 0.05 1.2 30-67 0.046 6600 880 0.03 0.9
TEC040A4-060/10C6H-55 30-125 0.03- 9500 1584 0.15 2 30-106 0.03- 8000 1334 0.08 1.6 30-93 0.03- 7000 1166 0.06 1.2
0.079 ) 0.075 : : 0.054 : )
TEC040A4-060/12C6H-55 30-125 0.03- 9500 1584 0.15 2 30-106 0.03- 8000 1334 0.08 1.6 30-93 0.03- 7000 1166 0.06 1.2
. 0.079 ) 0.075 : : 0.054 : )
TEC040A4-060/16C6H-55 30-106 0.03- 8000 1600 0.1 2 30-93 0.03- 7000 1400 0.06 1.6 30-81 0.03- 6000 1200 0.05 1.2
0.084 . 0.075 ’ ’ 0.075 ’ :
TEC040A4-060/20C6H-60 30-93 0.03- 7000 1482 0.08 2 30-87 0.03- 6500 1376 0.05 1.6 30-75 0.03- 5600 1186 0.04 1.2
@ 0.086 . 0.069 . : 0.068 ! h
%1% TEC**B6H
Hardened steel
SKD61 / X40CrMoV5-1, etc. SKD11 / X153CrMoV12, etc. HSS, etc.
H - 55 HRC - 62 HRC - 65 HRC
Cutting Feed per | Number of Cutting Feed per | Number of Cutting Feed per | Number of
speed tooth revolutions Feed speed speed tooth revolutions Feed speed speed tooth revolutions Feed speed
DC Designation Ve n i Ve n Vi Ve n Vi
(mm) 9 (m/min) (mm/t) (min™) | (mm/min) | (m/min) (mm/t) (min") | (mm/min) | (m/min) (mm/t) (min™) | (mm/min)
3 | TEC030B6-080C6H-50 30-106 |0.006 - 0.063 10700 2678 30-89 0.006 - 0.054 8915 2230.5 30-77 0.02 - 0.038 7640 1911.5
. 4 | TEC040B6-100C6H-60 30-109 |0.006 - 0.069 8300 2306 30-91 0.006 - 0.06 6845 1901.5 30-79 0.022 - 0.042 5890 1636.2
M 5 |TEC050B6-150C6H-60 30-112 |0.008 - 0.077 6800 2100 30-93 0.008 - 0.067 5600 1729.4 30-81 0.025 - 0.047 4840 1494.7
6 |TEC060B6-150C6H-60 30-115 |0.008 - 0.103 5800 2400 30 - 96 0.008 - 0.078 4830 1998.6 30 -85 0.029 - 0.054 4245 1756.6

. - When slotting, start with ap=0.01xD and increase the value gradually while checking the status of the operation.
- In shoulder milling of high hardened steel and heat-resistant alloy, the cutting width should be started at ae=0.01xD and increase the value gradually while
checking the status of the operation.
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VARIASLEMEISTER

TEB**E4L**CF
4 flute chatter dampening ball nose endmill (2xD), 38°helix angle, variable pitch, relieved neck type, for hardened steel

DCea

Designation AH710 DC DCONMS NOF APMX LH LF Shank
TEBO30E4L-06/09C06CFH57 [ ] 3 6 4 6 9 57 Cylindrical
TEBO40E4L-08/12C06CFH57 [ ] 4 6 4 8 12 57 Cylindrical
TEBO50E4L-10/15C06CFH57 [ ] 5 6 4 10 15 57 Cylindrical
TEBO60E4L-12/18C06CFH57 [ ] 6 6 4 12 18 57 Cylindrical
TEBO8OE4L-16/24C08CFH63 [ ] 8 8 4 16 24 63 Cylindrical
TEB100E4L-20/30C10CFH72 [ ] 10 10 4 20 30 72 Cylindrical
TEB120E4L-24/36C12CFH83 [ ] 12 12 4 24 36 83 Cylindrical
TEB160E4L-32/48C16CFH92 [ ] 16 16 4 32 48 92 Cylindrical

@ : Lineup

SHREODMEISTER

TEBRF**T3/4
3 - 4 flute ball nose roughing endmill, 20° helix angle, long edge type, for hardened steel

DCONMSF®

Designation AH750 DC DCONMS NOF RE APMX LF Shank
TEBRF060T3-16C06M57 ® 6 6 3 3 16 57 Cylindrical
TEBRF080T3-16C08M63 o 8 3 4 16 63 Cylindrical
TEBRF100T4-22C10M72 () 10 10 4 5 22 72 Cylindrical
TEBRF120T4-26C12M83 o 12 12 4 6 26 83 Cylindrical
TEBRF140T4-26C14M83 ® 14 14 4 7 26 83 Cylindrical
TEBRF160T4-32C16M92 ® 16 16 4 8 32 92 Cylindrical
TEBRF180T4-32C18M92 () 18 18 4 9 32 92 Cylindrical
TEBRF200T4-38C20M104 () 20 20 4 10 38 104 Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P62, Technical guide — P66
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\New
SOLIDMEISTER

TEB**A2H
2 flute ball nose endmill, 30° helix angle, long neck type, for hardened steel

&

+0.005

RE DN BHTA _ =

R 2

? e ‘ {E 8

APMX |l LF . [a)

LH
Designation AH3005 DC DCONMS NOF DN RE APMX LH BHTA LF Shank
TEB003A2-006/75/15C4H-45 ° 03 4 2 - 0.15 06 ; 15° 45  Cylindrical
TEB003A2-003/01C4H-45 ° 03 4 2 0.27 0.15 03 1 15° 45  Cylindrical
TEB003A2-003/02C4H-45 ° 0.3 4 2 0.27 0.15 03 2 15° 45  Cylindrical
TEBO04A2-008/75/15C4H-45 ° 0.4 4 2 - 0.2 0.8 - 15° 45 Cylindrical
TEB004A2-004/01C4H-45 ° 0.4 4 2 0.36 02 0.4 1 15° 45  Cylindrical
TEB004A2-004/015C4H-45 ° 0.4 4 2 0.36 0.2 0.4 15 15° 45  Cylindrical
TEBO04A2-004/02C4H-45 ° 0.4 4 2 0.36 02 0.4 2 15° 45  Cylindrical
@ TEB004A2-004/025C4H-45 [ ] 0.4 4 2 0.36 0.2 0.4 2.5 15° 45 Cylindrical
TEB004A2-004/03C4H-45 ° 0.4 4 2 0.36 02 0.4 3 15° 45  Cylindrical
TEB004A2-004/04C4H-45 ° 0.4 4 2 0.36 0.2 0.4 4 15° 45  Cylindrical
TEBO05A2-010/75/15C4H-45 * 05 4 2 - 0.5 1 - 15° 45  Cylindrical
TEBO05A2-005/01C4H-45 * 05 4 2 0.45 0.25 05 1 15° 45 Cylindrical
TEB005A2-005/015C4H-45 ° 05 4 2 0.45 0.25 05 15 15° 45  Cylindrical
TEB005A2-005/02C4H-45 ° 05 4 2 0.45 0.25 05 2 15° 45  Cylindrical
TEBO05A2-005/025C4H-45 ° 05 4 2 0.45 0.5 05 25 15° 45  Cylindrical
TEBO05A2-005/03C4H-45 ° 05 4 2 0.45 0.25 05 3 15° 45 Cylindrical
TEBO05A2-005/04C4H-45 ° 05 4 2 0.45 0.25 05 4 15° 45  Cylindrical
TEBOO6A2-012/75/15C4H-45 ° 06 4 2 ; 0.3 1.2 ; 15° 45  Cylindrical
TEB006A2-006/02C4H-45 ° 06 4 2 0.55 03 06 2 15° 45  Cylindrical
TEBOOBA2-006/02C6H-45 ° 06 6 2 0.55 0.3 06 2 15° 45  Cylindrical
TEBO06A2-006/03C4H-45 Y 06 4 2 0.55 03 06 3 15° 45  Cylindrical
TEBOO6A2-006/04C4H-45 ° 06 4 2 0.55 0.3 06 4 15° 45  Cylindrical
TEB006A2-006/04C6H-45 ° 06 6 2 0.55 03 06 4 15° 45  Cylindrical
@ TEBOOBA2-006/05C4H-45 ° 06 4 2 0.55 03 06 5 15° 45 Cylindrical
TEBO06A2-006/06C4H-45 ° 06 4 2 0.55 03 06 6 15° 45  Cylindrical
TEB006A2-006/06C6H-45 ° 06 6 2 0.55 0.3 06 6 15° 45  Cylindrical
TEB008A2-016/76/15C4H-45 ° 0.8 4 2 - 04 1.6 - 15° 45  Cylindrical
TEBOO8A2-008/02C4H-45 ° 0.8 4 2 0.75 0.4 0.8 2 15° 45 Cylindrical
TEB008A2-008/02C6H-45 ° 0.8 B 2 0.75 04 0.8 2 15° 45  Cylindrical
TEB008A2-008/03C4H-45 ° 0.8 4 2 0.75 0.4 0.8 3 15° 45  Cylindrical
TEB008A2-008/04C4H-45 ° 0.8 4 2 0.75 04 0.8 4 15° 45  Cylindrical
TEBOO8A2-008/04C6H-45 ° 0.8 6 2 0.75 0.4 0.8 4 15° 45  Cylindrical
TEB008A2-008/06C4H-45 ° 0.8 4 2 0.75 0.4 0.8 B 15° 45  Cylindrical
TEB008A2-008/06C6H-45 ° 0.8 6 2 0.75 0.4 0.8 6 15° 45  Cylindrical
TEB010A2-025/118/15C6H-50 ° 1 ) 2 - 05 25 - 15° 50  Cylindrical
TEBO10A2-015/025C6H-38 ° 1 6 2 0.95 0.5 15 25 15° 38 Cylindrical
TEB010A2-010/03C4H-50 ° 1 4 2 0.97 05 1 3 15° 50  Cylindrical
TEB010A2-010/03C6H-50 ° 1 6 2 0.95 05 1 3 15° 50  Cylindrical
TEB010A2-010/04C4H-50 ° 1 4 2 0.97 05 1 4 15° 50  Cylindrical
TEBO10A2-010/04C6H-50 ° 1 6 2 0.95 05 1 4 15° 50  Cylindrical
TEB010A2-010/05C4H-50 ° 1 4 2 0.97 05 1 5 15° 50  Cylindrical
TEB010A2-010/06C4H-50 ° 1 4 2 0.97 05 1 6 15° 50  Cylindrical
TEB010A2-010/06C6H-50 ° 1 ) 2 0.95 05 1 ) 15° 50  Cylindrical
TEB010A2-010/08C4H-50 ° 1 4 2 0.95 05 1 8 15° 50  Cylindrical
TEB010A2-010/08C6H-50 ° 1 B 2 0.95 05 1 8 15° 50  Cylindrical
TEB010A2-010/10C4H-50 ° 1 4 2 0.95 05 1 10 15° 50  Cylindrical
TEB010A2-010/10C6H-50 ° 1 B 2 0.95 05 1 10 15° 50  Cylindrical
TEB010A2-010/12C4H-50 ° 1 4 2 0.93 05 1 12 15° 50  Cylindrical
TEB015A2-040/124/15C6H-50 ° 15 B 2 ; 0.75 4 ; 15° 50  Cylindrical
TEBO15A2-015/04C4H-50 ° 15 4 2 1.45 0.75 15 4 15° 50  Cylindrical
H @ : New product

Y : Will be released in February 2025
¢ : Will be released in March 2025

Reference pages: Standard cutting conditions — P63 - 65, Technical guide — P66
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Designation AH3005 DC DCONMS NOF DN RE APMX LH BHTA LF Shank

TEB015A2-015/04C6H-50 [ J 1.5 6 2 1.45 0.75 1.5 4 15° 50 Cylindrical
TEB015A2-025/045C6H-38 [ J 1.5 6 2 1.45 0.75 2.5 4.5 15° 38 Cylindrical
TEB015A2-015/06C4H-50 [ 1.5 4 2 1.45 0.75 1.5 6 15° 50 Cylindrical
TEB015A2-015/06C6H-50 [ 1.5 6 2 1.45 0.75 1.5 6 15° 50 Cylindrical
TEB015A2-015/08C4H-50 ([ 1.5 4 2 1.45 0.75 1.5 8 15° 50 Cylindrical
TEBO015A2-015/08C6H-50 [ J 1.5 6 2 1.45 0.75 1.5 8 15° 50 Cylindrical
TEB015A2-015/10C4H-50 [ 1.5 4 2 1.45 0.75 1.5 10 15° 50 Cylindrical
TEB015A2-015/10C6H-50 [ J 1.5 6 2 1.45 0.75 1.5 10 15° 50 Cylindrical
TEB015A2-015/12C4H-50 ([ 1.5 4 2 1.43 0.75 1.5 12 15° 50 Cylindrical
TEBO015A2-015/12C6H-50 [ J 1.5 6 2 1.45 0.75 1.5 12 15° 50 Cylindrical
TEB020A2-050/125/15C6H-50 * 2 6 2 = 1 5 - 15° 50 Cylindrical
TEB020A2-030/06C4H-50 [ 2 4 2 1.95 1 3 15° 50 Cylindrical
TEB020A2-030/06C6H-50 ([ 2 6 2 1.95 1 3 6 15° 50 Cylindrical
TEB020A2-030/065C6H-38 [ J 2 6 2 1.95 1 3 6.5 15° 38 Cylindrical
TEB020A2-030/08C4H-50 [ 2 4 2 1.95 1 3 8 152 50 Cylindrical
TEB020A2-030/08C6H-50 [ 2 6 2 1.95 1 3 8 15° 50 Cylindrical
TEB020A2-030/10C4H-50 ([ 2 4 2 1.95 1 3 10 15° 50 Cylindrical
TEB020A2-030/10C6H-50 [ J 2 6 2 1.95 1 3 10 15° 50 Cylindrical
TEB020A2-030/12C4H-50 [ 2 4 2 1.93 1 3 12 15° 50 Cylindrical
TEB020A2-030/12C6H-50 [ 2 6 2 1.95 1 3 12 15° 50 Cylindrical
TEB020A2-030/14C4H-50 [ 2 4 2 1.93 1 3 14 15° 50 Cylindrical
TEB020A2-030/16C4H-50 [ J 2 4 2 1.98 1 3 16 15° 50 Cylindrical
TEB020A2-030/16C6H-50 [ 2 6 2 1.95 1 3 16 152 50 Cylindrical
TEB020A2-030/20C4H-55 [ 2 4 2 1.93 1 3 20 15° 55 Cylindrical
TEB030A2-080/136/15C6H-60 ([ 3 6 2 = 1.5 8 = 15° 60 Cylindrical
TEBO030A2-040/08C6H-55 [ J 3 6 2 2.85 1.5 4 8 15° 55 Cylindrical
TEBO030A2-045/08C6H-38 [ J 3 6 2 2.9 1.5 4.5 8 152 38 Cylindrical
TEBO030A2-040/10C6H-55 [ 3 6 2 2.85 1.5 4 10 15° 55 Cylindrical
TEB030A2-040/12C6H-55 ([ 3 6 2 2.85 1.5 4 12 15° 55 Cylindrical
TEBO030A2-040/14C6H-55 [ J 3 6 2 2.85 1.5 4 14 15° 55 Cylindrical
TEBO030A2-040/16C6H-55 [ J 3 6 2 2.85 1.5 4 16 152 55 Cylindrical
TEB030A2-040/18C6H-60 [ 3 6 2 2.85 1.5 4 18 15° 60 Cylindrical
TEB030A2-040/20C6H-60 PG 3 6 2 2.85 1.5 4 20 15° 60 Cylindrical
TEBO030A2-040/25C6H-60 [ J 3 6 2 2.85 1.5 4 25 15° 60 Cylindrical
TEB040A2-080/117/15C6H-70 [ J 4 6 2 - 2 8 - 15° 70 Cylindrical
TEB040A2-050/10C6H-55 [ 4 6 2 3.9 2 5 10 15° 55 Cylindrical
TEB040A2-060/10C6H-54 PAG 4 6 2 3.9 2 6 10 15° 54 Cylindrical
TEB040A2-050/12C6H-55 [ J 4 6 2 3.9 2 5 12 15° 55 Cylindrical
TEB040A2-050/16C6H-55 [ J 4 6 2 3.9 2 5 16 15° 55 Cylindrical
TEB040A2-050/20C6H-60 [ 4 6 2 3.9 2 5 20 15° 60 Cylindrical
TEB040A2-050/25C6H-60 [ 4 6 2 3.9 2 5 25 15° 60 Cylindrical
TEB040A2-050/30C6H-75 [ J 4 6 2 3.9 2 5 30 15° 75 Cylindrical
TEBO060A2-120C6H-80 [ J 6 6 2 - 3 12 - - 80 Cylindrical
TEB060A2-080/15C6H-60 [ 6 6 2 5.9 3 8 15 15° 60 Cylindrical
TEB060A2-090/17C6H-54 [ 6 6 2 5.9 3 9 17 15° 54 Cylindrical
TEBO060A2-080/20C6H-60 [ J 6 6 2 5.9 3 8 20 15° 60 Cylindrical
TEBO060A2-080/30C6H-80 [ J 6 6 2 5.9 3 8 30 15° 80 Cylindrical

@ : New product
Y : Will be released in February 2025
¢ : Will be released in March 2025

Reference pages: Standard cutting conditions — P63 - 65, Technical guide — P66
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SOLIDMEISTER
TEB**A2-**C**M
2 flute ball nose rib processing endmill, 30° helix angle, for hardened steel
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L LF ol
Designation AH750 DC DCONMS NOF DN APMX LH LF Shank
TEB004A2-006/02C4M45 () 0.4 4 2 0.36 0.6 2 45 Cylindrical
TEB004A2-006/03C4M45 [ ] 0.4 4 2 0.36 0.6 3 45 Cylindrical
TEBO05A2-007/02C4M45 o 0.5 4 2 0.45 0.7 2 45 Cylindrical
TEBO05A2-007/04C4M45 ® 0.5 4 2 0.45 0.7 4 45 Cylindrical
TEBO05A2-007/06C4M45 o 0.5 4 2 0.45 0.7 6 45 Cylindrical
TEB006A2-009/02C4M45 (] 0.6 4 2 0.55 0.9 2 45 Cylindrical
TEBO06A2-009/04C4M45 o 0.6 4 2 0.55 0.9 4 45 Cylindrical
@ TEBO08A2-012/04C4M45 ® 0.8 4 2 0.75 1.2 4 45 Cylindrical
TEBO08A2-012/06C4M45 [} 0.8 4 2 0.75 1.2 6 45 Cylindrical
TEB008A2-012/10C4M45 (] 0.8 4 2 0.8 1.2 10 45 Cylindrical
TEBO010A2-015/04C4M45 o 1 4 2 0.97 15 4 45 Cylindrical
TEBO010A2-015/06C4M45 ® 1 4 2 0.97 1.5 6 45 Cylindrical
TEBO10A2-015/08C4M45 () 1 4 2 0.95 1.5 8 45 Cylindrical
TEB010A2-015/10C4M45 o 1 4 2 0.95 1.5 10 45 Cylindrical
TEBO010A2-015/12C4M45 o 1 4 2 0.93 15 12 45 Cylindrical
TEBO010A2-015/16C4M50 ® 1 4 2 0.93 1.5 16 50 Cylindrical
TEB012A2-018/08C4M45 o 1.2 4 2 1.17 1.8 8 45 Cylindrical
TEBO12A2-018/12C4M45 o 1.2 4 2 1.13 1.8 12 45 Cylindrical
TEB014A2-021/08C4M45 o 1.4 4 2 1.35 2.1 8 45 Cylindrical
TEB014A2-021/16C4M50 ® 1.4 4 2 1.31 2.1 16 50 Cylindrical
TEB015A2-023/06C4M45 o 1.5 4 2 1.47 2.3 6 45 Cylindrical
TEB015A2-023/08C4M45 ® 15 4 2 1.45 2.3 8 45 Cylindrical
TEB015A2-023/10C4M45 o 1.5 4 2 1.45 2.3 10 45 Cylindrical
@ TEB015A2-023/12C4M45 ® 15 4 2 1.43 2.3 12 45 Cylindrical
TEBO15A2-023/20C4M55 [ ] 1.5 4 2 1.39 2.3 20 55 Cylindrical
TEBO16A2-024/08C4M45 o 1.6 4 2 1.55 2.4 8 45 Cylindrical
TEBO16A2-024/12C4M45 ) 1.6 4 2 1.53 2.4 12 45 Cylindrical
TEB018A2-027/08C4M45 ® 1.8 4 2 1.75 2.7 8 45 Cylindrical
TEBO18A2-027/12C4M45 o 1.8 4 2 1.73 2.7 12 45 Cylindrical
TEBO18A2-027/16C4M50 () 1.8 4 2 1.71 2.7 16 50 Cylindrical
TEB020A2-030/06C4M45 () 2 4 2 1.97 3 6 45 Cylindrical
TEB020A2-030/10C4M45 o 2 4 2 1.93 3 10 45 Cylindrical
TEB020A2-030/12C4M50 ® 2 4 2 1.93 3 12 50 Cylindrical
TEB020A2-030/14C4M50 () 2 4 2 1.93 3 14 50 Cylindrical
TEB020A2-030/16C4M50 () 2 4 2 1.91 3 16 50 Cylindrical
TEB020A2-030/20C4M55 ® 2 4 2 1.89 3 20 55 Cylindrical
TEB020A2-030/25C4M60 () 2 4 2 1.89 3 25 60 Cylindrical
. TEB020A2-030/30C4M70 () 2 4 2 1.89 3 30 70 Cylindrical
TEB030A2-045/08C6M50 ® 3 6 2 2.85 45 8 50 Cylindrical
TEBO30A2-045/10C6M50 o 3 6 2 2.85 4.5 10 50 Cylindrical
M TEB030A2-045/12C6M50 () 3 6 2 2.85 45 12 50 Cylindrical
TEBO30A2-045/16C6M55 o 3 6 2 2.85 45 16 55 Cylindrical
TEB030A2-045/20C6M60 o 3 6 2 2.85 4.5 20 60 Cylindrical
TEB030A2-045/25C6M65 ® 3 6 2 2.85 45 25 65 Cylindrical
TEB030A2-045/30C6M70 () 3 6 2 2.85 45 30 70 Cylindrical
TEBO030A2-045/35C6M80 ® 3 6 2 2.85 45 35 80 Cylindrical
@ : Line up

Reference pages: Standard cutting conditions — P62, Technical guide — P66
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TEB**A2-**C**H
2 flute ball nose endmill, 30° helix angle, short type, for hardened steel
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Designation AH750 DC DCONMS NOF DN RE APMX LH LF Shank
TEBO010A2-01/02C04H50 () 1 4 2 0.95 0.5 1 2.2 50 Cylindrical
TEB020A2-02/04C06H50 () 2 6 2 1.9 1 2 4 50 Cylindrical
TEB030A2-03/06C06H60 () 3 6 2 2.9 1.5 3 6 60 Cylindrical
TEBO040A2-04/08C06H70 () 4 6 2 3.9 2 4 8 70 Cylindrical
TEB050A2-05/10C06H80 () 5 6 2 4.9 25 5 10 80 Cylindrical
TEB060A2-06/12C06H90 () 6 6 2 5.9 3 6 12 90 Cylindrical
TEBO080A2-08/16C08H100 ® 8 8 2 7.9 4 8 16 100 Cylindrical
TEB100A2-10/20C10H100 () 10 10 2 9.9 5 10 20 100 Cylindrical
TEB120A2-12/24C12H110 ® 12 12 2 11.9 6 12 24 110 Cylindrical
TEB200A2-20/40C20H160 () 20 20 2 19.8 10 20 40 160 Cylindrical
@ : Line up
TEB**A2-**C**M...
2 flute ball nose rib processing endmill, 30° helix angle, for hardened steel
RE DN Q/,
(7))
@« -
i 3
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Designation AH750 DC DCONMS NOF DN RE APMX LH LF Shank
TEB030A2-08C03M100 () 3 3 2 - 1.5 8 = 100 Cylindrical
TEBO030A2-08C06M70 () 3 6 2 - 1.5 8 - 70 Cylindrical
TEB040A2-08C06M70 () 4 6 2 - 2 8 - 70 Cylindrical
TEB040A2-08C04M100 () 4 4 2 - 2 8 - 100 Cylindrical
TEB050A2-12C06M80 () 5 6 2 - 2.5 12 - 80 Cylindrical
TEBO0B0A2-10C06M120 ® 6 6 2 - 3 10 - 120 Cylindrical
TEB0B60A2-12/22C06M80 () 6 6 2 5.8 3 12 22 80 Cylindrical
TEBO80A2-14/27C08M90 () 8 8 2 7.8 4 14 27 90 Cylindrical
TEB100A2-18/31C10M100 o 10 10 2 9.8 5 18 31 100 Cylindrical
TEB120A2-22/35C12M110 ® 12 12 2 11.8 6 22 35 110 Cylindrical
TEB160A2-30/50C16M140 () 16 16 2 15.8 8 30 50 140 Cylindrical
@ : Line up

Reference pages: Standard cutting conditions — P62, Technical guide — P66
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TEB**A2/**/**/**C**M...
2 flute ball nose endmill, 30° helix angle, tapered neck type, for hardened steel
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Designation AH750 DC DCONMS NOF DN RE APMX LH LBX BHTA LF Shank
TEBO10A2-02/04/3.0C06M80 [ ] 1 6 2 5 0.5 2 4 42 30 80  Cylindrical
TEB020A2-04/06/3.0C06M80 ) 2 6 2 5.7 1 4 6 41 30 80 Cylindrical
TEB030A2-06/08/3.0C06M70 ) 3 6 2 5.6 15 6 8 32 30 70  Cylindrical
TEB040A2-08/10/1.5C06M90 [ ] 4 6 2 6 2 8 10 49 1.5° 90  Cylindrical
TEB050A2-10/12/1.5C08M110 ) 5 8 2 7.6 25 10 12 61 1.5° 110  Cylindrical
TEBO60A2-12/15/1.5C08M110 ® 6 8 2 8 3 12 15 53 1.5° 110  Cylindrical
TEB080A2-14/17/1.5C10M120 ) 8 10 2 10 4 14 17 55 1.5° 120 Cylindrical

@ TEB100A2-18/21/1.5C12M130 [ ] 10 12 2 12 5 18 21 59 1.5° 130 Cylindrical
@ : Line up
TEB**A2-**C**-,..
2 flute ball nose endmill, 30° helix angle, short type
A=
E 2
'yO
APMX 8
B LF .

Designation AH750 AH725 DC DCONMS NOF APMX LF Shank
TEB030A2-05C06-57 () () 3 6 2 5 57 Cylindrical
TEB040A2-07C06-57 [ (] 4 6 2 7 57 Cylindrical

@ TEB050A2-08C06-57 ® () 5 6 2 8 57 Cylindrical
TEBO60A2-08C06-57 [ () 6 6 2 8 57 Cylindrical
TEB080A2-11C08-63 () () 8 8 2 11 63 Cylindrical
TEB100A2-13C10-72 [ () 10 10 2 13 72 Cylindrical
TEB120A2-14C12-83 () () 12 12 2 14 83 Cylindrical

%‘% TEB160A2-16C16-92 ® () 16 16 2 16 92 Cylindrical
TEB200A2-20C20-104 ® () 20 20 2 20 104 Cylindrical

@ : Line up
TEB**A3
3 flute ball nose endmill, 30° helix angle, short type
_ %1 5 %
B R )|z
o o
M APMY | a g
- LF >

Designation AH725 DC DCONMS NOF APMX LF Shank
TEB0O30A3-05C06-57 () 3 6 3 5 57 Cylindrical
TEB040A3-07C06-57 [ 4 6 3 7 57 Cylindrical
TEB050A3-08C06-57 ® 5 6 3 8 57 Cylindrical
TEBO60A3-08C06-57 ® 6 6 3 8 57 Cylindrical
TEB080A3-11C08-63 () 8 8 3 11 63 Cylindrical
TEB100A3-13C10-72 [ 10 10 3 13 72 Cylindrical

H TEB120A3-14C12-83 () 12 12 3 14 83 Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P62, Technical guide — P66
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TEB**A4
4 flute ball nose endmill, 30° helix angle, short type
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Designation AH725 DC DCONMS NOF APMX LF Shank
TEBO030A4-05C06-57 [ ] 8 6 4 5 57 Cylindrical
TEBO040A4-07C06-50 [ ] 4 6 4 7 50 Cylindrical
TEBO050A4-08C06-57 [ ] 5 6 4 8 57 Cylindrical
TEBO060A4-08C06-57 [ ] 6 6 4 8 57 Cylindrical
TEBO080A4-11C08-63 [ ] 8 8 4 11 63 Cylindrical
TEB100A4-13C10-72 [ ] 10 10 4 13 72 Cylindrical
TEB120A4-14C12-83 [ ] 12 12 4 14 83 Cylindrical
TEB200A4-20C20-104 [ ) 20 20 4 20 104 Cylindrical
@ : Line up

ECOMEISTER

TEB**A2**E
2 flute ball nose endmill, 30° helix angle, short type
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Designation AH725 DC DCONMS NOF RE APMX LF Shank
TEB020A2-04C06-E48 [ J 2 6 2 1 4 48 Cylindrical
TEB020A2-06C03-E38 [ ] 2 3 2 1 6 38 Cylindrical
TEB025A2-04C06-E48 [ ) 25 6 2 1.25 4 48 Cylindrical
TEBO30A2-04C06-E48 [ J 3 6 2 1.5 4 48 Cylindrical
TEBO040A2-06C06-E50 [ ] 4 6 2 2 6 50 Cylindrical
TEB040A2-08W06-E57 [ ] 4 6 2 2 8 57 Weldon
TEB060A2-07C06-E51 [ J 6 6 2 3 7 51 Cylindrical
TEBO060A2-10W06-E57 [ J 6 6 2 3 10 57 Weldon
TEBO080A2-09C08-E63 [ ] 8 8 2 4 9 63 Cylindrical
TEB100A2-10C10-E66 [ ] 10 10 2 5 10 66 Cylindrical
TEB120A2-14C12-E71 [ } 12 12 2 6 14 71 Cylindrical
TEB200A2-20C20-E82 [ ) 20 20 2 10 20 82 Cylindrical
@ : Line up

Reference pages: Standard cutting conditions — P62, Technical guide — P66
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Il STANDARD CUTTING CONDITIONS

Shape machining (Roughing to semi-finishing)

. . . fz (mm/t)
1ISO Workpiece material Hardness V¢ (m/min) ap
23 - 06 o8 - 012 016 - 620
Carbon steel - 300 HB 125 - 200 0.02 - 0.055 0.04 - 0.08 0.06 - 0.11 0.05-0.12xD
. Alloy steel - 300 HB 100 - 150 0.01-0.035 0.03-0.05 0.045 - 0.06 0.04-0.1xD
M Stainless steel -200 HB 110 0.015 - 0.03 0.03 - 0.04 0.05 - 0.06 0.05-0.1xD
. Cast iron 150 - 250 HB 150 - 180 0.03 - 0.06 0.06 - 0.09 0.09-0.12 0.08-0.15xD
Titanium alloys -40 HRC 30-60 0.008 - 0.02 0.025 - 0.03 0.03-0.04 0.04-0.08 x D
@ Heat-resistant alloys - 40 HRC 20-30 0.008 - 0.02 0.025 - 0.03 0.03-0.04 0.04-0.08 xD
Hardened steel - 49 HRC 70 - 80 0.008 - 0.02 0.025 - 0.03 0.03 -0.04 0.04-0.08xD
Hardened steel 50 - 60 HRC 30-40 0.005 - 0.008 0.007 - 0.013 0.009 - 0.02 0.03-0.06 x D
Finishing
. . . fz (mm/t)
ISO Workpiece material Hardness V¢ (m/min) ap
23 - 06 o8 - 012 216 - 620

Carbon steel - 300 HB 170 - 280 0.017 - 0.046 0.034 - 0.068 0.051 - 0.094 0.02xD

. Alloy steel - 300 HB 120 - 165 0.008 - 0.03 0.025 - 0.043 0.038 - 0.051 0.01xD

M Stainless steel -200 HB 150 0.012 - 0.026 0.025 - 0.034 0.042 - 0.051 0.01xD

. Cast iron 150 - 250 HB 200 - 220 0.025 - 0.051 0.051 - 0.077 0.076 - 0.102 0.03x D

Titanium alloys -40 HRC 30 -60 0.007 - 0.017 0.021 - 0.026 0.025 - 0.034 0.01xD

Heat-resistant alloys - 40 HRC 20 -30 0.007 - 0.017 0.021 - 0.026 0.025 - 0.034 0.01xD

Hardened steel - 49 HRC 100 0.007 - 0.017 0.021 - 0.026 0.025 - 0.034 0.01 xD

Hardened steel 50 - 60 HRC 40-50 0.004 -0.007 0.006 - 0.011 0.007 - 0.017 0.01 xD

- When using AH750, reducing cutting speed by 20 to 30% is effective for extending tool life.

- While air blow is recommended, water-soluble coolant will be good for stainless steel, titanium alloy, and heat-resistant alloy.

- When chattering occurs with low rigid machines or settings, reduce cutting speed and feed at an equal rate.

- When chattering occurs with long tool overhang, reduce cutting speed and feed by 20 to 40% (VariableMeister is recommended for such operations).
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SOLIDMEISTER

I STANDARD CUTTING CONDITIONS

TEB**A2H
Hardened steel
SKD61 / X40CrMoV5-1, etc. SKD11 / X153CrMoV12, etc. HSS, etc.
H - 55 HRC -62 HRC - 65 HRC
Cutting |Feed per|Numberof| Feed | Depth | Width | Cutting |Feed per| Numberof | Feed | Depth | Width | Cutting |Feed per|Numberof| Feed | Depth | Width
speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut
RE Designation Ve fz n Vi ap ae Ve fz n Vi ap ae Ve fz n v ap ae
(mm) (m/min)| (mm/t) | (min™) (mm/min) (mm) | (mm) |(m/min)| (mm/t) | (min™) {(mm/min) (mm) | (mm) |(M/min)| (mm/t) | (Min™") (mm/min) (mm) | (mm)
0.004 - 0.004- 0.003 -
TEBOO3A2-006/75/15C4H-45 | 30-43 | e | 40300 | 424 | 001 | 003 | 30-43 | G007 | 40320 | 423 | 001 | 002 |30-43 | GO 40320 | 423 | 0005 | 001
0.15 |TEB003A2-003/01C4H-45 | 30-43 | %093 | 40300 | 322 | 0007 | 001 |30-43 | %02 | 40320 | 323 | 0.005 | 0.007 | 30-43 | %%%2 | 40320 | 323 | 0.003 | 0.005
0.006 0.005 0.004
TEBO03A2-003/02C4H-45 | 30-43 | %002 | 40300 | 152 | 0.003 | 0.005 | 30-43 | %292 | 40320 | 151 | 0.002 | 0.003 | 30-43 | %% | 40320 | 151 | 0002 | 0.002
0.003 0.003 0.002
TEBO04A2-008/75/15C4H-45 | 30-56 | %0%8 - | 40600 | 1016 | 002 | 0.06 | 30-56 | %29 | 40585 | 1015 | 002 | 0.05 | 30-56 | %095 | 40585 | 1015 | 0.01 | 002
0.019 0.015 0.009
TEB004A2-004/01C4H-45 | 30-56 | %008~ | 40600 | 812 | 002 | 0.05 | 30-56 | %097 | 40585 | 812 | 002 | 0.03 | 30-56 | %%%- | 40585 | 812 | 0.008 | 0.02
0.015 0.014 0.011
TEB004A2-004/015C4H-45 | 30-56 | %008~ | 40600 | 630 | 001 | 0.03 | 30-56 | %295 | 40585 | 620 | 001 | 0.02 | 30-56 | %00 | 40585 | 620 | 0.005 | 0.1
0.012 0.009 0.008
0.005- 0.004 - 0.003 -
02 |TEBOOAZ-00402C4H-45 | 30-56 | Oy | 40600 | 508 | 001 | 0.02 | 30-56 | o | 40ses | 507 | 001 | 001 |30-56 | G| 40885 | 507 | 0.005 | 0.007
TEB004A2-004/025C4H-45 | 30-56 | 004" | 40600 | 426 | 0.007 | 001 | 30-56 | 093" | 40585 | 426 | 0.005 | 0.007 | 30-56 | 002" | 40585 | 426 | 0.003 | 0.005
0.008 0.006 0.005
TEBO04A2-004/03C4H-45 | 30-56 | 0003 | 40600 | 304 | 0.007 | 0.01 | 30-56 | %292 | 4085 | 304 | 0.005 | 0.007 | 30-56 | %292 | 40585 | 304 | 0.003 | 0.005
0.006 0.005 0.004
TEBO04A2-004/04C4H-45 | 30-43 | %002 | 30000 | 162 | 0.005 | 0005 | 30-43 | %292 | 30240 | 161 | 0.003 | 0.003 | 30-43 | %292 | 30240 | 161 | 0.002 | 0.003
0.004 0.003 0.003
TEBOOSA2-010/75/15C4H-45 | 30-68 | e | 40100 | 1204 | 003 | 0.07 | 30-68 | 000 | 40105 | 1208 | 0025 | 005 | 30-68 | G000 | 40105 | 1203 | 0.015 | 003
TEBO05A2-005/01C4H-45 | 30-68 | %0%8 " | 40100 | 1002 | 003 | 0.05 | 30-68 | %299 | 40105 | 1003 | 002 | 0.03 | 30-68 | %%%- | 40105 | 1003 | 001 | 002
0.019 0.016 0.012
TEBOOSAZ-005/015C4H-45 | 30-68 | s | 40100 | 852 | 002 | 0.05 | 30-68 | e | 40105 | 852 | 001 | 003 |30-68 | %00 | 40105 | 52 | 0.007 | 002
0.25 | TEBOOSA2-005/02C4H-45 30-68 | %0%- | 40100 | 722 | 002 | 003 | 30-68| %% | 40105 | 722 | 001 | 002 | 30-68 | %% | 40105 | 722 | 0.007 | 001
0.014 0.012 0.008
TEBOOSA2-005/025C4H-45 | 30 - 68 Odogfz' 40100 | 602 | 001 | 002 |30-68 o.é)g? “| 40105 | 602 | 0.007 | 001 | 30-68 060337_ 40105 | 602 | 0005 | 0.007
0.005 - 0.004- 0.003-
TEBOOSAZ-005/03C4H-45 | 30-68 | Uy | 40100 | 502 | 001 | 002 | 30-68 | H% | 40tos | o1 | 0007 | 001 |30-68 | GO | 4005 | s01 | 0005 | 0.007
TEBO05A2-005/04C4H-45 | 30-68 | %003 | 40100 | 350 | 0.007 | 0.01 | 30-68 | %293 | 40105 | 351 | 0.005 | 0.007 | 30-68 | %292 | 40105 | 351 | 0003 | 0.005
0.006 0.006 0.005
TEBOO6A2-012/75/15CaH-45 | 30-81 | °0% " | 40300 | 1612 | 005 | 01 | 30-81 | G0 | a0ze0 | 1613 | 003 | 006 | 30-62 | G0 | 30240 | 1210 | 002 | 005
TEBO0BA2-006/02C4H-45 | 30-81 | %0%8 - | 40300 | 1410 | 005 | 01 |30-81 | %098 | 4320 | 1411 | 003 | 0.06 | 30-62 | %0%8- | 30240 | 1058 | 0.02 | 005
0.027 0.019 0.018
TEBO06A2-006/02C6H-45 | 30-81 | %0%8 - | 40300 | 1410 | 005 | 01 |30-81 | %098 | 40320 | 1411 | 003 | 006 | 30-62 | %% | 30240 | 1058 | 0.02 | 005
0.027 0.019 0.018
TEBOOBA2-006/03C4H-45 30-81 | %9981 40300 | 1210 | 003 | 005 | 30-81 | %09 | 40320 | 1210 | 002 | 0.04 | 30-62 | %% | 30040 | 907 | 002 | 003
0.023 0.016 0.016
0.3 | TEBOOGA2-006/04C4H-45 30- 81 0603189' 40300 | 1008 | 0.02 | 0.03 | 30-81 060&62' 40320 | 1008 | 001 | 0.03 | 30-62 060(?162‘ 30240 | 756 | 0.01 | 0.02
TEBO06A2-006/046H-45 | 30-81 | %298~ | 40300 | 1008 | 002 | 003 |30-81 | %% | 40320 | 1008 | 001 | 003 | 30-62 | %%% | 30240 | 756 | 001 | 002
0.019 0.012 0.012
TEBOO6A2-006/05C4H-45 | 30-62 | e | 30200 | 724 | 001 | 002 | 30-62 | SO | 30240 | 726 | 0007 | 0015 | 30-62 | °0% | 30240 | 726 | 0007 | 001
TEBO0BA2-006/06C4H-45 | 30-62 | %008~ | 30200 | 504 | 0.007 | 0.01 | 30-62 | %295 | 30240 | 504 | 0005 | 0.007 | 30-62 | %09 | 30240 | 504 | 0.004 | 0.006
0.012 0.009 0.008
TEBO0GA2-006/06C6H-45 | 30-62 | %008~ | 30200 | 504 | 0.007 | 0.01 | 30-62 | %295 | 30240 | 504 | 0005 | 0.007 | 30-62 | %00 | 30240 | 504 | 0.004 | 0.006
0.012 0.009 0.008
TEBO08A2-016/76/15C4H-45 | 30-106 | %007 | 40200 | 2212 | 01 | 015 [30-106| %297 | 40185 | 2210 | 007 | 01 |30-81 | %0977 | 30240 | 1663 | 0.05 | 0.1
0.042 0.034 0.03
TEBOOBAZ-008/02C4H-45 | 30-106 | Opg | 40200 | 2010 | 01 | 015 |30-106| °7%7 " | aotes | 2009 | 007 | 01 |30-81 | 007" | 30040 | 1512 | 005 | 01
TEBOOBAZ-008/02C6H-45 | 30-106| 002~ | 40200 | 2010 | 01 | 015 |30-106| °)%0 " | aotes | 2009 | 007 | 01 |30-81 | °007" | 30240 | 1512 | 005 | 01
TEBOOBA2-008/03C4H-45 | 30- 106 0603373_ 40200 | 2010 | 01 | 015 |30-106 O'ggg' 40185 | 2009 | 007 | 01 | 30-81 0'3%‘ 30240 | 1512 | 0.05 | 0.05
0.4 : : :
TEBOOBA2-008/04CAH-45 (30106 | *0%% | 40200 | 1608 | 005 | 01 [30-106| 07 | ao1es | 1607 | 005 | 005 |30-81 | G077 | 30240 | 1210 | 003 | 005
TEBOOBA2-008/04C6H-45 30106 | *0%7 | 40200 | 1608 | 005 | 01 [30-106| G007 | ao18s | 1607 | 005 | 005 |30-81 | G077 | 30240 | 1210 | 003 | 005
TEBOOBAZ-008/06C4H-45 | 30-81 | *007 " | 30200 | 1208 | 003 | 0.05 | 30-81 | 000" | 30240 | 1210 | 0.02 | 003 |30-68 | GO | 25065 | 1003 | 001 | 002
TEBOOBA-008/06C6H-45 | 30-81 | *007 " | 30200 | 1208 | 003 | 0.05 | 30-81 | 000" | 30240 | 1210 | 0.02 | 003 |30-68 | GO | 25065 | 1003 | 001 | 002
TEBO10A2-025/118/15C6H-50 | 30- 131 | %%%%- | 40100 | 2506 | 0.1 | 03 [30-100| %999 | 30240 | 1890 | 01 | 02 |30-84| %% | 25145 | 1572 | 0.08 | 0.1
0 0.047 0.05 0.042
TEBO10A2-015/025C6H-38 | 30-131| ey | 40100 | 2506 | 01 | 03 |30-100| °7%9" | 30240 | 1890 | o1 | o2 |30-84 | G00° | 25145 | 1572 | 008 | 01
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Hardened steel
SKD61 / X40CrMoV'5-1, etc. SKD11 / X153CrMoV12, etc. HSS, etc.
H - 55 HRC -62 HRC - 65 HRC
Cutting |Feed per|Numberof| Feed | Depth | Width | Cutting |Feed per|Numberof | Feed | Depth | Width | Cutting |Feed per|Numberof| Feed | Depth | Width
speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut
RE Designation fz n Vi ap ae Ve fz n Vi ap ae Ve fz n i ap ae
(mm) (m/min)| (mm/t) | (min™) (mm/min) (mm) | (mm) |(m/min)| (mm/t) | (min™) {(mm/min) (mm) | (mm) |[(M/min)| (mm/t) | (Min™") (mm/min) (mm) | (mm)
0.009 - 0.009 - 0.009 -
TEBO10A2-010103C4H-50 | 30-131 | e | 40100 | 2506 | 01 | 03 |30-100 °)%%" | 30240 | 1890 | o1 | o2 |30-84 | 40P | 25145 | 1572 | 008 | 01
0.009- 0.009 - 0.009-
TEBO10AZ-010103C6H-50 | 30-131 | ypp | 40100 | 2506 | 01 | 03 |30-100| %007 | a0240 | 1890 | 01 | o2 |30-84 | GO | 25145 | 1572 | 008 | 01
0.009- 0.009 - 0.009 -
TEBO10AZ-010/04C4H-50 | 30-131| 0. | 40100 | 2506 | 01 | 02 |30-100| 400" | 30240 | 1890 | 0.05 | 015 |30-84 | GOB | 25145 | 1572 | 005 | 01
0.009- 0.009 - 0.009 -
TEBO10AZ-010/04C6H-50 | 30-131| {00 | 40100 | 2506 | 01 | o2 |30-100| 009 | 30240 | 1890 | 0.05 | 015 |30-84 | G000 25145 | 1572 | 005 | 01
TEBO10A2-010/05C4H-50  |30-100| %90 | 30200 | 2014 | 005 | 0.15 | 30-84 | %099 | 25145 | 1676 | 004 | 01 |30-68 | %092 | 20055 | 1337 | 0.03 | 005
0.05 0.048 0.035
0.009 - 0.009 - 0.009 -
y TEBO10AZ-010106C4H-50 | 30-100 | 000" | 30200 | 1812 | 005 | 01 | 30-84 | G005 | 25145 | 1509 | 0.04 | 005 |30-68 | GO0 20055 | 1203 | 002 | 005
’ 0.009 - 0.009 - 0.009 -
TEBO10AZ-010/06C6H-50 | 30-100 | e | 30200 | 1812 | 005 | 01 | 30-84 | 405 | 25145 | 1509 | 0.04 | 005 |30-68 | %00 20055 | 1203 | 002 | 005
TEBO10A2-010/08C4H-50 | 30-100| %099 | 30000 | 1006 | 0.04 | 0.06 | 30-84 | %099 | 25145 | 838 | 003 | 0.04 | 30-68 | %099 | 20055 | 669 | 002 | 003
0.025 0.026 0.021
TEBO10A2-010/08C6H-50 | 30-100 | %%%%" | 30200 | 1006 | 0.04 | 0.06 | 30-84 | %099 | 25145 | 838 | 003 | 0.04 | 30-68 | %999 | 20055 | es9 | 0.02 | 003
= 0.025 0.026 0.021
0.009- 0.009 - 0.009 -
TEBO10AZ-010/10C4H-50 | 30-84 | o | 25100 | 754 | 003 | 005 | 30-68 | 05 | 20055 | 02 | 002 | 003 |30-62 | GO 18145 | 544 | 001 | 002
0.009- 0.009 - 0.009 -
TEB010A2-010/10C6H-50 | 30-84 | GO0 | 25100 | 754 | 003 | 005 | 30-68 | b5, | 20055 | 602 | 002 | 003 |30-62 | G0 | 18145 | 544 | 001 | 002
0.009 - 0.009 - 0.009 -
TEBO10AZ-010/12C4H-50 | 30-68 | o | 20100 | 604 | 001 | 003 | 30-62 | S0 | 18145 | 544 | 0007 | 002 |30-56 | GO0 | 16235 | 487 | 0.005 | 001
0.011- 0.011 - 0.011 -
TEBO15A2-040/124/15C6H-50 | 30 - 147 30100 | 3010 | 0.15 | 03 [30-147 30135 | 3014 | 01 | 03 [30-123 25040 | 2504 | 04 | 02
0.075 0.063 0.06
TEBO15A2-015/04C4H-50 | 30-147| %01 | 30100 | 3010 | 045 | 03 [30-147| %01 | 20135 | 3014 | 01 | 03 |30-123] 001" | 25040 | 2504 | 01 | 02
0.075 : : 0.063 : - 0.06 : -
TEBO15A2-015/04C6H-50 | 30-147| %01 | 30100 | 3010 | 045 | 03 [30-147| %% | 30135 | 3014 | 01 | 03 [30-123] 01| 25040 | 2504 | 01 | 02
0.075 : : 0.063 : - 0.06 : -
TEBO15A2-025/045C6H-38 | 30-147| %O - | 30100 | 3010 | 045 | 03 [30-147| %% | 30135 | 3014 | 01 | 03 [30-123| %901 | 25040 | 2504 | 04 | 02
0.075 : : 0.063 : - 0.06 : -
TEBO15A2-015/06C4H-50 | 30-147| %O | 30100 | 3010 | 045 | 02 [30-147| %O | 30135 | 3014 | 01 | 02 |30-123| %01~ | 25040 | 2504 | 04 | o1
0.075 : : 0.05 : k 0.048 : :
TEBO15A2-015/06C6H-50 | 30-147| %O " | 30100 | 3010 | 045 | 02 [30-147| %O | 30135 | 3014 | 01 | 02 |30-123| %01~ | 25040 | 2504 | 04 | o1
0.075 : : 0.05 : : 0.048 : :
078 0.011 0.011 0.011
TEB015A2-015/08CaH-50 | 30-123| G017 | 25000 | 2500 | 01 | 02 [30-123| 40| 25040 | 2504 | 005 | 02 |30-100| 4L | 20160 | 2016 | 005 | 01
TEBO15A2-015/08C6H-50 | 30-123| %01 | 25000 | 2500 | 0.1 | 02 [30-123] %011 | 25040 | 2504 | 005 | 02 |30-100| %01 | 20160 | 2016 | 0.05 | 0.1
0.075 : : 0.048 : - 0.045 : :
TEBO15A2-015/10C4H-50  |30-123| %01~ | 25000 | 2500 | 0.1 | 01 [30-123] %011 | 25040 | 2504 | 005 | 01 [30-100| %11 | 20160 | 2016 | 0.05 | 005
0.075 : : 0.036 : : 0.033 : :
TEBO15A2-015/10C6H-50 | 30-123| %01 | 25000 | 2500 | 04 | 01 [30-123 %01 | 25040 | 2504 | 005 | 01 [30-100] %011 | 20160 | 2016 | 005 | 0.05
0.075 : : 0.036 : : 0.033 : :
TEBO15A2-015/12C4H-50 | 30-100| 01| 20000 | 1818 | 005 | 01 [30-100 %0 | 20160 | 1814 | 003 | 01 |30-90 | %0 | 1g040 | 1624 | 002 | 0.05
0.068 : : 0.035 : : 0.033 : :
TEBO15A2-015/12c6H-50 | 30-100| %01 | 20000 | 1818 | 005 | 01 [30-100] %% | 20160 | 1814 | 003 | 01 |30-90 | %07 | 18040 | 1624 | 0.02 | 005
0.068 : : 0.035 : : 0.033 : :
TEBO20A2-050/125/15C6H-50 | 30- 163 | ®013~ | 25100 | 3012 | 02 | 05 [30-163| %% | 25145 | 3017 | 02 | 05 [30-131| %013 | 20085 | 2407 | 05 | 03
0.09 0.075 0.075
TEB020A2-030/06C4H-50 | 30-163| 5" | 25100 | 2510 | 02 | 05 |30-163| *197 | 25145 | 2515 | 02 | 03 [30-131| %013 20055 | 2006 | 015 | 03
TEB020A2-030/06C6H-50 | 30-163| %0137 | 25100 | 2510 | 02 | 05 [30-163| %0137 | 25145 | 2515 | 02 | 03 [30-131| %013 | 20055 | 2006 | 015 | 03
0.075 0.06 0.06
TEB020A2-030/065C6H-38 | 30-163 | oo | 25100 | 2510 | 02 | 05 |30-163| *D097 | 2545 | 2515 | 02 | 03 |30-131| 0137 20055 | 2006 | 015 | 03
0.013- 0.013- 0.013-
TEB020A2-030/08C4H-50 | 30-131| G137 | 20100 | 2010 | 02 | 03 |30-119| G037 | sstas | 1815 | o1 | o2 [30-106) GO0 16075 | 1608 | 01 | 02
0.013- 0.013- 0013-
TEB020A2-030/08C6H-50 | 30-131| 1" | 20100 | 2010 | 02 | 03 |30-119| G037 | sstas | 1815 | o1 | o2 [30-106) GO0 16075 | 1608 | 01 | 02
0.013- 0.013- 0.013-
1 TEB020A2-030/10C4H-50 | 30-119| " | 18100 | 2012 | 01 | 03 |30-106| 43| w6075 | 1786 | o1 | o2 |30-93 | 40| 14005 | 155 | 01 | 01
0.013- 0.013- 0.013-
TEB020A2-030/106H-50 | 30-119| o | 18100 | 2012 | 01 | 03 |30-106| S| w6075 | 1786 | o1 | o2 |30-93 | GU° | 14005 | 155 | 01 | 01
0.013- 0.013- 0.013-
TEB020A2-030/12C4H-50 | 30-106 | o | 16100 | 1610 | 01 | 02 | 30-93 | 57| 1a00s | 1401 | o1 | o1 |30-81 | GUST ) 12005 | 1210 | 005 | 01
0.013- 0.013- 0.013-
TEB020A2-030/126H-50 | 30-106 | " | 16100 | 1610 | 01 | 02 | 30-93 | 4037 | 1a00s | 1401 | 01 | o1 |30-81 | %02 12095 | 1210 | 005 | 01
0.013- 0.013- 0.013-
TEB020A2-030/14C4H-50 | 30-106 | 5" | 16100 | 1610 | 007 | 015 | 30-93 | 437 | 14005 | 1401 | 005 | 008 |30-81 | G037 | 12005 | 1210 | 003 | 007
0.013- 0.013- 0.013-
TEB020A2-030/16C4H-50 | 30-106 | O | 16100 | 1610 | 007 | 015 | 30-93 | 43" | 14005 | 1401 | 005 | 008 |30-81 | G057 | 12095 | 1210 | 003 | 007
0.013- 0.013- 0.013-
TEB020A2-030/16C6H-50 | 30-106 | Oy’ | 16100 | 1610 | 007 | 015 | 30-93 | 43" | 14005 | 1401 | 005 | 008 |30-81 | GO | 12095 | 1210 | 003 | 007
0.013- 0.013- 0013 -
TEB020A2-030/2004H-55 | 30-93 | pro | 14000 | 1000 | 005 | o1 | 30-81 | G037 | 1205 | 864 | 003 | 005 |30-68 | G0° | 10025 | 716 | 002 | 003
15 |TEB030A2-080/136/15C6H-60 | 30 - 194 06011153_ 20100 | 3016 | 02 | 08 |30-175 0601154_ 18040 | 2706 | 02 | 06 |30-137 06011(;37_ 14005 | 2101 | 02 | 05
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Hardened steel
SKD61 / X40CrMoV5-1, etc. SKD11 / X153CrMoV12, etc. HSS, etc.
H - 55 HRC -62 HRC - 65 HRC
Cutting |Feed per|Numberof| Feed | Depth | Width | Cutting |Feed per| Numberof | Feed | Depth | Width | Cutting |Feed per|Numberof | Feed | Depth | Width
speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut | speed | tooth |revolutions| speed | of cut | of cut
RE Designation c fz n v ap ae e fz n v ap ae Ve fz n v ap ae
(mm) 9 (m/min)| (mm/t) | (min™) |(mm/min) (mm) | (mm) |(m/min)| (mm/t) | (min™) {(mm/min) (mm) | (mm) |(m/min)| (mm/t) | (Min™") (mm/min) (mm) | (mm)
TEBO30A2-040/08C6H-55 | 30-194| %0107 | 20100 | 3016 | 02 | 08 |30-175| %%15 | 1s040 | 2706 | 02 | 06 [30-137| %%%" | 14005 | 2101 | 02 | 05
0.113 0.104 0.107
TEB030A2-045/08C6H-38 | 30-194| %012 | 20100 | 3016 | 02 | 08 |30-175| %%15 | 18040 | 2706 | 02 | 06 [30-137| %%%" | 14005 | 2101 | 02 | 05
0.113 0.104 0.107
0.015- 0.015- 0.015-
TEB030A2-040/10C6H-55 | 30-194 | o | 20100 | 2512 | 02 | 06 |30-175| G007 | 18040 | 2255 | 02 | o4 |30-137| GY0 ] 1a005 | 751 | 01 | 03
0.015- 0.015- 0.015-
TEB030A2-040/12C6H-55 | 30-194 | GO0 | 20100 | 2512 | 02 | 06 |30-175| V0 | 18040 | 2055 | 02 | 04 |30-137| GN07 | 14005 | 1751 | 01 | 03
0.015- 0.015- 0.015-
15 |TEBU30A2-040/14C6H-55 | 30-175| G015 | 18000 | 2000 | 01 | 04 |30-156| 40" | 16020 | 1780 | 01 | 03 |30-119| {707 | 12095 | 1344 | 01 | 02
0.015- 0.015- 0.015-
TEB030A2-040/16CeH-55 | 30-175 | G057 | 18000 | 2000 | 01 | 04 |30-156| 40" | 16020 | 1780 | 01 | 03 |30-119| {707 | 12095 | 1344 | 01 | 02
0.015- 0.015- 0.015-
TEBO30A2-040/18C6H-60 | 30-175| (0" | 18000 | 1600 | 01 | 03 |30-156| 007 | 16020 | 1424 | 01 | 02 |30-119| %007 12095 | 075 | 01 | 01
0.015- 0.015- 0.015-
TEBO30A2-040/20C6H-60 | 30-175| O, | 18000 | 1600 | 0.1 | 03 |30-156| 007 | 16020 | 1424 | 01 | 02 |30-119| %007 12095 | 075 | 01 | 01
TEBO30A2-040/25C6H-60 | 30-156 | %010 | 16000 | 1200 | 01 | 02 |30-137] %%13 | 14005 | 1050 | 007 | 015 |30-100| %1% | 10080 | 756 | 0.05 | 007
0.057 0.049 0.06
0.03- 0.03- 0.03-
TEB040A2-080/117/15C6H-70 | 30-257 | 0900~ | 20100 | 3016 | 03 | 15 |30-207| 39| se075 | 2011 | 02 | 08 |30-156| 0950 | 12015 | 182 | 02 | 06
0.03- 0.03- 0.03-
TEBDAOA2-050/10C6H-55 | 30-257 | oo~ | 20100 | 3016 | 03 | 15 |30-207| X937 | qeo7s | 2411 | 02 | 08 |30-1s6| 0% | 12015 | 1802 | 02 | 06
0.03- 0.03- 0.03-
TEBO40A2-060/10C6H-54 | 30 - 257 20100 | 3016 | 03 | 15 [30-207 16075 | 2411 | 02 | 08 |30-156 12015 | 1802 | 02 | 06
0.113 0.117 0.125
0.03- 0.03- 0.03-
TEB0AOA2-050/12C6H-55 | 30-257 | (5, | 20100 | 3016 | 03 | 15 |30-207| 0937 | 6075 | 2411 | 02 | 08 |30-1s6| o3 | 12015 | 1802 | 02 | 08
, . . )
TEBO4OA2-050/16C6H-55 | 30 - 257 331’3 20100 | 3016 | 03 | 15 |30-207 3334 16075 | 2411 | 02 | 08 |30-156 0'(??‘ 12015 | 1802 | 02 | 06
TEB040A2-050/20C6H-60 | 30-207| 093 | 16100 | 2416 | 02 | 1 |30-181| %%~ | 14005 | 2101 | 01 | 06 [30-131| %% | 10025 | 1504 | 01 | 04
0.113 - 0.096 : - 0.105 : -
TEB040A2-050/25C6H-60 | 30-207| 0% | 16100 | 1610 | 02 | 08 |30-181| %%~ | 14005 | 1401 | 01 | 04 [30-131] %%- | 10025 | 1003 | 01 | 02
0.075 - : 0.064 : - 0.075 : -
TEBO40A2-050/30C6H-75 | 30-181| 203~ | 14000 | 1600 | 01 | 03 |30-131] %% | 10025 | 1146 | 007 | 02 |30-100| 0% | 275 | 9s6 | 0.05 | 045
0.086 : : 0.09 : i 0.091 : :
0.045 - 0.045 - 0.045 -
TEBOGOA2-120C6H-80 30-307| G000 | 16000 | 3000 | 03 | 2 |a0-1s6| oo | sot0 | 1502 | 03 | 12 |30-137| GO 7005 | 1313 | 02 | 1
0.045 - 0.045 - 0.045 -
TEBOGOA2-080/15CeH-60 | 30-307 | &% | 16000 | 3000 | 03 | 2 |30-156| o | sot0 | 1502 | 03 | 12 |30-137| Q30| 7005 | 1313 | 02 | 1
0.045 - 0.045 - 0.045 -
3 |TEBOGOA2-090/17CeH-54  |30-307 | ey | 16000 | 3000 | 03 | 2 |a0-156) GO | soto | 1502 | 03 | 12 |30-137| W07 | 705 | 1313 | 02 | 1
0.045 - 0.045 - 0.045 -
TEBOGOA2-080/20C6H-60 | 30-307 | %% | 16000 | 3000 | 03 | 2 |30-1s6| 07 | sot0 | 1502 | 03 | 12 |30-137| QN0 | 7005 | 1313 | 02 | 1
0.045 - 0.045 - 0.045 -
TEBOGOAZ-080/30C6H-80 | 30-269 | pre | 14000 | 3000 | 02 | 15 |30-141| G007 7215 | 1546 | 02 | 1 |30-128) Q0% ) 6525 | 1398 | 015 | 07
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Il TECHNICAL GUIDE - Ball nose type

B Ball Nose Characteristics

¢ Die & mold making, turbine manufacturing and aircraft e Ultra-fine grain carbide which increases both
industry, etc. toughness and hardness.

e Useful for intricate-shaped surfaces. e Suitable for dry and high speed cutting.

e Profiling of up to 70 HRC high hardened steels and e Special sphere shaped tool geometry provides increased
alloy steels, nickel based alloys, titanium alloys. tool life and enables higher speed and feed operations.

B Milling Features

e Operating angle: max 212°
e Excellent surface roughness and high milling process.
e Enables milling with high speed and feed in back milling mode.

Favorable Unfavorable
Back Milling Milling

B Operating Recommendations

e |t is recommended to machine with the tool inclined at a 15° angle.
This technique eliminates cutting at nearly zero speed at the tool axis.
Cutting is more efficient, and tool life substantially improves.

e Decreased cutting force.

e Excellent surface roughness and brightness.

Vc =96%
of Vmax

Favorable Unfavorable
M Profiling Profiling
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TEFF**N4
4 flute high feed endmill

LH

|
79 @
)
g A S
ot 65 2
OyRE R 1S
RPG (@]
APMX
i LF
. . Max. fz
Designation AH750 DC DCONMS NOF RPG RE APMX LH LF (mm/t)
TEFFO60N4-030/20C06R10M [ J 6 6 4 1.0 5.3 0.3 20 57 0.3
TEFFO80N4-035/26C08R13M [ J 8 8 4 1.3 7 0.4 26 63 0.4
TEFF100N4-040/30C10R16M [ J 10 10 4 1.6 8.8 0.5 30 72 0.5
TEFF120N4-045/34C12R20M [ J 12 12 4 2.0 10.6 0.6 34 83 0.5
TEFF160N4-055/42C16R26M [ J 16 16 4 2.6 14 0.8 42 92 0.6
TEFF200N4-060/46C20R32M [ J 20 20 4 3.2 17.7 1 46 104 0.7
(1) RPG should be used for programming. @ : Line up
TCFF**A3
3 flute high feed endmill
LF | [ g
e Sl
Q >
A\ g
YO
o

APMX © 1o

Designation FX510 DC DCONMS NOF DN RE APMX LH LF
TCFF060A3-06/15C6-50 [ J 6 6 3 5.5 0.42 0.25 15 50
TCFFO080A3-08/20C8-57 [ J 8 8 3 7.5 0.56 0.4 20 57
TCFF100A3-08/25C10-65 ([ J 10 10 3 9.5 0.7 0.5 25 65
TCFF120A3-10/30C12-72 [ J 12 12 3 115 1.1 0.6 30 72
TCFF160A3-12/35C16-83 [ J 16 16 3 15.5 1.9 0.75 35 83
TCFF200A3-15/40C20-93 [ J 20 20 3 19.5 25 1 40 93
Caution: @ : Line up

High speed machining generates heat in the tool and chuck holder.

Thermal expansion of the holder will often lead to tool damage. Use an air coolant during machining to cool the tool holder.
Milling chucks are recommended for the toolholder to be used.

*Use the above corner radius values (RE) for programming.

Reference pages: Standard cutting conditions — P68
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I STANDARD CUTTING CONDITIONS
Shape machining (roughing) TEFF**N4...

. fz (mm/t)
ISO Workpiece material Hardness Vc (m/min)

06 - 08 210 - 12 216 - 20

. Carbon steel - 300 HB 140 - 180 0.25 - 0.48 0.35 - 0.67 0.52-0.9
Alloy steel - 300 HB 120 - 130 0.2-0.28 0.3-0.38 0.43 - 0.57

M Stainless steel - 200 HB 120 0.25-0.3 0.35-0.43 0.52-0.6

. Cast iron 150 - 250 HB 160 - 180 0.3 - 0.45 0.45-0.6 0.6-0.8
H Hardened steel -49 HRC 100 0.16 - 0.2 0.25 - 0.33 0.4-0.48
Hardened steel 50 - 60 HRC 60 - 80 0.1-0.16 0.16 - 0.3 0.2-0.45

- Please be aware that the maximum depth of cut (APMX) and the feed (fz) will depend on each tool diameter.

- While air blow is recommended, water-soluble coolant will be good for stainless steel, titanium alloy, and heat-resistant alloy.
- When chattering occurs with low rigid machines or settings, reduce cutting speed (V/c) d and feed (fz) at an equal rate.

- When chattering occurs with long tool overhang, reduce cutting speed (Vc) and feed (fz) by 20 to 40%.

e Shape machining (roughing) TCFF**A3...

SO fz (mm/t)
Workpiece material Hardness i
Ve (m/min) 06 - 08 010 - 612 016 - 520
Cast iron 150 - 250 HB 250 - 1000 0.1-0.15 0.17-0.19 0.23-0.25
. Ductile cast iron 150 - 250 HB 250 - 1000 0.1-0.15 0.17 - 0.19 0.23-0.25
Malleable cast iron 150 - 250 HB 250 - 1000 0.1-0.15 0.17 - 0.19 0.23-0.25
. Non-ferrous metal / Graphite - 500 - 1500 0.1-0.15 0.17 - 0.19 0.23-0.25
s Nickel based alloy = 250 - 1000 0.1-0.13 0.15-0.18 0.20 - 0.22
E *Dry cutting at the cutting speed more than 250m/min is recommended for machining nickel based alloy.
TETR**A2**R
2 flute toroidal endmill
Y
@
LBX I
RE [ ‘ © TS
I s ‘ ook
e 12
S| | } A 3
M 8 2l 1< DN| BHTA LF A
Designation AH725 DC DCONMS NOF DN RE APMX LH LBX BHTA LF Shank
TETR020A2-2/08C06R05M80 [ J 2 6 2 1.9 0.5 2 8 40 3.6° 80  Cylindrical
TETR030A2-2/12C06R05M80 [ J 3 6 2 2.8 0.5 2 12 40 3.3° 80  Cylindrical
TETR040A2-3/16C06R1M80 [ J 4 6 2 3.7 1 3 16 40 2.8° 80  Cylindrical
TETR060A2-4/25C08R2M100 [ J 6 8 2 5.6 2 4 25 66 2.0° 100  Cylindrical
@ : Line up

Reference pages: Standard cutting conditions — P69
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I STANDARD CUTTING CONDITIONS
Slotting / Roughing

. . . fz (mm/t)
ISO Workpiece material Hardness V¢ (m/min
P (m/ ) 02 23 o4 06
Carbon steel - 300 HB 140 - 180 0.01-0.03 0.01 - 0.04 0.02 - 0.05 0.03 - 0.07
. Alloy steel - 300 HB 70 - 150 0.01-0.03 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Stainless steel -200 HB 60 - 100 0.01-0.08 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Cast iron 150 - 250 HB 80 - 180 0.01-0.03 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Titanium alloy - 20-50 0.01-0.03 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Hardened steel - 60 HRC 20-30 0.01-0.03 0.01-0.04 0.02 - 0.05 0.03 - 0.07

. Aluminium alloy - 300 - 750 0.01-0.03 0.01-0.04 0.02 - 0.05 0.03-0.07

Semi-finishing / Shouldering (ae = 0.1-0.4 x D)

. . . fz (mm/t)
1ISO Workpiece material Hardness Vc (m/min
P (m/ ) 02 03 o4 06
Carbon steel - 300 HB 150 - 220 0.01 - 0.03 0.01-0.04 0.02 - 0.05 0.03 - 0.07
. Alloy steel - 300 HB 70 - 160 0.01 -0.03 0.01 - 0.04 0.02 - 0.05 0.03 - 0.07

Stainless steel -200 HB 80 - 130 0.01-0.08 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Cast iron 150 - 250 HB 130 - 220 0.01-0.03 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Titanium alloy - 40 - 60 0.01-0.03 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Hardened steel - 60 HRC 30-70 0.01-0.03 0.01-0.04 0.02 - 0.05 0.03 - 0.07

. Aluminium alloy - 350 - 850 0.01-0.08 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Finishing (feed rate depending on required accuracy) / High feed machining at low depth of cut (ae = 0.05-0.1 x D)

. fz (mm/t)
1ISO i i Hardness /¢ (m/min
Workpiece material (m/min) 25 23 24 26
. Carbon steel - 300 HB 170 - 280 0.01 - 0.03 0.01 - 0.04 0.02 - 0.05 0.03 - 0.07
Alloy steel - 300 HB 110 - 220 0.01 -0.03 0.01 - 0.04 0.02 - 0.05 0.03 - 0.07

Stainless steel -200 HB 100 - 160 0.01-0.038 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Cast iron 150 - 250 HB 180 - 280 0.01-0.03 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Titanium alloy - 50-70 0.01-0.08 0.01-0.04 0.02 - 0.05 0.03 - 0.07

Hardened steel - 60 HRC 40 - 80 0.01-0.03 0.01-0.04 0.02 - 0.05 0.03 - 0.07

. Aluminium alloy = 350 - 900 0.01-0.08 0.01-0.04 0.02 - 0.05 0.03 - 0.07

- When the depth of cut (ae) is closer to the upper limit, please start with a lower limit value of cutting speed (Vc).

- The items with long slot (2xD or over) is not suitable for slotting operation.

- While air blow is recommended, water-soluble coolant will be good for stainless steel, titanium alloy, and heat-resistant alloy.

- When chattering occurs with low rigid machines or settings, reduce cutting speed and feed at an equal rate.

- When chattering occurs with long tool overhang, reduce cutting speed and feed by 20 to 40%.

- In slotting of high hardened steel, heat-resistant alloy, and some types of stainless steel, start with ap=0.2xD and increase the value gradually while checking
the status of the operation.

- In shoulder milling of high hardened steel and heat-resistant alloy, the cutting width should be started at ae=0.05xD and increase the value gradually while
checking the status of the operation.

- Low feed in finishing is recommended for good surface roughness.
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TEBO...
4 flute, semi-finishing - finishing, barrel, long edge, high productive profiling

Z\

ST \
-~ g mssgE—
RE <

=

PRFRAD s =

APMX | & 8

B LF . O
APMX = Max. depth of cut

Designation AH710 NOF FHA [I[00 DCONMS APMX RE PRFRAD PRFA LF Shank
TEBOO080A4-25/7.4-R90R1 [} 4 30° 8 8 24.8 1 90 14.88° 63 Cylindrical
TEBO120A4-27/9.2-R85R2 [ ] 4 30° 12 12 271 2 80 18.38° 83 Cylindrical
@ : Line up
TEBO...

4 flute, semi-finishing - finishing, barrel, short edge, high productive profiling

| A

- >i ol
a) {
RE Z
PRFRAD, oy < 5
[ o O
o/ LF o
- APMX = Max. depth of cut
Designation AH710 NOF FHA [IC[0 DCONMS APMX RE PRFRAD PRFA  LF Shank
TEBO080A4-10/20.0-R250R1 [ ) 4 30° 8 8 10 1 250 40° 63 Cylindrical
TEBO100A4-11/20.0-R250R2 [ ] 4 30° 10 10 11 2 250 40° 72 Cylindrical
TEBO120A4-12/20.0-R250R3 [ ) 4 30° 12 12 12 3 250 40° 83 Cylindrical
@ : Line up
% % TEBL...
4, 6 flute, semi-finishing - finishing, lens, high productive profiling
Zk y | a
or o N |
AyBSR
A # F;E' 1)
RE/l | aAPMX =
L F—e——
(a)
APMX = Max. depth of cut
M Designation AH710 NOF FHA [IEI0 DCONMS  APMX RE BSR LF Shank
TEBLO80A4-05R15R0.75-63 ° 4 30° 8 8 5 0.75 16 63 Cylindrical
TEBL100A6-07R20R1-72 [ ] 6 30° 10 10 7 1 20 72 Cylindrical
TEBL120A6-09R25R1-83 ( ) 6 30° 12 12 9 1 25 83 Cylindrical

@ : Line up

Reference pages: Standard cutting conditions — P71
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I STANDARD CUTTING CONDITIONS

Cutting Feed per tooth: fz (mm/t)
1ISO Workpiece material Hardness Priority = Grade speed Tool diameter: DC (mm)
Vc (m/min) 8 10 12

Low carbon steel
SS400, S15C, etc. - 200 HB First choice ~ AH710 210 - 300 0.04 - 0.08 0.05-0.1 0.06 - 0.12
E275A, C15E4, etc., C15E, etc.

Carbon steel, Alloy steel
. S55C, SCM440, etc. - 300 HB First choice ~ AH710 160-240 0.024 - 0.064 0.03-0.08 0.036 - 0.096
C55, 42CrMo4, etc.

Prehardened steel

PX5, NAKSO, etc. 30-40HRC First choice ~ AH710 130-200 0.016-0.064 0.02-0.08 0.024 - 0.096

Stainless steel
M SUS304, SUS316, etc. - First choice ~ AH710 60 - 110 0.016-0.056 0.02-0.07 0.024 - 0.084
X5CrNi18-9, X5CrNiMo17-12-3, etc.

Grey cast iron
FC250, FC300, etc. 150 - 250 HB  First choice ~ AH710 150 - 275 0.04 - 0.08 0.05-0.1 0.06 - 0.12
. 250, 300, etc., GG25, GG3O0, etc.

Ductile cast iron X .
FCD400, etc. 150 - 250 HB  First choice ~ AH710 150 - 200 0.04 - 0.08 0.05-0.1 0.06 - 0.12
Titanium alloys

Ti-6AI-4V, etc. = First choice ~ AH710 60 - 90 0.016-0.0832 0.02-0.04 0.024 - 0.048

S

Flesirssar alloys - First choice ~ AH710 20-35  0.016-0.032 0.02-0.04 0.024-0.048
Inconel718, etc.
SKD61, etc. . .
XA0CrMoVe 1 sto. 40-SOHRC Firstchoice ~AH710  40-80  0.008-0.024 0.01-003 0012-0.036
H Hardened steel
SKD11, etc.

X153CrMoV12, etc. 50 - 60 HRC  First choice ~ AH710 40-80 0.008 -0.024 0.01-0.03 0.012-0.036

B Cusp height and pitch

p = /8 x H x PRFRAD

y To obtain the pitch (p) from the given cusp height (H) | (MM)
- H (mm)
Designation 0.001 0.002 0.003 0.004 0.005 0.01
PRFRAD(mm)
TEBO080A4-10/20.0-R250R 1 250 1.4 2 2.4 2.8 3.2 4.5
p TEBO100A4-11/20.0-R250R2 250 1.4 2 2.4 2.8 3.2 4.5
TEBO120A4-12/20.0-R250R3 250 1.4 2 2.4 2.8 3.2 4.5
TEBOO080A4-25/7.4-R90R1 90 0.8 1.2 1.5 1.7 1.9 2.7
PRFRAD TEBO120A4-27/9.2-R85R2 85 0.8 1.2 1.4 1.6 1.8 26
TEBLO80A4-05R15R0.75-63 16 0.4 0.5 0.6 0.7 0.8 1.1
TEBL100A6-07R20R1-72 20 0.4 0.6 0.7 0.8 0.9 1.3
H: Cusp height TEBL120A6-09R25R1-83 25 0.4 0.6 0.8 0.9 1 14
p: Pitch
PRFRAD: Radius of pz
barrel-shaped -
cutting edge To obtain the cusp height (H) from the given pitch (p) (mm) 8 x PRFRAD
Designation P (mm) 0.5 0.75 1 1.25 1.5 1.75
PRFRAD (mm)
TEBOO080A4-10/20.0-R250R1 250 0.0001 0.0003 0.0005 0.0008 0.0011 0.0015
TEBO100A4-11/20.0-R250R2 250 0.0001 0.0003 0.0005 0.0008 0.0011 0.0015
TEBO120A4-12/20.0-R250R3 250 0.0001 0.0003 0.0005 0.0008 0.0011 0.0015
TEBOO080A4-25/7.4-R90R1 90 0.0003 0.0008 0.0014 0.0022 0.0031 0.0043
TEBO120A4-27/9.2-R85R2 85 0.0004 0.0008 0.0015 0.0023 0.0033 0.0045
TEBLO80A4-05R15R0.75-63 16 0.002 0.0044 0.0078 0.0122 0.0176 0.0239
TEBL100A6-07R20R1-72 20 0.0016 0.0035 0.0063 0.0098 0.0141 0.0191
TEBL120A6-09R25R1-83 25 0.0013 0.0028 0.005 0.0078 0.0113 0.0153
When using with 5-axis machine ‘ ‘ When using with 3-axis machine
Va8
|| By using the.bar.rel R with || Barrel R is at?le tocuta .
| tilted tool axis, tilted section | steep face with a large pitch.
> can be cut with large pitch. However, it is necessary to
\\ Furthermore, it is possible to process the bottom corner
cut with less machining steps section with a separate tool.
by using the tip R.
memmm— Processable with barrel msmmmms Needs separate tool

type endmill
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I Designation system

(o] Square endmill
CK Square endmill for Ti
CA Square endmill for aluminium
cC Square endmill with chamfered
CH Square endmill for finishing
B Ball nose
BL Lens
BO Taper barrel
FF High feed
FS FINISHMEISTER
CP Chip splitter
CR/RC/RF | Rougher 004 0.4
TE | Solid Carbide TR Tapered & radius 045 45
TC | Ceramic BRF Ball nose & rougher 100 10

© Endmill Code ® Endmill type

® Cutting diameter (mm)

TEC 009 A 2 - 0135
TEC 100 E 4L - 22

O Helix angle ©® No. of flutes @ Effective cutting
0° 2 | 2flutes ETERR I

N

c 10° 3 | 3flutes e 0.6
T 20° 4 | 4flutes e 1.35
A 30° 4M | 4 flutes & medium length 06 6
E 38° 4L | 4 flutes & long length 20 20
B 45° 4X 4 flutes & extra long length

D 50° AME 4 flutes & medium length

F 55° for hardened steel

H Variable helix 44 4 variable pitch flutes
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Tolerance

Diameter Cutting diameter Shank
range pces DCONMsN®
<3 -0.014 - 0.028 0 - 0.007
3-6 -0.02 -0.038 0 - 0.008
6-10 -0.025 - 0.047 0 - 0.009
10-18 -0.032 - 0.059 0 -0.011
18 -30 -0.04 -0.073 0-0.013

* Except for AH3005 grade items.

/04 4 055 5.5
/10 /1.5 10/1.5° (o Cylindrical 08 8
/14 14 w Weldon 4 4

@ Length of neck / Angle neck (mm) il ® Shank type © Shank diameter (mm)

e o
/06 C4 M EG66

/32 C10 CF- 72
m

® Overall length / Corner radius

® Workpiece material / Additional feature

- General 66 66 mm
Stainless steel 180 180 mm
M Steel medium hardness E** Eco type
<55 HRC M Medium
H Steel high hardness RO8 Corner radius: 0.8
> 55 HRC
RO2A Aluminium
CF VARIASLEMEISTER
R16 Corner radius: 1.6
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