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MILLLINE Super high feed face milling cutter

LDOFEEDQUAD
TXQ type

High productivity and economical solution




DOFEELDQUAD

TUNGALOY

Ne w" ' super high feed cutter series
with 8}_ corner type lnserts /

I Economical advantages ot

® Double sided insert with 8 corners
for high feed milling.

I Remarkable reliability in high feed milling

® Dovetail structure improves the clamping strength by
50%*. * calculated with Finite Element Analysis (FEA)

® Rigid clamping with one screw.

® Simple structure offers a high level of cutter body
rigidity with easy operation.

Holding insert

|\Umclamping force

N
. Pending

Dove tail structure tightly holds
the insert against unclamping force.

Cutting force

W Comparison of reliability Rigid clamping provides the high

reliability and long tool life.

DOFEEDQUAD Cutter : TXQ1 23200U007§A03
(Single insert cutting)
Insert : SQMU1206ZSR-MJ
Competitor A Grade : AH725

Work material : Prehardened steels (40HRC)
Cutting speed : Vc = 330 sfm
Feed per tooth: fz = .039 ipt
Depth of cut :ap =.039"
Width of cut :ae=1.1"
i i Overhang length: 7.4"
0 20 40 60 80 100 120 Coolant : Dry
Cutting length (ft) Machine : Vertical M/C, BT50

Competitor B

Competitor C




I Cutter

]
I Replacement parts
13° Description Parts Cat. No.
Q\ \i Clamping screw CSPB-4
5 Bit BLD IP15/S7
@ Bore type Max. ap = .079" < Handle H-TBS
Dimensions (in i i
Cat. No. Stocki'r\:gér(‘t’;l oo o o | e (),( ) TRRCEE W(?Bht hpcsllta Center bolt | Insert
TXQ12R200U0075A03 o 3 |2.000|1.362 {1.850| .750| .750(1.969|.197| .315 | 1.12 (C0.375%1.125H)
TXQ12R200U0075A04 o 4 12.000|1.362 |1.850| .750| .750(1.969|.197| .315 | 1.12 C0.375X1.125H)
TXQ12R250U0075A04 o 4 12.500(1.862 |2.323| .750| .750(1.969|.197 | .315 | 1.76 (C0.375X1.125H)
TXQ12R300U0100A05 | @ | 5 |3.000]2.362|2.835| 1.000 [1.024 |2.480| 236 | .374 | 3.77 | With [(co.500x1375H) sggn;:wzje
TXQ12R400U0150A06 o 6 |4.000|3.362 [3.780| 1.500 |1.457 {2.480|.394 | .626 | 5.71 (TMBA-0.750H)
TXQ12R500U0150A07 o 7 15.000|4.362 [3.780| 1.500 |1.457 {2.480|.394 |0.626| 7.01 (TMBA-0.750H)
TXQ12R600U0200A08 o 8 |6.000| 5.37 [3.937|2.000(1.496| 2.48 |.433| .748 | 7.35 (TMBA-M24H)

@ : Stocked items

I Standard cutting conditions

Cutting speed
Work material Hardness Priority Grades gsp Feed per tooth
Ve (sfm) fz (ipt)
High carbon steels First choice AH725
(1045, 1055 etc.) ~ 300HB For wear resistance T3130 330 - 980 .020 - .080
For impact resistance AH130
Alloyed steels First choice AH725
(4140 etc.) ~ 300HB For wear resistance T3130 330 - 660 .020 - .060
For impact resistance AH130
Prehardened steels (NAK80, PX5, etc.) 30 ~ 40HRC - AH725 330 - 660 .020 - .040
Stainless steel
(304, 316 etc.) ~ 200HB - AH130 330 - 500 .012 - .030
Gray cast iron
(No.25, No.30 etc.) - - AH120 330 - 980 .020 - .080
Ductile cast irons
(60-40-18, 65-45-12 etc.) - - AH120 260 - 660 .020 - .080
Titanium alloy (Ti-6Al-4V etc.) ~ 40HRC - AH725 100 - 200 .012 -.028
(H13 etc.) 40 ~ 50HRC 260 - 430 .004 - .012
Hardened steels - AH725
(D2 etc.) 50 ~ 60HRC 160 - 230 .001 - .003
- Slot or pocket milling is not recommended, since the chip - Cutting conditions are generally limited by the rigidity and
re-cutting easily occurs. power of the machine and the rigidity of the workpiece.
- Tool overhang length must be as short as possible to avoid When setting the conditions, start from half of the values
chatter. When the tool overhang length is long, decrease the of the standard cutting conditions and then increase the
number of revolutions and feed. value gradually while making sure the machine is running

normally.
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Grades o . (in)
Cat. No. Accuracy Honing @MUMTEC imensions tin
AH725 | AH130 | AH120 | T3130 A T re
SQMU1206ZSR-MJ M with ° ° ° ° 461 236 .079
B Grade selection
e B ™M @ s  H
Steel Stainless Cast Iron Super alloys Maqgﬁ’als

AH725 ©) O (©) (©)

AH130 For impact resistance| ©

AH120 (©)

T3130 For wear resistance

© : First choice
O : Applicable
Tool dia.: eDc (in), Number of revolutions: n (rpm), Feed speed: Vf (ipm), Max. depth of cut: ap = .079"
2.000 22.500 23.000 24.000 25.000
n %i n %i n %i n %i n %i

1,260 227 1,010 242 790 237 630 227 500 210
Ve = 660 sfm, fz = .060 ipt

950 114 | 750 | 120 | 590 | 118 | 470 | 113 | 380 106
Vc = 500 sfm, fz = .040 ipt

950 86 | 750 | 90 | 590 [ 89 [ 470 | 8 | 380 | 80
Ve =500 sfm, fz = .030 ipt

760 46 | e00 | 48 | 470 [ 47 | 380 | 46 | 300 | 42
Vc =400 sfm, fz = .020 ipt

1,260 227 | 1010 | 242 [ 790 | 237 | 630 | 227 | 500 [ 210
Vc = 660 sfm, fz = .060 ipt

950 171 | 750 | 180 | s90 | 177 | 470 | 170 | 380 [ 160
Vc = 500 sfm, fz = .060 ipt

250 15 | 200 | 16 | 150 | 15 | 120 | 14 | 100 | 14
Vc = 130 sfm, fz = .020 ipt

630 15 | 50 | 16 | 30 | 16 | 30 | 15 | 250 | 14
Vc = 330 sfm, fz = .008 ipt

380 | 800 | 2 [ 240 | 2 [ 190 | 2 | 150 [ 2
Vc = 200 sfm, fz = .002 ipt




- Large rake angle
- Optimum land width

- Thickness of insert: .236"
- Tough cutting edge

Excellent chip control

! Wiper edge

I Grade

Low cutting force even in high feed cutting

High fracture resistance

Large inclination provides optimum chip flow

PREMIUMTEC
BAH725 IAH130 1AH120 1T3130

- Newly developed coating
layer with a unique substrate

- Well balanced with
excellent wear and chipping
resistance

- Suitable for steels

- Unique substrate

- Well balanced grade with
hardness and toughness

- First choice for stainless
steels

- Tough substrate with high
reliability

- Ideal grade for cast iron
milling

- OQutstanding wear resistance

- Tough substrate with a highly
adhered coating

- Thick coating for exceptional
wear resistance

- Suitable for steels in high
speed cutting

B Comparison of fracture resistance

Continuity Cutter

DOFEEDQUAD ‘ ‘
(AH725) Insert
Grade

Competitor A (PVD) Work material

Cutting speed :
Feed per tooth :
Depth of cut
Width of cut
Overhang length :
Coolant
Machine

Competitor B (PVD)

Competitor C (PVD)

160
Cutting length (ft)

40 60 80

20

Low cutting force and tough edges
provide exceptional stability.

: TXQ12R200U0075A03

: SQMU1206ZSR-MJ
: AH725
: Prehardened steels (33HRC)

rap =.039"
rae=1.1"

: Dry
: Vertical M/C, BT50

(Single insert cutting)

Vc =500 sfm
fz = .059 ipt

7.4"




I Practical examples

Workpiece type Plate Machine part
Cutter TXQ12R500U0150A07 (25.000", z = 7) TXQ12R300U0100A05 (23.000", z = 5)
Insert SQMU1206ZSR-MJ SQMU1206ZSR-MJ
Grade AH725 AH725

Work material

Prehardened steels (40HRC)

Low carbon steel

0
Competitor DOFEEDQUAD
A

@ Cutting speed: Vc (sfm) 260 590
2 [Feed per tooth: fz (ipt) .028 .039
T |Depth of cut: ap (in) .039 ~ .079 .039
c
8 |Wwidth of cut: ae (in) 3 2.8
@ |Process Face milling Face milling
'33 Coolant Dry Dry
O |Machine Vertical M/C, BT50 Vertical M/C, BT50
Tool life 5%
tri pled | 8 7 PrOdu_CtIVIty
IR * 2 G gain!
R= x
£ f ST S 7 I .
Results R Toughness of insert 28 4 | Vi=42141 ipm
2 prevents fracture and O 5. N _| DoFeedQuad allows 3.5 times
= drastically improves the tool 2 higher feed rates due to
E S0/ NN . life. E 2 N higher number of inserts and
3 A 9= B increased feed per tooth. This
improves productivity 75%.
0

Comgetitor DOFEEDQUAD

Tungaloy America, Inc.

3726 N Ventura Drive, Arlington Heights, IL 60004, U.S.A.

Phone: +1-888-554-8394 Fax: +1-888-554-8392
Tungaloy Canada

432 Elgin St. Unit 3, Brantford, Ontario N3S 7P7, Canada

Phone: +1-519-758-5779 Fax: +1-519-7568-56791

Tungaloy de Mexico S.A.

C Los Arellano 113, Parque Industrial Siglo XXI
Aguascalientes, AGS, Mexico 20290
Phone:+52-449-929-5410 Fax:+52-449-929-5411

www.tungaloyamerica.com E
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