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AHB8O000 SERIES

TUNGALOY

Incredible reliability in turning of
heat-resistant alloys

PREMIUMTEC

TUNGALOY

Special surface technology

Bl Nano-multi-layered AITiN coating
with high Al content

- Increases hardness by 20%
- Prevents micro cracks from developing

— Long tool life & stable machining

Il Improved adhesion strength

— Prevents notch wear that tends to occur
in machining heat-resistant alloys

Newly developed substrates

B APPLICATION AREA
High AHS8O0OIS
A The 1st recommendation
for heat-resistant alloys
5 Versatile grade with high
o) wear and fracture resistance
o
g
S AHS8005
Grade with high hardness and
A excellent wear resistance
Low

Continuous <a™ = Machining mode > Interrupted
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ACCELERATED MACHINING

Bl CHIPBREAKERS

HrM ror finishing to medium cutting

The 1st recommendation

H=F For finishing

Special protrusion
Provides excellent chip control in machining depth of
cut less than the corner R

Unique protrusions on the rake face
Reduce the contact area of rake face and chips

Optimized rake face geometry and protrusion
Provide low cutting force and stable chip control

Large rake angle and inclination
Reduce cutting force

Il APPLICATION AREA AND CHIP CONTROL

Chipbreakers for negative inserts

0.20

0.16

0.12

0.08

Depth of cut: ap (in)

0.04

Main chipbreakers for positive inserts

~H
Eé\

- HRE

0.004 0.008 0.012
Feed: f (ipr)

(CCMT, CPMT, DCMT, VBMT, VCMT)

0.16

0.12

0.08

Depth of cut: ap (in)

0.04

0.016 0.020

os

P$s

0.004 0.008 0.012 0.016 0.020
Feed: f (ipr)

- The -HRF and -HRM styles are added as
the first choice chipbreakers to the standard
lineup, along with the free-cutting -28
chipbreaker to complement the negative
insert range.

- Suited for medium to finish cutting range.
*For D.O.C > 0.157", use inserts in > 0.500" |.C.

L S
2523

- PSF, PSS, and PS chipbreakers cover
finishing to medium cutting.
- Complementary chipbreaker: All-round

type
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AHB8O000 SERIES

TUNGALOY

Bl CUTTING PERFORMANCE

\New)

A HSOINS / Threading

Insert : 16ER15ISO
Workpiece material : SUS304
M Cutting speed : Ve = 328 sfm
pitch 1 0.059"
Machining : External threading
0.006 Infeed method : Radial infeed
Coolantt : Wet
After 432 thread After 216 thread
0.004

max.VB wear (in)

0.002

0 100 200 300 400 500 AHBO‘s Conventional

Number of screws machined (pcs)

Cutting speed Vc (sfm)

IS0 eterile Hardness AH725 AH8015 313V NS9530 TH10
<200 HB 260 - 590 260 - 590 328 - 656 490 - 656 -
. Carbon steel
> 200 HB 197 - 525 197 - 525 328 - 490 328 - 558 -
M Stainless steel - 164 - 427 164 - 427 230 - 427 - -
. Cast iron - - - 230 - 490 - 230 - 295
. Aluminium - - - - - 330 - 1640
. Heat-resistance alloys _ - - - 33-130
. High hardened steel 50 - 60 HRC - - - - 33 -98
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ACCELERATED MACHINING

Bl CUTTING PERFORMANCE

AHSB8O0IS / HRM

- General machining condition

Tool life (min)

. Inconel 718

AHBO]S Competltor Competltor Competltor

Insert : CNMG 432 **
Cutting speed  : Vc =197 sfm
Feed :f=0.008 ipr
Depth of cut rap = 0.039"
Machining : External turning
Coolant : Wet

After 4 min.

AHS8OIS / HRM

After 2 min.

HRM :
Competitor B
AHS8O00S / HRF
Cutting speed  : Vc = 328 sfm
. . Feed :£=0.006 ipr
- High-speed cutting Depthofcut  :ap = 0.012"
Machining : External turning
Coolant 1 Wet
. Inconel 718
After 2.7 min.

Tool life (min)

0
AHBSOO0OS Competitor  Competitor ~ Competitor
HRF A B c

AHB8O00S / HRF

After 2.7 min.

Competitor B

www.tungaloy.com/us 7




AHB8O000 SERIES

TUNGALOY

Bl GRADES

Grade Substrate Coating layer

Application
Application code Specific gravity Hardness (HRA) T.R.S. (GPa) Main composition  Thickness (um)

AH8005

15.0 93.0 2.2 (ALTIN 3.5
S01 - S10
AH8015

14.9 91.8 3.1 (ALTIN 3.5

8§10 - S20

Bl STANDARD CUTTING CONDITIONS

Chipbreakers for negative inserts

Chipbreaker Corner radius Depth _of cut Fe:ed Cutting speed: Vc (sfm)
RE ap (in) f (ipr) AH8005 AHB8015
0.016 0.008 - 0.059 0.002 - 0.009 130 - 330 66 - 260
HRF 0.031 0.008 - 0.059 0.002 - 0.010 130 - 330 66 - 260
0.047 0.008 - 0.059 0.003 - 0.011 130 - 330 66 - 260
0.016 0.020 - 0.157 0.002 - 0.012 130 - 330 66 - 260
0.031 0.020 - 0.157 0.003 - 0.013 130 - 330 66 - 260
HRM 0.047 0.020 - 0.157 0.004 - 0.014 130 - 330 66 - 260
0.063 0.020 - 0.157 0.006 - 0.016 130 - 330 66 - 260
0.016 0.020 - 0.118 0.003 - 0.008 130 - 330 66 - 260
28 0.031 0.020 - 0.118 0.004 - 0.012 130 - 330 66 - 260
0.047 0.020 - 0.118 0.004 - 0.012 130 - 330 66 - 260

* Values for the inserts with 0.500" I.C. dia.

Chipbreakers for positive inserts

Chipbreaker Corner radius Depth (_)f cut Fe_ed Cutting speed: Vc (sfm)
RE ap (in) f (ipr) AHB8005 AH8015
0.016 0.002 - 0.020 0.001 - 0.008 130 - 330 66 - 260
PSF 0.031 0.002 - 0.020 0.001 - 0.012 130 - 330 66 - 260
0.016 0.012 - 0.079 0.001 - 0.008 130 - 330 66 - 260
PSS 0.031 0.012 - 0.079 0.001 - 0.012 130 - 330 66 - 260
0.047 0.012 - 0.079 0.002 - 0.012 130 - 330 66 - 260
0.016 0.020 - 0.098 0.001 - 0.008 130 - 330 66 - 260
PS 0.031 0.020 - 0.098 0.001 - 0.012 130 - 330 66 - 260
0.047 0.020 - 0.098 0.002 - 0.012 130 - 330 66 - 260
0.016 0.020 - 0.118 0.003 - 0.008 130 - 330 66 - 260
All-round 0.031 0.020 - 0.118 0.003 - 0.012 130 - 330 66 - 260
0.047 0.020 - 0.118 0.003 - 0.012 130 - 330 66 - 260
RS 0.020 - 0.059 0.001 - 0.012 130 - 330 66 - 260
61 0.020 - 0.079 0.008 - 0.024 130 - 330 66 - 260

* Values for the inserts with 9.525 mm |.C. dia.

8 AH8000SERIES



ACCELERATED MACHINING

Bl SELECTION GUIDE

Chipbreakers for negative inserts

- For finishing (ap = 0.008" - 0.059")
The 1st recommendation

AHB8OIS Ve AHSO00S

AHS8O0IS

Fract
racture H2M

Chip control AHSB8O0IS5
es

- For finishing to medium cutting (ap = 0.020" - 0.157")

The 1st recommendation

ear AHSB8005
sy T

Fracture AHG30
SM

Chip control A HSOIS
H=RF

AHSOIS e
es

Note: This is a general guide and may not be applicable under the specific conditions.

www.tungaloy.com/us 9




AHB8O000 SERIES

TUNGALOY

Chipbreakers for positive inserts

- For finishing (ap = 0.012" - 0.079")

The 1st recommendation

Al;g;"s - AHS0O0S

AHSB8OIS
S

Fracture

Chip control AHSB8OIS
PSF

- For finishing to medium cutting (ap = 0.020" - 0.098")

The 1st recommendation

o AHS00S5
AHSOIS ——

AHSOIS
All-round

Fracture

Chip control AHS8OIS
PSS

Note: This is a general guide and may not be applicable under the specific conditions.
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ACCELERATED MACHINING

g TurnlLine - Inserts

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

NEGATIVE TYPE -Steel
M Stainless e C
Cast iron
O Rhombic, 80° Non-ferrous
with hole Superalloys e C
H Hard materials
c Coating
° S
T o8
© |Chipbreaker Designation €5 B ©
s 2% |& ©
[GR™
Q 0
< Inch Metric z =
HRF CNMG 431 HRF CNMG120404-HRF [0.016 |® ®
CNMG 432 HRF CNMG120408-HRF [0.031 |® ®
CNMG 433 HRF CNMG120412-HRF [0.047 |®@ ®
o
-_g TSF CNMG 330.5E TSF CNMGO090402E-TSF | 0.008 [ J
:é) CNMG 331E TSF CNMGO090404E-TSF | 0.016 [}
i
CNMG 332E TSF CNMGO090408E-TSF | 0.031 [}
» CNMG 431 TSF CNMG120404-TSF 0.016 [ J
CNMG 432 TSF CNMG120408-TSF 0.031 [}
CNMG 433 TSF CNMG120412-TSF 0.047 [ )
™ CNMG 331ETM CNMGO090404E-TM | 0.016 ®
CNMG 332ETM CNMGO090408E-TM | 0.031 [}
LEm CNMG 333ETM CNMGO090412E-TM | 0.047 [}
3 CNMG 431 TM CNMG120404-TM 0.016 [ J
§ CNMG 432 TM CNMG120408-TM 0.031 [}
o]
%’ CNMG 433 TM CNMG120412-TM 0.047 [}
CNMG 434 TM CNMG120416-TM 0.063 [}
®: Line-up
www.tungaloy.com/us 11



AHB8O000 SERIES

TUNGALOY

® : Continuous cutting
H € : Light interrupted cutting
g TurnlLine - Inserts 2 Heawy inomupled cuting

NEGATIVE TYPE Il s

M Stainless [}

Cast iron
© Rhombic, 80° Non-ferrous
with hole Superalloys ®

Hard materials

(]

Coating

Chipbreaker Designation

Application
Corner
radius

Inch Metric
CNMG 431-28 CNMG120404-28 0.016
CNMG 432-28 CNMG120408-28 0.031
CNMG 433-28 CNMG120412-28 0.047

® | @ | @ AH8005
® ® @ AH8015

28
2|HRM CNMG 431 HRM CNMG120404-HRM | 0.016 |® ®
% CNMG 432 HRM CNMG120408-HRM | 0.031 (@ ®
£ CNMG 433 HRM CNMG120412-HRM | 0.047 (@ ®
3 CNMG 542 HRM CNMG160608-HRM | 0.031 |® @
§ @ CNMG 543 HRM CNMG160612-HRM | 0.047 |® @
§v CNMG 643 HRM CNMG190612-HRM | 0.047 |® @
5 CNMG 644 HRM CNMG190616-HRM | 0.063 |® @
i
TH CNMG 432 TH CNMG120408-TH | 0.031 °
CNMG 433 TH CNMG120412-TH 0047| @
0 CNMG 434 TH CNMG120416-TH 0063| @

®: Line-up
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ACCELERATED MACHINING

g TurnlLine - Inserts

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

NEGATIVE TYPE Il s
M Stainless ® C
. R Cast iron
Rhomblc’ 55 Non-ferrous
with hole Superalloys [ 2~
Hard materials
c Coating
o S
g 5
© |Chipbreaker Designation E5 |8
o o o O
aQ @ @
< Inch Metric E Z
HRF DNMG 431 HRF DNMG150404-HRF |0.016 (®@ ®
DNMG 432 HRF DNMG150408-HRF 0.031|®@ @
DNMG 441 HRF DNMG150604-HRF |0.016 ([®@ ®
DNMG 442 HRF DNMG150608-HRF 0.031|®@ @
2 | TSF DNMG 330.5E TSF DNMG110402E-TSF | 0.008 )
) DNMG 331E TSF DNMG110404E-TSF | 0.016 )
i DNMG 332E TSF DNMG110408E-TSF | 0.031| @
DNMG 333E TSF DNMG110412E-TSF | 0.047 [}
@ DNMG 431 TSF DNMG150404-TSF | 0.016| @
DNMG 432 TSF DNMG150408-TSF 0.031 o
DNMG 433 TSF DNMG150412-TSF 0.047 o
™ DNMG 331E TM DNMG110404E-TM | 0.016 o
DNMG 332E TM DNMG110408E-TM | 0.031 o
o DNMG 333E TM DNMG110412E-TM | 0.047 )
3% DNMG 431 TM DNMG150404-TM 0.016 o
3 ‘ DNMG 432 TM DNMG150408-TM | 0.031| @
§ DNMG 433 TM DNMG150412-TM | 0047 | @
é DNMG 434 TM DNMG150416-TM 0.063 o
DNMG 442 TM DNMG150608-TM 0.031 [ )
DNMG 443 TM DNMG150612-TM 0.047 o
DNMG 444 TM DNMG150616-TM 0.063 | ®

®: Line-up
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AHB8O000 SERIES

TUNGALOY

® : Continuous cutting
H € : Light interrupted cutting
g TurnlLine - Inserts 2 Heawy inomupled cuting

NEGATIVE TYPE Bl st

(]

M Stainless [}
Cast iron

Rhombic, 55° Non-ferrous
with hole

Superalloys [ J

(L]

Hard materials

c Coating

o S

5 23

© |Chipbreaker Designation €5 B ©

- 3% |8 2

a D ©

< Inch Metric E E

28 DNMG 431-28 DNMG150404-28 0016 (@ @

DNMG 432-28 DNMG150408-28 0031 |®@ @
DNMG 441-28 DNMG150604-28 0.016|® @
DNMG 442-28 DNMG150608-28 0031 |®@ @

(o))

-3% HRM DNMG 431 HRM DNMG150404-HRM | 0.016 |® @

g DNMG 432 HRM DNMG150408-HRM | 0.031 (@ ®

._g DNMG 433 HRM DNMG150412-HRM | 0.047 (@ ®

“E’ DNMG 441 HRM DNMG150604-HRM | 0.016 |® @

et DNMG 442 HRM DNMG150608-HRM | 0.031 (@ ®

(o))

._g DNMG 443 HRM DNMG150612-HRM | 0.047 (@ ®

=

[T

TH DNMG 432 TH DNMG150408-TH 0.031 [

DNMG 433 TH DNMG150412-TH 0.047 [

‘ DNMG 434 TH DNMG150416-TH 0.063

®: Line-up
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ACCELERATED MACHINING

g TurnlLine - Inserts

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

NEGATIVE TYPE -Steel
M Stainless e C
s o Cast iron
@ quare, 90 Non-ferrous
with hole Superalloys e C
Hard materials
c Coating
o S
5 23
© |Chipbreaker Designation E5 |8
s 3% |8 2
Q 0
< Inch Metric z =
HRF SNMG 432 HRF SNMG120408-HRF | 0.031 (@ ®
=X SNMG 433 HRF SNMG120412-HRF 0047 | ®@ @
@
£
i
e HRM SNMG 432 HRM SNMG120408-HRM | 0.031 |®@ @
._g SNMG 433 HRM SNMG120412-HRM | 0.047 |®@ ©
GEJO- SNMG 542 HRM SNMG150608-HRM | 0.031 |®@ @
C
*gg SNMG 543 HRM SNMG150612-HRM | 0.047 |®@ ®
-_% © SNMG 643 HRM SNMG190612-HRM | 0.047 |®@ @
0
E SNMG 644 HRM SNMG190616-HRM | 0.063 |®@ @
®: Line-up
www.tungaloy.com/us 15



AHB8O000 SERIES

TUNGALOY

® : Continuous cutting

H € : Light interrupted cutting
- Turn Llne = Inserts *# : Heavy interrupted cutting
NEGATIVE TYPE - Steel
M Stainless e C
Cast iron
O Triangl—“ar, 60° Non-ferrous
with hole Superalloys [ 2~
Hard materials
c Coating
o S
=] ) ()
] . . . 25
© |Chipbreaker Designation c5 (8 ©
- 3% |8 &
Q 0 o
< Inch Metric z =
HRF TNMG 331 HRF TNMG160404-HRF 0016 (® @
2 TNMG 332 HRF TNMG160408-HRF 0.031 (®@ @
: A
£
[
> ™ TNMG 334 TM TNMG160416-TM 0.063 | ®
5
=}
o
E é
S
3
[0}
=
28 TNMG 331-28 TNMG160404-28 0016 ([®@ @
= TNMG 332-28 TNMG160408-28 0.031 (®@ @
£
o
: A
S
g
E HRM TNMG 331 HRM TNMG160404-HRM | 0.016 (@ ®
o TNMG 332 HRM TNMG160408-HRM | 0.031 |®@ @
5 A TNMG 333 HRM TNMG160412-HRM | 0.047 (@ @
c
s

®: Line-up
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ACCELERATED MACHINING

® : Continuous cutting

H € : Light interrupted cutting
- Turn Llne = Inserts *# : Heavy interrupted cutting
NEGATIVE TYPE - Steel
M Stainless e C
Rhombic, 35° Cast iron
With hole Non-ferrous
Superalloys e C
Hard materials
c Coating
o S
5 23
© |Chipbreaker Designation E5 |8
- 2® |& ©
[GR™
Q 0 o0
< Inch Metric z =
HRF VNMG 331 HRF VNMG160404-HRF 0.016 |® @
=X VNMG 332 HRF VNMG160408-HRF 0.031|® @
!
£
i
28 VNMG 331-28 VNMG160404-28 0.016 |® ®
8 VNMG 332-28 VNMG160408-28 0031 |® @
HL
o
S
=1
2
£
o HRM VNMG 331 HRM VNMG160404-HRM 0016 |® @
= VNMG 332 HRM VNMG160408-HRM 0.031|® @
X3 e VNMG 333 HRM VNMG160412-HRM | 0.047 (@ @
ng_
®: Line-up
www.tungaloy.com/us 17



AHB8O000 SERIES

TUNGALOY

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

g TurnlLine - Inserts

NEGATIVE TYPE Bl stee
M Stainless o C
i Cast iron
Q Trigon, 80° Non-ferrous
with hole Superalloys e c
Hard materials
c Coating
o S
% 5
© |Chipbreaker Designation E5 |8
s 3% |8 2
aQ @ @
< Inch Metric E E
HRF WNMG 431 HRF WNMGO080404-HRF |0.016 |® @
WNMG 432 HRF WNMG080408-HRF [ 0.031 |®@ @
2| TSF WNMG 330.5E TSF WNMGO060402E-TSF | 0.008 o
_'E) WNMG 331E TSF WNMGO60404E-TSF | 0.016 )
i% WNMG 332E TSF WNMGO060408E-TSF | 0.031 [ )
WNMG 333E TSF WNMGO060412E-TSF | 0.047 [
WNMG 431 TSF WNMGO080404-TSF | 0.016 [ )
WNMG 432 TSF WNMG080408-TSF | 0.031 )
WNMG 433 TSF WNMG080412-TSF | 0.047 )
™ WNMG 331E TM WNMGO060404E-TM | 0.016 )
o WNMG 332E TM WNMGO060408E-TM | 0.031 ®
:.E WNMG 333E TM WNMGO060412E-TM | 0.047 [ )
3 WNMG 431 TM WNMG080404-TM 0.016 )
§ WNMG 432 TM WNMG080408-TM | 0.031| ®
g WNMG 433 TM WNMG080412-TM 0.047 o
WNMG 434 TM WNMG080416-TM 0.063 [ )
HRM WNMG 431 HRM WNMG080404-HRM | 0.016 (@ @
o WNMG 432 HRM WNMG080408-HRM | 0.031 |®@ @
£ é WNMG 433HRM  WNMG080412-HRM | 0.047 [@ @
(&}
IS
3
B
E TH WNMG 432 TH WNMG080408-TH 0.031 [ )
2 WNMG 433 TH WNMGO080412-TH 0.047 )
e
2 ‘ WNMG 434 TH WNMG030416-TH | 0.063| @
£

®: Line-up
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ACCELERATED MACHINING

g TurnlLine - Inserts

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

POSITIVE TYPE Bl steel
. M Stainless e C
Rhombic, 80° Gast iron
© with hole Non-ferrous
Positive 7° Superalloys e c
Hard materials
c Coating
o 1
5 23
O |Chipbreaker Designation £S5 (8 @
° 3% |8 &
Q @ @
< Inch Metric z =
PSF CCMT 21.51 PSF CCMT060204-PSF | 0.016 (@ @
E’ CCMT 32.51 PSF CCMT09T304-PSF 0.016 |®@ ®
@
£
L
= |PSS CCMT 21.51 PSS CCMT060204-PSS |0.016 |® @
(]
oo CCMT 21.52 PSS CCMT060208-PSS 0031 |®@ ®
= C
2 CCMT 32.51 PSS CCMTO09T304-PSS |0.016 |® @
fg’ ° CCMT 32.52 PSS CCMTO09T308-PSS 0031 |®@ ®
£
PS CCMT 21.50.5 PS CCMT060202-PS 0.008 | ® ®
CCMT 21.51 PS CCMT060204-PS 0.016 |®@ ®
S CCMT 21.52 PS CCMT060208-PS 0031 |®@ ®
é ol CCMT 32.50.5 PS CCMTO09T302-PS 0.008 | ® ®
%’% CCMT 32.51 PS CCMT09T304-PS 0016 |®@ ®
'_% ° CCMT 32.52 PS CCMTO09T308-PS 0031 |®@ ®
£ CCMT 431 PS CCMT120404-PS 0016 |® ®
CCMT 432 PS CCMT120408-PS 0031 |®@ ®
®: Line-up
www.tungaloy.com/us 19



AHB8O000 SERIES

TUNGALOY

® : Continuous cutting

H € : Light interrupted cutting
TurnLine - Inserts £ Hoavy intemupted cutting
POSITIVE TYPE Bl steel

. M Stainl ec
Rhombic, 80° ot e
) ast iron
with hole Non-ferrous
Positive 11° Superalloys @ C
Hard materials
c Coating
o S
5 53
O |Chipbreaker Designation E5 |8
s 3¢ g &
a 0
< Inch Metric z =
£ PS CPMT 21.50.5 PS CPMTO060202-PS 0.008 |[®@ @
% CPMT 21.51 PS CPMT060204-PS 0.016 |®@ @
g 2 CPMT 32.50.5 PS CPMTO09T302-PS 0.008 |®@ @
23 CPMT 32.51 PS CPMTO09T304-PS | 0.016 |®@ ®
é CPMT 32.52 PS CPMT09T308-PS 0031 |@®@ @
£
All-round CPMT 432 CPMT120408 0.031 |®@ @

Medium cutting

®: Line-up
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ACCELERATED MACHINING

g TurnlLine - Inserts

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

POSITIVE TYPE -Steel
Rhombic, 55° M Stainl.ess ® C
O/ with hole Gastiron
. o Non-ferrous
Positive 7 Superalloys e C
Hard materials
c Coating
o S
5 23
© |Chipbreaker Designation €5 L ©
[e} o o O
Q 0 o
< Inch Metric z =
PSF DCMT 32.51 PSF DCMT11T304-PSF 0016 (®@ @
= DCMT 32.52 PSF DCMT11T308-PSF 0.031|® @
G}
c
s
= |PSS DCMT 32.51 PSS DCMT11T304-PSS 0.016|® @
[=)
s ol DCMT 32.52 PSS DCMT11T308-PSS 0031 |® @
+ C
E’g o DCMT 32.53 PSS DCMT11T312-PSS 0047 | ®@ @
ﬁ (&)
£
ic
PS DCMT 21.50.5 PS DCMTO070202-PS 0.008 ([®@ @
£ DCMT 21.51 PS DCMT070204-PS 0016 ([®@ @
% DCMT 21.52 PS DCMT070208-PS 0.031 (®@ @
g_g’ DCMT 32.50.5 PS DCMT11T302-PS 0.008 ([®@ ®
23 DCMT 32.51 PS DCMT11T304-PS | 0.016 |® ®
é DCMT 32.52 PS DCMT11T308-PS 0.031 (@ @
= DCMT 32.53 PS DCMT11T312-PS 0047 | ®@ @

®: Line-up

www.tungaloy.com/us 21



AHB8O000 SERIES

TUNGALOY

® : Continuous cutting
€ : Light interrupted cutting

- T U r n L I n e = I n S e rt S *# : Heavy interrupted cutting
POSITIVE TYPE Bl steel
Round, M itai:l.ess e C
. ast iron
Wlﬂ‘! I:IOIe o Non-ferrous
Positive 7 Superalloys e C
Hard materials
c Coating
o 1
5 53
© |Chipbreaker Designation £S5 |89
s 8818 8
g : Iz
< Inch Metric <<
o RS - RCMT10T3MO0-RS - o e
C
23 - RCMT1204M0-RS - |eo e
c O
e
Lo
€
o |61 - RCMM1003M0-61 - ( BN J
£ - RCMM1204M0-61 | - |® ®
3
>
>
©
o)
I
®: Line-up
POSITIVE TYPE Bl steel
Rhombic, 35° M ztainless e C
. ast iron
o WIth_ I:lOIe ° Non-ferrous
Positive 5 Superalloys e C
Hard materials
c Coating
o S
=] o
« . . . c3
© |Chipbreaker Designation 55 |8 @
s 3% |8 &
2 - 28
< Inch Metric <<
PS VBMT 220.5 PS VBMT110302-PS 0.008 (@ @
g VBMT 221 PS VBMT110304-PS 0016 |® @
ks}
g o VBMT 222 PS VBMT110308-PS 0.031|® @
g)':g ° VBMT 330.5 PS VBMT160402-PS 0.008 | ® @
£° VBMT 331 PS VBMT160404-PS | 0.016 (@ ®
E VBMT 332 PS VBMT160408-PS 0.031 1@ @
®: Line-up
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ACCELERATED MACHINING

® : Continuous cutting

H € : Light interrupted cutting
- Turn Llne = Inserts *# : Heavy interrupted cutting
POSITIVE TYPE Bl steel
. i e C
Rhomblc, 35° M Stalnl.ess
N Cast iron
Wlth_ I:IOIe . Non-ferrous
Positive 7 Superalloys @ C
Hard materials
c Coating
o 1
- o
3 | Chipbreak Designati £2 | w0
o pbreaker esignation °5 |8 W
g 8% |8 8
< Inch Metric E E
PSF VCMT 331 PSF VCMT160404-PSF 0.016 |®@ ®
= VCMT 332 PSF VCMT160408-PSF 0.031 (®@ @
| =
c
S
£ |PSS VCMT 331 PSS VCMT160404-PSS 0016 (®@ @
2 VCMT 332 PSS VCMT160408-PSS | 0.031 |® ®
= C
B
€0
2
£
ic
€ PS VCMT 220.5 PS VCMT110302-PS 0.008 (®@ ®
% VCMT 221 PS VCMT110304-PS 0016 ([®@ ®
£g VCMT 222 PS VCMT110308-PS | 0031 |® ®
g’é o VCMT 331 PS VCMT160404-PS 0016 ([®@ @
2 VCMT 332 PS VCMT160408-PS | 0.031 (@ ®
£
All-round VCMT 331 VCMT160404 0016 (®@ @
VCMT 332 VCMT160408 0.031 (®@ @
VCMT 333 VCMT160412 0047 |®@ ®

Medium cutting

®: Line-up
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AHB8O000 SERIES

TUNGALOY

® : Continuous cutting

H € : Light interrupted cutting
Turn LI ne = I nserts % : Heavy interrupted cutting
POSITIVE TYPE -Steel
M Stainless [
Cast iron
Rhombic, 55° Non-ferrous
g with hole Superalloys C
Hard materials
c Coated
o 1
T g3
O | Chipbreaker Designation £35 |8
5 3¢ (3
Q o= |
< Inch Metric <
TS DXGU 220.5R TS DXGUO070302R-TS 0.008 | ®
é DXGU 220.5L TS DXGUO070302L-TS 0.008 | ®
g o DXGU 221R TS DXGUO070304R-TS 0.016 | ®
C
23 ‘ DXGU 221L TS DXGUO070304L-TS | 0.016 |®
% ° DXGU 222R TS DXGUO070308R-TS 0.031 | ®
E DXGU 222L TS DXGUO070308L-TS 0.031 | ®
Q| SS DXGU 220.5R SS DXGUO070302R-SS 0.008 | ®
g)wg DXGU 220.5L SS DXGU070302L-SS 0.008 | ®
g-é ° DXGU 221R SS DXGUO070304R-SS | 0.016 | @
=3
w ; DXGU 221L SS DXGU070304L-SS 0.016 | ®
3
* Corner radius has minus tolerance @®: Line up
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ACCELERATED MACHINING

g TurnlLine - Inserts

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

POSITIVE TYPE -Steel
M Stainless (<
Cast iron
Trigon, 80° Non-ferrous
with hole Superalloys c
Hard materials
c Coated
3 54
O |Chipbreaker Designation §§ g
g . °F |2
< Inch Metric <
TS WXGU 220.5R TS WXGU040302R-TS 0.008 | @
o WXGU 220.5L TS WXGU040302L-TS 0.008 | @
*3’ § WXGU 221R TS WXGU040304R-TS 0.016 | @
% § WXGU 221L TS WXGU040304L-TS 0.016 | @
= g WXGU 222R TS WXGU040308R-TS 0.031 | @
E WXGU 222L TS WXGU040308L-TS 0.031 | @
S | TSW WXGU 221R TSW WXGUO040304R-TSW 0.016 (@
g WXGU 221L TSW WXGU040304L-TSW 0.016 | ®
o WXGU 222R TSW WXGU040308R-TSW 0.031 | ®
.(-5 WXGU 222L TSW WXGU040308L-TSW 0.031 | ®
i.%
g|SS WXGU 220.5R SS WXGU040302R-SS 0.008 | @
g;"g WXGU 220.5L SS WXGU040302L-SS 0.008 (@
5E WXGU 221R SS WXGU040304R-SS 0.016 | ®
i g WXGU 221L SS WXGU040304L-SS 0.016 | @
3

* Corner radius has minus tolerance

®: Lineup
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AHB8O000 SERIES

TUNGALOY

POMG-MNW

D1

Cast iron

Non-ferrous . X
@ : Continuous cutting

€ : Light interrupted cutting

% : Heavy interrupted cutting

Steel
Stainless C
Superalloys c

Hard materials

N Coated
Designation gg = IC L | BS| s D1
9 388 @) | @n) | Gn) | (n) | (n)
T
<
POMG110612-MNW 0.047| @ 0.625 | 0.454 | 0.059 | 0.250 | 0.047
POMG130612-MNW 0.047 | @ 0.750 | 0.545 | 0.079 | 0.250 | 0.047

@ : Line up
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ACCELERATED MACHINING

ISO metric

IC

Right hand insert Right hand insert
for external threading shown. for internal threading shown.

Full-profile inserts

.g “g’ External insert (in)

21 pitch || 5 Grades

§ (mm) | = 2 | Designation Coating IC PDX | PDY | RE

£ T AH8015

16 2 R [ 16ER20I1SO [ J 0.375 0.063 0.047 0.0098

Full-profile inserts with chipbreaker

.g ‘é External insert (in) Internal insert (in)

21 piteh | g| 5 Grades Grades

2 (mm) | F E Designation Coating IC |PDX|PDY| RE | Designation Coating IC |PDX|PDY| RE
= I AH8015 AH8015

16 1 R | 16ER10ISO-M 0.375 0.035 0.028 0.0051| 16IR101SO-M [ ] 0.375 0.035 0.028 0.0031
16 1.25 R [ 16ER1251S0-M ) 0.375 0.035 0.028 0.0063| 161R125ISO-M 0.375 0.035 0.028 0.0039
16 1.5 R | 16ER15I1SO-M [ J 0.375 0.035 0.028 0.0075| 16IR151SO-M [ ] 0.375 0.035 0.028 0.0047

Whitworth

Right hand insert
for external threading shown.

Full-profile inserts

o 5 External insert (in) Internal insert (in)

N pitch o

2 R Grades Grades

§ (in) |F T| Designation Coating IC |PDX|PDY| RE | Designation Coating IC |[PDX|PDY| RE
©

£ T AH8015 AH8015

16 (0.071) 14 R |16ER14W-M 0.375 0.063 0.047 0.0091] 16IR14W-M [ ] 0.375 0.063 0.047 0.0091

MJ

Right hand insert
for external threading shown.

) 5 External insert (in)

5‘, Pitch O

- zl% Grades

§ (in) F|Z| Designation Coating IC | PDX | PDY | RE

£ T AH8015

11 0.039 R | 11IR10MJ () 0.250 0.035 0.028 0.020 @ : Line up
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TUNGALOY

PRACTICAL EXAMPLES

AHB8O000 SERIES

Workpiece type Pipe End cover
Insert 16IR14W-M 16IR15ISO-M
Grade AH8015 AH8015

Workpiece material

SUS304, X5CrNi18-9

SCM440, 42CrMo4

3 & Thread G1/2 (14TPI) M36X1.5
£ 4| Thread depth : (in) 0.630 0.748
@ Cutting speed : Vc (sfm) 262 361
.g 2| Pass number (pass) 8 6
5% Infeed method Radial infeed Radial infeed
©| Coolant Wet Wet
160 70
T 140 T oo g
§ 120 § P — . S
(2] 100 [2] 40 - E -
g e g 1.5 times!
o 60 2 30 [ -
Results 5 4 S 20 A —
L2 20 2 10 f-- -
0 |
AHSBSOIS Competitor 0 AHSBSOOI=S Competitor
AH8015 high wear resistance and high AHB8015 high wear resistance extends tool
chipping resistance extends tool life life by 1.5 times also for alloy steel.
by 3 times.
Workpiece type Valve parts Aircraft parts
Insert CNMG 432 HRM CNMG 432 HRM
Grade AH8015 AH8015
Inconel 625 Inconel 718
4.7
a 750“ /\
Workpiece material
@ Cutting speed: Vc (sfm)
g:g Feed : f (ipr)
3% Depth of cut :ap (in)
©| Coolant
8 3
o o
D ()]
g o 8
- NP I B [t
0 [
g g N
2 T ——
Results = 2 =
8 8
= =
0 1
AHB8OIS Competitor 0 AHB8OIS Competitor
HRM HRM

AH8015 with HRM chipbreaker greatly
reduces notch wear and extends tool life by
1.5 times.

AH8015 wear and fracture resistance
doubles tool life.
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ACCELERATED MACHINING

Workpiece type Shaft parts Valve parts
Insert CNMG 432 HRM CNMG 432 HRM
Grade AH8005 AHB005

Inconel 718 Inconel 718

Workpiece material

@ Cutting speed: Vc (sfm) 160 260
:s::g Feed +f (ipr) 0.011 0.008
‘3% Depth of cut : ap (in) 0.138 0.039 - 0.059
©| Coolant Wet Wet
4 25
3 g 2l
8 3 B o
%) [7 37, 3 S
g . g 22
o e 2
Results = = 20 [ N 1
8 S g | -
18 ]
° AHB8OOS Competitor AHBOOS Competitor
HRM HRM
AHB8005 with high wear resistance extends Due to outstanding wear resistance, AH8005
tool life by 1.5 times. extends tool life by 1.2 times.
Workpiece type Tube parts Aircraft parts
Insert CNMG 432 HRF CNMG 433 HRF
Grade AH8015 AH8015
Hastelloy 276 Inconel 909

Workpiece material

6"

@ Cutting speed: Vc (sfm) 260 180
£:8|Feed £ (ipr) 0.004 0.012
‘3% Depth of cut : ap (in) 0.059" x 8 pass 0.020
©| Coolant Wet Wet
5 7
ERN g o --
[0} [0} 5 e -
3 ool 3 ol hl.5 times!
Qo Q
g ol .
Results 5 4l 3 2
P e
0
AHBOIS Competitor 0 AHBOIS Competitor
HRF HRF

AHB8015 has good balance between wear and
fracture resistance, increasing tool life by 4
times.

AHB8015 provides better surface finish and
extends tool life by 1.5 times.
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TUNGALOY

AHB8O000 SERIES

Workpiece type Valve parts Aircraft parts
Insert CNMG 432 HRF CNMG 432 HRF
Grade AHB8005 AHB8005

Inconel 718 Inconel 718

Workpiece material

4.711

@ Cutting speed: Vc (sfm) 330 230
,5;:% Feed : f (ipr) 0.004 - 0.006 0.007
‘3% Depth of cut :ap (in) 0.012 0.020
©| Coolant Wet Wet
200 5
g )
B 150 T 4
8 g o
£ 100 o
L L 2
Results 35 s0 3
© e !
0
’ AH8OOS Competitor AHBO0O0S Competitor
HRF HRF
AHB8005 delivers outstanding wear AHB8005 with excellent wear resistance,
resistance, increasing tool life by 1.5 times. provides good surface quality and extends
tool life by 1.3 times.
Workpiece type Seal pin Turbine parts
Insert VCMT432-PS CCMT09T304-PSF
Grade AHB005 AH8005
Inconel 718 Inconel 718
W‘ Iy
Workpiece material §
®
A\
I | 0.079"
Cutting speed: Vc (sfm) 150 330
o | Feed +f (ipr) 0.008 0.005
‘3% Depth of cut : ap (in) 0.020 0.003
o § Machining External turning and facing External turning
Coolant Wet Wet

Results

Tool life (pcs / edge)

0 AHB8O0OS Competitor
S

AH8005 with PS chipbreaker improves
productivity by 1.3 times due to increased
feed rate and speed, doubling tool life.

o O
o O
o o

400 |-

200 |- - i

Tool life (pcs / edge)
g

AHB80OS Competitor
PSF
AHB8005 with PSF chipbreaker provides
excellent chip control and wear resistance,
extending tool life by 1.5 times.
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Check our site and our
App to get more INfo!

€-Catalog Tne-

Tool Navigator

£5 Matrix

Tool Management
System

i

(1. B

2 Available on the | GETITON - £ Available onthe |

[ ¢ App Store '\Guggk' play | ® App Store

GETITON
S Google play
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i
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Tungaloy America, Inc.

Tungaloy Canada

Tungaloy de Mexico S.A.

Scan for instant
web access

www.tungaloy.com/us

Member IMC Group follow us at:
un ulo facebook.com/tungaloyamerica
twitter.com/tungaloy

instagram.com/tungaloyamerica
linkedin.com/company/tungaloy-america

To see Tungaloy products in action visit:

3 YouTube

www.youtube.com/tungaloycorporation

Distributed by:

(\ FIND US ON THE CLOUD!
L machiningcloud.com

=
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