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VVorldwide Network

Tungaloy Corporation (Head office)

11-1 Yoshima-Kogyodanchi
Iwaki-city, Fukushima 970-1144 Japan
Phone: +81-246-36-8501

Fax: +81-246-36-8542
www.tungaloy.co.jp

Tungaloy America, Inc.
3726 N Ventura Drive

Arlington Heights,IL 60004, U.S.A.
Phone: +1-888-554-8394

Fax: +1-888-554-8392
www.tungaloy.com/us

Tungaloy Canada

432 Elgin St. Unit 3

Brantford, Ontario N3S 7P7, Canada
Phone: +1-519-758-5779

Fax: +1-519-758-5791
www.tungaloy.com/ca

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.tungaloy.com/mx

Tungaloy do Brasil Ltda.

Avd. Independencia N4158 Residencial Flora
13280-000 Vinhedo, Sao Paulo, Brasil
Phone: +55-19-38262757

Fax: +55-19-38262757
www.tungaloy.com/br

Tungaloy Germany GmbH
An der Alten Ziegelei 1

D-40789 Monheim, Germany
Phone: +49-2173-90420-0

Fax: +49-2173-90420-19
www.tungaloy.com/de

Tungaloy France S.A.S.

ZA Courtaboeuf - Le Rio

1 rue de la Terre de feu

F-91952 Courtaboeuf Cedex, France
Phone: +33-1-6486-4300

Fax: +33-1-6907-7817
www.tungaloy.com/fr

Tungaloy Italia S.r.l.
Via E. Andolfato 10
1-20126 Milano, Italy
Phone: +39-02-252012-1
Fax: +39-02-252012-65
www.tungaloy.com/it

Tungaloy Czech s.r.o.
Turanka 115

CZ-627 00 Brno, Czech Republic
Phone: +420-532 123 391

Fax: +420-532 123 392
www.tungaloy.com/cz

Tungaloy Ibérica S.L.
C/Miquel Servet, 43B, Nau 7
Pol. Ind. Bufalvent

ES-08243 Manresa (BCN), Spain
Phone: +34 93 113 1360

Fax: +34 93 876 2798
www.tungaloy.com/es

Tungaloy Scandinavia AB
Bultgatan 38

442 40 Kungalv, Sweden

Phone: +46-462119200

Fax: +46-462119207
www.tungaloy.com/se

Tungaloy Rus, LLC
Andropova avenue, h.18/7,
11 floor, office 3, 115432,
Moscow, Russia

Phone: +7-499-683-01-80
Fax: +7-499-683-01-81
www.tungaloy.com/ru

Tungaloy Polska Sp. z o.0.
Ul. Irysowa 1, 55-040 Bielany
Wroctawskie, Poland

Phone: +48 607 907 237
www.tungaloy.com/pl

Tungaloy U.K. Ltd
Gallan Park, Watling Street,
Cannock, WS110XG, UK
Phone: +44 121 4000 231
Fax: +44 121 270 9694
www.tungaloy.com/uk

Tungaloy Hungary Kft
Erzsébet kiralyné atja 125
H-1142 Budapest, Hungary
Phone: +36 1 781-6846

Fax: +36 1 781-6866
www.tungaloy.com/hu

Tungaloy Turkey

Serifali Mah.bayraktar Bulvari Kule Sk. No:26
34775 Umraniye / Istanbul / Turkey

Phone: +90 216 540 04 67

Fax: +90 216 540 04 87
www.tungaloy.com/tr

Tungaloy Benelux b.v.

Tjalk 70

NL-2411 NZ Bodegraven, Netherlands
Phone: +31 172 630 420

Fax:+31172 630429
www.tungaloy.com/nl

Tungaloy Croatia

Ulica bana Josipa Jelacica 87,
10430, Samobor, Croatia
Phone: +385 1 3326 604

Fax: +385 13327 683
www.tungaloy.com/hr

Tungaloy Cutting Tool

(Shanghai) Co.,Ltd.
Rm No 401 No.88 Zhabei
Jiangchang No.3 Rd
Shanghai 200436, China
Phone: +86-21-3632-1880
Fax: +86-21-3621-1918
www.tungaloy.com/cn

Tungaloy Cutting Tools

(Taiwan) Co.,Ltd.

9F. No.293, Zhongyang Rd,
Xinzhuang Dist, New Taipei City,
24251 Taiwan

Phone: +886-2-8521-9986

Fax: +886-2-8521-8935
www.tungaloy.com/tw

ACCELERATED LINES

Tungaloy Cutting Tools

(Thailand) Co.,Ltd.

Interlink tower 4th Fl.

1858/5-7 Bangna-Trad Road

km.5 Bangna, Bangna, Bangkok 10260
Thailand

Phone: +66-2-751-5711

Fax: +66-2-751-5715
www.tungaloy.com/th

Tungaloy Singapore (Pte.), Ltd.
62 Ubi Road 1, #06-11 Oxley BizHub 2
Singapore 408734

Phone: +65-6391-1833

Fax: +65-6299-4557
www.tungaloy.com/sg

Tungaloy Vietnam
LE04.38, Lexington Residence
67 Mai Chi Tho St., Dist. 2,

Ho Chi Minh City, Vietnam
Phone: +84-2837406660
www.tungaloy.com/sg

Tungaloy India Pvt. Ltd.
One International Center,

Unit # 902-A, 9th Floor,

Tower 1, Senapati Bapat Marg,
Elphinstone Road (West),
Mumbai -400013, India

Phone: +91-22-6124-8804

Fax: +91-22-6124-8899
www.tungaloy.com/in

Tungaloy Korea Co., Ltd
#1312, Byucksan Digital Valley 5-cha
Beotkkot-ro 244, Geumcheon-gu
153-788 Seoul, Korea

Phone: +82-2-2621-6161

Fax: +82-2-6393-8952
www.tungaloy.com/kr

Tungaloy Malaysia Sdn Bhd
50 K-2, Kelana Mall, Jalan SS6/14
Kelana Jaya, 47301

Petaling Jaya, Selangor Darul Ehsan
Malaysia

Phone: +603-7805-3222

Fax: +603-7804-8563
www.tungaloy.com/my

Tungaloy Australia Pty Ltd
Unit 68 1470 Ferntree Gully Road
Knoxfield 3180 Victoria, Australia
Phone: +61-3-9755-8147

Fax: +61-3-9755-6070
www.tungaloy.com/au

PT. Tungaloy Indonesia
Kompleks Grand Wisata Block AA-10
No.3-5 Cibitung

Bekasi 17510, Indonesia

Phone: +62-21-8261-5808

Fax: +62-21-8261-5809
www.tungaloy.com/id
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we improve...
we evolve...
we ADD

ACCELERATED LINES

Tungaloy's Insights —
Smart Manutacturing

Tungaloy, as one of the leaders in the
metal removal industry, offers the latest
innovations in grades and geometries for
superb performance and tool life.

In a competitive world eager to embrace
Industry 4.0, Tungaloy provides an
extensive portfolio with the latest digital
tools to support our customers in making
better tooling decisions to improve their
competitiveness and productivity.

Member IMC Group

Find all product
details in Tungaloy
updated e-catalog.




ACCELERATED LINES

Tungaloy Accelerated Lines
Leading in Innovation
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AddForceCut
AddlInternalCut
TungFeedBlade
TetraForce-Cut
Duojust-Cut
DuoForce-Cut
MiniV-LockGroove

56

BoreMeister
TinyMiniTurn
MiniForceTurn /
WavyJoint CBN
ModuMiniTurn
AddY-AxisTurn
AddMultiTurn

114

AddDoFeed
DoFeedTri
Tung-Tri
TungForce-Rec
DoMultiRec
TungMeister

174
AddMeisterDrill
DrillMeister
Solid4FlutesDrill
ReamMeister

ungulo DeepTri-Drill










Grade

mm Coating

CVvD

Coating
Grade Main Thick- Apt'i);'ﬁa' Feature
. ness
composition / pm
p11-c?.2|1:§o TICN-AI203 8 Bm Demonstrates excellent wear resistance for high speed continuous
MA0 - M30 stainless steel cuts
T3225 ; - :
P20-P35 TiCN-Al203 10 . M ngh chlpplng_a_nd fracture reS|s_tance
M20 - M35 - Suitable for milling steel and stainless steel
T1215 o~ - Good balance between wear and chipping resistance
Ki0-Kos TICN-AI2O3 10 . - Suitable for milling cast iron
T505 TICN + A203 23 . - The best grade with high wear resistance for high speed machining of
K05 - K20 cast iron
Coating
f Applica-
Grade ; Thick- - Feature
comMzgition ness tion
p / pm
AH120
P15 - P25 @ m - Good balance between wear and fracture resistance
M15 - M25 (Ti, AN 3 - Suitable for machining steel, stainless steel, and cast iron under general
K15 - K30 . s cutting conditions
S10 - S25
AH130 - High chipping and fracture resistance
P25 - P40 (Ti, AN 3 . M - Designed for machining austenitic stainless steel under general cutting
M25 - M40 conditions
Fﬁ??g:?o (Ti, ADN 5 . M o Ideal grade for end milling with the latest nano-multilayered PVD coating
M15 - M30 ’ - Exclusive substrate with a good balance of wear and fracture resistance
AH725
P15 - P30 Bv - Good balance between wear and chipping resistance
M15 - M30 (Ti, AN 2 - Suitable for machining steel and stainless steel under general cutting
K25 - K30 . . conditions
S15 - S25
AH6225 - First choice for stainless steel
P20 - P30 (TiAN-Ti(C,N) 5.5 . M - Excellent versatility for stainless steel machining, demonstrates a good
M20 - M30 combination of wear and fracture resistance
ﬁg":ﬁg (TIAIN-TICN) 55 . Mo Demonstrates superior fracture resistance in stainless steel
M30 - M40 ’ . - Provides high reliability for interrupted cuts and heavy-duty machining
AH7025
P20 - P30 (Ti, ADN 35 . M - Excellent wear resistance and high rigidity
M20 - M30 ’ : . . - First choice for grooving of various materials
S15 - S25
AH750 (Ti, AN 3 H - High wear resistance
H15 - H30 ’ - Designed for milling high-hardened material
,GS:SON%% : M (8 - Good resistance to wear and adhesion
= (ALTi)N 3.5 p . . .
S01 - 810 H - Excellent performance in machining heat-resistant alloy at high speed
AH8015 . M . Good balance between wear and fracture resistance
M10 - M20 (ALT)N 3.5 - . - First choice for machining heat-resistant alloy under general cutting
S10 - S20 H conditions
’32%32',%2 . - Good balance between wear and fracture resistance
= (Ti, AN 5 Bwm A v
M20 - M35 - Suitable for steel and stainless steel
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PVD

Coating
Grade . Thick- Applica- Feature
comM?sr;tion ness tion
p /pm
ﬁg?%‘jg (Ti, ADN 5 . H Good balance between wear and chipping resistance
H20 - H30 ’ - Suitable for machining high-hardened steel at high feed
AH9130
,\7;2 53:5 (Ti, AN 45 B M - High wear resistance
K10 - K25 . . - Designed for drilling various materials
§15 - S30
Pszgl?g:?o (Ti, ADN 2 Bm - High wear resistance
M20 - M30 . . - Designed for machining steel and stainless steel
SH730
P20 - P35 (Ti, ADN ; Bm . High wear resistance
M20 - M35 ’ . - Designed for machining steel, stainless steel, and difficult-to-cut material
S05 - S15
mm CBN
2
Hardness T.R.S. Applica- < o @
Grade (Hv) RGPaxX tion Feature § £ é
G2 a

BXA10 32003400 1.00-110 H S%a;fd T-CBN for excellent performance in continuous cutting of hardened

BXA20 3300 ~ 3500 1.30~1.50 |H - Coated T-CBN for excellent performance in machining hardened steel

BR35F xxxx ~ xxxx x.xx~x.xx H - Coated T-CBN for heavy interrupted cuts of hardened steel parts

mmPCD (T-DIA)

o

Grain . c
- Hardness T.R.S. Appli- S o @
Grade (lerzﬁ) (Hv) (GPa) cation Feature g é é
G20

- Excellent sharpness for high surface quality
DX110 <1 8500 18 . - Suitable for finishing non-ferrous metal and nonmetal

B Uncoated
Cemented Carbide

()]
(=
Hardness  T.R.S.  Applica- 2slo 2
Grade (HRA) (GPa) tion Feature £ 3 é é
B G2 a
KSO5F
K05 93 29 . . - Fine edge sharpness with high wear resistance
S05 ' . - Outstanding tool life for machining of non-ferrous metals
NO5
KS15F 915 3 . - Good balance between wear resistance and toughness
N15 ’ - Incredibly reliable in milling of non-ferrous metals

Tungaloy |
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Grooving &
Parting-off

AddForceCut
AddInternalCut
TungFeedBlade
TetraForce-Cut
DuoJust-Cut
DuoForce-Cut
MiniV-lockGroove

y ORI T IR IR B L itk Lt

Ml -._“ﬁ.j,"._ "







ORCE

ADDPFCUT

[ External grooving, Parting-off }

SUPERB STABILITY AND PRODUCTIVITY
IN DEEP GROOVING AND PARTING-OFF
OPERATIONS

ADD highly rigid self-clamping system to improve productivity in
deep grooving and parting-off operations

12 | NEW PRODUCTS



ACCELERATED PARTING AND GROOVING

- Single-ended ADDForceCut insert
features a smart self-locking design
requiring no clamping screw to hold the
insert. This enables deep grooving and
parting-off operations of large-diameter
bar stocks.

- The insert is locked at three positions
with the use of an insert stopper in the
pocket. This design provides extremely
rigid insert clamping.

Lineup

Inserts
- QGM... and QGS...
CW = 0.079", 0.118", 0.157" and 0.197"

- Newly designed insert profile ensures
unobstructed chip flow and consistent
chip evacuation.

Max grooving depths (for monoblock shanks): CDX = 1.299"

Toolholders

- Monoblock shanks: QSER/L... in size 0.75" and 1.00"

- Blades: QSP... and QSG...
- Blocks: CTBU... and CHTBR/L...

- ID grooving heads for BoreMeister: S25-QSIR/L... and S32-QSIR/L...

Grade

- AH7025: Dedicated grade for grooving applications featuring a good

balance of wear and chipping resistance

Scan this QR code
to find out more
about this tool!

Tungaloy |
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ADDPCUT

QSER/L
External toolholders for grooving and parting

[ &—
R é (% CDX o Ul
4= LF -
t LH
£ T
Right hand (R) shown.

[ mch | cw @ Seat size H B LF LH HF WF

QSER/L12-2T26 2 0.750 0.750 5.000 1.417 0.750 0.756
QSER/L12-2T33 0.079 1.200 2 0.750 0.750 5.000 1.654 0.750 0.756
QSER/L16-2T26 o079 1024 2 1.000 1.000 6.000 1.417 1.000 1.004
QSER/L16-2T33 0.079 1.200 2 1.000 1.000 6.000 1.654 1.000 1.004
QSER/L12-3T26 o118 1024 3 0.750 0.750 5.000 1417 0.750 0.764
QSER/L12-3T33 0.118 1.200 3 0.750 0.750 5.000 1.654 0.750 0.764
QSER/L16-3T26 o118 1024 3 1.000 1.000 6.000 1417 1.000 1.012
QSER/L16-3T33 0.118 1.200 3 1.000 1.000 6.000 1.654 1.000 1.012
QSER/L12-4T33 0157 1209 4 0.750 0.750 5.000 1,654 0.750 0.768
QSER/L16-4T33 0.157 1.200 4 1.000 1.000 6.000 1.654 1.000 1.016
QSER/L16-5T33 0197 1209 5 1.000 1.000 6.000 1.654 1.000 1.020

Il MODULAR HEAD

S-QSIR/L-H SBOREMEISTER

Exchangeable boring head, for internal grooving

=

)

DCONMS

Left hand (L) shown.

—
R
s

CW(in) CW(mm)  CDX DMIN  DCONMS Seat Size LF WF Shank
$25-QSIR/L2T26D550-H 2.165 0.984 2 0.335 1579 D25
$25-QSIR/L3T26D550-H 0.118 3 26 2.165 0.984 3 0.354 1,579 D25
$32-QSIR/L3T32D700-H  [0418 8 e 2756 1.26 3 0.433 1.953 D32
$32-QSIR/L4T32D700-H 0.157 4 32 2.756 1.26 4 0.453 1.953 D32

Please refer to the BoreMeister Tungaloy Report (TR517) for shank information that is applicable to the head.

14 | NEW PRODUCTS



EBLADE

QSP

ACCELERATED PARTING AND GROOVING

Blades for external deep grooving and parting

s gl

=
ol LF
A CUTDIA | T =
W |
I LIL I’
Seat size CUTDIA H B LF HF
QSP26-2D 2 1.969 1.024 0.071 5.906 0.831
QsP32-2D 0.079 2 2.508 1.260 0.071 5.906 0.965
QsP26-3D - oms 3 3 2.953 1.024 0.094 5.906 0.831
QsP32-3D 0.118 3 4.724 1.260 0.094 5.906 0.965
QSP26-4D o174 4 3.150 1.024 0.126 5.906 0.827
QSP32-4D 0.157 4 4.724 1.260 0.126 5.906 0.961
QsP32-5D o017 5 5 4.724 1.260 0.157 5.906 0.961
Il TOOL BLOCK
CTBU
Tool block for QSP blades
E’:I—E’:I—E':I—E':l
H\H Q H\H H\H Q H\H
s
5 o
'
.B 5‘ OAL
< OAW _|T
Blade
[ inch | H B OAL LH HBH OAH OAW (Optional)
CTBU12-26-U 0.750 0.827 3.386 0.843 0.354 1.690 1.496 QSP26...
CTBU16-26-U 1.000 0.906 4.331 0.843 0.197 1.770 1.654 QSP26...
CTBU12-32-U 0.750 0.748 3.937 0.976 0.512 1.970 1.496 QsPa2...
CTBU16-32-U 1.000 0.906 4.331 0.976 0.315 1.970 1.654 QsPa2...
CTBU20-32-U 1.250 1.142 4.331 0.976 0.197 2.130 1.890 QsPa2...

Tungaloy |
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ORCE

ADDFCUT

BN BLADE

QsG TUNeFSLADE
Parting-off and external grooving blade
1
'

Seat size CUTDIA HF D
QSG52-2T 2 2.047 1.063 1.902

QsG82-2T 0.079 2 2 3.228 1.654 2.728
QSG52-3T o1& 3 3 2.047 1.063 1.902
QSG82-3T 0.118 3 3 3.228 1.654 2.728
QSG120-3T ~ om8 3 3 4.724 2.402 3.465
QSG52-4T 0.157 4 4 2.047 1.063 2.728
QSG82-4T o7 4 4 3.228 1.654 2.728
QSG120-4T 0.157 4 4 4.724 2.402 3.465
QSG120-5T otz 5 5 4.724 2.402 3.465
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' ACCELERATED PARTING AND GROOVING

Il TOOL BLOCK

CHTBR/L TUuNcPF3LADE
Tool block for QSG blade

) OAL
CUTDIA

.y oS 1

i Q / T

= Nole &

22 IS R -

H \ _AL/’L‘ O

B 7 )
CAW | = LB, Right hand (R) shown.

BT  cutDiA H B OAL OAH OAW LB
CHTBR/L12-52 2.047 0.750 0.770 4.000 1.970 1.000 1.457
CHTBR/L16-52 2.047 1.000 1.020 5.000 1.970 1.250 1.457
CHTBR/L12-82 3.228 0.750 0.770 5.500 2.950 1.000 2.087
CHTBR/L16-82 3.228 1.000 1.020 6.000 2.950 1.250 2.087
CHTBR/L16-120 4.724 1.000 1.020 6.500 3.940 1.250 2.638
CHTBR/L20-120 4.724 1.250 1.268 6.500 3.940 1.500 2.638

The blade clamping screw heads protrude out for as much as 0.122" over the insert cutting edge point.
Maintain the clearance from the chucking device to avoid interference.

Il Maximum groove depth : T max as function of workpiece diameter : gD1

Designation oD1
CHTBR/L***-D52  2.087 2.126 2.165 2.205 2.283 2.362 2.441 2559 2.677 2.835 3.071 3.307 3.622 4.016 4.528 5.236 6.260 7.795
CHTBR/L™**-D82  4.094 4.252 4.409 4.567 4.764 5.000 5.276 5.591 5945 6.378 6.929 7.559 8.346 9.331 10.630 12.323 14.764 18.425
CHTBR/L****-D120  8.071 8.425 8.819 9.252 9.724 10.276 10.945 11.693 12.559 13.583 14.803 16.299 18.189 20.551 23.661 27.913 34.055 43.780

IR 0527 0787 0748 0.709 0.669 0.630 0.591 0551 0512 0472 0.433 0.394 0.354 0315 0276 0.236 0.197 0.157
Designation [2]]]

CHTBR/'**-D82 3.268 3.307 3.307 3.346 3.386 3.425 3.504 3.543 3.622 3.701 3.780 3.858 3.976
CHTBR/L™-D120  5.669 5787 5.906 6.024 6.142 6.299 6.457 6.614 6.811 7.008 7.244 7.480 7.756
R 1330 1299 1260 1.220 1.181 1.142 1.102 1.063 1.024 0.984 0.945 0.906 0.866
Designation oD1
CHTBR/L™-D120  4.764 4.803 4.843 4.882 4.921 4.961 5000 5.039 5079 5118 5.157 5236 5276 5354 5.433 5512 5.501
R 265 2047 1969 1.890 1.850 1.811 1.772 1.732 1.693 1.654 1.614 1575 1.535 1.496 1.457 1.417 1.378

Tungaloy | 17
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ORCE

ADDFCUT

Il INSERTS

QGM

External deep grooving and parting
RE

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation Sgat CW=0.0020 RE § INSL| h
size 2
I
<
QGM2-020 2 0.079 |0.008 | @ 0.433 | 0.209
QGMS3-020 3 0.118 |0.008 | @ 0.433 | 0.209
QGM4-030 4 0.157 [0.012| @ 0.512 | 0.287
QGM5-030 5 0.197 |0.012 | @ 0.512 | 0.287
@ : Line up
QGS
External deep grooving and parting
RE
3
INSL Ref. \
:
- Steel *
M Stainless Y
Cast iron Y
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation Sgat CW=0.0020 RE § INSL| h
size 2
I
<
QGS2-020 2 0.079 |0.008 | @ 0.433 | 0.209
QGS3-020 3 0.118 |0.008 | @ 0.433 | 0.209
QGS4-030 4 0.157 [0.012| @ 0.512 | 0.287
QGS5-030 5 0.197 [0.012| @ 0.512 | 0.287
@ : Line up
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Il STANDARD CUTTING CONDITIONS

ISO

Workpiece material

Steels
1045, 4140, etc.

Stainless steel
304, etc.

Gray cast iron
No.250B, etc.

Ductile cast irons
65-45-12, etc.

Superalloys
Inconel718, etc.

Titanium alloys
Ti-6AI-4V, etc.

Hardness

<300 HB

<200 HB

< HRC 40

< HRC 40

Grade

AH7025

AH7025

AH7025

AH7025

AH7025

AH7025

Cutting speed
Ve (sfm)

164 - 591

164 - 394

164 - 591

164 - 394

66 - 197

66 - 262

' ACCELERATED PARTING AND GROOVING

Feed: f (mm/rev)

QGM

0.002 - 0.014

0.002 - 0.014

0.002 - 0.014

0.002 - 0.014

0.002 - 0.014

0.002 - 0.014

QGS

0.002 - 0.008
0.002 - 0.008
0.002 - 0.008
0.002 - 0.008
0.002 - 0.008

0.002 - 0.008

Tungaloy |
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NTERNAL

ADdIc

[ Internal grooving J

UNIQUE 4-EDGED INSERT FOR SMALL
INTERNAL GROOVING OPERATIONS

ADD stability and repeatability in small internal grooving operations
with the unique insert clamping system
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' ACCELERATED PARTING AND GROOVING

- New industry standard grooving inserts for - Through-coolant holder delivers
internal grooves of retaining rings coolant from the outlet located near
the insert, promoting effective chip

- Unigque insert clamping provides secure ) :
evacuation from the cutting area.

insert edge position for good repeatability
and accuracy, ensuring high quality - Neutral designed insert can be
internal grooves. mounted on either right- or left-

- The innovative clamping system eliminates handed holder.

insert movement caused by cutting forces.

Lineup

Insert

- TCIG10...

CW = 0.059" 0.079" and 0.098"

Max. insert cutting depth: CDX = 0.078"
Min grooving dia: DMIN = ¢0.438"

- TCIG12...

CW = 0.059" - 0.118"

Max. insert cutting depth: CDX = 0.118"
Min grooving dia: DMIN = ¢0.438"

Toolholders
- A0O8-STCIR/L... - A10-STCIR/L...
- E08-STCIR/L... - E10-STCIR/L...

Grade
- AH725: General purpose grade with superior chipping resistance.

Suitable in all material groups
Scan this QR code
to find out more
about this tool!
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ERNAL

ADdlcU

I TOOLHOLDERS
A/E-STCIR/L

Internal grooving toolholder

TN vaterial [EI

A08-STCIR/L10-DO7U Steel
A08-STCIR/L10-D08U Steel 0.059
E08-STCIR/L10-D10U Carbide
A10-STCIR/L12-D09U Steel
A10-STCIR/L12-D11U Steel
E10-STCIR/L12-D13U Carbide

*Torque: Recommended clamping torque (Ibt-ft)

22 | NEW PRODUCTS

\L
DMIN 3

_ LH _ —
" f—— EI
=} , 8
o
CWN-C 3 LF
O >
I — -
Lﬂ:&:/
> @ DMIN DCONMS LH LF
0.438 0.500 0.945 4.000
0.098 0.500 0.500 1.181 4.000
0.625 0.500 - 5.000
0.563 0.625 1.299 4.500
0.688 0.625 1.614 4.500
0.813 0.625 - 6.000

WF
0.339
0.339
0.339
0.441
0.441
0.441

Y

LgLiL, /‘_\m‘

s 2

OlLF 8
H Insert
0.475 TCIG10...
0.475  TCIG10...
0.475 TCIG10...
0.600 TCIG12...
0.600 TCIG12...
0.600 TCIG12...

=@

Right hand (R) shown.

Torque*
0.74
0.74
0.74
0.96
0.96
0.96



Il INSERTS

TCIG

M Stainless
Cast iron
l Non-ferrous
S Superalloys
H Hard materials
Coated
Designation CW:0001| RE |& CDX | PDX
i
<

TCIG10-050-005 0.020 | 0.0020 | @ 0.039 | 0.059
TCIG10-122-008 0.048 | 0.0031 | @ 0.079 | 0.045
TCIG10-250-020 0.056 |0.0031 | @ 0.079 | 0.041
TCIG10-150-010 0.059 |0.0039 | @ 0.079 | 0.039
TCIG10-172-008 0.069 | 0.0031 | @ 0.079 | 0.035
TCIG10-200-010 0.079 | 0.0039 | @ 0.079 | 0.030
TCIG10-250-020 0.098 | 0.0079 | @ 0.079 | 0.020
TCIG10-300-020 0.118 | 0.0079 | @ 0.079 | 0.010
TCIG12-100-010 0.039 | 0.0039 | @ 0.098 | 0.049
TCIG12-150-010 0.059 | 0.0039 | @ 0.118 | 0.039
TCIG12-197-008 0.078 | 0.0031 | @ 0.118 | 0.030
TCIG12-200-020 0.079 | 0.0079 | @ 0.118 | 0.030
TCIG12-224-008 0.088 | 0.0031 | @ 0.118 | 0.025
TCIG12-250-015 0.098 | 0.0079 | @ 0.118 | 0.020
TCIG12-277-015 0.109 |0.0059 | @ 0.118 | 0.015
TCIG12-300-020 0.118 | 0.0079 | @ 0.118 | 0.010
Shallower groove depths (T max) for smaller bores @ : Line up

Maximum groove depths (T max) for TCIG10 inserts are smaller than the CDX value shown above
when the grooving bore diameter is < 0.472" ; and for TCIG12, when the bore diameter is < 0.63".

See the chart below for T max values in relation to the given bore diameter.

0.118
0.098 |-
< 0079

groove depth
T max (in)

0.059 -

0.039 -

Max.

0.020 -

TCIG10

TCIG12

(«

I STANDARD CUTTING CONDITIONS

I
04130433 0472 0.5

Il
12 0.551

Il Il
0.591 0.630

Hole dia: o (in)

ISO Workpiece material

Steels
1045, 4140, etc.

Stainless steel
304, 316, etc.

Titanium alloys
Ti-6Al-4V, etc.

Hardness

<300 HB

<200 HB

<HRC 40

Priority

First choice

First choice

First choice

Cutting speed

- Max. groove depth
T max (in)

Ve (sfm)

160 - 590

160 - 390

60 - 260

ACCELERATED PARTING AND GROOVING

Feed
f (ipr)

0.001 - 0.003
0.001 - 0.003

0.001 - 0.003
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TUNGPFSLADE

[ External grooving, Parting-off }

EXTREMELY RIGID POCKET DESIGN FOR
THE MOST DEMANDING CUTTING
CONDITIONS

ADD speed and feed to your grooving and
parting-off operations

24 | NEW PRODUCTS



' ACCELERATED PARTING AND GROOVING

- Strong holder design ensures tool - The blades for TungCut series and the
stability and productivity gain during blades for the latest ADDForceCut can
demanding cutting conditions. share the same tool block.

- Specially designed tool block has two - The blade for TungCut inserts also
contact faces to provide enhanced tool  ensures strong insert clamping,
rigidity. providing high tool reliability.

- The blade provides reduced tooling - The latest ADDForceCut blades that
cost with three insert pockets, while use a single-ended insert improves
its strong backing beneath the insert grooving /parting-off operations at
withstands heavy cutting loads during increased feed rates.
machining.

Lineup

Inserts
- DGM..., DGS..., SGM..., SGS..., and DGL...

Blade

- CHGP...

CW=2-4mm

Max cut-off diameters: CUTDIA = 22.047" and ©3.228"

Blocks
- CHTBR/L... in sizes 3/4", 1", 20mm, and 25mm shank.

Scan this QR code
to find out more
about this tool!
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TUNGFaLADE

Bl BLADE
CHGP

TUNeFF3LADE

Parting-off and external grooving blade

L'

Inch Ccw Seat size CUTDIA HF D
CHGP52-2T oot 2 2.047 1.063 1.902
CHGP52-3T 0.118 3 2.047 1.063 1.902
CHGP82-3T . oms 3 3.208 1.654 2.728
CHGP82-4T 0.157 4 3.228 1.654 2.728

When depth is deeper than insert length - 0.059", 1 corner type is recommended.
Inserts for this blade are TungCut DGM, SGM, DGS, SGS, and DGL.
Il TOOL BLOCK
EED
CHTBR/L TUNGIFSLADE
Tool block for CHGP blade
q OAL
CUTDIA M~
L o f s A
i o / I;
= oW /® N
W ey 5
gl o\ ak// | (@)
: | Y
oAW _ | l<B- B
> - - > Right hand (R) shown.
CUTDIA H B OAL OAH OAW LB
CHTBR/L12-52 2.047 0.750 0.770 4.000 1.970 1.000 1.457
CHTBR/L16-52 2.047 1.000 1.020 5.000 1.970 1.250 1.457
CHTBR/L12-82 3.228 0.750 0.770 5.500 2.950 1.000 2.087
CHTBR/L16-82 3.228 1.000 1.020 6.000 2.950 1.250 2.087
CUTDIA H B OAL OAH OAW LB
CHTBR/L2020-52 52 20 20.5 100 50 26.5 37
CHTBR/L2525-52 52 25 255 125 50 31.5 37
CHTBR/L2020-82 82 20 20.5 140 75! 26.5 53
CHTBR/L2525-82 82 25 25.5 150 75 315 53

Note: The blade clamping screw heads protrude out for as much as 3.1 mm over the insert cutting edge point.
Maintain the clearance from the chucking device to avoid interference.
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Bl TOOL BLOCK

CHTBR/L-CHP
Tool block for CHGP blade, with high pressure coolant capability

. @

CUTDIA B - T
] | '
- ag
<
O
G1/8" Right hand (R) shown.
CUTDIA H B LF OAH OAW LB
CHTBR/L12-52-CHP 2.047 0.750 0.770 4.000 1.970 1.000 1.594
CHTBR/L16-52-CHP 2.047 1.000 1.020 5.000 1.970 1.250 1.594
CHTBR/L12-82-CHP 3.228 0.750 0.770 5.500 2.950 1.000 2.224
CHTBR/L16-82-CHP 3.228 1.000 1.020 6.000 2.950 1.250 2.224
CUTDIA H B LF OAH OAW LB
CHTBR/L2020-52-CHP 52 20 20.5 100 50 26.5 40.5
CHTBR/L2525-52-CHP 52 25 25.5 123 50 31.5 40.5
CHTBR/L2020-82-CHP 82 20 20.5 126 75 26.5 56.5
CHTBR/L2525-82-CHP 82 25 255 139 75 31.5 56.5

Note: The blade clamping screw heads protrude out for as much as 3.1 mm over the insert cutting edge point.
Maintain the clearance from the chucking device to avoid interference.

Il Maximum groove depth : T max as function of workpiece diameter : gD1

Designation oD1 (in)

CHTBR/L**-D52 2.087 2.126 2.165 2205 2283 2362 2441 2559 2677 2835 3.071 3307 3622 4016 4528 5236 6260 7.795
CHTBR/L™*-D82 4.004 4.252 4.409 4567 4764 5000 5276 5501 5945 6378 6929 7.559 8346 9.331 10.630 12.323 14.764 18.425
0827 0787 0748 0709 0669 0630 0591 0551 0512 0472 0433 0394 0354 0315 0276 0236 0197 0.157

Designation oD (in) T max
CHTBR/L**-D82 3.268 3.307 3.346 3.386 3425 3504 3543 3622 3701 3.780 3.858 3.976 =
1339 1299 1220 1181 1.142 1.102 1.063 1.024 0984 0945 0906 0.866

Il STANDARD CUTTING CONDITIONS A, /OO
ISO Workpiece material Hardness Grade Cutting speed
Ve (sfm)
Steels
. 1045, 4140, etc. <S00HB AHT025 164591
M Stainless steel <200 HB AH7025 164 - 394
304, etc.
Gray cast iron _ AH7025 164 - 591
. N025OB, etc.
Ductile cast irons
65-45-12, etc. i ArT025 164994
Superalloys < HRC 40 AH7025 66 - 197
s Inconel718, etc.
Titanium alloys <HRC 40 AH7025 66 - 262

Ti-6Al-4V, etc.

Scan this QR code
to find out insert
information.
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‘ TET=2RAFCUT

[ External grooving, Parting-off }

TCL38 INSERT FOR UP TO 10 MM (0.394")
GROOVE DEPTH

ADD deeper and accurate grooves
to your machining operations
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ACCELERATED PARTING AND GROOVING

- Unique insert seat design ensures
secure insert clamping, providing
excellent indexing accuracy and
repeatability.

- Neutral design insert can be mounted
on either right- or left-handed holder.

- Insert clamping screw can be
operated from either side of the holder,
significantly reducing tool change time.

Lineup

Insert

- TCL38...

CW =0.059" - 0.157" (1.5 - 4 mm)

Max. insert cutting depth: CDX = 0.394"
Max. parting diameters: CUTDIA = 20.787"

Toolholders
Mono block shanks:
- STCR/L**38 in sizes 3/4", 1" and 1.25"

Grade

- AH7025: Dedicated grade for grooving applications featuring
a good balance of wear and chipping resistance

- Newest TCL38 insert is capable of up
to 0.394" groove depth, making it an
effective tool for cutting off thick-walled
tubes, as well as precision grooving
operations.

- Through-coolant toolholders are also
available for improved chip evacuations,
promoting long tool life and superior
part quality.

Scan this QR code
to find out more
about this tool!
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TET2AFEUT

Il INSERTS

TCL38
gii
O

CUTDIA

Bl steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated . .
. . CW:0.02| CW:0.001| RE 9 CDX |CUTDIA Relation of groove depth (T) and Max. diameter (aD max)
Designation e i i
i in N~ in in
(mm) | (i) | (in) I ) ) 01977 | T<0.236"| T<0.276" | T <0.315" | T < 0.354" | T < 0.394"
TCL38-150-020 15 | 0.059 |0.008| ® 0.354 | 0.709 oo 37.402 12.402 7.480 1.772 -
TCL38-200-020 2 0.079 |0.008 | @ 0.354 | 0.709 oo 37.402 12.402 7.480 1.772 -
TCL38-300-020 3 0.118 |0.008 | @ 0.394 | 0.787 o 37.402 12.402 7.480 5.118 1.969
TCL38-400-030 4 0.157 |0.012| @ 0.394 | 0.787 o 37.402 12.402 7.480 5.118 1.969
@ : Line up
I TOOLHOLDERS
STCR/L-38
External grooving and parting toolholder
o ' <
L
st (71 = Lala
fewN-cwx " @
LF LiNo
' ~ . =gk,
HBL HBH
Ii STCR/L12-38
Right hand (R) shown.
H B LF HF WF HBH HBL Insert Torque*
STCR/L12-38 0.750 0.750 5.000 0.750 0.670 0.234 1.378 TCL38... 1.84
STCR/L16-38 0.059 0.157 1.000 1.000 5.500 1.000 0.920 - - TCL38... 1.84
STCR/L20-38 [0i0590is7 Y 1.250 1.250 5.500 1.250 1170 = - TCL38... 1.84

*Torque: Recommended clamping torque (Ibt-ft)
Please refer to the Tungaloy e-Catalog for spare parts.
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' ACCELERATED PARTING AND GROOVING

Il STANDARD CUTTING CONDITIONS

Cutting speed Feed
1ISO Workpiece materials Grades >
P Ve (sfm) f (ipr)
Carbon steel AH7025 262 - 591 0.001 - 0.007
. 1045, etc. ' '
Alloy steel AH7025 164 - 591 0.001 - 0.007
4140, etc. ' '
M Alloy steel AH7025 164 - 492 0.001 - 0.006
30488, etc. ' '
Grey cast iron AH7025 164 - 591 0.001 - 0.006
. Class 25, etc.
Ductile cast iron
60-40-18, etc. AH7025 104-994 0007 -0.008
Titanium alloys
s Ti-BAI-4V. etc. AH7025 98 - 197 0.001 - 0.006
Superalloys AH7025 66 - 164 0.001 - 0.006

Inconel718, etc.
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UST

DUOJICUT

[ External grooving, Parting-off }

PARTING-OFF TOOL WITH OPTIMIZED
INSERT CLAMPING

ADD secure parting-off and threading operations of < 20.787" (@20 mm)
bar stocks

Y
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ACCELERATED PARTING AND GROOVING

- Innovative insert clamping design - 0.024" (0.6 mm) and 0.031" (0.8 mm)
ensures process security in all parting width inserts now have a pressed-to-
operations and protects unused cutting  form chipbreaker, saving material waste
edge from damage. for improved tool economy for mass

- Four different sizes of inserts fit production.
the same cutter body, enabling the - Offers toolholders ideal for the use
selection of optimum insert overhang on Swiss machines. In combination
for the workpiece diameter. with TungTurn-Jet through-coolant

toolholders, the inserts provide

- Pressed-to-form 3D chipbreaker N ;
productivity gains.

provides flexible and effective chip
control. This eliminates chip re-cutting, - New JXDX type PCD-tipped

preventing edge chipping and poor grooving inserts with 3D laser-
surface quality. etched chipbreaker for machining of
complicated aluminum parts are now

, available.

Lineup

Inserts Toolholders

- JXP(S/G)06R/L - JSXXR/L...

CW = 0.024" (0.6 mm) to 0.059" (1.5 mm) - JSXXR/L*-S

Max. parting diameters: CUTDIA = 0.236" (@6 mm) JSXXR/L**-CHP

- JXP(S/G)R/L (for precision internal coolant supply)

CW = 0.031" (0.8 mm) to 0.079" (2.0 mm) - JSXXR/L**-S-CHP

Max. parting diameters: CUTDIA = 0.472" (@12 mm)  (for precision internal coolant supply)
- JXP(S/G)16R/L

CW = 0.050" (1.5 mm) to 0.079" (2.0 mm) Grades

Max. parting diameters: CUTDIA = 0.630" (616 mm) - SH725 : Well balanced combination of

- JXP(S/G)20R/L the latest coating layer and tough carbide
CW = 0.050" (1.5 mm) to 0.079" (2.0 mm) Substrate provides long tool life

Max. parting diameters: CUTDIA = 0.787" (@20 mm) -~ DX110 : Excellent cutting edge integrity that
- JXDX12R..., 16R... maintains sharpness over long period of time

CW = 0.079", 0.098" (2, 2.5 mm)
CDX = 0.276" (7 mm)

Scan this QR code
to find out more
about this tool!
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DUOICUT

I TOOLHOLDERS
JSXXR/L

Parting-off and grooving tools

n -
e =% ¥, 4 R
2x dF . S . LF .
53 | LH, = 33/ LS
S E R L
Fig. 1 HBL“ %[ Fig. 2
- T Right-hand (R) shown.
H B LF* LH** HF WF HBL* HBH Insert Torque Fig.
JSXXR/L063 m 0.375 0.375 4.750 0.774 0.375 0.008 0748 0.12  JX*G06..,12...,16..,20...  0.890 1
JSXXR/L083 0.039 0.079 0500 0.500 4.750 0.774 0500 0.008 0.748 0.06 JX*G06...,12...,16...,20...  0.890 1
JSXXR/L103 [10l0390/079" 0.625 0625 4750 0774 0625 0008 - = JX*G0S...,12...,16...,20...  0.890 1
-!W H B LF** LH* HF WF HBL* HBH Insert Torque*  Fig.
JSXXR/L1010X09 10 10 120 19.65 10 0.2 19 3 JX*06...,12...,16..., 20... 1.2 1
JSXXR/L1212F09 1 2 12 12 85 19.65 12 0.2 19 15  JX*06..,12..,16.., 20.. 1.2 1
JsxxriL1212x00 A2 12 12 120 1965 12 0.2 19 15  JX™06..,12.,16.,20.. 1.2 1
JSXXR/L1616X09 1 2 16 16 120 19.65 16 0.2 - - JX*06...,12...,16..., 20... 1.2 1
JSXxR/L2020H09 [T 20 20 100 225 20 0.2 - - JX*06.,12.,16.,20.. 1.2 1
JSXXR/L2525Z09 1 2 25 25 135 34 25 30 - - JX**06...,12...,16..., 20... 1.2 2
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16... insert. LF, LH, and HBL will all be 0.079" (2 mm)
shorter than the above values with JX**12... and JX**20...inserts, and 0.157" (4 mm) shorter for JX**06... insert.
Note: Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).
wny
JSXXR/L-X-CHP TUNE TJET

Parting-off tool for swiss lathes, coolant-through

Right-hand H, wy UH* @
N — ¥

Left-hand

5/16"-24UNF

H B WF LF* HF HBH LH** HBL* Insert Torque
JSXXR/LO83X-CHP 0500 0.500 0.008/0.492 4750 0500 0.051 0764 0.736 JX'G06..12..16.,20.. 0.890
JSXXR/L103X-CHP 0039 0079 0625 0.625 0.008/0.617 4750 0625 0  0.764 0  JXGO6..,12..,16..,20.. 0.890

H B LF* LH* HF WF HBL* HBH Insert Torque*
JSXXR/L1012H09-CHP 10 12 102 192 10 02/118 187 3 JX*06..,12..,16..,20.. 1.2
JSXXR/L1212X09-CHP 1 2 12 12 120 194 12 02/11.8 188 2 JX*06..,12..,16..,20.. 1.2
Jsxxr/L1616X00-CHP  [NINETE 16 16 120 194 16 02/158 187 25  JX™06..,12..,16.., 20.. 1.2
JSXXR/L1616X09B-CHP 1 2 16 16 120  19.4 16 02/158 187 - JX*06..,12..,16..,20.. 1.2

Torque: Recommended clamping torque: lbs-ft (*N-m)

**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16... insert. LF, LH, and HBL will all be 0.079" (2 mm)
shorter than the above values with JX**12... and JX**20... inserts, and 0.157" (4 mm) shorter for JX**06... insert.

***To be replaced with the new design

Note: Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).
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' ACCELERATED PARTING AND GROOVING

JSXXR/L-F-CHP TUNE TUET
Parting-off tool for swiss lathes
- LF - -
Right-hand  S[[~ — ———— U&Wm@
[ i i \‘FW '

e i m{L’ ”””” Eiﬁ’%?’k%g mt Left-hand

==

00

i Vi

H B LF**  LH** HF WF HBL** HBH Insert Torque
JSXXR/LO83F-CHP 0.500 0.500 3.344 =0.764 0.5 0.008/0.492 0.736 0.051 JX*GO06...,12...,16...,20...  0.890

H B LF**  LH** HF WF HBL** HBH Insert Torque*
JSXXR/L1212F09-CHP 12 12 85 19.4 12 0.2/11.8 18.8 2 JX*06..,12..,,16..., 20... 1.2

Torque: Recommended clamping torque: Ibs-ft (*N-m)

**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16... insert. LF, LH, and HBL will all be 0.079" (2 mm) shorter
than the above values with JX**12... and JX**20... inserts, and 0.157" (4 mm) shorter for JX**086... insert.

Note: Use the right-hand insert (JX***R...) for a right-hand holder (JSXXR...); the left-hand insert (JX***L...) for a left-hand holder (JSXXL...).

JSXXR/L-S
Parting-off tool for sub spindle in swiss lathes
g
" -
e ™ T
z3 LF
== B o~ o
oo oy n ~
[Te)
VAT T} Syt
Right-hand =1 Left-hand "3:%'(\ il

[ Inch cwN cwml} B LF** LH** HF WF HBH Insert Torque*

JSXXR/L063-S 0375 0375 4.750 1.030 0383  0.008/0.217 0120 JX'G06..12..,16..,20..  0.890
JSXXR/L083-S 0.039 0.079 0500  0.500 4.750 1.030 0500  0.008/0.217 0.060 JX'G06..12..16..,20..  0.890
-]m H B LF=  LH* HF WF HBH Insert Torque*
JSXXR/L1010X09-5** 10 10 120 26 10 0.2/5.5 3 JX*06..,12..16..7* 1.2
JSXXR/L1212F09-S™* 1 2 12 12 85 26 12 0.2/5.5 15 JX06..,12..,16..%* 1.2
Jsxxr/L1z12xoo-s [T 12 12 120 30 12 0.2/5.5 15 JX*06..,12..,16..* 1.2
JSXXR/L1616X09-S 1 2 16 16 120 30 16 0.2/5.5 - JX*06.,12.,16.., 20.. 1.2

Torque: Recommended clamping torque: Ibs-ft (*N-m)

**LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be 0.079" (2 mm) shorter than the above value with JX**12...
and JX**20... inserts; 0.079" (4 mm) shorter with JX**086... insert.

e JX*20... insert will not fit.

Note: Use the right-hand insert (JX***R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).
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DUOJIEUT

JSXXR/L-X-S-CHP TuNe TUET

Parting-off tool for sub spindle in swiss lathes, coolant-through

LF .
,,,,, Right-hand 4|~ UﬁF W@
- >/ T ]
, Y IoF ——---r---:- ﬁ:ﬁ:::::’ EE m# 5
i Left-hand
XA I ~A ”
S o 5/16"24UNF | >
] 0o ' 25 < LH —
TN, V) R —— ‘ =
T i i T s e =
| —— g
A 0
o
ju
[ mch  [cwn cwx [} B LF* LH* HF WF  HBH Insert Torque*
JSXXR/L083X-S-CHP 0500 0500 4750 1.181 0500 0.008/0.217 0051  JX*G0...12..,16..,20..  0.890
JSXXR/L103X-S-CHP 0039 0079 0625 0625 4750 1.181 0625 00080217 0 JX*G06...,12...,16..., 20...  0.890
[ Metric  cwN cwx i} B LF* LH™ HF WF  HBH Insert Torque*
JSXXR/L1212X09-S-CHP** 12 12 120 30 12 0.2/5.5 4 JX"06...,12...16.., 20.. 1.2
JSXXR/L1212X09B-S-CHP 1 2 12 12 120 30 12 0.2/5.5 2 JX*06..,12..,16..,, 20... 1.2
JSXXR/L1616X09-S-CHP* [T 16 16 120 30 16 0.2/5.5 15 JX*06..,12...,16..., 20... 1.2
JSXXR/L1616X09B-S-CHP 1 2 16 16 120 30 16 0.2/5.5 - JX**06...,12...16.., 20.. 1.2

Torque: Recommended clamping torque: lbs-ft (*N-m)

**LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be (0.079") 2 mm shorter than the above value with JX**12...
and JX*20... inserts; 0.157" (4 mm) shorter with JX**086... insert.

***To be replaced with the new design

Note: Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).

JSXXR/L-F-S-CHP TUuNe TUET

Parting-off tool for sub spindle in swiss lathes

LF -
,,,,, Right-hand ([~ 5
ig = DA T Left-hand Hﬁ%@
o S N T 43
£Z o 5 5/16"-24UNF =0, LH .
| S 2 e —
— A N~
Yl e E-TREE 7
i
EE)

[ inch cwN cwx B LF* LH* HF WF HBH Insert Torque*

JSXXR/LO83F-S-CHP 0.500 0.500 3.344 1.024 0.500 0.008/0.217  0.051 JX*G06...,12...,16..., 20...  0.890

H B LF** LH* HF  WF HBH Insert Torque*
JSXXR/L1212F09-S-CHP*** 12 12 85 26 12 0.2/5.5 4 JX**06..,12...,16..., 20... 1.2

JSXXR/L1212F09B-S-CHP 1 2 12 12 85 30 12 0.2/5.5 2 JX*06..,12...,16..., 20... 1.2
Torque: Recommended clamping torque: Ibs-ft (*N-m)

**LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be (0.079") 2 mm shorter than the above value with JX**12...
and JX**20... inserts; 0.157" (4 mm) shorter with JX**06... insert.

***To be replaced with the new design

Note: Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX***L...) for a left-hand holder (JSXXL...).
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' ACCELERATED PARTING AND GROOVING

Bl INSERTS
JXPS**R/L-F (with 3D chipbreaker, sharp edge)
©
B 68 &
=
o |
4&{ Right-hand (R) shown.
- Steel *
M Stainless Y
Cast iron *
Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
. . CW=0.025|CW=0.001| RE CUTDIA| CDX* INSL
Designation HAND ) B . ; X
(mm) (in) (in) ':E (in) (in) (in)
()
JXPS06R06F R 0.6 0.024 0.05 | @ 0.236 0.138 0.413
JXPS06L06F L 0.6 0.024 0.05 | @ 0.236 0.138 0.413
JXPS12R08F R 0.8 0.031 0.05 | @ 0.472 0.256 0.492
JXPS12L08F L 0.8 0.031 | 0.05 | @ 0.472 0.256 0.492
JXPS12R10F R 1 0.039 0.05 | @ 0.472 0.256 0.492
JXPS12L10F L 1 0.039 0.05 | @ 0.472 0.256 0.492
JXPS12R15F R 15 0.059 0.05 | @ 0.472 0.256 0.492
JXPS12L15F L 1.5 0.059 | 0.05 | @ 0.472 0.256 0.492
JXPS16R15F R 15 0.059 0.05 | @ 0.630 0.335 0.571
JXPS16L15F L 15 0.059 0.05 | @ 0.630 0.335 0.571
JXPS20R20F R 0.079 0.05 | @ 0.787 0.413 0.650
JXPS20L20F L 2 0.079 0.05 | @ 0.787 0.413 0.650
*Max grooving depth (CDX) varies depending on @®:Line up
workpiece diameters.
JXDX**R-F (PCD insert)
BE CDX
=
(@]
<INSL_;

B steel

M Stainless

Cast iron
Non-ferrous *

S Superalloys

H Hard materials % : First choice
PCD
Designation HAND CW=0.025 | CW:+0.001 RE e C.DX INSL
(mm) (in) (in) < (in) (in)
[
JXDX12R20F R 2 0.079 <0.0039 | @ 0.236 0.492
JXDX12R25F R 2.5 0.098 <0.0039 | @ 0.256 0.492
JXDX16R25F R 2.5 0.098 <0.0039 | @ 0.276 0.571
@ : Lineup
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DUOICUT

JXPG**R/L-F (Sharp edge)

Right-hand (R) shown.

- Steel *

M Stainless *

Cast iron Y

Non-ferrous
S  Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=0025 cw.:o.om BE o CUTDIA CPX* INSL PSIRR/L**
(mm) | (in) | (in) |~ (in) (in) (in)

%
JXPGO6R10F R 1 0.039 |0.002| @ 0.236 0.138 0.413 0°
JXPGO6L10F L 1 0.039 |0.002| @ 0.236 0.138 0.413 0°
JXPGO6R15F R 1.5 0.059 |0.002 | @ 0.236 0.138 0.413 0°
JXPGO6L15F L 1.5 0.059 |0.002 | @ 0.236 0.138 0.413 0°
JXPGO6R10F-15 R 1 0.039 |0.002| @ 0.236 0.138 0.413 15°
JXPGO6L10F-15 L 1 0.039 |0.002| @ 0.236 0.138 0.413 15°
JXPGO6R15F-15 R 1.5 0.059 |0.002 | @ 0.236 0.138 0.413 15°
JXPGO6L15F-15 L 1.5 0.059 |0.002 | @ 0.236 0.138 0.413 15°
JXPG12R15F R 1.5 0.059 |0.002| @ 0.472 0.256 0.492 0°
JXPG12L15F L 1.5 0.059 |0.002| @ 0.472 0.256 0.492 0°
JXPG12R20F R 0.079 |0.002 | @ 0.472 0.256 0.492 0°
JXPG12L20F L 0.079 |0.002 | @ 0.472 0.256 0.492 0°
JXPG12R15F-15 R 1.5 0.059 |0.002| @ 0.472 0.256 0.492 15°
JXPG12L15F-15 L 1.5 0.059 |0.002| @ 0.472 0.256 0.492 15°
JXPG12R20F-15 R 0.079 |0.002 | @ 0.472 0.256 0.492 15°
JXPG12L20F-15 L 0.079 |0.002 | @ 0.472 0.256 0.492 15°
JXPG16R15F R 1.5 0.059 |0.002| @ 0.630 0.335 0.571 0°
JXPG16L15F L 1.5 0.059 |0.002 | @ 0.630 0.335 0.571 0°
JXPG16R20F R 0.079 |0.002 | @ 0.630 0.335 0.571 0°
JXPG16L20F L 0.079 |0.002 | @ 0.630 0.335 0.571 0°
JXPG16R15F-15 R 1.5 0.059 |0.002 | @ 0.630 0.335 0.571 15°
JXPG16L15F-15 L 1.5 0.059 |0.002| @ 0.630 0.335 0.571 15°
JXPG16R20F-15 R 0.079 [0.002 | @ 0.630 0.335 0.571 15°
JXPG16L20F-15 L 0.079 |0.002 | @ 0.630 0.335 0.571 15°
JXPG20R15F R 1.5 0.059 |0.002 | @ 0.787 0.413 0.650 0°
JXPG20L15F L 1.5 0.059 |0.002| @ 0.787 0.413 0.650 0°
JXPG20R20F R 0.079 |0.002 | @ 0.787 0.413 0.650 0°
JXPG20L20F L 0.079 |0.002 | @ 0.787 0.413 0.650 0°
JXPG20R15F-15 R 1.5 0.059 |0.002| @ 0.787 0.413 0.650 15°
JXPG20L15F-15 L 1.5 0.059 |0.002| @ 0.787 0.413 0.650 15°
JXPG20R20F-15 R 0.079 |0.002 | @ 0.787 0.413 0.650 15°
JXPG20L20F-15 L 0.079 |0.002 | @ 0.787 0.413 0.650 15°

@ : Line up

*Max grooving depth (CDX) varies depending on workpiece diameters.

**PSIRL for Left-hand insert.
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I TOOLHOLDERS

JS-SXXL09

' ACCELERATED PARTING AND GROOVING

Round shanks, for threading

U

B

—

IIETERE pconms

JS19G-SXXL09
JS19X-SXXL09
JS20G-SXXL09
JS20X-SXXL09
JS22X-SXXL09
JS25H-SXXL09
JS254X-SXXL09

19.05
19.05
20
20
22
25
25.4

H
18
18
19
19
21
24
24

* Torque: Recommended torque (N-m) for clamping

** When using JX..06...

Bl INSERTS
JXTG12FR/L-60 (For Threading/ Sharp edge)
Right hand Left hand
% CDX
[} P
S =)
o o
PNA
. . RE SH725
Designation .
(in) R L | Pitches (in) PDX (in) CDX (in)

JXTG12FR/L-60A-000 ootme) | @ ® 0008-0016  0.010 0.016

JXTG12FR/L-60B-000 ooy | ® @ 0008-0016  0.089 0.016

JXTG12FR/L-60A-005 0.002 [ J [ ] 0.016 - 0.039 0.024 0.039

JXTG12FR/L-60B-005 0.002 [ ] { ] 0.016 - 0.039 0.075 0.039

JXTG12FR/L-60N-010 0.004 [ J [ ] 0.039 - 0.059 0.049 0.081

insert, both WF and f2 sizes will be 2 mm shorter than the values provided above.
Please refer to the Tungaloy e-Catalog for spare parts

_ LF -
LH
||
N
/
J[’ Y S ——
[5e] \
=
LF LH wWB WF**
90 21 15.43 10
120 21 15.43 10
90 21 15.4 10
120 21 15.4 10
120 21 15.4 10
100 21 15.4 10
120 21 15.4 10

f2** Insert

6 JX**06,12*R
JX*06,12"R
JX06,12"R
JX**06,12R
JX**06,12*R
JX*06,12"R
JX*06,12°R

o O O O O O

Torque*
1.2
1.2
1.2
1.2
1.2
1.2
1.2

PNA (in)

60°
60°
60°
60°
60°

@ : Line up

I EDGE ORIENTATION AND DESCRIPTION OF THREADING INSERTS

JXTG 12FR - 60 A - 005

Type A Type B Type N
Right
hand a a b a b
a>b a<b a=b
Left
hand | g b a b b
a>b a<b a=b

Insert shape ‘

Insert size

\—‘ Thread angle

Hand

F: sharp edge

A

Corner radius

Edge orientation
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DUOICUT

Il STANDARD CUTTING CONDITIONS

Parting, Grooving

. . Cutting speed Feed
ISO Workpiece materials Grades Ve (sfm)  (ipr)
Low carbon steels SH725 164 - 656 0.00039 - 0.0020
1015, etc. - d -0.
Carbon steels, Alloy steels
. 1055, etc. SH725 164 - 656 0.00039 - 0.0020
Free cutting steels
SUH22, SUH23. etc. SH725 164 - 656 0.00039 - 0.0020
M Stainless steels SH725 164 - 656 0.00039 - 0.0020
304, etc. d 5
Aluminum alloys
. 5056, 6061, etc. SH725 492 - 656 0.00039 - 0.0020
Copper alloy
©2600, C280C, etc. SH725 328 - 656 0.00039 - 0.0020
Titanium alloys
s Ti-6AI-4V, etc. SH725 98 - 262 0.00039 - 0.0020
Sl SH725 98 - 262 0.00039 - 0.0020
Inconel718, etc.
For aluminum and non-ferrous metal PCD insert
. . . Cutting speed Feed Depth of cut
1SO Workpiece materials Grades Operation Ve (sfm) f (ipr) ap (in)
DX110 Grooving 328 - 984 0.0012 - 0.0059 =
Aluminum alloys
5056, 6061, etc.
DX110 Turning 328 - 984 0.0012 - 0.0059 < 0.236"
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puoklFcuT

[ Parting-off and front turning tools }

NEW FLEXIBLE TURNING TOOL SERIES
FOR CNC AUTOMATIC LATHES AND CAM-
DRIVEN LATHES

ADD flexible tool series with unique insert clamping system ideal for
machining small parts of 0.472" (12 mm) or smaller diameters

. \

| ERt 3

! Bk T
.:-*I!.:Ir}’ f-i_il)l.-w
L i- # |
LI
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' ACCELERATED PARTING AND GROOVING

- Minimum insert movement during
machining thanks to the use of
optimized screws.

- Ground contact faces provide the
insert with superior edge repeatability.

- 6x6 to 10x10 mm shanks are available
as standard.

Lineup

Insert

- JVPN**R/L

CW = 0.020" (0.5mm), 0.024" (0.6rmm),
0.031" (0.8mm), and 0.039" (1.0mm)

CUTDIA = 0.157", 0.275", and 0.472"

- JVFN45R/L

- JVNR/L
Max CW = 0.118"

Toolholders
- JSXXL/R

Grade

- SH725: Versatile SH725 grade provides the
inserts with a good balance of wear and
fracture resistance, addressing a range of
material groups.

- Innovative insert clamping mechanism
allows the use of the same insert with all
toolholders of different sizes.

- Flat toolholder design eliminates tool
interference with the clamping unit,
allowing free tool installations.

Scan thisQRcode &
to find out more
about this tool!
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I TOOLHOLDERS
JSXXR/L

Parting-off and front-turning toolholders

I

é Right-hand m | Right-hand Eﬂ'
L"J IB== l g%zimm [
‘ T _ LF ﬂI T - LF V}I § Left-hand
AN 1 N ]
Parting-off Front turning Fig. 2
Designation Hand (nl;::'n) (::1) (nv¥:1) Insert T((')\:‘c::)e Fig.
JSXXL0BOBX05 Left 120.00 5.6 5.80 JVN..., JUN... 13 1
JSXXR0707X05 Right ] ] 120.00 6.6 0.20 JV*N..., JUN... 13 1
JSXXLO707X05 Left 70700 120.00 6.6 6.80 JV*N..., JUN... 1.3 1
JSXXROB08F05 Right 8.0 8.0 85.00 7.7 0.20 JVN..., JUN... 13 2
JSXXLOBOBF05 Let [80 80 8500 7.7 7.80 JVN..., JUN... 13 2
JSXXR0808H05 Right 8.0 8.0 100.00 7.7 0.20 JV*N..., JUN... 13 2
JSXXLO808HO5 Left 8080 100.00 7.7 7.80 JV*N..., JUN... 13 2
JSXXR1010H05 Right 10.0 10.0 100.00 9.7 0.20 JVN..., JUN... 1.3 -
JSXXL1010H05 Let  [INH00 T H00 T 100.00 9.7 9.80 JVN..., JVN... 13 -
Il INSERTS
JVPN**R/L (For parting off)
Right Hand  BE Right Hand Pflv@ RE
| L | = B
(;FWSIRR RE1Z PSIRLS
s J35° J35°
INSL INSL INSL
JVPN12L10F000-20L
Bl steel *
M Stainless * CUTDIA
Cast iron
Non-ferrous *
Superalloys *
H Hard materials % : First choice
Coated
Designation Hang | CW£0-025/CW=0.001 RE g CUTDIA | INSL | oo ioe | psIRL
(mm) (in) (in) = (in) (in)
7]
JVPNO4R05F000-20 R 0.5 0.020 0o |@ 0.157 0.843 20° -
JVPNO4LO5F000-20 L 0.5 0.020 0o |@ 0.157 0.843 20° -
JVPNO04R05F005-20 R 0.5 0.020 005 | @ 0.157 0.839 20° -
JVPNO4LO5F005-20 L 05 0.020 005 | @ 0.157 0.839 20° -
JVPNO7RO6F000-20 R 0.6 0.024 0o |@ 0.276 0.843 20° -
JVPNO7LO6F000-20 L 0.6 0.024 0o |@ 0.276 0.843 20° -
JVPNO07R06F005-20 R 0.6 0.024 005 | @ 0.276 0.843 20° -
JVPNO7LO6F005-20 L 0.6 0.024 005 | @ 0.276 0.843 20° -
JVPN12R08F000-20 R 0.8 0.031 0o |@ 0.472 0.850 20° -
JVPN12L08F000-20 L 0.8 0.031 0o |@ 0.472 0.850 20° -
JVPN12R08F005-20 R 0.8 0.031 005 | @ 0.472 0.846 20° -
JVPN12L08F005-20 L 0.8 0.031 005 | @ 0.472 0.846 20° -
JVPN12R10F000-20 R 1 0.039 0o |@ 0.472 0.854 20° -
JVPN12L10F000-20 L 1 0.039 0o |@ 0.472 0.854 20° -
JVPN12R10F005-20 R 1 0.039 005 | @ 0.472 0.854 20° -
JVPN12L10F005-20 L 1 0.039 0.05 | @ 0.472 0.854 20° -
JVPN12L10F00-20L R 1 0.039 0o | @ 0.472 0.854 - 20°
@ : Lineup
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JVFN45R/L (For front turning)

Fig. 1

- Steel *
M Stainless *
Cast iron
Non-ferrous *
Superalloys *
H Hard materials % : First choice
Coated
. . RE |w©v INSL .
Designation Hand (in) Q (in) Fig.
I
(2]
JVPNO04R05F000-20 0 ([ 0.827 1
JVPNO4L05F000-20 L 0o | @ 0.827 2
@ : Line up

JVNR/L (Semi-finished blanks)

359

- Steel Y
M Stainless Y
Cast iron

Non-ferrous *
Superalloys *

H Hard materials

Uncoated

Designation Hand %
-
¢
JVNR30 [ J
JVNL30 L [ J

@ : Line up

Right-hand (R) shown

% : First choice

Tungaloy | 45

Grooving & Parting I



ORCE

puoklFcuUT

Il STANDARD CUTTING CONDITIONS

Parting-off
ISO Workpiece materials Grade Cutting speed
Vc (sfm)
Low carbon steels
SH725 164 - 591
1015, etc.
. Carbon steels, Alloy steels
SH725 164 - 591
1055, etc.
Free cutting steels
SH725 164 - 591
SUH22, SUH23, etc.
Stainless steels
M SH725 164 - 394
304, etc.
Aluminum alloys
SH725 492 - 656
. 5056, 6061, etc.
Copper alloys
SH725 328 - 656
C2600, C280C, etc.
Titanium alloys
SH725 98 - 262
s Ti-6Al-4V, etc.
Superalloys
P y SH725 98 - 262

Inconel718, etc.

46 | NEW PRODUCTS

Feed
f(ipr)

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020



Il STANDARD CUTTING CONDITIONS

Front turning

ISO Workpiece materials

Low carbon steels
1015, etc.

. Carbon steels, Alloy steels
1055, etc.
Free cutting steels
SUH22, SUH23, etc.

M Stainless steels
304, etc.

Aluminum alloys

. 5056, 6061, etc.

Copper alloys
C2600, C280C, etc.

Titanium alloys
Ti-6Al-4V, etc.

Superalloys

Inconel718, etc.

Grade

SH725

SH725

SH725

SH725

SH725

SH725

SH725

SH725

Cutting speed
Ve (sfm)

164 - 591

164 - 591

164 - 591

164 - 394

492 - 656

328 - 656

98 - 262

98 - 262

ACCELERATED PARTING AND GROOVING

Feed
f(ipr)

0.00039 - 0.0012

0.00039 - 0.0012

0.00039 - 0.0012

0.00039 - 0.0012

0.00039 - 0.0012

0.00039 - 0.0012

0.00039 - 0.0012

0.00039 - 0.0012
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MINIVEROOVE

[ External grooving, Parting-off }

HIGH PRECISION GROOVING AND
THREADING TOOL SERIES FOR CNC
AUTOMATIC LATHES

ADD perfect for grooving and threading bar stocks of 12mm or
smaller diameters

) |
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' ACCELERATED PARTING AND GROOVING

- V-shaped insert pocket retains the - IHigh-pressure through coolany directed
insert securely, enabling high precision to the rake and back faces of the cutting
machining. edge for smooth machining process and

- Available in 8x8, 10x10, and 12x12 mm  Prolonged tool life
square shanks. - Same inserts for right-hand and left-

hand toolholders.

Lineup

Insert

-VGP10

CW = 0.020" (0.5mm), 0.030" (0.75mm), and 0.039" (1.0mm)
CUTDIA = 0.197", 0.236", and 0.315"

-VGT10

Toolholders

- SVER/L - SVER/L-CHP
Shanks

- QC-08 -QC-1212

Modular Heads

- QC1-SVER/L-CHP - QC-08-CHP

- QC-1212-CHP - QC-08-F10-CHP
- QC-1216-F15-CHP

Grade
- SH725: PVD Coated Grade for general purpose of
machining. Extremely wear resistant cutting edge Scan this QR code

; ; ; to find out more
maintains exceptional sharpness. bout this foor!
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MINIVERROOVE

I TOOLHOLDERS

SVER/L
External grooving and threading tooholder

Right-hand Left-hand JBLT#
e | o S R

T I
I =

i
3 LF _0.106"

3 S Ll p
ot a 8

Fig. 1 HBL| 4 HBH Fig. 2

H B LF HF WF() HBL HBH Insert Torque* Fig.
SVER/L06-10 0.375 0.375 4.750 0.375 0.070/0.304 0.472 0.024 VG*10... 0.96 1

SVER/L08-10 0.020 0.039 0.500 0.500 4.750 0.500 0.070/0.304 0.472 0.024 VG*10... 0.96 2

* Torque: Recommended torque lbs-ft for clamping.

(1) "WF" indicates the distance from the reference position to the center of the cutting edge width. The first value before /" indicates the WF for
the right-hand holder and the second value after /" for the left-hand holder.

Please refer to the Tungaloy e-catalog for spare parts.

CWN-

WEF
o
o
2

SVER/L-CHP

External grooving and threading toolholder, with high pressure coolant capability

Right-hand Left-hand [
e H Wm‘
: ©

CWN-
CWX

H B LF HF WF() Insert Torque*
SVER/L08-10-CHP 0.500 0.500 4.750 0.500 0.070/0.430 VG*10... 0.96

* Torque: Recommended torque Ibs-ft for clamping.

Compatible to the direct internal coolant supply system without the use of external coolant hose.

(1) “WF” indicates the distance from the reference position to the center of the cutting edge width. The first value before “/” indicates the WF for
the right-hand holder and the second value after “/” for the left-hand holder.

Please refer to the Tungaloy e-catalog for spare parts.

I MODULAR HEAD
QC12-SVER/L-CHP MmodUMTUaN

Modular head for external grooving and threading, with high pressure coolant capability

Left-hand M j

Right-hand

CWN-
CWX
WE

H B LH HF WF (1) Insert Torque*
QC12-SVER/L10-CHP 0.472 0.472 0.768 0.472 0.165/0.283 VG*10... 0.96

H B LH HF WF (1) Insert Torque*
QC12-SVER/L10-CHP 12 12 19.5 12 4.19/7.19 VG*10... 1.3

* Torque: Recommended torque lbs-ft (N-m) for clamping.

(1) “WF” indicates the distance from the reference position to the center of the cutting edge width. The first value before “/” indicates the WF for the
right-hand holder and the second value after “/” for the left-hand holder.

Please refer to the Tungaloy e-catalog for spare parts.
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B SHANKS
QC-08 and QC-1212

moouMTURN

Shank for Interchangeable Heads (All metric heads are compatible with the inch shanks)

LF

‘4 P‘
=
< \
(@)
© \
H B LF
QC-08F 0.500 0.500 2.560
QC-08X 0.500 0.500 3.940
H B LF
QC-1212F 12 12 65
QC-1212X 12 12 100

* Torque: Recommended torque Ibs-ft (N-m) for clamping
Please refer to the Tungaloy e-catalog for spare parts.

QC-08-CHP and QC-1212-CHP

OAW
0.590
0.590

OAW

15

monuUuMTURIN

Shank for modular heads, with high pressure coolant capability

=f L7
gﬂ "

5/16"-24UNF

H B LF
QC-08F-CHP 0.500 0.500 2.560
QC-08X-CHP ™ 0.500 0.500 3.940

H B LF
QC-1212F-CHP 12 12 65
QC-1212X-CHP ™ 12 12 100

* Torque: Recommended torque Ibs-ft (N-m) for clamping

(1) Compatible to the direct internal coolant supply system without the use of external coolant hose. Through-coolant shank.

Please refer to the Tungaloy e-catalog for spare parts.

Torque (Ibs-ft)

Torque (N-m)

ACCELERATED PARTING AND GROOVING

Grooving & Parting I

Torque (Ibs-ft)

Torque (N-m)
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MINIVERROOVE

INI
QC-08-F10-CHP and QC-1216-F15-CHP MODUMTURN
Stepped-head shank for modular heads, with high pressure coolant capability
HBKL _LE HBKL =& @
; \rl‘»»»j ; E\rl‘»»r—‘
I~ T e
Sl e e 3y [ L ]
CoooTr 3L | m (SO PG _J|m
4y L s
5/16"-24UNF /~ 5/16"-24UNF
Fig1 DiCii 31 ]y Figz Ouitii (o ]z
[ Inch | H B LF WF HBKL OAW Torque Fig.
QC-08F-F10-CHP 0.500 0.625 2.560 0.861 0.980 1.220 2.21 1
QC-08X-F10-CHP 0.500 0.625 3.940 0.861 0.980 1.220 2.21 2
[ Metric | H B LF WF HBKL OAW Torque Fig.
QC-1216F-F15-CHP 12 16 65 21 25 30 3 1
QC-1216X-F15-CHP 12 16 100 21 25 30 3 2

* Torque: Recommended torque Ibs-ft (N-m) for clamping
(1) Compatible to the direct internal coolant supply system without the use of external coolant hose.
QC12 heads only can be mounted on these shanks.

B INSERTS

VGP10 (For grooving / sharp edge)

- Steel

M Stainless
Cast iron
Non-ferrous
Superalloys
H Hard materials % : First choice
Coated
Designation CW:=0.025 | CW=+0.001 F_!E o CI_Z)X* CUTDIA V_V1
(mm) (in) (in) X (in) (in) (in)
b
VGP10-050F-000 0.5 0.020 0 @ 0.098 0.197 0.124
VGP10-050F-005 0.5 0.020 |0.002 | @ 0.098 0.197 0.124
VGP10-075F-000 0.75 0.030 0 @ 0.118 0.236 0.124
VGP10-075F-005 0.75 0.030 |0.002 | @ 0.118 0.236 0.124
VGP10-100F-000 1 0.039 0 @ 0.157 0.315 0.124
VGP10-100F-005 1 0.039 |0.002 | @ 0.157 0.315 0.124
*Max grooving depth varies depending on workpiece diameters. See next page for details. @ : Line up
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Note: Max grooving depths vs workpiece diameters

To avoid tool interference with the workpiece, max grooving depths (T max) for the insert used may be

smaller than the CDX values listed above depending on the workpiece diameter.

Workpiece
diameter (in)

Max. groove
depth:
T max (in)

-

—

Max. groove depth: T max (in

0.236

VGP10

[] VGP10-100F
[] VGP10-075F
[0 vGP10-050F

0079 0157 0286 0315 0394 0472 0551 0630 0709
Workpiece diameter (in)

VGT10 (For threading / sharp edge)

- Steel Y
M Stainless Y
Cast iron
Non-ferrous Y
Superalloys *
H Hard materials % : First choice
Coated
. . RE Pitch PDX
Designation (in) 5 (mm) TPI (in) PNA
I
(]
VGT10F-60A-005 0.002 | @ 0.4-1 64 - 25 0.026 60°
VGT10F-60A-010 0.004 | @ 1-2 25-12 0.038 60°
VGT10F-55A-005 0.002 | @ 06-15 40-16 0.033 55°
@ : Line up

ACCELERATED PARTING AND GROOVING
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MINIVEROOVE

Il STANDARD CUTTING CONDITIONS

Grooving

ISO

Threading

ISO

Workpiece materials

Low carbon steels
1015, 1020, etc.

Carbon steels, Alloy steels

1055, 4140, etc.

Free cutting steels

SUH22, SUH23, etc.

Stainless steels
304, etc.

Aluminum alloys
5056, 6061, etc.

Copper alloy

C2600, C280C, etc.

Titanium alloys
Ti-6Al-4V, etc.

Superalloys
Inconel718, etc.

Workpiece materials

Low carbon steels
1015, 1020, etc.

Carbon steels, Alloy steels

1055, 4140, etc.

Free cutting steels

SUH22, SUH23, etc.

Stainless steels
304, etc.

Aluminum alloys
5056, 6061, etc.

Copper alloy

C2600, C280C, etc.

Titanium alloys
Ti-6Al-4V, etc.

Superalloys
Inconel718, etc.
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Grade

SH725

SH725

SH725

SH725

SH725

SH725

SH725

SH725

Grade

SH725

SH725

SH725

SH725

SH725

SH725

SH725

SH725

Cutting speed

Ve (sfm)

164 - 492

164 - 492

164 - 492

164 - 328

492 - 722

328 - 656

98 - 262

98 - 262

Cutting speed

Ve (sfm)

164 - 492
164 - 492
164 - 492
164 - 328
492 - 722
328 - 656
98 - 262

98 - 262

Pitch
(mm)

04-2

04-2

04-2

04-2

04-2

04-2

04-2

04-2

Feed
f (ipr)

0.0002 - 0.004

0.0002 - 0.004

0.0002 - 0.004

0.0002 - 0.004

0.0002 - 0.004

0.0002 - 0.004

0.0002 - 0.004

0.0002 - 0.004

TPI

64- 12

64 - 12

64 - 12

64 -12

64 - 12

64 -12

64 - 12

64 -12
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Turning ¢

BoreMeister
TinyMiniTurn
MiniForceTurn /
WavyJoint CBN
ModuMiniTurn
AddY-AxisTurn
AddMultiTurn
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SBOREMEISTER

[ Internal turning}

VIBRATION-FREE SOLUTION FOR
DEEP-HOLE BORING

ADD stability and precision
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- Ultimate solution to conquer tool
overhang challenges, chattering, noise
and short tool life of up to 10xD.

- Exchangeable head boring tool
system with serrated interfaces for high
precision and high rigidity indexing.

- Through-coolant capability allows
smooth chip evacuation in deep boring
operations of up to 10xD.

Lineup

Heads

BoreMeister heads are available for:

- 1ISO-EcoTurn economical inserts

- MiniForce-Turn double-sided positive inserts

- TungBore-Mini inserts for hole making and
turning

- TungThread ST-style inserts for threading

- AddForceCut: Single corner insert for internal
grooving

Shanks

- Steel shanks: 4xD, 7xD, 10xD
DCONMS = 20.625" - 2.500"

- Carbide shanks: 10xD

DCONMS = 20.625" - 22.500"

- PSC adapter: 2.5xD, 3xD, 5xD, 9xD
PSC size = C4, C6

ACCELERATED TURNING & THREADING

- PSC holders are also available, allowing
coupling with a range of machine tools.

- A wide range of boring heads are
available, providing high parts quality in
various boring operations.

- Dedicated setting device allows quick

and accurate center height settings of
the boring bar.

A wide range of boring heads are available.

Scan this QR code
to find out more
about this tool!
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SOREMEISTER

I HEAD

S-SCLCR/L-H

Screw-on clamp interchangeable boring heads for positive 80° rhombic inserts

@

o
DCONMS

Right hand (R) shown.

DMIN DCONMS WF LF Shank size Insert
S$16-SCLCR/L06-H 0.787 0.630 0.433 0.787 D/G.625 CC*21...
S$20-SCLCR/L09-H 0.984 0.787 0.512 0.787 D/G.750 CC*32...
S25-SCLCR/L09-H 1.260 0.984 0.669 0.787 D1.00 CC*32...
S$32-SCLCR/L09-H 1.575 1.260 0.866 1.260 D1.25 CC*32...
S40-SCLCR/L12T-H 1.968 1575 1.063 1.496 D1.50, D2.00, D2.50 CC*43...

Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SCLCL** type), and the left hand insert (L) is used for the right hand
toolholders (SCLCR** type).
Please reference the technical brochure for boring heads spare parts.

S-SDUCR/L-H

Screw-on clamp interchangeable boring heads for positive 55° rhombic inserts

O

30°
~ \DMIN
Right hand (R) shown.
DMIN DCONMS WF LF Shank size Insert
S16-SDUCR/L07-H 0.787 0.630 0.433 0.787 D/G.625 DC**21...
S20-SDUCR/L11-H 0.984 0.787 0.512 0.787 D/G.750 DC*32...
S25-SDUCR/L11-H 1.260 0.984 0.669 0.787 D1.00 DC**32...
S32-SDUCR/L11T-H 1.575 1.260 0.866 1.260 D1.25 DC**32...
S40-SDUCR/L11T-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50 DC**32...

Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SDUCL** type), and the left hand insert (L) is used for the right hand
toolholders (SDUCR** type).
Please reference the technical brochure for boring heads spare parts.

S-SVUCR/L-H

Screw-on clamp interchangeable boring heads for positive 35° rhombic inserts

@

.
DCONMS

Right hand (R) shown.

[ inch T DCONMS WF LF Shank size Insert

S20-SVUCR/L11-H 1.063 0.787 0.630 0.787 D/G.750 VC*22...
$25-SVUCR/L11-H 1.260 0.984 0.669 0.984 D1.00 VC*22...

Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SVUCL** type), and the left hand insert (L) is used for the right hand
toolholders (SVUCR** type).
Please reference the technical brochure for boring heads spare parts.
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'ACCELERATED TURNING & THREADING

S-SVLCR/L-H

Screw-on clamp interchangeable boring heads for positive 35° rhombic inserts

| g ®
7
95¢ =
/| /3\50" 2
A S T D'
—7
Right hand (R) shown.
DMIN DCONMS WF LF Shank size Insert
S32-SVLCR/L16T-H 1.575 1.260 0.866 1.260 D1.25 VC*33...
S40-SVLCR/L16T-H 1.968 1.575 1.063 1.260 D1.50, D2.00, D2.50 VC*33...

Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SVLCL** type), and the left hand insert (L) is used for the right hand
toolholders (SVLCR** type).
Please reference the technical brochure for boring heads spare parts.

S-DDUNR/L-H

Double clamp interchangeable boring heads for negative 55° rhombic inserts

“p

L
DCONMS

Right hand (R) shown.

DMIN DCONMS WF LF Shank size Insert
S32-DDUNR/L11T-H 1.575 1.260 0.866 1.260 D1.25 DN**33...
S40-DDUNR/L15T-H 1.968 1.575 1.063 1.496 D1.50, D2.00, D2.50 DN**43/44...

Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (DDUNL** type), and the left hand insert (L) is used for the right hand
toolholders (DDUNR** type).
Please reference the technical brochure for boring heads spare parts.

S-DVUNR/L-H

Double clamp interchangeable boring heads for negative 35° rhombic inserts

2 B
2 v
93° V' = o)
L/ 25° L =
LF
Right hand (R) shown.
DMIN DCONMS WF LF Shank size Insert
S40-DVUNR/L16T-H 2.205 1.575 1.339 1.496 D1.50, D2.00, D2.50 VN*33...

Please reference the technical brochure for boring heads spare parts.
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SOREMEISTER

S-SCLXR/L-H

MINIFFUaN

Screw-on clamp exchangeable boring head, for CXMU inserts

La

-
DCONMS

|-

Cutting edge style L

e pmin DCONMS WF LF Shank

S25-SCLXR/L06-H 1.260 0.984 0.669 0.787 D1.00
S32-SCLXR/L06-H 1.575 1.260 0.866 1.260 D1.25
S40-SCLXR/L06-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50

Note: Use right-hand toolholders (SCLXR**) with left-hand inserts (L); and left-hand toolholders (SCLXL**) with right-hand inserts (R).
Please reference the technical brochure for boring heads spare parts.

S-SDXXR/L-H

@

Right hand (R) shown.

Insert
CXMU22*L...
CXMU22*L...
CXMU22*L...

MINIFTURN

Screw-on clamp exchangeable boring head, for DXG/MU inserts

>

-
CONMS

100° ° >

Cutting edge style X

T pmiN DCONMS WF LF Shank

,

S$25-SDXXR/L07-H 1.260 0.984 0.669 0.787 D1.00
S§32-SDXXR/L07-H 1.575 1.260 0.866 1.260 D1.25
S40-SDXXR/L07-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50

Note: Use right-hand toolholders (SDXXR**) with left-hand inserts (L); and left-hand toolholders (SDXXL**) with right-hand inserts (R).
Please reference the technical brochure for boring heads spare parts.

S-SWLXR/L-H

@

Right hand (R) shown.

Insert
DX*U22*L...
DX*U22*L...
DX*U22*L...

oRCE

MINI URN

Screw-on clamp exchangeable boring head, for WXGU inserts

959 A

W]
'DCONMS

LF

Cutting edge style L

T omiN DCONMS WF LF Shank

S25-SWLXR/L04-H 1.260 0.984 0.669 0.787 D1.00
S32-SWLXR/L04-H 1.575 1.260 0.866 1.260 D1.25
S40-SWLXR/L04-H 1.968 1.575 1.063 1.260 D1.50, D2.00, D2.50

Note: Use right-hand toolholders (SWLXR**) with left-hand inserts (L); and left-hand toolholders (SWLXL**) with right-hand inserts (R).
Please reference the technical brochure for boring heads spare parts.
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@

Right hand (R) shown.

Insert
WXGU221...
WXGU221...
WXGU221...



S-SXUORO05-H

'ACCELERATED TURNING & THREADING

TUNGEMINI

Screw-on clamp exchangeable boring head, for XOMU inserts

Cutting edge style U

DMIN
$20-SXUOR05-H 0.984
S$25-SXUOR05-H 1.260

DCONMS
0.787
0.984

Please reference the technical brochure for boring heads spare parts.

S-PCLNR/L-H

N
DCONMS
>

|-

WF
0.512
0.669

LF
0.787
0.787

Shank

D.750, G.750

D1.00

@

Right hand (R) shown.

I
Insert o
XOMU... £
XOMU E
S
=
isoETfuaN

Lever-lock clamp exchangeable boring head, for negative 80° rhombic inserts

Cutting edge style L

O omiN

S32-PCLNR/L09-H 1.575
S40-PCLNR/L09-H 1.968

DCONMS
1.260
1.575

(%

2

‘f“zzﬁc

8

® y
LF
WF
0.866
1.063

LF
1.260
1.260

Shank
D1.25
D1.50, D2.00, D2.50

Note: Use right-hand toolholders (PCLNR**) with left-hand inserts (L); and left-hand toolholders (PCLNL**) with right-hand inserts (R).
Please reference the technical brochure for boring heads spare parts.

S-PTENR/L-H

@

Right hand (R) shown.

Insert
CNMG332...
CNMG332...

isoETfuaN

Lever-lock clamp exchangeable boring head, for negative 60° triangular inserts

91'7' (i

Cutting edge style F

DMIN
S32-PTFNR/L11-H 1.575
S40-PTFNR/L11-H 1.968

DCONMS
1.260
1.575

L
DCONMS

WF
0.866
1.063

LF
1.260
1.260

Shank
D1.25
D1.50, D2.00, D2.50

Note: Use right-hand toolholders (PTFNR**) with left-hand inserts (L); and left-hand toolholders (PTFNL**) with right-hand inserts (R).
Please reference the technical brochure for boring heads spare parts.

@

Right hand (R) shown.

Insert
TNMG232...
TNMG232...
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SOREMEISTER

S-STFPR/L-H
Screw-on clamp exchangeable boring head, for positive 60° triangular inserts
- ) ®
® - 7.z
91 > LL‘ 3]» 8
2 S P Oy
Y
LF
Cutting edge style F Right hand (R) shown.
e pmin DCONMS WF LF Shank Insert
$16-STFPR/L09-H 0.787 0.630 0.433 0.787 D.625, G.625 TPMT731...
S16-STFPR/L11-H 0.787 0.630 0.433 0.787 D.625, G.625 TPMT21.51...
$20-STFPR/L11-H 0.984 0.787 0.512 0.787 D.750, G.750 TPMT21.51...
$25-STFPR/L11-H 1.260 0.984 0.669 0.787 D1.00 TPMT21.51...
S32-STFPR/L16-H 1.575 1.260 0.866 1.260 D1.25 TPMT32.52...
S40-STFPR/L16-H 1.968 1.575 1.063 1.260 D1.50, D2.00, D2.50 TPMT32.52...

Note: Use right-hand toolholders (STFPR**) with left-hand inserts (L); and left-hand toolholders (STFPL**) with right-hand inserts (R).
Please reference the technical brochure for boring heads spare parts.

S-SNR-H TUNGTHREAD

Screw-on clamp exchangeable boring head, for threading inserts

Right hand (R) shown.

T pmiN DCONMS WF LF Shank Insert

S20-SNR16-H 0.984 0.787 0.551 0.984 D.750, G.750 16IR...
S25-SNR16-H 1.260 0.984 0.669 0.984 D1.00 16IR...
S32-SNR16-H 1.575 1.260 0.866 1.260 D1.25 16IR...
S40-SNR16-H 1.968 1.575 1.063 1.260 D1.50, D2.00, D2.50 16IR...

Please reference the technical brochure for boring heads spare parts.

S-QSIR/L-H 2OREMEISTER

Exchangeable boring head, for internal grooving

=@

. DCONMS

> Left hand (L) shown.

. cw  cbx BN DCONMS  Seat size LF WF Shank

S$25-QSIR/L2T26D550-H 0.079 1.024 2.165 0.984 2 0.335 1.579 D1.00
S$25-QSIR/L3T26D550-H 0.118 1.024 2.165 0.984 3 0.354 1.579 D1.00
S32-QSIR/L3T32D700-H 0.118 1.260 2.756 1.260 3 0.433 1.953 D1.25
S32-QSIR/L4T32D700-H 0.157 1.260 2.756 1.260 4 0.453 1.953 D1.25

Please refer to the BoreMeister Tungaloy Report (TR517) for shank information that is applicable to the head.
Please reference the technical brochure for boring heads spare parts.
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B SHANKS

Straight Shank

'ACCELERATED TURNING & THREADING

Anti-vibration bars with through coolant for interchangeable turning heads

OHX

DCONWS

DCONMS

DCONWS

@

_ OAL . 2" &2.5" shanks
Material DCONWS DCONMS OAL OHX CNT
D.625-16.14-7D-C Steel 0.630 0.625 6.140 3.500 G1/8
G.625-18.03-10D-E Carbide 0.630 0.625 8.030 5.500 -
D.750-L7.87-7D-C Steel 0.787 0.750 7.870 4.400 G1/4
G.750-L10.24-10D-E Carbide 0.787 0.750 10.240 7.000 -
D1.00-L10.2-7D-C Steel 0.984 1.000 10.200 6.200 G1/4
D1.00-L13.21-10D-C Steel 0.984 1.000 13.210 9.200 G1/4
D1.25-112.48-7D-C Steel 1.260 1.250 12.480 7.500 G3/8
D1.25-L16.24-10D-C Steel 1.260 1.250 16.240 11.200 G3/8
D1.50-L15.26-7D-C Steel 1.575 1.500 15.260 9.200 G1/2
D1.50-L19.8-10D-C Steel 1.575 1.500 19.800 13.700 G1/2
D2.00-1.20.74-7D-C Steel 1.575 2.000 20.740 12.700 G1/2
D2.00-L26.73-10D-C Steel 1.575 2.000 26.730 18.700 G1/2
D2.50-L.26.2-7D-C Steel 1.575 2.500 26.200 16.200 G3/4
D2.50-L33.72-10D-C Steel 1.575 2.500 33.720 23.700 G3/4
D#4D-SH
Steel shank for internal turning, with through coolant
El @
(%2} A+ 5
;I S S— Nt
5| L =g E
8 y | e * 7[
A—>
OAL _ DCONMS
A-A cross section
Material DCONWS DCONMS OAL CNT H
D1.00-L7.2-4D-SH Steel 1.000 1.000 7.200 UNF-2B 1/2"-20 0.921
D1.25-L8.74-4D-SH Steel 1.250 1.250 8.740 UNF-2B 1/2"-20 1.142
D1.50-L10.75-4D-SH Steel 1.575 1.500 10.75 UNF-2B 1/2"-20 1.339
D2.00-L14.72-4D-SH Steel 1.575 2.000 14.72 UNF-2B 1/2"-20 1.811
D2.50-L18.74-4D-SH Steel 1.575 2.500 18.74 UNF-2B 1/2"-20 2.283
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SOREMEISTER

I ADAPTER

C#-SH-CHP / C#-SH-E-CHP

PSC compatible adapter with steel or carbide core

DCONWS
DCONWS
o —

£y as

29

Y

>

|
|
=
| ‘l
DCONMS|

L’ﬁ

|

|

i
DCONMS

v
Fig. 1 Fig. 2
Material DCONWS DCONMS LPR LB Fig
C4-SH-D16-2.5D-CHP Steel 16 40 40 20 1
C4-SH-D20-2.5D-CHP Steel 20 40 50 30 1
C4-SH-D25-2.5D-CHP Steel 25 40 55 35 1
C4-SH-D32-2.5D-CHP Steel 32 40 75 55 1
C4-SH-D40-3D-CHP Steel 40 40 80 80 1
C6-SH-D20-5D-E-CHP Carbide 20 63 100 78 2
C6-SH-D25-5D-E-CHP Carbide 25 63 115 93 2
C6-SH-D32-5D-E-CHP Carbide 32 63 150 128 2
C6-SH-D40-5D-E-CHP Carbide 40 63 185 163 2

C6-9D-C

PSC adapter with anti vibration, L/D = 9

2 LPR @
& LB
(&) _
a, g‘
4=t
E - =z
et e — 3
(@)
Oy
Material DCONWS DCONMS LPR LB WT (kg)
C6-D25-1.230-9D-C Steel 25 63 230.5 200.1 1.65
C6-D32-.288-9D-C Steel 32 63 288.5 259.5 2.73
C6-D40-L.368-9D-C Steel 40 63 368.5 339 4.45

I SLEEVE
RSL sleeve

Split sleeve for anti-vibration bar

€N
=
7=
O
O
o
DCONWS DCONMS BD LB H
RSL-32-16-L66 16 32 42 60 31
RSL-32-20-L66 20 32 42 60 31
RSL-32-25-L66 25 32 42 60 31
RSL-40-16-L76 16 40 50 70 38.5
RSL-40-20-L76 20 40 50 70 38.5
RSL-40-25-L76 25 40 50 70 38.5
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AVC-SET

'ACCELERATED TURNING & THREADING

Center height set up device

I =
=
DCONMS H
AVC-SET 16-25 0.787 0.591
AVC-SET 32-60 1.142 0.630

LPR
0.571
0.689

LB
0.350
0.450

Applicable shank
00.625", 20.750", 61.000"
01.250", 91.500", ©2.000", ©2.500"
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TINYIMTURAN

[ Internal turning]

MINIATURE SOLID BORING TOOLS
FOR HIGH ACCURACY

ADD efficiency and profitability to your small
boring operations as small as 0.6 mm (20.024")

o
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ACCELERATED TURNING & THREADING

- Ingenious through-coolant sleeve - SH725 grade provides a good
design optimally directs 4 streams of combination of wear and fracture
coolant jets close to the cutting zone, resistance, ensuring long tool life and
providing long tool life, controlled chips wear prediction.

formation and evacuation for better part Thanks to extremely wear-resistant

quality. Ti-ceramic binder, BX310 provides
long and predictable tool life in small-
diameter boring operations where high
cutting speed operation is difficult.

- Expanded indexable type boring bars,
and inserts with 3D chip breaker for
better chip control.

- Ideal for machining extremely small
diameter bores in a wide range of
materials.

Lineup

Solid bars

- Available for boring, profiling, chamfering, threading, and grooving
Sleeves

- Available in sleeve that accepts both 4 mm and 7 mm diameter boring bars, dedicated
sleeve for internal coolant supply, collet chuck sleeve, and sleeve with four coolant holes

- Sleeve shank diameter range: 12 - 25.4 mm (0.5" - 1")
Grade

- SH725 : Well balanced combination of the latest coating layer
dedicated for boring applications and tough carbide substrate
provides long tool life ,

- BX310 : Long and predictable tool life in small-diameter boring Scan this O code
operations where high cutting speed operation is difficult about this tool!
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TINYMTURIN

I SOLID BARS

TBTR/L

Solid boring bar for boring, profiling, and chamfering

Details of edge

DCONMSh®
|-

Right hand (R) shown.

svr2s G pconms wr a LF LH CDX RE*$%°
TBTR04045005-D010 [ ) 1 4 = 0.9 21 45 0.1 0.05
TBTR04065005-D010 [ 1 4 - 0.9 23 6.5 0.1 0.05
TBTR04040005-D020 [ ) 2 4 - 1.7 20.5 4 0.1 0.05
TBTR04090005-D020 [ 2 4 - 1.7 25.5 9 0.1 0.05
TBTR04140005-D020 [ ) 2.8 4 - 1.7 305 14 0.1 0.05
TBTR/L04090010-D028 [ ) 2.8 4 0.9 26 25.5 9 0.2 0.1
TBTR04150010-D028 () 2.8 4 0.9 26 31.5 15 0.2 0.1
TBTR04190010-D028 [ 2.8 4 0.9 26 35.5 19 0.2 0.1
TBTR04090010-D040 [ ) 4 4 1.5 35 25.5 9 0.3 0.1
TBTR04150010-D040 o 4 4 15 3.5 31.5 15 0.3 0.1
TBTR04190010-D040 [ ) 4 4 1.5 35 35.5 19 0.3 0.1
TBTR04230010-D040 o 4 4 1.5 3.5 39.5 23 0.3 0.1
TBTR04270010-D040 [ 4 4 1.5 35 435 27 0.3 0.1
TBTR07090015-D050 o 5 7 0.9 4.4 25 9 0.5 0.15
TBTR07140015-D050 [ ) 5 7 0.9 4.4 30 14 0.5 0.15
TBTR07190015-D050 o 5 7 0.9 4.4 35 19 0.5 0.15
TBTR07240015-D050 o 5 7 0.9 4.4 40 24 0.5 0.15
TBTR07290015-D050 o 5 7 0.9 4.4 45 29 0.5 0.15
TBTR07340015-D050 [ ) 5 7 0.9 4.4 50 34 0.5 0.15
TBTR07140015-D060 o 6 7 1.8 5.3 30 14 0.5 0.15
TBTR/L07210015-D060 o 6 7 1.8 53 37 21 0.5 0.15
TBTR07240015-D060 e 6 7 1.8 5.3 40 24 0.5 0.15
TBTR07290015-D060 e 6 7 1.8 513 45 29 0.5 0.15
TBTR07340015-D060 ® 6 7 1.8 5.3 50 34 0.5 0.15
TBTR07410015-D060 e 6 7 1.8 58) 57 41 0.5 0.15
TBTR07190015-D068 ® 6.8 7 2.8 6.3 35 19 0.6 0.15
TBTR07240015-D068 o 6.8 7 2.8 6.3 40 24 0.6 0.15
TBTR07290015-D068 ® 6.8 7 2.8 6.3 45 29 0.6 0.15
TBTR07340015-D070 o 7 7 2.8 6.3 50 34 0.6 0.15
TBTR07390015-D070 ® 7 7 2.8 6.3 55 39 0.6 0.15
TBTR07440015-D070 o 7 7 2.8 6.3 60 44 0.6 0.15
TBTR07490015-D070 ® 7 7 2.8 6.3 65 49 0.6 0.15
@ : Line up
JBTR
For boring, profiling, and chamfering
DMIN - LF - 2
=N -2,
, Rl —— I zI
N7 L LH U—L 8,
= a
Eﬂ—‘t
I
Details of edge Right hand (R) shown.
BX310 DCONMS WF a LF LH CDX RE*J-%5
JBTR04060010-D028ST [ ) 2.8 4 0.9 2.6 22 6 0.3 0.1
JBTR04095010-D028ST o 2.8 4 0.9 2.6 25.5 9.5 0.3 0.1
JBTR04070015-D040ST o 4 4 1.5 35 23 7 0.5 0.15
JBTR04110015-D040ST o 4 4 15 3.5 27 11 0.5 0.15
JBTR07090020-D050ST o 5 7 0.6 415 25 9 0.4 0.2
JBTR07140020-D050ST ® 5 7 0.6 4.15 30 14 0.4 0.2
@ : Line up
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'ACCELERATED TURNING & THREADING

TBPR

Solid boring bar for boring and chamfering

DMIN LF e
-3
b A m§ L) ) =
= - 8 ‘\‘!} L TR 81
Y E g S a— Q
—— \ —[—]
RE 420° 4 =)
Details of edge
SH725 DCONMS WF a LF LH CDX RE*$-05
TBPR04090010-D028 ( 2.8 4 0.9 2.6 235 9 0.2 0.1
TBPR04150010-D040 { 4 4 1.5 35 31.5 15 0.3 0.1
TBPRO07140015-D050 (] 5 7 0.9 4.4 30 14 0.5 0.15
TBPR07190015-D050 o 5 7 0.9 4.4 35 19 0.5 0.15
@ : Line up
TBUR
Solid boring bar for back boring and chamfering
DMIN LF °
L ¢ %é’
P \ Sy ¥ it z
45° i
‘ \ wh | LH Q
[SLT—§ W =| = )
- |
2 E—
Details of edge
SH725 DCONMS  WF a LF LH f2 cbx  cw*30s
TBUR07140010-D050 (] 5 7 0.9 4.4 30 14 0.2 1 1
TBUR07190010-D050 ® 5 7 0.9 4.4 35 19 0.2 1 1
@ : Line up
TBCR
Solid boring bar for boring and 45° chamfering
DMIN LF ©
A = )
W 45° /\V "t | — ;I
» NN LH Q
450 A i - ol
SN[ | w a
l = .
— —
Details of edge 4[
sH72s [TV bconms  wF a LF LH cDX RE*§05
TBCRO07140020-D050 ( 5 7 0.9 4.4 30 14 0.7 0.2
TBCR07190020-D068 o 6.8 7 2.8 6.3 35 19 0.7 0.2
@ : Line up

Tungaloy | 71

Turning I



TINYIMTURIN

TBBR

Solid boring bar for back boring

LF °
<
[%0)
2
Z
Y == [— 1
i § (®)
IUN=— BET — e
—_— 4 |
¥ 28° ) L
Details of edge
SH725 DCONMS WF a LF LH CDX RE*$-05
TBBR04140020-D030 () 3 4 0.6 2.6 30 14 0.5 0.2
TBBR04140015-D040 [ J 4 4 1.5 3.5 30 14 0.8 0.15
TBBR07190020-D050 [ J 5 7 0.9 4.4 35 19 1 0.2
®: Line up
TBIR
Solid boring bar for threading (metric)
DMIN LF o =
<
L (%)
PN ¢ =
,,,,, S .
Al NS Oi
/ | ! LH (]
I ey = T =
—
4 J
Details of edge
sHr2s  Pitch [CTTT crF-8o. DCONMS  WF a LF LH CDX  PDX
TBIR04140050-D040 [ J 0.5 4 0.06 4 1.5 3.5 30 14 0.3 0.35
TBIR07140050-D050 o 0.5 5 0.06 7 0.9 4.4 30 14 0.3 0.35
TBIR07140075-D050 ([ 0.75 5 0.09 7 0.9 4.4 30 14 0.4 0.45
TBIR07140100-D048 [ J 1 4.8 0.12 7 0.9 4.4 30 14 0.6 0.55
TBIR07140100-D060 ([ J 1 6 0.12 7 1.8 5.3 30 14 0.6 0.55
TBIR07140150-D060 o 15 6 0.18 7 1.8 5.3 30 14 0.8 0.75
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'ACCELERATED TURNING & THREADING

TBGR
Solid boring bar for internal grooving

e =

e

zZ

Ink gy
a
Details of edge
SH725 | (o)A 51| DCONMS WF a LF LH CcDX

TBGR04100050-D020 [ ] 0.5 2 4 0.2 1.8 26 10 0.4
TBGR04090100-D040 ([ J 1 4 4 1.5 3.5 255 9 0.8
TBGR04150100-D040 [ ] 1 4 4 15 3.5 31.5 15 0.8
TBGR07090200-D050 ([ J 2 5 7 0.9 4.4 25 9 1
TBGR07090100-D060 [ ] 1 6 7 1.8 5.3 25 9 1.8
TBGR07140100-D060 ([ J 1 6 7 1.8 53 30 14 2.8
TBGR07090150-D060 [ ] 15 6 7 1.8 5.3 25 9 3.8
TBGR07090200-D060 ([ J 2 6 7 1.8 53 25 9 4.8
TBGRO07140200-D060 [ ] 2 6 7 1.8 5.3 30 14 5.8
TBGR07090100-D068 ([ J 1 6.8 7 2.7 6.2 25 9 2.5
TBGR07090150-D068 [ ] 1.5 6.8 7 2.7 6.2 25 9 2.5
TBGR07140150-D068 ([ J 15 6.8 7 2.7 6.2 30 14 2.5
TBGR07090200-D068 [ ] 2 6.8 7 2.7 6.2 25 9 2.5
TBGRO07140200-D068 ([ J 2 6.8 7 2.7 6.2 30 14 2.5
TBGR07210200-D068 [ ] 2 6.8 7 2.7 6.2 37 21 2.5
TBGR07290200-D068 ([ J 2 6.8 7 2.7 6.2 45 29 2.5

* Corner radius : less than 0.1 mm. ®: Line up

TBFR
Solid boring bar for face grooving

-
n

LH

- 1k

GE
a
-
| F
W
LH
DNV

|

Details of edge

SH725 cw*go° DMIN DCONMS a LF LH CDX

TBFR07110100-D060 (] 1 6 7 5.2 26 10 1.5
TBFR07110200-D060 ® 2 6 7 5.2 26 10 3
TBFR07110100-D080 ® 1 8 7 5.9 27 11 1.5
TBFR07110250-D080 ® 2.5 8 7 5.9 27 11 3.5
TBFR07300300-D080 (] 3 8 7 5.9 46 30 3.5
TBFR07200250-D150 ® 2.5 15 7 5.9 36 20 20
TBFR07200300-D150 ® 15 7 5.9 36 20 20
TBFR07300300-D150 ® 3 15 7 5.9 46 30 30

* Corner radius : less than 0.1 mm. @ : Line up
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TBSR

Solid boring bar for face grooving (for shaft)

@ o]

Details of edge

SH725 cw+*3:% DMIN DCONMS a LF LH CDX

TBSR07200200-D060 ([ ] 2 6 7 5.2 36 20 4

-
o

Y

k]

)

E

T
DCONMS®
|

i

* Corner radius : less than 0.1 mm. ®: Line up

TBRR
Solid boring bar for boring and profiling

DMIN LF
o - % L~
7 s
A &L | ( %I
p S A [
TR oY
S LH a
T |
i I
Details of edge
SH725 | @A L[ DCONMS  WF a LF LH CcDX RE
TBRR07190050-D050 [ J 1 5} 7 0.9 4.4 85! 19 1 0.5
TBRR07240050-D060 [ J 1 6 7 1.8 5.3 40 24 1.8 0.5
TBRR07290050-D068 [ J 1 6.8 7 2.8 6.3 45 29 2.5 0.5
®: Line up
A/E-SEXPR

Screw-on boring bar, for positive 75° rhombic inserts

)

y |
="
LF 2
— 8

L

Cutting edge style X

Material DMIN DCONMS  WF LF LH GAMP GAMF  RE* Insert Torque*
A07050-SEXPR03-3 Steel 5 7 2.5 31 15 0° -13° 0.2 EPGTO3X1... 0.6
A07060-SEXPR04-3 Steel 6 7 3.1 34 18 0° -12° 0.2 EPGT0401... 0.6
E07050-SEXPR03-4 Carbide 5 7 2.5 37 20 0° -13° 0.2 EPGTO03X1... 0.6
E07050-SEXPR03-5 Carbide 5 7 2.5 42 25 0° -18° 0.2 EPGTO03X1... 0.6
E07060-SEXPR04-5 Carbide 6 7 3.1 46 30 0° -12° 0.2 EPGT0401... 0.6

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Please refer to the Tungaloy eCatalog for spare parts.
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A/E-SEZPR

'ACCELERATED TURNING & THREADING

Screw-on boring bar, for positive 75° rhombic inserts

Cutting edge style Z

Material DMIN DCONMS WF  LF LH f2 GAMP GAMF RE** Insert  Torque*
A07055-SEZPR03-3 Steel 515) 7 3.2 32.5 16.5 1.2 0° -8° 0.2 EPGTO3X1... 0.6
E07055-SEZPR03-5 Carbide 55 7 3.2 43.5 27.5 1.2 0° -8° 0.2 EPGTO03X1... 0.6
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Please refer to the Tungaloy eCatalog for spare parts.
Il SLEEVE
JBBS-4N
Sleeve for internal coolant supply with 4 coolant holes
@
|_
ﬁ DCONMS ’ (Zj'
g@ =
<H LF X
DCONMS DCONWS LF LH H CNT
JBBS12-4-L80C-4N 12 4 80 10 10.3 Rc1/16
JBBS127-4-L80C-4N 12.7 4 80 10 11.6 Rc1/16
JBBS14-4-1L80C-4N 14 4 80 10 12 Rc1/8
JBBS159-4-1100C-4N 15.875 4 100 10 14.58 Rc1/8
JBBS159-7-L100C-4N 15.875 7 100 10 14.58 Rc1/8
JBBS16-4-L100C-4N 16 4 100 10 15 Rc1/8
JBBS16-7-L100C-4N 16 7 100 10 15 Rc1/8
JBBS19-4-L100C-4N 19.05 4 100 20 17.2 Rc1/8
JBBS19-7-L100C-4N 19.05 7 100 20 17.2 Rc1/8
JBBS20-4-L100C-4N 20 4 100 20 18 Rc1/8
JBBS20-7-L100C-4N 20 7 100 20 18 Rc1/8
JBBS22-4-1100C-4N 22 4 100 20 20 Rc1/8
JBBS22-7-L100C-4N 22 7 100 20 20 Rc1/8
JBBS25-4-L100C-4N 25 4 100 23 23 Rc1/8
JBBS25-7-L100C-4N 25 7 100 23 23 Rc1/8
JBBS254-4-L100C-4N 25.4 4 100 23 23.4 Rc1/8
JBBS254-7-L100C-4N 25.4 7 100 23 23.4 Rc1/8
Scan this
QR code for
additional sleeve
information.
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MINIFTU2N/ WAV YJOINT

CBN

[ Internal turning:\

UNIQUE NEW CBN INSERTS ENABLE HARD
PART TURNING TO BE MORE RELIABLE,
ECONOMICAL, AND PRODUCTIVE

ADD double-sided CBN inserts with WavydJoint brazing technology
for light cutting action of positive inserts for hard turning applications
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ACCELERATED TURNING & THREADING

- Innovative insert geometry and secure - HP type chipbreaker guarantees short

insert clamping method ensures chips, ensuring good chip breaking and
machining stability. control at 0.008" (0.2 mm) and lighter

- Available in two grades: BXA20 grade d.o.c.
for general applications and BXA10 - Double-sided insert with six positive
grade suited for continuous cuts, cutting edges for excellent cost-per-
providing reliability and long tool life edge economy for reduced tool cost.

from continuous to interrupted cuts.

Lineup

Inserts

- 6QS-WXGAQ...

RE = 0.008" - 0.031" (0.2 - 0.8 mm)
- 6QS-WXGU**-HP

RE = 0.016", 0.031" (0.4, 0.8 mm)

Chipbreaker
- HP type: For chatter prevention and the finest machined surfaces.
Suitable for turning operations of hardened steel materials

Toolholders

- A-SWLXR/L...

- E-SWLXR/L...

DCONMS = 20.375" - 0.750" (210 - 220 mm)

Grades
- BXA10: Incredible reliability in hardened steel turning.
First choice for continuous to light interrupted cuts.
- BXA20: Incredible reliability in hardened steel turning.
Covers a wide range of application areas from continuous to heavy interrupted cutting.
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MINIFFTU2N/ WAV YJOINT

Il INSERT PoOSITIVE TYPE

CBN

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

-Steel
M Stainless
Cast iron
. Non-ferrous
S  Superalloy
H Hard material o oC
Dimension (in) Edge prep. E’
N o = = g3
Shape Designation 2 g gg % SP L ILFILC H é} ._5-
Inch Metric A B “S|Le |RE|IC| 5 [D1 3 5
6QS-WXGQ 6QS-WXGQ 220.5SPR 6QS-WXGQO040302SPR (@ @ 6 | 0.071 | 0.008 | 0.250 | 0.125 | 0.106 (@)
0.5SPL 02SPL |® © 6 | 0.071 | 0.008 | 0.250 | 0.125 | 0.106 (@)
“ 1SPR  6QS-WXGQO040304SPR @ @ 6 | 0071 | 0016 | 0250 | 0.125 | 0.106 (@)
"l | 1SPL 04SPL (@ © 6 | 0.071 | 0.016 | 0.250 | 0.125 | 0.106 (@)
2SPR  6QS-WXGQO040308SPR (@ @ 6 | 0067 | 0.031 | 0250 | 0.125 | 0.106 (@)
2SPL 08SPL | ®@ © 6 | 0.067 | 0.031 | 0250 | 0.125 | 0.106 (@)
6QS-WXGU**-HP 6QS-WXGU 221RHP 6QS-WXGU040304R-HP ©® @ 6 | 0071 | 0.016 | 0.250 | 0.125 | 0.106 o
1L HP L-HP © @ 6 | 0.071 | 0.016 | 0.250 | 0.125 | 0.106 e}
é 2RHP 6QS-WXGU040308R-HP | ® @ 6 | 0.067 | 0031 | 0250 | 0125 | 0.106 o
M j 2L HP L-HP © @ 6 | 0.067 | 0.031 | 0250 | 0125 | 0.106 0
@®: Line-up
B TOOLHOLDERS
A/E-SWLXR/L
For trigon insert with 6 edges
} ®
ﬁ ’ J
()
>
Z
CAMP L =] 13
Cutting edge style L 0 Right hand (R) shown.
Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque
A06-SWLXR/L2-D08 STEEL 0500 0375 0.281 5.000 0.750 0.350 -10 -16  0.016 WXGUO0403"L/R(..)  0.66
A08-SWLXR/L2-D11 STEEL 0.688 0500 0.406 5.000 1.000 0.475 -10 -14  0.016 WXGUO0403*L/R(..)  0.66
A10-SWLXR/L2-D14 STEEL 0.875 0.625 0.531 7.000 1.250 0.600 -10 -11  0.016 WXGU0403“L/R(..)  0.66
A12-SWLXR/L2-D16 STEEL  1.000 0.750 0.593 7.000 1.438 0.725 -10 -10  0.016 WXGUO0403*L/R(..)  0.66
E06-SWLXR/L2-D08 CARBIDE 0.500 0.375 0.281 5000 1.000 0.350 -10 -16  0.016 WXGUO0403"L/R(.)  0.66
E08-SWLXR/L2-D11 CARBIDE 0.688  0.500 0.406 5.000 1.063 0.475 -10 -14  0.016 WXGUO0403*L/R(..)  0.66
E10-SWLXR/L2-D14 CARBIDE 0.875 0.625 0531 7.000 1.250 0.600 -10 -11  0.016 WXGU0403“L/R(..)  0.66
E12-SWLXR/L2-D16 CARBIDE 1.000 0.750 0593 7.000 1.438 0.725 -10 -10  0.016 WXGUO0403*L/R(..)  0.66
Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque*
A10K-SWLXR/L04-D120 STEEL 12 10 6 125 20 9 -10 -16 0.4  WXGUO0403**L/R (...) 0.9
A12M-SWLXR/L04-D140 STEEL 14 12 7 150 24 11 -10 -14 0.4  WXGUO0403*L/R (...) 0.9
A16Q-SWLXR/L04-D180 STEEL 18 16 9 180 32 15 -10 -11 0.4  WXGUO0403**L/R (...) 0.9
A20R-SWLXR/L04-D220 STEEL 22 20 11 200 36 18 -10 -10 0.4  WXGUO0403**L/R (...) 0.9
E10M-SWLXR/L04-D120 CARBIDE 12 10 6 150 25 9 -10 -16 0.4  WXGUO0403**L/R (...) 0.9
E12Q-SWLXR/L04-D140 CARBIDE 14 12 7 180 27 11 -10 -14 0.4  WXGUO0403*L/R (...) 0.9
E16R-SWLXR/L04-D180 CARBIDE 18 16 9 200 32 15 -10 -11 0.4  WXGUO0403**L/R (...) 0.9
E20S-SWLXR/L04-D220 CARBIDE 22 20 11 250 36 18 -10 -10 0.4  WXGUO0403**L/R (...) 0.9

*Torque: Recommended clamping torque (Ibt-ft) **RE: The holder measurements are true with this insert radius
Note: Use the right hand toolholder (R) for the left hand insert (L). Use the left hand toolholder (L) for the right hand insert (R)
Please refer to the Tungaloy eCatalog for spare parts.
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Il STANDARD CUTTING CONDITIONS

ISO

Grade

BXAIO

BXA20

Edge preparation

No symbol

-HP

No symbol

-HP

Workpiece condition

Continuous
Light interrupted
Continuous
Continuous
Interrupted

Continuous

Cutting speed
Vc (sfm)

328 - 755
328 - 755
328 - 755
197 - 591
197 - 591

197 - 591

Depth of cut
ap (in)

0.002 - 0.02
0.002 - 0.02
0.002 - 0.008
0.002 - 0.02
0.002 - 0.02

0.002 - 0.008

'ACCELERATED TURNING & THREADING

Feed
f (ipr)

0.001 - 0.012
0.001 - 0.008
0.001 - 0.008
0.001 - 0.012
0.001 - 0.008

0.001 - 0.008
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MODUMTURN

[ External turning }

INNOVATIVE MODULAR HEAD SYSTEM
FOR SWISS MACHINES

ADD flexibility and productivity
to your turning operations
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- Modularity and productivity with a
wide selection of turning, grooving and
threading heads.

- Substantially reduced setup time for
maximum machine utilization.

- Quick tool change and setup is
possible with simple exchanges of
turning heads.

- Unique coupling method provides
stable head-shank connection and
secure insert edge position for good
repeatability and accuracy.

Lineup

Inserts

- J-Series for ISO insert

- MiniForce-Turn for double-sided positive inserts

- TungCut for grooving and parting

- Y-axis heads for J-Series, MiniForce-Turn, and
TetraMini-Cut for grooving and threading inserts

Shanks

- QC-08..., QC-1212...

- QC-08-CHP, QC-1212-CHP (for precision
internal coolant supply)

- QC-08-F10-CHP and QC-1216-F15-CHP (with
high pressure coolant capability)

- QC-10X... (for modular heads, with high pressure
coolant supply)

ACCELERATED TURNING & THREADING

- Positioning accuracy for the same
insert: +5 pm (x0.0002").

- ModuMiniTurn offers precision internal
coolant delivery, which improves chip
control and tool life.

- By feeding in the Y-axis direction,
downward-facing chipbreaker directs
the chip flow down and away from the
cutting point.

- Many types of heads can be mounted
on a single holder.

Heads
- NEW QC16 16mm (with multiple X & Y
axis varieties)

Scan this QR code
to find out more
about this tool!
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MODUMTURN

Lineup

QC-08/10 (V2" / /8" square shank) and QC-1212/1616 (12mm / 16mm square shank)

Overall length*  Without coolant hole ~ With coolant hole Page

3.350" (85 mm) / / -
4.750" (120 mm) v v/ -

*With the head attached

QC-08/10-F10 (stepped-head shank) and QC-1216/1620F15 (stepped-head shank)

Overall length*  Without coolant hole ~ With coolant hole Page

3.350" (85 mm) 4 93

4.724" (120 mm) v/ 93

*With the head attached

Modular heads

Tool series Insert shape Without coolant hole With coolant hole Page
CC**32.5... / CC*09T3...
< d d v
DC**21.5... / DC*0702... o1
& ‘ k.
DC**32.5... / DC*11T3... R
J-SERIES s v 4 82
VB*22.../ VB**1103...
== d d ”
J10ER...
S - o v -
WXGU22""L... / WXGUO403"L.. on
A / /@
DXGU22"*L... / DXGU0703"L... o
MINIFFU2N , & v v 91
VXGU73.5"L... / VXGUO9T2"L..
v v 86
- TC*18RI/L... 88
TETRAMEUT v v N
92
DG*...
, v v 87
DTM
TUNGCUT ’ v v 87
SG*...
L 87
- v v

Q12 heads fit both the metric QC-12** and the inch QC08 shanks.
Q16 heads fit both the metric QC-16** and the inch QC10 shanks.
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Il MODULAR HEADS

'ACCELERATED TURNING & THREADING

QC-JSCL2CR J-SERIES
Screw-on modular head with 95° approach angle, for positive 80° rhombic inserts
?\350 LH Without offset
A =
o] 3 e
© [ ]
—© Y _
L
95° =
=
Cutting edge style L2 — Right hand (R) shown.
LH HF WF OAW RE** Insert Torque Shank
QC12-JSCL2CR09 0.768 0.472 0.236 0.591 0.008 CC*32.5... 0.89 QC-08*...
QC16-JSCL2CR09 0.827 0.630 0.315 0.787 0.008 CC*32.5... 0.89 QC-10*"...
LH HF WF OAW RE** Insert Torque* Shank

QC12-JSCL2CR09 19.5 12 6 15 0.2 CC*09T83... 1.2 QC-12**...
QC16-JSCL2CR09 21 16 8 20 0.2 CC*09T3... 1.2 QC-16**...
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius

QC-JSCL2CR-CHP J-SERIES

Screw-on modular head with 95° approach angle, for positive 80° rhombic inserts, with high pressure

coolant capability

95°
1

95°

Cutting edge style L2

LH HF
QC12-JSCL2CR09-CHP 0.768 0.472
QC16-JSCL2CR09-CHP 0.827 0.630

LH HF
QC12-JSCL2CR09-CHP et 12
QC16-JSCL2CR09-CHP 21 16

Through-coolant head
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius

QC-JSDJ2CR

WF
0.236
0.315

WF

OAW

RE** Insert
0.008 CC**32.5...
0.008 CC**32.5...
RE** Insert
0.2 CC*09T83...
0.2 CC*09T3...

Without offset @

Right hand (R) shown.

Torque Shank
0.89 QC-08*...
0.89 QC-10*...

Torque* Shank

1.2 QC-12*...
1.2 QC-16™...

J-SERIES

Screw-on modular head with 93° approach angle, for positive 55° rhombic inserts

S AR
93°

Cutting edge style J2

LH HF
QC12-JSDJ2CR07 0.768 0.472
QC12-JSDJ2CR11 0.768 0.472
QC16-JSDJ2CR11 0.827 0.630

LH HF
QC12-JSDJ2CR07 19.5 12
QC12-JSDJ2CR11 19.5 12
QC16-JSDJ2CR11 21 16

Torque: Recommended clamping torque: lbs-ft (*N-m)
**RE: Standard corner radius
Please refer to the Tungaloy eCatalog for spare parts.

WF
0.236
0.236
0.315

WF

OAW

<tH .
Y
) ] © I}gﬂl
A
=
s, [ =
Ty
OAW RE** Insert
0.591 0.008 DC*21.5...
0.591 0.008 DC*32.5...
0.787 0.008 DC**32.5...
OAW RE** Insert
15 0.2 DC*0702...
15 0.2 DC*11T3...
20 0.2 DC*11T3...

Without offset

Right hand (R) shown.

Torque Shank
0.89 QC-08*...
0.89 QC-08*...
0.89 QC-10*...

Torque* Shank
1.2 QC-12*...
1.2 QC-12*...
1.2 QC-16™...

Tungaloy | 83

Turning I



MODUMTURN

QC-JSDJ2CR-CHP

J-SERIES

Screw-on modular head with 93° approach angle, for positive 55° rhombic inserts, with high pressure

coolant capability

Without offset @
1
¥
- \ 300
93°
Cutting edge style J2 Right hand (R) shown.
[ inch HF WF OAW RE** Insert Torque Shank
QC12-JSDJ2CR0O7-CHP 0.768 0.472 0.236 0.709 0.008 DC*21.5... 0.89 QC-08**...
QC12-JSDJ2CR11-CHP 0.768 0.472 0.236 0.827 0.008 DC*32.5... 0.89 QC-08**...
QC16-JSDJ2CR11-CHP 0.827 0.630 .0315 0.787 0.008 DC*32.5... 0.89 QC-10*...
LH HF WF OAW RE** Insert Torque* Shank
QC12-JSDJ2CR0O7-CHP 19.5 12 6 18 0.2 DC*0702... 1.2 QC-12*...
QC12-JSDJ2CR11-CHP 19.5 12 6 21 0.2 DC*11T3... 1.2 QC-12*...
QC16-JSDJ2CR11-CHP 21 16 8 20 0.2 DC*11T3... 1.2 QC-16*...
Through-coolant head
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius
QC-JSVJ2BR J-SERIES
Screw-on modular head with 93° approach angle, for positive 35° rhombic inserts
Fig. 1 LH Without offset  Fig. 2 _LH Without offset
] A ] W |
3 94) R ="
Y S Y S % ="
<= |0 N 8 LI.‘ <= |0 N ® ry
50 = 50
93° 93°
L
. ) = £
Cutting edge style J2 Right hand (R) shown.
[ mmch AT HF WF OAW RE** Insert Torque Fig. Shank
QC12-JSVJ2BR11 0.827 0.472 0.236 0.591 0.008 VB*22... 0.89 1 QC-08**...
QC16-JSVJ2BR11 0.827 0.630 0.315 0.787 0.008 VB*22... 0.89 2 QC-10*...
LH HF WF OAW RE** Insert Torque* Fig. Shank
QC12-JSVJ2BR11 21 12 6 15 0.2 VB*1108... 1.2 1 QC-12*...
QC16-JSVJ2BR11 21 16 8 20 0.2 VB**1103... 1.2 2 QC-16*...
Torque: Recommended clamping torque: Ibs-ft (*N-m) **RE: Standard corner radius
QGC-JSVJ2BR-CHP J-SERIES
Screw-on modular head with 93° approach angle, for positive 35° rhombic inserts, with high pressure
coolant capability
Fig. 1 LH _  Without offset Fig. 2 LH Without
] =T (] i offset
=z = 27 =2 > p——=
B e N 7 —
- N 50° § - N 50° -
93° 93° o
u‘r g) T | LIL =5 1 H
Cutting edge style J2 Right hand (R) shown.
[ inch T HF WF OAW RE** Insert Torque Fig. Shank
QC12-JSVJ2BR11-CHP 0.827 0.472 0.236 0.591 0.008 VB*22... 0.89 1 QC-08**...
QC16-JSVJ2BR11-CHP 0.827 0.630 0.315 0.787 0.008 VB*22... 0.89 2 QC-10*...
LH HF WF OAW RE** Insert Torque* Fig. Shank
QC12-JSVJ2BR11-CHP 21 12 6 15 0.2 VB*1108... 1.2 1 QC-12**...
QC16-JSVJ2BR11-CHP 21 16 8 20 0.2 VB*1103... 1.2 2 QC-16*...

Through-coolant head

Torque: Recommended clamping torque: Ibs-ft ("N-m) **RE: Standard corner radius
Please refer to the Tungaloy eCatalog for spare parts.
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QC-JSEGR

TUNGALOY

'ACCELERATED TURNING & THREADING

J-SERIES

Screw-on modular head for back turning

<H
Y
2 -~
Oy )
(1L
=
SR =
3 mm Right hand (R) shown.
LH HF WF OAW Insert Torque Shank
QC12-JSEGR10 0.768 0.472 0.138 0.591 J10ER... 0.89 QC-08*...
QC16-JSEGR10 0.827 0.630 0.217 0.787 J10ER... 0.89 QC-10*...
LH HF WF OAW Insert Torque* Shank
QC12-JSEGR10 19.5 12 315 15 J10ER... 1.2 QC-12*...
QC16-JSEGR10 21 16 5.5 20 J10ER... 1.2 QC-16™...
Torque: Recommended clamping torque: lbs-ft (*N-m)
QC-JSEGR-CHP J=-SERIES
Screw-on modular head for back turning, with high pressure coolant capability
f ‘ @
() i z
< Oy
=
o
<
APMX = 0.118" (3 mm) Right hand (R) shown.
LH HF WF OAW Insert Torque Shank
QC12-JSEGR10-CHP 0.768 0.472 0.138 0.591 J10ER... 0.89 QC-08**...
QC16-JSEGR10-CHP 0.827 0.630 0.217 0.787 J10ER... 0.89 QC-10*...
LH HF WF OAW Insert Torque* Shank
QC12-JSEGR10-CHP 19.5 12 3.5 15 J10ER... 1.2 QC-12*...
QC16-JSEGR10-CHP 21 16 5.5 20 J10ER... 1.2 QC-16*...
Torque: Recommended clamping torque: Ibs-ft (*N-m)
QC16-PTL2NR
Lever-lock modular head with 95° approach angle, for negative 60° triangular inserts
<LH Without offset
A LU
HEN T ="
=l\o3 Oy o\ =1
95°
L
Cutting edge style L2 T Right hand (R) shown.
LH HF WF OAW RE** Insert Torque Shank
QC16-PTL2NR16 0.827 0.630 0.315 0.787 0.016 TN*33... 1.11 QC-10*...
LH HF WF OAW RE** Insert Torque* Shank
QC16-PTL2NR16 21 16 8 20 0.4 TN**1604... 1.5 QC-16*...

Torque*: Recommended clamping torque: N-m (Ibs-ft)
RE**: Standard corner radius
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QC16-PTL2NR-CHP

Lever-lock modular head with 95° approach angle, for negative 60° triangular inserts, with high pressure

coolant capability

- |0

©
95°

Cutting edge style L2

<LH_

OAW
w

Without offset @

Right hand (R) shown.

[ mch T HF WF OAW RE** Insert Torque Shank
QC16-PTL2NR16-CHP 0.827 0.630 0.315 0.787 0.016 TN**33... 1.11 QC-10*...
LH HF WF OAW RE** Insert Torque Shank
QC16-PTL2NR16-CHP 21 16 8 20 0.4 TN**1604... 1.5 QC-16**...
Torque*: Recommended clamping torque: N-m (lbs-ft)
RE**: Standard corner radius
ORCE
QC-JSWL2XR MINIFTURN
Screw-on modular head with 95° approach angle, for WXGU inserts
95° - LH - Without offset
I ;‘
! z v_é\
©, j Oy L ]
—
s
95° =
=
Cutting edge style L2 — Right hand (R) shown.
[ mch T HF WF OAW RE** Insert Torque Shank
QC12-JSWL2XR04 0.768 0.472 0.236 0.591 0.008 WXGU22**L... 0.66 QC-08™...
QC16-JSWL2XR04 0.827 0.630 0.315 0.787 0.008 WXGU22**L... 0.66 QC-10*...
LH HF WF OAW RE** Insert Torque* Shank
QC12-JSWL2XR04 19.5 12 6 15 0.2 WXGUO0403*L... 0.9 QC-12*...
QC16-JSWL2XR04 21 16 8 20 0.2 WGXU0403**L... 0.9 QC-16*...
Use right-hand toolholders (R) with left-hand inserts (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius
ORCE
QC-JSWL2XR-CHP MINIFTURN

Screw-on modular head with 95° approach angle, for WXGU inserts, with high pressure coolant capability

95°
1

—

95°

Cutting edge style L2

s inch
QC12-JSWL2XR04-CHP 0.768
QC16-JSWL2XR04-CHP 0.827

LH
QC12-JSWL2XR04-CHP 19.5
QC16-JSWL2XR04-CHP 21

LH
=
Oy
HF WF OAW RE**
0.472 0.236 0.591 0.008
0.630 0.315 0.787 0.008
HF WF OAW RE**
12 6 15 0.2
16 8 20 0.2

Use right-hand toolholders (R) with left-hand inserts (L).

Through-coolant head

Torque: Recommended clamping torque: Ibs-ft (*N-m)

**RE: Standard corner radius
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Insert
WXGU22**L...
WXGU22**L...

Insert
WXGUO0403**L...
WGXU0403**L...

Without offset @

Right hand (R) shown.

Torque Shank
0.66 QC-08*...
0.66 QC-10*...

Torque* Shank

0.9 QC-12*...
0.9 QC-16™*...



TUNGALOY

'ACCELERATED TURNING & THREADING

ORCE
QC-JSDJ2XR MINIFTURN
Screw-on modular head with 93° approach angle, for DX*U inserts
LH i
. ‘ <, Without offset
<;( ) A‘ |}=||| .
v Oy | IeA[=E
\-‘ e ~ 30° LL“
93° =
+) F o
Cutting edge style J2 Right hand (R) shown.
LH HF WF OAW RE** Insert Torque Shank
QC12-JSDJ2XR07 0.768 0.472 0.236 0.591 0.008 DX*U22**L... 0.66 QC-08**...
QC16-JSDJ2XR07 0.827 0.630 0.315 0.787 0.008 DX*U22**L... 0.66 QC-10*...
LH HF WF OAW RE** Insert Torque* Shank
QC12-JSDJ2XR07 19.5 12 6 15 0.2 DX*U0703*L... 0.9 QC-12*...
QC16-JSDJ2XR07 21 16 8 20 0.2 DX*U0703**L... 0.9 QC-16™...
Use right-hand toolholders (R) with left-hand inserts (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius
FO RCE

QC-JSDJ2XR-CHP MINIFTURN

Screw-on modular head with 93° approach angle, for DX*U inserts, with high pressure coolant capability

93°

Cutting edge style J2

Without offset @

Right hand (R) shown.

LH HF WF OAW RE** Insert Torque Shank
QC12-JSDJ2XR07-CHP 0.768 0.472 0.236 0.724 0.008 DX*U22*L... 0.66 QC-08*...
QC16-JSDJ2XR07-CHP 0.827 0.630 0.315 0.787 0.008 DX*U22*L... 0.66 QC-10*...
LH HF WF OAW RE** Insert Torque* Shank
QC12-JSDJ2XR07-CHP 19.5 12 6 18.4 0.2 DX*U0703**L... 0.9 QC-12*...
QC16-JSDJ2XR07-CHP 21 16 8 20 0.2 DX*U0703*"L... 0.9 QC-16™*...
Use right-hand toolholders (R) with left-hand inserts (L).
Through-coolant head
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius
FO RCE
QC16-JSDNXR MINIFTURN
Screw-on modular head with 62.5° approach angle, for DX*U inserts,
LH
|- >
O) <
© I
SN ©
4 T =
) T
Cutting edge style N — Right hand (R) shown.
LH HF WF OAW RE** Insert Torque* Shank
_ 21 16 6 20 0.2 DX*U0703**L... 0.9 QC-16... (16 mm)
GBS AR (0.827") (0.630") (0.236") (0.787") (0.008") (DX*U 22*L...) (0.66) QC-10X... (0.625")
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QC-JSDNXR-CHP MINIFFURN

Screw-on modular head with 62.5° approach angle, for DX*U inserts, with high pressure coolant capability

j <LH @

62.5°

Cutting edge style N Right hand (R) shown.

[ mch T HF WF OAW RE** Insert Torque Shank

QC12-JSDNXR07-CHP 0.768 0.472 0.236 0.591 0.008 DX*U0703*"L... 0.66 QC-08*...
QC16-JSDNXR07-CHP 0.827 0.630 0.236 0.787 0.008 DX*U22*L... 0.66 QC-10*...
LH HF WF OAW RE** Insert Torque* Shank
QC12-JSDNXR07-CHP 19.5 12 6 15 0.2 DX*U0703*L... 0.9 QC-12*...
QC16-JSDNXR07-CHP 21 16 6 20 0.2 DX*U0703*"L... 0.9 QC-16™"...

Use right-hand toolholders (R) with left-hand inserts (L).
Torque: Recommended clamping torque: Ibs-ft (“N-m)
RE**: Standard corner radius

QC-JSVJ2XR MINIFFU2N

Screw-on modular head with 93° approach angle, for VXGU inserts

Fig. 1 LH Without offset  Fig. 2 <LH Without offset
! =i ! w |
Z EH zl 2 /( ==
1 o167 Y S é
)
- N 50° é - N 50°
93° 93°
1 [
i LIL @]}l:m Right hand Ii—m@] Right hand
Cutting edge style J2 r (R) shown. (R) shown.
[ inch HF WF OAW RE** Insert Torque  Fig. Shank
QC12-JSVJ2XR09 0.768 0.472 0.236 0.591 0.008 VXGU73.5L... 0.66 1 QC-08*...
QC16-JSVJ2XR09 0.827 0.630 0.315 0.787 0.008 VXGU73.5"L... 0.66 2 QC-10*...
LH HF WF OAW RE** Insert Torque* Fig. Shank
QC12-JSVJ2XR09 19.5 12 6 15 0.2 VXGUO9T2*L... 0.9 1 QC-12*...
QC16-JSVJ2XR09 21 16 8 20 0.2 VXGUO9T2*L... 0.9 2 QC-16*...
Use right-hand toolholders (R) with left-hand inserts (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius
ORCE
QC-JSVJ2XR-CHP MINIFTURN
Screw-on modular head with 93° approach angle, for VXGU inserts, with high pressure coolant capability
Fig. 1 LH Wit?fout @ Fig. 2 JLH Witrf1fout
(] 21 offset (] = s offset
< Y . = =y | A
\ S y S ==
- \y50° - N 50°
93° 93°
) \‘ Right hand vl Right hand
Cutting edge style J2 (R) shown. (R) shown.
[ inch T HF WF OAW RE** Insert Torque  Fig. Shank
QC12-JSVJ2XR09-CHP 0.827 0.472 0.236 0.591 0.008 VXGU73.5"L... 0.66 1 QC-08*...
QC16-JSVJ2XR09-CHP 0.827 0.630 0.315 0.787 0.008 VXGU73.5L... 0.66 2 QC-10*...
LH HF WF OAW RE** Insert Torque* Fig. Shank
QC12-JSVJ2XR09-CHP 21 12 6 (5 0.2 VXGUO9T2"L... 0.9 1 QC-12*...
QC16-JSVJ2XR09-CHP 21 16 8 20 0.2 VXGUO9T2*L... 0.9 2 QC-16*...

Use right-hand toolholders (R) with left-hand inserts (L).
Through-coolant head

Torque: Recommended clamping torque: Ibs-ft (“N-m)
**RE: Standard corner radius
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ORCE
QC-JSVVXR-CHP MINIFFU2N
Screw-on modular head with 72.5° approach angle, for VXGU inserts, with high pressure coolant capability
@
J z!
@ g =11
72.5° Y
A =2
Cuttlng edge style \'} Right hand (R) shown.
LH HF WF OAW RE** Insert Torque Shank
QC12-JSVVXR09-CHP 0.827 0.472 0.236 0.591 0.008 VXGUO9T2*L... 0.66 QC-08*...
QC16-JSVVXR09-CHP 0.827 0.630 0.236 0.787 0.008 VXGU73.5"L... 0.66 QC-10*...
LH HF WF OAW RE** Insert Torque Shank
QC12-JSVVXR09-CHP 21 12 6 15 0.2 VXGUO9T2"L... 0.9 QC-12*...
QC16-JSVVXR09-CHP 21 16 6 20 0.2 VXGUO9T2*L... 0.9 QC-16*...

Use right-hand toolholders (R) with left-hand inserts (L).
Torque*: Recommended clamping torque: N-m (Ibs-ft)
RE**: Standard corner radius

QC16-JSVVXR MINIFTURN
Screw-on modular head with 72.5° approach angle, for VXGU inserts
J LH
; ‘ Lgl_ W
©) < y 6
72.5° Oy
Lo
| A=
Cutting edge style V 7' Right hand (R) shown.
LH HF WF OAW RE** Insert Torque* Shank
21 16 6 20 0.2 VXGUOIT2*L... 0.9 QC-16... (16 mm)
e (0.827") (0.630") (0.236") (0.787") (0.008"  (XGU735"L.)  (0.66)  QC-10X..(0.625")
QC12-JTTER/L-CHP TUNGCUT

Modular head for external grooving and parting, with high pressure coolant capability

Right-hand JLH Left-hand Jip ”QD

%‘;% el A=

Oy e
-~ cuTtDiA
\ W/ N’y
i [TI /0 ===
@ T - /://::;:— ”””
L] =

BT Hand  Seatszemm) CUTDIA  LH HF WF Insert  Torque  Shank
QC12-JTTER1.2D20-CHP 0.047 R 0.9 0.787 0.866 0.472 0.236 DGS... 1.1 QC-08...
QC12-JTTEL1.2D20-CHP 0.047 L 0.9 0.787 0.866 0.472 0.354 DGS... 1.1 QC-08...
QC12-JTTER1.4D20-CHP 0.055 R 1 0.787 0.866 0.472 0.236 DGS... 1.1 QC-08...
QC12-JTTEL1.4D20-CHP 0.055 L 1 0.787 0.866 0.472 0.354 DGS... 1.1 QC-08...
QC12-JTTER2D20-CHP 0.079 R 2 0.787 0.866 0.472 0.236 DGS... 1.1 QC-08...
QC12-JTTEL2D20-CHP 0.079 L 2 0.787 0.866 0.472 0.354 DGS... 1.1 QC-08...
TN Hand  SeatSize CUTDIA  LH HF WF Insert  Torque* Shank
QC12-JTTER1.2D20-CHP 1.2 R 0.9 20 22 12 6/9 DGS... 1.5 QC-12...
QC12-JTTEL1.2D20-CHP 1.2 L 0.9 20 22 12 6/9 DGS... 1.5 QC-12...
QC12-JTTER1.4D20-CHP 1.4 R 1 20 22 12 6/9 DGS... 1.5 QC-12...
QC12-JTTEL1.4D20-CHP 1.4 L 1 20 22 12 6/9 DGS... 1.5 QC-12...
QC12-JTTER2D20-CHP 2 R 2 20 22 12 6/9 DGS... 1.5 QC-12...
QC12-JTTEL2D20-CHP 2 L 2 20 22 12 6/9 DGS... 1.5 QC-12...

Torque: Recommended clamping torque: Ibs-ft (*N-m)
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QC16-JCTER/L-CHP TUNGCUT

Modular head for external grooving and parting, with high pressure coolant capability

Right-hand . Left-hand ) HL <HL UH*
25 @
.
Hand Seatsize(nm) CUTDIA LH HF WF Insert Torque Shank
QC16-JCTER1.2D20-CHP 0.047 R 0.9 0.787 0.965 0.630 0.315 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTEL1.2D20-CHP 0.047 L 0.9 0.787 0.965 0.630 0.472 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTER1.4D20-CHP 0.055 R 1 0.787 0.965 0.630 0.315 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTEL1.4D20-CHP 0.055 L 1 0.787 0.965 0.630 0.472 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTER2D20-CHP 0.079 R 2 0.787 0.965 0.630 0.315 DG...,, DTM, SG... 2.21 QC-10...
QC16-JCTEL2D20-CHP 0.079 L 2 0.787 0.965  0.630 0.472  DG..., DTM, SG... 2.21 QC-10...
QC16-JCTER2D26-CHP 0.079 R 2 1.024 0.965 0.630 0.315 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTEL2D26-CHP 0.079 L 2 1.024 0.965 0.630 0.472 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTER2D32-CHP 0.079 R 2 1.260 0.965 0.630 0.315 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTEL2D32-CHP 0.079 L 2 1.260 0.965 0.630 0.472 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTER3D26-CHP 0.118 R 3 1.024 0.965 0.630 0.315 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTEL3D26-CHP 0.118 L 3 1.024 0.965 0.630 0.472 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTER3D32-CHP 0.118 R 8 1.260 0.965 0.630 0.315 DG..., DTM, SG... 2.21 QC-10...
QC16-JCTEL3D32-CHP 0.118 L 3 1.260 0.965 0.630 0.472 DG..., DTM, SG... 2.21 QC-10...
PET Hand Seatsize CUTDIA LH HF WP Insert Torque*  Shank
QC16-JCTER1.2D20-CHP 1.2 R 0.9 20 24.5 16 8 DG..., DTM, SG... 3 QC-16...
QC16-JCTEL1.2D20-CHP 1.2 L 0.9 20 245 16 12 DG..., DTM, SG... 3 QC-16...
QC16-JCTER1.4D20-CHP 1.4 R 1 20 24.5 16 8 DG..., DTM, SG... 8 QC-16...
QC16-JCTEL1.4D20-CHP 1.4 L 1 20 24.5 16 12 DG..., DTM, SG... 3 QC-16...
QC16-JCTER2D20-CHP 2 R 2 20 24.5 16 8 DG..., DTM, SG... 3 QC-16...
QC16-JCTEL2D20-CHP 2 L 2 20 24.5 16 12 DG...,, DTM, SG... 3 QC-16...
QC16-JCTER2D26-CHP 2 R 2 26 24.5 16 8 DG..., DTM, SG... 3 QC-16...
QC16-JCTEL2D26-CHP 2 L 2 26 245 16 12 DG..., DTM, SG... 3 QC-16...
QC16-JCTER2D32-CHP 2 R 2 32 24.5 16 8 DG..., DTM, SG... 3 QC-16...
QC16-JCTEL2D32-CHP 2 L 2 32 24.5 16 12 DG..., DTM, SG... 3 QC-16...
QC16-JCTER3D26-CHP 3 R 3 26 245 16 8 DG..., DTM, SG... 3 QC-16...
QC16-JCTEL3D26-CHP 8 L 3 26 24.5 16 12 DG..., DTM, SG... 3 QC-16...
QC16-JCTER3D32-CHP 3 R 3 32 24.5 16 8 DG..., DTM, SG... 3 QC-16...
QC16-JCTEL3D32-CHP 3 L 3 32 245 16 12 DG..., DTM, SG... 3 QC-16...
Torque: Recommended clamping torque: Ibs-ft (*N-m)
| I~ I |
QC12-STCR/L TETRAMCEUT

Modular head for external grooving and threading

; m}%dm A [éé %%

1 L —]

Zx Zx
=5l - LH LH
| i o | i
9
T Lfi () 5 5 £
| £ y 8
= £ z
Fig.1 A HBL, 2 Fig.2 \ %
[ Inch  CWN cwx LH HF HBH  HBL WF Insert  Torque  Fig.  Shank
QC12-STCR18 0013 0118 0768 0472 0154 0705 0236  TC'18R. 0.89 1 QC-08...
QC12-STCL18 0.013 0.118 0.827 0.472 0.154 0.720 0.354 TC*18L... 0.89 2 QC-08...
CWN CWX LH HF HBH HBL WF Insert Torque* Fig. Shank
QC12-STCR18 0.33 3 195 12 3.9 17.9 6 TC*18R... 12 1 Qc-12...
QC12-STCL18 0.33 3 21 12 3.9 18.3 9 TC*18L... 1.2 2 QC-12...

The right hand insert (R) is used for the right hand toolholder (R).
The left hand insert (L) is used for the right hand toolholder (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)

Left-hand insert
TCH8L....
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QC-STCR/L-CHP TETRAMCUT

Modular head for external grooving and threading, with high pressure coolant capability

o 1s H@W

Turning I

| 3 |

@ 5 i IC:
< i 5}
W e
' g o
Fig.1 2 Fig.2 @
[ Inch  CWN cwx LH HF HBH  HBL WF Insert  Torque Fig.  Shank
QC12-STCR18-CHP 0013 0118 0768 0472 0165 0760 0236  TC'18R. 0.89 1 QC-08...
QC12-STCL18-CHP 0.013 0.118 0.472 0.472 0.165 0.760 0.354 TC*18L... 0.89 2 QC-08...
QC16-STCR18-CHP 0.013 0.118 0.827 0.630 0.315 TC*18R... 0.89 1 QC-10...
QC16-STCL18-CHP 0.013 0.118 0.827 0.630 0.512 TC*18L... 0.89 2 QC-10...
CWN CWX LH HF HBH HBL WF Insert Torque* Fig. Shank

QC12-STCR18-CHP 0.33 3 195 12 42 19.3 6 TC*18R... 12 1 Qc-12..
QC12-STCL18-CHP 0.33 3 21 12 4.2 19.3 9 TC*18L... 1.2 2 QC-12...
QC16-STCR18-CHP 0.33 3 21 16 8 TC*18R... 1.2 1 QC-16...
QC16-STCL18-CHP 0.33 3 21 16 13 TC*18L... 1.2 2 QC-16...

The right hand insert (R) is used for the right hand toolholder (R).

The left-hand insert (L) is used for the left-hand toolholder (L).

Through-coolant head i .
Torque: Recommended clamping torque: lbs-ft (*N-m) Right-hand insert
Please refer to the Tungaloy eCatalog for spare parts. TC*‘] 8R .

Left-hand insert
TCH8L...,

QC12-JSCL2CR-Y S~ SERIES

Screw-on Y-axis turning modular head with 95° approach angle, for positive 80° rhombic inserts

95 '/V LB Without offset )5
L
, ®

L t [aV]
IS
L= RE N
Q/g‘so “BE pisTX [« tH ]
[T —
=5
Cutting edge style L2 Right hand (R) shown.
[ inch T HF WF LB H2  DISTX RE* Insert Torque  Shank
QC12-JSCL2CR09-Y 0.768 0 0.236 0.780 0.732 0.012 0.008 CC*T32.50.5... 0.89 QC-08...
LH HF WF LB H2 DISTX RE** Insert Torque* Shank
QC12-JSCL2CR09-Y 19.5 0 6 19.8 18.6 0.3 0.2 CC*09T3... 1.2 QcC-12...

Torque: Recommended clamping torque: Ibs-ft ("N-m)
**RE: Standard corner radius
Please refer to the Tungaloy eCatalog for spare parts.
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MODUMTURN

QC-JSCL2CR-Y-CHP

J-SERIES

Screw-on Y-axis turning modular head with 95° approach angle, for positive 80° rhombic inserts, with high

Without offset )@ @

pressure coolant capability

95°

Cutting edge style L2

O ke wF
0

QC12-JSCL2CR09-Y-CHP 0.768

QC16-JSCL2CR09-Y-CHP 0.827 0
LH HF

QC12-JSCL2CR09-Y-CHP 19.5 0

QC16-JSCL2CR09-Y-CHP 21 0

Through-coolant head
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius

QC12-JSDJ2CR-Y

WF
0.236
0.315

WF

LB
0.780
0.839

LB
19.8
213

DISTX

LB

e =

T i T

Li _u,):klj ¥
N H ]
Bill=="

L P

ET K,

H2 DISTX  RE*
0732 0012  0.008
0.630 0.012 0.008

H2 DISTX  RE*
18.6 0.3 0.2

16 0.3 02

Insert

CC*T32.50.5...
CC*TT325...

Insert

CC*™09T3...
CC™09T8...

Right hand (R) shown.

Torque Shank

0.89 QC-08...

0.89 QC-10...

Torque* Shank

1.2 QC-12...

1.2 QC-16...
J-SERIES

Screw-on Y-axis turning modular head with 93° approach angle, for positive 55° rhombic inserts

3007 (1 :/‘
9 o

Cutting edge style J2

DI o HF WF LB
QC12-JSDJ2CR11-Y 0.768 0 0236 0780

DU W WF WF LB
QC12-JSDJ2CR11-Y 195 0 6 19.8

Torque: Recommended clamping torque: Ibs-ft (*N-m)

**RE: Standard corner radius

QC-JSDJ2CR-Y-CHP

LB,
I
(V]
Ll =
— v
=
A
=
H2 DISTX RE** Insert
0.736 0.012 0.008  DC*T32.50.5...
H2 DISTX RE** Insert
18.7 0.3 0.2 DC*11T3...

Without offset )@

Right hand (R) shown.

Torque Shank
0.89 QC-08...
Torque* Shank
1.2 QC-12...
J-SERIES

Screw-on Y-axis turning modular head with 93° approach angle, for positive 55° rhombic inserts, with high
pressure coolant capability

lo

30° 7

9 o

Cutting edge style J2

LH HF
QC12-JSDJ2CR11-Y-CHP 0.768 0
QC16-JSDJ2CR11-Y-CHP 0.827 0

LH HF
QC12-JSDJ2CR11-Y-CHP 19.5 0
QC16-JSDJ2CR11-Y-CHP 21 0

Through-coolant head

Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius

Please refer to the Tungaloy eCatalog for spare parts.
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WF
0.236
0.315

WF
6
8

LB
0.780
0.839

LB
19.8
213

0.736
0.736

H2
18.7
18.7

DISTX
0.012
0.012

DISTX

0.3
0.3

RE**
0.008
0.008

RE**
0.2
0.2

Without offset )@ @

Insert
DC**32.5...
DC*32.5...

Insert
DC*11T3...
DC*11T3...

Right hand (R) shown.

Torque
0.89
0.89

Torque*
1.2
1.2

Shank
QC-08...
QC-10...

Shank
QC-12...
QC-16...



QC12-JSDJ2XR-Y

TUNGALOY

'ACCELERATED TURNING & THREADING

MINIFFURN

Screw-on Y-axis turning modular head with 93° approach angle, for DXGU inserts

4

'

300 7 =
9 o

Cutting edge style J2

LH HF WF LB
QC12-JSDJ2XR07-Y 0.768 0 0.236 0.878

LH HF WF LB
QC12-JSDJ2XR07-Y 19.5 0 6 22.3

Use right-hand toolholders (R) with left-hand inserts (L).
Torque: Recommended clamping torque: lbs-ft (*N-m)
**RE: Standard corner radius

Please refer to the Tungaloy eCatalog for spare parts.

QC-JSDJ2XR-Y-CHP

LB . ) Without offset )5
L i (\1‘ -
IJF o o
,M» Y
N 1H
DISTX | |=
—] i
0
L Y
= — Right hand (R) shown.
H2 DISTX RE** Insert Torque Shank
0.492 0.110 0.008 DXGU220.5L... 0.66 QC-08...
H2 DISTX RE** Insert Torque* Shank
12,5 2.8 0.2 DXGU0703**L... 0.9 QC-12...
ORCE
MINIFTURN

Screw-on Y-axis turning modular head with 93° approach angle, for DXGU inserts, with high pressure

coolant capability

! B
30! L /_y L
03°

Cutting edge style J2

LH HF WF LB
QC12-JSDJ2XR07-Y-CHP 0.768 0 0.236 0.878
QC16-JSDJ2XR09-Y-CHP 0.827 0 0.315 0.937

LH HF WF LB
QC12-JSDJ2XR07-Y-CHP 19.5 0 6 22.3
QC16-JSDJ2XR09-Y-CHP 21 23.8

Use right-hand toolholders (R) with left-hand inserts (L).
Through-coolant head

Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius

QC12-JSWL2XR-Y

LB

‘ Without offset )g @

DISTXA

H2 DISTX
0.492 0.110
0.630 0.110

H2 DISTX

12.5 2.8

16 2.8

Al
T
Right hand (R) shown.
RE** Insert Torque Shank
0.008 DXGU220.5L... 0.66 QC-08...
0.008 DXG*U22**L... 0.89 QC-10...
RE** Insert Torque*  Shank
0.2 DXGUO0703**L... 0.9 QC-12...
0.2 DXG*0703**L... 1.2 QC-16...
MINIFFTURN

Screw-on Y-axis turning modular head with 95° approach angle,

%:/T r‘

7\

<@
= RE

95°
Cutting edge style L2

LH HF WF LB
QC12-JSWL2XR04-Y 0.768 0 0236 0878
LH HF WF LB
QC12-JSWL2XR04-Y 19.5 0 6 223

Use right-hand toolholders (R) with left-hand inserts (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius

ag

lb:L
<LH

v
i

DISTX
utC
s
H2  DISTX

0.472 0.110

H2  DISTX
12 2.8

for WXGU inserts

Without offset )5

%A
AJ
Right hand (R) shown.
RE** Insert Torque Shank
0.008 WXGU220.5L... 0.66 QC-08...
RE** Insert Torque* Shank
0.2 WXGUO0403*L... 0.9 QcC-12...
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MODUMTURN

QC-JSWL2XR-Y-CHP MINIFFU=2N

Screw-on Y-axis turning modular head with 95° approach angle, for WXGU inserts, with high pressure

coolant capability
< LB Without offset >H
= i —p, ol )= @

A T A== &y
=) Ty
RE
= pisTx | = -
95°
| JETTTE
Cutting edge style L2 = Right hand (R) shown.
[ e T HF WF LB H2  DISTX RE* Insert Torque  Shank
QC12-JSWL2XR04-Y-CHP 0.768 0 0.236 0.878 0.472 0.110 0.008 WXGU220.5L... 0.66 QC-08...
QC16-JSWL2XR04-Y-CHP 0.827 0 0.315 0.937 0.630 0.110 0.008 WXGU22**L... 0.66 QC-10...
LH HF WF LB H2 DISTX RE** Insert Torque* Shank

QC12-JSWL2XR04-Y-CHP 19.5 0 6 22.3 12 2.8 0.2 WXGUO0403**L... 0.9 QC-12...
QC16-JSWL2XR04-Y-CHP 21 0 23.8 16 2.8 0.2 WXGUO0403*L... 0.9 QC-16...
Use right-hand toolholders (R) with left-hand inserts (L).
Through-coolant head
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius

QC16-PTL2NR-Y-CHP J-SERIES

Lever-lock Y-axis turning modular head with 95° approach angle, for negative 60° triangular inserts, with

high pressure coolant capability
< LB . Without offset
( [TH === (\I‘ )é‘ @

=T IL
&::\/‘_'/‘ DlSTXt - LH ~l
95° o

Cutting edge style L2

=
|l!!!
H

Right hand (R) shown.

LH HF WF LB H2 DISTX RE** Insert Torque* Shank

21 8 23.8 18.7 2.8 0.4 TN**1604... 1.5 QC-16... (16 mm)

ECE PR Al (0.827") g (0.315")  (0.937")  (0.736")  (0.110")  (0.016")  (TN**33..) (1.11)  QC-10X... (0.625")
| I . B |

QC12-STCR/L-Y TET2AMCEUT

Y-axis turning modular head for external grooving and threading

T i
S > : @
1 I ' V O
i CWN- A (i [ -
LL T _c(? I.I.# %
= Z = T
Fig.1 £ Fig.2 = S
Inch CWN CWX WF LB H2 DISTX Insert Torque Fig. Shank
QC12-STCR18-Y 0.013 0.118 0.768 0 0.236 1.024 0.732 0.256 TC*18R... 0.89 1 QC-08...
QC12-STCL18-Y 0.013 0.118 0.768 0 0.354 1.024 0.732 0.256 TC*18L... 0.89 2 QC-08...
CWN CWX LH HF WF LB H2 DISTX Insert Torque* Fig. Shank
QC12-STCR18-Y 0.33 3 19.5 0 6 26 18.6 6.5 TC*18R... 1.2 1 QC-12...
QC12-STCL18-Y 0.33 3 19.5 0 9 26 18.6 6.5 TC*18L... 1.2 2 QC-12...
The right hand insert (R) is used for the right hand toolholder (R).
Torque: Recommended clamping torque: Ibs-ft (*N-m) . . .
Right-hand insert Left-hand insert
TC*18R... TC8L... 4
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QC-STCR/L-Y-CHP

'ACCELERATED TURNING & THREADING

TETRAMCUT

Y-axis turning modular head for external grooving and threading, with high pressure coolant capability

;

| ____lmch ____ CWN CWX

QC12-STCR18-Y-CHP
QC12-STCL18-Y-CHP
QC16-STCR18-Y-CHP
QC16-STCL18-Y-CHP

QC12-STCR18-Y-CHP
QC12-STCL18-Y-CHP
QC16-STCR18-Y-CHP
QC16-STCL18-Y-CHP

0.013
0.013
0.013
0.013

CWN

0.33
0.33
0.33
0.33

0.118
0.118
0.125
0.125

CWX

3
3
3
3

E

CWN-
CwX

LH HF
0.768 0
0.768 0
0.827 0
0.827 0

LH HF
19.5 0
19.5 0
21 0
21 0

The right hand insert (R) is used for the right hand toolholder (R).

Through-coolant head

Torque: Recommended clamping torque: Ibs-ft (*N-m)
Please refer to the Tungaloy eCatalog for spare parts.

Bl SHANKS

QC-08, QC-1212

LB

A

T NOY = =

| P '
pisTx+| |«H

Right-hand insert
TC*18R... ®

27.5
27.5

H2
0.732
0.732
0.732
0.732

H2
18.6
18.6
18.6
18.6

DISTX
0.256
0.256
0.256
0.256

DISTX
6.5
6.5
6.5
6.5

Insert

TC*18R...
TC*18L...
TC*18R...
TC*18L...

Insert

TC*18R...
TC*18L...
TC*18R...
TC*18L...

Left-hand insert
TC*8L...,

¥oikd-
>

Right hand (R) shown.

Torque Shank
0.89 QC-08...
0.89 QC-08...
0.89 QC-10...
0.89 QC-10...

Torque* Shank

1.2 QC-12...
1.2 QC-12...
1.2 QC-16...
1.2 QC-16...

Shank for Interchangeable Heads (All metric heads are compatible with the inch shanks)

QC-08F
QC-08X

QC-1212F
QC-1212X

0.500
0.500

H
12
12

Torque: Recommended clamping torque: Ibs-ft (*N-m)

- LF -
5 |
(@]

d e

B LF
0.500 2.559
0.500 3.937

B LF

12 65

12 100

al e

OAW
0.591
0.591
OAW

15
15

Torque
2.21
2.21

Torque*
3
3

Head
QcC12...
QcC12...

Head
QC12...
QCi12...
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MODUMTURN

QC-08/10-CHP, QC-1212/1616-CHP

Shank for modular heads, with high pressure coolant capability

LF LF @
- (i T - - >
= 0 —— T 1 =L — —
< | [ ) (]! jm < i 1] Y ¢ il ‘mi
o! _ L &f* L__ Y (@) o — T L__
5/16"-24UNF 5/16"-24UNF
i
T
. Y .
Fig.1 Fig.2
H B LF OAW Torque Fig. Head
QC-08F-CHP 0.500 0.500 2.559 0.591 2.21 1 Qc12...
QC-08X-CHP 0.500 0.500 3.937 0.591 2.21 2 Qc12...
QC-10X-CHP™ 0.625 0.625 3.897 0.787 6.27 2 QC16...
H B LF OAW Torque* Fig. Head
QC-1212F-CHP 12 12 65 15 3 1 QcC12...
QC-1212X-CHP 12 12 100 15 3 2 Qc12...
QC-1616X-CHP 16 16 99 20 8.5 2 QC16...
(1) Compatible to the direct internal coolant supply system without the use of external coolant hose.
Through-coolant shank
Torque: Recommended clamping torque: lbs-ft (*N-m)
Please refer to the Tungaloy eCatalog for spare parts.
QC-08/10-F10-CHP and QC-1216/1620-F15-CHP
Stepped-head shank for modular heads, with high pressure coolant capability
- LF _ ) LF
HBKL _ - HBKL — @
‘ Y’ﬂL ‘ l’ﬂL
= = z| 5
3 = — 7 5 = s Y 1!
vyl T A vy | o Sy
5/16"-24UNF 5/16"-24UNF
Figa Do i O] Fige Do G (o]}
H B LF WF HBKL OAW Torque Fig Head
QC-08F-F10-CHP 0.500 0.625 2.590 0.861 0.980 1.220 2.21 1 Qc12...
QC-08X-F10-CHP 0.500 0.625 3.940 0.861 0.980 1.220 2.21 2 Qc12...
QC-10X-F10-CHP 0.625 0.750 3.897 0.940 1.181 1.413 6.27 2 QC16...
H B LF WF HBKL OAW Torque* Fig. Head
QC-1216F-F15-CHP 12 16 65 21 25 30 3 1 QcC12...
QC-1216X-F15-CHP 12 16 100 21 25 30 3 2 Qc12...
QC-1620X-F15-CHP 16 20 99 23 30 35 8.5 2 QC16...

(1) Compatible to the direct internal coolant supply system without the use of external coolant hose.

Through-coolant shank

Torque: Recommended clamping torque: Ibs-ft (N-m)
Please refer to the Tungaloy eCatalog for spare parts.
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'ACCELERATED TURNING & THREADING

Il ACCESSORIES

QC-D28EXC

Modular head holder for insert change

N -~

Turning I

BD LB H B Head
QC-12D28EXC 28 80 25 25 QC08... QC-12...
QC-16D28EXC 28 80 25 25 QC10...,, QC-16...

Note: This is a dedicated modular-head holder designed to facilitate insert changes. Do not use this holder for machining as it may cause damages to tool, workpiece,
machine, and possible human injury.

ModuMini-Turn modular heads are small. When
it is difficult to change inserts while holding the
modular head with fingers, use the dedicated
holder to facilitate insert changes.

QC-STOPPER
Protective plug for shank
0.315" (8 mm) 0.236"(6 mm)
] e [
>~ g ~
0.457" L 2 )
(11.6 mm) :T
v 5 -
0.894" (22.7 mm) @ ‘ 1.031"(26.2 mm)
Fig.1 Fig.2
Designation Shank Fig.
QC12-STOPPER QC-08..., QC-12... 1
QC16-STOPPER QC-10..., QC-16... 2

Please refer to the Tungaloy eCatalog for spare parts.

The cutting head located in the feed direction of
the Y-axis tool can be removed to make room
for machining larger-sized barstock. If this is the
case, attach the plug to the shank to protect the
coupling surface from chips, as well as prevent
coolant leakage during machining.
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A XIS

ADD 'TURN
" External tuning |

Y-AXIS TURNING TOOL WITH PSC
CONNECTION FOR MULTITASKING
MACHINES

ADD high productivity combined with multiple processes & tools into
a single operation

 — )

FECEOOETEreceeceeeceeret

98 | NEW PRODUCTS



ACCELERATED TURNING & THREADING

~F

Gy

- The cutting force vector is directed in the - Y-Prism's safe lock design has a rail on
longitudinal axis of the tool, resulting in the toolholder and matching slot on the
higher stability and minimized vibration. insert for tight interlocking and secure

- No chip entanglements, chips are clamping.

directed down and away from the - |deal for front turning and back turning.
workpiece and toolholder.

- High rigidity design PSC tool body
and through-coolant supply for tool life

stability.
Lineup
Insert Cutter body
- 3C-TCMT - C6STECN-Y-CHP: Screw-on Y-axis
3-edged insert turning toolholder with TungCap
APMX = 0.020" connection, for positive triangular inserts.
- 3C-TCMT
2-edged insert - C6STECN-Y-CHP: Screw-on Y-axis
APMX = 0.020" turning toolholder with TungCap

Chipbreaker connection, for 55° rhombic inserts

- ZF type:

- TN type:

Grades Scan this QR code

- T9215: Well-balanced wear and chipping to find out more
resistance. First choice for steel. about this toolt
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A XIS

ADD "TURN

ADD high productivity combined with multiple processes &
tools into a single operation

Innovative Y-axis tools provides: High productivity, rigidity, accuracy, accessibility

B Y-axis machining benefits

- The cutting force vector is directed in the longitudinal axis of the tool, resulting in higher stability and
minimized vibration
- No chip entanglements, chips are directed down and away from the workpiece and toolholder

Conventional X-axis feed

Cutting | 2
force

=<

B PSC Y-axis tool for multitasking machines

- High rigidity design PSC tool body and
through-coolant supply for tool life stability

B —

2D-DCMT —
ZF chipbreaker 3C-TCMT

TM chipbreaker

profiling operation T-type for medium
cutting operation

D-type for finishing and
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' ACCELERATED TURNING & THREADING

B Y-axis tooling concept providing small entry angle for high productivity

T-type : Max feed rate 2 mm/rev D-type : Max feed rate 1.2 mm/rev

Turning I

High feed back turning

H Tooling image of Y-axis orientation and applying high feed back turning

Medium cutting

High feed
back turning High feed
back turning

3C-TCMT

Insert: 3C-TCMT29X608-TM
(Single-sided, 3 corners)

- Thanks to its high-feed geometry, AddY-axisTurn insert provides high productivity
- Y-axis tool orientation allows both sides of the cutting edge to be used, providing stable and long tool life

Finishing - Profiling

High feed
back turning

High feed
back turning

2D-DCMT

Insert: 2D-DCMT13T404-ZF
(Single-sided, 2 corners)

- AddY-axisTurn allows a precision workpiece completion with a single tool setup
- No interference with the tailstock
- Eliminates chip entanglement, promoting fully automated manufacturing
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A XIS

ADD TURN
I Y=PRISM Secure insert clamping system

- Y-PRISM'’s safe lock design has a rail on the toolholder and matching slot on the insert for tight
interlocking and secure clamping.

- Prevents the cutting forces from affecting the insert position in any direction and ensures high stability.

Y-rPrRISM

I GRADE
Recommended
Grade workpiece material Feature
PREMIUMTEC - Well-balanced wear and chipping resistance
TOoRIS . M . - First choice for steel
- High versatility for a wide range of applications

I STANDARD CUTTING CONDITIONS

Cutting speed

ISO Operation Chipbreaker Grade
Ve (m/min)
Finishing ZF T9215 150 - 400
. Medium to
heavy cutting ™ T9215 150 - 400
Finishing ZF T9215 100 - 250
M Medium to
heavy cutting ™ T9215 100 - 250
Finishing ZF T9215 140 - 500
. S (2 ™ T9215 140 - 500

heavy cutting
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ACCELERATED TURNING & THREADING

I Application ranges according to tool angle orientations

3C -TC MT Note: When entering the cut, feed the tool at f < 0.2 mm/rev or use roll-in approach.
KAPR
91°-105° D.0.C. (mm)
KAPR 0.5 ‘ 1 ‘ 1.5 ‘ 2 3 ‘ 4
15° - 29° Max. Front turning 0.6 0.5
feed rate -
(mm/rev) Back turning 2 ‘ 1.8 ‘ 1.4 0.8 ‘ 0.6
D.O.C. (mm)
0.5 ‘ 1 ‘ 1.5 ‘ 2 ‘ 3 ‘ 4
Max. Front turning 0.6
feed rate -
Front turning Back turning (mm/rev) Back turning 2 ‘ 1.6 ‘ 14 ‘ 08 ‘ 0.6
D.O.C. (mm)
0.5 ‘ 1 ‘ 1.5 ‘ 2 ‘ 3 ‘ 4
Max. Front turning 0.6
feed rate -
Front turning Back turning (mm/rev) Back turning 0.6
2D- DC MT Note: When entering the cut, feed the tool at f < 0.2 mm/rev or use roll-in approach.
KAPR
93° - 107.5°
D.O.C. (mm)
KAPR 0.5 1 1.5 2 2.5
o o
17.5° - 32 Max. Front turning 0.3
feed rate -
(mm/rev) Back turning 1.2 ‘ 0.3 ‘ (0.3)*
Front turning Back turning
*In back turning KAPR = 17.5°, D.O.C. = 2.5 mm is not applicable
D.O.C. = 2.5 mm is applicable from KAPR = 25°
D.O.C. (mm)
@ 0.5 ‘ 1 ‘ 1.5 ‘ 2 ‘ 25
Max. Front turning 0.3
e — feed rate -
Front turning Back turning (mm/rev) Back turning 1.2 ‘ 1 ‘ 0.3
D.O.C. (mm)
0.5 ‘ 1 ‘ 1.5 ‘ 2 ‘ 2.5
Max. Front turning 0.3
e —) feed rate -
Front turning Back turning (mm/rev) Back turning 0.3
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A XIS

ADD "TURN

B CUTTER

C6STECN-Y-CHP

Screw-on Y-axis turning toolholder with TungCap connection, for positive triangular inserts

i i

(=Yl
MY

EIE

|
i
|
|
|
|
|
|
HL
‘ T
((\}_“
/C 3
DCONMS

T ss DCONMS LF L1 L2 RE Insert Torque

CB6STECN00125-29-Y-CHP C6 2.480 4.921 0.236 0.925 0.0315 3C-TCMT29XC... 3.688

Bl INSERT

3C-TCMT-TM

-5t
Bl stee! *
M Stainless DA
- Cast iron DA
- Non-ferrous
- Superalloy Y : First choice
H Hard materials Y% : Second choice
Coated
Designation RE 0 IC | S | D1
(2}
(o2}
l—
3C-TCMT29X608-TM 0.0315| @ 0.630(0.242 | 0.217

@ : Lineup
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B CUTTER

C6SDNCN-Y-CHP

ACCELERATED TURNING & THREADING

DR ss

C6SDNCN00125-29-Y-CHP Cé

Bl INSERT

2D-DCMT-ZF

LF _
L (775
= [%)
| e
T T s
S 8
s
DCONMS LF
2.480 4.921

-

[aYll=

MY

EIE

RE Insert
2D-DCMT13T...

0.0157

Bl stee! *
M Stainless DA
- Cast iron DA
- Non-ferrous
- Superalloy Y : First choice
H Hard materials Y% : Second choice
Coated
Designation RE 0 IC | S | D1
(2}
(o2}
|_
2D-DCMT13T404-ZF 0.0157| @ 0.433|0.203 | 0.173

Screw-on Y-axis turning toolholder with TungCap connection, for positive 55 degree rhombic inserts

=@

Torque
3.688

@ : Lineup
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ULTI

ADDMTURN

\ Front Turning, Back Turning, Profiling, Face Turning }

6 CORNER INSERTS FOR HIGH
VERSATILITY, ECONOMY, AND
PRODUCTIVITY

ADD innovative geometry for machining with high productivity and
Process security
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- Two types of corner and cutting edge
angles for versatile applications.

Lineup

Insert

- 6C-TOMG

6-edged insert with 80° corner angle
APMX = 0.098"

- 6V-TOMG

6-edged insert with 35° corner angle
APMX = 0.059"

Chipbreaker
- TM type:
- TSF type:

ACCELERATED TURNING & THREADING

Grades

- T9215: Well-balanced wear and chipping
resistance. First choice for steel.

- T9225: Well-balanced wear and chipping
resistance. First choice for steel.

- AH8015: Well-balanced wear and chipping
resistance. First choice for steel.

Holder

- ATXORY/L: Double-clamp toolholder
with 95° and 117.5° approach angle, for
negative 80° and 35° triangular inserts.

Scan this QR code
to find out more
about this tool!
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LTI

ADDMTURN

Innovative geometry for machining with high
productivity and process security

| Two types of corner and cutting edge angles for versatile applications

Double-sided 6-corner insert with 80° or 35° corner angle

- Back (pull) turning: High feed designed cutting edge improves productivity about 200% higher than
existing ISO tools with no need for special programming.
- Front (push) turning: Same machining process is available using the same cutting edge angle as standard
ISO tools.

C 6C-TOMG ) C 6V-TOMG )

= Front turning

= Front turning

mm Back turning mm Back turning

Front

Back
turning

f Back
turning

Front
turning

turning

Undercutting

I APPLICATION RANGE

Corner angle 80° + TM chipbreaker

0.100

—_—
o 6 corers
ISO I1SO :
ACNMG type, EVNMG type, 1 1 7 50 !
Cutting edge Cutting edge - '
style style Q@ :

Corner angle 35° + TSF chipbreaker

0.100

| (RO.8)

—~ 0.080 . 0.080 |---——-Front turning--——--+-————— 4

E S

Q i aQ

S 0060 ; S 0060 |y ]

3 . 3

o i o |

5 1 5 ing-

= 0.040 : = 0.040 ack turning R

aQ ! Q !

: 1 8 | ‘

2 0.020 L) s 0.020 T~

FronttIning  Back turning D

0
0

0.010 0.157 0.024 0.030 0.040 0.050

Feed: f (ipr)

108 | NEW PRODUCTS

0
0

0.010 0.157 0.024 0.030 0.040 0.050

Feed: f (ipr)



' ACCELERATED TURNING & THREADING

I Y=PRISM safe lock design has a rail on the shim and matching
slot on the insert for tight interlocking and secure clamping.

Y=-rrRISM

Prevents the cutting forces from affecting

the tool position in any direction and ensures

high stability

6C-TOMG**-TM

Turning I

6V-TOMG**-TSF

Both inserts are interchangeable on the same

toolholder

I Clamp rigidity - cutting point displacements after machining
(Back turning — Front turning)

Y-PRISM achieved high accuracy cutting edge

position compared with competitors' tools!!

0.0016

X (in)

Number of measurement

Odd cycles: for back turning
Even cycles: for front turning

Number of measurement

<~ -
[
[

Insert : 6C-TOMG*™*-TM T9225
Workpiece material : 1045

Cutting speed : Vc =820 sfm
B Back turning
Feed :f=0.039 ipr
Depth of cut : ap = 0.039"
B Front turning
Feed :f=0.016 ipr
Depth of cut : ap = 0.059"
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ADDMTURN

I Chlp ContrOI Insert : 6C-TOMG250608M-TM T9225
Workpiece material : 1045
Cutting speed : Vc =656 sfm
6C-TOMG**-TM Coolant : Wet
i i Front Back
Front turning Back turning fomtg g
LT
:ﬁa" :'! J 2 A J_:}:" :‘g,'; "‘.'-‘;:
S, W " . F
0.100( P "".‘f-"‘:i__,‘ 0.100 ot L
w5 o N80 ] YA
Fl *
S S RS / N
0.080[r « L er .; .-ﬂ'—}j ,;‘ 0.080 & / b }‘.“i:‘
Fw P e T -"“l Fl (J Ll
= 4 PR | =
IR LagZtr Sy e
RS RRE s s -
Sl AT oA D £ P P -
3 |0.060 % iy 1?“. -‘:5_:-_'{1_ 3 |0.060 ‘. \ cg"j ¥ :;‘l.i.l
S y Wi Pl ) d g
= Pt L dnas-30 £ s B S|t i
(0] L ] [0) r - v i
N & ¢ B G [t P07
0.040| # it | 0.040 b @ G‘-:"" 2 1;-'? .J‘(: &-"‘c}‘:,%_s
S | 36 [ A
Pt Wit @ e (V2 |QWWEC 60050
3 G . e 2 g
; =g «|FEap & (@ |
vid | N f0 55 Zlegdtn s
0.020| 3 i 3 0.020 ¥ ‘(J ‘—!-fu i u,.j 3,‘!;5.”-? '“-'-v;ﬂ:;'.;
W & ¥ | Mo | k| | 2F s
' D AT T AR
0.008 0.016 0.016 0.024 0.031 0.039 0.047
Feed: f (ipr) Feed: f (ipr)
Medium operation
- Front turning: Excellent chip control
- Back turning: Excellent chip control in high feed
Insert : 6V-TOMG250608F-TSF T9225
Muu. Workpiece material : 1045
ADD TURN Cutting speed : Ve =820 sfm
6V-TOMG**-TSF Coolant - Wet
i i Front Back
Front turning Back turning i et
¥ Te5
e | & §3 gt
0.079| £ & 0.079 (8 47 . ~}: 5;!_': 1775
E e ('\- 2 A
'Pt: - ..‘ .._""-l
r o g e r ~
= At | s = :LHJ:‘}H S Gk
Z | 0.059 - e = 0.059 LA L
o} : ~ o [y o
© 7 ° 1% oy 4-—"!' '
9 /" e 4,-‘“ ~ S
=J [ =) Ll e
® ;o ; .S ¥ oy T o] ' (
© PR o o I il ; r-"j H_;"FI + 4 : rh 2
E o i L —/.a-—- A _‘_C_' ..--Z'." k . § . - w ,; LR
810039~ ; V |— 2 7 810039 | "l :Hf'” | 2 2
a A 4 o et e i ¥ & g
Lt o p ;__/_-J"' -~ | o ? D
N A o e e LS Rt :
—~ |/ <~ L e A i .
0.020 J {/ g 0020 | "= T2y A ’13“__':' . helit 2T ‘f_'f
— .” .-"'.f/ —.:_"_ i .__‘ |._J " T & a-_”.. - P
0.008 0.012 0.016 0.024 0.032
Feed: f (ipr) Feed: f (ipr)

Finishing operation
- Front turning: Excellent chip control also in small D.O.C
- Back turning: Excellent chip control in high feed
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I Tool life

0.010 .
Tool life
Productivity
< 0008 2 times!
i)
; —_
T £
g =
= 3 0.006
< E
S o
= >
%
©
=  0.004 , 1
- 1SO insert (CNMG) Front turning
f=0.012 ipr
0.002 ADDMTURN L]
@ Back turning f=0.012 ipr
4 Back turning f=0.024 ipr
0.000 l l | l l
5 10 15 20 25 30 35 40
Machining time (min)
AddMultiTurn insert provided triple tool life when fed at
the same feed rate as ISO insert.
Double the feed rate with AddMultiTurn compared with
ISO insert without compromising tool life.
Bl TOOLHOLDER
ATXOR/L

' ACCELERATED TURNING & THREADING

Insert : 6C-TOMG**-TM T9225
Workpiece material : 1045

Cutting speed : Ve =820 sfm

Depth of cut :ap = 0.059"

Coolant : Wet

ISO insert (CNMG)
Front turning (10 minutes)

Feed: f = 0.012 ipr

vt

ADDMTURN
Back turning (10 minutes)

Feed: f = 0.012 ipr Feed: f = 0.024 ipr

Double-clamp toolholder with 95° and 117.5° approach angle, for negative 80° and 35° trian-

gular inserts
95°

L, |

95°

117.5°

117.5°

For 6C** inserts For 6V** inserts

Cutting edge style X

H B
ATXOR/L128-A 0.750 0.750
ATXOR/L168-A 1.000 1.000
ATXOR/L208-A 1.250 1.250

H B
ATXOR/L2020K25-A 20 20
ATXOR/L2525M25-A 25 25
ATXOR/L3232P25-A 32 32

Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius

DL

]

2

LH
Dol LF
% | ﬂ =}
Right hand (R) shown.
LF LH HF WF RE** Insert Torque
4.500 1.260 0.750 1.000 0.031 6C/6V-TOMG2506... 2.21
6.000 1.260 1.000 1.250 0.031 6C/6V-TOMG2506... 2.21
7.000 1.260 1.250 1.500 0.031 6C/6V-TOMG2506... 2.21
LF LH HF WF RE** Insert Torque*
125 32 20 25 0.8 6C/6V-TOMG2506... 3
150 32 25 32 0.8 6C/6V-TOMG2506... 3
170 32 32 40 0.8 6C/6V-TOMG2506... 3
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ULTI

ADDMTURN

Il INSERTS
6V-TOMG**F-TSF 6C-TOMG**M-TM
S . <
(OD = 20.984") ™ (OD =20.984")
R \\\ 1 -
— /, _
—1 & | =
IC ,\™RE P
M Stainless S DAG
Cast iron S
Non-ferrous
S Superalloys * % : First choice
H Hard materials Y¢ : Second choice
Coated
. . m
Designation RE |© © 5 IC S D1
S5 2
<
6V-TOMG250604F-TSF 0016 @ @ @ 0.500 | 0.250 | 0.203
6V-TOMG250608F-TSF 0031l@ @ @ 0.500 | 0.250 | 0.203
6C-TOMG250608M-TM 0031/® @ © 0.476 | 0.250 | 0.203
6C-TOMG250612M-TM 0047 @ @ © 0.476 | 0.250 | 0.203
Please note that the insert may interfere with the work piece when machining outward (pulling) face turning when @ : Line up
used with 6C** insert a work diameter of 1.181" or smaller and with 6V** insert a work diameter of 2.756" or smaller.
I STANDARD CUTTING CONDITIONS
Depth of cut: ap (in Feed: f (ipr] Cutting speed
1ISO Operation Chipbreaker Grade P - P (in) - (ier) -
Front turning  Back turning  Front turning  Back turning Ve (sfm)
TSF T9215 0.008 - 0.059 0.008-0.059 0.003-0.016 0.008-0.047 492 - 1312
Finishing
. TSF T9225 0.008 - 0.059 0.008-0.059 0.003-0.016 0.008 - 0.047 262 - 984
™ T9215 0.02 - 0.098 0.02 - 0.098 0.008 - 0.024 0.016 - 0.047 492 - 1312
Medium to
heavy cutting
™ T9225 0.02 - 0.098 0.02 - 0.098 0.008 - 0.024 0.016 - 0.047 262 - 984
TSF T9215 0.008 - 0.059 0.008-0.059 0.003-0.016 0.008 - 0.047 328 - 820
Finishing
TSF AHB8015 0.008 - 0.059 0.008-0.059 0.003-0.016 0.008-0.047 295 - 623
™ T9215 0.02 - 0.098 0.02 - 0.098 0.008 - 0.024 0.016 - 0.047 328 - 820
Medium to
heavy cutting
™ AHB8015 0.02 - 0.098 0.02 - 0.098 0.008 - 0.024 0.016 - 0.047 295 - 623
. Finishing TSF T9215 0.008 - 0.059 0.008-0.059 0.003-0.016 0.008 -0.047 459 - 1640
Medium to
heavy cutting ™ T9215 0.02 - 0.098 0.02 - 0.098 0.008 - 0.024 0.016 - 0.047 459 - 1640
Finishing TSF AHB8015 0.008 - 0.059 0.008-0.059 0.003-0.016 0.008 -0.047 66 - 262
Medium to ™ AHB8015 0.02 - 0.098 0.02 - 0.098 0.008 - 0.024 0.016 - 0.047 66 - 262

heavy cutting
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' ACCELERATED TURNING & THREADING

I Cautions when mounting the insert on the holder

@ Ensure that the
rail on the shim
is positioned on
the matching
slot on the insert

@ Ensure that
the clamp is
tightened on the
shim and insert
using the proper

torque Clearance in the insert frontal area :
As the insert and shim are interlocked on
the rail and slot, it is no problem to have
this clearance.

@ Programming
sample to

change from
front turning to
back turning

ISO (CNMG type) ADDMFURN
G90 G00 Z1.0 G90 GO0 Z-50.0
X76.0 X82.0
GO01 Z-50.0 F0.3 GO01 X76.0 F0.2
G91 X2.0 Z1.0 Z1.0 F0.6
G90 GO0 X120.0 G90 X120.0
(Unit: mm) (Unit: mm)

*When entering the cut, feed the tool at 0.2 mm/rev or use roll-in approach.

*When turning away from the main chuck, the cutting edge contact with the workpiece
becomes larger, generating greater cutting load than when turning towards the chuck.
Always use the tailstock support.

Il GRADES
Grade Recc.)mmended. Feature
workpiece material

PREMIUMTEC - Well-balanced between wear and chipping resistance

TOoRIS . M . - First choice for steel

- High versatility for a wide range of applications
PREMIUMTEC . . . . .
. - First choice for roughing to medium cutting

TOo225 - High fracture resistance

PREMIUMTEC ) )
M . - PVD coated grade with a balanced resistance to wear and fracture
AHSO0OIS - First choice for stainless steel and heat-resistant superalloys
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ADDWFEED

[ High-feed milling }

MAXIMUM SPEED AND EFFICIENCY
AT MINIMUM SIZE

ADD more feed and speed in small milling
operations for higher productivity
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- Small diameter high-feed milling cutter
for expanded application coverage,
featuring cutter bodies as small as
20.375".

- Close pitch cutter design enables high
efficiency machining.

- Insert clamping screws are optimized
to provide correct clamping force,
sustaining high feed rates up to 0.047"
per tooth.

Lineup

Insert

- LNMU02-MM
Double-sided
4-edged insert
APMX = 0.020"

Chipbreaker
- MM type: Versatile geometry for low cutting
forces

Grades

- AH3225: Wear and fracture resistant, suited for

steel and stainless steel

- AH130: Fracture-resistant grade suited for
stainless steel and Ti alloys

- AH8015: Wear-resistant grade ideal for
hardened steel and cast iron

ACCELERATED MILLING

Unique insert design with cutting edge
inclination provides gradual workpiece
engagement for light cutting action,
while guiding chips away from the
cutting area.

Ideal for slot milling and pocketing
applications.

Cutter bodies

Shank type:

- EXNO2R... (Short type)
DCX = 20.375" - 21.000"
- EXNO2R**L (Long type)
DCX = 20.375" - 21.000"

Modular type:
- HXNO2R...
DCX = 28 - 225 mm

Scan this QR code
to find out more
about this tool!
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ADDLDFEED

B CUTTER

EXNO2
High feed endmill, shank type, for 4-corner double sided inserts

GAMP = +6°, GAMF = +5° ~ +11°
fa [ 2=

=< [7p)

Blo = 4 = =

KAPR.ls LH | LS [ vae@d

APMX LF -

:r‘,
APMX CICT DC DCONMS LF LH LS KAPR WT(g Airhole Insert

EXNO2R037U0037-01 0.020 0.375 1 0.212 0.375 3.000 0.750 2.250 17° 0.090 With LNMUOQZ2...
EXNO2R037U0037-01L 0.020 0.375 1 0.212 0.375 3.500 1.250 2.250 17° 0.090 With LNMUO2...
EXN02R050U0050-02 0.020 0.500 2 0.335 0.500 3.000 0.750 2.250 17° 0.150 With LNMUO2...
EXN0O2R050U0050-02L 0.020 0.500 2 0.335 0.500 4.250 2.000 2.250 17° 0.200 With LNMUOQ2...
EXN0O2R062U0062-03L 0.020 0.625 3] 0.460 0.625 4.500 2.000 2.500 17° 0.330 With LNMUOZ2...
EXN02R062U0062-04 0.020 0.625 4 0.460 0.625 4.000 1.500 2.500 17° 0.310 With LNMUO2...
EXN02R075U0075-04L 0.020 0.750 4 0.585 0.750 6.500 3.500 3.000 17° 0.640 With LNMUO2...
EXNO2R075U0075-05 0.020 0.750 5 0.585 0.750 5.000 2.000 3.000 17° 0.510 With LNMUOQ2...
EXNO2R100U0100-06L 0.020 1.000 6 0.835 1.000 7.000 4.000 3.000 17° 1.280 With LNMUOQZ2...
EXN0O2R100U0100-07 0.020 1.000 7 0.835 1.000 5.500 2.500 3.000 17° 1.040 With LNMUO2...

TUNGFLEX

HXNO02
High feed endmill, modular type (TungFlex)

GAMP = +6° GAMF = +5° ~ +11°

= | |_
- OAL ‘ P
*, LF CRKS =

: > Z—)

, v & ==
— 5 T & 7

L Q 8I R (— @

1 = | a

E KAPR APMX A A-A cross section

APMX CICT DC DCSFMS OAL LF H KAPR CRKS WT(kg) Air hole Insert

HXN02R008MMO06-01 0.5 8 1 3.95 9.5 BSE5) 19 7 17° M6 0.01 With LNMUO2...
HXNO02R010MMO06-02 0.5 10 2 5.85 9.5 31.5 17 7 17° M6 0.01 With LNMUO2...
HXNO02R012MMO06-02 0.5 12 2 7.8 10 31.5 17 7 17° M6 0.01 With LNMUO2...
HXNO02R016MMO08-04 0.5 16 4 11.8 14.5 40 23 10 17° M8 0.03 With LNMUO2...
HXNO2R020MM10-05 0.5 20 5 15.8 17.8 49 30 15 17° M10 0.06 With LNMUO2...
HXNO02R025MM12-07 0.5 25 7 20.8 23 52 30 17 17° M12 0.1 With LNMUO2...
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B INSERT

LNMUO2-MM (for general purpose)

ACCELERATED MILLING

- Steel ¥* | ¥¢
M Stainless ¥* | Y%
- Cast iron Adb ¢
- Non-ferrous
- Superalloy * * Y : First choice
H Hard materials Vidb ¢ Y% : Second choice
Coated
0 10
Designation RE APMX| @ & S LE (W1 | S
TIZ2
I <
LNMUO0202ZER-MM 0.035(0.020 ® ® ® 0.070|0.157 | 0.122

@ : Lineup
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ADDLDFEED

I STANDARD CUTTING CONDITIONS

ISO Workpiece materials Hardness Priority Grades Cu‘t/t‘i:n(gs?r?sed
e el - 300HB First choice AH3225 330 - 980
1045,1055; efo. - 300HB For wear resistance AH8015 330 - 980
. Aloy steels - 300HB First choice AH3225 330 - 980
ATRIh CIIEE - 300HB For wear resistance AH8015 330 - 980
Prehardened steels 30 - 40HRC First choice AH8015 330 - 660
MG, 2 e 30-40HRC  For impact resistance AH3225 330 - 660
M P - 200HB First choice AH130 330 - 490
Gray cast irons 150 - 250HB First choice AH8015 330 - 980
class25, etc. 150-250HB  For impact resistance AH3225 330 - 980
. ST 150 - 250HB First choice AH8015 260 - 660
80-50-08, etc. 150-250HB  For impact resistance AH3225 260 - 660
Titanium alloy - 40HRC First choice AH130 100 - 200
VHEARAY, Gite: - 40HRC For wear resistance AH8015 100 - 200
S Heat resistant alloy - 40HRC First choice AH8015 70 - 160
Inconetjhiastelloyletc: - 40HRC For impact resistance AH3225 70-160
"5 ote 40 - 50HRC First choice AH8015 260 - 490
40 - 50HRC For impact resistance AH3225 260 - 490
H Hardened steel
D2, etc. 50~60HRC First choice AH8015 160 - 230
I APPLICATION RANGE
Smmlgg ' Slotting Ramping Sr&ﬁlrllgi?gh Plnging (Helﬁ(r;ig:r}ged)

Feed per tooth
fz (ipt)

0.008 - 0.047
0.008 - 0.047
0.008 - 0.047
0.008 - 0.047
0.008 - 0.031
0.008 - 0.031

0.008 - 0.031

0.008 - 0.047
0.008 - 0.047
0.008 - 0.047
0.008 - 0.047
0.008 - 0.028
0.008 - 0.028
0.004 - 0.012
0.004 - 0.012
0.004 - 0.020
0.004 - 0.020

0.004 - 0.012

Enlarged hole

-
- <2D1, 8D2
Max. depth of ralr'l%)i(ﬁg pluan)glng Ma)\(n./i(éltjrt'nﬁng Mi_n._ Ma.x.. M?in.d(;ll':titring
cut angle depth in plunging machining machining enlarged hole
APMX RMPX A w oD1 oD2 ae
EXNO2R037U... 0.375 0.020 3.100 0.006 0.079 0.509 0.635 0.289
EXNO2RO050U... 0.500 0.020 1.780 0.006 0.079 0.760 0.886 0.413
EXNO2R062U... 0.625 0.020 1.230 0.006 0.079 1.011 1.137 0.539
EXNO2RO075U... 0.750 0.020 0.950 0.006 0.079 1.262 1.388 0.664
EXNO2R100U... 1.000 0.020 0.640 0.006 0.079 1.756 1.882 0.913
Max. depth of ra'r\'nn?))i(r.'lg pIuMnat_:j)Ehg Ma)\(/\.li(élltjaﬁng Mip._ Ma.x.. Ma\‘:i.d(;ll':titrilng
cut angle depth in plunging machining machining enlarged hole
APMX RMPX A w oD1 oD2 ae
HXNO2R008... 8 0.5 1.07 0.15 2 10 13.2 5.87
HXNO2R010... 10 0.5 2.8 0.15 2 13.8 17 7.82
HXNO2RO012... 12 0.5 1.9 0.15 2 17.8 21 9.81
HXNO2RO016... 16 0.5 1.2 0.15 2 25.8 29 13.8
HXNO2R020... 20 0.5 0.88 0.15 2 33.8 37 17.8
HXNO2MO025... 25 0.5 0.66 0.15 2 43.8 47 22.8
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ORGE

TUNGALOY

ACCELERATED MILLING

Tool dia.: DCX (in), Number of revolutions: n (rpm), Feed speed: Vf (ipm), Max. depth of cut: ap = 0.002", Number of teeth: CICT

20.375",CICT=1 0.500", CICT =2 00.625" 20.750" 21.000"
n Vi n 4 n vi n vi n vi
CICT=3 CICT=4 CICT=4 CICT=5 CICT=6 CICT=7
6,720 190 5,040 290 4,030 340 460 3,360 380 480 2,520 430 500

Ve = 660 sfm, fz = 0.028 ipt

6,720 190 5,040 290 4,030 340 460 3,360 380 480 2,520 430 500
Ve = 660 sfm, fz = 0.028 ipt

4,990 100 3,740 150 3,000 180 240 2,500 200 250 1,870 230 270
Ve = 490 sfm, fz = 0.020 ipt

4,180 90 3,130 130 2,510 160 210 2,090 170 210 1,570 190 220
Ve =410 sfm, fz = 0.020 ipt

6,720 190 5,040 290 4,030 340 460 3,360 380 480 2,520 430 500
Vc = 660 sfm, fz = 0.028 ipt

4,990 140 3,740 210 3,000 260 340 2,500 280 350 1,870 320 370
Ve = 490 sfm, fz = 0.028 ipt

1,530 40 1,150 50 920 60 80 760 70 80 570 70 80
Ve = 150 sfm, fz = 0.020 ipt

1,220 10 920 20 730 20 30 610 20 30 460 30 30
Ve =120 sfm, fz = 0.008 ipt

3,870 50 2,900 70 2,320 90 120 1,940 100 120 1,450 110 130
Ve = 380 sfm, fz = 0.012 ipt

2,040 20 1,530 30 1,220 30 40 1,020 40 50 760 40 50
Ve =200 sfm, fz = 0.008 ipt

Bl TOOL GEOMETRY ON PROGRAMMING

When programming for CAM, the tool should be considered as a radius cutter.
Usually, the corner radius should be set as R = 0.030". If a larger radius is used,
overcutting will occur. The following table shows the amount left uncut (t1) and
overcut (t2).

Max. depth| Corner Corner R when Amount left| Amount
- of cut radius LE (in) |Programming|  uncut overcut
g8 APMX (in) | RE (in) RPG t1 (in) 12 (in)
= 2 Amount
% 2 overcut 0.020 0.035 0.079 0.030 0.014 0
g5
120 0.020 0.035 0.079 0.050 0.008 0.001
4 RPG Corner R when
programming 0.020 0.035 0.079 0.075 0.001 0.010
*Recommended
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oFT=I

[ High-feed m|II|ng

HIGH PERFORMANCE AND PROFITABILITY
IN HIGH-FEED MILLING OPERATIONS

ADD more cutting edges per insert to your
machining operations

’ _-'."._‘_

=, o

=

b

="
=
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- The cutter features a small approach
angle, providing smooth access into
the material, making it an ideal tool for
long overhang setups.

- Steep ramping capability makes the
cutter ideal for pocketing and cavity
milling applications.

Lineup

Insert

- WXMUO03-MM
Double-sided
6-edged insert
APMX = 0.039"

Chipbreaker
- MM type: Versatile geometry for low cutting
forces

Grades

- AH3225: Provides superior resistance to wear
and fracture, ideal for steel and stainless steel

- AH8015: Wear resistant grade, suited for
hardened steel and cast iron

ACCELERATED MILLING

- Large effective cutter diameter leaves
less uncut material.

Cutter bodies

Bore type:

- TXWXO03...

DCX = 21.500" - 22.000"

Shank type:

- EXWXO083... (Short type)
DCX = 00.625" - 21.250"
- EXWX03**L (Long type)
DCX = 00.625" - 91.250"

Modular type:
- HXWXO03...
DCX = @16 - 232 mm

Scan this QR code
to find out more
about this tool!
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EXWXO03

High feed endmill, shank type, with screw clamp system, for 6-corner double sided inserts
GAMP = +23°, GAMF = -7.9° ~ -6.2°

. LF L@lé

LH LS

— =03

8|8
[a)

™

y

p APMX

>

W KAPR >

apmx 55 cicT DC DCONMS LS LH LF  KAPR WT(b) Airhole Insert

EXWX03U0.62C0.62R02 0.039 0.625 2 0.3448  0.625 2.750 1.250 4.000 12° 0.31 With WXMUOS...
EXWX03U0.62C0.62R02L 0.039 0.625 2 0.3448  0.625 4.000 2.000 6.000 12° 0.46 With WXMUOS...
EXWX03U0.75C0.75R03 0.039 0.750 3 0.4645  0.750 3.000 2.000 5.000 12° 0.50 With WXMUO0S...
EXWX03U0.75C0.75R03L 0.039 0.750 3 0.4645 0.750 3.000 3.500 6.500 12° 0.63 With WXMUOS...
EXWX03U1.00C1.00R04 0.039 1.000 4 0.7125 1.000 3.000 2.500 5.500 12° 1.05 With WXMUOS...
EXWX03U1.00C1.00R04L 0.039 1.000 4 0.7125 1.000 3.000 4.000 7.000 12° 1.31 With WXMUO3...
EXWX03U1.25C1.25R05 0.039 1.250 5 0.9606 1.250 3.000 3.000 6.000 12° 1.85 With WXMUOS...
EXWX03U1.25C1.25R05L 0.039 1.250 5 0.9606 1.250 3.000 5.000 8.000 12° 2.44 With WXMUOS...

TUNGFLEX
HXWX03-M
High feed endmill, modular type (TungFlex)

GAMP = +28°, GAMF = -7.9° ~ -6.2°

= -t
ﬁ

a i
= —d = -
3 k A-A cross section
KAPR-»|

APMX CICT DC OAL LF H DCSFMS KAPR CRKS WT(kg) Air hole Insert
16

iy

9
W
I\

D

HXWX03M016M08R02 1 2 8.9 42 25 10 12.8 12° M8 0.03 With WXMUOS...
HXWX03M020M10R03 1 20 3 12.8 49 30 15 17.8 12° M10 0.06 With WXMUO3...
HXWX03M025M12R04 1 25 4 17.8 57 35 17 20.8 12° M12 0.1 With WXMUQS...
HXWX03M032M16R05 1 32 5 24.7 63 40 22 28.8 12° M16 0.21 With WXMUOS...
TXWXO03

High feed mill, with screw clamp system, for 6-corner double sided inserts
GAMP = +23°, GAMF = -6.2° ~ -6.1°

2 & DCSFMS
Y - DeoNMS VP =

LA ek o =43
- V;@ KAPR

<

b

-

CBDP

LF

APMX
“p)

ApMx [5/58 CICT DC DCSFMS DCONMS CBDP LF b KWW KAPR WT(lb) Airhole Insert
TXWX03U1.50B0.50R05 0.039 1.500 6 1.217 1.457 0.500 0.630 1.575 0.157 0.258 12° 0.53 With WXMUOS...
TXWX03U2.00B0.75R08 0.039 2.000 8 1.713 1.693 0.750 0.750 1.969 0.197 0.315 12° 0.96 With WXMUOS...
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I INSERT

WXMU0303-MM

ACCELERATED MILLING

- Steel * | Y%
M Stainless *
- Cast iron ¥ [ %
- Non-ferrous
- Superalloy Yo | ¥ : First choice
H Hard materials * Y% : Second choice
Coated
i ) 0w v
Designation RE APMX| & S IC | S
™
I T
<<
WXMUO303ZER-MM 0.047 (0.039| ® @ 0.039|0.143
@ : Lineup
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Il STANDARD CUTTING CONDITIONS

Cutting speed

Feed per tooth

ISO Workpiece materials Hardness Priority Grades Chipbreaker Ve (sfm) 2 (ipt)
First choice AH3225
L°W1‘5igb‘:t‘:tee' - 300HB MM 328 - 984 0.020 - 0.059
U . For wear resistance AH8015
First choice AH3225
. Carb°”1%t5e5e"e/:‘2°y steel - 300HB MM 328 - 820 0.020 - 0.059
) ’ For wear resistance AH8015
First choice AH3225
P,\Ii’,‘fgge{,‘;g settece' 30 - 40HRC MM 328 - 656 0.020 - 0.047
) ’ ’ For wear resistance AH8015
Austenitic Stainless steel ’ .
304SS, 316SS, etc. - 200HB First choice AH3225 MM 262 - 492 0.020 - 0.039
M
Martenj‘;'gssstagfss steel - 200HB First choice AH3225 MM 164 - 394 0.012 - 0.039
f First choice AH8015
o asf;gy g?:sts"gg otc 150 - 250HB MM 328 - 984 0.020 - 0.059
. ’ P For impact resistance AH3225
; ; First choice AH8015
D;gfﬂg_ﬁgge'tf" 150 - 250HB MM 262 - 656 0.020 - 0.059
it For impact resistance AH3225
TTiI-thTfTvag?g - 40HRC First choice AH3225 MM 98- 197 0.012 - 0.028
Superalloys ’ .
Inconel718. etc. - 40HRC First choice AH8015 MM 66 - 164 0.004 - 0.012
First choice AH8015
H-183, etc. 40 - 50HRC MM 262 - 492 0.004 - 0.020
For impact resistance AH3225
H Hardened steel
D2, etc. 50 - 60HRC First choice AH8015 MM 164 - 230 0.001 - 0.004
Il APPLICATION RANGE
Small depth ; Drilling
Shoulder , Plungin . Enlarged hole
milling Slotting  Ramping plunging oing (Helical feed) ¢
— g
1 1 —> |
I
| i 1
I
< | ‘ ‘ !
! |
A wW | %
- B
- Lae
N oD1, oD2
Max. depth Max. Max. Max. cutting Min. Max. Max. cutting
of. cutp ramping plunging width machinable machinable width in
angle depth in plunging hole dia. hole dia. enlarged hole
Designation APMX RMPX A w oD1 oD2 ae
EXWX03U0.62C0.62R02 0.625 0.0394 3.600 0.012 0.157 0.979 1.176 0.468
EXWX03U0.62C0.62R02L 0.625 0.0394 3.600 0.012 0.157 0.979 1.176 0.468
EXWX03U0.75C0.75R03 0.750 0.0394 2.300 0.012 0.157 1.196 1.511 0.593
EXWX03U0.75C0.75R03L 0.750 0.0394 2.300 0.012 0.157 1.196 1.511 0.593
EXWX03U1.00C1.00R04 1.000 0.0394 1.400 0.012 0.157 1.630 1.898 0.843
EXWX03U1.00C1.00R04L 1.000 0.0394 1.400 0.012 0.157 1.630 1.898 0.843
EXWX03U1.25C1.25R05 1.250 0.0394 1.000 0.012 0.157 2.116 2.392 1.093
EXWX03U1.25C1.25R05L 1.250 0.0394 1.000 0.012 0.157 2.116 2.392 1.093
TXWS03U150W0.75R06 1.500 0.0394 0.700 0.012 0.157 2.666 2.902 1.343
TXWS03U2.00W0.75R08 2.000 0.0394 0.500 0.012 0.157 3.457 3.850 1.843
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ORGE

TUNGALOY

ACCELERATED MILLING

Tool dia: DCX (in), Number of revolution: n (rpm), Feed speed: Vf (ipm), Max. depth of cut: APMX = 0.039", Number of teeth: CICT
20.625", CICT =2 ©0.750", CICT =3 21.000", CICT =4 01.250", CICT =5 21.500", CICT =6 ©2.000", CICT =8
n Vi n %] n %] n Vi n %] n Vi
4034 Sil15) 3361 393 2521 393 2017 393 1681 393 1261 393

Vc = 660 sfm, fz = 0.039 ipt

4034 315 3361 393 2521 393 2017 393 1681 393 1261 393
Vc = 660 sfm, fz = 0.039 ipt

2995 168 2496 210 1872 210 1497 210 1248 210 936 210
Ve = 490 sfm, fz = 0.028 ipt

2384 95 1986 119 1490 119 1192 119 993 119 745 119
Ve =390 sfm, fz = 0.020 ipt

2017 48 1681 61 1261 61 1008 60 840 60 630 60
Ve =330 sfm, fz = 0.012 ipt

4034 315 3361 393 2521 393 2017 393 1681 393 1261 393
Ve = 660 sfm, fz = 0.039 ipt

2995 234 2496 292 1872 292 1497 292 1248 292 936 292
Ve = 490 sfm, fz = 0.039 ipt

801 26 667 32 500 32 400 32 334 32 250 32
Ve =131 sfm, fz = 0.016 ipt

599 10 499 12 374 12 299 12 250 12 187 12
Vc =98 sfm, fz = 0.008 ipt

2384 57 1986 Al 1490 72 1192 72 993 71 745 72
Ve =390 sfm, fz = 0.012 ipt

1204 10 1003 12 752 12 602 12 502 12 376 12
Ve =197 sfm,, fz = 0.004 ipt

Il TOOL GEOMETRY ON PROGRAMMING

When programming for CAM, the tool should be considered as a radius cutter. Usually, the comner radius should be set as R = 0.059".
If a larger radius is used, overcutting will occur. The following table shows the amount left uncut (t1) and overcut (t2).

Max. depth Corner Corner R when| Amount left|  Amount
£ Amount of cut. radu_Js LE (in) | Programming unc:ut over_cut
8 { Amount left overcut APMX (in) RE (in) RPG t1 (in) t2 (in)

) t
E N 2 0.039 0.047 0.138 0.039 0.022 -
0.039 0.047 0.138 0.059 0.018 -
1
RPG 0.039 0.047 0.138 0.079 0.014 0.006
Corner R when 0.039 0.047 0.138 0.098 0.008 0.020
programming
*Recommended
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[ Square-shoulder milling }

RIGIDITY AND RELIABILITY
FOR SMALL SHOULDER MILLING
OPERATIONS

ADD Productivity and surface quality with
optimized wiper insert design
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- Small 90° shoulder milling cutter down
to 8 mm (20.315") for maximum
performance.

- Close-pitch cutter for high efficiency
machining.

Lineup

Insert

- TOMT04-MM
Single-sided

3 edged insert
APMX = 0.138"

RE = 0.016", 0.031"

Chipbreaker

ACCELERATED MILLING

- The thick core cutter diameter provides
increased rigidity.

- MM type: Versatile geometry for low cutting forces

Cutter bodies

Shank type:

- EPAO4R... (Short type)
DC =28 - 225 mm

- EPAO4R**L (Long type)
DC =210 - 225 mm

Grades

- AH3225: Provides superior resistance to wear and fracture, ideal for

steel and stainless steel

- AH8015: Wear resistant grade, suited for hardened steel and cast iron
- AH120: Provides a good balance of wear and chipping resistance,

ideal grade for cast iron machining

Scan this QR code
to find out more
about this tool!
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B CUTTER

EPAO4

High precision square shoulder endmill, shank type, with screw clamp system, for triangular inserts
GAMP = +12.1°~ +12.2°, GAMF = -14.2°~ -18.3°

1 et
84%’{: st F{Gf V@

Y

APMX ol =
/, 90° ’4“T ;L LS % ’L % ﬁ
W/ ¢ (KAPR) | LF 3 @
o
apmx [ cicT  DCONMS LS LH LF  WT(kg) Airhole Insert
EPA04R008M08.0-01 3.5 8 1 8 48 12 60 0.02 with TOMTOA4...
EPA04R010M10.0-02 3.5 10 2 10 60 20 80 0.04 with TOMTO4...
EPA04R010M10.0-02L 3.5 10 2 10 65 35 100 0.05 with TOMTOA4...
EPA04R012M12.0-02 3.5 12 2 12 60 20 80 0.06 with TOMTO4...
EPA04R012M12.0-03 3.5 12 3 12 60 20 80 0.06 with TOMTOA4...
EPA04R012M12.0-02L 3.5 12 2 12 85 35 120 0.09 with TOMTO4...
EPA04R016M16.0-03 3.5 16 3 16 70 20 90 0.12 with TOMTOA4...
EPA04R016M16.0-04 3.5 16 4 16 70 20 90 0.12 with TOMTO4...
EPA04R016M16.0-03L 3.5 16 3 16 105 35 140 0.19 with TOMTOA4...
EPA04R020M20.0-04 3.5 20 4 20 70 30 100 0.21 with TOMTO4...
EPA04R020M20.0-05 3.5 20 5 20 70 30 100 0.21 with TOMTOA4...
EPA04R020M20.0-04L 3.5 20 4 20 165 35 200 0.44 with TOMTO4...
EPA04R025M25.0-05 3.5 25 5 25 80 B5) 115 0.39 with TOMTOA4...
EPA04R025M25.0-06 3.5 25 6 25 80 35 115 0.39 with TOMTO4...
EPA04R025M25.0-04L 3.5 25 4 25 160 40 200 0.7 with TOMTOA4...
Il INSERTS
TOMT-MM

M  Stainless *
- Cast iron
- Non-ferrous
- Superalloys * * Y% : First choice
H | Hard materials * vr : Second choice
Coated
0 (o]
Designation RE |APMX § g é LE|IC| S |BS
g= I EE
<<
TOMT040204PXER-MM 0.016(0.138 | ® ® @ 0.1420.157 | 0.087 | 0.024
TOMTO040208PXER-MM 0.031(0.138 | ® ® @ 0.1420.157 | 0.087 | 0.008

@ : Lineup
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I STANDARD CUTTING CONDITIONS

EPAO4
1ISO Workpiece materials Hardness
Low carbon steel
1015, etc. -200HB
Carbon steel and alloy steel
- 1055, etc. -300HB
Prehardend steel
NAK80, PX5, etc. 8055 40IHRC
Stainless steel
M 304SS, etc. -
Grey cast iron
. Class 25, etc. 150 - 250 HB
Ductile cast iron
65-45-12, etc. 150 - 250 HB
Titanium alloys
s Ti-6Al-4V, etc. B
Heat-resistant alloys
Inconel 718, etc. -
H-13, etc. 40 - 50 HRC
H Hardened steel
D2, etc. 50 - 60 HRC

- Remove excessive chip accumulation with an air blast.

- For the operation with depth of cut which varies (ex.casting skin) and
machining of workpiece materials with interrupted surface, the feed per tooth (fz)
should be set to the lower recommended value shown in the above table.

Grades

AH3225

AH3225

AH3225

AH3225

AH120

AH120

AH3225

AH8015

AH8015

AHB8015

Cutting speed

Ve (sfm)

328 - 820
328 - 755
328 - 591
295 - 656
328 - 984
328 - 656
66 - 197
66 - 131

164 - 492

131 - 230

ACCELERATED MILLING

Feed per tooth
fz (ipt)

0.002 - 0.005

0.002 - 0.005

0.002 - 0.004

0.002 - 0.004

0.002 - 0.005

0.002 - 0.005

0.002 - 0.003

0.002 - 0.003

0.002 - 0.003

0.002 - 0.003

- Cutting conditions may be limited depending on machine power, workpiece

rigidity, and spindle output. When the cutting width, depth, or overhang
length is large, set V¢ and fz to the lower recommended values and check
the machine power and vibration.
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[ Square-shoulder milling }

NEW SIZE-04 AND -12 INSERTS FOR
ENHANCED SHOULDER MILLING
CAPABILITY

ADD a broadened range of unique V-bottom shape inserts for higher
productivity

»

=)

-~
5%y
-3
. ‘\"-"
b .-_
Y -
& W E
* %
A\ .
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- The use of unique V-bottom shape inserts
enables the cutter body to have a thicker
core size and insert backing for higher tool
rigidity.

- Close pitch cutter design for high efficiency
milling.

- Light cutting action with high edge-line
security thanks to large rake angle and
strong cutting edge design.

- Size-04 inserts can be used for minimum
cutter diameters from 0.236" (6 mm).

Lineup

Inserts

- AVMT04-MM : APMX = 0.157", RE = 0.016", 0.031"

- AUMT12-MM : APMX = 0.453", RE = 0.016" - 0.063"
APMX = 0.413", RE = 0.079", 0.118"

- AVGT12-AM : APMX = 0.453", RE = 0.016", 0.031"

Chipbreakers
- MM type: Versatile geometry for low cutting forces
- AM type: For non-ferrous applications

Grades

- AH3225: Superior resistance to wear and fracture,
ideal for steel and stainless steel

- AH120: Excellent edge chipping resistance, suited
for cast iron

- AH130: Demonstrates high wear and machining of
titanium alloy or heat resistant alloys

- T1215: Wear-resistant grade suitable for cast iron

- T3225: Wear-resistant grade suitable for steel and
stainless steel

- KSO05F: Provides excellent edge-line security and
wear resistance, perfect for non-ferrous applications

- Large chip pockets for excellent chip
evacuation.

- Size-06 inserts precision ground inserts
for high part quality. Creates virtually step-
free wall and bottom surfaces. Inserts
available in RO nose radii.

- Size-12 inserts offer a variety of nose
radii ranging from 0.016" (0.4 mm) to
0.118" (3 mm) and geometries including
AM geometry for aluminum, covering a
broader application range.

Cutter bodies

Shank type:

- EPAVO04... (Short type)
DC =26 - 216 mm

- EPAV04**L (Long type)
DC =028 - 216 mm

- EPAVO06...

DC = 20.313" - 21.000"
- EPAV12... (Short type)
DC = 20.625" - 1.250"
- EPAV12**L (Long type)
DC = 20.625" - 1.250"
Bore type:

- TPAVOG...

DC = 240 mm

- TPAV12...

DC = 21.500"

Modular type:

- HPAVO06...

DC =210 - 216 mm

- HPAV12...

DC = 216 - 240 mm

Scan this QR code to find
out more about this tool!
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B CUTTER

EPAV04

High-end square shoulder endmill, with screw clamp system

GAMP = +6.0°~ +7.6°, GAMF = -37.1°~ -32.4°

‘et

»n
ol Tella ] %I 164 V @
a > o) RUR
| LAPMIX 8 éﬁ @
. ol LH LS '
Y/ 2y (KAPR) T = LE
)
APMX CICT DCONMS LS LH LF WT(kg) Air hole Insert
EPAV04M006C06.0R01 4 6 1 6 48 12 60 0.01 With AVMTO4...
EPAV04M008C08.0R02 4 8 2 8 48 12 60 0.02 With AVMTO4...
EPAV04M008C08.0R02L 4 8 2 8 60 20 80 0.03 With AVMTOA4...
EPAV04M010C10.0R02 4 10 2 10 60 20 80 0.04 With AVMTO4...
EPAV04M010C10.0R03 4 10 g 10 60 20 80 0.04 With AVMTO4...
EPAV04M010C10.0R02L 4 10 2 10 65 35 100 0.05 With AVMTO4...
EPAV04M012C12.0R03 4 12 8] 12 60 20 80 0.06 With AVMTOA4...
EPAV04M012C12.0R04 4 12 4 12 60 20 80 0.06 With AVMTO4...
EPAV04M012C12.0R03L 4 12 S 12 85 35 120 0.09 With AVMTO4...
EPAV04M016C16.0R04 4 16 4 16 70 20 90 0.12 With AVMTO4...
EPAV04M016C16.0R05 4 16 5 16 70 20 90 0.12 With AVMTO4...
EPAV04M016C16.0R04L 4 16 4 16 105 35 140 0.19 With AVMTO4...
Il INSERT
AVMTO04-MM
RE
- Steel Yo | %
M Stainless *
- Cast iron *
- Non-ferrous
- Superalloys * | % : First choice
H Hard materials | % Y« : Second choice
Coated
Te)
Designation RE APMX| & & W1 |INSL| S | BS | LE
T
< <
AVMT040204PPER-MM 0.016(0.157 | @ @ 0.1380.238|0.083 | 0.039 | 0.173
AVMT040208PPER-MM 0.031|0.157 | @ @ 0.1380.238|0.083 | 0.024 | 0.173
@ : Lineup
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I STANDARD CUTTING CONDITIONS

ISO

Workpiece materials

Low carbon steel
1015, etc.

Carbon steel and alloy steel
1055, etc.

Prehardend steel
NAK80, PX5, etc.

Stainless steel
304SS, etc.

Grey cast iron
Class 25, etc.

Ductile cast iron
60-40-18, 80-55-06, etc.

Titanium alloys
Ti-6AI-4V, etc.

Superalloys
Inconel718, etc.

H-13, etc.
Hardened Steel
D2, etc.

Hardness

-200 HB

- 300 HB

30 - 40 HRC

150 - 250 HB

150 - 250 HB

40 - 50 HRC

50 - 60 HRC

Priority

First choice

First choice

First choice

First choice

First choice

First choice

First choice

First choice

First choice

First choice

Grades

AH3225

AH3225

AH3225

AH3225

AH120

AH120

AH3225

AH120

AH120

AH120

Cutting speed

Vc (sfm)

328 - 984

328 - 820

328 - 656

262 - 591

328 - 984

328 - 820

66 - 197

66 - 131

164 - 492

131 - 230

TUNGALOY

ORGE

ACCELERATED MILLING

Feed per tooth
fz (ipt)

0.002 - 0.005
0.002 - 0.005
0.002 - 0.004
0.002 - 0.004
0.002 - 0.005
0.002 - 0.005
0.002 - 0.003
0.002 - 0.003
0.002 - 0.003

0.002 - 0.003
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TUNGFXRE

B MACHINING APPLICATIONS

Helical
interpolation Hole enlarging
) Plunging and
Shoulder Ramping traversing ¢ G: ¢

milling Slotting

d Feed < & : ; —’—'7
= — J | ! |
= < ! D1, 2 D3 ‘
o1, o
= = <25
< < .
Max. depth of rahr'/r|1?))i(|:lg Max. Min. Max. machining M?in.d(t:rl:titr:ng
cut angle plunging machining enlarging
P apmx RMPX A oD1 oD2 oD3* ae

EPAV04M006C06.0R01 6 4 0.4 0.03 913 11.6 €l 515
EPAV04M008C08.0R02 8 4 0.5 0.04 12.7 15.6 13.6 7.5
EPAV04M008C08.0R02L 8 4 0.5 0.04 12.7 15.6 13.6 7.5
EPAV04M010C10.0R02 10 4 41 0.4 15.3 19.6 17.5 9.5
EPAV04M010C10.0R03 10 4 1.7 0.2 16.1 19.6 17.5 9.5
EPAV04M010C10.0R02L 10 4 41 0.4 16.1 19.6 17.5 9.5
EPAV04M012C12.0R03 12 4 2.7 0.4 19.3 23.6 215 11.5
EPAV04M012C12.0R04 12 4 1.3 0.2 20.1 23.6 215 11.5
EPAV04M012C12.0R03L 12 4 2.7 0.4 19.3 23.6 215 11.5
EPAV04M016C16.0R04 16 4 2 0.4 27.2 31.6 29.5 15.5
EPAV04M016C16.0R05 16 4 0.4 27.2 31.6 29.5 185
EPAV04M016C16.0R04L 16 4 2 0.4 27.2 31.6 29.5 15.5

*Flat bottom hole

When clamping the insert, please confirm that there is no gap between the cutter body and the
insert as shown in the picture.

v X

Estimation of chip thickness - calculated from feed per tooth (fz) and o
width of cut (ae) - Recommended chip thickness

Cutting width (%): ae (in) / Tool dia.: DC (in)

Feed per tooth
fzp(ipt) 1% 2% 2.5% 3% 4% 5% 10% 15% 20% 50% -
0.001 0.0002 | 0.0003 A 0.0004 | 0.0004 0.0005 0.0005 | 0.0007 0.0008 | 0.0009

0.002 0.0004 | 0.0006 0.0009 0.0016

0.003 0.0006 0.0025

0.004 0.0008 0.0031

0.005 0.0038
0.0047
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B CUTTER
EPAVO06

TUNGALOY

ACCELERATED MILLING

Square shoulder endmill, shank type, with screw clamp system

EPAV06U0.31C0.37R01
EPAV06U0.37C0.37R01
EPAV06U0.37C0.37R01L
EPAV06U0.50C0.50R02
EPAV06U0.50C0.50R03
EPAV06U0.50C0.50R02L
EPAV06U0.62C0.62R03
EPAV06U0.62C0.62R04
EPAV06U0.62C0.62R03L
EPAV06U0.75C0.62R04
EPAV06U0.75C0.75R04
EPAV06U0.75C0.75R05
EPAV06U0.75C0.75R04L
EPAV06U1.00C0.75R06
EPAV06U1.00C1.00R05
EPAV06U1.00C1.00R06
EPAV0O6U1.00C1.00R04L

EPAVO6M008C10.0R01
EPAVO6M010C10.0R02
EPAV06M010C10.0R02L
EPAV06M010C08.0R02L
EPAVO6M012C12.0R02
EPAVO6M012C12.0R03
EPAV06M012C12.0R02L
EPAV06M012C10.0R02L
EPAVO6M012C10.0R03
EPAVO6M014C12.0R03
EPAVO6M014C12.0R03L
EPAVO6M016C16.0R03
EPAV06M016C16.0R04
EPAV06M016C16.0R03L
EPAV06M018C16.0R03
EPAVO6M018C16.0R04
EPAVO6M018C16.0R03L
EPAV06M020C20.0R04
EPAV06M020C20.0R05
EPAVO6M020C20.0R04L
EPAVO6M020C16.0R04
EPAV06M025C25.0R05
EPAV06M025C25.0R06
EPAVO6M025C25.0R04L
EPAV06M025C20.0R06
EPAV06M032C32.0R08
EPAV06M032C32.0R06L

APMX
0.236
0.236
0.236
0.236
0.236
0.236
0.236
0.236
0.236
0.236
0.236
0.236
0.236
0.236
0.236
0.236
0.236

APMX

[N <> R« >Rie> I e > Nl B¢ B o BN BN RN BN R« B RN BN B Be BN BN BN BN BN BN BN BN« el

0.313
0.375
0.375
0.500
0.500
0.500
0.625
0.625
0.625
0.750
0.750
0.750
0.750
1.000
1.000
1.000
1.000

10
10
10
12
12
12
12
12
14
14
16
16
16
18
18
18
20
20
20
20
25
25
25
25
32
32

D
O o) [T - =
a B e —— 3
L\: "APMX
0°a_IH _|_ LS _
- LF -
CICT DCONMS LS LH
1 0.375 2.463 0.787
1 0.375 2.463 0.787
1 0.375 2.622 1.378
2 0.500 2.463 0.787
B8 0.500 2.463 0.787
2 0.500 3.388 1.362
& 0.625 2.713 0.787
4 0.625 2.713 0.787
B8 0.625 4.122 1.378
4 0.625 2.815 1.185
4 0.750 2.815 1.185
5 0.750 2.815 1.185
4 0.750 6.500 1.375
6 0.750 3.125 1.375
5 1.000 3.125 1.375
6 1.000 3.125 1.375
4 1.000 6.425 1.575
CICT DCONMS LS LH
1 10 60 20
2 10 60 20
2 10 65 85
2 8 80 20
2 12 60 20
3 12 60 20
2 12 85 85
2 10 100 20
B8 10 60 20
3 12 60 20
8 12 120 20
3 16 70 20
4 16 70 20
3 16 105 35
3 16 70 20
4 16 70 20
3 16 160 20
4 20 70 30
5 20 70 30
4 20 165 35
4 16 80 30
5 25 80 35
6 25 80 35
4 25 160 40
6 20 80 35
8 32 80 40
6 32 155 45

GAMP = +6°~ +7.7°, GAMF = -37.1°~ -30°

LF
3.250
3.250
4.000
3.250
3.250
4.750
3.500
3.500
5.500
4.000
4.000
4.000
7.875
4.500
4.500
4.500
8.000

LF
80
80
100
100
80
80
120
120
80
80
140
90
90
140
90
90
180
100
100
200
110
115
115
200
115
120
200

WT(Ib)
0.09
0.09
0.11
0.15
0.15
0.22
0.26
0.26
0.42
0.33
0.44
0.44
0.90
0.55
0.93
0.93
1.68

WT(kg)
0.04
0.04
0.06
0.04
0.06
0.06
0.09
0.07
0.04
0.07
0.11
0.12
0.12
0.20
0.13
0.13
0.26
0.23
0.21
0.45
0.17

0.4
0.4
0.72
0.27
0.7
1.2
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Insert
AVGTOS...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTOS...
AVGTO6...
AVGTOS...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTO06...

Insert
AVGTO6...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTO6..
AVGTO6...
AVGTO6...
AVGTO6...
AVGTOS...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTOS...
AVGTO06...
AVGTO6...
AVGTO6...
AVGTOS...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTOS...
AVGTO6...
AVGTO6...
AVGTO6...
AVGTOS...
AVGTO6...

Milling I



TUNGFXREC

HPAV06-M
Square shoulder endmill, modular type (TungFlex), with screw clamp system

GAMP = +6.9°~ +7.6°, GAMF = -35.2°~ -32.4°

] DT o g ﬂﬂ%
.; — . % Ly=

=% O |
l;j (KAP%()) A-A cross section
APMX CICT OAL LF H DCSFMS CRKS WT(kg) Insert
HPAV06M010MO06R02 6 10 2 34.5 20 7 9.5 M6 0.01 AVGTO06...
HPAV06M012M06R02 6 12 2 34.5 20 7 10 M6 0.01 AVGTO6...
HPAV06M012M06R03 6 12 3 34.5 20 7 10 M6 0.01 AVGTO6...
HPAV06M016MO08R03 6 16 3 42 25 10 13 M8 0.03 AVGTO6...
HPAV06M016MO08R04 6 16 4 42 25 10 13 M8 0.03 AVGTO6...

For metric shank details, please refer to TungFlex series in

TPAVO06
Square shoulder mill, bore type, with screw clamp system

GAMP = +7.7°, GAMF = -29.8°

DCSFMS
e i DCONMS
. o et
..’ T, s W KRy =
| L 1.° =3@
f =, ]
. 4 o\ =
-
DC i
apmx [T cICT DCSFMS DCONMS CBDP  LF KWW b  WTkg) Insert
TPAVO6M040B16.0R10 6 40 10 38 16 18 40 8.4 5.6 0.24 AVGTO6...
HPAV06-S

Square shoulder endmill, modular type (TungMeister), with screw clamp system
GAMP = +6.9°~ +7.6°, GAMF = -35.2°~ -32.4°

A CRKS ! L&ﬂ%

A-A cross section

APMX CICT LF H DCSFMS CRKS WT(kg) Insert
HPAV06M010S05R02 6 10 2 10 8 8 S05 0.01 AVGTOG...
HPAVO6MO010S06R02 6 10 2 16 8 9.8 S06 0.01 AVGTO6...
HPAV06M012S08R02 6 12 2 18 10 1.7 S08 0.02 AVGTOG...
HPAV06M012S08R03 6 12 3 18 10 1.7 S08 0.02 AVGTOG...
HPAV06M016S10R03 6 16 3 20 13 15.4 S10 0.03 AVGTOG...
HPAV06MO016S10R04 6 16 4 20 13 15.4 S$10 0.03 AVGTO6...

- For shank details, please refer to TR381 TungMeister
Shank types: VSSD, VTSD, VSC, VSTD, VER
- For connections between metric shank and TungMeister thread, please use VAD-M type connector
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TUNGALOY

ORGE

ACCELERATED MILLING

B INSERT
AVGT-MJ AVGT-AJ
S
x e ™
: = - :
< \ <
- Steel pie db ¢
M Stainless | ¥ |
- Cast iron *
- Non-ferrous *
S Superalloys b ¢ % : First choice
H Hard materials | % Y : Second choice
Coated Carbide
@ N w
Designation RE APMX/Q 8 2 &| 15 LE | IC | S | BS
- - M M O
I ITII W
CAICCC X
AVGT060300PBER-MJ 0.000 | 0.236 [ BN 0.315|0.197 | 0.106 | 0.063
AVGT060302PBER-MJ 0.008(0236 @ ® @ @ 0.315|0.197 | 0.106 | 0.059
AVGT060304PBER-MJ 0.016/0236 ® ®@ ® ® 0.315]0.197 | 0.106 | 0.051
AVGT060308PBER-MJ 0.031/023 | ® ®@ ® @ 0.315|0.197|0.102 | 0.035
AVGT060300PBFR-AJ 0.000 | 0.236 [ J 0.315|0.197 | 0.106 | 0.063
AVGT060302PBFR-AJ 0.008 | 0.236 [ 0.315|0.197 | 0.106 | 0.059
AVGT060304PBFR-AJ 0.016 | 0.236 [ J 0.315]0.197 | 0.106 | 0.051
AVGT060308PBFR-AJ 0.031|0.236 [ J 0.315]0.197|0.102 | 0.035
@ :Lineup
Il STANDARD CUTTING CONDITIONS
. . L Cutting speed Feed per tooth
ISO Workpiece materials Hardness Priority Grades Ve (sfm) 2 (ipt)
Low carbon steels ) .
(1018, 1026, etc.) - 200 HB First choice AH3225 755 - 1410 0.003 - 0.005
Carbon steel and alloy steel " f
. (1055, 4140, etc.) - 300 HB First choice AH3225 490 - 1150 0.003 - 0.005
Prehardened steel ) .
(H-13, P-20, etc.) 30 - 40 HRC First choice AH3225 325 - 750 0.003 - 0.005
Stainless steel ) .
M (304, 316, etc)) - First choice AH3135 490 - 720 0.003 - 0.004
Gray cast iron B . . : B
(Class 25, Class 30, etc.) 150 - 250 HB First choice AH120 655 - 1080 0.003 - 0.005
. Ductile cast iron . .
(60-40-12, 80-55-06, etc.) 150 - 250 HB First choice AH120 490 - 785 0.003 - 0.005
Aluminum allows (Si < 13%) = First choice KS05F 2130 - 3280 0.003 - 0.005
Aluminum alloys (Si > 13%) - First choice KS05F 325 - 750 0.003 - 0.005
Titanium alloys (Ti-6Al-4V, etc.) - First choice AH130 130 - 295 0.0016 - 0.004
Superalloys (Inconel718, etc.) - First choice AH130 145 - 210 0.0016 - 0.004
(H13, etc.) 40 - 50 HRC First choice AH120 145 - 225 0.002 - 0.004
H Hardened steel
(H13, etc.) 50 - 60 HRC First choice AH120 130 - 210 0.0016 - 0.003
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TUNGFXREC

I MACHINING APPLICATIONS

Shoulder
milling

Slotting

Ramping

4 Feed

o

Plunging and
traversing

3

Helical
interpolation

Hole enlarging

Designation

EPAV06UO0.31...
EPAV06UO0.37...
EPAV06U0.50...
EPAV06UO0.62...
EPAV06UO.75...
EPAV06U1.00...

*Flat bottom hole

Max. depth of

0.313
0.375
0.500
0.625
0.750
1.000

cut

APMX

0.236
0.236
0.236
0.236
0.236
0.236

Max.
MRS pinons
RMPX A
3° 0.012
3° 0.012
2.3° 0.012
2° 0.012
1.6° 0.012

When clamping the insert, please confirm that there is no gap between the cutter body and the

insert as shown in the picture.

‘ Gap
o/

X

Caution for using a large diameter cutter (over 18 mm)

Min.
machining

oD1

0.591
0.709
1.026
1.276
1.775

Max. machining

oD2

0.748
0.906
1.220
1.460
1.960

oD3*
0.709
0.866
1.181
1.421
1.921

Max. cutting
width in
enlarging
ae

0.374
0.453
0.610
0.730
0.980

When using a cutter diameter over 18 mm, please note that the applicable range of cutting depth significantly drops
as the cutting width applied increases, thus an additional finishing process may be required.

Cutting depth in relation to cutting width (for up to 16 mm)

0.276
0.236
0.197
0.157
0.118
0.079
0.039

0

Depth of cut: ap (in)

0.630

Width of cut: ae (in)

Cutter

Insert

Workpiece material
Cutting speed
Feed per tooth
Machining

Coolant

Machine

Cutting depth in relation to cutting width (for 218 mm and up)

0.276
0.236
0.197
0.157
0.118
0.079
0.039

Depth of cut: ap (in)

0.394

0.7.87 1.1.81
Width of cut: ae (in)
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1.575

Cutter

Insert

Workpiece material
Cutting speed
Feed per tooth
Coolant

Machine

: EPAV06U0.62C0.62R04 (00.625", z = 4)
: AVGT060304PBER-MJ AH3135

11055

: Ve = 820 sfm
: fz = 0.003 ipt

: Slotting
: Dry

: Vertical M/C, BT40, 18.5 kW

: EPAVO6U1.00C1.00R06 (1.000", z = 6)
: AVGT060304PBER-MJ AH3135

11055

: Ve =820 sfm
: fz = 0.003 ipt

: Dry

: Vertical M/C, BT40, 18.5 kW



B CUTTER
EPAV12

ORGE

TUNGALOY

ACCELERATED MILLING

Square shoulder endmill, shank type, with screw clamp system

EPAV12U0.62W0.62R02
EPAV12U0.62W0.62R03
EPAV12U0.75W0.75R03
EPAV12U0.75W0.75R04
EPAV12U1.00W1.00R03
EPAV12U1.00W1.00R04
EPAV12U1.00W1.00R06
EPAV12U1.25W1.25R04
EPAV12U1.25W1.25R06
EPAV12U1.25W1.25R08
EPAV12U0.62C0.62R02L
EPAV12U0.75C0.75R03L
EPAV12U1.00C1.00R03L
EPAV12U1.25C1.25R03L

EPAV12M012C12.0R01
EPAV12M016C16.0R02
EPAV12M016C16.0R03
EPAV12M016C16.0R02L
EPAV12M020C20.0R03
EPAV12M020C20.0R04
EPAV12M020C20.0R02L
EPAV12M025C25.0R04
EPAV12M025C25.0R06
EPAV12M025C25.0R03L
EPAV12M032C32.0R06
EPAV12M032C32.0R08
EPAV12M032C32.0R03L

APMX
0.453
0.453
0.453
0.453
0.453
0.453
0.453
0.453
0.453
0.453
0.453
0.453
0.453
0.453

APMX
11.5
11.5
11.5
11.5
11.5
11.5
11.5
11.5
11.5
11.5
11.5
11.5
11.5

0.625
0.625
0.750
0.750
1.000
1.000
1.000
1.250
1.250
1.250
0.625
0.750
1.000
1.250

12
16
16
16
20
20
20
25
25
25
32
32
32

GAMP = +6°~ +7.6°, GAMF = -37.1°~ -32.4°

b

90°

(KAPR) |~

CICT
2

W WO~ WDA O

w

CICT
1

W oo wWwo AN~ ONDO®WN

LH LS
LF a
DCONMS LS LH LF
0.625 1.906 1.000 2.906
0.625 1.906 1.000 2.906
0.750 2.031 1.250 3.281
0.750 2.031 1.250 3.281
1.000 2.281 1.500 3.781
1.000 2.281 1.500 3.781
1.000 2.281 1.500 3.781
1.250 2.281 1.500 3.781
1.250 2.281 1.500 3.781
1.250 2.281 1.500 3.781
0.625 4.250 1.500 5.750
0.750 5.250 2.000 7.250
1.000 5.750 2.750 8.500
1.250 7.000 3.000 10.000
DCONMS LS LH LF
12 60 25 85
16 60 25 85
16 60 25 85
16 105 40 145
20 70 30 100
20 70 30 100
20 135 50 185
25 80 35 115
25 80 35 115
25 150 70 220
32 80 40 120
32 80 40 120
32 175 80 255

= &y =

Z RUR .

Sy = @

WT(lb)  Air Hole Insert
0.220 with AVM/GT12...
0.220 with AVM/GT12...
0.330 with AVM/GT12...
0.330 with AVM/GT12...
0.710 with AVM/GT12...
0.710 with AVM/GT12...
0.710 with AVM/GT12...
1.100 with AVM/GT12...
1.120 with AVM/GT12...
1.150 with AVM/GT12...
0.440 with AVM/GT12...
0.790 with AVM/GT12...
1.650 with AVM/GT12...
3.150 with AVM/GT12...
WT(kg) Air Hole Insert

0.06 with AVM/GT12...
0.12 with AVM/GT12...
0.12 with AVM/GT12...
0.20 with AVM/GT12...
0.22 with AVM/GT12...
0.21 with AVM/GT12...
0.41 with AVM/GT12...
0.38 with AVM/GT12...
0.39 with AVM/GT12...
0.74 with AVM/GT12...
0.68 with AVM/GT12...
0.68 with AVM/GT12...
1.47 with AVM/GT12...
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TUNGFXREC

B CUTTER

HPAV12-M
Square shoulder endmill, modular type (TungFlex), with screw clamp system

GAMP = +6°~ +7.6°, GAMF = -37.1°~ -32.4°

"ICRKS " %ﬂ@
i s A

T
)
“p

A-A cross section

APMX CICT OAL LF H DCSFMS CRKS WT(kg) Airhole Insert

HPAV12M016M08R02 11.5 16 2 42 25 10 14.5 M8 0.03 With AVM/GT12...
HPAV12M016M08R03 11.5 16 3 42 25 10 14.5 M8 0.03 With AVM/GT12...
HPAV12M020M10R03 11.5 20 3 49 30 15 17.8 M10 0.06 With AVM/GT12...
HPAV12M020M10R04 11.5 20 4 49 30 15 17.8 M10 0.05 With AVM/GT12...
HPAV12M025M12R04 11.5 25 4 57 35 17 23 M12 0.1 With AVM/GT12...
HPAV12M025M12R06 11.5 25 6 57 35 17 23 M12 0.1 With AVM/GT12...
HPAV12M032M16R06 11.5 32 6 63 40 22 28.8 M16 0.21 With AVM/GT12...
HPAV12M032M16R08 11.5 32 8 63 40 22 28.8 M16 0.21 With AVM/GT12...
HPAV12M040M16R06 11.5 40 6 63 40 22 28.8 M16 0.25 With AVM/GT12...
HPAV12M040M16R08 11.5 40 8 63 40 22 28.8 M16 0.24 With AVM/GT12...
TPAV12

Square shoulder mill, bore type, with screw clamp system
GAMP = +6°~ +7.6°, GAMF = -37.1°~ -32.4°

poses .

Q
Ckow |y ¢
= i o fE
b= - —k 8 rRUR V
e =5d
W =%
7 =
i =
| o
<C r
e, | DC
[T apmx T cIcT  DCSFMS DCONMS CBDP  LF - KWW b WT(lb) AirHole Insert
TPAV12U1.50B0.50R05 0.453 1.500 5 1.417 0.500 0.630 1.575 0.258 0.157 0.460 with AVM/GT12...
TPAV12U2.00B0.75R05 0.453 2.000 5 1.772 0.750 0.750 1.575 0.315 0.197 0.770 with AVM/GT12...
TPAV12U2.00B0.75R12 0.453 2.000 12 1.772 0.750 0.750 1.575 0.315 0.197 0.840 with AVM/GT12...
APMX | [ CICT DCSFMS DCONMS CBDP LF KWW b  WT(kg) AirHole Insert
TPAV12M050B22.0R08 11.5 50 8 47 22 20 40 10.4 6.3 0.37 with AVM/GT12...
TPAV12M050B22.0R12 11.5 50 12 47 22 20 40 10.4 6.3 0.37 with AVM/GT12...
TPAV12M063B22.0R08 11.5 63 8 47 22 20 40 10.4 6.3 0.52 with AVM/GT12...
TPAV12M063B22.0R14 11.5 63 14 47 22 20 40 10.4 6.3 0.54 with AVM/GT12...
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I INSERT
AVMT-MM

APMX

APMX

AVGT-AM

o

ACCELERATED MILLING

APMX

M Stainless
- Cast iron * D¢
- Non-ferrous *
- Superalloys * | % % : First choice
H Hard materials | % ¥ : Second choice
Coated Carbide
0
Designation RE |APMX| & % w Q § W1 |INSL| S | BS | LE | Fig.
sz @
AVMT120404PDER-MM 0.016/0453 | ® @ ® @ 0.260 [ 0.559 | 0.142 | 0.059 | 0.465 | 1
AVMT120408PDER-MM 0.031/0453 | ® ®@ ® ® 0.260 | 0.559 | 0.142 | 0.043 | 0.465 1
AVMT120412PDER-MM 0.047(0453 | ® @ @ @ 0.260 | 0.559 | 0.142 | 0.028 | 0.465 1
AVMT120416 PDER-MM 0.063(0453| ® @ @ © 0.260 | 0.559|0.142 | 0.012 | 0.465 1
AVMT120420PDER-MM 0.079/0413 | ® ®@ ® ©® 0.260 | 0.500|0.134 | 0.047 | 0.437 | 2
AVMT120430PDER-MM 0.118/0413 | ® ® ® ® 0.260 | 0.500 | 0.134 | 0.008 | 0.437 | 2
AVGT120404PDFR-AM 0.016 | 0.453 [ J 0.260 | 0.559|0.142 | 0.059 | 0.465| 3
AVGT120408PDFR-AM 0.031|0.453 [ J 0.260 | 0.559|0.142 1 0.043 | 0.465| 3
@ : Line up
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TUNGFXREC

I STANDARD CUTTING CONDITIONS

ISO Workpiece materials

Low carbon steel
1028, etc.

Carbon steel and alloy steel
1045, etc.

Prehardend steel
NAK80, PX5, etc.

M Stainless steel
304SS, etc.

Grey cast iron
No. 250B, etc.

Ductile cast iron
60-40-18, etc.

Aluminum alloys

. Si<13%
Aluminum alloys

Si = 13%

Titanium alloys
Ti-6Al-4V, etc.

S

Superalloys
Inconel718, etc.

H13, etc.
H Hardened steel
D2, etc.

Hardness

-200 HB

-200 HB

- 300 HB

- 300 HB

30 - 40 HRC

30 - 40 HRC

150 - 250 HB

150 - 250 HB

150 - 250 HB

150 - 250 HB

- 40 HRC

- 40 HRC

40 - 50 HRC

50 - 60 HRC

Priority

First choice

Wear resistance

First choice

Wear resistance

First choice

Wear resistance

First choice

First choice

Wear resistance

First choice

Wear resistance

First choice

First choice

First choice

First choice

First choice

First choice

CAUTIONARY POINT IN MODIFYING CUTTER BODIES

Grades

AH3225

T3225

AH3225

T3225

AH3225

T3225

AH3225

AH120

T1215

AH120

T1215

KS05F

KS05F

AH3225

AH120

AH120

AH120

Cutting speed
Ve (sfm)

328 - 984

656 - 1312

328 - 820

656 - 1312

328 - 656

656 - 1312

262 - 591

328 - 984

656 - 1312

328 - 820

492 - 984

984 - 4921

328 - 656

66 - 197

66 - 131

164 - 492

131 - 230

Feed per tooth
fz (ipt)

0.002 - 0.009

0.002 - 0.007

0.002 - 0.009

0.002 - 0.007

0.002 - 0.009

0.002 - 0.006

0.003 - 0.008

0.002 - 0.005

0.002 - 0.007

0.002 - 0.005

0.002 - 0.007

0.002 - 0.013

0.002 - 0.013

0.002 - 0.006

0.002 - 0.006

0.002 - 0.003

0.002 - 0.003

When using inserts with corner radius
RE > 0.039", standard cutter bodies have to be
modified “R”. (EPAV12, TPAV12, HPAV12)

144 | NEW PRODUCTS

Corner radius RE (in)

The dimension of modifying (in)

0.016 - 0.063

Unnecessary

0.079 - 0.118

0.039




MEMO

TUNGALOY
AnpEmi

W
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ULTI

oM =ZEc

[ Milling, Drilling (Multi-function) J

ULTIMATE
ALL-ROUND CUTTER

ADD multifunctional milling capability from dfrilling to square shoulder
milling and counterboring
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ACCELERATED MILLING

Milling I

- A single insert has cutting edges for
both bottom and peripheral surfaces.
Four total cutting edges for better cost
per insert.

- Through using helical interpolation
method, flat-bottom holes of any
diameter (= the cutter diameter +0.079"
+2 mm) can be made.

- Negative insert with robust design. - Perfect for counterboring.

Lineup

Inserts

- LXMUO8-MM
APMX = 0.276" (ZEFP = 1), 0157" (ZEFP = 2)
RE = 0.016"

- LXMU10-MM

APMX = 0.354" (ZEFP = 1), 0.157" (ZEFP = 2)
RE = 0.031"

- LXMU12-MM

APMX = 0.433" (ZEFP = 1), 0.236" (ZEFP = 2)
RE = 0.031"

Chipbreaker
- MM type: Versatile geometry for low cutting
forces

Grades

- AH3225: Superior resistance to wear and
fracture, ideal for steel and stainless steel

- AH8015: Wear-resistant grade ideal for
hardened steel and cast iron

- AH120: Excellent edge chipping resistance,
suited for cast iron

XX -4

Cutter bodies

Shank type:

- EVLX08... (Short type)
DC = 20.625" 216 mm

- EVLX08**L (Long type)
DC = 00.625", 16, @17 mm
- EVLX10... (Short type)
DC = 20.787", 220 mm

- EVLX10**L (Long type)
DC = 20.787", 20, @21 mm
- EVLX12... (Short type)
DC = 21.000", 25 mm

- EVLX12**L (Long type)
DC = 21.000", 925, @26 mm
Modular type:

- HVLXO08...

DC = 16 mm, @17 mm

- HVLX10...

DC = 220 mm, 221 mm

- HVLX12...

DC = 225 mm, 216 mm

Scan this QR code
to find out more
about this tool!
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Dol Z2Ec

B CUTTER

EVLX08/10/12

Multi-function endmill, shank type, with center cutting edge GAMPH Central insert -2.6° ~ -4.4°, Peripheral insert +6.1° ~ +7.1°
GAMFH Central insert +0.2° ~ +1.3°, Peripheral insert 15.7° ~ -15°

- APMK = 4 V
Oi —n ] 2 =/ ﬂ
Q e 2
. | LAPMIX 2 = | @
e 90° LH . LS N ’
% — (KAPR) | LF -
APMX APMX 2 CICT DCONMS LS LH LF  WT(kg) Airhole Insert
EVLX08U0.62W0.62R02 0.276 0.157 0.625 2 0.625 1.910 1.250 3.160 0.10 With LXMUO0S...
EVLX08U0.62C0.62R02L 0.276 0.157 0.625 2 0.625 5.000 2.000 7.000 0.24 With LXMUO0S...
EVLX10U0.787W0.75R02 0.354 0.157 0.787 2 0.750 2.030 1.380 3.410 0.16 With LXMUO08...
EVLX10U0.787C0.75R02L 0.354 0.157 0.787 2 0.750 5.000 2.380 7.380 0.37 With LXMU10...
EVLX12U1.00W1.00R02 0.433 0.236 1.000 2 1.000 2.280 1.750 4.030 0.34 With LXMU10...
EVLX12U1.00C1.00R02L 0433 0236  1.000 2 1000 6000 3000 9000 081  With  LXMU1O..
APMX APMX 2 CICT DCONMS LS LH LF  WT(kg) Airhole Insert

EVLX08M016C16.0R02 7 4 16 2 16 100 30 130 0.18 With LXMUO0S...
EVLX08M016C16.0R02L 7 4 16 2 16 130 50 180 0.25 With LXMUO08...
EVLX08M017C16.0R02L 7 4 17 2 16 155 25 180 0.26 With LXMUO0S...
EVLX10M020C20.0R02 9 4 20 2 20 110 35 145 0.31 With LXMU10...
EVLX10M020C20.0R02L 9 4 20 2 20 130 60 190 0.41 With LXMU10...
EVLX10M021C20.0R02L 9 4 21 2 20 160 30 190 0.42 With LXMU10...
EVLX12M025C25.0R02 11 6 25 2 25 105 45 150 0.51 With LXMU12...
EVLX12M025C25.0R02L 11 6 25 2 25 150 75 225 0.77 With LXMU12...
EVLX12M026C25.0R02L 11 6 26 2 25 190 85) 225 0.80 With LXMU12...

HVLX08/10/12-M

Mum_funCtlonal square shoulpler modular milling CUt.ter GAMP: Central insert -2.6° ~ -4.4°, Peripheral insert +6.1° ~ +7.1°
(TungFlex), with screwed-on inserts and center cutting edge  GAMF: Central insert +0.2° ~ +1.3°, Peripheral insert 15.7° ~ -15°

?i ea— bl A
y 2 P <A LY =

L %y <
— < I Z ]
q a2 =16
= gl ’;’} — 138
¥ [=]
90°! - A .
(KAPR) "APMX 2 A-A cross section
APMX APMX 2 CICT OAL LF H DCSFMS CRKS WT(kg) Airhole Insert
HVLX08M016M08R02 7 4 16 2 42 25 10 14.5 M8 0.03 With LXMUO0S...
HVLX08M017M08R02 7 4 17 2 42 25 10 14.5 M8 0.04 With LXMUOS...
HVLX10M020M10R02 9 4 20 2 49 30 15 17.8 M10 0.05 With LXMU10...
HVLX10M021M10R02 9 4 21 2 49 30 15 17.8 M10 0.06 With LXMU10...
HVLX12M025M12R02 11 6 25 2 57 35 17 23 M12 0.10 With LXMU12...
HVLX12M026M12R02 11 6 26 2 57 35 17 23 M12 0.10 With LXMU12...
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B INSERT
LXMU-MM

ORGE

TUNGALOY

ACCELERATED MILLING

- Steel * |
M Stainless *
- Cast iron *
- Non-ferrous
S Superalloys PAe * % : First choice
H Hard materials * v : Second choice
Coated
a [Te]
Designation RE APMX| & & & LE |W1| s | BS
™ v~
I I I
<< <
LXMUO080304PER-MM 0.016(0.276 | ® @® @ 0.303 [ 0.197| 0.100 | 0.031
LXMU10T304PER-MM 0.016/0.354 | @ [ J 0.394 | 0.236 | 0.126 | 0.047
LXMU10T308PER-MM 0.031/0354 | @ @ @ 0.394 | 0.236 | 0.127 | 0.031
LXMU120404PER-MM 0.016|0.433 | @ (] 0.480 | 0.280| 0.165 | 0.047
LXMU120408PER-MM 0.031/0.433 | ® @ @ 0.480|0.280 | 0.165 | 0.031
@ : Line up
Drilling Shouldering /
B STANDARD CUTTING CONDITIONS o peeodering
i Feed per Feed per tooth: fz (ipt
ISO Workpiece Materials Hardness Priority Grades Cutting speed revolution P tipt)
Ve (sfm) f (ipr) 08 10/12
L°W1g§gb‘e’?:tee' -200HB  First Choice ~ AH3225 330-980  0.001-0.003 0.002-0.010 0.002-0.012
. Carbon steel and alloy steel -300HB  FirstChoice  AH3225 330-825  0.001-0.003 0.002-0.010 0.002-0.012
Prehardened steel . .
NAK8O, PX5, etc. 30-40HRC First Choice AH3225 330-655 0.001-0.002 0.002-0.008 0.002-0.010
Stainless steel . .
M 30458, etc., - First Choice AH3225 260- 590 0.001-0.003 0.002-0.008 0.002-0.009
Grey cast iron X .
. Class 25, Class 30, etc. 150 - 250 HB  First Choice AHB8015 328-984  0.001-0.004 0.002-0.010 0.002-0.012
Ductile cast iron . .
60-40-18, 80-55-06, etc. 150 - 250 HB  First Choice AHB8015 328-820  0.001-0.003 0.002-0.008 0.002-0.010
Titanium alloys . ;
s Ti-BAI-4V, etc. - First Choice AH3225 66 - 195 0.001-0.002 0.002-0.006 0.002-0.006
Superalloys . q
Inconel718, etc. - First Choice AH8015 66 - 130 0.001-0.002 0.002-0.006 0.002-0.006
H-13, etc. 40 - 50 HRC First Choice AHB8015 160-490  0.001-0.002 0.002-0.006 0.002-0.006
H Hardened steel
D2, etc. 50 - 60 HRC First Choice AHB8015 130-225 0.001-0.002 0.002-0.006 0.002-0.006
“In the following cases, feed as if the cutter has a single effective cutting edge (ZEFP = 1):
- Hole making
- Helical interpolating for holes with a hole diameter (D) < 1.25x the tool diameter (DC)
- The axial D.O.C. exceeds APMX2 (See below for APMX2)
C O G Helical .
Plunging interpolation Hole enlarging
Shoulder ; f b
milling Slotting  Ramping Drilling (\
(\\/‘ [\_/ L
| / \ ‘\ c
Laly i ‘
<A A 1 <;
= x
o =
A <
Max. Max. Max. ; : Max. cutting
Max. depth of cut drilling cutting width ramping :gllcalr(]ﬂallt)d. machirll-'iﬁhcr?cl)le dia width in
depth  inplunging  angle machining hole dia. 9 " enlarging
Designation APMX APMX 2 A c RMPX oDmin @gDmax oDmin gDmax ae
EVLX08UO0.62... 0.625 0.276 0.157 0.469 0.313 90° 16.930 30.470 0.625 31.330 0.546
EVLX10U0.787... 0.780 0.354 0.157 0.590 0.394 90° 22.000 37.950 0.787 39.150 0.708
EVLX12U1.00... 1.000 0.433 0.236 0.750 0.500 90° 27.450 48.650 1.000 49.750 0.921

*Use pecking or dwelling method when drilling holes deeper than 0.197".

Tungaloy | 149

Milling I



TUNGMEISTER

MORE THAN 13,000
POSSIBLE COMBINATIONS

ADD an extensive array of exchangeable
milling heads for higher productivity

M

Bl |u-;..'.l-| i Ll .
A LA A L l

150 | NEW PRODUCTS



- Easy and accurate head-shank
coupling provides reduced tool change
time and high accuracy of cutting point
repeatability.

- Offers solutions for square shoulder
milling, high feed milling, profile milling,
chamfering, hole making, and slotting.

Lineup

Heads

- Square: DC = 20.250" - 21.000", @7.7 - @32 mm
- Face mil: DC = 912 - 225 mm

- High feed: DCX = 212 - 16 mm

- Ball nose: DC = 20.250" - 1.000"

- Barrel: DC = 28 - g16 mm

- Bull nose: DC = 210 - @16 mm

- Lens: DC = @8 - ¢16 mm

- Chamfering: DC = 20.375", 210 - 220 mm
- Chamfering spot dril: DC = @8 - 16 mm
- Center hole: DC = 21.07 - 26.41 mm

Grades

- AH715: Wear-resistant grade suited for steel
and hard materials

- AH725: Versatile grade with a good balance
of wear and fracture resistance, ideal for all
material groups

- AH750: Fracture resistant, improves machining
efficiency in ISO H materials

- KS15F: Designed for non-ferrous applications

3?,!

- A flexible mix of heads and shanks

ACCELERATED MILLING

“u

(
Milling I

allows an optimum tool assembly in all
end milling applications.

Shanks

- Gylindrical shank, straight neck
DCONMS = 20.312" - 21.000", 28 - @32 mm
- Weldon shank, straight neck

DCONMS = 20.500" - 1.000", 12 - 25 mm
- Cylindrical shank, taper neck

DCONMS = 20.500" - 1.000", @8 - 240 mm
- High rigidity shank (cylindrical)

DCONMS = 26 - 240 mm

- Straight shank for slotting (cylindrical)
DCONMS = ¢0.312" - 20.625", @6 - 16 mm

- Adaptor for TungFlex
CRKSMS = M8 - M12
- Adaptor for ER collet
SS = ER11, ER16

Scan this QR code
to find out more
about this tool!
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TUNGMEISTER

I HEADS

VEH...
4 flute, roughing - finishing, variable helix and pitch

w L@y
Square \‘
: (==
i B } =Y
APMX 1 24
RE APMX = Max. depth
UE | of cut
e Fig. 2 Y LR
AH715 AH725 NOF  FHA m DCSFMS APMX RE CRKS LF Wrench Torque* Fig.
VEH080L05.0R05104S05 [ J 4 41° - 45° 0.5 S05 10 KEYV-S05 7 1
VEH080L05.0R10104S05 [ J 4 41° - 45° 8 7.7 5 1 S05 10 KEYV-S05 7 1
VEH100L07.0R10104S05 [ J 4 41° - 45° 10 7.7 7 1 S05 12.8  KEYV-S05 7 2
VEH100L07.0R05104S06 ° 4 41°-45° 10 9.7 7 05 S06 13  KEYV-S06 10 1
VEH100L07.0R10104S06 [ J 4 41° - 45° 10 9.7 7 1 S06 13 KEYV-S06 10 1
VEH120L09.0R10104S06 [ J 4 41° - 45° 12 9.3 9 1 S06 14.3  KEYV-S06 10 2
VEH120L09.0R05104S08 [ J 4 41° - 45° 12 11.7 9 0.5 S08 16.5 KEYV-S08 15 1
VEH120L09.0R10104S08 [ J 4 41° - 45° 12 1.7 9 1 S08 16.5 KEYV-S08 15 1
VEH160L12.0R10104S08 [ J 4 41° - 45° 16 11.7 12 1 S08 20 KEYV-S08 15 2
VEH160L12.0R05104S10 [ J 4 41° - 45° 16 15.3 12 0.5 S10 20.5 KEYV-S10 28 1
VEH160L12.0R10104S10 [ J 4 41° - 45° 16 15.3 12 1 S10 20.5 KEYV-S10 28 1
VEH200L15.0R05104S12 [ J 4 41° - 45° 20 18.3 15 0.5 S§12 25,5  KEYV-§12 28 1
VEH200L15.0R10104512 ° 4 4°-45° 20 18.3 15 1 812 255 KEYV-S12 28 1
* Recommended clamping torque (N-m) @ : Line-up

2 pieces per package

VEH...
4 flute, roughing - finishing, variable helix and pitch

&

Square

APMX = Max. depth of cut
&1 # 02 # 63 # X4 CRKS = Connection screw size

AH715 NOF  FHA mDCSFMS APMX RE CRKS LF  Wrench  Torque*

VEHO080L12.0R05104S05 [ 4 41° - 45° 0.5 S05 18 KEYV-S05 7
VEHO080L12.0R10104S05 [ ] 4 41° - 45° 8 7.7 12 1 S05 18 KEYV-S05 7
VEH100L15.0R05104S06 [ ] 4 41° - 45° 10 9.7 15 0.5 S06 22 KEYV-S06 10
VEH100L15.0R10104S06 [ ] 4 41° - 45° 10 9.7 15 1 S06 22 KEYV-S06 10
VEH120L18.0R05104S08 [ 4 41° - 45° 12 11.7 18 0.5 S08 27 KEYV-S08 15
VEH120L18.0R10104S08 [ ] 4 41° - 45° 12 11.7 18 1 S08 27 KEYV-S08 15
VEH160L24.0R05104S10 [ ] 4 41° - 45° 16 15.8 24 0.5 S10 33.5 KEYV-S10 28
VEH160L24.0R10104S10 [ ] 4 41° - 45° 16 15.3 24 1 S10 33.5 KEYV-S10 28
VEH200L30.0R05104S12 [ ) 4 41° - 45° 20 18.45 30 0.5 S12 41 KEYV-S12 28
VEH200L30.0R10104S12 [ ] 4 41° - 45° 20 18.45 30 1 S12 41 KEYV-S12 28
VEH250L37.0R05104S15 [ ] 4 41° - 45° 25 23.9 37 0.5 S15 52.5 KEYV-W20 40
VEH250L37.0R10104S15 [ ] 4 41° - 45° 25 23.9 37 1 S15 52.5 KEYV-W20 40
VEH320L38.0R00104S21 [ 4 41° - 45° 32 30 38 - S21 55 KS-24 110
VEH320L38.0R10104S21 [ ] 4 41° - 45° 32 30 38 1 S21 55 KS-24 110
* Recommended clamping torque (N-m) @ : Line-up

VEHO080 ~ VEH160: 2 pieces per package
VEH200 ~ VEH320: 1 piece per package
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VEE**-04..., VED**-04...

TUNGALOY

ORGE

ACCELERATED MILLING

4 flute, roughing - finishing, general

| m

Square

VEE025L20R000-U04S05
VEDO031L20R015-U04S05
VEDO031L20R031-U04S05
VEDO031L20R062-U04S05
VEE031L20R000-U04S05
VEE031L20R015-U04S05
VEEO031L20R031-U04S05
VEEO031L20R062-U04S05
VED037L27R015-U04S06
VEDO037L27R031-U04S06
VEEO037L.27R000-U04S06
VEEO037L27R015-U04S06
VEEO037L27R030-U04S06
VEEO037L27R062-U04S06
VEEO037L47R000-U04S06
VEDO50L37R015-U04S08
VEDO50L37R031-U04S08
VEE050L37R000-U04S08
VEE050L37R015-U04S08
VEE050L37R031-U04S08
VEE050L37R062-U04S08
VEDO062L47R015-U04S10
VED062L47R031-U04S10
VED062L47R062-U04S10
VEE062L.47R000-U04S10
VEE062L.47R031-U04S10
VEDO075L62R015-U04S12
VEDO075L62R031-U04S12
VEDO075L62R062-U04S12
VEEQ75L62R000-U04S12
VEEO75L62R031-U04S12

* Torque: Recommended clamping torque: Ibs-ft

=

Y

AH725

A4

NOF

IN

A A B DD DD DD DMDBEDAEDBAEDNEDSEDNSEDBSDNAEDDDDDDDDDMDBRSAMSD-MN

RE

DCes

Fig. 1

FHA
45°
30°
30°
30°
45°
45°
45°
45°
30°
30°
45°
45°
45°
45°
45°
30°
30°
45°
45°
45°
45°
30°
30°
30°
45°
45°
30°
30°
30°
45°
45°

DCSF

DCSFMS APMX

APMX
<« LF |
0.250 0.300
0.312 0.300
0.312 0.300
0.312 0.300
0.312 0.300
0.312 0.300
0.312 0.300
0.312 0.300
0.375 0.370
0.375 0.370
0.375 0.370
0.375 0.370
0.375 0.370
0.375 0.370
0.375 0.370
0.500 0.488
0.500 0.488
0.500 0.488
0.500 0.488
0.500 0.488
0.500 0.488
0.625 0.600
0.625 0.600
0.625 0.600
0.625 0.600
0.625 0.600
0.750 0.720
0.750 0.720
0.750 0.720
0.750 0.720
0.750 0.720

0.200
0.200
0.200
0.200
0.200
0.200
0.200
0.200
0.275
0.275
0.275
0.275
0.275
0.275
0.470
0.374
0.374
0.374
0.374
0.374
0.374
0.470
0.470
0.470
0.470
0.470
0.620
0.620
0.620
0.620
0.620

RE
“tg S
51 8
APMX

. « LF

Fig. 2

RE CRKS LF

- S05 0.390
0.015 S05 0.390
0.031 S05 0.390
0.062 S05 0.390

- S05 0.390
0.015 S05 0.390
0.031 S05 0.390
0.062 S05 0.390
0.015 S06 0.512
0.031 S06 0.512

- S06 0.512
0.015 S06 0.512
0.031 S06 0.512
0.062 S06 0.512

= S06 0.748
0.015 S08 0.650
0.031 S08 0.650

- S08 0.650
0.015 S08 0.650
0.031 S08 0.650
0.062 S08 0.650
0.015 S10 0.810
0.031 S10 0.810
0.062 S10 0.810

- S10 0.810
0.031 S10 0.810
0.015 S12 1.000
0.031 S12 1.000
0.062 S12 1.000

- S12 1.000
0.031 S12 1.000

DCSF

Lhy

== ¢
[
=

APMX = Max. depth of cut
CRKS = Connection screw size

Wrench
KEYV-S05
KEYV-S05
KEYV-S05
KEYV-S05
KEYV-S05
KEYV-S05
KEYV-S05
KEYV-S05
KEYV-S06
KEYV-S06
KEYV-S06
KEYV-S06
KEYV-S06
KEYV-S06
KEYV-S06
KEYV-S08
KEYV-S08
KEYV-S08
KEYV-S08
KEYV-S08
KEYV-S08
KEYV-S10
KEYV-S10
KEYV-S10
KEYV-S10
KEYV-S10
KEYV-S12
KEYV-S12
KEYV-S12
KEYV-S12
KEYV-S12

**Fig. 1: Avoid interference with workpiece when using this cutting head. The shank diameter is larger than the cutter diameter when assembled.

2 pieces per package

Torque* Fig.
5.16
5.16
5.16
5.16
5.16
5.16
5.16
5.16
7.38
7.38
7.38
7.38
7.38
7.38
7.38
11.06
11.06
11.06
11.06
11.06
11.06
20.65
20.65
20.65
20.65
20.65
20.65
20.65
20.65
20.65
20.65

@ : Line-up

Milling I

N DD N NNNDMNDDNDNDRNDMNDDNDDNDNDNONDNDDNDRNDDNDNDNDMNDMNDNDDNDMNDMNDNDDRND-S

Tungaloy | 153



TUNGMEISTER

VEE**-1I...
4 flute, roughing - finishing, variable pitch

| m

Square

by
==,
%=

APMX = Max. depth of cut
CRKS = Connection screw size

:-;'ii'- CRKS

W %

DCes
FMS

A APMX]
RE, CHW/ |=——*>

LF

AH725  NOF FHA [I:[JNIDCSFMS APMX RE CHW CRKS LF  Wrench  Torque*

VEEO031L22C0121U04S05 [ ] 4 38° 0.312 0.303 0.220 - 0.012 S05 0.393 KEYV-S05 5.16
VEEO037L29C0161U04S06 [ ] 4 38° 0.375 0.370 0.299 - 0.016 S06 0.512 KEYV-S06 7.38
VEE050L37C0201U04S08 [ ] 4 38° 0.500 0.488 0.374 = 0.020 S08 0.650 KEYV-S08 11.06
VEE062L50C0241U04S10 [ ] 4 38° 0.625 0.602 0.500 - 0.024 S10 0.810 KEYV-S10 20.65
VEEO075L62C0241U04S12 [ ] 4 38° 0.750 0.726 0.629 - 0.024 S12 1.004 KEYV-S12 20.65
VEE100L86C0241U04S15 [ ] 4 38° 1.000 0.94 0.863 - 0.024 S15 1.456 KEYV-W20 29.5
VEE100L86R0001U04S15 [ ] 4 38° 1.000 0.941 0.866 = = S15 1.457 KEYV-W20 29.5
VEE100L86R0151U04S15 [ ] 4 38° 1.000 0.941 0.866 0.015 - S15 1.457 KEYV-W20 29.5
VEE100L86R0311U04S15 [ ] 4 38° 1.000 0.941 0.866  0.031 - S15 1.457 KEYV-W20 29.5
VEE100L86R0621U04S15 [ ] 4 38° 1.000 0.941 0.866  0.062 - S15 1.457 KEYV-W20 29.5
VEE100L86R1251U04S15 [ ) 4 38° 1.000 0.941 0.866 0.125 = S15 1.457 KEYV-W20 29.5
* Torque: Recommended clamping torque: Ibs-ft @ : Line-up

2 pieces per package

VEE**-03...
3 flute, roughing - finishing, general, for key way

i g RE CRKS
N
2 P e et
o . 2 ==,
‘%I 8 BT ' G
o S
8 <=
| _APMX
LF APMX = Max. depth of cut
- > CRKS = Connection screw size

AH715 AH725 NOF FHA [IS[0DCSFMS APMX RE CRKS LF  Wrench  Torque*

VEEQ77L04.0R02-03S05 [ ] 3 38° 7.7 7.7 4 0.2 S05 10 KEYV-S05 7
VEEO080L05.0R00-03S05 [ J 3 45° 8 7.7 5 - S05 10 KEYV-S05 7
VEEO097L05.0R03-03S06 [ J 3 38° 9.7 9.7 5! 0.3 S06 13 KEYV-S06 10
VEE100L07.0R00-03S06 [ J 3 45° 10 9.7 7 - S06 13 KEYV-S06 10
VEE117L07.0R03-03S08 o o 3 38° 11.7 11.7 7 0.3 S08 16.5 KEYV-S08 15
VEE120L09.0R00-03S08 [ J 3 45° 12 1.7 9 - S08 16.5 KEYV-S08 15
VEE157L08.0R03-03S10 o [ J 3 38° 15.7 15.3 8 0.3 S10 20.5 KEYV-S10 28
VEE197L12.0R04-03S12 [ ] 3 38° 19.7 18.3 12 0.4 S12 25.5 KEYV-S12 28
* Recommended clamping torque (N-m) @ : Line-up

2 pieces per package

154 | NEW PRODUCTS



VED**R...

TUNGALOY

ACCELERATED MILLING

4, 5, 6 flute, roughing, long cutting edge, serrated cutting edge

[ m

Square

AH725 NOF
4

4
4
5
6
6

VEDO080L12.0C25R04S05
VED100L15.0C30R04S06
VED120L18.0C35R04S08
VED160L24.0C40R05S10
VED200L30.0C40R06S12
VED250L37.0C50106S15

* Recommended clamping torque (N-m)
VEDO80 ~ VED160: 2 pieces per package
VED200, VED250: 1 piece per package

VED**-07/09...

< RMPX

FHA [WSDCSFMS APMX CHW CRKS LF

47°
47°
47°
47°
47°
47°

8
10
12
16
20
25

e
9.6
11.7
15.3
18.45
23.9

12
15
18
24
30
37

0.25
0.3
0.35
0.4
0.4
0.5

S05
S06
S08
S10
S12
§15

18
22
27

335
41

525

RMPX

w w o o,
°© o o o

°

“bdy

=y
;.b-

Wrench
KEYV-S05
KEYV-S06
KEYV-S08
KEYV-S10
KEYV-S12
KEYV-W20

APMX = Max. depth of cut
CRKS = Connection screw size

Torque*
7
10
15
28
28
40

@ : Line-up

7, 9 flute, roughing - finishing, long edge, variable helix and pitch, small width of cut

Square

AH725 NOF

VEDO80L12.0R05107S05
VED100L15.0R05107S06
VED120L18.0R05107S08
VED160L24.0R08I09S10
VED200L30.0R10109S12
VED250L.37.0R10109S15

* Recommended clamping torque (N-m)
VEDO080 ~ VED160: 2 pieces per package
VED200, VED250: 1 piece per package

7

© © © N N

FHA
34° - 40°
34° - 40°
34° - 40°
34° - 40°
34° - 40°
34° - 40°

DCSFMS Al
8 7.7

10
12
16
20
25

9.6
1.7
15.3

18.45
23.9

X1 # 02 # O3 # 04 # 05 # X6 # X7 # K8 # K9

PMX

12
15
18
24
30
37

RE
0.5
0.5
0.5
0.8
1
1

CRKS
S05
S06
S08
§10
S12
815

LF
18
22
27
33.5
41
52.5

hy

APMX = Max. depth

Wrench
KEYV-S05
KEYV-S06
KEYV-S08
KEYV-S10
KEYV-S12
KEYV-W20
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of cut

CRKS = Connection

screw size

Torque*
7
10
15
28
28
40
@ : Line-up
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TUNGMEISTER

VFM...

6 flute, roughing - finishing, for face milling

Face mill

VFM120L03.6R02106S05
VFM160L04.8R04106S06
VFM200L06.0R04106S08
VFM250L07.5R04106S10

* Recommended clamping torque (N-m)

2 pieces per package

VFX**-04/06...

o1 # 02 # O3 # 04 # o5 # 06

APMX
y CRKS
n
as] b=t
Y
Re 27| LE]

FHA DCSFMS APMX
10° 12 7.7 3.6
10° 16 9.7 4.8
10° 20 11.7 6
10° 25 15.3 7.5

RE BS
0.2 1.2
0.4 2
0.4 2
0.4 2

CRK
S05

S06
S08
S$10

S

LF
4.4
5.6

8.55

APMX = Max. depth of cut
CRKS = Connection screw size

Wrench Torque*
KEYV-T20 7
KEYV-T25 10
KEYV-T40L 15
KEYV-T50L 28
@ : Line-up

4, 6 flute, roughing, with coolant hole (2 items do not have coolant hole)

CJm [~ KAPR CRKS ==
High feed A (\ .
3ol g;' ﬁ FR |£
QAx
a1y
RMPX \—
RE <[ [LAPMX' |
_— APMX = Max. depth of cut
Fig. 1 CRKS = Connection screw size
AHT15 AH725 AHT50 NOF FHA [l5/5d DC DCSFMS APMX RE KAPR CRKS LF RMPX Wrench Torque* Fig.
VFX120L0.60R18E04S08 o 4 20° 12 4.8 11.5 0.6 1.8 97° S08  16.5 5°  KEYV-S08 15 2
VFX120L0.60R18H04S08 [ ] 4 20° 12 4.8 11.5 0.6 1.8 97° S08 16.5 5° KEYV-S08 15 1
VFX120L0.65R12E06S08 [ J 6 20° 12 6.38 11.5 0.65 1.2 97° S08 16.5 3°  KEYV-S08 15 2
VFX160L0.80R22E04S10 [ J 4 20° 16 5.6 15.4 0.8 2.2 97° S10 205 5°  KEYV-S10 28 2
VFX160L0.80R22H04S10 [ 4 20° 16 5.6 15.4 0.8 2.2 97° S10 205 5°  KEYV-S10 28 1
VFX160L1.05R20E06S10 [ ] 6 20° 16 7 15.4 1.05 2 97° S10 20.5 3° KEYV-S10 28 2
We don’t recommend slot milling. Also max. ae < 0.4D. @ : Line-up
* Recommended clamping torque (N-m)
2 pieces per package
vBD**-BG-04..., VBE**-BG-04...
4 flute, roughing - finishing, helix cutting edge
RE 117°y_ CRKS RE CRKS @ ) i
CB;EHW 1 )r » A %T ¥ o
-4 8 i 2 48 Mt =
) a
| [T 2 Ny
APMX . !
LF APMX
. L= . APMX = Max. depth of cut
Fig. 1 Fig. 2 LF »| CRKS = Connection screw size
AH715 AH725 NOF FHA [IJ/DCSFMS APMX RE CRKS LF  Wrench  Torque* Fig.
VBE0250L20-BG-U04S05 [ ] 4 38° 0.250 0.300 0.200  0.1240M S05 0.390 KEYV-S05 5.16 1
VBE0312L20-BG-U04S05 ([ J 4 38° 0.312 0.300 0.200 0.156( S05 0.350 KEYV-S05 5.16 2
VBDO0375L27-BG-U04S06 [ ] 4 38° 0.375 0.360 0.275 0.188( S06 0.512 KEYV-S06 7.38 2
VBDO0500L37-BG-U04S08 ([} 4 30° 0.500 0.488 0.374 0.249@) S08 0.650 KEYV-S08 11.06 2
VBD0625L47-BG-U04S10 [ ] 4 30° 0.625 0.600 0.470 0.313@ S10 0.800 KEYV-S10 20.65 2
VBD0750L62-BG-U04S12 [ ] ([ J 4 30° 0.750 0.720 0.620 0.374@ S12 1.000 KEYV-S12 20.65 2
VBD100L86-BG-U04S15 [ ) 4 30° 1.000 0.940 0.860 0.5000) S15 1.450 KEYV-W20 29.50 2
RE tolerance: (1) + 0.0004"R(2) + 0.0005"K(3) + 0.0008" @ : Line-up

* Torque: Recommended clamping torque: Ibs-ft
VBE250, 0312 / VBD0375 ~ 0750: 2 pieces per package, VBD: 1 piece per package
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VBO...

4, 5 flute, semi finishing - finishing, long edge, high productive profiling

<Jm £y . CRKS n )
Barrel A) A < g
< > Q| A/—~_ | uwj o
[a)] = = 8
v/ A A

RE
PRFRAD)/.  APMX _
: LF o APMX = Max. depth of cut

CRKS = Connection screw size

AH715 NOF FHA [IC[SIDCSFMS APMX RE PRFRAD PRFA CRKS LF  Wrench  Torque*

VBO080L12.0R900-4S05 ([ 4 30° 8 7.7 12 1 90 33.6° S05 18 KEYV-S05 7

VBO100L15.0R850-5S06 ([ 5 30° 10 9.7 15 2 85 27.3° S06 22 KEYV-S06 10
VBO120L19.0R800-5S08 ([ 5 30° 12 1.7 19 2 80 29.3° S08 27 KEYV-S08 15
VBO160L25.0R750-5S10 [ J 5 30° 16 15.3 25 3 75 26.7° S10 33.5  KEYV-S10 28

* Recommended clamping torque (N-m) @ : Line-up
2 pieces per package

VBO...
4 flute, semi finishing - finishing, short edge, high productive profiling
< CRKS &
Barrel = A : mW &
> g & B
Q
e
RE
PRFRAD JAPMX
L LF | APMX = Max. depth of cut
CRKS = Connection screw size
AH715 NOF FHA W[ DCSFMS APMX RE PRFRAD PRFA CRKS LF  Wrench  Torque*
VBO100L08.0R250-4S06 @ 4 30° 10 9.7 8 0.8 25 70.8° S06 13 KEYV-S06 10
VBO120L09.0R300-4508 @ 4 30° 12 11.7 9 1.2 30 71.6° S08 165  KEYV-S08 15
VBO160L13.0R400-4S10 @ 4 30° 16 15.3 13 1.6 40 70.3° S10 205 KEYV-S10 28
* Recommended clamping torque (N-m) @ : Line-up

2 pieces per package

VBN...
6 flute, semi finishing - finishing, high productive profiling

CIm CRKS n |
] 4
Bull nose = e
«}1 g &
o
NN 72 ‘
\
RE / APMX _
PRFRAD LF APMX = Max. depth of cut
CRKS = Connection screw size
AH715 NOF FHA [I:l&IDCSFMS APMX RE PRFRAD PRFA CRKS LF  Wrench  Torque*
VBN100L13.0R450-6506 @ 6 35 10 97 13 15 45 151°  S06 22 KEYV-S06 10
VBN120L15.0R500-6S08 [ ] 6 35° 12 1.7 15 2 50 15.1° S08 27 KEYV-S08 15
VBN160L18.0R600-6S10 [ ) 6 35° 16 15.3 18 2 60 15.1° S10 B85 KEYV-S10 28
* Recommended clamping torque (N-m) @ : Line-up

2 pieces per package
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VBL...

6 flute, semi finishing - finishing, high productive profiling

(_Jm

Lens

8

A

LF
APMX

Z\

APMX = Max. depth of cut
CRKS = Connection screw size

AH715 NOF FHA [I:[0WDCSFMS APMX APMX2 RE BSR CRKS LF  Wrench  Torque*
VBL080L0.90R160-6S05 [ J 6 30° 8 7.7 615 0.9 0.5 16 S05 10 KEYV-S05 7
VBL100L1.40R200-6S06 [ J 6 30° 10 9.7 7.5 1.42 1 20 S06 13 KEYV-S06 10
VBL120L1.50R240-6S08 ([ 6 30° 12 1.7 9 1.55 1 24 S08 16.5 KEYV-S08 15
VBL160L1.80R320-6S10 [ J 6 30° 16 15.3 12 1.8 1 32 S10 20.5 KEYV-S10 28
* Recommended clamping torque (N-m) @ : Line-up
2 pieces per package
VCA**-04/06...
4, 6 flute, chamfering angle: 45°
LF CRKS Tﬁ/@
Chamfering A O 1)
Ot W | mﬂ =
ol - &
2 3
| Oy
APMX
45° APMX = Max. depth of cut
CRKS = Connection screw size
AH725  NOF FHA [[/S@DCSFMS APMX DC CRKS LF  Wrench  Torque*
VCA0375L16A45-U04S06 [ J 4 0° 0.375 0.375 0.150 0.073 S06 0.512 KEYV-S06 7.38
AH715 AH725 NOF FHA DCSFMS APMX DC CRKS LF Wrench Torque*
VCA100L04.0A45-04S06 [ J [ J 4 0° 10 10 4 1.95 S06 13 KEYV-S06 10
VCA120L05.0A45-04S08 [ J [ J 4 0° 12 12 5 1.95 S08 16.5 KEYV-S08 15
VCA127L05.3A45-04S08 [ J 4 0° 12.7 12.7 5.3 1.98 S08 16.5 KEYV-S08 15
VCA160L06.5A45-06S10 [ J [ J 6 0° 16 16 6.5 3 S10 20.3 KEYV-S10 28
VCA200L07.5A45-06S12 [ J 6 0° 20 18.3 7.5 5) S12 25.5 KEYV-S12 28
* Torque: Recommended clamping torque: Ibs-ft (*N-m) @ : Line-up

2 pieces per package

VDS...

2 flute, chamfering angle: 45°, helix cutting edge

Chamfering
Spot drill

VDS080A45-02S05
VDS100A45-02S06
VDS120A45-02S08
VDS160A45-02S10

AH725 NOF
(] 2
[ ] 2
[ ] 2
[ ] 2

* Recommended clamping torque (N-m)

2 pieces per package
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H:

FHA [T DCsFMs
10° 8 7.7

10°
10°
10°

KAPR
A
O o
Q| 90
4
o l.cpbx
CDX KAPR CRKS
3.7 45° S05
10 9.7 4.4 45° S06
12 1.7 5.4 45° S08
16 15.3 71 45° S10

LF
15
19
23
28

CDX = Max. hole depth
CRKS = Connection screw size

Wrench Torque*
KEYV-S05 7
KEYV-S06 10
KEYV-S08 15
KEYV-S10 28

@ : Line-up



VDP**-02...

ACCELERATED MILLING

2 flute, A/B type center

Cm

Center hole

VDP107L1.60A30-02S04
VDP165L2.40A30-02S04
VDP207L2.90A30-02S04
VDP328L04.6A30-02S05
VDP412L05.9A30-02S06
VDP513L07.2A30-02S08
VDP646L.08.9A30-02S10
VDP3241.4.38B30-02S08
VDP409L5.60B30-02S08
VDP509L6.89B30-02512
VDP641L8.63B30-02S12

* Recommended clamping torque (N-m)

2 pieces per package

AH725 NOF
([ ] 2
[ ] 2
([ ] 2
([ ] 2
([ ] 2
([ ] 2
([ ] 2
® 2
([ ] 2
[ ] 2
([ ] 2

120°

FHA

=
0
T
0
=
0
T
o
=
0
=

D(C=0-02

LF
LU N m
A
\\\Maoo
Fig.1 Type A
DC2 DCSFMS
1.07 - 6
1.65 - 6
2.07 - 6
3.28 - 8
412 - 10
5.13 - 12
6.46 - 16
3.24 6.77 12
4.09 8.56 12.7
5.09 10.69 18.45
6.41 13.29 20

LU
1.6
2.4
229
4.6
5.9
7.2
8.9
4.4
5.6
6.9
8.6

Sl - ] CRKS
8 LU /QL -
= T 2
e L g
120°
Fig' 2 Type B CRKS = Connection screw size
CRKS LF Wrench  Torque* Fig.
S04 10 KEYV-S05 4 1
S04 10 KEYV-S05 4 1
S04 10 KEYV-S05 4 1
S05 15 KEYV-S05 7 1
S06 19 KEYV-S06 10 1
S08 23 KEYV-S08 15 1
S10 28 KEYV-S10 28 1
S08 23 KEYV-S08 15 2
S08 23 KEYV-S08 15 2
S12 25.5 KEYV-S12 28 2
S12 25.5 KEYV-S12 28 2
@ : Line-up

Tungaloy | 159

Milling I



TUNGMEISTER

B SHANKS

VTSD...

Straight shank and taper neck

n
T :
& i 5
o 2
CRKS A 1a B
LBX
LF . )
- > CRKS = Connection screw size
BHTA DCONMS BD LF LBX LB CRKS Shank material
VTSD08L080S04-S 87.4° 8 5.8 80 24 - S04 Steel
VTSD12L080S05-S 85° 12 7.6 80 25 - S05 Steel
VTSD12L100S05-S 89° 12 7.6 100 35 29 S05 Steel
VTSD12L110S05-C 89° 12 7.6 110 60 56 S05 Carbide
VTSD12L130S05-C 89° 12 7.6 130 80 77 S05 Carbide
VTSD16L125S06-S 85° 16 9.6 125 34 31 S06 Steel
VTSD16L130S08-C 89° 16 115 130 80 76.5 S08 Carbide
VTSD16L140S08-S 85° 16 115 140 22 19 S08 Steel
VTSD16L150S05-C 89° 16 7.6 150 100 91 S05 Carbide
VTSD16L150S06-C 89° 16 9.6 150 100 94.5 S06 Carbide
VTSD16L150S08-C 89° 16 115 150 100 98 S08 Carbide
VTSD16L160S06-S 89° 16 9.6 160 55 46.5 S06 Steel
VTSD16L170S06-C 89° 16 9.6 170 120 116.5 S06 Carbide
VTSD20L140S10-S 85° 20 15.2 140 27.5 - S10 Steel
VTSD20L170S08-C 89° 20 11.5 170 120 112 S08 Carbide
VTSD20L170S08-S 89° 20 115 170 80 69.5 S08 Steel
VTSD20L170S10-C 89° 20 15.2 170 120 119 S10 Carbide
VTSD20L190S10-C 89° 20 15.2 190 140 - S10 Carbide
VTSD20L190S10-S 89° 20 15.2 190 80 73 S10 Steel
VTSD20L210S10-C 89° 20 15.2 210 160 - S10 Carbide
VTSD25L160S12-S 85° 25 18.3 160 40 - S12 Steel
VTSD25L170S10-S 85° 25 15.2 170 56 - S10 Steel
VTSD25L180S12-C 89° 25 18.3 180 120 115 S12 Carbide
VTSD25L210S12-S 89° 25 18.3 210 100 94.5 S12 Steel
VTSD25L250S12-C 89° 25 18.3 250 140 136.5 S12 Carbide
VTSD32L1555815-S 85° 32 23.9 155 45 - S15 Steel
VTSD32L190S12-S 85° 32 18.3 190 80 - S12 Steel
VTSD32L220S15-S 88° 32 23.9 220 100 - S15 Steel
VTSD32L250S15-C 89° 32 23.9 250 150 145 S15 Carbide
VTSD32L300S15-C 89° 32 23.9 300 200 198 S15 Carbide
VTSD40L150821-S 85° 40 15.2 150 57 - S21 Steel
VTSD**-W-A...
Straight shank and taper neck with coolant hole
2 ®
o —————— % ’
8
CRKS
LF
o CRKS = Connection screw size
BHTA DCONMS BD LF LBX LB CRKS Shank material
VTSD12L110S06-W-A 89° 12 9.6 110 60 59 S06 Tungsten
VTSD16L170S06-W-A 89° 16 9.6 170 120 116 S06 Tungsten
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VSSD**-W-A...

TUNGALOY

ORGE

ACCELERATED MILLING

Straight shank and neck with coolant hole

@

0
8 Wm:ﬁ — %
Hliiiig 2
7 o
o LB
/ CRKS /|~ LBX -
\ - CRKS = Connection screw size
DCONMS BD LF LBX LB CRKS Shank material
VSSD10L070S06-W-A 10 9.6 70 20 19 S06 Tungsten
VSSD10L090S06-W-A 10 9.6 90 40 39 S06 Tungsten
VSSD10L110S06-W-A 10 9.6 110 60 59 S06 Tungsten
VSSD12L070S08-W-A 12 11.5 70 20 19 S08 Tungsten
VSSD12L090S08-W-A 12 1.5 90 40 39 S08 Tungsten
VSSD12L110S08-W-A 12 1.5 110 60 59 S08 Tungsten
VSSD12L.130S08-W-A 12 11.5 130 80 79 S08 Tungsten
VSSD16L070S10-W-A 16 15.2 70 20 18.5 S10 Tungsten
VSSD16L090S10-W-A 16 15.2 90 40 36.5 S10 Tungsten
VSSD16L110S10-W-A 16 15.2 110 60 58.5 S10 Tungsten
VSSD16L130S10-W-A 16 15.2 130 80 78.5 S10 Tungsten
VSSD20L090S12-W-A 20 18.3 90 40 37 S12 Tungsten
VSSD20L130S12-W-A 20 18.3 130 80 77 S12 Tungsten
VSSD...
High rigidity shank
CRKS
U) ‘
)
O g
Y
L LF
CRKS = Connection screw size
DCONMS BD LF CRKS Shank shape Shank material
VSSD06L050S04-S 6 5.8 50 S04 Cylindrical Steel
VSSD06L060S04-C 6 5.8 60 S04 Cylindrical Carbide
VSSD08L050S04-S 8 5.8 50 S04 Cylindrical Steel
VSSD08L060S04-C 8 5.8 60 S04 Cylindrical Carbide
VSSD10L055S05-S 10 7.6 55 S05 Cylindrical Steel
VSSD12L065S06-S 12 9.6 65 S06 Cylindrical Steel
VSSD16L065S08-S 16 11.6 65 S08 Cylindrical Steel
VSSD20L070S10-S 20 15.3 70 S10 Cylindrical Steel
VSSD25L075S12-S 25 18.3 75 S12 Cylindrical Steel
VSSD32L100S15-S 32 23.9 100 S15 Cylindrical Steel
VSSD40L100S21-S 40 30 100 S21 Cylindrical Steel
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VSS**S...
Straight neck and cylindrical shank

= <BD,.

CR « LB %)
LBX F =
- > O
g
CRKS = Connection screw size
DCONMS BD LF LBX LB CRKS Shank shape Shank material
VSS031L250S05US 0.312 0.300 2.500 0.590 0.510 S05 Cylindrical Steel
VSS037L300S06US 0.375 0.364 3.000 0.787 0.768 S06 Cylindrical Steel
VSS050L.350S08US 0.500 0.480 3.540 0.630 0.530 S08 Cylindrical Steel
VSS062L400S10US 0.625 0.598 4.000 0.780 0.680 S10 Cylindrical Steel
VSS075L500S12US 0.750 0.720 5.000 1.000 0.880 S12 Cylindrical Steel
VSS031L300S05UC 0.312 0.300 3.000 1.000 0.950 S05 Cylindrical Carbide
VSS031L350S05UC 0.312 0.300 3.500 1.500 1.450 S05 Cylindrical Carbide
VSS031L400S05UC 0.312 0.300 4.000 2.000 1.950 S05 Cylindrical Carbide
VSS037L400S06UC 0.375 0.364 4.000 1.250 1.200 S06 Cylindrical Carbide
VSS037L475S06UC 0.375 0.364 4.750 2.000 1.950 S06 Cylindrical Carbide
VSS050L400S08UC 0.500 0.480 4.000 1.500 1.400 S08 Cylindrical Carbide
VSS050L550S08UC 0.500 0.480 5.500 2.500 2.450 S08 Cylindrical Carbide
VSS062L.325S10UC 0.625 0.600 3.250 1.250 1.180 S10 Cylindrical Carbide
VSS062L450S10UC 0.625 0.600 4.500 2.500 2.430 S10 Cylindrical Carbide
VSS062L.550S10UC 0.625 0.600 5.500 3.500 3.430 S10 Cylindrical Carbide
VSS062L700S10UC 0.625 0.600 7.000 5.000 4.930 S10 Cylindrical Carbide
VSS075L400S12UC 0.750 0.720 4.000 1.500 1.430 S12 Cylindrical Carbide
VSS075L550S12UC 0.750 0.720 5.500 3.000 2.930 S12 Cylindrical Carbide
VSS075L800S12UC 0.750 0.720 8.000 4.500 4.430 S12 Cylindrical Carbide
VSS031L300S05UW 0.312 0.299 3.000 1.000 0.978 S05 Cylindrical Tungsten
VSS031L450S05UW 0.312 0.299 4.500 2.000 1.978 S05 Cylindrical Tungsten
VSS037L355S06UW 0.375 0.364 3.550 0.750 0.680 S06 Cylindrical Tungsten
VSS050L425S08UW 0.500 0.480 4.250 0.630 0.530 S08 Cylindrical Tungsten
VSS100L537S15US 1.000 0.957 5.375 1.375 1.313 S15 Cylindrical Steel
VSS100L475S15UC 1.000 0.957 4.750 2.375 2.313 S15 Cylindrical Carbide
VSS100L675S15UC 1.000 0.957 6.750 4.000 3.938 S15 Cylindrical Carbide
VSS100L1000S15UC 1.000 0.957 10.000 6.000 5.938 S15 Cylindrical Carbide
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VSSD...

ORGE

TUNGALOY

ACCELERATED MILLING

Straight neck and cylindrical shank

VSSD08L060S05-S
VSSD08L070S05-C
V8SD08L090S05-C
VSSD08L110S05-C
VSSD10L070S06-C
VSSD10L075S06-S
VSSD10L090S06-C
VSSD10L110S06-C
VSSD10L150S06-C
VSSD12L070S08-C

VSSD12L070S08-C-A

VSSD12L.090S08-C
VSSD12L.090S08-S

VSSD12L090S08-S-A
VSSD12L090LS08-C-A
VSSD12L090LS08-S-A

VSSD12L.110S08-C

VSSD12L.110S08-C-A

VSSD12L.130S08-C

VSSD12L.130S08-C-A

VSSD16L.090S10-C

VSSD16L090S10-C-A

VSSD16L100S10-S

VSSD16L100S10-S-A
VSSD16L100LS10-S-A

VSSD16L110S10-C

VSSD16L110S10-C-A

VSSD16L130S10-C

VSSD16L.130S10-C-A

VSSD16L150S10-C
VSSD20L090S12-C
VSSD20L120S12-S
V8SD20L130S12-C
VSSD20L200S12-C
VSSD25L.120S15-C
VSSD25L.135S815-S
V8SD25L.170S15-C
VSSD25L250815-C
VSSD32L.100S21-S
VSSD32L.150S21-S

DCONMS
8
8
8
8
10
10
10
10
10
12
12
12
12
12
12
12
12
12
12
12
16
16
16
16
16
16
16
16
16
16
20
20
20
20
25
25
25
25
32
32

BD
7.6
7.6
7.6
7.6
9.6
9.6
9.6
9.6
9.6
1.5
11.5
11.5
11.5
11.5
11.5
11.5
11.5
11.5
11.5
11.5
15.2
15.2
15.2
15.2
15.2
15.2
15.2
15.2
15.2
15.2
18.3
18.3
18.3
18.3
23.9
23.9
23.9
23.9
30
30

LB
LBX
~ LF

Fig. 1
LF LBX LB
60 15 12.8
70 20 19
90 40 39
110 60 59
70 20 18.5
75 20 19.4
90 40 38.5
110 60 58.5
150 100 98.5
70 20 17
70 20 17
90 40 37
90 16 13.6
90 16 13.6
90 40 37
90 40 37
110 60 58
110 60 57
130 80 78
130 80 77
90 40 38
90 40 38
100 20 18
100 20 18
100 40 38
110 60 58
110 60 58
130 80 78
130 80 78
150 100 98
90 40 37
120 25 20.5
130 80 77
200 120 117
120 60 58
135 35 33
170 100 98
250 150 148
100 B85 32
150 54 50

DCONMS

CRKS LB (2}

LBX =

LF - %

_ 8

Fig. 2 CRKS = Connection screw size
CRKS Shank shape Shank material Fig.

S05 Cylindrical Steel 1
S05 Cylindrical Carbide 1
S05 Cylindrical Carbide 1
S05 Cylindrical Carbide 1
S06 Cylindrical Carbide 1
S06 Cylindrical Steel 1
S06 Cylindrical Carbide 1
S06 Cylindrical Carbide 1
S06 Cylindrical Carbide 1
S08 Cylindrical Carbide 1
S08 Cylindrical Carbide 2
S08 Cylindrical Carbide 1
S08 Cylindrical Steel 1
S08 Cylindrical Steel 2
S08 Cylindrical Carbide 2
S08 Cylindrical Steel 2
S08 Cylindrical Carbide 1
S08 Cylindrical Carbide 2
S08 Cylindrical Carbide 1
S08 Cylindrical Carbide 2
S10 Cylindrical Carbide 1
S10 Cylindrical Carbide 2
S10 Cylindrical Steel 1
S10 Cylindrical Steel 2
S10 Cylindrical Steel 2
S10 Cylindrical Carbide 1
S10 Cylindrical Carbide 2
S10 Cylindrical Carbide 1
S10 Cylindrical Carbide 2
S10 Cylindrical Carbide 1
S12 Cylindrical Carbide 1
S12 Cylindrical Steel 1
S12 Cylindrical Carbide 1
S12 Cylindrical Carbide 1
S15 Cylindrical Carbide 1
S15 Cylindrical Steel 1
S15 Cylindrical Carbide 1
S15 Cylindrical Carbide 1
S21 Cylindrical Steel 1
S21 Cylindrical Steel 1
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VSS**-W..., VSSD**-W...
Straight neck and weldon shank

(7)Y
T — o £
B N ] 8
Il 8
Y [a)
CRKS 14 LB
L LBX
L LF N
CRKS = Connection screw size
DCONMS BD LF LBX LB CRKS Shank shape Shank material
VSS050L218W05US 0.500 0.299 2.185 0.150 - S05 Weldon Steel
VSS062L.258W06US 0.625 0.366 2.580 0.236 - S06 Weldon Steel
VSS062L258W08US 0.625 0.480 2.580 0.157 - S08 Weldon Steel
VSS075L275W10US 0.750 0.598 2.750 0.157 - S10 Weldon Steel
VSS100L300W12US 1.000 0.720 3.000 0.283 - S12 Weldon Steel
DCONMS BD LF LBX LB CRKS Shank shape Shank material
VSSD12L055W05-S 12 7.6 55 3.8 - S05 Weldon Steel
VSSD16L065W06-S 16 9.6 65 6 - S06 Weldon Steel
VSSD16L065W08-S 16 11.5 65 4 - S08 Weldon Steel
VSSD20L070W10-S 20 15.2 70 4 - S10 Weldon Steel
VSSD25L075W12-S 25 18.3 75 6 - S12 Weldon Steel
VTS...
Straight shank and taper neck
(%)
| -
[m] 0l zZ
m o
o g
CRKS A/IABHT ALg
LBX
- LF > CRKS = Connection screw size
BHTA DCONMS BD LF LBX LB CRKS Shank material
VTS050L300S05US 85° 0.500 0.300 3.000 1.000 0.930 S05 Steel
VTS050L400S05US 89° 0.500 0.300 4.000 1.500 1.300 S05 Steel
VTS062L500S06US 85° 0.625 0.370 5.000 1.380 1.283 S06 Steel
VTS062L630S06US 89° 0.625 0.364 6.300 2.170 1.750 S06 Steel
VTS062L550S08US 85° 0.625 0.480 5.500 0.870 0.770 S08 Steel
VTS075L650S08US 89° 0.750 0.480 6.500 3.150 2.770 S08 Steel
VTS075L550S10US 85° 0.750 0.598 5.500 0.880 - S10 Steel
VTS100L670S10US 89° 1.000 0.598 6.700 2.295 - S10 Steel
VTS075L750S10US 89° 0.750 0.600 7.500 3.150 2.950 S10 Steel
VTS100L630S12US 89° 1.000 0.720 6.300 1.600 - S12 Steel
VTS100L800S12US 89° 1.000 0.720 8.000 3.750 3.400 S12 Steel
VTS125L600S15US 85° 1.250 0.957 6.000 1.750 1.594 S15 Steel
VTS125L750S12US 89° 1.250 0.720 7.500 3.150 - S12 Steel
VTS037L350S05UC 89° 0.375 0.300 3.500 1.500 - S05 Carbide
VTS050L450S05UC 89° 0.500 0.300 4.500 2.500 2.354 S05 Carbide
VTS062L600S05UC 89° 0.625 0.300 6.000 4.000 3.900 S05 Carbide
VTS050L550S06UC 89° 0.500 0.364 5.500 2.500 2.470 S06 Carbide
VTS062L650S06UC 89° 0.625 0.364 6.500 3.500 3.380 S06 Carbide
VTS062L650S08UC 89° 0.625 0.480 6.500 3.500 3.440 S08 Carbide
VTS075L700S08UC 89° 0.750 0.480 7.000 4.000 3.900 S08 Carbide
VTS075L650S10UC 89° 0.750 0.600 6.500 4.000 - S10 Carbide
VTS075L880S10UC 89° 0.750 0.600 8.800 6.300 6.240 S10 Carbide
VTS100L1000S12UC 89° 1.000 0.720 10.000 5.500 - S12 Carbide
VTS125L1000S15UC 89° 1.250 0.957 10.000 6.000 - S15 Carbide
VTS125L1200S15UC 89° 1.250 0.941 12.000 8.000 - S15 Carbide
VTS075L550S06UW 85° 0.750 0.370 5.500 2.240 - S06 Tungsten
VTS062L670S06UW 89° 0.625 0.364 6.700 2.180 1.770 S06 Tungsten
VTS075L670S08UW 89° 0.750 0.480 6.700 3.150 2.770 S08 Tungsten
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ORGE

TUNGALOY

ACCELERATED MILLING

Straight shank for VST type slotting heads

VSC type 2 VSC-A type 2 @
o o
RK o o
_oRe 3 s 2
al | al | T
m % m % RN
L LF ! B LF !
CRKS = Connection screw size
DCONMS BD LF CRKS Air hole Shank material
VSC095L080S06-C 0.375 0.375 3.150 S06 without Carbide
VSC127L120S08-C-A 0.500 0.500 4.724 S08 with Carbide
DCONMS BD LF CRKS Air hole Shank material
VSC100L100S06-C 10 10 100 S06 without Carbide
VSC120L100S08-C-A 12 12 100 S08 with Carbide
For VSC-C type shank, just VST slotting head is recommended.
If other heads are used on the VSC-C shank, the depth of cut must be smaller than the max. ap in each head.
The VSC-C type shank does not have external clearance, so the shank may interfere with the work piece.
VSTD...
Straight shank for VTB type T-slotting heads
(%)
=
o]
CRKS 5}
S =)
A
D 7%
m
Y
LF !
CRKS = Connection screw size
DCONMS BD LF CRKS Shank material
VST031L275S05US 0.312 0.312 2.750 S05 Steel
VST037L325S06US 0.375 0.375 3.250 S06 Steel
VST050L375S08US 0.500 0.500 3.750 S08 Steel
VST062L400S10US 0.625 0.625 4.000 S10 Steel
DCONMS BD LF CRKS Shank material
VSTDO06L070S04-S 6 6 70 S04 Steel
VSTD08L070S05-S 8 8 70 S05 Steel
VSTD10L080S06-S 10 10 80 S06 Steel
VSTD12L090S08-S 12 12 90 S08 Steel
VSTD16L100S10-S 16 16 100 S10 Steel

For VSTD type shank, just VTB T-slotting head is recommended.
If other heads are used on the VSTD shank, the depth of cut must be smaller than the max. ap in each head.
The VSTD type shank does not have external clearance, so the shank may interfere with the work piece.
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VAD**-M...

TungFlex conversion adaptor

CRKS
wh N
a ) = E
m 2 9
v &y 8
LB '
LF | Ls ]
CRKS = Connection screw size
BD DCSFMS LF LS LB CRKS CRKSMS H Shank material
VAD130L016S08-S-M8 11.7 13 16 17.5 6 S08 M8 11 Steel
VAD130L025S08-S-M8 1.7 13 25 17.5 20 S08 M8 11 Steel
VAD180L020S08-S-M10 11.7 18 20 20 12 S08 M10 13 Steel
VAD180L025S08-S-M10 1.7 18 25 20 15 S08 M10 11 Steel
VAD210L020S08-S-M12 11.7 21 20 20 10 S08 M12 12.75 Steel
VAD210L025S08-S-M12 1.7 21 25 20 13 S08 M12 12.75 Steel
VER...
Straight neck with ER11/16 collet
CRKS = Connection screw size
SS BD LF CRKS Shank material
VER11AL006S04-S ER11 0.228 0.236 S04 Steel
VER11AL006S05-S ER11 0.311 0.236 S05 Steel
VER11AL020S05-S ER11 0.311 0.787 S05 Steel
VER16AL012S05-S ER11 0.311 0.472 S05 Steel
VER16AL020S05-S ER11 0.311 0.787 S05 Steel
VER16AL010S06-S ER16 0.390 0.394 S05 Steel
VER16AL020S06-S ER16 0.390 0.787 S05 Steel
VER16AL006S08-S ER16 0.457 0.236 S05 Steel
VER16AL020S08-S ER16 0.457 0.787 S05 Steel
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I STANDARD CUTTING CONDITIONS

Shoulder milling

VEH, VEE: 3 flutes, VED / VEE: 4 flutes, VEE-I,
VED-R

ISO

Workpiece material

Low carbon steels
1045, 1055, etc.

High carbon steels
4140, 5120, etc.

Prehardened steel
PX5, NAK8O, etc.

Stainless steels
$30400, S31600, etc.

Grey cast irons
No.250B, No.300B, etc.

Ductile cast irons
60-40-18, etc.

Aluminum alloys
Si<13%

Aluminum alloys
Si=13%

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
H13, etc.

Hardened steel
D2, etc.

VED: 7, 9 flutes

ISO

S

Workpiece material

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
H13, H19, etc.

Hardened steel
D2, etc.

TUNGALOY

ACCELERATED MILLING

Hard Cutting Feed per tooth: fz (ipt) Depthof o\ feed
ness speed Tool diameter: eDc (in) cut Pf (in)
Ve(sfm) 0250" 0.312" 0.375" 0.500" 0.625" 0.750" 1.000" ap (in)
0.001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
-300HB 260-590 G653 (004 0005 0005 0006 0007  0.007 oDc  0-25xeDc
0001- 0001- 0003- 0003- 0004- 0004- 0004- 06X
-800HB 200-460 (o3 0004  0.005 0.005 0006 0007  0.007 By CLONEDE
30 - 40 0.001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
Hrc  200-400 g'op3 0004 0005 0005 0006 0007  0.007 aDc  -25xabc
0001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
-200HB 130-330 (o3 0004  0.005 0.005 0006 0007  0.007 oDc  0-25xeDc
150 - 250 0.001- 0001- 0003- 0003- 0004- 0004- 0004- 06X
He  260-660 5503 0004 0005 0005 0006 0007  0.007 b DN
150 - 250 0.001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
Hg  260-660 g'a03  0oo4 0005 0005 0006 0007  0.007 Dol 2 2okdahc
0.001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
- 660-2297 g5iap3  0lop4 0005 0005 0006 0007  0.007 oDc  0-25xebc
0001- 0001- 0003- 0003- 0004- 0004- 0004-  06x
- 330-980 003 0004 0005 0005 0006 0007  0.007 oDc  0-29xeDc
0.001- 0001- 0003- 0003- 0004- 0004- 0004- 06X
- 180-260 o3 0004 0005 0005 0006 0007  0.007 D UDxEDE
0.001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
- 66-130 003 0004 0005 0005 0006 0007  0.007 oDc  -05x@Dc
40 - 50 0001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
Hrc  180-260 903 0004 0005 0005 0006 0007  0.007 oDc  0:05xeDc
50 - 60 0001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
Hrc 86200 g'op3 0004 0005 0005 0006 0007  0.007 By CUDRENE
Cutting Feed per tooth: fz (ipt) Depth Width
Hardness sp‘;::d Tool diameter: DC (in) of cut of cut
(sfm)  0312" 0375  0500"  0.625'  0.750" 1.000" @ap (in) ae (in)
06x 0.02x
- 200 - 400 0.002-0.004 0.003-0.005 0.003-0.005 0.004-0.006 0.004-0.007 0.004-0007 %&* 02
0.6x 0.02 x
- 100 -200 0.002-0.004 0.003-0.005 0.003-0.005 0.004-0.006 0.004-0.007 0.004-0007 %8 002
40 - 50 06x 0.02x
DR 260 -530 0.002-0.004 0.003-0.005 0.003-0.005 0.004-0.006 0.004-0.007 0.004-0.007 2 ©92
50 - 60 06x 0.02x
QY 130 -300 0.002-0.004 0.003-0.005 0.003-0.005 0.004-0.006 0.004-0.007 0.004-0.007 X ©92
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Slotting

VEH, VEE: 3 flutes, VED/VEE: 4 flutes, VEE-I,

ISO Workpiece material

Low carbon steels
1045, 1055, etc.

High carbon steels
4140, 5120, etc.

Prehardened steel
PX5, NAK8O, etc.

M Stainless steels
$30400, S31600, etc.

Grey cast irons
No.250B, No.300B, etc.

Ductile cast irons
60-40-18, etc.

Aluminum alloys
Si<13%

Aluminum alloys
Si=13%

Titanium alloys

Ti-6Al-4V, etc.
Heat-resistant alloys
Inconel 718, etc.
Hardened steel

13, etc.

Hardened steel
D2, etc.

168 | NEW PRODUCTS

- 300 HB

30 - 40
HRC

-200 HB

150 - 250
HB

150 - 250
HB

40-50
HRC

50 - 60
HRC

Cutting
speed
Ve (sfm)

260 - 590

200 - 460

200 - 400

130 - 330

260 - 660

260 - 660

660 - 2297

330 - 980

130 - 260

66 - 130

130 - 260

66 - 200

Feed per tooth: fz (ipt)

Tool diameter: oDc (in)

0.250"

0.001 -
0.003

0.001 -
0.003

0.001 -
0.003

0.001 -
0.003

0.001 -
0.003

0.001 -
0.003

0.001 -
0.003

0.001 -
0.003

0.001 -
0.003

0.001 -
0.003

0.001 -
0.003

0.001 -
0.003

0.312"

0.001 -
0.004

0.001 -
0.004

0.001 -
0.004

0.001 -
0.004

0.001 -
0.004

0.001 -
0.004

0.001 -
0.004

0.001 -
0.004

0.001 -
0.004

0.001 -
0.004

0.001 -
0.004

0.001 -
0.004

0.375"

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.008 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.500"

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.008 -
0.005

0.003 -
0.005

0.003 -
0.005

0.003 -
0.005

0.625"

0.004 -
0.006

0.004 -
0.006

0.004 -
0.006

0.004 -
0.006

0.004 -
0.006

0.004 -
0.006

0.004 -
0.006

0.004 -
0.006

0.004 -
0.006

0.004 -
0.006

0.004 -
0.006

0.004 -
0.006

0.750"

0.004 -
0.007

0.004 -
0.007

0.004 -
0.007

0.004 -
0.007

0.004 -
0.007

0.004 -
0.007

0.004 -
0.007

0.004 -
0.007

0.004 -
0.007

0.004 -
0.007

0.004 -
0.007

0.004 -
0.007

1.000"

0.008 -
0.004

0.008 -
0.004

0.003 -
0.004

0.008 -
0.004

0.008 -
0.004

0.003 -
0.004

0.008 -
0.004

0.008 -
0.004

0.008 -
0.004

0.003 -
0.004

0.008 -
0.004

0.008 -
0.004

Depth of
cut

ap (in)

0.5 x eDc

0.5 x eDc

0.5 x eDc

0.5 x eDc

0.5 x eDc

0.5 x eDc

0.5 x eDc

0.5 x eDc

0.5 x eDc

0.5 x eDc

0.2 x eDc

0.2 x eDc



TUNGALOY

ACCELERATED MILLING

Face milling

VFEM
(;utglendg Feed per tooth: fz (ipt) Depth of Width of
ISO Workpiece material Hardness ch Tool diameter: DC cut cut
(sfm) 212 mm 216 mm 220 mm @25 mm ap (in) ae (in)
Low carbon steels 0.003 - 0.004 - 0.004 - 0.004 -
1045, 1055, etc. -300HB 262 - 591 0.005 0.006 0.007 0.007 i 0.7xDC
High carbon steels 0.003 - 0.004 - 0.004 - 0.004 -
P 4140, 5120, etc. -300HB 197 -459 0.005 0.006 0.007 0.007 0.039 L7 ube
Prehardened steel 30 - 40 HRC 197 - 394 0.003 - 0.004 - 0.004 - 0.004 - 0.039 0.7 xDC
PX5, NAKSO, etc. 0.005 0.006 0.007 0.007 : A
Stainless steels 0.003 - 0.004 - 0.004 - 0.004 -
M 3000, 531600, ete. -200HB - 131-328 0.005 0.006 0.007 0.007 (i) B oe
Grey cast irons 0.003 - 0.004 - 0.004 - 0.004 -
. No.250B, No.300B. etc. 150 -250 HB 262 - 656 e A e i 0.039 0.7 x DC
Ductile cast irons 0.003 - 0.004 - 0.004 - 0.004 -
60-40-18, etc. 150 -250 HB 262 - 656 e e e e 0.039 0.7 x DC
Aluminum alloys 0.003 - 0.004 - 0.004 - 0.004 -
. Si<13% - afe) = ke 0.005 0.006 0.007 0.007 g L zle
Aluminum alloys 0.003 - 0.004 - 0.004 - 0.004 -
Si=13% - S2EREL 0.005 0.006 0.007 0.007 QO Lole
Titanium alloys 0.003 - 0.004 - 0.004 - 0.004 -
TI-6AI-4V, etc. - Silg2s2 0.005 0.006 0.007 0.007 Do C e lpiE
Heat-resistant alloys 0.003 - 0.004 - 0.004 - 0.004 -
Inconel 718, etc. - 9=k 0.005 0.006 0.007 0.007 it Lree
Hardened steel 0.003 - 0.004 - 0.004 - 0.004 -
H13, etc. 40-50HRC 131 -262 0.005 0.006 0.007 0.007 e 0.7xDC
H
Hardened steel 0.003 - 0.004 - 0.004 - 0.004 -
D2, oto, 50-60HRC 66 - 197 e o S Qe 0.039 0.7 x DC
High feed milling
VEX: 4, 6 flutes
Cutting 210 mm 212 mm 216 mm 220 mm Width
ISO Workpiece material  Hardness speed “Feeq per Depthof Feed per Depthof Feedper Depthof Feedper Depth of of cut
Ve tooth cut tooth cut tooth cut tooth cut ae (in)
(sfm) fz(ipt) ap(in) fz(ipt) ap(in) fz(pt) ap(in) fz(ipt) ap (in)
Low carbon steels 0.012 - 0.016 - 0.020 - 0.024 - 0.6 x
1045, 1085, eto. -300HB 328-656 (oo 0.020 o 0.020 e 0.030 o 0.039 .
Alloy steel 0.008 - 0.012 - 0.016 - 0.020- 0.6 x
. 4140, 8620, etc. -800HB 262-591 g5 0020 4igog 0020 g3 0.030  go35 L g0
Prehardened steel 30 - 40 0.008 - 0.008 - 0.012 - 0.012 - 0.6 x
PX5, NAK8O, etc. HRC 262-525 gigp 0016 gpop 0016 gigpq 0020 ggpq 0030 e
Stainless steels 0.008 - 0.008 - 0.012 - 0.012 - 0.6 x
M 530400, $31600, etc. -200HB 197-328 ('io0 0.016 a 0.016 S 0.020 ke 0.030 o
Grey cast irons 150 - 250 0.012 - 0.016 - 0.020 - 0.024 - 0.6
® No.2508. No.300B, et. a0 328722 goeT 0020 opn0T 0030 psdT 0030 goso” 0039
Ductile cast irons 150 - 250 0.008 - 0.012 - 0.016 - 0.020 - 0.6 x
60-40-18, ete. He o 828-722  oa 0.020 e 0.030 e 0.030 e 0.039 DG
Titanium alloys 0.008 - 0.008 - 0.008 - 0.008 - 0.25 x
Ti-6AI-4V, etc. - 181-282 55 0016 g0 0016 gloo4 0020 giopq 0020 Tpp
Heat-resistant alloys 0.004 - 0.004 - 0.004 - 0.004 - 0.25 x
Inconel 718, etc. - 66-131 512 0012 go1p B s 0016 512 e e
Hardened steel 40 - 50 0.008 - 0.008 - 0.012 - 0.012 - 0.45 x
H13, etc. Hrc 131-262 o1 0012 5016 0012 5020 0016 5020 0016 “pe
H
Hardened steel 50 - 60 0.004 - 0.004 - 0.004 - 0.004 - 0.25 x
D2, etc. HRc  ©6-197  oloos 0.008  5nog 0008 5o1p 0012 512 0012 “pe

Please note that the feed per tooth should not exceed the maximum feed per tooth for each product.
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Profiling for roughing
VBD-BG, VBE-BG

Hard Cutting

ISO Workpiece material arc- speed
ness

Ve (sfm)

Low carbon steels 300 HB 328 - 656

1045, 1055, etc.
B bt -300HB 262 - 591
Prehardened steel 30-40
PX5, NAK8O, etc. HRe  262-525
M Stainless steels -200HB 197 - 328
Grey cast irons 150 - 250
. 250, 300, etc. hg  328-722
Ductile cast irons 150 - 250
400-15S, etc. g = 328-722

Aluminum alloys
Si<13% - 656-2297

Aluminum alloys
Si213% B 328 -984

Titanium alloys

Ti-6Al-4V, etc. = -

Heat-resistant alloys 50 - 60
Inconel 718, etc. HRC

Hardened steel
SKD61, SKT4, etc. - 131 - 262
H H13, etc.
Hardened steel 50 - 60
SKD11, SKH, etc. 66 - 197
D2, etc. HRC

66 - 131

Profiling for semi-finishing and finishing

VBD-BG, VBE-BGA

Hard Cutting
1ISO Workpiece material arc-  speed
ness
Vc (sfm)
Low carbon steels

1045, 1055, etc. =0 ettty

. High carbon steels -300HB 328 -722
Prehardened steel 30 - 40
PX5, NAK8O, etc. HRe 3287696
M S;S"[‘,'%ﬁsefﬁgs -200HB 262 - 394
Grey cast irons 150 - 250
250, 300, etc. up SRR

400-158, etc. H 594919

Aluminum alloys
Si<13% - 984 - 3281

. Ductile cast irons 150 - 250

Aluminum alloys
Si >13% = 492 - 1312

Titanium alloys

Ti-6AI-4V, etc. - 164 - 328

S

Heat-resistant alloys 50 - 60
Inconel 718, etc. HRC

Hardened steel
SKD61, SKT4, etc. - 164 - 328
H H13, etc.
Hardened steel 50 - 60
SKD11, SKH, etc. 98 - 262
D2, etc. HRC

98 - 164
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Feed per tooth: fz (ipt)
Tool diameter: eDc (in)

0.250" 0.312" 0.375" 0.500" 0.625" 0.750" 1.000"
0.001 - 0.002 - 0.002 - 0.002 - 0.003 - 0.003 - 0.003 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.008 - 0.008 - 0.008 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.003 - 0.003 - 0.003 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.008 - 0.008 - 0.008 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.003 - 0.003 - 0.003 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.008 - 0.008 - 0.008 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.008 - 0.008 - 0.008 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.008 - 0.008 - 0.008 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.008 - 0.008 - 0.008 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.008 - 0.008 - 0.008 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.008 - 0.008 - 0.008 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006
0.001 - 0.002 - 0.002 - 0.002 - 0.008 - 0.008 - 0.008 -
0.003 0.003 0.004 0.004 0.005 0.006 0.006

Feed per tooth: fz (ipt)
Tool diameter: gDc (in)

0.250" 0.312" 0.375" 0.500" 0.625" 0.750" 1.000"
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007
0.001 - 0.001 - 0.002 - 0.002 - 0.002 - 0.002 - 0.004 -
0.003 0.004 0.004 0.004 0.005 0.007 0.007

Depth of
cut

ap (in)

0.3xDC

0.3xDC

0.3xDC

0.3xDC

0.3 xDC

0.3xDC

0.3 xDC

0.3xDC

0.3 xDC

0.3xDC

0.3 xDC

0.3xDC

Depth of
cut

ap (in)

0.1 xDC

0.1 xDC

0.1 xDC

0.1 xDC

0.1 xDC

0.1 xDC

0.1 xDC

0.1 xDC

0.08 x DC

0.08 x DC

0.08 x DC

0.08 xDC

Pick
feed
Pf (in)

0.4 xDC

0.4 xDC

0.4 xDC

0.4 xDC

0.4 x DC

0.4 xDC

0.4 xDC

0.4 xDC

0.2 xDC

0.2xDC

0.2 xDC

0.2xDC

Pick
feed
Pf (in)

0.15xDC

0.15xDC

0.15xDC

0.15xDC

0.15x DC

0.15xDC

0.15x DC

0.15xDC

0.1 xDC

0.1 xDC

0.1 xDC

0.1 xDC



Profiling
VBO, VBN, VBL
ISO Workpiece material

Low carbon steels
1045, 1055, etc.

High carbon steel
4140, etc.

Prehardened steel
PX5, NAK8O0, etc.

Stainless steels
304, 316, etc.

Gray cast irons
250, 300, etc.

Ductile cast irons
400-158S, etc.

Aluminum alloys
Si<13%

Aluminum alloys
Si 213%

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel718, etc.

Hardened steel
H13, etc.

Hardened steel
D2, etc.

Hardness

- 300 HB

- 300 HB

30 - 40 HRC

-200 HB

150 - 250 HB

150 - 250 HB

40 - 50 HRC

50 - 60 HRC

Cutting
speed
Ve
(sfm)
328 - 656
262 - 591
262 - 525
197 - 328
328 - 722
328 - 722
656 - 2297
328 - 984
131 - 262
66 - 131

131 - 262

66 - 197

TUNGALOY

Feed per tooth: fz (ipt)

Tool diameter: DC

10 mm

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

12 mm

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

0.002 - 0.004

16 mm

0.003 - 0.005

0.003 - 0.005

0.008 - 0.005

0.003 - 0.005

0.003 - 0.005

0.003 - 0.005

0.003 - 0.005

0.003 - 0.005

0.003 - 0.005

0.003 - 0.005

0.003 - 0.005

0.003 - 0.005

Tungaloy | 171

ORGE

ACCELERATED MILLING

Cusp height
(in)

0.004

0.004

0.004

0.004

0.004

0.004

0.004

0.004

0.004

0.004

0.004

0.004

Milling I



TUNGMEISTER

Chamfering and countersinking (Milling, Z-feed chamfering)

VCA

ISO

Spot drill
VDS

ISO

Workpiece material

Carbon steel
1045, 1055, etc.

Alloy steel
4140, 8620, etc.

Prehardened steel
PX5, NAK8O, etc.

Stainless steels
304, 316, etc.

Gray cast irons
250, 300, etc.

Ductile cast irons
400-158S, etc.

Aluminum alloys

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
H13, etc.

Hardened steel
D2, etc.

Workpiece material

Carbon steel
1045, 1055, etc.

Alloy steel
4140, 8620, etc.

Prehardened steel
PX5, NAK8O, etc.

Stainless steels
304, 316, etc.

Gray cast irons
250, 300, etc.

Ductile cast irons
400-158S, etc.

Aluminum alloys

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
H13, etc.

Hardened steel
D2, etc.
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Hardness

- 300 HB

- 300 HB

30 - 40 HRC

-200 HB

150 - 250 HB

150 - 250 HB

40 - 50 HRC

50 - 60 HRC

Hardness

- 300 HB

- 300 HB

30 - 40 HRC

-200 HB

150 - 250 HB

150 - 250 HB

40 - 50 HRC

50 - 60 HRC

Cutting speed
Ve (sfm)

197 - 328

164 - 262

131 - 230

98 - 164

262 - 394

262 - 394

328 - 656

98 - 164

66 - 131

98 - 164

66 - 131

Cutting speed
Vc (sfm)

197 - 328

164 - 262

131 -230

98 - 164

262 - 394

262 - 394

328 - 656

98 - 164

66 - 131

98 - 164

66 - 131

Feed per tooth
fz (ipt)

0.001 - 0.002

0.001 - 0.002

0.001 - 0.002

0.001 - 0.002

0.001 - 0.002

0.001 - 0.002

0.002 - 0.003

0.001 - 0.002

0.001 - 0.002

0.001 - 0.002

0.001 - 0.002

Feed
f (ipr)

0.0024 - 0.0047

0.0024 - 0.0047

0.0024 - 0.0047

0.0024 - 0.0047

0.0024 - 0.0047

0.0024 - 0.0047

0.0031 - 0.0063

0.002 - 0.0039

0.0016 - 0.0031

0.002 - 0.0039

0.0016 - 0.0031



ORGE

TUNGALOY

ACCELERATED MILLING

Center drill

VDP
Feed : f (ipt)

ISO  Workpiece material  Hardness CUtind speed VDP324/ VDP409/ VDP509/
Vc(sim  VDP107 VDP165 VDP207 \DP324/ VDP409/ VDPS09/ yppgys

Carbon steel 300HB  131.6p  00008- 0001~  0001-  0.0016- 0.002- 0.002-  0.0024-

1045, 1055, etc. 0.0016 0.002 0.002 0.0031 0.0039 00039  0.0047
. Alloy steel a00HB 98- 164 0.0008- 0001-  0001-  0.0016- 0.002- 0002-  0.0024-

4140, 8620, etc. 0.0016 0.002 0.002 00031 0.0039 00039  0.0047
Prehardened steel 0.0008-  0001-  0001-  0.0016- 0.002- 0.002-  0.0024-

PX5, NAK8O, etc. E 0.0016 0.002 0.002 0.0031 0.0039 0.0039 0.0047
Stainless steels 0.0006-  0.0008-  0.0008-  0.0016- 0.002- 0.002-  0.0024-

M 304, 316, etc. 20Uk )=t 0.0012 0.0016 0.0016 0.0031 0.0039 0.0039 0.0047
Gray cast irons ) i 0.0008- 0001-  0001-  0.002- 0.0028- 0.0028-  0.0047 -

. 250, 300, etc. 15015 250/HBT 19728285y 01 0.002 0.002 0.0035 0.0005 0.0047 0.0071
Ductile cast irons 0.0008-  0001-  0001-  0.0016- 0.002- 0.002-  0.0039-

400-15S, etc. =201 Wr=g  ghgs 0.002 0.002 0.0031  0.0039 0.0039 0.0059
Titanium alloys ) 498 0.0004-  00004- 0.0006- 0.0016- 0.0016- 0.0016-  0.0016 -

Ti-6AI-4V, eto. 0.0008  0.0008  0.0012 0.0028 0.0028 0.0028 0.0028
Heat-resistant alloys _ 33-66 0.0004 - 0.0004 - 0.0006 - 0.0012 - 0.0012 - 0.0012 - 0.0012 -

Inconel 718, sic. 00008 00008  0.0012 00024 0.0024 0.0024 0.0024
Hardened steel 0.0016- 0.0016 - 0.0016-  0.0016 -

H13, etc. 40-50HRC 4982 - - - 00028 0.0028 0.0028 0.0028

H

Hardened steel 0.0012 - 0.0012 - 0.0012 - 0.0012 -

D2, etc. SD-EDlRE SR - - - 0.0024  0.0024 0.0024 0.0024
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EISTER

ADDMDRILL

[ Drilling \

WORLD'S SMALLEST
EXCHANGEABLE DRILL HEADS SERIES

ADD superb performance in small drilling operations




> J

ACCELERATED HOLEMAKING

~-9
IS

- _‘;i

SeEE
.

J

- Through-coolant capability allows - Two types of drill heads are available.
superior chip evacuation and long and
predictable tool life.

- Provides even better hole tolerances
than solid drills.

Lineup

Heads

- DMP

General purpose drilling head ideal for
various drilling applications

DC = 20.157" - 0.232" (@4 - 5.9 mm)

- DMC DMP &
High precision drilling head with quick centering \

cutting edge style

DC = 00.157" - 20.232" (04 - ©5.9 mm) The tiny drill head is supplied
in a dedicated user-friendly

Drill bodies key, enabling easy and secure

mounting with no setup time.

- TID-R: Cylindrical shank type
Available in 3xD and 5xD DMC

Grades
- AH725: Versatile grade with a good balance of wear and fracture

resistance
- AH9130: Wear-resistant grade that enables long tool life Scan this OR code

to find out more
about this tool!
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Il DRILL SHANK
TID-R L/D=3

EISTER

UrILL

Head changeable drill

il @

‘ OAL R
/ 2
/ 21
Vs
/ =5
L o
rd °
é * Cylindrical shank
OAL
Inch DC DCONMS LU LS DMP DMC Pocket size Head
TIDO40R06-3" 0.236 0.497 1.378 2272 2.288 4 DM*040 - DM*044
TIDO45R06-3 0177-0193  0.236 0.557 1.378 2.348 2.359 4.5 DM*045 - DM*049
TIDO50R06-3 0497702181  o0.236 0.619 1.378 2.415 2.433 5 DM*050 - DM*054
TIDO55R06-3 0.217-0.282  0.236 0.681 1.378 2.520 2.532 5.5 DM*055 - DM*059

**Will be released in December 2021

Hole diameter
tolerance*

*Just for reference

TID-R L/D=5

- An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)

- When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill
shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.

- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.

Head changeable drill

)

y 4 . OAL _
7 g
. O IS~ [T S f
/}.'3 DE 8;
7 Ly LS g
- - —— |
&
g * Cylindrical shank
OAL
DCONMS LU LS DMP DMC Pocket size Head
TIDO40R06-5* 0.236 0.812 1.378 2.587 2.603 4 DM*040 - DM*044
TID045R06-5 0177-0.193  0.236 0.912 1.378 2.703 2.713 45 DM*045 - DM*049
TIDOS0R06-5 [0497-0213°  o0.236 1.013 1.378 2.807 2.820 5 DM*050 - DM*054
TIDO55R06-5 0217-0232  0.236 1.115 1.378 2.919 2.932 5.5 DM055 - DM*059

**Will be released in December 2021

Tool diameter Hole diameter
(inch) tolerance*
+0.002" /0

*Just for reference
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- An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)

- When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill
shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.

- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.



Il DRILL HEAD

DMP General purpose

DMC High precision drilling

it 2

ACCELERATED HOLEMAKING

- Steel - Steel *
M Stainless M Stainless
Cast iron Cast iron *
Non-ferrous Non-ferrous
Superalloys Superalloys
H Hard materials  : First choice H Hard materials % : First choice
Coated Coated
Designation PC DC | LPR o PL Body Designation PC DC | LPR § PL Body
(in) | (mm) | (mm) ':E (mm) (in) | (mm) | (mm) cI> (mm)

< <
DMP040* 0.157 4 31 | @ 0.62 | TID*040... DMCO040* 0.157 4 351 | @ 0.86 | TID*040...
DMP041* 0.161 | 4.1 31 | @ 0.64 | TID*040... DMC041* 0.161 | 4.1 351 | @ 0.88 | TID*040...
DMP042* 0.165 | 4.2 31 | @ 0.66 | TID*040... DMCO042* 0.165 | 42 | 351 | @ 0.9 |TID*040...
DMP043* 0.169 | 4.3 31 | @ 0.67 | TID*040... DMC043* 0.169 | 4.3 351 | @ 0.92 | TID*040...
DMP044* 0.173 | 4.4 31 | @ 0.69 | TID*040... DMCO044* 0.173 | 4.4 351 | @ 0.94 | TID*040...
DMP045 0.177 | 4.5 355 | @ 0.66 | TID*045... DMCO045* 0177 | 4.5 381 | @ 0.97 | TID*045...
DMP046 0.181 | 4.6 355 | @ 0.68 | TID*045... DMCO046* 0.181 | 4.6 381 | @ 0.99 | TID*045...
DMP047 0.185 | 4.7 355 | @ 0.70 | TID*045... DMCO047* 0.185 | 4.7 381 | @ 1.01 | TID*045...
DMP048 0.189 | 4.8 355 | @ 0.71 | TID*045... DMCO048* 0.189 | 4.8 381 | @ 1.03 | TID*045...
DMP049 0.193 | 4.9 355 | @ 0.73 | TID*045... DMCO049* 0.193 | 4.9 381 | @ 1.05 | TID*045...
DMPO050 0.197 5 37 | @ 0.73 | TID*050... DMCO050 0.197 5 414 | @ 1.09 | TID*050...
DMPO51 0.201 | 5.1 37 | @ 0.75 | TID*050... DMCO051 0.201 | 5.1 414 | @ 1.11 | TID*050...
DMP052 0.205 | 5.2 37 | @ 0.77 | TID*050... DMCO052 0.205 | 5.2 414 | @ 1.13 | TID*050...
DMPO053 0.209 | 5.3 37 | @ 0.78 | TID*050... DMCO053 0.209 | 5.3 414 | @ 1.15 | TID*050...
DMP054 0213 | 54 37 | @ 0.8 | TID*050... DMCO054 0213 | 54 414 | @ 1.17 | TID*050...
DMPO055 0.217 55 385 | @ 0.81 | TID*055... DMCO055 0.217 55 417 | @ 1.22 | TID*055...
DMP056 0.220 | 5.6 385 | @ 0.83 | TID*055... DMCO056 0.220 | 5.6 417 | @ 1.24 | TID*055...
DMPO057 0.224 | 5.7 385 | @ 0.85 | TID*055... DMCO057 0.224 | 5.7 417 | @ 1.26 | TID*055...
DMP058 0.228 | 5.8 385 | @ 0.86 | TID*055... DMCO058 0.228 | 5.8 417 | @ 1.28 | TID*055...
DMP059 0.232 | 5.9 385 @ 0.88 | TID*055... DMCO059 0.232 | 5.9 417 | @ 1.3 | TID*055...
00.157" - 90.232" (94 - ©5.9) = 2 pieces per package @ Line Up 00.157" - ©0.232" (94 - ©5.9) = 2 pieces per package ®: Line Up

Tool diameter
(=)
Tool diameter
(mm)

Head diameter
tolerance

+0.0007" /0

Head diameter
tolerance

+0.018/0

*Will be released in December 2021

Tool diameter
(inch)
Tool diameter
(mm)

Head diameter
tolerance

+0.0007" /0
Head diameter
tolerance
+0.018/0

*Will be released in December 2021
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ADDMDRILL

I STANDARD CUTTING CONDITIONS

Feed: f (ipr)
ISO Workpiece material Cutting speed DC (in)
Vc (sfm) 00.157" - 00.173" 00.177" - 20.193" 00.197" - 60.232"
Low carbon steels (C < 0.3)
1018, 1020, 1026, etc. 262 - 459 0.002 - 0.003 0.002 - 0.003 0.0083 - 0.005
High carbon steels (C > 0.3) _ _ _ -
1045, 1055, eto. 230 - 394 0.002 - 0.003 0.002 - 0.003 0.003 - 0.005
Low alloy steels
4140, etc. 230 - 394 0.002 - 0.002 0.002 - 0.003 0.0083 - 0.005
Alloy steels
8620, etc. 131 - 295 0.002 - 0.003 0.002 - 0.003 0.0083 - 0.005
M Stainless steels 98 - 230 R R 0.002 - 0.003
304SS, 316SS, etc. . .
Grey cast irons
Class 25, etc, 262 - 591 0.002 - 0.003 0.002 - 0.003 0.004 - 0.006
Ductile cast irons
100-70-03, etc. 262 - 459 0.002 - 0.003 0.002 - 0.003 0.004 - 0.006
. Aluminium alloys 262 - 722 - - -
Titanium alloys
Ti-6AI-4V, etc. E5=16 - - -
Nickel-based alloys 66 - 164 - - -
H Hardened steel 66 - 164 - - -
- Cutting conditions in the above table show standard cutting conditions - Machined hole diameter may change depending upon the rigidity of the machine
- Cutting conditions may change due to the rigidity and power of the machine and tool or cutting conditions

the workpiece material
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I TECHNICAL GUIDELINES

Drilling head mounting procedure Drilling limitations

ACCELERATED HOLEMAKING

~

\
slant entry

cross hole

Max 0.001"

bar

Minimum coolant pressure

4 N litermin  Coolant flow rate
10 12
10
7
5
5
e 0.157 0177 0193 0157 0177 0.193
S / Drill Diameter (in) Drill Diameter (in)

Coolant recommendations

l Dry machining '

l 4 Up to 2XD
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DRILLMEISTER

[ Drilling

EXCHANGEABLE HEAD DRILL SYSTEM
FOR SUPERIOR DRILLING PERFORMANCE

AND LONG TOOL LIFE

ADD higher productivity in your drilling operations

F = e
182 | NEW PRODUCTS



ACCELERATED HOLEMAKING

- Quick drill head change for reduced - Drill bodies are offered in a wide
machine downtime. range of sizes and styles, allowing
optimal tool assembly for secure and

- [ anagement costs . .
Tool inventory and manag productive drilling.

are significantly reduced as there is no
need for regrinding.

Lineup

Heads Drill bodies

- DMP - TID-F: Flange type, Available in 1.5xD, 3xD,
General purpose drilling head ideal for various 5xD, and 8xD

drilling applications - TID-R: Cylindrical shank type, Available in
DC = 20.236" - ©1.020" (26 - ©25.9 mm) 2xD, 3xD, 3.5xD, 5xD, 6xD, 8xD, and 12xD
- DMC - TIDC: Available in 3xD and 5xD suitable for
High precision drilling head with double-margined use with TIDCF chamfering holders.

drill periphery and quick centering cutting edge - TIDCF chamfering holder: Available with 3
style types of inserts in chamfering angles of 30°,
DC = 20.236" - 1.020" (@6 - ©25.9 mm) 45° and 60°

- DMF

180° flat edges for counterboring and flat bottoms,
also good for entry to and exit from curved surfaces
DC = 20.236" - 21.020" (@6 - ©25.9 mm)

- DMH DMP DMC
General purpose head with enhanced cutting edge,

heavier honed edge to avoid chipping in weak setups
DC = 20.236" - 21.004" (210 - 219.5 mm)

- DMN

Drill head with sharp edges for non-ferrous materials DMF DMH

DC = 20.394" - 20.768" (210 - 19.5 mm)

Grades Scan this QR code
- AH725: Versatile grade with a good balance of wear and fracture t:bi)nu(i this ool

resistance, ideal for all material groups
- AH9130: Wear-resistant grade that enables long tool life
- KS15F: Designed for non-ferrous applications
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B DRILL BODIES

TIUD-F L/D=1.5

Head changeable drill

B OAL -

D S0l

e

AR 15) 8

a
L - LS
OAL
DCONMS DCSFMS LU LS DMP/H/N DMC DMF Pocket size

TIDU0394F0625-1.5 “ 0.625 0787 0591 1890 3118  3.142 2638 6
TIDUO433F0625-1.5 0.433-0.468  0.625 0.787 0669 1890 3193 3217 2678 6.5
TIDU0472F0625-1.5 [[0472°0/508| 0.625 0787 0709  1.890 3268 3292 2720 7
TIDUO512F0625-1.5 0.512-0.547  0.625 0.787 0787  1.890 3350 3381 2749 7
TIDUO551F0625-1.5 |0:651=0687.|  0.625 0.787 0827 1890 3508 3539 2811 8
TIDUO591F0750-1.5 0.591-0.625  0.750 0984 0906 1969 3787  3.822 2878 9
TIDU0630F0750-1.5 [[0/680°0/6661  0.750 0984 0945 1969 3909 3948  3.060 10
TIDUOBE9FO750-1.5 0.669-0.705  0.750 0984  1.024 1969 4031 407 3126 11
TIDUO709F1000-1.5 [[0:709-0.744 |  1.000 1260  1.063 2205 4390 4433 3197 12
TIDUO748F1000-1.5 0.748-0.783  1.000 1260 1442 2205 4508 4551  3.269 13
TIDUO787F1000-1.5 [10:787-0:828"  1.000 1260 1181 2205 4630 4677  3.424 14
TIDUOB27F1000-1.5  0.827-0.862  1.000 1260 1240 2205 4752 4800  3.698 15
TIDU0866F1000-1.5 [[0.866-0.902  1.000 1260 1299 2205 4874 4924 3813 16
TIDUO906F1250-1.5 0.906-0.941  1.250 1654 1358 2362 5150 5204  3.923 17
TIDU0945F1250-1.5 [[0:94550/6801  1.250 1654 1417 2362 5272 5327 4270 18
TIDU0984F1250-1.5 0.984-1.020  1.250 1654 1476 2362 5394 5453  4.381 19

i @

Head
DM*100 - DM*109
DM*110 - DM*119
DM*120 - DM*129
DM*130 - DM*139
DM*140 - DM*149
DM*150 - DM*159
DM*160 - DM*169
DM*170 - DM*179
DM*180 - DM*189
DM*190 - DM*199

DMP200 - DMP209
DMP210 - DMP219
DMP220 - DMP229
DMP230 - DMP239
DMP240 - DMP249
DMP250 - DMP259

Tool diameter Hole diameter - An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder).
(in) tolerance* - For drill diameters from ©0.315"- ©0.390", the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.012"

+0.0020/0 shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in

other diameters than the above.
*Just for reference
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ACCELERATED HOLEMAKING

Head changeable drill
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-m DCONMS DCSFMS LU LS DMP/H/N DMC DMF Pocket size Head

TIDU0394F0625-3 0.625 0.787 1181 1890 3709 3733  2.993 6 DM*100 - DM*104
TIDUO413F0625-3  0.413-0.429  0.625 0.787 1260  1.890 3768  3.792  3.062 6.5 DM*105 - DM*109
TIDU0433F0625-3  [0:433-0449 | 0.625 0.787 1209 1890 3843 3867  3.133 7 DM*110 - DM*114
TIDUO453F0625-3  0.453-0.469  0.625 0.787 1378 1890 3902 3926  3.192 7 DM*115 - DM*119
TIDU0472F0625-3  [[0472°0488 0.625 0.787 1417 1890 3976 4000  3.283 8 DM*120 - DM*124
TIDUO492F0625-3  0.492-0.508  0.625 0.787 1457 1.890 4035 4059 3342 8 DM*125 - DM*129
TIDUO512F0625-3  [[0:512-0:528 |  0.625 0.787 1535 1.890 4118 4149  3.410 9 DM*130 - DM*134
TIDUO532F0625-3  0.532-0.547  0.625 0.787 1614 1890 4177 4208  3.469 9 DM*135 - DM*139
TIDU0551F0625-3  [[0:66120/667|  0.625 0.787 1654 1890 4335 4366  3.650 10 DM*140 - DM*144
TIDUOS71F0625-3  0.571-0.587  0.625 0.787 1732 1.890 4394 4425  3.709 10 DM*145 - DM*149
TIDU0591F0750-3  [[0:591-0:626|  0.750 0.984 1772 1969 4673 4708  3.776 11 DM*150 - DM*159
TIDUOG30FO750-3  0.630-0.665  0.750 0.984 1890 1969 4854 4893 3835 11 DM*160 - DM*169
TIDUO66OF0750-3  [10/66950:705|  0.750 0.984 2008 1969 5035 5074  3.906 12 DM*170 - DM*179
TIDUO709F1000-3  0.709-0.744  1.000 1260 21426 2205 5453 5496  3.965 12 DM*180 - DM*189
TIDUO748F1000-3  [[0:748-0.783 |  1.000 1.260 2244 2205 5630 5673  4.037 13 DM*190 - DM*199
TIDUO787F1000-3  0.787-0.823  1.000 1260 2362 2205 5811 5838  4.096 13 DMP200 - DMP209
TIDUO827F1000-3  [[0:827°0/8621  1.000 1.260 2480 2205 5992  6.040  4.250 14 DMP210 - DMP219
TIDUOB66F1000-3  0.866-0.902  1.000 1260 2508 2205 6478 6223  4.309 14 DMP220 - DMP229
TIDU0906F1250-3  |0.906-0.941|  1.250 1654 2718 2362 6508 6562  4.584 15 DMP230 - DMP239
TIDUO945F1250-3  0.945-0.980  1.250 1654 2835 2362 6689 6744 4757 16 DMP240 - DMP249
TIDUO9B4F1250-3  [[0:9845410201  1.250 1.654 2953 2362 6870 6939  4.927 17 DMP250 - DMP259

Holemaking I

Tool diameter Hole diameter - An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)
(in) tolerance* - For drill diameters from ©0.315"- 60.390", the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.012"
+0.0020/0 shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in
other diameters than the above.

*Just for reference
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DRILLMEISTER

TIDU-F L/D=5

Head changeable drill
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TIDU0394F0625-5
TIDU0413F0625-5
TIDU0433F0625-5
TIDU0453F0625-5
TIDU0472F0625-5
TIDU0492F0625-5
TIDU0512F0625-5
TIDUO532F0625-5
TIDU0551F0625-5
TIDUO571F0625-5
TIDU0591F0750-5
TIDUOG30F0750-5
TIDUOG69F0750-5
TIDUO709F1000-5
TIDUO748F1000-5
TIDUO787F1000-5
TIDU0827F1000-5
TIDUO866F1000-5
TIDUO906F1250-5
TIDU0945F1250-5
TIDU0984F1250-5

Tool diameter
(in)

00.709 - 1.020
*Just for reference

Hole diameter
tolerance*

+0.0024 /0
+0.0026 /0

jﬂ}\

0.413 - 0.429

0.453 - 0.469

0.492 - 0.508

0.532 - 0.547

0.571 - 0.587

0.630 - 0.665

0.709 - 0.744

0.787 - 0.823

0.866 - 0.902

0.945 - 0.980
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0.625
0.625
0.625
0.625
0.625
0.625
0.625
0.625
0.625
0.625
0.750
0.750
0.750
1.000
1.000
1.000
1.000
1.000
1.250
1.250
1.250

i @

DCONMS DCSFMS

D
DCSFMS

OAL N
ke
T Z S
N
8 = [
O
. LU . LS e
OAL
LU LS DMP/H/N DMC DMF Pocket size
0.787 1.969 1.890 4.496 4.514 3.465 6
0.787 2.087 1.890 4.594 4.618 3.574 6.5
0.787 2.165 1.890 4.709 4.733 3.684 7
0.787 2.283 1.890 4.807 4.831 3.783 7
0.787 2.362 1.890 4.921 4.945 3.913 8
0.787 2.441 1.890 5.020 5.044 4.011 8
0.787 2.559 1.890 5.142 5.173 4.119 9
0.787 2.677 1.890 5.240 5.271 4.217 9
0.787 2.756 1.890 5.440 5.471 4,438 10
0.787 2.874 1.890 5.539 5.570 4,536 10
0.984 2.953 1.969 5.854 5.889 4.642 11
0.984 3.150 1.969 6.114 6.153 4.740 11
0.984 3.346 1.969 6.374 6.413 4.851 12
1.260 3.543 2.205 6.870 6.913 4,949 12
1.260 3.740 2.205 7.126 7.169 5.060 13
1.260 3.937 2.205 7.386 7.432 5.159 13
1.260 4,134 2.205 7.646 7.694 5.353 14
1.260 4.331 2.205 7.906 7.956 5.451 14
1.654 4.528 2.362 8.319 8.373 5.765 15
1.654 4.724 2.362 8.579 8.634 6.017 16
1.654 4.921 2.362 8.839 8.898 6.266 17

- An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)

- For drill diameters from ©0.315"- 60.390", the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.012"

shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in
other diameters than the above.

Head
DM*100 - DM*104
DM*105 - DM*109
DM*110 - DM*114
DM*115 - DM*119
DM*120 - DM*124
DM*125 - DM*129
DM*130 - DM*134
DM*135 - DM*139
DM*140 - DM*144
DM*145 - DM*149
DM*150 - DM*159
DM*160 - DM*169
DM*170 - DM*179
DM*180 - DM*189
DM*190 - DM*199
DMP200 - DMP209

DMP210 - DMP219
DMP220 - DMP229
DMP230 - DMP239
DMP240 - DMP249
DMP250 - DMP259
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ACCELERATED HOLEMAKING

Head changeable drill
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-w DCONMS DCSFMS LU LS DMP/H/N DMC DMF Pocket size Head

TIDU0394F0625-8 0.625 0.787 3150 1890 5677 5701 4511 7 DM*100 - DM*104
TIDU0413F0625-8  0.413-0.429  0.625 0.787 3307 1890 5835 5859  4.669 7 DM*105 - DM*109
TIDU0433F0625-8  [0:433-0449| 0.625 0.787 3465  1.890  6.008 6032  4.858 8 DM*110 - DM*114
TIDUO453F0625-8  0.453-0.469  0.625 0.787 3622 1890 6165 6189 5015 8 DM*115 - DM*119
TIDU0472F0625-8  [[0472°0488 0.625 0787 3780  1.890 6339 6363  5.181 9 DM*120 - DM*124
TIDUO492F0625-8  0.492-0.508  0.625 0.787 3937 1890 649 652 5339 9 DM*125 - DM*129
TIDUO512F0625-8  |0612-0628|  0.625 0.787 4094 1890 6677 6708 5619 10 DM*130 - DM*134
TIDUO532F0625-8  0.532-0.547  0.625 0.787 4252 1890  6.835 6866  5.776 10 DM*135 - DM*139
TIDU0551F0625-8  [10:661 20667  0.625 0.787 4409 1890  7.001 7122 594 11 DM*140 - DM*144
TIDUOS71F0625-8  0.571-0.587  0.625 0.787 4567 1890  7.252  7.283  6.098 11 DM*145 - DM*149
TIDU0591F0750-8 | 0:691-0626| 0.750 0984 4724 1969 7626  7.661  6.268 12 DM*150 - DM*159
TIDUOG30FO750-8  0.630-0.665  0.750 0984 5039 1969 8004 8043  6.426 12 DM*160 - DM*169
TIDUO66OF0750-8  [10/66950:705|  0.750 0984 5354 1969 8382 8421  6.596 13 DM*170 - DM*179
TIDUO709F1000-8  0.709-0.744  1.000 1260 5669 2205 8996  9.039 6753 13 DM*180 - DM*189
TIDUO748F1000-8  [[0.748-0.783 |  1.000 1260 5984 2205 9370 9413  7.006 14 DM*190 - DM*199
TIDUO787F1000-8  0.787-0.823  1.000 1260 6209 2205 9748 9795  7.164 14 DMP200 - DMP209
TIDUOS27F1000-8  [[0:827°0/8621  1.000 1260 6614 2205 10126 10174  7.537 15 DMP210 - DMP219
TIDUOB66F1000-8  0.866-0.902  1.000 1260 6920 2205  10.504 10.554  7.907 16 DMP220 - DMP229
TIDUO906F1250-8  [[0:906-0.941  1.250 1.654 7.244 2362 11035  11.089  8.274 17 DMP230 - DMP239
TIDUO945F1250-8  0.945-0.980  1.250 1654  7.550 2362 11413 11468 8876 18 DMP240 - DMP249
TIDUO9B4F1250-8  [0:98459:0201  1.250 1654  7.874 2362 11791  11.850  9.244 19 DMP250 - DMP259

Holemaking I

Tool diameter Hole diameter - An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)
(in) tolerance* - For drill diameters from ©0.315"- 60.390", the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.012"
+0.07/0 shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in
other diameters than the above.
018 - 925.9 +0.085/0

*Just for reference
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Head changeable drill
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DCONMS DCSFMS LU LS DMP/H/N DMC DMF Pocket size Head

TIDOBOF12-1.5 “ 12 16 10 45 67.85 68 67.01 6 DM*060 - DM*064
TIDOB5F12-1.5 6.5- 6.9 12 16 11 45 68.9 69.05 68.03 6.5 DM*065 - DM*069
TIDO70F12-1.5 a2 16 12 45 69.95 70.4 69.08 7 DM*070 - DM*074
TIDO75F12-1.5 75-7.9 12 16 13 45 70.7 71.15 69.83 7 DM*075 - DM*079
TIDO8OF12-1.5 efge 12 16 14 45 72.25 72.4 71.39 8 DM*080 - DM*089
TIDO9OF12-1.5 9-9.9 12 16 16 45 74.15 74.3 73.11 9 DM*090 - DM*099
TID100F16-1.5 ~10-109 16 20 17 48 79.05 79.67 77.72 10 DM*100 - DM*109
TID110F16-1.5 11-11.9 16 20 19 48 80.95 81.6 79.4 11 DM*110 - DM*119
TID120F16-1.5 i2miEzen 6 20 20 48 82.8 83.43 81.21 12 DM*120 - DM*129
TID130F16-1.5 13-13.9 16 20 22 48 84.9 85.65 83.03 13 DM*130 - DM*139
TID140F16-1.5 T T 20 24 48 88.95 89.76 86.96 14 DM*140 - DM*149
TID150F20-1.5 15-15.9 20 25 26 50 96.03 96.94 93.93 15 DM*150 - DM*159
TiD160F20-1.5  [NHEEEEN 20 25 27 50 991 10007  96.84 16 DM*160 - DM*169
TID170F20-1.5 17-17.9 20 25 29 50 1022 10318  99.65 17 DM*170 - DM*179
TID180F25-1.5 ierigel o5 32 30 56 1113 11235 10845 18 DM*180 - DM*189
TID190F25-1.5 19-19.9 25 32 33 56 1143 11541 111.29 19 DM*190 - DM*199
TID200F25-1.5 12092080 o5 32 34 56 117.4 11862 11512 20 DM*200 - DM*209
TID210F25-1.5 21-21.9 25 32 36 56 12048 1217 118.04 21 DM*210 - DM*219
TID220F25-1.5 W28 o5 32 37 56 12356  124.84  120.86 22 DM*220 - DM*229
TID230F32-1.5 23-23.9 32 42 39 60 13063  132.01  127.78 23 DM*230 - DM*239
TID240F32-1.5 24-249 32 42 40 60 1337 13511  130.71 24 DM*240 - DM*249
TID250F32-1.5 25-25.9 32 42 43 60 136.8 13828  133.65 25 DM*250 - DM*259

Hole diameter - An overal! length (OAL) differs based on each head geometry. (No difference for the drill shoulder). ) ) )
tolerance* - For drill diameters from @8 mm - 9.9 mm, the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.3 mm

+0.05/0 shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in

*Just for reference
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other diameters than the above.




TID-F L/D=3

ACCELERATED HOLEMAKING

Head changeable drill

:

TIDO60F12-3
TIDOB5F12-3
TIDO70F12-3
TIDO75F12-3
TIDO80F12-3
TIDO85F12-3
TIDO90OF12-3
TIDO95F12-3
TID100F16-3
TID105F16-3
TID110F16-3
TID115F16-3
TID120F16-3
TID125F16-3
TID130F16-3
TID135F16-3
TID140F16-3
TID145F16-3
TID150F20-3
TID160F20-3
TID170F20-3
TID180F25-3
TID190F25-3
TID200F25-3
TID210F25-3
TID220F25-3
TID230F32-3
TID240F32-3
TID250F32-3

Tool diameter

*Just for reference

6.5-6.9

75-79

85-8.9

€E=0F)

10.5-109

11.5-11.9

125-129

13.5-139

145-149

16-16.9

18-18.9

20-20.9

22-229

24-24.9

Hole diameter
tolerance*

+0.05/0

DC

DCONMS DCSFMS

12
12
12
12
12
12
12
12
16
16
16
16
16
16
16
16
16
16
20
20
20
25
25
25
25
25
32
32
32

16
16
16
16
16
16
16
16
20
20
20
20
20
20
20
20
20
20
25
25
25
32
32
32
32
32
42
42
42

_ OAL )
| @ ok
| — 2 =
T 7 |8 @
SyQ
a o
LU - LS -
OAL
LU LS DMP/H/N DMC DMF Pocket size
19 45 76.85 77 76.01 6
21 45 78.65 78.8 77.78 6.5
22 45 80.45 80.9 79.58 7
24 45 81.95 82.4 81.08 7
26 45 84.25 84.4 83.39 8
28 45 85.75 85.9 84.89 8
29 45 87.65 87.8 86.61 9
31 45 89.15 89.3 88.11 9
32 48 94.05 94.67 92.72 10
34 48 95.55 96.17 94.22 10
35 48 97.45 98.1 95.9 11
37 48 98.95 99.6 97.4 11
38 48 100.8 101.43 99.21 12
39 48 102.3 102.93 100.71 12
41 48 104.4 105.15 102.53 13
44 48 105.9 106.65 104.03 13
45 48 109.95 110.76 107.96 14
47 48 111.45 112.26 109.46 14
48 50 118.53 119.44 116.43 15
51 50 123.1 124.07 120.84 16
54 50 127.7 128.68 125.15 17
57 56 138.3 139.35 135.45 18
61 56 142.8 143.91 139.79 19
64 56 147.4 148.62 145.12 20
67 56 151.98 153.2 149.54 21
70 56 156.56 157.84 153.86 22
73 60 165.13 166.51 162.28 23
76 60 169.7 171.11 166.71 24
80 60 174.3 175.78 171.15 25

- An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)
- For drill diameters from 8 mm - 9.9 mm, the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.3 mm
shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in
other diameters than the above.

i @

Head
DM*060 - DM*064
DM*065 - DM*069
DM*070 - DM*074
DM*075 - DM*079
DM*080 - DM*084
DM*085 - DM*089
DM*090 - DM*094
DM*095 - DM*099
DM*100 - DM*104
DM*105 - DM*109
DM*110 - DM*114
DM*115 - DM*119
DM*120 - DM*124
DM*125 - DM*129
DM*130 - DM*134
DM*135 - DM*139
DM*140 - DM*144
DM*145 - DM*149
DM*150 - DM*159
DM*160 - DM*169
DM*170 - DM*179
DM*180 - DM*189
DM*190 - DM*199
DM*200 - DM*209
DM*210 - DM*219
DM*220 - DM*229
DM*230 - DM*239
DM*240 - DM*249
DM*250 - DM*259
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Head changeable drill
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DCONMS DCSFMS LU LS DMP/H/N DMC DMF Pocket size Head
TIDOBOF12-5 “ 12 16 31 45 88.85 89 88.01 6 DM*060 - DM*064
TIDOB5F12-5 6.5- 6.9 12 16 34 45 91.65 91.8 90.78 6.5 DM*065 - DM*069
TIDO70F12-5 s e 16 36 45 94.45 94.9 93.58 7 DM*070 - DM*074
TIDO75F12-5 75-7.9 12 16 39 45 96.95 97.4 96.08 7 DM*075 - DM*079
TIDOBOF12-5 emgam 16 42 45 10025 1004  99.39 8 DM*080 - DM*084
TIDO85F12-5 8.5-8.9 12 16 45 45 10275 1029 101.89 8 DM*085 - DM*089
TIDO9OF12-5 Memeas 16 47 45 10565  105.8  104.61 9 DM*090 - DM*094
TID095F12-5 9.5-9.9 12 16 50 45 10815 1083  107.11 9 DM*095 - DM*099
TID100F16-5 10-104 16 20 52 48 114.05 11467 11272 10 DM*100 - DM*104
TID105F16-5 10.5-10.9 16 20 55 48 116,55 11717 115.22 10 DM*105 - DM*109
TID110F16-5 DR I T 20 57 48 11945 12040 117.9 11 DM*110 - DM*114
TID115F16-5 11.5-11.9 16 20 60 48 12195  122.6 120.4 11 DM*115 - DM*119
TID120F16-5 PP T 20 62 48 1248 12543 12321 12 DM*120 - DM*124
TID125F16-5 12.5-12.9 16 20 64 48 1273 127.93  125.71 12 DM*125 - DM*129
TID130F16-5 DEE Y T 20 67 48 1304 13115 12853 13 DM*130 - DM*134
TID135F16-5 13.5-13.9 16 20 71 48 1329 13365  131.03 13 DM*135 - DM*139
TID140F16-5 VS T 20 73 48 137.95 13876  135.96 14 DM*140 - DM*144
TID145F16-5 14.5-14.9 16 20 76 48 14045 14126 138.46 14 DM*145 - DM*149
TID150F20-5 15-159 20 25 78 50 14853 149.44 14643 15 DM*150 - DM*159
TID160F20-5 16-16.9 20 25 83 50 1551 156.07  152.84 16 DM*160 - DM*169
TID170F20-5 i7si7eT 20 25 88 50 1617  162.68  159.15 17 DM*170 - DM*179
TID180F25-5 18- 18.9 25 32 93 56 1743 17535  171.45 18 DM*180 - DM*189
TID190F25-5 Piesigey| o5 32 99 56 180.8 18191  177.79 19 DM*190 - DM*199
TID200F25-5 20 - 20.9 25 32 104 56 187.6  188.82  185.32 20 DM*200 - DM*209
TID210F25-5 P2iizieT o5 32 109 56 1942 19542  191.76 21 DM*210 - DM*219
TID220F25-5 22-229 25 32 114 56 2008  202.08  198.1 22 DM*220 - DM*229
TID230F32-5 l23izse| 32 42 119 60 2113 21268  208.45 23 DM*230 - DM*239
TID240F32-5 24 - 24.9 32 42 124 60 217.9 21931  214.91 24 DM*240 - DM*249
TID250F32-5 25-259 32 42 130 60 2245 22598  221.35 25 DM*250 - DM*259
Hole diameEer - An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder) ) ) i
tolerance - For drill diameters from @8 mm - 9.9 mm, the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.3 mm
+0.06/0 shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in
other diameters than the above.
018 - 025.9 +0.065/0

*Just for reference
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ACCELERATED HOLEMAKING
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Head changeable drill
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DCONMS DCSFMS LU LS DMP/H/N DMC DMF Pocket size Head
TIDO70F12-8 “ 12 16 57 45 11545 11590  114.58 7 DM*070 - DM*074
TIDO75F12-8 75-7.9 12 16 61 45 119.45 11990 11858 7 DM*075 - DM*079
TIDOBOF12-8 emea 2 16 66 45 12425 12440 12339 8 DM*080 - DM*084
TID085F12-8 8.5-8.9 12 16 70 45 12825 12840  127.39 8 DM*085 - DM*089
TIDO9OF12-8 esoa | 12 16 74 45 13265 13280  131.61 9 DM*090 - DM*094
TID095F12-8 9.5-9.9 12 16 78 45 136.65  136.80  135.61 9 DM*095 - DM*099
TID100F16-8 - 10-104 16 20 82 48 14405 14467 14272 10 DM*100 - DM*104
TID105F16-8 10.5-10.9 16 20 86 48 14805 14867  146.72 10 DM*105 - DM*109
TID110F16-8 DHiita] e 20 90 48 15245 15310  150.90 1 DM*110 - DM*114
TID115F16-8 11.5-11.9 16 20 94 48 156.45 15710  154.90 11 DM*115 - DM*119
TID120F16-8 Pamizay e 20 98 48 160.80 16143  159.21 12 DM*120 - DM*124
TID125F16-8 12.5-12.9 16 20 102 48 164.80  165.43  163.21 12 DM*125 - DM*129
TID130F16-8 13184 16 20 106 48 169.40 17015  167.53 13 DM*130 - DM*134
TID135F16-8 13.5-13.9 16 20 111 48 17340 17415 17153 13 DM*135 - DM*139
TID140F16-8 iasaa e 20 115 48 179.95 18076  177.96 14 DM*140 - DM*144
TID145F16-8 14.5-14.9 16 20 119 48 183.95 18476  181.96 14 DM*145 - DM*149
TID150F20-8 iETiEeT 20 25 123 50 19353 19444  191.43 15 DM*150 - DM*159
TID160F20-8 16 - 16.9 20 25 131 50 20310 20407  200.84 16 DM*160 - DM*169
TID170F20-8 Ti7si7e 20 25 139 50 21270 21368  210.15 17 DM*170 - DM*179
TID180F25-8 18-18.9 25 32 147 56 22830 22035 22545 18 DM*180 - DM*189
TID190F25-8 Tigiees o5 32 156 56 237.80 23891 23479 19 DM*190 - DM*199
TID200F25-8 20-20.9 25 32 164 56 247.40 24862 24512 20 DM*200 - DM*209
TID210F25-8 P2iseie| o5 32 172 56 25698 25820  254.54 21 DM*210 - DM*219
TID220F25-8 22-22.9 25 32 180 56 266.56  267.84  263.86 22 DM*220 - DM*229
TID230F32-8 - 23-239 32 42 188 60 28013 28151  277.28 23 DM*230 - DM*239
TID240F32-8 24-24.9 32 42 196 60 289.70 29141  286.71 24 DM*240 - DM*249
TID250F32-8 - 25-259 32 42 205 60 209.30 30078  296.15 25 DM*250 - DM*259
Hole diameter - An ovgra\! length (OAL) differs based on each hea}d geometry. (No difference fo‘r the drill shoulder) ) ) )
tolerance” - For drill diameters from @8 mm - 89.9 mm, the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.3 mm
+0.07/0 shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in
other diameters than the above.
018 - 025.9 +0.085/0

*Just for reference
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DORILLMEISTER

TID-R-2E L/D=2

Head changeable drill (For external coolant supply)

OAL

- >~ %‘/’,
8 3
o o
o%\ LU I— LS g8
é(’ | |= >
* Cylindrical shank
OAL
-W DCONMS LU LS DMP  DMC DMF  Pocket size Head

TIDOGORS-2E 8 12.4 45 66.1 66.2 65.2 6 DM*060 - DM*064
TIDOS5R8-2E 6.5-6.9 8 12.8 45 67.2 67.3 66.3 6.5 DM*065 - DM*069
TIDO70R8-2E 7-714 8 13.3 45 68 68.4 67.1 7 DM*070 - DM*074
TIDO75R8-2E 75-7.9 8 14.4 45 69 69.4 68.1 7 DM*075 - DM*079
TIDOBOR10-2E o8-89 10 14.7 50 75.2 75.3 74.3 8 DM*080 - DM*089
TIDO9OR10-2E 9-99 10 16.5 50 77.4 775 76.3 9 DM*090 - DM*099
TID100R12-2E © 10-109 12 22,2 60 94.3 94.9 92.9 10 DM*100 - DM*109
TID110R12-2E 11-11.9 12 24 60 9.5 97.1 94.9 11 DM*110 - DM*119
TID120R14-2E  12-129 14 25.8 65 103.6 104.2 102.0 12 DM*120 - DM*129
TID130R14-2E 13-13.9 14 27.4 65 108.8 109.6 106.9 13 DM*130 - DM*139
TID140R16-2E  14-149 16 29 70 115 115.8 113.0 14 DM*140 - DM*149
TID150R16-2E 15-15.9 16 315 70 118 118.9 115.9 15 DM*150 - DM*159
TID160R18-2E  16-169 16 33.1 70 122.2 123.2 119.9 16 DM*160 - DM*169

Tool diameter

*Just for reference

Hole diameter - An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)
tolerance* - When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill
+0.05/0 shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.
- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.
- For drill diameters from @8 mm - 9.9 mm, the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.3 mm
shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in
other diameters than the above.

TID-R-2 L/D=3

Head changeable drill (For external coolant supply)

i @

DCONMS
<]

* Cylindrical shank

OAL

DCONMS LU LS DMP DMC Pocket size Head
TIDO40R06-3 0.236 0.497 1.378 2.272 2.288 4 DM*040 - DM*044

TID045R06-3
TIDO50R06-3
TID055R06-3

Tool diameter
(inch)

*Just for reference

0.177 - 0.193 0.236 0.557 1.378 2.348 2.359 4.5 DM*045 - DM*049
10497702181  o0.236 0.619 1.378 2.415 2.433 5 DM*050 - DM*054
0.217 - 0.232 0.236 0.681 1.378 2.520 2.532 5.5 DM*055 - DM*059
Hole diameter - The overall length (OAL) differs based on each head geometry.
tolerance* - When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill
+0.002" /0 shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.

- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.
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TID-R L/D=3.5

ACCELERATED HOLEMAKING

Head changeable drill

i

TIDO60R8-3.5

TIDO65R8-3.5

TIDO70R8-3.5

TIDO75R8-3.5

TIDO80R10-3.5
TIDO85R10-3.5
TIDO90R10-3.5
TID095R10-3.5
TID100R12-3.5
TID105R12-3.5
TID110R12-3.5
TID115R12-3.5
TID120R14-3.5
TID125R14-3.5
TID130R14-3.5
TID135R14-3.5
TID140R16-3.5
TID145R16-3.5
TID150R16-3.5
TID160R18-3.5
TID170R18-3.5
TID180R20-3.5
TID190R20-3.5

Tool diameter

210 - 017.9

*Just for reference

TID-R L/D=5

Hole diameter

6.5-6.9

75-7.9

8.5-8.9

9.5-9.9

10.5-10.9

11.5-11.9

iI2:51=81219

13.5-13.9

14.5-14.9

16 -16.9

18-18.9

DC

* Cylindrical shank

DCONMS

8
8
8
8
10
10
10
10
12
12
12
12
14
14
14
14
16
16
16
18
18
20
20

. OAL e
N
B 1 ul EI
J 3
LU B LS Q
OAL
LU LS DMP/H/N DMC DMF  Pocketsize
21 45 75.64 75.79 74.8 6
22.75 45 77.48 77.63 76.61 6.5
24.5 45 79.08 79.53 78.21 7
26.25 45 80.83 81.28 79.96 7
28 50 87.75 87.9 86.89 8
29.75 50 89.5 89.65 88.64 8
.5 50 91.42 91.57 90.38 9
33.25 50 93.17 93.32 92.13 9
42 60 114.03 114.65 112.7 10
44 60 115.69 116.31 114.36 10
46 65 123.13 123.78 121.58 11
48 65 124.79 125.44 123.24 11
50 65 127.18 127.81 125.59 12
52 65 128.84 129.47 127.25 12
54 65 132.74 133.49 130.87 13
56 65 134.4 135.15 132.53 13
58 70 142.18 142.99 140.19 14
60 70 143.84 144.65 141.85 14
64 70 148.44 149.35 146.34 15
68 70 153.93 154.9 151.67 16
72 70 158.46 159.44 155.91 17
76 70 164.02 165.07 161.17 18
80 70 168.37 169.48 165.36 19

- An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)
- When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill

=
Y

Head
DM*060 - DM*064
DM*065 - DM*069
DM*070 - DM*074
DM*075 - DM*079
DM*080 - DM*084
DM*085 - DM*089
DM*090 - DM*094
DM*095 - DM*099
DM*100 - DM*104
DM*105 - DM*109
DM*110 - DM*114
DM*115 - DM*119
DM*120 - DM*124
DM*125 - DM*129
DM*130 - DM*134
DM*135 - DM*139
DM*140 - DM*144
DM*145 - DM*149
DM*150 - DM*159
DM*160 - DM*169
DM*170 - DM*179
DM*180 - DM*189
DM*190 - DM*199

shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.
- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.

- For drill diameters from @8 mm - 9.9 mm, the drill shoulder to shank bottom distance when a DMC dfrill head is mounted is 0.3 mm

shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP dfrill heads in

other diameters than the above.

Head changeable drill

i @

Holemaking I

/ OAL N
7 2
¥, o1 | < = I - Y
5 LU LS | o
-
" * Cylindrical shank
OAL
DCONMS LU LS DMP DMC Pocket size Head
TIDO40R06-5 [0:157-0.173  0.236 0.812 1.378 2.587 2.603 4 DM*040 - DM*044
TID045R06-5 0.177 - 0.193 0.236 0.912 1.378 2.703 2.713 4.5 DM*045 - DM*049
TIDO50R06-5 (01197902187 0.236 1.013 1.378 2.807 2.820 5 DM*050 - DM*054
TIDO55R06-5 0.217 - 0.232 0.236 1.115 1.378 2.919 2.932 5.5 DM*055 - DM*059
Tool diameter Hole diameter - The overall length (OAL) differs based on each head geometry.
(inch) tolerance* - When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill
+0.002" /0 shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.

- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.

*Just for reference
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DORILLMEISTER

TID-R L/D=6

Head changeable drill

i @

OAL 3
. a2
8 &= < -2t
L w ] s 8
* Cylindrical shank
OAL
-W DCONMS LU LS DMP/H/N DMC DMF  Pocket size Head
TIDOGOR8-6 8 36 45 91.64 91.79 90.8 6 DM*060 - DM*064
TIDOB5R8-6 6.5-6.9 8 39 45 94.73 94.88 93.86 6.5 DM*065 - DM*069
TIDO70R8-6 7-714 8 42 45 97.58 98.03 96.71 7 DM*070 - DM*074
TIDO75R8-6 75-7.9 8 45 45 100.58 101.03 99.71 7 DM*075 - DM*079
TIDO8OR10-6 . 8-84 10 48 50 108.75 108.9 107.89 8 DM*080 - DM*084
TIDO85R10-6 8.5-8.9 10 51 50 111.75 111.9 110.89 8 DM*085 - DM*089
TIDO9OR10-6 - 9-94 10 54 50 114.92 115.07 113.88 9 DM*090 - DM*094
TID0O95R10-6 9.5-9.9 10 57 50 117.92 118.07 116.88 9 DM*095 - DM*099
TID100R12-6 ~ 10-104 12 68 60 140.03 140.65 138.7 10 DM*100 - DM*104
TID105R12-6 10.5-10.9 12 71 60 142.94 143.56 141.61 10 DM*105 - DM*109
TID110R12-6 11114 12 75 65 151.63 152.28 150.08 11 DM*110 - DM*114
TID115R12-6 11.5-11.9 12 78 65 154.54 155.19 152.99 11 DM*115 - DM*119
TID120R14-6 o 12-124 14 81 65 158.18 158.81 156.59 12 DM*120 - DM*124
TID125R14-6 12.5-12.9 14 84 65 161.09 161.72 159.5 12 DM*125 - DM*129
TID130R14-6  13-134 14 88 65 166.24 166.99 164.37 13 DM*130 - DM*134
TID135R14-6 13.5-13.9 14 91 65 169.15 169.9 167.28 13 DM*135 - DM*139
TID140R16-6  14-144 16 94 70 178.18 178.99 176.19 14 DM*140 - DM*144
TID145R16-6 14.5-14.9 16 97 70 181.09 181.9 179.1 14 DM*145 - DM*149
TID150R16-6 ssise 16 104 70 18819 189.1 186.09 15 DM*150 - DM*159
TID160R18-6 16-16.9 18 110 70 196.18 197.15 193.92 16 DM*160 - DM*169
TID170R18-6 S 7-179 18 17 70 20321 20419  200.66 17 DM*170 - DM*179
TID180R20-6 18-18.9 20 124 70 211.27 212.32 208.42 18 DM*180 - DM*189
TID190R20-6 19-199 20 130 70 218.12 219.23 215.11 19 DM*190 - DM*199
Hole diameier - An overa!l length (QAL) differs based on each head geometry. (No difference for the drill.shoulder) o )
tolerance - When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill
+0.06/0 shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.
- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
210 -017.9 +0.08/0 the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.
- For drill diameters from 8 mm - 9.9 mm, the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.3 mm
_ +0.095/0 shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP dfrill heads in
*Just for reference other diameters than the above.
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TID-R L/D=8

ACCELERATED HOLEMAKING

Head changeable drill

S
Y

AL o
¥ £ ° o
84@ = % i
- LU Tﬂ\ Ls 8
* Cylindrical shank
OAL
-W DCONMS LU LS DMP/H/N DMC DMF  Pocket size Head
TIDOGOR8-8 8 48 45 104.44 104.59 103.6 6 DM*060 - DM*064
TIDOB5R8-8 6.5-6.9 8 52 45 108.53 108.68 107.66 6.5 DM*065 - DM*069
TIDO70R8-8 7-714 8 56 45 112.38 112.83 111.51 7 DM*070 - DM*074
TIDO75R8-8 75-7.9 8 60 45 116.38 116.83 115.51 7 DM*075 - DM*079
TIDO8OR10-8 . 8-84 10 64 50 125.55 125.7 124.69 8 DM*080 - DM*084
TID085R10-8 8.5-8.9 10 68 50 129.55 129.7 128.69 8 DM*085 - DM*089
TIDOSOR10-8 emeamm 10 72 50 13372 13387 13268 9 DM*090 - DM*094
TID0O95R10-8 9.5-9.9 10 76 50 137.72 137.87 136.68 9 DM*095 - DM*099
TID100R12-8 ~ 10-104 12 89 60 160.83 161.45 159.5 10 DM*100 - DM*104
TID105R12-8 10.5-10.9 12 93 60 164.74 165.36 163.41 10 DM*105 - DM*109
TID110R12-8 11114 12 98 65 174.43 175.08 172.88 11 DM*110 - DM*114
TID115R12-8 11.5-11.9 12 102 65 178.34 178.99 176.79 11 DM*115 - DM*119
TID120R14-8  12-124 14 106 65 182.98 183.61 181.39 12 DM*120 - DM*124
TID125R14-8 12.5-12.9 14 110 65 186.89 187.52 185.3 12 DM*125 - DM*129
TID130R14-8  13-134 14 115 65 193.04 193.79 191.17 13 DM*130 - DM*134
TID135R14-8 13.5-13.9 14 119 65 196.9 197.65 195.03 13 DM*135 - DM*139
TID140R16-8  14-144 16 123 70 206.98 207.79 204.99 14 DM*140 - DM*144
TID145R16-8 14.5-14.9 16 127 70 210.89 211.7 208.9 14 DM*145 - DM*149
TID150R16-8  15-159 16 136 70 219.99 220.9 217.89 15 DM*150 - DM*159
TID160R18-8 16-16.9 18 144 70 229.98 230.95 227.72 16 DM*160 - DM*169
TID170R18-8 S 7-179 18 153 70 239.01 23999  236.46 17 DM*170 - DM*179
TID180R20-8 18-18.9 20 162 70 249.07 250.12 246.22 18 DM*180 - DM*189
TID190R20-8 19-199 20 170 70 257.92 259.03 254.91 19 DM*190 - DM*199
Hole diameter - An overa!l length (QAL) differs based on each head geometry. (No difference for the drilllshoulder) o )
tolerance* - When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill
+0.08/0 shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.
- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
210 -0217.9 +0.08/0 the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.

*Just for reference

- For drill diameters from @8 mm - 9.9 mm, the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.3 mm
shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in
other diameters than the above.
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TID-R L/D=12
Head changeable drill

i @

DC

B OAL o
& == 2t
é" L \%\Tﬁ Ls,| Q
o
é: * Cylindrical shank
OAL
-EW DCONMS LU LS DMP/H/N DMC DMF  Pocket size Head

TIDO8OR12-12 12 98 45 15625 1564  155.39 8 DM*080 - DM*084
TIDO85R12-12 8.5-8.9 12 104 45 162.25 1624  161.39 8 DM*085 - DM*089
TIDogoR12-12 19794 12 110 45 168.65 168.8 167.61 9 DM*090 - DM*094
TID095R12-12 9.5-9.9 12 116 45 17465 1748 17361 9 DM*095 - DM*099
TD1oor1e-12  [H0SH04T 16 122 48 184.05 18467  182.72 10 DM*100 - DM*104
TID105R16-12 10.5-10.9 16 128 48 190.05 19067 18872 10 DM*105 - DM*109
TD11oR16-12  [ATS14 16 134 48 196.45 197.1 194.9 1 DM*110 - DM*114
TID115R16-12 11.5-11.9 16 140 48 20245 2031 200.9 11 DM*115 - DM*119
TD120R16-12  [H2E2A 16 146 48 2088 20943 20721 12 DM*120 - DM*124
TID125R16-12 12.5-12.9 16 152 48 2148 21543  213.21 12 DM*125 - DM*129
TID130R16-12 485184 16 158 48 2214 22215 21953 13 DM*130 - DM*134
TID135R16-12 13.5-13.9 16 165 48 227.4 22815 22553 13 DM*135 - DM*139
TiD14or16-12  [HASIAAT 16 171 48 23595 23676  233.96 14 DM*140 - DM*144
TID145R16-12 14.5-14.9 16 177 48 241.95 24276  239.96 14 DM*145 - DM*149
TID1soR20-12 1465168 20 183 50 25353 25444  251.43 15 DM*150 - DM*159
TID160R20-12 16-16.9 20 195 50 267.1 268.07  264.84 16 DM*160 - DM*169
Tp170R20-12  [IHZEI7ET 20 207 50 2807 28168  278.15 17 DM*170 - DM*179
TID180R25-12 18-18.9 25 219 56 3003 30135  207.45 18 DM*180 - DM*189
TID19oR25-12 495198 25 232 56 313.8 31491 31079 19 DM*190 - DM*199
TID200R25-12 20-20.9 25 244 56 327.4 32862 32512 20 DM*200 - DM*209
TD210R25-12 219219 25 256 56 34098 3422 33854 21 DM*210 - DM*219
TID220R25-12 22-22.9 25 267 56 35456 35584  351.86 22 DM*220 - DM*229
TiD2sors2-12  [28R289| @ 32 276 60 37213 37351  369.28 23 DM*230 - DM*239
TID240R32-12 24-24.9 32 288 60 3857 38711 38271 24 DM*240 - DM*249
TiD2s0R32-12 1269269 32 300 60 399.3 40078  396.15 25 DM*250 - DM*259

Toolldiamater Hole diameter - An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)
tolerance* - When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill

+0.08/0 shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.
- For drill diameters from @8 mm - 9.9 mm, the drill shoulder to shank bottom distance when a DMC drill head is mounted is 0.3 mm
218 - 925.9 +0.095/0 shorter when compared with a DMP head of the equivalent sizes. The distances are the same for the DMC and DMP drill heads in
*Just for reference other diameters than the above.

Scan this QR
code to find out
other drill body

information.
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Il DRILL HEAD

ICCICEMEICE G Head diameter
DMP General purpose in) A pame
+0.0007" /0

' : 20.709" - 1.020" +0.0008" /0
g é—
a — +0.018/0
PL 218 - 225.9 +0.021/0
-
-

-Steel pidb ¢ -Steel bAdD ¢
M Stainless * [ M Stainless * | ¥
Cast iron * [ Cast iron * | Y%
Non-ferrous Yo | v l Non-ferrous e | ¥
S Superalloys * | ¥ S  Superalloys * | ¢ Y : First choice
H Hard materials | % |3 H Hard materials | % | 3% ¢ : Second choice
Coated Coated
Desi : DC | DC o B . : DC | DC w 3
esignation - LPR |1 = PL Body Designation ] LPR |1 +~ PL Body
(in) | (mm) N~ O (in) | (mm) N~ O
I I I I
< < < <
DMP060 0.236 | 6 38 @ @ 1.09 | TID*060... DMP099 0390 | 99 | 565 @ @ 1.53 | TID*095...
DMPO061 0240 | 6.1 | 385 @ @ 1.11 | TID*060... DMP100 0394 | 10 | 605 @ @ 1.47 | TID*100...
DMP062 0244 | 62 | 38 (@ @ 1.13 | TID*060... DMP101 0.398 | 10.1 | 6.05 | @ @ 1.49 | TID*100...
DMP063 0248 | 63 | 385 (@ @ 1.14 | TID*060... DMP102 0.402 | 102 | 605 | @ @ 1.51 | TID*100...
DMPO064 0252 | 64 | 38 @ @ 1.16 | TID*060... DMP103 0.406 | 103 | 605 @® @ 1.52 | TID*100...
DMPO065 0256 | 65 | 415 | @ @ 1.27 | TID*065... DMP104 0.409 | 104 | 605 @ @ 1.54 | TID*100...
DMP066 0260 | 6.6 | 415 | @ @ 1.29 | TID*065... DMP105 0.413 | 105 | 6.05 | @ @ 1.56 | TID*105...
DMP067 0264 | 6.7 | 415 | @ @ 1.31 | TID*065... DMP106 0.417 | 106 | 6.05 | @ @ 1.58 | TID*105...
DMP068 0268 | 68 | 415 | @ @ 1.33 | TID*065... DMP107 0.421| 107 | 605 @ @ 1.6 | TID*105...
DMP069 0272 | 69 | 415 | @ @ 1.34 | TID*065... DMP108 0.425| 108 | 605 @® @ 1.62 | TID*105...
DMPO070 0276 | 7 445 @ @ 1.03 | TID*070... DMP109 0429 | 109 | 605 (@ @ 1.63 | TID*105...
DMPO71 0280 | 71 | 445 (@ @ 1.05 | TID*070... DMP110 0.433 | 11 645 @ @ 1.67 | TID*110...
DMPOQ72 0283 | 72 | 445 (@ @ 1.07 | TID*070... DMP111 0437 | 111 | 645 (@ @ 1.69 | TID*110...
DMPO073 0287 | 73 | 445 @ @ 1.08 | TID*070... DMP112 0441 | 112 | 645 (@ @ 1.71 | TID*110...
DMPO074 0291 | 74 | 445 (@ @ 1.1 | TID*070... DMP113 0445| 113 | 645 (@ @ 1.72 | TID*110...
DMPO075 0295| 75 | 445 (@ @ 1.12 | TID*075... DMP114 0449 | 114 | 645 @ @ 1.74 | TID*110...
DMPO076 0299 | 76 | 445 (@ @ 1.14 | TID*075... DMP115 0453 | 115 | 645 @ @ 1.76 | TID*115...
DMPO77 0303 | 7.7 | 445 | @ @ 1.16 | TID*075... DMP116 0457 | 116 | 645 @ @ 1.78 | TID*115...
DMPO078 0307 | 7.8 | 445 (@ @ 1.18 | TID*075... DMP117 0461 | 117 | 645 (@ @ 1.8 |TID*115...
DMPO079 0311 | 7.9 | 445 (@ @ 1.19 | TID*075... DMP118 0465| 118 | 645 (@ @ 1.82 | TID*115...
DMP080 0.315| 8 525 @ @ 1.2 | TID*080... DMP119 0469 | 119 | 645 @ @ 1.83 | TID*115...
DMP081 0.319 | 8.1 525 @ @ 1.22 | TID*080... DMP120 0.472 | 12 68 @ @ 1.82 | TID*120...
DMP082 0323| 82 | 525 | @ @ 1.24 | TID*080... DMP121 0476 | 121 | 68 |@® @ 1.84 | TID*120...
DMP083 0327 | 83 | 525 | @ @ 1.25 | TID*080... DMP122 0480 | 122 | 68 |@ @ 1.86 | TID*120...
DMP084 0331| 84 | 525 (@ @ 1.27 | TID*080... DMP123 0484 | 123 | 68 |@® @ 1.87 | TID*120...
DMPO085 0335 | 85 | 525 @ @ 1.29 | TID*085... DMP124 0488 | 124 | 68 |@® @ 1.89 | TID*120...
DMP086 0339 | 86 | 525 | @ @ 1.31 | TID*085... DMP125 0492 | 125 | 68 |@® @ 1.91 | TID*125...
DMP087 0343 | 87 | 525 | @ @ 1.33 | TID*085... DMP126 049 | 126 | 68 |@® @ 1.93 | TID*125...
DMP088 0346 | 88 | 525 | @ @ 1.35 | TID*085... DMP127 0500 | 127 | 68 |@® @ 1.95 | TID*125...
DMP089 0350 | 89 | 525 @ @ 1.36 | TID*085... DMP128 0504 | 128 | 68 @ @ 1.97 | TID*125...
DMP090 0354 | 9 565 @ @ 1.37 | TID*090... DMP129 0508 | 129 | 68 @ @ 1.98 | TID*125...
DMPO091 0358 | 91 | 565 | @ @ 1.39 | TID*090... DMP130 0512 | 13 74 @ @ 1.96 | TID*130...
DMP092 0362 | 92 | 565 | @ @ 1.41 | TID*090... DMP131 0516 | 131 | 74 | @ @ 1.98 | TID*130...
DMP093 0.366 | 9.3 | 565 @ @ 1.42 | TID*090... DMP132 0520| 132 | 74 | @ @ 2 | TID*130...
DMP094 0370 | 94 | 565 | @ @ 1.44 | TID*090... DMP133 0524 | 133 | 74 | @ @ 2.01 | TID*130...
DMP095 0374 | 95 | 565 | @ @ 1.46 | TID*095... DMP134 0528 | 134 | 74 (@ @ 2.03 | TID*130...
DMP096 0378 | 96 | 565 | @ @ 1.48 | TID*095... DMP135 0531| 135 | 74 | @ @ 2.05 | TID*135...
DMP097 0.382| 97 | 565 @ @ 1.5 | TID*095... DMP136 0535| 136 | 74 | @ @ 2.07 |TID*135...
DMP098 0.386 | 98 | 565 @ @ 1.52 | TID*095... DMP137 0539 | 137 | 74 @ @ 2.09 |TID*135...
*Will be released in December 2021 @ : Line-up

©0.236" - 00.783" (06 - ©19.9) = 2 pieces per package
©0.787" - 91.020" (220 - ©25.9) = 1 piece per package
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DMP General purpose °° ;ﬁ)meter Mo laranca "
+0.0007" /0

' _ 20.709" - 91.020" +0.0008" /0
ICRICEGE @ Head diameter
&) / (mm) tolerance
&) +0.018/0
018 - ©25.9 +0.021/0
PL”_

-Steel b ¢ -Steel ¥ | %
M Stainless * | ¥¢ M Stainless * | Y
Cast iron * [ Cast iron * |
Non-ferrous | ¥ Non-ferrous ¥ | ¥
S Superalloys * | ¥¢ S | Superalloys * | ¥t % : First choice
H Hard materials | % | H Hard materials | % | < ¥¢ : Second choice
Coated Coated
Desi : DC | DC o B . : DC | DC w 3
esignation ] LPR |1 +~ PL Body Designation ] LPR |1 +~ PL Body
(in) | (mm) N~ O (in) | (mm) N~ O
I I I I
< < < <
DMP138 0543 | 138 | 74 | @ @ 211 | TID*135... DMP180 0.709 | 18 103 @ @ 2.73 | TID*180...
DMP139 0547 | 139 | 74 |@ @ 2.12 | TID*135... DMP181 0.713 | 181 | 103 | @ @ 2.75 | TID*180...
DMP140 0551 | 14 | 795 (@ @ 2.12 | TID*140... DMP182 0717 | 182 | 103 | @ @ 2.77 | TID*180...
DMP141 0555 | 141 | 795 | @ @ 2.14 | TID*140... DMP183 0720 | 183 | 103 | @ @ 2.78 | TID*180...
DMP142 0559 | 142 | 795 | @ @ 2.16 | TID*140... DMP184 0724 | 184 | 103 | @ @ 2.8 | TID*180...
DMP143 0563 | 143 | 795 @ @ 2.17 | TID*140... DMP185 0.728 | 185 | 103 | @ @ 2.82 | TID*180...
DMP144 0567 | 144 | 795 | @ @ 2.19 | TID*140... DMP186 0732 | 186 | 103 |@® @ 2.84 | TID*180...
DMP145 0571 | 145 | 795 | @ @ 2.21 | TID*145... DMP187 0736 | 187 | 103 | @ @ 2.86 | TID*180...
DMP146 0575| 146 | 795 | @ @ 2.23 | TID*145... DMP188 0740 | 188 | 103 | @ @ 2.88 | TID*180...
DMP147 0579 | 147 | 795 @ @ 2.25 | TID*145... DMP189 0.744 | 189 | 103 @ @ 2.89 | TID*180...
DMP148 0583 | 148 | 795 | @ @ 2.27 | TID*145... DMP190 0.748 | 19 108 @ @ 2.88 | TID*190...
DMP149 0587 | 149 | 795 (@ @ 2.28 | TID*145... DMP1905 0.750 | 19.05 | 108 | @ @ 2.89 | TID*190...
DMP150 0591 | 15 853 @ @ 2.27 | TID*150... DMP191 0752 | 19.1 | 108 | @ @ 2.9 |TID*190...
DMP151 0594 | 151 | 853 | @ @ 2.29 | TID*150... DMP192 0.756 | 19.2 | 108 @ @ 2.92 | TID*190...
DMP152 0598 | 152 | 853 | @ @ 2.31 | TID*150... DMP1927 0.759 | 19.27 | 108 | @ @ 2.93 | TID*190...
DMP153 0602 | 153 | 853 | @ @ 2.32 | TID*150... DMP193 0760 | 19.3 | 108 (@ @ 2.93 | TID*190...
DMP154 0.606 | 15.4 | 853 | @ @ 2.34 | TID*150... DMP194 0.764 | 19.4 | 108 | @ @ 2.95 | TID*190...
DMP155 0.610 | 155 | 853 | @ @ 2.36 | TID*150... DMP195 0.768 | 195 | 108 @ @ 2.97 | TID*190...
DMP156 0614 | 156 | 853 | @ @ 2.38 | TID*150... DMP196 0772 | 196 | 108 (@ @ 2.99 | TID*190...
DMP157 0618 | 157 | 853 | @ @ 2.4 | TID*150... DMP197 0776 | 19.7 | 108 | @ @ 3.01 | TID*190...
DMP158 0.622 | 158 | 853 | @ @ 2.42 | TID*150... DMP198 0780 | 19.8 | 108 | @ @ 3.03 | TID*190...
DMP159 0.626 | 159 | 853 | @ @ 2.43 | TID*150... DMP199 0.783 | 199 | 108 @ @ 3.04 | TID*190...
DMP160 0.630 | 16 91 @ @ 2.42 | TID*160... DMP200 0.787 | 20 14 @ @ 3.02 | TID*200...
DMP161 0.634 | 16.1 91 @ @ 2.44 | TID*160... DMP201 0791 | 201 | 114 | @ @ 3.04 | TID*200...
DMP162 0638 | 162 | 91 |@ @ 2.46 | TID*160... DMP202 0795 | 202 | 114 | @ @ 3.06 | TID*200...
DMP163 0642 | 163 | 91 | @ @ 2.47 | TID*160... DMP203 0799 | 203 | 114 @ @ 3.07 | TID*200...
DMP164 0646 | 164 | 91 | @ @ 2.49 | TID*160... DMP204 0.803 | 204 | 114 @ @ 3.09 | TID*200...
DMP165 0650 | 165 | 9.1 | @ @ 2.51 | TID*160... DMP205 0.807 | 205 | 114 | @ @ 3.11 | TID*200...
DMP166 0654 | 166 | 91 | @ @ 253 | TID*160... DMP206 0811 | 206 | 114 | @ @ 3.13 | TID*200...
DMP167 0657 | 167 | 91 |@ @ 2.55 | TID*160... DMP207 0.815| 207 | 114 | @ @ 3.15 | TID*200...
DMP168 0661 | 168 | 9.1 | @ @ 2.57 | TID*160... DMP208 0819 | 208 | 114 (@ @ 3.17 | TID*200...
DMP169 0665| 169 | 91 | @ @ 2.58 | TID*160... DMP209 0.823| 209 | 114 (@ @ 3.18 | TID*200...
DMP170 0669 | 17 9.7 @ @ 2.59 | TID*170... DMP210 0827 | 21 | 1198 | @ @ 3.18 | TID*210...
DMP171 0.673 | 17.1 9.7 | @ @ 2.61 | TID*170... DMP211 0.831| 211 | 1198 | @ @ 3.2 | TID*210...
DMP172 0677 | 172 | 97 |@ @ 2.63 | TID*170... DMP212 0.835| 212 | 1198 | @ @ 3.22 | TID*210...
DMP173 0681 | 173 | 9.7 | @ @ 2.64 | TID*170... DMP213 0.839 | 21.3 | 1198 | @ @ 3.23 | TID*210...
DMP174 0685 | 174 | 97 | @ @ 2.66 | TID*170... DMP214 0843 | 214 | 1198 | @ @ 3.25 | TID*210...
DMP175 0689 | 175 | 9.7 | @ @ 2.68 | TID*170... DMP215 0.846 | 215 | 1198 | @ @ 3.27 | TID*210...
DMP176 0693 | 176 | 9.7 | @ @ 2.7 | TID*170... DMP216 0.850 | 216 | 11.98 | @ @ 3.29 | TID*210...
DMP177 0697 | 177 | 97 | @ @ 2.72 | TID*170... DMP217 0.854 | 21.7 | 11.98 | @ @ 3.31 | TID*210...
DMP178 0701 | 178 | 9.7 |@® @ 2.74 | TID*170... DMP218 0858 | 21.8 | 1198 | @ @ 3.33 | TID*210...
DMP179 0705| 179 | 9.7 |@® @ 2.75 | TID*170... DMP219 0862 | 219 | 1198 | ® @ 3.34 | TID*210...
00.236" - ©0.783" (06 - ©19.9) = 2 pieces per package @®: Line-up

©0.787" - ©1.020" (020 - ©25.9) = 1 piece per package
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- Steel

M Stainless

Cast iron

Non-ferrous

S Superalloys

* 5 % X
X 5 0 X %

ACCELERATED HOLEMAKING

v : First choice

H Hard materials | % |¥¢ Y7 : Second choice
Coated
Designation I?C bC |\ pr o ,8 PL | Body
(in) | (mm) N o
I T
< <
DMP220 0.866 | 22 |1256 | @ @ 3.32 | TID*220...
DMP221 0.870 | 221 | 1256 | @ @ 3.34 | TID*220...
DMP222 0.874 | 222 | 1256 | @ @ 3.36 | TID*220...
DMP223 0.878 | 22.3 | 1256 | @ @ 3.37 | TID*220...
DMP224 0.882 | 224 | 1256 | @ @ 3.39 | TID*220...
DMP225 0.886 | 225 | 1256 | @ @ 3.41 | TID*220...
DMP226 0.890 | 226 | 1256 | @ @ 3.43 | TID*220...
DMP227 0.894 | 227 | 1256 | @ @ 3.45 | TID*220...
DMP228 0.898 | 22.8 | 1256 | @ @ 3.47 | TID*220...
DMP229 0.902 | 229 | 1256 | @ @ 3.48 | TID*220...
DMP230 0.906 | 23 |13.13 | @ @ 3.46 | TID*230...
DMP231 0.909 | 231 | 13.13 |® @ 3.48 | TID*230...
DMP232 0.913 | 232 |13.13 | @ @ 3.5 | TID*230...
DMP233 0.917 | 233 |13.13 | @ @ 3.51 | TID*230...
DMP234 0.921 | 234 | 1313 | @ @ 3.53 | TID*230...
DMP235 0.925| 235 | 13.13 | @ @ 3.55 | TID*230...
DMP236 0.929 | 236 | 13.13 | @ @ 3.57 | TID*230...
DMP237 0.933 | 237 | 13.13 | @ @ 3.59 | TID*230...
DMP238 0.937 | 238 | 13.13 | @ @ 3.61 | TID*230...
DMP239 0941 | 239 | 13.13 | @ @ 3.62 | TID*230...
DMP240 0945 | 24 | 137 | @ @ 3.62 | TID*240...
DMP241 0949 | 241 | 137 | @ @ 3.64 | TID*240...
DMP242 0953 | 242 | 137 | @ @ 3.66 | TID*240...
DMP243 0957 | 243 | 137 |@® @ 3.67 | TID*240...
DMP244 0961 | 244 | 137 | @ @ 3.69 | TID*240...
DMP245 0.965| 245 | 137 | @ @ 3.71 | TID*240...
DMP246 0.969 | 246 | 137 | @ @ 3.73 | TID*240...
DMP247 0972 | 247 | 137 | @ @ 3.75 | TID*240...
DMP248 0976 | 248 | 137 | @ @ 3.77 | TID*240...
DMP249 0.980 | 249 | 137 | @ @ 3.78 | TID*240...
DMP250 0984 | 25 | 143 @ @ 3.8 | TID*250...
DMP251 0988 | 251 | 143 | @ @ 3.82 | TID*250...
DMP252 0992 | 252 | 143 | @ @ 3.84 | TID*250...
DMP253 0.996 | 253 | 143 | @ @ 3.85 | TID*250...
DMP254 1.000 | 254 | 143 | @ @ 3.87 | TID*250...
DMP255 1.004 | 255 | 143 | @ @ 3.89 | TID*250...
DMP256 1.008 | 256 | 143 @ @ 3.91 | TID*250...
DMP2567 1.011 | 2567 | 143 | @ @ 3.92 | TID*250...
DMP257 1012 | 257 | 143 | @ @ 3.93 | TID*250...
DMP258 1016 | 258 | 143 | @ @ 3.95 | TID*250...
DMP259 1.020 | 259 | 143 | @ @ 3.96 | TID*250...
©0.236" - ©0.783" (26 - ©19.9) = 2 pieces per package @®:Line-up

00.787" - ©1.020" (220 - 925.9) = 1 piece per package

Tungaloy | 199

Holemaking I



R EGECE@N Head diameter
(In) tolerance
+0.0007" /0

DMC High precision drilling

fea}
o

20.709" - 1.020" +0.0008" /0

IR EMGCE @ Head diameter
(mm) tolerance
+0.018/0

8 z
v 218 - 825.9 +0.021/0
- Steel * - Steel
M Stainless * M Stainless
Cast iron * Cast iron
Non-ferrous pie Non-ferrous
S  Superalloys * S  Superalloys % : First choice
H Hard materials | % H Hard materials ¢ : Second choice
Coated Coated
Designation PC DC LPR § PL Body Designation PC bC LPR ,8 PL Body
(in) | (mm) o (in) | (mm) o
T T
< <
DMCO040 0157 | 4 351 | @ 0.86 | TID*040... DMCO080 0.315 8 54 | @ 1.62 | TID*080...
DMC041 0.161 | 4.1 351 | @ 0.88 | TID*040... DMCO081 0.319 | 8.1 54 | @ 1.64 | TID*080...
DMCO042 0.165| 4.2 | 351 |@ 0.9 | TID*040... DMC082 0.323 | 8.2 54 |@ 1.66 | TID*080...
DMCO043 0169 | 4.3 | 351 | @ 0.92 | TID*040... DMCO083 0.327 | 8.3 54 | @ 1.68 | TID*080...
DMC044 0173 | 4.4 | 351 |@ 0.94 | TID*040... DMCO084 0.331 | 8.4 54 | @ 1.7 | TID*080...
DMC045 0177 | 45 | 381 | @ 0.97 | TID*045... DMC085 0.335 | 8.5 54 | @ 1.72 | TID*085...
DMC046 0.181| 4.6 | 381 | @ 0.99 | TID*045... DMCO086 0.339 | 8.6 54 |@ 1.74 | TID*085...
DMC047 0.185| 4.7 | 381 | @ 1.01 | TID*045... DMCO087 0.343 | 8.7 54 | @ 1.76 | TID*085...
DMC048 0189 | 4.8 | 381 | @ 1.03 | TID*045... DMCO088 0.346 | 8.8 54 | @ 1.78 | TID*085...
DMC049 0.193 | 49 | 381 |@ 1.05 | TID*045... DMCO089 0.350 | 8.9 54 | @ 1.8 |TID*085...
DMCO050 0197 | 5 414 | @ 1.09 | TID*050... DMCO090 0.354 | 9 58 |@ 1.91 | TID*090...
DMCO051 0201 | 51 | 414 | @ 1.11 | TID*050... DMCO091 0.358 | 9.1 58 | @ 1.93 | TID*090...
DMCO052 0205| 52 | 414 | @ 1.13 | TID*050... DMC092 0.362 | 9.2 58 | @ 1.95 | TID*090...
DMCO053 0.209 | 53 | 414 | @ 1.15 | TID*050... DMC093 0.366 | 9.3 58 | @ 1.97 | TID*090...
DMC054 0213 | 54 | 414 | @ 1.17 | TID*050... DMC094 0.370 | 9.4 58 |@ 1.99 | TID*090...
DMCO055 0217 | 55 | 417 | @ 1.22 | TID*055... DMCO095 0.374 | 95 58 | @ 2.01 |TID*095...
DMCO056 0220| 5.6 | 417 | @ 1.24 | TID*055... DMC096 0.378 | 9.6 58 | @ 2.03 | TID*095...
DMCO057 0224 | 57 | 417 | @ 1.26 | TID*055... DMC097 0.382 | 97 58 | @ 2.05 | TID*095...
DMC058 0228 | 58 | 417 | @ 1.28 | TID*055... DMCO098 0.386 | 9.8 58 |@ 2.07 | TID*095...
DMCO059 0232 | 59 | 417 | @ 1.3 | TID*055... DMCO099 0.390 | 9.9 58 (@ 2.09 |TID*095...
DMCO060 0.236 | 6 4 | @ 1.24 | TID*060... DMC100 0394 | 10 | 667 | @ 2.09 | TID*100...
DMCO061 0.240 | 6.1 4 | @ 1.26 | TID*060... DMC101 0.398 | 10.1 | 6.67 | @ 2.11 | TID*100...
DMCO062 0.244 | 6.2 4 | @ 1.28 | TID*060... DMC102 0.402 | 10.2 | 667 | @ 2.13 | TID*100...
DMCO063 0.248 | 6.3 4 | @ 1.3 | TID*060... DMC103 0.406 | 10.3 | 6.67 | @ 2.15 | TID*100...
DMC064 0.252 | 6.4 4 | @ 1.32 | TID*060... DMC104 0.409 | 10.4 | 667 | @ 2.17 | TID*100...
DMCO065 0.256 | 6.5 43 | @ 1.33 | TID*065... DMC105 0.413 | 105 | 6.67 | @ 2.19 | TID*105...
DMCO066 0.260 | 6.6 43 | @ 1.35 | TID*065... DMC106 0.417 | 106 | 6.67 | @ 2.21 | TID*105...
DMC067 0.264 | 6.7 43 | @ 1.37 | TID*065... DMC107 0.421| 107 | 6.67 | @ 2.23 | TID*105...
DMCO068 0.268 | 6.8 43 | @ 1.39 | TID*065... DMC108 0.425| 108 | 6.67 | @ 2.25 | TID*105...
DMCO069 0.272 | 6.9 43 | @ 1.41 | TID*065... DMC109 0.429 | 10.9 | 6.67 |@® 2.27 | TID*105...
DMCO070 0.276 7 49 |@ 1.48 | TID*070... DMC110 0.433 | 11 71 | @ 2.32 | TID*110...
DMCO071 0.280 | 71 49 |@ 1.5 | TID*070... DMC111 0.437 | 11.1 71 | @ 2.34 | TID*110...
DMCO072 0.283 | 7.2 49 |@ 1.52 | TID*070... DMC112 0441 | 112 | 71 | @ 2.36 | TID*110...
DMCO073 0287 | 7.3 49 |@ 1.54 | TID*070... DMC113 0445 | 113 | 71 | @ 2.38 | TID*110...
DMCO074 0.291 | 74 49 |@ 1.56 | TID*070... DMC114 0449 | 114 | 71 | @ 2.4 | TID*110...
DMCO075 0.295 | 7.5 49 |@ 1.58 | TID*075... DMC115 0453 | 115 | 71 |@ 2.42 | TID*115...
DMCO076 0.299 | 7.6 49 |@ 1.6 | TID*075... DMC116 0457 | 116 | 71 |@ 2.44 | TID*115...
DMCO077 0.303 | 77 49 |@ 1.62 | TID*075... DMC117 0461 | 117 | 71 | @ 2.46 |TID*115...
DMCO078 0.307 | 7.8 49 |@ 1.64 | TID*075... DMC118 0465| 118 | 71 | @ 2.48 | TID*115...
DMCO079 0.311 | 7.9 49 |@ 1.66 | TID*075... DMC119 0469 | 119 | 71 | @ 2.5 |TID*115...

00.236" - ©0.783" (06 - ©19.9) = 2 pieces per package
00.787" - ©1.020" (220 - ©25.9) = 1 piece per package
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@ : New product
@ : Line-up



ACCELERATED HOLEMAKING

- Steel * - Steel
M Stainless * M Stainless
Cast iron * Cast iron
Non-ferrous pie Non-ferrous
S  Superalloys * S  Superalloys % : First choice
H Hard materials | % H Hard materials ¥¢ : Second choice
Coated Coated
Designation I?C bC LPR § PL Body Designation PC bC LPR ,‘?_’ PL Body
(in) | (mm) o (in) | (mm) o
I I
< <
DMC120 0.472 12 743 | @ 2.45 | TID*120... DMC160 0.630 16 10.07 | @ 3.39 | TID*160...
DMC121 0.476 | 12.1 743 | @ 2.47 | TID*120... DMC161 0.634 | 16.1 | 10.07 | @ 3.41 | TID*160...
DMC122 0.480 | 12.2 743 | @ 2.49 | TID*120... DMC162 0.638 | 16.2 | 10.07 | @ 3.43 | TID*160...
DMC123 0484 | 123 | 743 | @ 2.51 | TID*120... DMC163 0.642 | 16.3 | 10.07 | @ 3.45 | TID*160...
DMC124 0.488 | 12.4 | 7.43 | @ 2.53 | TID*120... DMC164 0.646 | 16.4 | 10.07 | @ 3.47 | TID*160...
DMC125 0.492 | 125 | 7.43 | @ 2.55 | TID*125... DMC165 0.650 | 16.5 | 10.07 | @ 3.49 | TID*160...
DMC126 0.496 | 126 | 7.43 | @ 2.57 | TID*125... DMC166 0.654 | 16.6 | 10.07 | @ 3.51 | TID*160...
DMC127 0.500 | 12.7 | 7.43 | @ 2,59 |TID*125... DMC167 0.657 | 16.7 | 10.07 | @ 3.53 | TID*160...
DMC128 0.504 | 12.8 | 7.43 | @ 2.61 | TID*125... DMC168 0.661 | 16.8 | 10.07 | @ 3.55 | TID*160...
DMC129 0508 | 12.9 | 7.43 | @ 2.63 | TID*125... DMC169 0.665 | 16.9 | 10.07 | @ 3.57 | TID*160...
DMC130 0.512 13 815 | @ 2.71 | TID*130... DMC170 0.669 17 10.68 | @ 3.57 | TID*170...
DMC131 0.516 | 13.1 8.15 | @ 2.73 | TID*130... DMC171 0673 | 17.1 | 10.68 | @ 3.59 |TID*170...
DMC132 0.520 | 13.2 8.15 | @ 2.75 | TID*130... DMC172 0.677 | 17.2 | 10.68 | @ 3.61 | TID*170...
DMC133 0524 | 133 | 8.15 | @ 2.77 | TID*130... DMC173 0.681 | 17.3 | 10.68 | @ 3.63 | TID*170...
DMC134 0528 | 134 | 815 | @ 2.79 | TID*130... DMC174 0.685 | 17.4 | 10.68 | @ 3.65 | TID*170...
DMC135 0531 | 135 | 815 | @ 2.81 | TID*135... DMC175 0.689 | 17.5 | 10.68 | @ 3.67 |TID*170...
DMC136 0.535 | 136 | 8.15 | @ 2.83 | TID*135... DMC176 0.693 | 17.6 | 10.68 | @ 3.69 | TID*170...
DMC137 0539 | 13.7 | 815 | @ 2.85 | TID*135... DMC177 0.697 | 17.7 | 10.68 | @ 3.71 | TID*170...
DMC138 0543 | 138 | 8.15 | @ 2.87 | TID*135... DMC178 0.701 | 17.8 | 10.68 | @ 3.73 | TID*170...
DMC139 0547 | 139 | 815 | @ 2.89 | TID*135... DMC179 0.705 | 17.9 | 10.68 | @ 3.75 | TID*170...
DMC140 0.551 14 8.76 | @ 2.93 | TID*140... DMC180 0.709 18 11.35 | @ 3.78 | TID*180...
DMC141 0.555 | 14.1 8.76 | @ 2.95 | TID*140... DMC181 0.713 | 181 | 11.35 | @ 3.8 | TID*180...
DMC142 0.559 | 14.2 8.76 | @ 2.97 | TID*140... DMC182 0717 | 182 | 11.35 | @ 3.82 | TID*180...
DMC143 0563 | 143 | 876 | @ 2.99 | TID*140... DMC183 0720 | 183 | 11.35 | @ 3.84 | TID*180...
DMC144 0.567 | 14.4 8.76 | @ 3.01 | TID*140... DMC184 0.724 | 18.4 | 11.35 | @ 3.86 | TID*180...
DMC145 0.571| 145 | 876 | @ 3.03 | TID*145... DMC185 0.728 | 185 | 11.35 | @ 3.88 | TID*180...
DMC146 0575 | 146 | 876 | @ 3.05 | TID*145... DMC186 0732 | 186 | 11.35 | @ 3.9 | TID*180...
DMC147 0579 | 147 | 876 | @ 3.07 | TID*145... DMC187 0736 | 18.7 | 11.35 | @ 3.92 | TID*180...
DMC148 0.583 | 14.8 8.76 | @ 3.09 | TID*145... DMC188 0.740 | 18.8 | 11.35 | @ 3.94 | TID*180...
DMC149 0587 | 149 | 876 | @ 3.11 | TID*145... DMC189 0.744 | 189 | 11.35 | @ 3.96 | TID*180...
DMC150 0.591 15 9.44 | @ 3.18 | TID*150... DMC190 0.748 19 1191 | @ 3.99 | TID*190...
DMC151 0.594 | 15.1 944 | @ 3.2 | TID*150... DMC191 0752 | 19.1 | 1191 | @ 4.01 |TID*190...
DMC152 0598 | 152 | 9.44 | @ 3.22 | TID*150... DMC192 0.756 | 19.2 | 11.91 | @ 4.03 | TID*190...
DMC153 0.602 | 153 | 9.44 | @ 3.24 | TID*150... DMC1927 0.759 | 19.27 | 11.91 | @ 4.04 | TID*190...
DMC154 0.606 | 15.4 | 9.44 | @ 3.26 | TID*150... DMC193 0.760 | 19.3 | 11.91 | @ 4.05 | TID*190...
DMC155 0610 | 155 | 9.44 | @ 3.28 | TID*150... DMC194 0.764 | 19.4 | 1191 | @ 4.07 | TID*190...
DMC156 0.614 | 156 | 9.44 | @ 3.3 | TID*150... DMC195 0.768 | 19.5 | 11.91 | @ 4.09 | TID*190...
DMC157 0618 | 157 | 9.44 | @ 3.32 | TID*150... DMC196 0.772 | 19.6 | 11.91 | @ 411 | TID*190...
DMC158 0622 | 158 | 9.44 | @ 3.34 | TID*150... DMC197 0776 | 19.7 | 1191 | @ 413 | TID*190...
DMC159 0626 | 159 | 9.44 | @ 3.36 | TID*150... DMC198 0.780 | 19.8 | 1191 | @ 415 | TID*190...
00.236" - ©0.783" (06 - ©19.9) = 2 pieces per package @ : New product
©0.787" - ©1.020" (020 - ©25.9) = 1 piece per package @ : Line-up
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DRILLMEISTER

DMC High precision drilling

fea}
o

R EGECE@N Head diameter
(In) tolerance
+0.0007" /0

20.709" - 1.020" +0.0008" /0

IR EMGCE @ Head diameter
(mm) tolerance
+0.018/0

©0.236" - 00.783" (06 - ©19.9) = 2 pieces per package
©0.787" - 91.020" (220 - ©25.9) = 1 piece per package

202 | NEW PRODUCTS

8 I
v 018 - 25.9 +0.021/0
-Steel -Steel *
M Stainless M Stainless *
Cast iron Cast iron *
l Non-ferrous Non-ferrous pie
S  Superalloys S Superalloys * ¥ : First choice
H Hard materials H Hard materials | % v¢ : Second choice
Coated Coated
Designation PC DC LPR ,8 PL Body Designation PC DC LPR ,8 PL Body
(in) | (mm) o (in) | (mm) o
I I
< <
DMC199 0783 | 19.9 | 11.91 | @ 417 | TID*190... DMC239 0.941 | 239 | 1451 | @ 5 | TID*230...
DMC200 0787 | 20 | 1262 |@ 4.24 | TID*200... DMC240 0945 | 24 | 1511 | @ 5.03 | TID*240...
DMC201 0.791 | 201 | 1262 | @ 4.26 | TID*200... DMC241 0.949 | 241 | 1511 | @ 5.24 | TID*240...
DMC202 0.795 | 20.2 | 12.62 | @ 4.28 | TID*200... DMC243 0.957 | 243 | 1511 | @ 5.28 | TID*240...
DMC203 0.799 | 20.3 | 12.62 | @ 4.3 | TID*200... DMC244 0.961 | 24.4 | 1511 | @ 5.3 | TID*240...
DMC204 0.803 | 20.4 | 12.62 | @ 4.32 | TID*200... DMC245 0.965 | 245 | 1511 | @ 513 | TID*240...
DMC205 0.807 | 20.5 | 12.62 | @ 4.34 | TID*200... DMC246 0.969 | 246 | 1511 | @ 5.34 | TID*240...
DMC206 0.811 | 20.6 | 12.62 | @ 4.36 | TID*200... DMC247 0972 | 247 | 1511 | @ 5.36 | TID*240...
DMC207 0.815 | 20.7 | 12.62 | @ 4.38 | TID*200... DMC248 0.976 | 24.8 | 1511 | @ 5.38 | TID*240...
DMC208 0.819 | 20.8 | 12.62 | @ 4.4 | TID*200... DMC249 0.980 | 249 | 1511 | @ 5.4 | TID*240...
DMC209 0.823 | 209 | 12.62 | @ 4.42 | TID*200... DMC250 0.984 | 25 | 1578 |@ 5.28 | TID*250...
DMC210 0.827 | 21 132 | @ 4.4 | TID*210... DMC251 0.988 | 251 | 15.78 | @ 571 | TID*250...
DMC211 0.831 | 211 | 132 | @ 4.42 | TID*210... DMC252 0.992 | 25.2 | 1578 | @ 5.73 | TID*250...
DMC212 0.835 | 21.2 | 13.2 | @ 4.44 | TID*210... DMC253 0.996 | 25.3 | 15.78 | @ 5.34 | TID*250...
DMC213 0.839 | 21.3 | 13.2 | @ 4.46 | TID*210... DMC254 1.000 | 25.4 | 15.78 | @ 5.77 | TID*250...
DMC214 0.843 | 214 | 132 | @ 4.48 | TID*210... DMC255 1.004 | 25,5 | 1578 | @ 5.38 | TID*250...
DMC215 0.846 | 215 | 132 | @ 4.5 | TID*210... DMC256 1.008 | 25.6 | 15.78 | @ 5.81 | TID*250...
DMC216 0.850 | 21.6 | 13.2 | @ 4.52 | TID*210... DMC2567 1.011 | 25.67 | 15.78 | @ 5.42 | TID*250...
DMC217 0.854 | 217 | 132 | @ 4.54 | TID*210... DMC257 1.012 | 257 | 15.78 | @ 5.83 | TID*250...
DMC218 0.858 | 21.8 | 132 | @ 4.56 | TID*210... DMC258 1.016 | 25.8 | 15.78 | @ 5.85 | TID*250...
DMC219 0.862 | 21.9 | 132 | @ 4.58 | TID*210... DMC259 1.020 | 259 | 15.78 | @ 5.46 |TID*250...
DMC220 0.866 | 22 |13.84 | @ 4.6 |TID*220... @ : New product
DMC221 0.870 | 221 | 13.84 | @ 462 |TID"220... @ : Line-up
DMC222 0.874 | 22.2 | 13.84 | @ 4.64 | TID*220...
DMC223 0.878 | 22.3 | 13.84 | @ 4.66 |TID*220...
DMC224 0.882 | 22.4 | 13.84 | @ 4.68 |TID*220...
DMC225 0.886 | 22.5 | 13.84 | @ 4.7 |TID*220...
DMC226 0.890 | 226 | 13.84 | @ 4.72 | TID*220...
DMC227 0.894 | 227 | 13.84 | @ 4.74 | TID*220...
DMC228 0.898 | 22.8 | 13.84 | @ 4.76 | TID*220...
DMC229 0.902 | 22.9 | 13.84 | @ 4.78 |TID*220...
DMC230 0906 | 23 | 1451 | @ 4.84 | TID*230...
DMC231 0.909 | 231 | 1451 | @ 4.84 |TID*220...
DMC232 0.913 | 23.2 | 1451 | @ 4.86 | TID*230...
DMC233 0917 | 233 | 1451 | @ 4.88 | TID*220...
DMC234 0.921 | 234 | 1451 | @ 4.9 |TID*230...
DMC235 0.925 | 235 | 1451 | @ 4.94 |TID*230...
DMC236 0.929 | 236 | 1451 | @ 4.94 | TID*230...
DMC237 0.933 | 237 | 14.51 | @ 4.96 | TID*230...
DMC238 0.937 | 23.8 | 14.51 | @ 4.98 | TID*230...



ACCELERATED HOLEMAKING

DMF Flat geometry head 00! Ilalmeter Head diameter
(In)

tolerance
+0.0007" /0
J:< 00 709" - 00.783" +0.0008" /0
O@ I EMECE Head diameter
la) (mm) tolerance
‘ 018 - 925.9 +0.021/0
Detail in A
-Steel * -Steel *
M Stainless * M Stainless *
Cast iron * Cast iron *
Non-ferrous Y Non-ferrous pAe
S Superalloys * S Superalloys * % : First choice
H Hard materials | % H Hard materials | % ¢ : Second choice
Coated Coated
Designation E_)C bC LPR ,8_ CHW PL |PDD| Body Designation E_)C bC LPR § CHW PL |PDD| Body
(in) |(mm) ) (in) | (mm) <)
I I
< <
DMF060 0.236| 6 3.01 | @ 0.4 |0.61|1.15 | TID*060... DMF100 0.394| 10 [472|@ 0.7 |1.17 | 2.89 | TID*100...
DMF061 0.240| 6.1 [3.01 | @ 0.4 |0.61|1.15 | TID*060... DMF101 0.398| 101 (472 | @ 0.7 | 117 | 2.89 | TID*100...
DMF062 0.244| 62 [3.01|@ 0.4 |10.61|1.15 | TID*060... DMF102 0.402| 10.2 [4.72 | @ 0.7 |1.17 | 2.89 | TID*100...
DMFO063 0.248| 6.3 [3.01 | @ 0.4 |0.61| 1.15 | TID*060... DMF103 0.406| 10.3 |4.72 | @ 0.7 |1.17 | 2.89 | TID*100...
DMF064 0.252| 6.4 [3.01|@ 0.4 |0.61|1.15 | TID*060... DMF104 0.409| 10.4 [ 472 | @ 0.7 |1.17 | 2.89 | TID*100...
DMF065 0.256| 6.5 [3.28 | @ 0.4 |0.68| 1.54 | TID*065... DMF105 0.413| 105 |4.72 | @ 0.7 | 117 | 2.89 | TID*105...
DMF066 0.260| 6.6 [3.28 | @ 0.4 |10.68| 1.54 | TID*065... DMF106 0.417 | 106 |4.72 | @ 0.7 | 117 | 2.89 | TID*105...
DMF067 0.264| 6.7 (328 | @ 0.4 |0.68| 1.54 | TID*065... DMF107 0.421| 10.7 [ 472 | @ 0.7 |{1.17|2.89 | TID*105...
DMF068 0.268| 6.8 [3.28 | @ 0.4 |0.68| 1.54 | TID*065... DMF108 0.425| 10.8 [4.72 | @ 0.7 |1.17 | 2.89 | TID*105...
DMF069 0.272| 69 (328 | @ 0.4 |0.68| 1.54 | TID*065... DMF109 0.429| 109 [4.72 | @ 0.7 | 117 | 2.89 | TID*105...
DMFQ70 0.276 7 358 | @ 0.4 |0.68| 1.54 | TID*070... DMF110 0.433| 11 49 | @ 0.7 |1.25] 2.98 | TID*110...
DMFO071 0.280| 7.1 [3.58 | @ 0.4 |0.68| 1.54 | TID*070... DMF111 0.437| 111 | 49 | @ 0.7 |1.25]2.98 | TID*110...
DMFQ72 0.283| 7.2 [358|@ 0.4 |0.68| 1.54 | TID*070... DMF112 0441 112 | 49 | @ 0.7 |1.25] 2.98 | TID*110...
DMFOQ73 0.287| 7.3 [3.58 | @ 0.4 |0.68| 1.54 | TID*070... DMF113 0.445| 113 | 4.9 | @ 0.7 |1.25] 2.98 | TID*110...
DMFQ74 0291 7.4 358 |@ 0.4 |0.68| 1.54 | TID*070... DMF114 0.449| 114 | 49 | @ 0.7 |1.25] 2.98 | TID*110...
DMF075 0.295| 7.5 [3.58 | @ 0.4 |0.68| 1.54 | TID*075... DMF115 0.453| 115 | 49 | @ 0.7 |1.25] 2.98 | TID*115...
DMFQ76 0.299| 7.6 (358 | @ 0.4 |0.68| 1.54 | TID*075... DMF116 0.457| 116 | 4.9 |@® 0.7 |1.25]2.98 | TID*115...
DMFQ78 0.307| 7.8 [3.58 | @ 0.4 |0.68| 1.54 | TID*075... DMF117 0461 117 | 49 | @ 0.7 |1.25]2.98 | TID*115...
DMFQ79 0311 79 358 | @ 0.4 |0.68| 1.54 | TID*075... DMF118 0.465| 11.8 | 4.9 | @ 0.7 |1.25|2.98 | TID*115...
DMF080 0.315 8 439 | @ 0.7 |1.09] 2.44 | TID*080... DMF119 0.469| 119 | 49 | @ 0.7 |1.25]2.98 | TID*115...
DMFO081 0.319| 8.1 [4.39| @ 0.7 |1.09] 2.44 | TID*080... DMF120 0.472| 12 |521|@ 0.7 |1.26| 3.13 | TID*120...
DMF082 0.323| 82 [4.39| @ 0.7 |1.09| 2.44 | TID*080... DMF121 0.476| 121 |5.21 | @ 0.7 |1.26| 3.13 | TID*120...
DMFO083 0.327| 83 [4.39| @ 0.7 |1.09| 2.44 | TID*080... DMF122 0.480| 12.2 |5.21 | @ 0.7 |1.26| 3.13 | TID*120...
DMF084 0.331| 84 [439|@ 0.7 |1.09] 2.44 | TID*080... DMF123 0.484| 12.3 |5.21 | @ 0.7 |1.26| 3.13 | TID*120...
DMFQ085 0.335| 85 [4.39| @ 0.7 |1.09]| 2.44 | TID*085... DMF124 0.488| 12.4 |521 | @ 0.7 |1.26| 3.13 | TID*120...
DMF086 0.339| 86 [4.39|@ 0.7 |1.09]| 2.44 | TID*085... DMF125 0.492| 125 [521 | @ 0.7 |1.26| 3.13 | TID*125...
DMF087 0.343| 87 [439| @ 0.7 |1.09]| 2.44 | TID*085... DMF126 0.496| 126 [5.21 | @ 0.7 |[1.26| 3.13 | TID*125...
DMF088 0.346| 8.8 |4.39 | @ 0.7 |1.09| 2.44 | TID*085... DMF127 0.500| 12.7 |5.21 | @ 0.7 |1.26| 3.13 | TID*125...
DMFO089 0.350| 8.9 |4.39|@ 0.7 |1.09]| 2.44 | TID*085... DMF128 0.504| 12.8 [5.21 | @ 0.7 |1.26| 3.13 | TID*125...
DMFQ90 0.354| 9 461 | @ 0.7 |1.11] 2.55 | TID*090... DMF129 0.508| 12.9 [5.21 | @ 0.7 |1.26| 3.13 | TID*125...
DMFQ091 0.358| 9.1 [461|@ 0.7 |1.11] 2.55 | TID*090... DMF130 0.512| 13 |553| @ 0.7 |1.28] 3.52 | TID*130...
DMF092 0.362| 9.2 461 |@ 0.7 |[1.11] 2.55 | TID*090... DMF131 0.516 | 131 |5.53 | @ 0.7 |1.28] 3.52 | TID*130...
DMFQ93 0.366| 9.3 |4.61| @ 0.7 |1.11] 2.55 | TID*090... DMF132 0.520| 13.2 [5.53 | @ 0.7 |1.28] 3.52 | TID*130...
DMFQ94 0.370| 9.4 |461|@ 0.7 |1.11] 2.55 | TID*090... DMF133 0.524| 13.3 |5.53 | @ 0.7 |1.28] 3.52 | TID*130...
DMFQ95 0.374| 95 461 |@ 0.7 |1.11] 2.55 | TID*095... DMF134 0.528| 13.4 [5.53 | @ 0.7 |1.28] 3.52 | TID*130...
DMFQ96 0.378| 9.6 461 |@ 0.7 |[1.11] 2.55 | TID*095... DMF135 0.531| 13.5 |5.53 | @ 0.7 |1.28| 3.52 | TID*135...
DMFQ97 0.382| 9.7 |4.61|@ 0.7 |1.11] 2.55 | TID*095... DMF136 0.535| 13.6 |5.53 | @ 0.7 |1.28| 3.52 | TID*135...
DMFQ98 0.386| 9.8 [4.61|@ 0.7 |1.11] 2.55 | TID*095... DMF137 0.539| 13.7 | 553 | @ 0.7 |1.28| 3.52 | TID*135...
DMF099 0.390| 9.9 [4.61|@® 0.7 |1.11] 2.55 | TID*095... @®: Line-up

©0.236" - 90.783" (26 - ©19.9) = 2 pieces per package
00.787" - ©1.020" (220 - ©25.9) = 1 piece per package
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DRILLMEISTER

DMF Flat geometry head

aO 709" - 00.783"  +0.0008" /0

O Tool dlameter Head diameter
[m] (mm) tolerance
/ +0.018/0

018 - 925.9 +0.021/0

CRICEMECEE Head diameter
In tolerance

+0.0007" /0

Detail in A
-Steel *
M Stainless *
Cast iron *
Non-ferrous *
Superalloys * % : First choice
H Hard materials | % 77 : Second choice
E,)C bC LPR ,8_ CHW| PL |PDD
(in) |(mm) )
I
<
DMF138 0.543| 13.8 |5.53 | @ 0.7 |1.28| 3.52 | TID*135...
DMF139 0.547| 13.9 | 553 | @ 0.7 |1.28| 3.52 | TID*135...
DMF140 0.551| 14 |596|@ 0.7 |1.31] 3.81 | TID*140...
DMF141 0.555| 141 |5.96 | @ 0.7 |1.31| 3.81 | TID*140...
DMF142 0.559| 14.2 |5.96 | @ 0.7 |1.31] 3.81 | TID*140...
DMF143 0.563| 14.3 |5.96 | @ 0.7 |1.31] 3.81 | TID*140...
DMF144 0.567| 14.4 |5.96 | @ 0.7 |1.31] 3.81 | TID*140...
DMF145 0.571| 14.5 |5.96 | @ 0.7 |1.31| 3.81 | TID*145...
DMF150 0.591| 15 |6.43|@ 0.7 |1.35| 4.24 | TID*150...
DMF152 0.598| 15.2 [6.43 | @ 0.7 |1.35| 4.24 | TID*150...
DMF155 0.610| 15.5 |6.43 | @ 0.7 |1.35| 4.24 | TID*150...
DMF157 0.618| 15.7 | 6.43 | @ 0.7 |1.35| 4.24 | TID*150...
DMF158 0.622| 15.8 [6.43 | @ 0.7 |1.35| 4.24 | TID*150...
DMF160 0.630| 16 [6.84 | @ 0.7 |1.39| 4.06 | TID*160...
DMF161 0.634| 161 [6.84 | @ 0.7 |1.39| 4.06 | TID*160...
DMF165 0.650| 16.5 [ 6.84 | @ 0.7 [1.39] 4.06 | TID*160...
DMF167 0.657| 16.7 | 6.84 | @ 0.7 |1.39| 4.06 | TID*160...
DMF170 0.669| 17 | 715 | @ 0.7 | 1.4 | 414 | TID*170...
DMF175 0.689| 175 | 715 | @ 0.7 | 1.4 | 414 | TID*170...
DMF179 0.705| 17.9 | 715 | @ 0.7 | 1.4 | 414 | TID*170...
DMF180 0.709| 18 |7.45|@ 0.7 |1.42| 416 | TID*180...
DMF185 0.728| 18.5 | 745 | @ 0.7 |1.42| 416 | TID*180...
DMF190 0.748| 19 | 779 | @ 0.7 |1.44| 4.25 | TID*190...
DMF195 0.768| 19.5 | 7.79 | @ 0.7 |1.44| 4.25 | TID*190...
DMF198 0.780| 19.8 | 7.79 | @ 0.7 |1.44| 4.25 | TID*190...
DMF200 0.787| 20 |912 | @ 0.7 |1.77 ] 6.56 | TID*200...
DMF205 0.807| 20.5 | 9.12 | @ 0.7 |1.77 | 6.56 | TID*200...
DMF210 0.827| 21 954 | @ 0.7 |[1.79]6.92 | TID*210...
DMF215 0.846| 21.5 |9.54 | @ 0.7 |11.79]6.92 | TID*210...
DMF218 0.858| 21.8 |9.54 | @ 0.7 |1.79]6.92 | TID*210...
DMF220 0.866| 22 |9.86 | @ 0.7 |1.81| 713 | TID*220...
DMF225 0.886| 22.5 | 9.86 | @ 0.7 |1.81| 713 | TID*220...
DMF230 0.906| 23 [10.28| @ 0.7 |1.83| 7.42 | TID*230...
DMF235 0.925| 23.5 [10.28| @ 0.7 |1.83| 7.42 | TID*230...
DMF240 0.945| 24 [10.71| @ 0.7 |1.86| 7.45 | TID*240...
DMF245 0.965| 24.5 [10.71| @ 0.7 |1.86| 7.45 | TID*240...
DMF250 0.984| 25 |11.15|@ 0.7 | 1.9 | 7.54 | TID*250...
DMF254 1.000| 25.4 |11.15| @ 0.7 | 1.9 | 7.54 | TID*250...
DMF255 1.004| 255 |11.15| @ 0.7 | 1.9 | 7.54 | TID*250...
DMF259 1.020| 25.9 |11.15| @ 0.7 | 1.9 | 7.54 | TID*250...
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DMH High strength cutting edge

Tool diameter
(inch)

Head diameter

tolerance

+0.0007" /-0.0002"

ACCELERATED HOLEMAKING

&) o e 20.709" - 91.004" +0.0008" / -0.0002"
e i !:F Tool diameter Head diameter
tolerance
PL +0.018 / -0.005
HALPR‘ 018 -0255  +0.021/-0.005
Bl steel * Bl steel *
M Stainless * M Stainless *
Cast iron * Cast iron *
Non-ferrous Non-ferrous
S Superalloys * S | Superalloys *
H Hard materials | % H Hard materials | % % : First choice
Coated Coated
Designation PC DC LPR § PL Body Designation PC DC LPR § PL Body
(in) | (mm) o (mm) (in) | (mm) o (mm)
T T
< <
DMHO060 0.236| 6 385 | @ 1.09 |TID*060... DMH131 0.516 | 13.1 74 | @ 1.98 [TID*130...
DMHO068 0.268 | 6.8 | 415 | @ 1.33 |TID*065... DMH132 0520 | 132 | 74 |@ 2 [TID*130...
DMHO070 0276 | 7 445 | @ 1.03 |TID*070... DMH133 0524 | 133 | 74 |@ 2.01 [TID*130...
DMHO075 0295 | 75 | 445 | @ 112 |TID*075... DMH134 0528 | 134 | 74 |@ 2.03 [TID*130...
DMHO080 0.315 8 525 | @ 1.2 [TID*080... DMH135 0532 | 135 | 74 | @ 2.05 |TID*135...
DMHO085 0.335| 85 | 525 |@ 1.29 |TID*085... DMH136 0535 | 136 | 74 | @ 2.07 [TID*135...
DMHO086 0339 | 86 | 525 | @ 1.31 |TID*085... DMH137 0539 | 137 | 74 | @ 2.09 [TID*135...
DMHO087 0343 | 87 | 525 | @ 1.33 |TID*085... DMH138 0543 | 138 | 74 | @ 211 |TID*135...
DMHO088 0.347 | 88 | 525 | @ 1.35 [TID*085... DMH139 0547 | 139 | 74 |@ 212 |TID*135...
DMHO090 0354 | 9 565 | @ 1.37 |TID*090... DMH140 0.551 | 14 795 | @ 212 |TID*140...
DMH095 0374 | 95 | 565 | @ 1.46 |TID*095... DMH141 0.555 | 141 | 7.95 | @ 214 |TID*140...
DMH097 0382 | 97 | 565 | @ 1.5 [TID*095... DMH142 0559 | 142 | 795 | @ 216 |TID*140...
DMH100 0.394 | 10 | 6.05 |@® 1.47 |TID*100... DMH143 0.563 | 143 | 7.95 | @ 217 |TID*140...
DMH101 0.398 | 101 | 6.05 | @ 1.49 |TID*100... DMH144 0.567 | 14.4 | 795 | @ 219 |TID*140...
DMH103 0.406 | 10.3 | 6.05 | @ 1.52 |TID*100... DMH145 0571 | 145 | 795 | @ 2.21 |TID*145...
DMH104 0.409 | 104 | 6.05 | @ 1.54 |TID*100... DMH146 0575 | 146 | 795 | @ 2.23 [TID*145...
DMH105 0.413 | 10.5 | 6.05 | @ 1.56 |TID*105... DMH147 0579 | 147 | 795 | @ 2.25 [TID*145...
DMH106 0.417 | 10.6 | 6.05 | @ 1.58 |TID*105... DMH150 0591 | 15 | 853 |@ 2.27 |TID*150...
DMH107 0.421 | 107 | 6.05 | @ 1.6 [TID*105... DMH151 0.594 | 151 | 8.53 | @ 2.29 [TID*150...
DMH108 0.425| 10.8 | 6.05 | @ 1.62 |TID*105... DMH152 0598 | 152 | 853 | @ 2.31 [TID*150...
DMH110 0.433 | 11 6.45 | @ 1.67 |TID*110... DMH153 0.602 | 153 | 8.53 | @ 2.32 [TID*150...
DMH111 0.437 | 111 | 6.45 | @ 1.69 |TID*110... DMH154 0.606 | 15.4 | 8.53 | @ 2.34 [TID*150...
DMH112 0.441 | 112 | 6.45 | @ 1.71 |TID*110... DMH155 0.610 | 15.5 | 8.53 | @ 2.36 |TID*150...
DMH113 0.445| 113 | 6.45 | @ 1.72 |TID*110... DMH156 0.614 | 156 | 8.53 | @ 2.38 [TID*150...
DMH114 0449 | 114 | 6.45 | @ 1.74 |TID*110... DMH157 0.618 | 157 | 8.53 | @ 2.40 [TID*150...
DMH115 0.453 | 11.5 | 6.45 | @ 1.76 |TID*115... DMH158 0.622 | 158 | 8.53 | @ 2.42 |TID*150...
DMH117 0.461 | 117 | 6.45 | @ 1.8 [TID*115... DMH160 0.630 | 16 91 | @ 2.42 |TID*160...
DMH118 0465 | 11.8 | 6.45 | @ 1.82 |TID*115... DMH162 0638 | 162 | 91 | @ 2.46 [TID*160...
DMH119 0469 | 11.9 | 6.45 | @ 1.83 |TID*115... DMH163 0642 | 163 | 91 | @ 2.47 |TID*160...
DMH120 0472 | 12 68 |@ 1.82 |TID*120... DMH165 0650 | 165 | 91 |@ 2.51 |TID*160...
DMH121 0.476 | 12.1 68 | @ 1.84 |TID*120... DMH166 0654 | 166 | 91 | @ 2.53 [TID*160...
DMH122 0480 | 122 | 6.8 | @ 1.86 |TID*120... DMH167 0657 | 167 | 91 |@ 2.55 [TID*160...
DMH123 0484 | 123 | 6.8 | @ 1.87 |TID*120... DMH170 0669 | 17 97 | @ 2.59 [TID*170...
DMH124 0.488 | 12.4 | 6.8 |@® 1.89 [TID*120... DMH171 0.673 | 1741 9.7 | @ 2.61 |TID*170...
DMH125 0492 | 125 | 6.8 | @ 1.91 |TID*125... DMH175 0689 | 175 | 9.7 | @ 2.68 |TID*170...
DMH126 0496 | 126 | 6.8 | @ 1.93 |TID*125... DMH177 0697 | 177 | 97 | @ 2.72 |TID*170...
DMH127 0500 | 127 | 6.8 | @ 1.95 |TID*125... DMH178 0701 | 178 | 97 | @ 2.74 |TID*170...
DMH128 0.504 | 128 | 6.8 |@® 1.97 |TID*125... DMH179 0705 | 179 | 9.7 | @ 2.75 |TID*170...
DMH129 0508 | 129 | 6.8 | @ 1.98 |TID*125... DMH180 0.709 | 18 103 | @ 2.73 |TID*180...
DMH130 0.512 | 13 74 | @ 1.96 |TID*130... DMH181 0.713 | 181 | 10.3 | @ 2.75 |TID*180...
Package Quantity: 0.236" - 0.780" = 2 pcs.
0.787" - 1.020" =1 pcs.
TungaWprldQ(DS
: Line up
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DRILLMEISTER

DMH High strength cutting edge

O
ql’ (@)

Head diameter

{ ]

[

140°

PL”

==

DMN Non-ferrous metals drilling

P isg

Head diameter

Head diameter

Tool diameter IR Cd Head diameter Tool diameter Tool diameter
tolerance tolerance tolerance tolerance
+0.0007" / -0.0002" +0.018 / -0.005 +0.0004 /0 +0.01/0
00.709" - 91.004" +0.0008" /-0.0002" 018 - 925.5 +0.021 / -0.005 20.709 - 20.768 +0.0005/0 018 - 619.5 +0.012/0
- Steel - Steel
M Stainless M Stainless
Cast iron Cast iron
Non-ferrous Non-ferrous *
Superalloys Superalloys % : First choice
H Hard materials % : First choice H Hard materials ¢ : Second choice
Coated Coated
Designation PC pe LPR 8 PL Body Designation PC DC LPR |5 PL | Body
(in) | (mm) o (mm) (in) | (mm) =
I ()
< X
DMH183 0.720 | 18.3 103 | @® 2.78 |TID*180... DMN100 0.394 10 6.05 | @ 1.47 | TID*100...
DMH185 0.728 | 18.5 103 | @ 2.82 |TID*180... DMN102 0.402 | 102 | 6.05 | @ 1.51 | TID*100...
DMH187 0.736 | 18.7 10.3 | @ 2.86 |TID*180... DMN105 0.413 | 10.5 6.05 | @ 1.56 | TID*105...
DMH190 0.748 19 108 | @ 2.88 |TID*190... DMN108 0.425 | 10.8 | 6.05 | @ 1.62 | TID*105...
DMH191 0.752 | 19.1 108 | @ 2.90 |TID*190... DMN110 0.433 11 6.45 | @ 1.67 | TID*110...
DMH192 0.756 | 19.2 108 | @ 2.92 |TID*190... DMN115 0.453 | 115 | 6.45 | @ 1.76 | TID*115...
DMH193 0760 | 19.3 | 10.8 | @ 2.93 [TID*190...] |DMN120 0.472 | 12 68 | @ 1.82 | TID*120...
DMH194 0.764 | 19.4 108 | @ 2.95 |TID*190... DMN123 0.484 | 12.3 68 |@® 1.87 | TID*120...
DMH195 0.768 | 19.5 108 | @ 2.97 |TID*190... DMN125 0.492 | 12,5 68 | @ 1.91 | TID*125...
DMH196 0.772 | 19.6 108 | @ 2.99 |TID*190... DMN126 0.496 | 12.6 68 | @ 1.983 | TID*125...
DMH197 0776 | 19.7 | 10.8 | @ 3.01 |TID*190...] |DMN127 0500 | 12.7 | 68 | @ 1.95 | TID*125...
DMH200 0.787 20 14 | @ 3.02 |TID*200... DMN130 0.512 13 74 | @ 1.96 | TID*130...
DMH205 0.807 | 20.5 14 | @ 3.11 |TID*200... DMN135 0.531 | 135 74 | @ 2.05 | TID*135...
DMH210 0.827 21 11.98 | @ 3.18 |TID*210... DMN138 0.543 | 13.8 74 | @ 2.11 | TID*135...
DMH215 0.847 | 21.5 | 11.98 | @ 3.27 |TID*210... DMN140 0551 | 14 | 795 | @ 2.12 | TID*140...
DMH220 0.866 22 12.56 | @ 3.32 |TID*220... DMN142 0.559 | 14.2 795 | @ 2.16 | TID*140...
DMH225 0.886 | 22.5 | 12.56 | @ 3.41 |TID*220... DMN145 0.571 | 145 795 | @ 2.21 | TID*145...
DMH230 0.906 23 1313 | @ 3.46 |TID*230... DMN150 0.591 15 853 | @ 2.27 | TID*150...
DMH235 0.925 | 235 | 1313 | @ 3.55 |TID*230... DMN152 0.598 | 152 | 853 | @ 2.31 | TID*150...
DMH240 0.945 24 137 | @ 3.62 |TID*240... DMN155 0.610 | 155 | 853 | @ 2.36 | TID*150...
DMH245 0.965 | 24.5 137 | @ 3.71 |TID*240... DMN158 0.622 | 158 | 853 | @ 2.42 | TID*150...
DMH250 0.984 25 143 | @ 3.8 |TID*250... DMN159 0.626 | 159 | 853 | @ 2.43 | TID*150...
DMH255 1.004 | 255 143 | @ 3.89 |TID*250... DMN160 0.630 16 9.1 [ J 2.42 | TID*160...
Package Quantity: 0.236" - 0.780" = 2 pcs. @ : Line-up DMN163 0.642 | 16.3 9.1 ([ 2.47 | TID*160...
0.787"-1.020" =1 pes. DMN165 0650 | 165 | 91 |@ 251 | TID*160...
DMN170 0.669 17 9.7 | @ 2.59 | TID*170...
DMN175 0689 | 175 | 97 | @ 2.68 | TID*170...
DMN180 0.709 18 103 | @ 2.73 | TID*180...
DMN185 0.728 | 18.5 103 | @ 2.82 | TID*180...
DMN190 0.748 19 108 | @ 2.88 | TID*190...
DMN195 0.768 | 19.5 108 | @ 2.97 | TID*190...
00.394" - 90.768" (210 - ©19.5) = 2 pieces per package @ :Line-up
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ACCELERATED HOLEMAKING

I APPLICATION RANGE AND RECOMMENDED TOOL LENGTHS FOR DMF HEAD
Please use the shortest possible tool

Recommended L/D

=8

Application

Plane surface

Complex exit

Cross hole

Rough / cast surface

Recommended L/D

=1

5

Application

Slant surface

Round surface

Hole expansion

Plunging

- Maximum slant angle 12 degrees

- Feed rate should be decreased when drilling uneven surfaces
- Overlap should be under 30% of head dia. at hole expansion
- Plunging width should be 70% of head dia.

I HEAD COMBINATIONS OF PRE-HOLE TO MAIN HOLE

DMP Pr;I-\:COIe DMF
Good Not good Not good
DMP
Good Good
Hole DMC
Not good Not good Good
DMF
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DRILLMEISTER

I STANDARD CUTTING CONDITIONS

ISO Workpiece material

Low carbon steels (C < 0.3)

1018, 1020, 1026, etc.

High carbon steels (C > 0.3)

1045, 1055, etc.

Low alloy steels
4140, etc.

Alloy steels
8620, etc.

Stainless steels
3048SS, 316SS, etc.

Gray cast irons
Class 25, etc.

Ductile cast irons
100-70-03, etc.

Aluminum alloys

Titanium alloys

Ti-6Al-4V, etc.
Nickel-based alloys
H Hardened steel

Cutting
speed

Vc (sfm)

262 - 459

230 - 394

230 - 394

131 -295

98 - 230

262 - 591

262 - 459

262 - 722

66 - 164

66 - 164

66 - 164

Feed: f (ipr)
Tool diameter: DC (in)
00.157" - 00.177"- 00.197"- ©0.236"- ©00.315"- 00.394"- 00.472"- 00.551"- ©0.630"- 00.787"-

20.173" 20.193" 00.232" 20.311" 20.390" 00.469" 00.547" 20.626" 20.783" 21.020"

0.002 - 0.002 - 0.008 - 0.004 - 0.005 - 0.006 - 0.007 - 0.008 - 0.010 - 0.010 -
0.003 0.003 0.005 0.005 0.010 0.011 0.012 0.014 0.018 0.018

0.002 - 0.002 - 0.008 - 0.004 - 0.005 - 0.006 - 0.007 - 0.008 - 0.010- 0.010 -
0.003 0.003 0.005 0.005 0.010 0.011 0.012 0.014 0.018 0.018

0.002 - 0.002 - 0.008 - 0.008 - 0.004 - 0.006 - 0.006 - 0.007 - 0.009 - 0.010 -
0.002 0.003 0.005 0.005 0.010 0.011 0.013 0.014 0.016 0.018

0.002 - 0.002 - 0.008 - 0.003 - 0.004 - 0.006 - 0.006 - 0.007 - 0.009 - 0.010 -
0.003 0.003 0.005 0.005 0.010 0.011 0.013 0.014 0.016 0.018

R R 0.002 - 0.008 - 0.004 - 0.005 - 0.006 - 0.006 - 0.006 - 0.007 -
0.003 0.004 0.006 0.007 0.008 0.009 0.010 0.012

0.002 - 0.002 - 0.004 - 0.005 - 0.006 - 0.008 - 0.010 - 0.012 - 0.014 - 0.014 -
0.003 0.003 0.006 0.007 0.012 0.014 0.016 0.018 0.022 0.024

0.002 - 0.002 - 0.004 - 0.005 - 0.006 - 0.008 - 0.010 - 0.012 - 0.014 - 0.014 -
0.003 0.003 0.006 0.007 0.012 0.014 0.016 0.018 0.022 0.024

B B R 0.004 - 0.008 - 0.010 - 0.012 - 0.014 - 0.016 - 0.020 -
0.008 0.014 0.016 0.018 0.02 0.024 0.030

B B R 0.002 - 0.002 - 0.003 - 0.004 - 0.005 - 0.006 - 0.007 -
0.003 0.005 0.006 0.011 0.008 0.009 0.011

R B } 0.002 - 0.002 - 0.008 - 0.004 - 0.005 - 0.005 - 0.006 -
0.003 0.004 0.005 0.006 0.007 0.009 0.009

B B B 0.002 - 0.002 - 0.008 - 0.004 - 0.005 - 0.006 - 0.006 -
0.003 0.005 0.006 0.007 0.008 0.009 0.010

- Cutting conditions in the above table show standard cutting conditions
- Cutting conditions may change due to the rigidity and power of the machine and the workpiece material
- Machined hole diameter may change depending upon the rigidity of the machine tool or cutting conditions
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FLUTES

SOLIDSFDALL

4-FLUTE SOLID DRILLS FOR
EXCEPTIONAL PERFORMANCE

ADD 4 cutting edges for highly productive drilling
and longer tool life

[ #
;
e o . PR o v
) L e g
,c_},,- A ook e Y

O TR
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ACCELERATED HOLEMAKING

- Optimal cutting edge and flute profiles - 4 margins on the drill periphery
promotes smooth chip evacuation. provides close tolerance holes.

- Self-centering cutting edge style
provides secure drill engagement.

Lineup

Drill

- DSAQ...

4 flutes drill

DC = 20.236" - 20.630" (26 - @16 mm)
Available in 3xD and 5xD

Grade
- AH9130: Wear-resistant grade that enables long tool life

Scan this QR code
to find out more
about this tool!
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FLUTES

SOLIDHDALL

I SOLID DRILL
DSQ-E3

Solid drill, without coolant hole, DIN shank, L/D = 3, 80.236" - 20.630"

120°

LU (effective flute length)

LCF

OAL

DCONMS"®

AH9130 DCONMS LU LCF OAL AHO9130 DCONMS LU LCF OAL
DSQ060-018-06E3 ® 0236 0945 1.181 3.150 DSQ108-033-11E3 @® 0433 1693 2126 4.882
DSQ068-021-07E3 0.268 [ ) 0276 1.063 1.339 3.307 DSQ120-036-12E3 0.472 [ ] 0.472 1.890 2.362 5.118
DSQ085-026-09E3 ® 0354 1.339 1.693 3661 DSQ130-039-13E3 ® 0512 2047 2559 5315
DSQ090-027-09E3 0.354 ® 0354 1417 1.772 3740 DSQ140-042-14E3 0.551 ® 0551 2205 2756 5.512
DSQ100-030-10E3 ® 0394 1575 1.969 3937 DSQ160-048-16E3 ® 0630 2520 3.150 5.906
DSQ105-032-11E3 0.413 ® 0433 1654 2087 4.843 @ : Line-up
DSQ-E5
Solid drill, without coolant hole, DIN shank, L/D = 5, 90.236" - 20.630"
"@l
S
&
LU (effective flute length) 2.:0
- 2
LCF %
OAL o
A
AH9130 DCONMS LU LCF OAL Inch [ AH9130 DCONMS LU LCF OAL
DSQ060-030-06E5 - ® 0236 1417 1654 3622 DSQ105-053-11E5 0.413 @ 0433 2480 2913 5.669
DSQO68-034-07E5 0268 ® 0276 1614 1.890 3858 DSQ120-060-12E5  |NOMZ2\| ® 0472 2835 3307 6.063
DSQU85-043-09E5 | 10885 | @ 0354 2008 2362 4331 DSQ160-080-16E5 0630 @ 0630 3780 4409 7.165
@ : Line-up
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I STANDARD CUTTING CONDITIONS

; . Brinell hardness Cutting speed
1ISO Workpiece material (HB) Vo (stm)
Grey cast irons
. Class 30, etc. ~200 197 - 394
Ductile cast irons
65-45-12, etc. ~ 300 197 - 394

- The cutting parameters shown in the table are merely a starting guideline for general machining.
Values should be varied depending on the power or rigidity of the machine to be used.
Optimum conditions should be selected depending on the actual chip control or damage on edges.

- When using the smaller diameter tools in each range, set the feed “f” to the lower in recommended values.
- When drilling with a depth deeper than L/D = 3, a pecking cycle or dwell operation should be
considered depending on the actual chip control or damage on edges.

ACCELERATED HOLEMAKING

Feed: f (ipr)

20.236" ~ 20.390"

0.008 - 0.031

0.008 - 0.031

20.394" ~ 30.630"

0.012 - 0.039

0.012 - 0.039

Tungaloy | 213

Holemaking I



~EAMMEISTER

EXCHANGEABLE HEAD REAMERS FOR

MAXIMUM PRODUCTIVITY AND HIGH
PRECISION

ADD exchangeable head solutions for precision reaming operations
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- High precision coupling of the head
and shank enables exceptional runout
accuracy and repeatability.

- Precision-ground reaming heads
enable high precision tolerance of HY.

- Two types of reaming heads are
available for blind or through holes.

Lineup

Heads

- HRM...

AS type: for blind holes
BL type: for through holes
DC = 00.4528" - 21.260"

Reamer body
- TRM: Straight shank
Available in 1.5xD, 3xD, 5xD, and 8xD

Grade
- AH725: Versatile grade for all material groups

ACCELERATED HOLEMAKING

- Optimized cutting edge geometries for
long tool life and wear predictability.

- Available in versatile AH725 grade,
allowing high speed and efficiency
machining.

Scan this QR code
to find out more
about this tool!
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~REAMMEISTER

Il REAMER TOOL

TRM

Reamer tool

DCN-
DCX

TRM-T5-R16-1.5
TRM-T6-R16-1.5
TRM-T7-R20-1.5
TRM-T8-R20-1.5
TRM-T9-R32-1.5
TRM-T5-R16-3
TRM-T6-R16-3
TRM-T7-R20-3
TRM-T8-R20-3
TRM-T9-R32-3
TRM-T5-R16-5
TRM-T6-R16-5
TRM-T7-R20-5
TRM-T8-R20-5
TRM-T9-R32-5
TRM-T5-R16-8
TRM-T6-R16-8
TRM-T7-R20-8
TRM-T8-R20-8
TRM-T9-R32-8
TRMU-T5-R0.625-1.5
TRMU-T6-R0.625-1.5
TRMU-T7-R0.75-1.5
TRMU-T8-R0.75-1.5
TRMU-T9-R1.25-1.5
TRMU-T5-R0.625-3
TRMU-T6-R0.625-3
TRMU-T7-R0.75-3
TRMU-T8-R0.75-3
TRMU-T9-R1.25-3
TRMU-T5-R0.625-5
TRMU-T6-R0.625-5
TRMU-T7-R0.75-5
TRMU-T8-R0.75-5
TRMU-T9-R1.25-5
TRMU-T5-R0.625-8
TRMU-T6-R0.625-8
TRMU-T7-R0.75-8
TRMU-T8-R0.75-8
TRMU-T9-R1.25-8

0.53154 0.62993

0.78744 1.02358

0.45276 0.5315

0.62996 0.7874

1.02362 1.25984

0.53154 0.62993

0.78744 1.02358

0.45276 0.5315

0.62996 0.7874

1.02362 1.25984

0.53154 0.62993

0.78744 1.02358

0.45276 0.5315

0.62996 0.7874

1.02362 1.25984

0.53154 0.62993

0.78744 1.02358

0.45276 0.5315

0.62996 0.7874

1.02362 1.25984

* Key and screw are included.

e Maximum effective reaming depth = Head diameter x L/D ratio.

Ex. For a reamer with 0.5": 0.5" x 3D = 1.5"
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LH
L5
D,
o —————— ——— & %
o
SSsC L/D DCONMS L5 LF LH
15 1.5 0.63 0.366 3.063 1.173
T6 1.5 0.63 0.37 3.209 1.319
T7 1.5 0.787 0.417 3.571 1.602
T8 1.5 0.787 0.504 3.976 2.008
T9 1.5 1.26 0.504 4.76 2.398
T5 3 0.63 0.366 3.85 1.961
T6 3 0.63 0.37 4.15 2.26
T7 3 0.787 0.417 4.748 2.78
T8 3 0.787 0.504 5.425 3.457
T9 3 1.26 0.504 6.579 4.217
T5 5 0.63 0.366 4.921 3.031
T6 5 0.63 0.37 5.409 3.52
T7 5 0.787 0.417 6.323 4.354
T8 5 0.787 0.504 7.394 5.425
T9 5 1.26 0.504 9.098 6.736
5 8 0.63 0.366 6.516 4.626
T6 8 0.63 0.37 7.299 5.409
T7 8 0.787 0.417 8.685 6.717
T8 8 0.787 0.504 10.346 8.378
T9 8 1.26 0.504 12.878 10.516
T5 1.5 0.625 0.366 3.06 1.17
T6 1.5 0.625 0.37 3.21 1.32
T7 1.5 0.75 0.417 3.57 1.6
T8 1.5 0.75 0.504 3.98 2.01
T9 1.5 1.25 0.504 4.76 2.4
T5 3 0.625 0.366 3.85 1.96
T6 3 0.625 0.37 4.15 2.26
T7 3 0.75 0.417 4.74 2.78
T8 3 0.75 0.504 5.42 3.45
T9 3 1.25 0.504 6.58 4.21
T5 5 0.625 0.366 4.92 3.03
T6 5 0.625 0.37 5.41 3.562
T7 5 0.75 0.417 6.32 4.35
T8 5 0.75 0.504 7.39 5.42
T9 5 1.25 0.504 921 6.74
T5 8 0.625 0.366 6.51 4.62
T6 8 0.625 0.37 7.3 5.41
T7 8 0.75 0.417 8.68 6.72
T8 8 0.75 0.504 10.35 8.38
T9 8 1.25 0.504 12.88 10.51



Il REAMER HEAD

HRM-AS (for blind holes)

Designation

HRM-11.501-AS-T5

HRM-12.000-AS-T5
HRM-12.700-AS-T5
HRM-13.000-AS-T5
HRM-13.500-AS-T5
HRM-14.000-AS-T6
HRM-15.000-AS-T6
HRM-15.875-AS-T6
HRM-16.000-AS-T6
HRM-16.001-AS-T7
HRM-17.000-AS-T7
HRM-18.000-AS-T7
HRM-19.000-AS-T7
HRM-19.050-AS-T7
HRM-20.000-AS-T7
HRM-20.001-AS-T8
HRM-21.000-AS-T8
HRM-22.000-AS-T8
HRM-23.000-AS-T8
HRM-24.000-AS-T8
HRM-25.000-AS-T8
HRM-25.400-AS-T8
HRM-26.000-AS-T9
HRM-27.000-AS-T9
HRM-28.000-AS-T9
HRM-29.000-AS-T9
HRM-30.000-AS-T9
HRM-31.000-AS-T9
HRM-31.750-AS-T9
HRM-32.000-AS-T9

Head diameter range

* Head diameters are produced so that the hole diameter achieved is

DC

0.47244

0.53149

0.59055

0.62996

0.70866

0.7874

0.82677

0.90551

0.98425

1.06299

1.14173

1.22047

0.500

0.750

1.250

AH725 SSC

T5
T5
15
T5
T5
T6
T6
T6
T6
T7
T7
T7
T7
T7
T7
T8
T8
T8
T8
T8
T8
T8
T9
T9
T9
T9
T9
T9
T9
T9

Tolerance range Hole diameter

of the head

+0.00059 / +0.00043 +0.00071/0
20.70870 - 1.18110  +0.00067 / +0.00051 +0.00083 / 0

[51.18114161:25684 " +0.00083 / +0.00063 +0.00098 / 0

¢ All standard heads are designed to achieve H7 hole tolerance.

close to the max tolerance limit.

/

LPR

0.366
0.366
0.366
0.366
0.37
0.37
0.37
0.417
0.417
0.417
0.417
0.417
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.366
0.37
0.417
0.504
0.504

CICT

0 0 O W 0 0 W W W 0 W W W 0 O O O O O O 0O O O O 0O 0O O O O

©

d : Line-up
tolerance (H7) pyciage quantity = 1 pes.

ACCELERATED HOLEMAKING

HRM-BL (for through holes)
\

Designation

HRM-11.501-BL-T5

HRM-12.000-BL-T5
HRM-12.700-BL-T5

HRM-13.000-BL-T5
HRM-13.500-BL-T5
HRM-13.501-BL-T6

HRM-14.000-BL-T6
HRM-15.000-BL-T6
HRM-15.875-BL-T6

HRM-16.000-BL-T6
HRM-16.001-BL-T7

HRM-17.000-BL-T7

HRM-18.000-BL-T7
HRM-19.000-BL-T7
HRM-19.050-BL-T7
HRM-20.000-BL-T7
HRM-20.001-BL-T8
HRM-21.000-BL-T8
HRM-22.000-BL-T8
HRM-23.000-BL-T8
HRM-24.000-BL-T8
HRM-25.000-BL-T8
HRM-25.400-BL-T8
HRM-26.000-BL-T9
HRM-27.000-BL-T9
HRM-28.000-BL-T9
HRM-29.000-BL-T9
HRM-30.000-BL-T9
HRM-31.000-BL-T9
HRM-32.000-BL-T9

Head diameter range

DC

0.47244

0.5315

0.55118

0.62992

0.66929

0.74803

0.78744

0.86614

0.94488

1.02362

1.10236

1.1811

1.25984

0.625

1.000

AH725

SsC

T5
T5
15
T5
T5
T6
T6
T6
T6
T6
T7
T7
T7
T7
T7
T7
T8
T8
T8
T8
T8
T8
T8
T9
T9
T9
T9
T9
T9
T9

Tolerance range Hole diameter

of the head

LPR CICT

0.366
0.366
0.366
0.366
0.37
0.37
0.37
0.37
0.417
0.417
0.417
0.417
0.417
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.504
0.366
0.37
0.417
0.504

0 0 O W 0 0 W W W 0 W W W O O O O 0O O 0O 0O 0O O O 0O 0O O O O

©

d : Line-up

tolerance (H7) Package quantity = 1 pcs.
+0.00059 / +0.00043 +0.00071 /0

20.70870 - 1.18110  +0.00067 / +0.00051 +0.00083 / 0

51118114 161:25684 " +0.00083 / +0.00063 +0.00098 / 0

¢ All standard heads are designed to achieve H7 hole tolerance.
* Head diameters are produced so that the hole diameter achieved is
close to the max tolerance limit.
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~REAMMEISTER

I STANDARD CUTTING CONDITIONS

Conversion table for feed per tooth

ISO Workpiece materials

Low carbon steel (C<0.3)
1018, 1020, 1026, E275A, etc.

Carbon steel (C>0.3)
1045, 1055, etc.

. Low alloy steel (C<0.3)

5120, etc.

Alloy steel (C>0.3)
4140, 8620, etc.

Stainless steel (Austenitic)
304, 316, etc.

Stainless steel (Martensitic and ferritic)

M 410, 416, etc.

Stainless steel (Precipitation hardening)
S17400, etc

Gray cast iron
Class No.25, No.30, No.35, etc.

Ductile cast iron
100-70-083, etc.

. Aluminum alloy

High temp. alloy
Inconel718 etc.

Titanium alloy
Ti-6Al-4V etc.

H Hardened steel
Over 40HRC etc.

Cutting speed

Vc (sfm)

262 - 656
262 - 492
262 - 656
164 - 492
66 - 131
66 - 131
66 - 131
328 - 820
262 - 656
328 - 984
49 - 164
98 - 197

164 - 328

Conversion table for feed per revolution

1ISO Workpiece materials

Low carbon steel (C<0.3)
1018, 1020, 1026, E275A, etc.

Carbon steel (C>0.3)
1045, 1055, etc.

. Low alloy steel (C<0.3)

5120, etc.

Alloy steel (C>0.3)
4140, 8620, etc.

Stainless steel (Austenitic)
304, 316, etc.

Stainless steel (Martensitic and ferritic)

M 410, 416, etc.

Stainless steel (Precipitation hardening)
S17400, etc

Gray cast iron
Class No.25, No.30, No.35, etc.

Ductile cast iron
100-70-03, etc.

. Aluminum alloy
S
H

High temp. alloy
Inconel718 etc.

Titanium alloy
Ti-6Al-4V etc.

Hardened steel
Over 40HRC etc.
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Cutting speed
Ve (sfm)

262 - 656
262 - 492
262 - 656
164 - 492
66 - 131
66 - 131
66 - 131
328 - 820
262 - 656
328 - 984
49 - 164
98 - 197

164 - 328

Feed: fz (ipt)

AS: Straight flute (for blind holes) BL: Left hand flute (for through holes)

00.45280 - 00.62992  00.62996 - 61.25984 ©0.45280 - 00.62992  20.62996 - 61.25984

0.00197 - 0.00709 0.00197 - 0.00787 0.00197 - 0.00787 0.00197 - 0.01063
0.00197 - 0.00591 0.00197 - 0.00709 0.00197 - 0.00709 0.00197 - 0.00984
0.00197 - 0.00709 0.00197 - 0.00787 0.00197 - 0.00787 0.00197 - 0.01063
0.00118 - 0.00394 0.00197 - 0.00512 0.00197 - 0.00512 0.00197 - 0.00669
0.00118 - 0.00394 0.00118 - 0.00512 0.00197 - 0.00512 0.00197 - 0.00669
0.00118 - 0.00394 0.00118 - 0.00512 0.00197 - 0.00512 0.00197 - 0.00669
0.00118 - 0.00394 0.00118 - 0.00512 0.00197 - 0.00512 0.00197 - 0.00669
0.00197 - 0.00709 0.00197 - 0.00787 0.00197 - 0.00787 0.00197 - 0.01063
0.00197 - 0.00591 0.00197 - 0.00709 0.00197 - 0.00709 0.00197 - 0.00984
0.00197 - 0.00709 0.00197 - 0.00787 0.00197 - 0.00787 0.00197 - 0.01063
0.00118 - 0.00236 0.00118 - 0.00315 0.00197 - 0.00394 0.00197 - 0.00512
0.00118 - 0.00394 0.00118 - 0.00512 0.00197 - 0.00512 0.00197 - 0.00669

0.00118 - 0.00315 0.00118 - 0.00394 0.00197 - 0.00472 0.00197 - 0.00591

Feed: f (ipr)

AS: Straight flute (for blind holes)

BL: Left hand flute (for through holes)

0045280 - 00.62992 00.62996 - 00.78740 00.78744 - 0125984 00.45280 - 00.62992 00.62996 - 00.78740 00.78744 - 0125984

6 flutes 6 flutes 8 flutes 6 flutes 6 flutes 8 flutes
0.01181 - 0.01181 - 0.01575 - 0.01181 - 0.01181 - 0.01575 -
0.04252 0.04724 0.06299 0.04724 0.06378 0.08504
0.01181 - 0.01181 - 0.01575 - 0.01181 - 0.01181 - 0.01575 -
0.03543 0.04252 0.05669 0.04252 0.05906 0.07874
0.01181 - 0.01181 - 0.01575 - 0.01181 - 0.01181 - 0.01575 -
0.04252 0.04724 0.06299 0.04724 0.04724 0.08504
0.00709 - 0.00709 - 0.01575 - 0.01181 - 0.01181 - 0.01575 -
0.02362 0.03071 0.04094 0.03071 0.04016 0.05354
0.00709 - 0.00709 - 0.00945 - 0.01181 - 0.01181 - 0.01575 -
0.02362 0.03071 0.04094 0.03071 0.04016 0.05354
0.00709 - 0.00709 - 0.00945 - 0.01181 - 0.01181 - 0.01575 -
0.02362 0.03071 0.04094 0.03071 0.04016 0.05354
0.00709 - 0.00709 - 0.00945 - 0.01181 - 0.01181 - 0.01575 -
0.02362 0.03071 0.04094 0.03071 0.04016 0.05354
0.01181 - 0.01181 - 0.01575 - 0.01181 - 0.01181 - 0.01575 -
0.04252 0.04724 0.06299 0.04724 0.06378 0.08504
0.01181 - 0.01181 - 0.01575 - 0.01181 - 0.01181 - 0.01575 -
0.03543 0.04252 0.05669 0.07087 0.06378 0.07874
0.01181 - 0.01181 - 0.01575 - 0.01181 - 0.01181 - 0.01575 -
0.04252 0.04724 0.06299 0.04724 0.06378 0.08504
0.00709 - 0.00709 - 0.00945 - 0.01181 - 0.01181 - 0.01575 -
0.01417 0.01890 0.02520 0.02362 0.03071 0.04094
0.00709 - 0.00709 - 0.00945- 0.01181 - 0.01181 - 0.01575 -
0.02362 0.03071 0.04094 0.03071 0.04016 0.05354
0.00709 - 0.00709 - 0.00945 - 0.01181 - 0.01181 - 0.01575 -
0.01890 0.02362 0.03150 0.02835 0.03543 0.04724
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DEE>TOXRILL

[ Deep hole drilling }

THE SMALLEST AND DEEPEST HOLES
WITH AN INDEXABLE GUNDRILL

ADD a new small insert to the existing range to cover any deep
drilling application
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ACCELERATED HOLEMAKING

Deeplri-Drill for lathe and CNC machining
centers in the diameter range
20.394" - g0.465" (10 - 11.8 mm)

I Wide range of solutions for various deep hole applications

MCTR - Drilling depth (in)
TRLG - Drill length (in)

95

65

60 -

N
o

20

!

TRLGCH (for cross holes)

DC: 0.578" - 0.945" (14.68 - 24 mm) (
OAL: 65.039" - 72.181" (1652 - 1833.4 mm) .
!

l

TRLG
DC: 0.472" - 1.181" (12 - 30 mm)

OAL: 31.567" - 65.075" (801.8 - 1652.9 mm)

MCTRCH (for cross holes)
DC: 0.551" - 1.102" (14 - 28 mm), L/D: 25

MCTR

&

Special item range

DC: 0.394" - 1.575" (10 - 40 mm)
L/D: 8, 10, 15, 20, 25, 35, 40, 45

0.394 0.465 0.551 0.787

DC = 0.394" - 0.4646"
(10 - 11.8 mm)

1 cutting edge

DC = 0.4650" - 0.5508"
(11.81 - 13.99 mm)

©

2 cutting edges

1102 1.181

(14 - 28 mm)

3 cutting edges

1.500

1.575

Drill diameter: DC (in)

| FBM...-1/C / FBH...
DC = 0.5512" - 1.1024" I DC =1.1028" - 1.575"

(28.01 - 40 mm)

2 cutting edges
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DEE2TO=ILL

I DRILL BODIES

For lathes and machining centers
MCTR L/D=15

Drill body for lathes and machining centers, L/D = 15, Tool diameter 20.437"

DCONMSHE

@

(DJL LU (Max. drilling depth)
¢ jo— |
B |
_ LF e LS N

DCONMS LU LS LF Insert Guide pad
MCTR11.11XU19.05-15 0.750 7.154 1.968 8.228 ZSGTO6... GP04-16-050-DC
Tool diameter Applicable tolerance range
DC tolerance PP of hole diameter 9
0/-0.003 +0.002/ - 0.004

(Unit: Inch)

For lathes and machining centers
MCTR L/D=20

Drill body for lathes and machining centers, L/D = 20, Tool diameter 20.437"

DCONMS!®
e

LU (Max. drilling depth) ‘
: T
M \

LF LS

DCONMS LU LS LF Insert Guide pad
MCTR11.11XU19.05-20 0.750 9.516 1.968 10.591 ZSGTO06... GP04-16-050-DC
Tool diameter Applicable tolerance range
DC tolerance PP of hole diameter 9
0/-0.003 +0.002 /- 0.004

(Unit: Inch)

For lathes and machining centers
MCTR L/D=25

Drill body for lathes and machining centers, L/D = 25, Tool diameter 0.437" and 10 mm -

211.5 mm
.:‘ﬁ
@

DCONMS!®

,‘T

PNiT— alir
| | KoF M \
Q = % e s
=
DCONMS LU LS LF Insert Guide pad
MCTR11.11XU19.05-25 0.750 11.878 1.968 12.953 ZSGTO06... GP04-16-050-DC

Metric DC DCONMS LU LS LF Insert Guide pad
MCTR10.00XM20-25 [0 20 264.2 50 289.5 ZSGT06... GP04-16-045-DC
MCTR11.00XM20-25 11 20 301.7 50 329 ZSGTO6... GP04-16-050-DC
MCTR11.50XM20-25 o115 20 301.7 50 329 ZSGTO06... GP04-16-050-DC

T AR e taaiar "9°
0/-0.0031 +0.0020/ - 0.0043
(Unit: Inch)
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MCTR L/D=35, 45

ACCELERATED HOLEMAKING

For lathes and machining centers

Drill body for lathes and machining centers, L/D = 35, 45, Tool diameter ¢0.437"

»

@ (=

MCTR11.11XU19.05-35 “

MCTR11.11XU19.05-45 0.437

Tool diameter
DC tolerance
0/-0.003

L/D

0.750
0.750

Applicable tolerance range

of hole diameter
+0.002/-0.004

e |:¢
% —
2 =
=
o
(&)
8# LU (Max. drilling depth) ‘ ‘3‘ @
@ j— willas g
B '@" M \
= LF I N
DCONMS LU LS LF Insert Guide pad
16.602 1.968 17.677 ZSGTO6... GP04-16-050-DC
21.327 1.968 22.402 ZSGTO6... GP04-16-050-DC

(Unit: Inch)
Please see Tungaloy eCatalog for spare parts
Il INSERT
ZSGT-NDJ
=
S RE
Bl steel *
M Stainless *
Cast iron *
Non-ferrous *
Superalloys * ¥ : First choice
H Hard materials | % ¢ : Second choice
Coated
. . o
Designation 5 W1| S | RE
(o2}
I
<
ZSGT060204R-NDJ o 0.236/0.059|0.016
@ : Lineup
Package quantity = 10 pcs.
Il CARBIDE GUIDE PADS
GPO04
-. RE T/
- )
= N\
S
- INSL _
- Steel *
M Stainless *
Cast iron *
Non-ferrous *
Superalloys * Y : First choice
H Hard materials |y Y¢ : Second choice
Coated
. . Y
Designation N W1 INSL S | RE
™D
I
L
GP04-16-045-DC ® 0.157|0.630/0.079|0.177
GP04-16-050-DC [ ] 0.157]0.630/0.079|0.197
@ : Lineup

Package quantity = 5 pcs.
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DEESTO2ALL

I STANDARD CUTTING CONDITIONS
Drill diameter: DC = 0.394" - 0.465"

ISO Workpiece material Cut;::n(gsfsn[:)e ed ;: ggg
Low carbon steel (C < 0.3) _ _
70, 1025, etc. 262 - 459 0.0020 - 0.003
Carbon steel (C > 0.3)
. 1045¢, 1055, eto. 262 - 459 0.0020 - 0.006
Low alloy steel (C < 0.3) _ _
5120, otc. 262 - 459 0.0020 - 0.003
Alloy steel (C > 0.3)
4140, eto, 262 - 394 0.0020 - 0.006
Stainless steel (Austenitic) _ _
304, 316, eto. 197 - 328 0.0020 - 0.003
*
Stainless steel (Martensitic, Ferritic)
M AT 197 - 328 0.0020 - 0.003
Stainless steel
(Precipitation hardening) 197 - 328 0.0020 - 0.003
S17400, etc.
Gray cast iron
. No.250B, etc. 262 - 459 0.0020 - 0.008
Ductile cast iron 262 - 459 0.0020 - 0.008
700, etc. . :
. Aluminum alloys 328 - 656 0.0020 - 0.007
Heat-resistant alloys
. Inconel 718, etc. 66 - 164 0.0016 - 0.002
Titanium alloys 98- 197 0.0016 - 0.004
Ti-6Al-4V, etc. : :
Hardened steel
H e 164 - 328 0.0016 - 0.002

*Coolant recommendations for drilling stainless steel:
- Oil coolant is first priority
- Water soluble coolant requires at least 20% oil concentration

BN BLIND HOLE SHAPES OF THE HOLE BOTTOM

Maximum difference ZSGTO06...
DC Insert
PL DC
ZSGTO06... 0.067 [

1

o
-
r
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ACCELERATED HOLEMAKING

B DRILLING PROCEDURE ON MACHINING CENTERS AND LATHES

Proceed as instructed below in order to maximize the tool performance.

@ Drill a pilot hole

Hole diameter tolerance: +0.0004" - +0.0020"
Hole depth: H=1"

Note: Drill H = 1.8" when using an MCTRCH drill (for cross-hole).

Please use DrillMeister or DrillForce-Meister for a pilot hole.
Use a drill with 3xD or smaller.
Note: Recommend to use a drill with 5xD when using an MCTRCH drill.

(@ Start coolant
®) Slowly insert DeepTri-Drill into the pilot hole

No. of revolution: n = 50 - 100 rpm
Feedrate: Vf=4-12 ipm

Note: Do not rotate the drill at full machining speed before engaging
the pilot hole.

@ Stop the drill at H = 0.8" depth
Note: Stop at H = 1.6" when using an MCTRCH drill.

(®) Start rotating at full machining speed

H

® Start feeding

At the entry (H=0.8" - 1.2") 5> Feed: f = 80% of programmed feed
Note: Drill H = 1.6" - 2" when using an MCTRCH drill.

Hole depth: H = 1.2" 5> Feed: f = 100%
Note: Drill H = 2" or more when using an MCTRCH drrill.

@

7

@®
T

@ For a through hole

Continue drilling until the drill head passes through

the workpiece by 0.2".

Note: When machining gummy materials such as low carbon steel,
reduce the feed rate to 70% of the normal level right before exiting
the material to prevent chips from scattering.

Stop the rotation and coolant

© Return the drill, and operation finished
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