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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

S

Find all product 1 F
details in Tungaloy
updated e-catalog.




ACCELERATED LINES

Tungaloy Accelerated Lines
Leading in Innovation
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AddForceCut
AddInternalCut
TungFeedBlade
TetraForce-Cut
Duojust-Cut

BoreMeister
TinyMiniTurn
MiniForceTurn /
WavyJoint CBN
ModuMiniTurn

AddDoFeed
DoFeed
DoFeedTri
Tung-Tri
TungForce-Rec
DoMultiRec
TungMeister

AddMeisterDrill
DrillMeister
Solid4FlutesDrill
ReamMeister









Grade

mm Coating
CvD

Coating
Grade Main Thick- Apt;i)(I;I::a- Feature
. ness
composition /pm
Pl-g?;go TICN-A203 8 Pm Demonstrates excellent wear resistance for high speed continuous
M10 - M30 stainless steel cuts
ng?lzzgs TICN-Al203 10 . M High chipping and fracture resistance
M20 - M35 - Suitable for milling steel and stainless steel
T1215 o~ - Good balance between wear and chipping resistance
K10 - K25 TICN-AI203 10 . - Suitable for milling cast iron
@ T505 TICN + A203 23 . - The pest grade with high wear resistance for high speed machining of
K05 - K20 cast iron
Coating
ick- 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';?ggo (Ti, AN 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 - 825
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

@ ~He235

P30- P40 (TIAIN-TICN) 5.5 . M Demonstrates superior fracture resistance in stainless steel

- Provides high reliability for interrupted cuts and heavy-duty machining

M30 - M40
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
Qgﬁ",\,ﬂ% (ALTIN 35 M S - Good resistance to wear and adhesion
S01 - 310 ’ : 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%?2',%2 (Ti, AN 5 . M Good balance between wear and fracture resistance
M20 - M35 ’ - Suitable for steel and stainless steel

8 | NEW PRODUCTS



PVD

Coating
Grade Main Thick- AptriJ(I’ir(l: & Feature
. ness
composition /pm
ﬁg?%ﬁg (Ti, ADN 5 . . - Good balance between wear and chipping resistance
H20 - H30 ’ - Suitable for machining high-hardened steel at high feed
AH9130
;;2 : ;%55 (Ti, ADN 45 . M - High wear resistance
K10 - K25 ’ ' . - - Designed for drilling various materials
S$15 - S30
Pszgl?ggo LAY ) B M - 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

Hardness T.R.S. Applica-

(Hv) (GPa) tion Feature

Grade

Drilling

BXA10 3200 ~ 3400 1.00 ~ 1.10 . steel

o
{=
E
=4
- Coated T-CBN for excellent performance in continuous cutting of hardened I
BXA20 3300 ~3500 1.30~150 [H - Coated T-CBN for excellent performance in machining hardened steel I

mmPCD (T-DIA)

o

Grain . c

- Hardness T.R.S. Appli- Feature 'S
Grade a:;e) (Hv)  (GPa) cation g ;

(&)

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

Cemented Carbide

()]
=
Hardness T.R.S. Applica- 2s o
Grade (HRA)  (GPa) tion Feature M-
=GR~
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
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Grooving &
Parting-off

AddForceCut
AddlInternalCut
TungFeedBlade
TetraForce-Cut
DuoJust-Cut







ORCE

rooPCUT

[ 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
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- 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"

ACCELERATED PARTING AND GROOVING

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

QGS...
QGM...

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

Toolholders

- Monoblock shanks: QSER/L... in size 3/4" and 1" Shank.

- 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!
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ANS=) o «d U} o

I TOOLHOLDERS

QSER/L
External toolholders for grooving and parting

[ Q—
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 0079 1024 2 1.000 1.000 6.000 1.417 1.000 1.004
QSER/L16-2T33 0.079 1.299 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 1.417 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 1.417 1.000 1.012
QSER/L16-3T33 0.118 1.299 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 BOREMEISTER

Exchangeable boring head, for internal grooving

=P

:ﬁ
Left hand (L) shown.
[ Inch | cw(mm) CWn) CDX DMIN DCONMS Seat size LF WF Shank

DCONMS

$25-QSIR/L2T26D550-H 2.165 0.984 2 0.335 1579 D25/D1.00
$25-QSIR/L3T26D550-H 3 0.118 1.024 2.165 0.984 3 0.354 1579 D25/D1.00
s32-QsIR/L3T32D700-H 8 odie 426 2756 1.26 3 0.433 1953  D32/D1.25
$32-QSIR/L4T32D700-H 4 0.157 1.26 2.756 1.26 4 0.453 1953  D32/D1.25

Please refer to Page 51 for shank information that is applicable to the head.
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N BLADE

QSP

ACCELERATED PARTING AND GROOVING

Blades for external deep grooving and parting

o

=
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 - ot 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
Bl TOOL BLOCK
CTBU
Tool block for QSP blades
:’:l_:’:l_:’:l_:’:\
H\H Q H\H H\H Q H\H
e
5 £=fs)
1
.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

ANS=) o «d U} o

N BLADE

QsG TUNeFSLADE
Parting-off and external grooving blade
1
LI

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 . o175 5 4.724 2.402 3.465
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' ACCELERATED PARTING AND GROOVING

Il TOOL BLOCK

CHTBR/L TUuNcF3LADE

Tool block for QSG blade

) OAL
CUTDIA
7 IO S
| % ) ﬁ A
| N O ¢ O§
H e’ o7 <
H \ 3k// | O
B 7 )
CAW | = LB 5 Right hand (R) shown.
T  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.

& S

SPARE PARTS
Designation Clamping screw Grip Torx bit
CHTBR/L... SR-1SO14580M4X10 SW6-SD BLDT20/S7

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

Designation oD1

CHTBR/L***-D52 2.087 2126 2.165 2.205 2.283 2.362 2441 2550 2677 2.835 3.071 3.307 3.622 4.016 4.528 5236 6.260 7.795
CHTBR/L™*-D82 4.004 4.252 4.400 4567 4.764 5000 5276 5591 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 8819 9.252 9.724 10.276 10.945 11.693 12.559 13.583 14.803 16.209 18.189 20.551 23.661 27.913 34.055 43.780

R 0527 0787 0.748 0709 0.669 0.630 0591 0.551 0512 0472 0433 0.394 0.354 0315 0.276 0236 0.197 0.157

Designation oD1

CHTBR/L"*-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 5.787 5906 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 0984 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 5157 5236 5276 5354 5433 5512 5591
IR 265 2047 1969 1.890 1.850 1.811 1.772 1.732 1.693 1.654 1.614 1575 1.535 1.496 1457 1.417 1.378

T max
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ORCE

ANS=) o «d U} o

I INSERTS

QGM

External deep grooving and parting

Cw B

1

-Steel
M Stainless
Cast iron
Non-ferrous
Superalloys *
Hard materials % : First choice
Coated
Designation Sgat CW:0.002f RE § INSL| h
size =
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
@ : New
QGS
External deep grooving and parting
RE
3
INSL Ref. \
1
-Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
Hard materials % : First choice
Coated
Designation Seat o002 RE § INSL| h
size =
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
@ : New
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I 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-6Al-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

roole

[ Internal grooving }

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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- Unique insert clamping provides
secure insert edge position for good
repeatability and accuracy, ensuring
high quality internal grooves.

- The innovative clamping system
eliminates 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"

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

Grade

' ACCELERATED PARTING AND GROOVING

- Through-coolant holder delivers
coolant from the outlet located near
the insert, promoting effective chip
evacuation from the cutting area.

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

- 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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NTERNAL

srooleuT

I TOOLHOLDERS
A/E-STCIR/L

Internal grooving toolholder

mI =3
= i A
S s
A

g SIS

> =

o) =
| ; QILF &

T
Right hand (R) shown.

T vaterial S L@ scatsize DMIN DCONMS LH LF  WF H  Insert Torque*

A08-STCIR/L10-DO7U Steel 10 0.438 0500 0945 4.000 0.339 0475 TCIG10.. 0.74
A08-STCIR/L10-D08U Steel 0.059  0.098 10 0.500 0500  1.81 4000 0.339 0475 TCIGI0.. 0.74
E08-STCIR/L10-D10U Carbide [101059" 0108871 10 0.625 0.500 - 5000 0339 0475 TCIG10.. 0.74

*Torque: Recommended clamping torque (Ibt-ft)

Bl INSERTS

TCIG

-Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials
Coated
Designation CW:0001 RE | & CDX| s
T
<
TCIG10-150-010 0.059 |0.004 | @ 0.078 | 0.134
TCIG10-200-010 0.079 |0.004 | ® 0.078 | 0.134
TCIG10-250-020 0.098 |0.008 | ® 0.078 | 0.134
@ : New

Note: Max groove depth for small holes

For hole diameters less than 0.453", the maximum groove depth (T max) for the insert becomes smaller
than the specified value. Check the actual value in the chart below for hole diameters < 0.453".

0.08
0.06

0.04

Application range

0.02

Max. groove depth
T max (in)

oI .

0.438 0.449 0.453 0.472
Hole dia: o (in)
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I STANDARD CUTTING CONDITIONS

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

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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TUNGF3LADE

[ 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
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' 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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TUNGFSLADE

I BLADE
CHGP TUNGF3LADE

Parting-off and external grooving blade

LN =

Inch cw 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 ot 3 3.228 1.654 2.728
CHGP82-4T 0.157 4 3.228 1.654 2728

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.

HElTOOL BLOCK
CHTBRI/L T UNGFéi.ADE

Tool block for CHGP blade

) OAL
CUTDIA
i I; A
4 .

ek I

b <<

Y ©)

A
B A
OAW > - 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 25.5 125 50 315 37
CHTBR/L2020-82 82 20 20.5 140 75 26.5 53
CHTBR/L2525-82 82 25 25.5 150 75 31.5 53

Note: 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.

SPARE PARTS & / /

Designation Clamping screw Grip Torx bit
CHTBR/L... SR-1ISO14580M4X10 SW6-SD BLDT20/S7

Il Maximum groove depth : T max as function of workpiece diameter : gD1
Designation oD1 (in)
CHTBR/L"**-D52 2.087 2.126 2165 2.205 2.283 2.362 2441 2559 2677 2.835 3071 3307 3622 4.016 4528 5236 6.260 7.795

CHTBR/L***-D82 4.094 4252 4409 4567 4764 5000 5276 5501 5945 6.378 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 0.197 0.157

Designation oD1 (in)
CHTBR/L**-D82 3268 3.307 3.346 3.386 3.425 3504 3543 3622 3701 3.780 3.858 3.976
1339 1209 1220 1181 1142 1102 1063 1.024 0984 0945 0906 0.866
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I 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-6Al-4V, etc.

Hardness

<300 HB

<200 HB

<HRC 40

<HRC 40

Grade

AH7025

AH7025

AH7025

AH7025

AH7025

AH7025

' ACCELERATED PARTING AND GROOVING

Cutting speed

Scan this QR code
to find out insert

information.

Ve (sfm)

164 - 591

164 - 394

164 - 591

164 - 394

66 - 197

66 - 262
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| TET=RAFCUT

[ 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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- 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

ACCELERATED PARTING AND GROOVING

- 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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TET2RAFEUT

Il INSERTS

TCL38
gii
O

CUTDIA

Bl steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
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 )0 04977 | 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 - 37.402 12.402 7.480 1.772 -
TCL38-200-020 2 0.079 |0.008 | @ 0.354 | 0.709 - 37.402 12.402 7.480 1.772 -
TCL38-300-020 3 0.118 |0.008 | @ 0.394 | 0.787 0 37.402 12.402 7.480 5.118 1.969
TCL38-400-030 4 0.157 |0.012| @ 0.394 | 0.787 . 37.402 12.402 7.480 5.118 1.969
® : New
I TOOLHOLDERS
STCR/L-38
External grooving and parting toolholder
o [ he
L
s, (1 = Ll
CWN-CWX w
LF LA No
1 - f e
HBL HBH
I: 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 0059057 1.250 1.250 5.500 1.250 1170 = = TCL3S... 1.84

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

Il STANDARD CUTTING CONDITIONS

Cutting speed Feed
ISO Workpiece materials Grades :
P Ve (sfm) f (ipr)
Ceitrom sz AH7025 262 - 591 0.001 - 0.007
. 1045, etc. L !
Alloy steel
4140, ot AH7025 164 - 591 0.001 - 0.007
Alloy steel
M S AH7025 164 - 492 0.001 - 0.006
ey ezt Lo AH7025 164 - 591 0.001 - 0.006
. Class 25, etc.
Ductile cast iron
B0-40-18, ofo, AH7025 164 - 394 0.001 - 0.006
Titanium alloys
s THGAILAY, ot AH7025 98 - 197 0.001 - 0.006
ST o AH7025 66 - 164 0.001 - 0.006

Inconel718, etc.
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| DUOJICUT

[ External grooving, Parting-off }

PARTING-OFF TOOL WITH OPTIMIZED
INSERT CLAMPING

ADD secure parting-off and threading operations of < 0.787" (@20 mm)
bar stocks
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- Innovative insert clamping design
ensures process security in all parting
operations and protects unused cutting
edge from damage.

- Four different sizes of inserts fit
the same cutter body, enabling the
selection of optimum insert overhang
for the workpiece diameter.

- Pressed-to-form 3D chipbreaker
provides flexible and effective chip
control. This eliminates chip re-cutting,
preventing edge chipping and poor
surface quality.

Lineup

Inserts

- JXP(S/G)06R/L

CW = 0.024" (0.6 mm) to 0.059" (1.5 mm)

Max. parting diameters: CUTDIA = 0.236" (@6 mm)

- JXP(S/G)R/L
CW = 0.031" (0.8 mm) to 0.079" (2.0 mm)
Max. parting diameters: CUTDIA = 0.472" (@12 mm)

- JXP(S/G)16R/L
CW = 0.059"(1.5 mm) to 0.079" (2.0 mm)
Max. parting diameters: CUTDIA = 0.630" (216 mm)

-JXP(S/G)20R/L
CW = 0.059" (1.5 mm) to 0.079" (2.0 mm)
Max. parting diameters: CUTDIA = 0.787" (@20 mm)

- JXDX12R..., 16R...
CW = 0.079", 0.098" (2, 2.5 mm)
CDX = 0.276" (7 mm)

ACCELERATED PARTING AND GROOVING

- Newly expanded 0.024" (0.6 mm) and
0.031" (0.8 mm) width inserts now
have a pressed-to-form chipbreaker,
saving material waste for improved tool
economy for mass production.

Offers toolholders ideal for the use
on Swiss machines. In combination
with TungTurn-Jet through-coolant
toolholders, the inserts provide
productivity gains.

- New JXDX type PCD-tipped
grooving inserts with 3D laser-
etched chipbreaker for machining of
complicated aluminum parts are now
available.

Toolholders
- JSXXR/L...

- JSXXR/L*-S

- JSXXR/L*-CHP

(for precision internal coolant supply)
- JSXXR/L*-S-CHP

(for precision internal coolant supply)

Grades

- SH725 : Well balanced combination of
the latest coating layer and tough
carbide substrate provides long tool life

- DX110 : PCD grade-excellent cutting edge

integrity that maintains sharpness over long
period of time

Scan this QR code
to find out more
about this tool!
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I TOOLHOLDERS
JSXXR/L

Parting-off and grooving tools

N -
St = = | B
2T !
X - LF o Z LF
== N == N .
00O LH m! ote) |LH <
1 1 Y
NIRRT A =
Fig. 1 HBLJ‘ %AI Fig. 2
N T Right-hand (R) shown.
H B LF* LH* HF WF HBL* HBH Insert Torque Fig.
JSXXR/L063 0375 0.375 4.750 0.774 0375 0.008 0748 0.12  JX*G06...,12..,16..,20...  0.890 1
JSXXR/L083 0.039 0.079 0.500 0.500 4.750 0.774 0.500 0.008 0748 0.06 JX*G06...,12...,16..,20...  0.890 1
JSXXR/L103 [[0039 01079 0625 0625 4750 0.774 0625 0008 - = JX*GOS...,12...,16...,20...  0.890 1
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 02 19 15  JX¥06.,12.,16.,20.. 12 1
JSXXR/L1616X09 1 2 16 16 120 19.65 16 0.2 - - JX**06..,12...,16..., 20... 1.2 1
Jsxxr/2020Ho9 A2 20 20 100 225 20 02 - - 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...).
JSXXR/L-X-CHP TUNG TJET
Parting-off tool for swiss lathes, coolant-through
Right-hand LH,, wy Uq*
¥
< R = Left-hand
ll .
' =
5/16"-24UNF
H B WF LF** HF HBH LH** HBL* Insert Torque
JSXXR/L083X-CHP 0.500 0.500 0.008/0.492 4.750 0.500 0.051 0.764 0.736 JX'G06..,12..,16..,20.. 0.890
JSXXR/L103X-CHP 0.039 0.079 0.625 0.625 0.008/0.617 4.750 0.625 0 0.764 0  JX'G06..12..,16..,20.. 0.890
H B LF* LH* HF WF HBL* HBH Insert Torque*
JSXXR/L1012H09-CHP 10 12 102 19.2 10  02/11.8 187 3 JX*06...,12...,16..., 20... 1.2
JSXXR/L1212X09-CHP 1 2 12 12 120 19.4 12 02/11.8 188 2 JX**06..,12...,16..., 20... 1.2
Jsxxr/L1616X00-CHP*  [IGTT 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 0.2/15.8 187 - 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...).

Please refer to the Tungaloy eCatalog for spare parts.
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' ACCELERATED PARTING AND GROOVING

JSXXR/L-F-CHP TUNG TUET
Parting-off tool for swiss lathes
LF
Ll_ - | -
Right-hand = . ”H*W
- =5l A m +
n Sk ﬂi:tf ”””” Eiﬁ %?J‘# —t Left-hand
' 5 i i
HBL ==
1
H B LF** LH** HF WF HBL** HBH Insert Torque

JSXXR/LO83F-CHP w
JSXXR/L1212F09-CHP w

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...).

0.500 0.500 3.344 =0.764 0.5 0.008/0.492 0.736 0.051 JX*G06...12...,16...,20...  0.890

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

JSXXR/L-S
Parting-off tool for sub spindle in swiss lathes
=
w -
S e ™ T
z3 LF
== B o~
(OX&} {sed J w N~
Te)
ﬂ 0/ I¢ EWL%F
Right-hand =1 Left-hand "3:%'(\ il !

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

JSXXR/L0B3-S 0375 0375 4750  1.030 0383 0.008/0217 0120 JX'G06..12..16..,20..  0.890
JSXXR/L0B3-S 0.039 0079 0500 0500 4750  1.080 0500 0.008/0.217 0.060 JX‘G0G..12..,16.,20..  0.890
m H B LF™  LH* HF WF HBH Insert Torque*
JSXXR/L1010X09-S™* 10 10 120 26 10 0.2/5.5 3 JX"06.,12.,16.7 1.2
JSXXR/L1212F09-8* 1 2 12 12 85 26 12 0.2/5.5 15 JX06.12.,16.% 1.2
Jsxxr/L1212x00-s [T 12 12 120 30 12 0.2/5.5 15 IX"06..,12.,16. 7 1.2
JSXXR/L1616X09-S 12 16 16 120 30 16 0.2/5.5 - UX706.12.%6.,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...).

Please refer to the Tungaloy eCatalog for spare parts.
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URN
JSXXR/L-X-S-CHP TUNE TUET
Parting-off tool for sub spindle in swiss lathes, coolant-through
, LF -
,,,,, Right-hand § LH ”Hf W
= >/ i 1
, Y IoF —----r---- iﬁ:::::’ EE m# _
2o Left-hand
XA I ~A n
L o 5 5/16'-24UNF | >
I o - E'o e
LiC /@ P S ——— ‘
T i T s e =
| ——— g
A 0
o
T
[ mch  [cwn cwx [} B LF* LH* HF WF  HBH Insert Torque*
JSXXR/LO83X-S-CHP 0500 0500 4750 1.181 0500 0.008/0.217 0051  JX*G06...12..,16..,20..  0.890
JSXXR/L103X-S-CHP 0039 0079 0.625 0625 4750 1.181 0625 00080217 0 JX"G06...,12...,16..., 20...  0.890
[ Metric  cwnN cwx i} B LF* LH™ HF WF  HBH Insert Torque*
JSXXR/L1212X09-S-CHP*™ 12 12 120 30 12 0.2/5.5 4 JX06..,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 0.2/55 15 JX06...,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**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...).

JSXXR/L-F-S-CHP TUNG TUET

Parting-off tool for sub spindle in swiss lathes

Lﬂj Right-handw [ - 7 @@ i Left-hand HHFWW

Z|>< 2 o1} &’:::'i 33 LI.;
i S - 5/16"-
ss o 5/16"-24UNF 2,0« LH
| S i
J ~h
% LiN/O s

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

JSXXR/LO83F-S-CHP 0500 0500 3344 1024 0500 00080217 0051  JX'GOB...12..,16..,20..  0.890
[ Metric  |cwN cwx [} B LF* LH* HF WF HBH Insert Torque*
JSXXR/L1212F09-S-CHP** 12 12 85 2 12 0255 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...).

Please refer to the Tungaloy eCatalog for spare parts.
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I INSERTS

’ ACCELERATED PARTING AND GROOVING

JXPS**R/L-F (with 3D chipbreaker, sharp edge)

RE S
-~ cobx 8

wh

| JINSL Right-hand (R) shown.

=
$)

- Steel *
M Stainless *
Cast iron Y
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=+0.025|CW=+0.001| RE uN-, CUTDIA | CDX* INSL
(mm) (in) (in) | ~= (in) (in) (in)
o
JXPS06R06F R 0.6 0.024 |0.002 | @ 0.236 0.138 0.413
JXPS06L06F L 0.6 0.024 |0.002 | @ 0.236 0.138 0.413
JXPS12R08F R 0.8 0.031 |0.002 | @ 0.472 0.256 0.492
JXPS12L08F L 0.8 0.031 |0.002 | ® 0.472 0.256 0.492
JXPS12R10F R 1 0.039 |0.002 | @ 0.472 0.256 0.492
JXPS12L10F L 1 0.039 |0.002 | @ 0.472 0.256 0.492
JXPS12R15F R 1.5 0.059 |0.002 | @ 0.472 0.256 0.492
JXPS12L15F L 1.5 0.059 [0.002 | @ 0.472 0.256 0.492
JXPS16R15F R 1.5 0.059 |0.002 | @ 0.630 0.335 0.571
JXPS16L15F L 1.5 0.059 |0.002 | @ 0.630 0.335 0.571
JXPS20R20F R 0.079 [0.002 | @ 0.787 0.413 0.650
JXPS20L20F L 2 0.079 [0.002 | @ 0.787 0.413 0.650
*Max grooving depth (CDX) varies depending on @ : New
workpiece diameters. @ : Line-up
JXDX**R-F (PCD insert)
RE CDX
=
(@)
JINSL
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys
H Hard materials % : First choice
PCD
Designation HAND CW=0.025 | CW=0.001 RE 2 C_DX IN_SL
(mm) (in) (in) |r (in) (in)
8
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
@ : New
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JXPG**R/L-F (Sharp edge)

- Steel

M Stainless

Cast iron
Non-ferrous

S Superalloys

H Hard materials

* Okt

Right-hand (R) shown.

¥ : First choice

Coated
Designation HAND CW=0.025 cw.:o.om BE t CUTDIA CPX* INSL PSIRR/L**
(mm) | (in) | (in) | (in) (in) (in)
b

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°
*Max grooving depth (CDX) varies depending on workpiece diameters. @ : Line-up

**PSIRL for Left-hand insert.
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I TOOLHOLDERS

JS-SXXL09

' ACCELERATED PARTING AND GROOVING

Round shanks, for threading

U

B

IIETEE pconms —— H

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

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

** When using JX..086...

Please refer to the Tungaloy eCatalog for spare parts.

Il INSERTS

Designation

JXTG12FR/L-60A-000
JXTG12FR/L-60B-000
JXTG12FR/L-60A-005
JXTG12FR/L-60B-005
JXTG12FR/L-60N-010

- LF .
LH
L |
;l o
/
AN 2 ) W A——
— oy i
(T
1)\
=
B LF LH wB WF**
19.05 18 18 90 21 15.43 10
19.05 18 18 120 21 15.43 10
20 19 19 90 21 15.4 10
20 19 19 120 21 15.4 10
22 21 21 120 21 15.4 10
25 24 24 100 21 15.4 10
25.4 24 24 120 21 15.4 10
insert, both WF and f2 sizes will be 2 mm shorter than the values provided above.
JXTG12FR/L-60 (For Threading / Sharp edge)
Right hand Left hand
o o CDX
[} =2 >
2y S | £
cr = PNA
& RE
RE SH725
(in) R L (TPI) PDX (in) CDX (in) PNA (in)
flat o
(0,002 max) [ J [ ] 125 - 64 0.010 0.016 60
flat o
(U.UUZEmax) [ J [} 125 - 64 0.089 0.016 60
0.002 [ J [ ] 64 - 26 0.024 0.039 60°
0.002 [ ] { ] 64 - 26 0.075 0.039 60°
0.004 o [ ] 26-17 0.049 0.081 60°
@ : Line-up

I EDGE ORIENTATION AND DESCRIPTION OF THREADING INSERTS

f2r* Insert
6 JX**06,12*R
6 JX*06,12"R
6 JX*06,12°R
6 JX**06,12R
6 JX**06,12*R
6 JX*06,12"R
6 JX*06,12"R

Torque*
1.2
1.2
1.2
1.2
1.2
1.2
1.2

JXTG 12FR - 60 A - 005

Type A Type B Type N
Right
hand | g b 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

Edge orientation
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Il STANDARD CUTTING CONDITIONS

Parting, Grooving

. . Cutting speed Feed
ISO Workpiece materials Grades Ve (sfm)  (ipr)
Low carbon steels
1015, etc. SH725 164 - 656 0.00039 - 0.0020
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
C2600, C280C, etc. SH725 328 - 656 0.00039 - 0.0020
Titanium alloys
s Ti-6AI-4V, etc. SH725 98 - 262 0.00039 - 0.0020
Supslons SH725 98 - 262 0.00039 - 0.0020
Inconel718, etc.
For aluminum and non-ferrous metal PCD insert
. . . Cutting speed Feed Depth of cut
1ISO Workpiece materials Grades Operation Ve (sfm)  (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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Turning

BoreMeister
TinyMiniTurn
MiniForceTurn /
WavyJoint CBN
ModuMiniTurn







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:

- ISO-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

B 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
$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 1.575 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

@

930 /” l

30°

Right hand (R) shown.

T pmin DCONMS WF LF Shank size Insert

S16-SDUCR/L07-H 0.787 0.630 0.433 0.787 D/G.625 DC*21...
S$20-SDUCR/L11-H 0.984 0.787 0.512 0.787 D/G.750 DC*32...
S§25-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

@

gl

DCONMS

u_‘
= @
\d

Right hand (R) shown.

T pmin DCONMS WF LF Shank size Insert

S§20-SVUCR/L11-H 1.063 0.787 0.630 0.787 D/G.750 VC*22...
S§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

)

| A CD‘

95 17) o : ’m /Aj E

il . $1 8
" ,

Right hand (R) shown.

T pmiN DCONMS WF LF Shank size Insert

S32-SVLCR/L16T-H 1.575 1.260 0.866 1.260 D1.25 VC*38...
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

DCONMS

Right hand (R) shown.

T pmin 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

@

DCONMS

WF

Right hand (R) shown.

T pmiN 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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SBOREMEISTER

S-SCLXR/L-H MINIFFUaN

Screw-on clamp exchangeable boring head, for CXMU inserts

@

Cutting edge style L Right hand (R) shown.
T pmin DCONMS WF LF Shank Insert
S25-SCLXR/L06-H 1.260 0.984 0.669 0.787 D1.00 CXMU22*L...
S32-SCLXR/L06-H 1.575 1.260 0.866 1.260 D1.25 CXMU22"L...
S40-SCLXR/L06-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50 CXMU22*L...

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 MINIFTURN

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

| 4
100° )

@

Cutting edge style X Right hand (R) shown.

T pmiN DCONMS WF LF Shank Insert
S25-SDXXR/L07-H 1.260 0.984 0.669 0.787 D1.00 DX*U22 ...
S32-SDXXR/L07-H 1.575 1.260 0.866 1.260 D1.25 DX*U22L...
S40-SDXXR/L07-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50 DX*U22L...

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.

oRCE

S-SWLXR/L-H AINI URN
Screw-on clamp exchangeable boring head, for WXGU inserts
(] @
=
Z
of 2
= « Oy
Yy |®
LF
Cutting edge style L Right hand (R) shown.
T pmiN DCONMS WF LF Shank Insert
S25-SWILXR/L04-H 1.260 0.984 0.669 0.787 D1.00 WXGU221...
S32-SWLXR/L04-H 1.575 1.260 0.866 1.260 D1.25 WXGU221...
S40-SWLXR/L04-H 1.968 1.575 1.063 1.260 D1.50, D2.00, D2.50 WXGU221...

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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'ACCELERATED TURNING & THREADING

S-SXUORO05-H TUNGESMINI
Screw-on clamp exchangeable boring head, for XOMU inserts

Turning I

%)) @
=
7 Z
o
Q
Oy
Cutting edge style U Right hand (R) shown.
DMIN DCONMS WF LF Shank Insert
S20-SXUOR05-H 0.984 0.787 0.512 0.787 D.750, G.750 XOMU...
$25-SXUOR05-H 1.260 0.984 0.669 0.787 D1.00 XOMU...
Please reference the technical brochure for boring heads spare parts.
S-PCLNR/L-H IsoETuaN
Lever-lock clamp exchangeable boring head, for negative 80° rhombic inserts
ot @
2
i =
= 5
of* -
. < LF
Cutting edge style L Right hand (R) shown.
T pmin DCONMS WF LF Shank Insert
S32-PCLNR/L09-H 1.575 1.260 0.866 1.260 D1.25 CNMG332...
S40-PCLNR/L09-H 1.968 1.575 1.063 1.260 D1.50, D2.00, D2.50 CNMG332...

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-PTFNR/L-H isoETfuaN

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

@

DCONMS

Cutting edge style F Right hand (R) shown.
DMIN DCONMS WF LF Shank Insert

S32-PTFNR/L11-H 1.575 1.260 0.866 1.260 D1.25 TNMG232...

S40-PTFNR/L11-H 1.968 1.575 1.063 1.260 D1.50, D2.00, D2.50 TNMG232...

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.
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SOREMEISTER

S-STFPR/L-H
Screw-on clamp exchangeable boring head, for positive 60° triangular inserts
) @
® . .=
91 [> i H g
[T
2 S PN Oy
Y
LF
Cutting edge style F Right hand (R) shown.
T pmin DCONMS WF LF Shank Insert
S16-STFPR/L09-H 0.787 0.630 0.433 0.787 D.625, G.625 TPMT731...
$16-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 BOREMEISTER

Exchangeable boring head, for internal grooving

=@

)

. DCONMS

Left hand (L) shown.

—
R
—T—

cw CDX DMIN 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
S§32-QSIR/L4T32D700-H 0.157 1.260 2.756 1.260 4 0.453 1.953 D1.25

Please reference the technical brochure for boring heads spare parts.

50 | NEW PRODUCTS



'ACCELERATED TURNING & THREADING

B SHANKS

Straight Shank
Anti-vibration bars with through coolant for interchangeable turning heads

OHX | DCONMS DCONWS @

DN

= er 2

Q 1 3oy Q

Qy 2

B 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-L.12.48-7D-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-L20.74-7D-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-L.33.72-10D-C Steel 1.575 2.500 33.720 23.700 G3/4

D#4D-SH

Steel shank for internal turning, with through coolant

>
v
CNT
“p)

g _
= — i
Z \L{’ 777777777777777777777777777777777777 i l T
9 T —
O vF ‘ 7[
[a) A
DCONMS
- OAL |
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
D1.25-18.74-4D-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

Please refer to the Tungaloy eCatalog for spare parts.
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SOREMEISTER

I ADAPTER

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

PSC compatible adapter with steel or carbide core

2 __ LPR £ - LPR @
z z LB g
o « LB o ~ ! [E—
[a) \ [%) (e} nh
=s— 0 | = {E%,: ———— 2
ffffff — Q B = I —— Q
/ Q ] &)
[a) Oy
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
[92)
. ®
= /
()
(&) _
=¥ @
>
zZ
(@)
O
ay
Material DCONWS DCONMS LPR LB WT (kg)
C6-D25-1230-9D-C Steel 25 63 230.5 200.1 1.65
C6-D32-1.288-9D-C Steel 32 63 288.5 259.5 2.73
C6-D40-1.368-9D-C Steel 40 63 368.5 339 4.45
I SLEEVE
RSL sleeve
Split sleeve for anti-vibration bar
P @
%)
=
z
(@]
&)
a
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
©0.625", 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 (0.024")
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ACCELERATED TURNING & THREADING

- Ingenious through-coolant sleeve - New 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 Expanded indexable type boring bars

quality. and inserts with 3D chip breaker for
better chip control.
o - |deal for machining extremely small
diameter bores in a wide range of
© (2] materials.
(3]
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 Scan this O code
provides long tool life about this tool!
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TINYMTURIN

I SOLID BARS

TBTR/L

Solid boring bar for boring, profiling, and chamfering

DMIN - LF %

) ?\[ | %}

t TN 3
J

Details of edge Right hand (R) shown.

sH72s [GITTMM pconms  wF a LF LH CDX RE*(-05

TBTR04045005-D010 [ J 1 4 -1.1 0.9 21 4.5 0.1 0.05
TBTR04065005-D010 [ J 1 4 -1.1 0.9 23 6.5 0.1 0.05
TBTR04040005-D020 ([ 2 4 -0.3 1.7 20.5 4 0.1 0.05
TBTR04090005-D020 [ J 2 4 -0.3 1.7 255 9 0.1 0.05
TBTR04140005-D020 [ J 2 4 -0.3 1.7 30.5 14 0.1 0.05
TBTR/L04090010-D028 [ J 2.8 4 0.9 2.6 25.5 9 0.2 0.1

TBTR04150010-D028 ([ 2.8 4 0.9 2.6 31.5 5 0.2 0.1

TBTR04190010-D028 [ J 2.8 4 0.9 2.6 35.5 19 0.2 0.1

TBTR04090010-D040 [ J 4 4 1.5 3.5 25.5 9 0.3 0.1

TBTR04150010-D040 [ J 4 4 15 3.5 315 15 0.3 0.1

TBTR04190010-D040 o 4 4 1.5 3.5 35.5 19 0.3 0.1

TBTR04230010-D040 [ J 4 4 15 3.5 39.5 23 0.3 0.1

TBTR04270010-D040 [ J 4 4 1.5 3.5 43.5 27 0.3 0.1

TBTR07090015-D050 [ J 5 7 0.9 4.4 25 9 0.5 0.15
TBTR07140015-D050 [ J 5 7 0.9 4.4 30 14 0.5 0.15
TBTRO07190015-D050 [ J 5 7 0.9 4.4 35 19 0.5 0.15
TBTR07240015-D050 [ J 5 7 0.9 4.4 40 24 0.5 0.15
TBTR07290015-D050 [ J 5 7 0.9 4.4 45 29 0.5 0.15
TBTR07340015-D050 [ J 5 7 0.9 4.4 50 34 0.5 0.15
TBTRO07140015-D060 [ J 6 7 1.8 5.3 30 14 0.5 0.15
TBTR/L07210015-D060 [ J 6 7 1.8 5.3 37 21 0.5 0.15
TBTR07240015-D060 [ J 6 7 1.8 5.3 40 24 0.5 0.15
TBTR07290015-D060 [ J 6 7 1.8 558) 45 29 0.5 0.15
TBTR07340015-D060 [ J 6 7 1.8 5.3 50 34 0.5 0.15
TBTR07410015-D060 [ J 6 7 1.8 5.3 57 41 0.5 0.15
TBTR07190015-D068 [ J 6.8 7 2.8 6.3 35 19 0.6 0.15
TBTR07240015-D068 ([ 6.8 7 2.8 6.3 40 24 0.6 0.15
TBTR07290015-D068 [ J 6.8 7 2.8 6.3 45 29 0.6 0.15
TBTR07340015-D070 [ J 7 7 2.8 6.3 50 34 0.6 0.15
TBTR07390015-D070 [ J 7 7 2.8 6.3 55 39 0.6 0.15
TBTR07440015-D070 [ J 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

@ : New
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TBPR

'ACCELERATED TURNING & THREADING

Solid boring bar for boring and chamfering
DMIN LF ©
v -3
AN
s BE 2l
Bl
Details of edge
sH725 YT pconms wF a LF LH cDX RE*0:05
TBPR04090010-D028 (] 2.8 4 0.9 2.6 25.5 9 0.2 0.1
TBPR04150010-D040 { 4 4 1.5 3.5 31.5 15 0.3 0.1
TBPR07140015-D050 o 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
@ : New
TBUR
Solid boring bar for back boring and chamfering
DMIN LF ©
i/‘ X, t %E)
A (W ZAN T [ ZI
45° -
‘ \ \t/ wd | LH 8
== o sl - g
|
g
Details of edge
SH725 DCONMS  WF a LF LH f2 cbx  cw*30
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
@ : New
TBCR
Solid boring bar for boring and 45° chamfering
DMIN LF o
3/\\ = 7))
y | H ;
1 h‘l\%" \V ) LH \ Q
45° o > O~
RN, e | L 8
= | —
— — ‘
Details of edge H
sH72s [T pconms  wF a LF LH cDX RE*§05
TBCR07140020-D050 ® 5 7 0.9 4.4 30 14 0.7 0.2
TBCR07190020-D068 ( 6.8 7 2.8 6.3 35 19 0.7 0.2
® : New
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TBBR

Solid boring bar for back boring

LF °
<
[%0)
2
Z
Y == I
U= SET E— 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 05 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
@ : New
TBIR
Solid boring bar for threading (metric)
DMIN LF o =
<
L (%)
PaR ¢ %
©
A\ e J Oi
[ ! LH 8
; ]
4 )
Details of edge
sHr2s  Pitch [ETTTM 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 ) 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 ) 15 6 0.18 7 1.8 5.3 30 14 0.8 0.75
@ : New
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'ACCELERATED TURNING & THREADING

TBGR
Solid boring bar for internal grooving

e L=

:

z

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

TBGR04100050-D020 o 0.5 2 4 -0.2 1.8 26 10 0.4
TBGR04090100-D040 [ ] 1 4 4 1.5 3.5 25.5 9 0.8
TBGR04150100-D040 [ J 1 4 4 1.5 3.5 31.5 15 0.8
TBGR07090200-D050 ® 2 5 7 0.9 4.4 25 9 1
TBGR07090100-D060 o 1 6 7 1.8 5.3 25 9 1.8
TBGR07140100-D060 [ ] 1 6 7 1.8 5.3 30 14 1.8
TBGR07090150-D060 [ 1.5 6 7 1.8 5.3 25 ¢ 1.8
TBGR07090200-D060 o 2 6 7 1.8 5.3 25 9 1.8
TBGR07140200-D060 o 2 6 7 1.8 5.3 30 14 1.8
TBGR07090100-D068 [ ] 1 6.8 7 2.7 6.2 25 9 25
TBGR07090150-D068 [ J 1.5 6.8 7 2.7 6.2 25 9 2.5
TBGR07140150-D068 L 1.5 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
TBGR07140200-D068 [ ] 2 6.8 7 2.7 6.2 30 14 25
TBGR07210200-D068 [ J 2 6.8 7 2.7 6.2 37 21 2.5
TBGR07290200-D068 o 2 6.8 7 2.7 6.2 45 29 25
* Corner radius : less than 0.1 mm. ® : New

TBFR
Solid boring bar for face grooving

LF

- 1

EE

il
| r

- /
- Ii:H

DGONMS'

Details of edge

SH725 cw3-05 DMIN DCONMS a LF LH CDX
TBFR07110100-D060 o 6 7 52 26 10 1.5
TBFR07110200-D060 [ ) 2 6 7 5.2 26 10 3
TBFR07110100-D080 [ ] 8 7 5.9 27 11 1.5
TBFR07110250-D080 [ ] 2.5 8 7 5.9 27 11 3.5
TBFR07300300-D080 o 8! 8 7 5.9 46 30 85
TBFR07200250-D150 [ ) 2.5 15 7 5.9 36 20 20
TBFR07200300-D150 [ ] 15 7 5.9 36 20 20
TBFR07300300-D150 [ ] 8 15 7 5.9 46 30 30
* Corner radius : less than 0.1 mm. ® : New
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TINYIMTURIN

TBSR

Solid boring bar for face grooving (for shaft)

LF

-2 ) :}ii
o= @ B :
h Q
S o 3
JT ——
| I
Details of edge
SH725 cw+*3:% DMIN DCONMS a LF LH CDX
TBSR07200200-D060 (] 2 6 7 5.2 36 20 4
* Corner radius : less than 0.1 mm. ® : New
TBRR
Solid boring bar for boring and profiling
DMIN LF °
o = % A
D \ I
m¢ 2
| & ’ == 3
A oY
=1 LH a
AN | E—
il |
Details of edge
SH725 | @Ml DCONMS  WF a LF LH CcDX RE
TBRR07190050-D050 ([ ] 1 5 7 0.9 4.4 35 19 1 0.5
TBRR07240050-D060 [ ] 1 6 7 1.8 5.3 40 24 1.8 0.5
TBRR07290050-D068 (] 1 6.8 7 2.8 6.3 45 29 2.5 0.5
@® : New
A/E-SEXPR
Specially designed for TinyMiniTurn sleeves with flats of 45°
o . ®
/A?\;m
42 [SPJ . &
I LH | =
GAMF C LF =
=
e %{ W:ﬂ 8
Cutting edge style X
Material DMIN DCONMS WF LF LH GAMP GAMF RE* Insert Torque*
A07050-SEXPR03-3 Steel 5 7 25 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 25 37 20 0° -13° 0.2 EPGTO3X1... 0.6
E07050-SEXPR03-5 Carbide 5 7 25 42 25 0° -18° 0.2 EPGTO3X1... 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

Specially designed for TinyMiniTurn sleeves with flats of 45°

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 5.5 7 3.2 44.7 27.5 1.2 0° -8° 0.2 EPGTO3X1... 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
@
|_
- _DCONMS , o
@ =1
. H LF _
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-L80C-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
JBBS254-4-1100C-4N 25.4 4 100 23 23.4 Rc1/8
JBBS254-7-L100C-4N 25.4 7 100 23 23.4 Rc1/8
Please refer to the Tungaloy eCatalog for spare parts.
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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- Innovative insert geometry and secure

ACCELERATED TURNING & THREADING

- HP type chipbreaker guarantees short

Turning I

insert clamping method ensures
machining stability.

chips, ensuring good chip breaking and
control at 0.008" (0.2 mm) and lighter

- Available in two grades: BXA20 grade d.o.c.

for general applications and BXA10
grade suited for continuous cuts,

providing reliability and long tool life
from continuous to interrupted cuts.

- Double-sided insert with six positive
cutting edges for excellent cost-per-
edge economy for reduced tool cost.

Lineup

Inserts

- 6QS-WXGQ...

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 - @20 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.

Tungaloy | 63



MINIFTURN/ 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,
i i o 9 55 g E’_ g
Shape Designation z g gg g SP L|LFLC H|S 5-
Inch Metric A B “S|Le |RE|IC | 5 | D135 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 (@)
1SPL 04SPL [ © © 6 | 0.071 | 0.016 | 0.250 | 0.125 | 0.106 (@)
2SPR  6QS-WXGQO040308SPR (@ @ 6 | 0.067 | 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 | 0016 | 0.250 | 0.125 | 0.106 e}
2RHP 6QS-WXGU040308R-HP ©® @ 6 | 0.067 | 0.031 | 0.250 | 0125 | 0.106 o
2L HP L-HP © @ 6 | 0.067 | 0.031 | 0.250 | 0125 | 0.106 e}
@ : New
@ : Line-up
B TOOLHOLDERS
A/E-SWLXR/L
For trigon insert with 6 edges
L H @.
i ol @
‘ EAMF% LH LF g
=~ =z
GAMP { IZAPE I 8
Cutting edge style L e 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 5000 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 0500 0375 0.281 5.000 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 0.531 7.000 1.250 0.600 -10 -1 0.016 WXGUO0403*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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I 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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ACCELERATED TURNING & THREADING

- Modularity and productivity with a - Positioning accuracy for the same
wide selection of turning, grooving and insert: +5 pm (+0.0002").
threading heads. - ModuMiniTurn offers precision internal

- Substantially reduced setup time for coolant delivery, which improves chip
maximum machine utilization. control and tool life.

- Quick tool change and setup is - By feeding in the Y-axis direction,
possible with simple exchanges of downward-facing chipbreaker directs
turning heads. the chip flow down and away from the

- Unique coupling method provides cutting point.
stable head-shank connection and - Many types of heads can be mounted
secure insert edge position for good on a single holder.

repeatability and accuracy.

Lineup

Inserts

- J-Series for ISO insert

- MiniForce-Turn for double-sided positive inserts

- 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)

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

Lineup

08 (1/2" square shank) and Q1212 (12 mm square shank)

Overall length* Without coolant hole ~ With coolant hole Page
3.350" (85 mm) v v 79
4.750" (120 mm) v v 79

*With the head attached

Modular heads

Tool series Insert shape Without coolant hole ~ With coolant hole Page
CC**32,5... / CC**09T3... 69
v/ v 74
75
DC**21.5... / DC**0702...
69
v v 20
DC**32.5... / DC**11T3... 69
J-SERIES v v 70
75
VB**22... / VB**1103...
v v 70
J10ER...
v - 71
WXGU22**L... / WXGU0403**L...
71
v v 26
DXGU22**L... / DXGU0703**L... 79
MINIFTURN v v 76
77
VXGU73.5**L... / VXGUO9T2**L...
72
v v 23
TC*18R/L... 73
TETRAMEUT v v ;‘;
78

Q12 heads fit both the metric QC-1212 and the inch QC08 shanks
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I MODULAR HEADS

QC12-JSCL2CR

'ACCELERATED TURNING & THREADING

J-SERIES

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

95°

Cutting edge style L2

H B
QC12-JSCL2CR09 0.472 0.472

H B
QC12-JSCL2CR09 12 12

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

QC12-JSCL2CR-CHP

LH
0.768

LH
19.5

< LH Without offset

OAW

L 100 o

HF
0.472

HF

s
=T

Right hand (R) shown.

WF OAW RE** Insert Torque
0.236 0.591 0.008 CC*32.5... 0.89
WF OAW RE** Insert Torque*
6 15 0.2 CC*09T3... 1.2

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

H B
QC12-JSCL2CR09-CHP 0.472 0.472

H B
QC12-JSCL2CR09-CHP 12 12

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

QC12-JSDJ2CR

LH
0.768

LH
19.5

LH Without offset

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

=) NN /a00
93°

Cutting edge style J2

H B
QC12-JSDJ2CR07 0.472 0.472
QC12-JSDJ2CR11 0.472 0.472

H B
QC12-JSDJ2CR07 12 12
QC12-JSDJ2CR11 12 12

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

LH
0.768
0.768

LH

19.5
19.5

; [T
z =
g g=ne
Right hand (R) shown.
HF WF OAW RE** Insert Torque
0.472 0.236 0.827 0.008 CC*32.5... 0.89
HF WF OAW RE** Insert Torque*
12 6 21 0.2 CC*09T3... 1.2
J-SERIES
< H - Without offset
=i
< ' Z .} i
Oy © 'gllll o
oA
=
— S
t, [ [|=»-|
Y
Right hand (R) shown.
HF WF OAW RE** Insert Torque
0.472 0.236 0.591 0.008 DC**21.5... 0.89
0.472 0.236 0.591 0.008 DC*32.5... 0.89
HF WF OAW RE** Insert Torque*
12 6 15 0.2 DC*0702... 1.2
12 6 15 0.2 DC*11T83... 1.2
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MODUMTURN

QC12-JSDJ2CR-CHP

J-SERIES

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

coolant capability

30°
93°

Cutting edge style J2

Without offset

Right hand (R) shown.

T + B LH HF WF OAW RE** Insert Torque
QC12-JSDJ2CR0O7-CHP 0.472 0.472 0.768 0.472 0.236 0.709 0.008 DC*21.5... 0.89
QC12-JSDJ2CR11-CHP 0.472 0.472 0.768 0.472 0.236 0.827 0.008 DC*32.5... 0.89

H B LH HF WF OAW RE** Insert Torque*
QC12-JSDJ2CR0O7-CHP 12 12 19.5 12 6 18 0.2 DC*0702... 1.2
QC12-JSDJ2CR11-CHP 12 12 19.5 12 6 21 0.2 DC*11T83... 1.2

Through-coolant head

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

**RE: Standard corner radius

QC12-JSVJ2BR J-SERIES

Screw-on modular head with 93° approach angle, for positive 35° rhombic inserts

< LtH Without offset
| =1
| Oy ‘ I t
4= |0 N 50° §
93°

— .

. t, 1= =
Cutting edge style J2 Right hand (R) shown.

[ e B LH HF WF OAW RE** Insert Torque

QC12-JSVJ2BR11 0.472 0.472 0.866 0.472 0.236 0.591 0.008 VB*22... 0.89
H B LH HF WF OAW RE** Insert Torque*
QC12-JSVJ2BR11 12 12 22 12 6 15 0.2 VB**1108... 1.2
Torque: Recommended clamping torque: Ibs-ft ("N-m) **RE: Standard corner radius
QC12-JSVJ2BR-CHP J-SERIES

Screw-on modular head with 93° approach angle, for positive 35° rhombic inserts, with high pressure

coolant capability

LH

&£

' z

<

\ o

- N 50°
93°
Cutting edge style J2

T H B W W
QC12-JSVJ2BR11-CHP 0.472 0.472 0.827 0.472
H B LH HF

QC12-JSVJ2BR11-CHP 12 12 21 12

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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Hll

0 I

<
il
WF

0.236
WF

6

0.591

OAW
15

Without offset

Right hand (R) shown.

RE** Insert Torque

0.008 VB*22... 0.89

RE** Insert Torque*
0.2 VB**1108... 1.2



QC12-JSEGR

'ACCELERATED TURNING & THREADING

J-SERIES

Screw-on modular head for back turning

H B
QC12-JSEGR10 0.472 0.472

H B
QC12-JSEGR10 12 12

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

QC12-JSWL2XR

LH

0.768

LH

19.5

LH
; A
< Y I~
Oy '© mi
L
=
o N\ [ =
HF WF
0.472 0.138
HF WF
12 {5

OAW
0.591

OAW
15

Right hand (R) shown.

Insert Torque —
J10ER... 0.89 2
‘e
Insert Torque* 5
J10ER... 1.2 =
ORCE
MINIFTURN

Screw-on modular head with 95° approach angle, for WXGU inserts

95°
1
©;

g=lix
95°

Cutting edge style L2

3

OAW
-

Without offset

Right hand (R) shown.

H B LH HF WF OAW RE** Insert Torque
QC12-JSWL2XR04 0.472 0.472 0.768 0.472 0.236 0.591 0.008 WXGU22**L... 0.66

H B LH HF WF OAW RE** Insert Torque*
QC12-JSWL2XR04 12 12 19.5 12 6 15 0.2 WXGUO0403*"L... 0.9
Use right-hand toolholders (R) with left-hand inserts (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius

FO RCE

QC12-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

H B LH
QC12-JSWL2XR04-CHP 0.472 0.472 0.768

H B LH
QC12-JSWL2XR04-CHP 12 12 19.5

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

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

Please refer to the Tungaloy eCatalog for spare parts.

OAW

HF
0.472

OAW
0.650

OAW
16.5

RE**
0.008

RE**
0.2

Without offset

Right hand (R) shown.

Insert Torque
WXGU22**L... 0.66

Insert Torque*
WXGUO0403*"L... 0.9
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MODUMTURN

QC12-JSDJ2XR MINIFTURN
Screw-on modular head with 93° approach angle, for DXGU inserts
. Without offset
Z y -‘|!| il
° Y <O):V ﬁ‘ |E||=|
‘\t NN /300 W
93° =

Cutting edge style J2

| _meh L B LH

QC12-JSDJ2XR07 0.472 0.472 0.768
H B LH

QC12-JSDJ2XR07 12 12 195

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

QC12-JSDJ2XR-CHP

HF
0.472

HF
12

£

WF
0.236

WF
6

OAW
0.591

OAW
15

Right hand (R) shown.

RE** Insert Torque
0.008 DXGU22**L... 0.66
RE** Insert Torque*
0.2 DXGUO703**L... 0.9
ORCE
MINIFTURN

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

30°
93°

Cutting edge style J2

Without offset

Right hand (R) shown.

| meh [N B LH RE** Insert Torque
QC12-JSDJ2XR07-CHP 0.472 0.472 0.768 0.472 0.236 0.724 0.008 DXGU22**L... 0.66
H B LH HF WF OAW RE** Insert Torque*
QC12-JSDJ2XR07-CHP 12 12 19.5 12 6 18.4 0.2 DXGUO0703**L... 0.9
Use right-hand toolholders (R) with left-hand inserts (L).
Through-coolant head
Torque: Recommended clamping torque: lbs-ft (*N-m)
**RE: Standard corner radius
ORCE
QC12-JSVJ2XR MINIFFU2N
Screw-on modular head with 93° approach angle, for VXGU inserts
LH i
. LLH Without offset
]
% Y A m
Oy 81 i
A
- N 50° L;L
93°
| il ==
Cutting edge style J2 Right hand (R) shown.
[ men L B LH HF WF OAW RE** Insert Torque
QC12-JSVJ2XR09 0.472 0.472 0.768 0.472 0.236 0.591 0.008 VXGU73.5"L... 0.66
H B LH HF WF OAW RE** Insert Torque*
QC12-JSVJ2XR09 12 12 19.5 12 6 15 0.2 VXGUO9T2**L... 0.9

Use right-hand toolholders (R) with left-hand inserts (L).
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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QC12-JSVJ2XR-CHP

'ACCELERATED TURNING & THREADING

MINIFFURN

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

Without offset

! 2
<
Y Oy
- N 500
93°
Cutting edge style J2 Right hand (R) shown.
| mch B LH HF RE* Insert Torque
QC12-JSVJ2XR09-CHP 0.472 0.472 0.827 0.472 0.236 0.591 0.008 VXGU73.5"L... 0.66
H B LH HF WF OAW RE** Insert Torque*
QC12-JSVJ2XR09-CHP 12 12 21 12 6 15 0.2 VXGUO09T2*L... 0.9
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
| B . B |
QC12-STCR TETRAMCEUT
Modular head for external grooving and threading
T T
Right hand (R) shown.
[ Inch  CWN cwx H B LH HF HBH  HBL WF Insert  Torque
QC12-STCR18 0.013 0.118 0.472 0.472 0.768 0.472 0.154 0.705 0.236 TC*18R... 0.89
CWN CWX H B LH HF HBH HBL WF Insert Torque*
QC12-STCR18 0.33 3 12 12 19.5 12 3.9 17.9 6 TC*18R... 1.2
The right hand insert (R) is used for the right hand toolholder (R).
Torque: Recommended clamping torque: Ibs-ft (*N-m)
| B . BN |
QC12-STCR-CHP TETRAMCEUT

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

=

| o cwN  cwx [

QC12-STCR18-CHP 0.013 0.118 0.472
CWN CWX H
QC12-STCR18-CHP 0.33 3 12

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

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

B LH
0.472 0.768

B LH

12 19.5

Right-hand insert

TC*18R...

HF
0.472

HF
12

HBH
0.165

HBH
4.2

T

Right hand (R) shown.

HBL WF Insert Torque

0.760 0.236 TC*18R... 0.89
HBL WF Insert Torque*
19.3 6 TC*18R... 1.2
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MODUMTURN

QC12-STCL TETRAMCAUT
Modular head for external grooving and threading
T

[
=i
ao
| ]
a5
% ‘
A
Left hand (L) shown.
[ Inch  CWN cwx H B LH HBL WF Insert  Torque
QC12-STCL18 0.013 0.118 0.472 0.472 0.827 0.472 0.154 0.720 0.354 TC*18L... 0.89
CWN CWX H B LH HF HBH HBL WF Insert Torque*
QC12-STCL18 0.33 3 12 12 21 12 3.9 18.3 9 TC*18L... 1.2
The left hand insert (L) is used for the left hand toolholder (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)
| B o B |
QC12-STCL-CHP TETRAMCIUT

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

@1

T e

Left hand (L) shown.

[ Inch  CWN cwx H B LH WF Insert  Torque
QC12-STCL18-CHP 0.013 0.118 0.472 0.472 0.827 0.472 0.165 0.760 0.354 TC*18L... 0.89
CWN CWX H B LH HF HBH HBL WF Insert Torque*
QC12-STCL18-CHP 0.33 3 12 12 21 12 4.2 19.3 9 TC*18L... 1.2
The left hand insert (L) is used for the left hand toolholder (L). Left-hand insert
Through-coolant head
Torque: Recommended clamping torque: Ibs-ft (*N-m)
TC*8L...
QC12-JSCL2CR-Y J-SERIES
Screw-on Y-axis turning modular head with 95° approach angle, for positive 80° rhombic inserts
95° sl Without offset )y
[V [aV]
® AL =}
,,,,, - RE
N RE pisTx [ tH ]
958
L 7
= i m¢
Cutting edge style L2 Right hand (R) shown.
[ men B LH HF  WF LB H2  DISTX RE*™ Insert Torque
QC12-JSCL2CR09-Y 0.472 0472  0.768 0 0236 0780 0.732  0.012  0.008 CC*T32.50.5... 0.89
H B LH HF WF LB H2 DISTX RE** Insert Torque*
QC12-JSCL2CR09-Y 12 12 19.5 0 6 19.8 18.6 0.3 0.2 CC*09T3... 1.2

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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'ACCELERATED TURNING & THREADING

QC12-JSCL2CR-Y-CHP J~SERIES

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

o LB Wi
95 - LB o ithout offset
7 )=

L [aN]
T S f— T
Ej JF,L;# Ty Ty
---- - I H
DISTX | |=—">
95°
==
i mA
. ”'T Y
Cutting edge style L2 = Right hand (R) shown.
[ men B LH HF  WF LB H2  DISTX RE*™ Insert Torque
QC12-JSCL2CR09-Y-CHP 0.472 0.472 0.768 0 0.236 0.780 0.732 0.012 0.008 CC*T32.50.5... 0.89
H B LH HF WF LB H2 DISTX RE** Insert Torque*
QC12-JSCL2CR09-Y-CHP 12 12 195 0 6 19.8 18.6 0.3 0.2 CC*09T3... 1.2
Through-coolant head
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius
QC12-JSDJ2CR-Y J-SERIES

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

"! <«LB. Without offset )U

' ( N

4 LQ %LL Ii %w

30 7 (L :’/‘ RE pistx A <LH.
93° =

. m
: wi ¢

Cutting edge style J2 = Right hand (R) shown.
[ men B LH HF  WF LB H2  DISTX RE*™ Insert Torque
QC12-JSDJ2CR11-Y 0472 0472  0.768 0 0236 0780 0736 0012 0008  DC*T32.50.5... 0.89
[ men B LH HF  WF LB H2  DISTX RE* Insert Torque*
QC12-JSDJ2CR11-Y 12 12 19.5 0 6 19.8 18.7 0.3 0.2 DC*11T3... 12
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius
QC12-JSDJ2CR-Y-CHP J-SERIES

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

‘ L
307 (4 :'/9‘0 P pistx 4]l

Without offset ){J

L Til=p m:
Cutting edge style J2 i? Right hand (R) shown.
[ men B LH HF  WF LB H2  DISTX RE*™ Insert Torque
QC12-JSDJ2CR11-Y-CHP 0.472 0.472 0.768 0 0.236 0.780 0.736 0.012 0.008 DC*T32.50.5... 0.89
H B LH HF WF LB H2 DISTX RE* Insert Torque*
QC12-JSDJ2CR11-Y-CHP 12 12 19.5 0 6 19.8 18.7 0.3 0.2 DC*11T3... 1.2

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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MODUMTURN

QC12-JSWL2XR-Y MINIFFUR2N

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

5 <LB Without offset ){J

(] 7 mn b
r(dl Ty I$ Ty
= RE LH

A
DISTX | = =
95°

WE

Cutting edge style L2

Right hand (R) shown.

[ men B LH HF  WF LB H2  DISTX RE*™ Insert Torque

QC12-JSWL2XR04-Y 0.472 0.472 0.768 0 0.236 0.878 0.472 0.110 0.008 WXGU220.5L... 0.66
H B LH HF WF LB H2 DISTX RE** Insert Torque*
QC12-JSWL2XR04-Y 12 12 19.5 0 6 22.3 12 2.8 0.2 WXGU0403*"L... 0.9

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

QC12-JSWL2XR-Y-CHP MINIFFU2nN

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

95° - LB, Without offset 3.
' Edl %L = g‘: )u
= A pistx ] l< tH -
95°
. =
Cutting edge style L2 = Right hand (R) shown.

[ men B LH HF  WF LB H2 DISTX RE* Insert Torque

QC12-JSWL2XR04-Y-CHP 0.472 0.472 0.768 0 0.236 0.878 0.472 0.110 0.008 WXGU220.5L... 0.66
H B LH HF WF LB H2 DISTX RE** Insert Torque*
QC12-JSWL2XR04-Y-CHP 12 12 19:5 0 6 22.3 12 2.8 0.2 WXGU0403*"L... 0.9

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

ORCE
QC12-JSDJ2XR-Y MINIFTURN
Screw-on Y-axis turning modular head with 93° approach angle, for DX*U inserts
< LB o ) Without offset )H
N N -
' T =
A — L
4 RE e
300 L= DISTX, | [=— =
9 o
— i
m
. L /i |
Cutting edge style J2 = — Right hand (R) shown.
[ men B LH HF  WF LB H2  DISTX RE*™ Insert Torque
QC12-JSDJ2XR07-Y 0472 0472  0.768 0 0.236 0.878 0.492 0110 0008  DX*U220.5L... 0.66
H B LH HF WF LB H2 DISTX RE* Insert Torque*
QC12-JSDJ2XR07-Y 12 12 19.5 0 6 223 125 2.8 0.2 DX*U0703*"L... 0.9

Use right-hand toolholders (R) with left-hand inserts (L).
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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QC12-JSDJ2XR-Y-CHP

'ACCELERATED TURNING & THREADING

MINIFFURN

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

coolant capability

! 'E‘
’ g
300 7 A\
93°

Cutting edge style J2
COIEEE H B LH o HF
QC12-JSDJ2XR07-Y-CHP 0.472 0.472 0.768 0
H B LH HF
QC12-JSDJ2XRO7-Y-CHP 12 12 19.5 0

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-STCR-Y

< LB, Without offset )5
| h = I‘ %‘ -
RE I;r* = :
pisTx?| < - -
==o]
i 0
L
= — Right hand (R) shown.
WF LB H2 DISTX RE** Insert Torque
0.236 0.878 0.492 0.110 0.008 DX*U220.5L... 0.66
WF LB H2 DISTX RE** Insert Torque*
6 22.3 12.5 2.8 0.2 DX*U0703**L... 0.9

TETRAMCEUT

Y-axis turning modular head for external grooving and threading

1

[ ____Inch  cwN cwx [

QC12-STCR18-Y 0013 0118 0472
CcWN cwx [

QC12-STCR18-Y 0.33 3 12

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

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

QC12-STCR-Y-CHP

LB v -
e — Foi)*
& [aV]
T ({0 IiI
v '
CWN- A _IH _
GWX DISTX .| |=
—
w [T —
= —ﬁ }‘ﬁilll m
Right hand (R) shown.
B LH HF WF LB H2 DISTX Insert Torque
0.472  0.768 0 0236  1.024 0732  0.256 TC*18R... 0.89
B LH HF WF LB H2 DISTX Insert Torque*
12 19.5 0 6 26 18.6 6.5 TC*18R... 1.2
TETRAMCEUT
Y-axis turning modular head for external grooving and threading, with high pressure coolant capability
LB V-
v — Haik)*
L Y [aV)
ST =
CWN- A LH
CWX D'STX‘> =
z b m
& [ Right hand (R) shown.
CWN cwx [ B LH HF  WF LB H2 DISTX  Insert  Torque
QC12-STCR18-Y-CHP 0.013 0118 0472 0472  0.768 0 0236  1.024 0732  0.256 TC*18R... 0.89
- cwN cwx [ B LH HF  WF LB H2 DISTX  Insert  Torque*
QC12-STCR18-Y-CHP 0.33 3 12 12 19.5 0 6 26 18.6 6.5 TC*18R... 1.2

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

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

Right-hand insert
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MODUMTURN

QC12-STCL-Y

TETRAMCEUT

Y-axis turning modular head for external grooving and threading

i

| ____inch __ cwN cwx [

QC12-STCL18-Y 0.013 0.118 0.472
CWN CWX H
QC12-STCL18-Y 0.33 3 12

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

QC12-STCL-Y-CHP

Y

&

L CWN-
DISTX || Gwx
o | D] £
m ‘ =

Y — Left hand (L) shown.

B LH HF WF LB H2 DISTX Insert Torque
0.472 0.768 0 0.354 1.024 0.732 0.256 TC*18L... 0.89

B LH HF WF LB H2 DISTX Insert Torque*
12 19.5 0 9 26 18.6 6.5 TC*18L... 1.2

TETRAMCEUT

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

Hod*

=

I i CWN-
CWX
Left hand (L) shown.
[ mmch  cwN  cwx B LH HF  WF LB H2 DISTX Insert  Torque
QC12-STCL18-Y-CHP 0.013 0.118 0.472 0.472 0.768 0 0.354 1.024 0.732 0.256 TC*18L... 0.89
CWN CWX H B LH HF WF LB H2 DISTX Insert Torque*
QC12-STCL18-Y-CHP 0.33 3 12 12 19.5 0 9 26 18.6 6.5 TC*18L... 1.2
The left hand insert (L) is used for the left hand toolholder (L). Left-hand insert
Through-coolant head
Torque: Recommended clamping torque: Ibs-ft (*N-m)
TCH8L...
QC12-STOPPER
Protective plug for shank
0.315"(8 mm)
.
€ S
o | £
= | L N
By by Ty 5
=} (=}

Designation
QC12-STOPPER

Please refer to the Tungaloy eCatalog for spare parts.
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Bl SHANKS

QC-08, QC-1212

'ACCELERATED TURNING & THREADING

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

Turning I

= LF _‘
=l 1
< ‘ m
Oy Y
ifs) E
El=
| v
[ ch | H B LF OAW Torque
QC-08F 0.500 0.500 2.559 0.591 2.21
QC-08X 0.500 0.500 3.937 0.591 2.21
H B LF OAW Torque*
QC-1212F 12 12 65 15 3
QC-1212X 12 12 100 15 3

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

QC-08-CHP, QC-1212-CHP

Shank for modular heads, with high pressure coolant capability

- Le . @
T

H
<§( ?,: “xk:*‘wr T 1 o
o o - P el __l|
5/16"-24UNF 5/16"-24UNF
ﬁ@ﬂ][:::::::::Cji;zJ[EZj] T di@ﬁz:::::::::xj;‘;»:@::::::::::ﬂj Ii
Fig.1 - Fig.2
[ nch | H B LF OAW Torque Fig.
QC-08F-CHP 0.500 0.500 2.559 0.591 2.21 1
QC-08X-CHP 0.500 0.500 3.937 0.591 2.21 2
H B LF OAW Torque* Fig.
QC-1212F-CHP 12 12 65 15 3 1
QC-1212X-CHP 12 12 100 15 3 2

(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.

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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M.H.
AddDoFeed
DoFeed

DoFeedTri
Tung-Tri
TungForce-Rec
DoMultiRec
TungMeister







‘ AODIDFEED

[ 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

- LNMUO02-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, cast iron and super alloy

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" - 1.000"

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

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

B CUTTER

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

GAMP = +6°, GAMF = +5° ~ +11°

38, T  #eEe
KAPR, | LH \ LS — %ﬁ @

APMX LF

apmx TS cicT DC DCONMS LF  LH LS KAPR WT(kg) Airhole  Insert

EXNO2R037U0037-01 0.020 0.375 1 0.212 0.375 3.000 0.750 2.250 17° 0.090 With LNMUO2...
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 LNMUO02...
EXNO2R050U0050-02L 0.020 0.500 2 0.335 0.500 4.250 2.000 2.250 17° 0.200 With LNMUO2...
EXNO2R062U0062-03L 0.020 0.625 3 0.460 0.625 4.500 2.000 2.500 17° 0.330 With LNMUO2...
EXNO2R062U0062-04 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 LNMUO2...
EXNO2R100U0100-06L 0.020 1.000 6 0.835 1.000 7.000 4.000 3.000 17° 1.280 With LNMUO2...
EXNO2R100U0100-07 0.020 1.000 7 0.835 1.000 5.500 2.500 3.000 17° 1.040 With LNMUO2...

TUNGFLEX

HXNO2
High feed endmill, modular type (TungFlex)

GAMP = +6° GAMF = +5° ~ +11°

O ks k-

LF '
A A==
- ; 172) }
x =
o 1 28@
2 oI o 2 8O
v : o
KAPR LR A-A cross section
apmx [I0/5% cicT DC DCSFMS OAL LF  H KAPR CRKS WT(kg) Airhole Insert
HXNO02R008MMO06-01 0.5 8 1 3.95 9.5 33.5 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...
HXNO2R012MMO06-02 0.5 12 2 7.8 10 31.5 17 7 17° M6 0.01 With LNMUO2...
HXNO2R016MMO08-04 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...

Please refer to the Tungaloy eCatalog for spare parts.
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Il INSERT

LNMUO2-MM (for general purpose)

ACCELERATED MILLING

* |
M Stainless ¥* | Yy
- Cast iron ¥ [ %
- Non-ferrous
- Superalloy * * Y : First choice
H Hard materials bidb ¢ Y% : Second choice
Coated
. . 0 10
Designation RE APMX| @ & S LE (W1 | S
- M ©
IZL I I
e .
LNMUO0202ZER-MM 0.035/0020 ® ® @ 0.070|0.157|0.122
@ : New
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AODIFEED

Il STANDARD CUTTING CONDITIONS

ISO

Workpiece materials

Carbon steels
1045, 1055, etc.

Alloy steels
4140, etc.

Prehardened steels
NAKS80, PX5, etc.

Stainless steels
3048SS, etc.

Gray cast irons
class?25, etc.

Ductile cast irons
80-50-06, etc.

Titanium alloy
Ti-BAl-4V, etc.

Heat resistant alloy

Inconel, Hastelloy, etc.

H13, etc.

Hardened steel

I APPLICATION RANGE

Shoulder
milling

D2, etc.

Slotting Ramping

Hardness

- 300HB

- 300HB

- 300HB

- 300HB
30 - 40HRC
30 - 40HRC

- 200HB

150 - 250HB
150 - 250HB
150 - 250HB
150 - 250HB

- 40HRC

- 40HRC

- 40HRC

- 40HRC
40 - 50HRC
40 - 50HRC

50~60HRC

Small depth
plunging

EXNO2R037U...
EXNO2R050U...
EXNO2R062U...
EXNO2R075U...
EXNO2R100U...

HXNO2RO008...
HXNO2RO010...
HXNO2R012...
HXNO2RO016...
HXNO02R020...
HXN02M025...

Max. depth of

cut
APMX
0.375 0.020
0.500 0.020
0.625 0.020
0.750 0.020
1.000 0.020
Max. depth of
cut
APMX
8 0.5
10 0.5
12 0.5
16 0.5
20 0.5
25 0.5
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Max.
ramping
angle

RMPX
3.100
1.780
1.230
0.950
0.640

Ma).(.
ramping
angle
RMPX
1.07
2.8
1.9
1.2
0.88
0.66

- Cutting speed Feed per tooth
Priority Grades Ve (sfm) 2 (ipt)
First choice AH3225 330 - 980 0.008 - 0.047
For wear resistance AH8015 330 - 980 0.008 - 0.047
First choice AH3225 330 - 980 0.008 - 0.047
For wear resistance AH8015 330 - 980 0.008 - 0.047
First choice AH8015 330 - 660 0.008 - 0.031
For impact resistance AH3225 330 - 660 0.008 - 0.031
First choice AH130 330 - 490 0.008 - 0.031
First choice AH8015 330 - 980 0.008 - 0.047
For impact resistance AH3225 330 - 980 0.008 - 0.047
First choice AH8015 260 - 660 0.008 - 0.047
For impact resistance AH3225 260 - 660 0.008 - 0.047
First choice AH130 100 - 200 0.008 - 0.028
For wear resistance AH8015 100 - 200 0.008 - 0.028
First choice AH8015 70-160 0.004 - 0.012
For impact resistance AH3225 70 - 160 0.004 - 0.012
First choice AH8015 260 - 490 0.004 - 0.020
For impact resistance AH3225 260 - 490 0.004 - 0.020
First choice AH8015 160 - 230 0.004 - 0.012
Plunging Drilling
(Helical feed) Enlarged hole
—
—T> — >
I
'R
I
— . ae
- <2D1, 8D2
Max. Max. cutting . Max. cutting
plunging width mazllr:inr;in Ma.x.. width in
depth in plunging 9 machining enlarged hole
A w oD oD2 ae
0.006 0.079 0.509 0.635 0.289
0.006 0.079 0.760 0.886 0.413
0.006 0.079 1.011 1137 0.539
0.006 0.079 1.262 1.388 0.664
0.006 0.079 1.756 1.882 0.913
Max. Max. cutting . Max. cutting
plunging width magnr:?r;in Ma.x.. width in
depth in plunging 9 machining enlarged hole
A w oD1 oD2 ae
0.15 2 10 13.2 5.87
0.15 2 13.8 17 7.82
0.15 2 17.8 21 9.81
0.15 2 25.8 29 13.8
0.15 2 33.8 37 17.8
0.15 2 43.8 47 22.8



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
Vc = 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
g 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
1020 0.020 0.035 0.079 0.050 0.008 0.001
RPG Corner R when
programming 0.020 0.035 0.079 0.075 0.001 0.010
*Recommended
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| DOFEED

[ High-feed milling }

VERSATILE HIGH-FEED MILLING CUTTER
SERIES NOW OFFERS SIZE-03 UER INSERTS
FOR LOWER APPROACH ANGLE

ADD low approach angles for longer tool life in difficult-to-cut
materials
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- Two insert styles: UER and ZER are

interchangeable on the same cutter body.

- Thanks to small approach angle, UER
inserts generate thin chips, reducing
cutting load on the edge for prolonged
tool life.

Lineup

Inserts
- LNMUO303UER-MJ / ML
APMX = 0.035"

Chipbreakers

- MJ type: Versatile geometry for good chip
evacuation

- ML type: 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

Cutter bodies

Shank type:

- EXNO3...

(Short type, with center through coolant hole)
DCX = 20.625" - 21.250"

- EXNO3**-L

(Long type, with center through coolant hole)
DCX = 20.625" - 1.250"

ACCELERATED MILLING

- Economical double-sided insert with four
total cutting edges.

- UER inserts provide stability in long
overhang milling.

- A wide range of insert and cutter body
lineup for extensive application ranges.

- EXNO3**-C

(Short type, with coolant directly to the tool tips)
DCX = 20.750" - 1.250" (216 - 40 mm)

- EXNO3**-L-C

(Long type, with coolant directly to the tool tips)
DCX = @16 - @40 mm

- EXNO3**-N

(Short type, without coolant hole)

DCX = 916 - 32 mm

Bore type:

- TXNOS...

DCX = 21.500" - 22.000"

Modular type:

- HXNOS... (with center through coolant hole)
DCX = 916 - 232 mm

- HXNO3**-C (with coolant directly to the tool tips)
DCX = 216 - @40 mm

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

B CUTTER

TXNO3
High feed mill, for 4-corner double sided inserts

GAMP = +6°,GAMF = +12° ~ 13°

with DCSFMS, Aam % g
LNMUO303ZER " UER o ER
. with LNMU0303 with LNGU0303 /= % —f%—

APMX2
APMX3
\.

DC2 DC3

APMX APMX2 APMXSMCICT DC DC2 DC3 DCSFMS DCONMS CBDP LF b KWW KAPR KAPR2* KAPR3* WT(lb) Airhole Insert
TXNO3R150U0050A05 0.039 0.035 0.039 1.500 5 1.323 1.291 1.327 1.460 0.500 0.750 1.575 0.160 0.252 17° 12° 17° 0530 With LN*UO3...
TXNO3R150U0050A06 0.039 0.035 0.039 1,500 6 1.323 1291 1.327 1.380 0.500 0.600 1.575 0.160 0.252 17°  12° 17° 0,510 With  LN*UGS...
TXNO3R200U0075A05 0.039 0.035 0.039 2.000 5 1.717 1.685 1.720 1.693 0.750 0.750 1.969 0.197 0.315 17° 12° 17° 1100 With LN*UCS..
TXNO3R200U0075A08 0.039 0.035 0.039 2.000 8 1.717 1.685 1.720 1.693 0.750 0.750 1.969 0.197 0.315 17° 12° 17° 1100 With  LN*UOS...
TXNO3R200U0075A10 0.039 0.035 0.039 2.000 10 1.717 1.685 1.720 1.693 0.750 0.750 1.969 0.197 0.315 17° 12° 17° 1100 With LN*UO3..

*KAPR2 : with LNMUO303UER
*KAPR3 : with LNGUO303ZER

EXNO3

High feed endmill, shank type, with center through coolant hole, for 4-corner double sided inserts
GAMP = +6°, GAMF = +5° ~ +11°

with LNMUO303UER
with LNMUO303ZER 8 l...‘“', L% ,£
X0 ~
gioyavg —————————————————————————————— ]
KAPR i,X: LH D LS N
APMX T LF o

APMX APMX2 APMX3 m CICT DC DC2 DC3 DCONMS LF LH LS KAPR KAPR2* KAPRS* WT(Ib) Airhole Insert
EXNO3R062U0062-02 0.039 0.035 0.039 0.625 2 0.373 0.342 0.381 0.625 4.000 1.250 2.750 15° 10° 15° 0.310 With LN*U0S...
EXNO3R062U0062-02L 0.039 0.035 0.039 0.625 0.373 0.342 0.381 0.625 6.000 2.000 4.000 15° 10° 156°  0.460 With LN*UOS...
EXNO3R068U0062-02  0.039 0.035 0.039 0.688 0.432 0.401 0.436 0.625 4.000 1.250 2.750 17° 12° 17° 0310 With LN*U0S...
EXNO3R068U0062-02L 0.039 0.035 0.039 0.688 0.432 0.401 0.436 0.625 6.000 1.000 5.000 17° 12° 17° 0.490 With LN*UOS...
EXNO3R075U0075-02  0.039 0.035 0.039 0.750 0.494 0.463 0.498 0.750 5.000 2.000 3.000 17° 12° 17° 0.550 With LN*UOS...
EXNO3R075U0075-03  0.039 0.035 0.039 0.750 0.494 0.463 0.498 0.750 5.000 2.000 3.000 17° 12° 17° 0.550 With LN*UOS...
EXNO3R075U0075-03L 0.039 0.035 0.039 0.750 0.494 0.463 0.498 0.750 6.500 3.500 3.000 17° 12° 17° 0.710 With LN*UOS...
EXNO3R087U0075-02  0.039 0.035 0.039 0.875 0.619 0.588 0.623 0.750 5.000 2.000 3.000 17°  12° 17° 0.570 With LN*UOQS...
EXNO3R087U0075-03  0.039 0.035 0.039 0.875 0.619 0.588 0.623 0.750 5.000 2.000 3.000 17° 12° 17° 0.570 With LN*UOS...
EXNO3R087U0075-03L 0.039 0.035 0.039 0.875 0.619 0.588 0.623 0.750 6.500 1.250 5.250 17° 12° 17° 0.750 With LN*UOS...
EXNO3R100U0100-04 0.039 0.035 0.039 1.000 0.744 0.713 0.748 1.000 5.500 2.500 3.000 17° 12° 17° 1,080 With LN*UOS..
EXNO3R100U0100-04L 0.039 0.035 0.039 1.000 0.744 0.713 0.748 1.000 7.000 4.000 3.000 17°  12° 17° 1.340 With LN*UOS...
EXNO3R100U0100-05 0.039 0.035 0.039 1.000 0.744 0.713 0.748 1.000 5.500 2.500 3.000 17° 12° 17° 1.080 With LN*UO3...
EXNO3R112U0100-04 0.039 0.035 0.039 1.125 0.869 0.838 0.873 1.000 5.500 2.500 3.000 17°  12° 17° 1.120 With LN*UOS...
EXNO3R112U0100-04L 0.039 0.035 0.039 1.125 0.869 0.838 0.873 1.000 7.000 1.500 5.500 17° 12° 17° 1.460 With LN*UOS...
EXNO3R112U0100-05 0.039 0.035 0.039 1.125 0.869 0.838 0.873 1.000 5.500 2.500 3.000 17°  12° 17° 1.120 With LN*UOS...
EXNO3R125U0125-05 0.039 0.035 0.039 1.250 0.994 0.963 0.998 1.250 6.000 3.000 3.000 17° 12° 17° 1.870 With LN*UOS...
EXNO3R125U0125-05L 0.039 0.035 0.039 1.250 0.994 0963 0.998 1.250 8.000 5.000 3.000 17°  12° 17°  2.430 With LN*UOS...
EXNO3R125U0125-06  0.039 0.035 0.039 1.250 0.994 0.963 0.998 1.250 6.000 3.000 3.000 17° 12° 17° 1.850 With LN*UOS...

o O o0 o0 B A OB B W WN WD DNDDNDDND

Please refer to the Tungaloy eCatalog for spare parts.

*KAPR2 : with LNMUO303UER
*KAPR3 : with LNGUO303ZER
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EXNO3-C

ACCELERATED MILLING

High feed endmill, shank type, with coolant directly to the tool tips, for 4-corner double sided inserts

GAMP = +6°,GAMF = +5° ~ +11°

with LNMUO303UER
(o)

EXNO3R075U0075-03-C
EXNO3R087U0075-03-C
EXNO3R100U0100-05-C
EXNO3R125U0125-06-C

EXNO3R016M16.0-02-C
EXNO3R016M16.0-02L-C
EXNO3R020M20.0-03-C
EXNO3R020M20.0-03L-C
EXNO3R020M20.0-04-C
EXNO3R025M25.0-04-C
EXNO3R025M25.0-04L-C
EXNO3R025M25.0-05-C
EXN0O3R032M32.0-05-C
EXNO3R032M32.0-05L-C
EXNO3R032M32.0-06-C
EXNO3R040M32.0-06-C
EXNO3R040M32.0-06L-C

*KAPR2 : with LNMUO303UER
*KAPR3 : with LNGUO303ZER

EXNO3-N

APMX
0.039
0.039
0.039
0.039

APMX

- 4 a4 4 4 a4 a4 4 4 A A

with LNMUO303ZER

x =
o)
%DL <

KAPR a /)

APMX

ApMx2 APMX3[3J5@ CICT DC  DC2 DC3 DCONMS LF

0.035 0.039 0.750 3
0.035 0.039 0.875 3
0.035 0.039 1.000 5
0.035 0.039 1250 6

apmx2 APMx3 3154 cicT
0.9 1 16 2
0.9 1 16 2
0.9 1 20 3
0.9 1 20 3
0.9 1 20 4
0.9 1 25 4
0.9 1 25 4
0.9 1 25 5
0.9 1 32 5
0.9 1 32 5
0.9 1 32 6
0.9 1 40 6
0.9 1 40 6

0.494
0.619
0.744
0.994

DC

9.6

9.6
13.5
13.5
13.5
18.5
18.5
18.5
25.5
25.5
25.5
33.6
33.6

0.463 0.498 0.750

0.588 0.623 0.750

0.713 0.748 1.000

0.963 0.998 1.250

DC2 DC3 DCONMS LF
88 98 16 100
88 98 16 150
127 136 20 130
127 136 20 160
127 136 20 130
17.7 186 25 140
17.7 186 25 180
177 186 25 140
247 256 32 150
247 256 32 200
247 256 32 150
328 337 32 150
328 337 32 220

LH

LH
30
50
50
80
50
60
100
60
70
120
70
45
45

LS KAPR KAPR2* KAPR3* WT(Ib) Airhole Insert

5.000 2.000 3.000
5.000 2.000 3.000
5.500 2.500 3.000
6.000 3.000 3.000

LS
70
100
80
80
80
80
80
80
80
80
80
105
175

17°
17°
17°
17°

12°
12°
12°
12°

17°
17°
17°
17°

0.660
0.660
1.100
1.760

With LN*U08...
With LN*U0S...
With LN*U0S...
With LN*UOS...

KAPR KAPR2* KAPR3* WT(kg) Air hole Insert

15°
156°
17°
17°
17°
17°
17°
17°
17°
17°
17°
17°
17°

10°
10°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

15°
156°
17°
17°
17°
17°
17°
17°
17°
17°
17°
17°
17°

0.2
0.2
0.3
0.3
0.3
0.5
0.6
0.5
0.8

With
With
With
With
With
With
With
With
With
1.1 With
0.8 With
1 With
1.4 With

LN*UO03...
LN*UO03...
LN*UO08...
LN*UO08...
LN*UO08...
LN*U03...
LN*UO03...
LN*UO03...
LN*UO03...
LN*UO03...
LN*UO08...
LN*UO08...
LN*UO08...

High feed endmill, shank type, without coolant hole, for 4-corner double sided inserts

EXNO3R016M16.0-02N
EXNO3R020M20.0-03N
EXNO3R025M25.0-04N
EXNO3R032M32.0-05N

*KAPR2 : with LNMUO303UER
*KAPR3 : with LNGUO303ZER

with LNMUO303ZER

—

with LNMUO303UER

x

Rl
KAPRmI4  IH |, LS 1
APMX = LF -
ApMx Apmx2 APMX3[3J5d CICT DC  DC2 DC3 DCONMS LF  LH
09 1 16 2 96 88 98 16 100 30
0.9 1 20 3 13.5 12.7 13.6 20 130 50
0.9 1 25 4 18.5 17.7 18.6 25 140 60
0.9 1 32 5 25,5 247 256 32 150 70

ey gy

Please refer to the Tungaloy eCatalog for spare parts.

CONMS)

o
©]

APMX2

©F with LNGUO303ZER

LS
70
80
80
80

(2]
O

APMX3

GAMP = +6°, GAMF = +5° ~ +11°

KAPR KAPR2* KAPR3* WT(kg) Air hole Insert

15°
17°
17°
17°

10°
12°
12°
12°

15°
17°
17°
17°

0.2
0.3
0.5
0.8

Without LN*UOS...
Without LN*UOS...
Without LN*UOS...
Without LN*UOS...
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DOFEED

HXNO3
High feed endmill, modular type, with center through coolant hole (TungFlex)

GAMP= +6°,GAMF= +5° ~ +11°
with LNMUO303UER

with
LNMUO303ZER LFOAL

I APMX2
with LNGUO303ZER

WA
=
D%

A-A cross section

APMX APMX2 APMX3[3J54 CICT DC DC2 DC3 OAL LF  H DCSFMS KAPR KAPR2*KAPR3* CRKS WT(kg)Airhole Insert

HXNO3R016MMO08-02 1 0.9 1 16 2 96 88 98 42 25 10 12.8 15° 10° 15° M8 0.03 With LN*UO0S...
HXNO3R018MMO08-02 1 0.9 1 18 2 115 107 11.7 42 25 10 145 17°  12° 17° M8 0.04 With LN*UOS...
HXNO3R020MM10-03 1 0.9 1 20 3 135 127 13.6 49 30 15 178 17° 12° 17° M10 0.06 With LN*UOS...
HXNO3R020MM10-04 1 0.9 1 20 4 13,5 127 13.6 49 30 15 17.8 17°  12° 17° M10 0.06 With LN*UOS...
HXNO3R022MM10-03 1 0.9 1 22 3 155 147 156 49 30 15 17.8 17° 12° 17° M10 0.06 With LN*UOS...
HXNO3R022MM10-04 1 0.9 1 22 4 155 147 156 49 30 15 178 17° 12° 17° M10 0.07 With LN*UOS...
HXNO3R025MM12-04 1 0.9 1 25 4 185 17.7 18.6 57 35 17 208 17°  12° 17° M12 0.1 With LN*UOS...
HXNO3R025MM12-05 1 0.9 1 25 5 185 17.7 186 57 35 17 208 17°  12°  17° M12 0.11  With LN*UOS...
HXNO3R028MM12-04 1 0.9 1 28 4 215 207 21.6 57 35 17 23 17°12°  17° M12 0.12 With LN*UOQS...
HXNO3R028MM12-05 1 0.9 1 28 5 215 207 216 &7 35 17 23 17° 12°  17° M12 0.2 With LN*UOS...
HXNO3R030MM16-04 1 0.9 1 30 4 235 227 236 63 40 22 288 17° 12° 17° M16 0.19 With LN*UOS...
HXNO3R030MM16-05 1 0.9 1 30 5 235 227 236 63 40 22 288 17° 12° 17° M16 0.2 With LN*UOS...
HXNO3R032MM16-05 1 0.9 1 32 5 255 247 256 63 40 22 288 17° 12° 17° M16 0.2 With LN*UOS...
HXNO3R032MM16-06 1 0.9 1 32 6 255 247 256 63 40 22 28.8 17°  12° 17° M16 0.21 With LN*UOS...

*KAPR2 : with LNMUO303UER
*KAPRS : with LNGUO303ZER

HXNO03-C
High feed endmill, modular type, with coolant directly to the tool tips (TungFlex)

GAMP= +6°,GAMF= +5° ~ +11°

with LNMUO303UER

with
LNMUO303ZER

>< — Y
OQT =»
DDTL

>
KAPR »!

A-A cross section

APMX APMX2 APMX3[3J54 CICT DC DC2 DC3 OAL LF H DCSFMS KAPR KAPR2*KAPR3* CRKS WT(kg)Airhole Insert

HXNO3R0O16MM08-02-C 1 0.9 1 16 2 96 88 98 42 25 10 128 15° 10° 15° M8 0.03 With LN*UOS...
HXNO3R020MM10-03-C 1 0.9 1 20 3 135 127 136 49 30 15 178 17° 12° 17° M10 0.06 With LN*U0S...
HXNO3R020MM10-04-C 1 0.9 1 20 4 135 127 136 49 30 15 178 17° 12° 17° M10 0.06 With LN*UOS...
HXNO3R025MM12-04-C 1 0.9 1 25 4 185 177 186 57 35 17 208 17° 12° 17° M12 0.1 With LN*UQS...
HXNO3R025MM12-05-C 1 0.9 1 25 5 185 177 186 57 3 17 208 17° 12° 17° M12 0.1 With LN*UOS...
HXNO3R032MM16-05-C 1 0.9 1 32 5 255 247 256 63 40 22 288 17° 12° 17° M16 0.2 With LN*UOS...
HXNO3R032MM16-06-C 1 0.9 1 32 6 255 247 256 63 40 22 288 17° 12° 17° M16 0.2 With LN*UOS...
HXNO3R040MM16-06-C 1 0.9 1 40 6 336 328 337 63 40 22 288 17° 12° 17° M16 0.27 With LN*UOS...

*KAPR2 : with LNMUO303UER
*KAPR3 : with LNGUO303ZER
Please refer to the Tungaloy eCatalog for spare parts.
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I INSERT

LNMUO3ZER-MJ (for general purpose) LNMUO3ZER-ML (for low cutting force)

(7 W1 S
RE \E

LNGUO3ZER-MH (Robust cutting edges)

Wi1 S

D =&

LNMUO3ZER-MS (for stainless steel)

Wi1 S
RE \g

LNMUO3UER-MJ (for general purpose, low approach angle)

ACCELERATED MILLING

LNMUO3UER-ML (for low cutting force, low approach angle)

*
M Stainless b dhAd b
-Cast iron * *
- Non-ferrous
-Titanium % |
- Inconel | K Y : First choice
! Hard materials o | % | < : Second choice
Coated
0 v n
Designation RE APMX|S N & & 5 S LE (W1 | S
- M M N 0 ©
LI T I I ITXI
e T - - O
LNMUO303ZER-MJ 0.047(0.039|® ® ® ® @ 0.126 | 0.236 | 0.169
LNMUO303ZER-ML 0.047(0.039|® ® ® ® @ 0.126 | 0.236 | 0.169
LNMUO303ZER-MS 0.047(0.039| ® @ 0.126 | 0.236 | 0.169
LNGUO0303ZER-MH 0.047 | 0.039 ( BN ] 0.126 | 0.236 | 0.169
LNMUO303UER-MJ 0.039/0.035|® @ [ J 0.12210.236 | 0.161
LNMUO303UER-ML 0.039(0.035|® @ o 0.1220.236 | 0.161
@ : New
@ : Line-up
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DOFEED

I STANDARD CUTTING CONDITIONS UER TYPE

Cutting _ Feed per tooth: fz (ipt)
. . s chip- speed Tool dia.: DCX (in) 00.625", CICT=2 _00.709", CICT = 2 00.787"
ISO Workpiece material Hardness Priority Grade breaker Ve 00830 91,000 Plunging . 2 > . ) > - Vi
(sfm) ~00.875 ~ 02.000 CICT=3 CICT=4
Carbon steels First choice MJ 0.020 0.020 4030 330 3670 300 3360 270 410
- HB AH322 - .004
1045, 1055, etc. 800 Lowresistance o220 L 3307980 o046 -—00e0 OO0 Ve = 660 sfm, 7z = 0.040 ipt
Alloy steels First choice MJ 0.020 0.020 4030 330 3670 300 3360 270 410
- 300HB AH3225 330 - 980 0.004
. 4140, etc. Low resistance ML -0.046 -0.060 Ve = 660 sfm, fz = 0.040 ipt
Prehardened steels First choice AH8015 MJ 0.020 0.020 3060 190 2780 170 2550 160 230
- 40HR - .004
NAK80, PX5, etc. 30 - 40HRC forimpact resistance AH3225 ~ MJ 330-660 _go40 -0.040 OO0 Ve = 500 sfm, fz = 0.030 ipt
iti i First choi ML 2320 130 2110 110 1940 110 160
Austenitic stainless steels _,,1p "fS ¢ ?'Ce AH130 260 -490 0012 0012 ., .
30488, etc. forimpact resistance MJ -0.040 -0.040 Ve = 380 sfm, fz = 0.026 ipt
First choice ML 0.012 0.012 2320 100 2110 90 1940 80 120
initati ; 28HRC - AH130 260 - 490 0.004
Pre‘zfﬁ'}s}g‘;’; Zféglinlng c forimpact resistance MJ -0.030 -0.030 Ve = 380 sfm, fz = 0.020 ipt
First choi ML 2020 70 1830 60 1680 60 90
17-4 PH, etc. 4OHRC - SOOI apqag 260-390 0012 0012444, _
forimpact resistance MJ -0.020 -0.020 Ve = 330 sfm, fz = .0016 ipt
Gray cast irons ) First choice AH8015 MJ _ 0.012 0.020 4030 330 3670 300 3360 270 410
. Class 25, etc. (0 =2 forimpact resistance AH3225 ~ MJ 330-980 _g046 -0.060 0004 Ve = 660 sfm, fz = 0.040 ipt
Ductile cast irons First choice AH8015 MJ 0.012 0.020 4030 330 3670 300 3360 190 290
60-40-18, etc. R forimpact resistance. AH3225 ~ MJ 260-660 0046 -0060 000 Ve = 460 sfm, fz = 0.040 ipt
Titanium alloy First choice AH130 MJ 0.012 0.012 920 40 830 40 760 40 50
X - 40HRC 100 - 200 0.003
S Ti-6AI-4V, etc. for wear resistance AH8015 ~ MJ -0.030 -0.030 Ve = 150 sfm, fz = 0.020 ipt
Heat-resistant alloy First choice ML 0.012 0.012 730 30 670 30 610 20 30
- 40HRC H8015 70 - 160 0.002
Inconel, Hasteroy, etc. forimpact resistance MJ -0.020 -0.020 Vc = 120 sfm, fz = 0.016 ipt
Hot mold steel First choice AH8015 MJ 0.004 0.004 2320 60 2110 60 1940 50 70
40~50HRC 260 - 490 0.002
H-13, etc. forimpact resistance AH3225 ~ MJ -0.020 -0.020 Vc = 380 sfm, fz = 0.012 ipt
Hot mold steel of D.T.C materials First choice AH8015 MJ 0.004 0.004 1530 40 1390 40 1270 40 50
o onn 40~50HRC ) 160 - 330 0.002 )
DAC**, DH**, DIEVER, etc. forimpact resistance AH3225 ~ MJ -0.020 -0.020 Vc = 250 sfm, fz = 0.012 ipt
Cold mold steels ) : 0.004  0.004 1220 20 1110 20 1020 20 30
D2, etc, 50~60HRC First choice AH8005 MJ 160-230 _ 0012 -0012 0.001 Ve = 200 sfm, fz = 0,008 ipt

- Tool overhang length must be as short as possible to avoid chatter. When the tool
overhang length is long, decrease the number of revolutions and feed

- When chips stay in the cutting zone during slotting or pocketing, use air blast to
remove chips from the work area

Il 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 = 0.059". If a larger radius is used,
overcutting will occur. The following table shows the amount left uncut (t1) and
overcut (t2).

-
% Amount left
x| 0w Amount left 2 Gvercut
z|33
<|=%
. RPG Corner R when
programming
LNMUO303UER...
Max. depth : Corner R when| Amount left Amount left
of cut Souacivs LE (in) programming uncut overcut
APMX (in) RE (in) RPG t1 (in) t2 (in)
0.035 0.039 0.138 0.039 0.019 -
0.035 0.039 0.138 0.(&) 0.015 -
0.035 0.039 0.138 0.079 0.012 0.005
0.035 0.039 0.138 0.098 0.008 0.012
Each value in table is calculated theoretically at the maximum condition.
*Recommended
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Tool dia.: DCX (in), Number of revolutions: n (rpm), Feed speed: Vf (ipm), Max. depth of cut: ap = 0.020"

ACCELERATED MILLING

00.875" #1.000" 01.125" 01.250" 01.500" 92.000"
n vt n vt n vt n vt n i n vi
CICT=2 CICT=3 CICT=4 CICT=5 CICT=4 CICT=5 CICT=5 CICT=6 CICT=5 CICT=6 CICT=5 CICT=8 CICT=10

2880 240 350 2520 410 510 2240 360 450 2020 410 490 1680 340 410 1260 260 410 510
Ve = 660 sfm, fz = 0.040 ipt

2880 240 350 2520 410 510 2240 360 450 2020 410 490 1680 340 410 1260 260 410 510
Ve = 660 sfm, fz = 0.040 ipt

2180 140 200 1910 230 290 1700 210 260 1530 230 280 1270 200 230 960 150 240 290
Ve = 500 sfm, fz = 0.030 ipt

1660 90 130 1450 160 190 1290 140 170 1160 160 190 970 130 160 730 100 160 190
Ve = 380 sfm, fz = 0.026 ipt

1660 70 100 1450 120 150 1290 110 130 1160 120 140 970 100 120 730 80 120 150
Ve = 380 sfm, fz = 0.020 ipt

1440 50 70 1260 90 110 1120 80 90 1010 90 100 840 70 90 630 60 90 110
Ve = 330 sfm, fz = .0016 ipt

2880 240 350 2520 410 510 2240 360 450 2020 410 490 1680 340 410 1260 260 410 510
Ve = 660 sfm, fz = 0.040 ipt

2010 170 250 1760 290 360 1560 250 320 1410 290 340 1170 240 290 880 180 290 360
Ve = 460 sfm, fz = 0.040 ipt

650 30 40 570 50 60 510 50 60 460 50 60 380 40 50 290 30 50 60
Ve = 150 sfm, fz = 0.020 ipt

520 20 30 460 30 40 410 30 40 370 30 40 310 30 30 230 20 30 40
Ve =120 sfm, fz = 0.016 ipt

1660 40 60 1450 70 90 1290 70 80 1160 70 90 970 60 70 730 50 80 90
Ve = 380 sfm, fz = 0.012 ipt

1090 30 40 960 50 60 850 50 60 760 50 60 640 40 50 480 30 50 60
Ve = 250 sfm, fz = 0.012 ipt

870 20 30 760 30 40 680 30 30 610 30 30 510 30 30 380 20 30 40

- The above table shows the conditions for standard shank type cutters. When using
long shank type cutters, the number of teeth may be different. In this case, the cutting
conditions should be changed by referring to: “The usage of standard and long shanks”

shown in previous page

I APPLICATION RANGE

Ve = 200 sfm, fz = 0.008 ipt

machine is running normally

Drillin

- Cutting conditions are generally limited by the rigidity and power of the machine and the
rigidity of the workpiece. When setting the conditions, start from half of the values of the
standard cutting conditions and then increase the value gradually while making sure the

Sholioe" Siotting  Ramping SHinging | Funame (Hefical feed) Enlarged hole
- =
|
‘ 'R
3 o
] ae
. 2D1, aD2
Max. depth Max. ramping Max. plunging Max. cutting width Min.machinable ~Max.machinable Max. cutting width
of cut angle depth in plunging hole dia. hole dia. in enlarged hole
APMX RMPX A w oD1 oD2 ae
EXNO3R062U0062... 0.625 0.035 Not possible  Not possible 0.15 Not possible  Not possible 0.480
EXNO3R068U0062... 0.688 0.035 1.7° 0.011 0.15 0.991 1.339 0.560
EXNO3R075U0075... 0.750 0.035 1.4° 0.011 0.15 1.132 1.496 0.638
EXNO3R087U0075... 0.875 0.035 1.2° 0.011 0.15 1.371 1.654 0.716
EXNO3R100U0100... 1.000 0.035 1° 0.011 0.15 1.610 1.890 0.835
EXNO3R112U0100... 1.125 0.035 0.7° 0.011 0.15 1.857 2.126 0.953
EXNO3R125U0125... 1.250 0.035 0.7° 0.011 0.15 2.104 2.441 1.110
TXNO3R150U0075... 1.500 0.035 0.5° 0.011 0.15 2.750 3.070 1.425
TXNO3R200U0075... 2.000 0.035 0.4° 0.011 0.15 3.540 3.858 1.819

- For DCX above 21.300", slot milling, ramping or contouring is not recommended as chips may be re-cut.
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[ High-feed milling }

HIGH PERFORMANCE AND PROFITABILITY
IN HIGH-FEED MILLING OPERATIONS

ADD more cutting edges per insert to your
machining operations
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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, cast iron and super alloy

ACCELERATED MILLING

- Large effective cutter diameter leaves
less uncut material.

Cutter bodies

Bore type:

- TXWXO03...

DCX = 1.500" - 22.000"

Shank type:

- EXWXO083... (Short type)
DCX = 20.625" - 21.250"
- EXWX03**L (Long type)
DCX = 00.625" - 91.250"

Modular type:
- HXWXO03...
DCX = 916 - 232 mm

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

High feed endmill, shank type, with screw clamp system, for 6-corner double sided inserts

GAMP = +23°, GAMF = -7.9° ~ -6.2°

- LF . P @ @
LH . LS
* %8
N
x T
38, = =
: o @
(&) /
(=]
—ILAPMX
KAPR -~
apmx I8 cicT DC DCONMS LS LH LF KAPR WT(lb) Airhole Insert
EXWX03U0.62G0.62R02 0039 0625 2 03448 0625 2750 1250 4000 120  0.31 With  WXMUO3...
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 WXMUOQ3...
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 0039 1000 4 07125 1000 3000 2500 5500 12° 105 With  WXMUO3..
EXWX03U1.00C1.00R04L 0.039 1.000 4 0.7125 1.000 3.000 4.000 7.000 12° 1.31 With WXMUOS3...
EXWX03U1.25C1.25R05 0.039 1.250 5 0.9606 1.250 3.000 3.000 6.000 12° 1.85 With WXMUOQS3...
EXWX03U1.25C1.25R05L 0.039 1.250 5 0.9606 1.250 3.000 5.000 8.000 12° 2.44 With WXMUO3...
HXWX03-M
High feed endmill, modular type (TungFlex)
GAMP = +23°, GAMF = -7.9° ~ -6.2°
OAL 4 %
LF CRKS

i

38 B
Q ‘

4 APMX A
KAPR-

A-A cross section

APMX CICT DC OAL LF H DCSFMS KAPR CRKS WT(kg) Air hole Insert
HXWX03M016M08R02 1 16 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 WXMUOS...
HXWX03M025M12R04 1 25 4 17.8 57 35 17 20.8 12° M12 0.1 With WXMUOS...
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

apmx [5S@ cicr

0.039  1.500 6
0.039  2.000 8

TXWX03U1.50B0.50R05
TXWX03U2.00B0.75R08

Please refer to the Tungaloy eCatalog for spare parts.
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GAMP = +23°, GAMF = -6.2° ~ -6.1°

KWW ggg—;iﬂ"ﬁssﬂ; 44@
JB s
= 7/

KAPR

DC DCSFMS DCONMS CBDP LF b KWW KAPR WT(lb) Air hole Insert
1.217  1.457 0.500 0.630 1.575 0.157 0.258 12° 0.53 With  WXMUOS...
1.713  1.693 0.750 0.750 1.969 0.197 0.315 12° 0.96 With  WXMUO0S...



I INSERT

WXMU0303-MM

ACCELERATED MILLING

-Steel * | Yo
M Stainless *
-Cast iron AdE ¢
- Non-ferrous
-Superalloy ¥ | % : First choice
H Hard materials * Y% : Second choice
Coated
i ) v v
Designation RE APMX| & S IC | S
™
I I
< <
WXMUO303ZER-MM 0.047(0.039| ® @ 0.039|0.143
@ : New
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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(°f1‘;b‘:t‘:tee' - 300HB MM 328 - 984 0.020 - 0.059
D . For wear resistance AHB8015
First choice AH3225
. Carbo”%tsegl'e'i‘gw steel - 300HB MM 328 - 820 0.020 - 0.059
’ : For wear resistance AHB8015
First choice AH3225
P,\ji',‘(asrge,ﬂ;g Sgt‘ie' 30 - 40HRC MM 328 - 656 0.020 - 0.047
’ ’ . For wear resistance AHB8015
Austeniio Stainiess steel - 200HB First choice AH3225 MM 262 - 492 0.020 - 0.039
M
Ma"e“?;'gssstagfss steel - 200HB First choice AH3225 MM 164 - 394 0.012 - 0.039
f First choice AHB8015
Clasfggy gf‘:sts"gg otc 150 - 250HB MM 328 - 984 0.020 - 0.059
. ’ P For impact resistance AH3225
; f First choice AH8015
D;g_t":g_ﬁ?te'tf” 150 - 250HB MM 262 - 656 0.020 - 0.059
it For impact resistance AH3225
TTi'_th'l‘fTvag?g' - 40HRC First choice AH3225 MM 98- 197 0.012 - 0.028
Infgﬁ;ﬁ'g’ﬁc - 40HRC First choice AH8015 MM 66 - 164 0.004 - 0.012
First choice AH8015
H-13, etc. 40 - 50HRC MM 262 - 492 0.004 - 0.020
For impact resistance AH3225
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) ¢
- -
1 —> |
I
| EE 1 |
I ‘ H
|
| 1
W |
- B
Fl . ae
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 D Bex N RMPX A w oD1 oD2 ae
EXWX03U0.62C0.62R02 0.625 0.039 3.6 0.012 0.157 0.979 1.176 0.468
EXWX03U0.62C0.62R02L 0.625 0.039 3.6 0.012 0.157 0.979 1.176 0.468
EXWX03U0.75C0.75R03 0.750 0.039 2.3 0.012 0.157 1.196 1.511 0.593
EXWX03U0.75C0.75R03L 0.750 0.039 2.3 0.012 0.157 1.196 1.511 0.593
EXWX03U1.00C1.00R04 1.000 0.039 1.4 0.012 0.157 1.630 1.898 0.843
EXWX03U1.00C1.00R04L 1.000 0.039 1.4 0.012 0.157 1.630 1.898 0.843
EXWX03U1.25C1.25R05 1.250 0.039 1.0 0.012 0.157 2.116 2.392 1.093
EXWX03U1.25C1.25R05L 1.250 0.039 1.0 0.012 0.157 2.116 2.392 1.093
TXWS03U150W0.75R06 1.500 0.039 0.7 0.012 0.157 2.666 2.902 1.343
TXWS03U2.00W0.75R08 2.000 0.039 0.5 0.012 0.157 3.457 3.850 1.843

100 | NEW PRODUCTS



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 % n %] n Vi n vt n %] n %]
4034 315 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
Ve = 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
Vc =131 sfm, fz = 0.016 ipt

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

2384 57 1986 7 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
Vc =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 cormner 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)
! uncut \Y \ 2
g 1 ; 0.039 0.047 0.138 0.039 0.022 -

0.039 0.047 0.138 0.059 0.018 -
t1
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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ACCELERATED MILLING

- Small 90° shoulder milling cutter down to - The thick core cutter diameter provides

@8 mm for maximum performance. increased rigidity.

- 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
- 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°

, tatad
84@\\\;,{: . ,{Gf V@

Y

APMX ol =
it N s - =05
(KAPR) |_ LF 3 @
Apmx [T cict  DCONMS LS LH LF  WT(kg) Airhole Insert

EPA04R008M08.0-01 3.5 8 1 8 48 12 60 0.02 with TOMTO4...
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 TOMTO4...
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 TOMTO4...
EPA04R012M12.0-02L 3.5 12 2 12 85 35 120 0.09 with TOMTO4...
EPAO4R016M16.0-03 85 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 TOMTO4...
EPA04R020M20.0-04L 3.5 20 4 20 165 35 200 0.44 with TOMTO4...
EPA04R025M25.0-05 3.5 25 5 25 80 35 115 0.39 with TOMTO4...
EPA04R025M25.0-06 3.5 25 6 25 80 35 115 0.39 with TOMTO4...
EPA04R025M25.0-04L 815} 25 4 25) 160 40 200 0.7 with TOMTO4...

Please refer to the Tungaloy eCatalog for spare parts.

Il INSERTS

TOMT-MM

BBl steel * | ¥
M Stainless *
- Cast iron *
- Non-ferrous
- Superalloys * * % : First choice
H  Hard materials * 7 : Second choice
Coated
[Te) Te}
Designation RE |APMX § g é LE|IC | S |BS
I I I
<< <
TOMTO040204PXER-MM 0.016(0.138 | ® ® @ 0.142|0.157 | 0.087 | 0.024
TOMTO040208PXER-MM 0.031(0.138| ® ® @ 0.142|0.157 | 0.087 | 0.008

@ : New
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Il 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

AH8015

Cutting speed

Vc (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 Vc 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
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ACCELERATED MILLING

- The use of unique V-bottom shape inserts - Size-04 inserts can be used for minimum
enables the cutter body to have a thicker cutter diameters from 0.236" (6 mm).

core size and insert backing for higher tool
rigidity.

- Close pitch cutter design for high efficiency
milling.

- Large chip pockets for excellent chip
evacuation.

- Size-12 inserts offer a variety of nose
radii ranging from 0.016" (0.4 mm) to

- Light cutting action with high edge-line 0.118" (3 mm) and geometries including
security thanks to large rake angle and AM geometry for aluminum, covering a
strong cutting edge design. broader application range.

Lineup

Inserts Cutter bodies

- AVMT04-MM : APMX = 0.167", RE = 0.016", 0.031"

- AVMT12-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

- T1215: Wear-resistant grade suitable for cast iron

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

- KSO5F: Provides excellent edge-line security and
wear resistance, perfect for non-ferrous applications

Shank type:

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

- EPAV04**L (Long type)
DC =28 - 216 mm

- EPAV12... (Short type)
DC = 00.625" - 1.250"
- EPAV12**L (Long type)
DC = 00.625" - 21.250"
Bore type:

- TPAV12...

DC = 22.000"

Modular type:

- HPAV12...

DC = 216 - 240 mm

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

Tungaloy | 107

Milling I



TUNGFXREC

B CUTTER

EPAV04
High-end square shoulder endmill, with screw clamp system

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

‘htad

(0]
o B 4 Ly =
(@] — e) RYR
90° e 5 é{% @
(KAPR) “I= LH F LS
APMX CICT DCONMS LS LH LF WT(kg) Air hole Insert
EPAV04M006C06.0R01 4 6 1 6 48 12 60 0.01 With AVMTOA4...
EPAV04M008C08.0R02 4 8 2 8 48 12 60 0.02 With AVMTOA4...
EPAV04M008C08.0R02L 4 8 2 8 60 20 80 0.03 With AVMTO4...
EPAV04M010C10.0R02 4 10 2 10 60 20 80 0.04 With AVMTOA4...
EPAV04M010C10.0R03 4 10 3 10 60 20 80 0.04 With AVMTOA4...
EPAV04M010C10.0R02L 4 10 2 10 65 35 100 0.05 With AVMTOA4...
EPAV04M012C12.0R03 4 12 3 12 60 20 80 0.06 With AVMTO4...
EPAV04M012C12.0R04 4 12 4 12 60 20 80 0.06 With AVMTOA4...
EPAV04M012C12.0R03L 4 12 3 12 85 35 120 0.09 With AVMTO4...
EPAV04M016C16.0R04 4 16 4 16 70 20 90 0.12 With AVMTOA4...
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 AVMTOA4...
Please refer to the Tungaloy eCatalog for spare parts.
Il INSERT
AVMTO04-MM
s
‘
@
BS, T XRE
- Steel b ¢
M Stainless *
- Cast iron *
- Non-ferrous
- Superalloys * | % : First choice
H Hard materials | % Y« : Second choice
Coated
Te]
Designation RE |APMX| & N W1 |INSL| S | BS | LE
T I
<<
AVMT040204PPER-MM 0.016/0.157 | ® @ 0.138|0.238|0.083 | 0.039 | 0.173
AVMT040208PPER-MM 0.031/0.157 | ® @® 0.138|0.238|0.083 | 0.024 | 0.173

® : New
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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-6Al-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

Ve (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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TUNG

FRE

Il MACHINING APPLICATIONS

Shoulder
milling

Slotting

APMX

Helical
interpolation

) Plunging and
Ramping traversing ¢ G:

d Feed

Hole enlarging

s

ST
i

EPAV04M006C06.0R01
EPAV04M008C08.0R02
EPAV04M008C08.0R02L
EPAV04M010C10.0R02
EPAV04M010C10.0R03
EPAV04M010C10.0R02L
EPAV04M012C12.0R03
EPAV04M012C12.0R04
EPAV04M012C12.0R03L
EPAV04M016C16.0R04
EPAV04M016C16.0R05
EPAV04M016C16.0R04L

*Flat bottom hole

Max. depth of rahr'/r|1?))i(r.lg Max. Min.
cut angle plunging machining
P apmx RMPX A oD1
6 4 0.4 0.03 9.3
8 4 0.5 0.04 12.7
8 4 0.5 0.04 12.7
10 4 4.1 0.4 15.3
10 4 1.7 0.2 16.1
10 4 4.1 0.4 16.1
12 4 2.7 0.4 19.3
12 4 1.3 0.2 20.1
12 4 2.7 0.4 19.3
16 4 2 0.4 27.2
16 4 0.4 27.2
16 4 2 0.4 272

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

v

Gap

~
X

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

Max. machining

oD2
11.6
15.6
15.6
19.6
19.6
19.6
23.6
23.6
23.6
31.6
31.6
31.6

oD3*
9.9
13.6
13.6
17.5
17.5
17.5
21.5
215
21.5
29.5
29.5
29.5

Max. cutting
width in
enlarging
ae
5.5
7.5
7.5
9.5
915
9.5
11.5
11.5
11.5
15.5
1585
15.5

- Recommended chip thickness

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

Feed per tooth

1%

2%

2.5% 3% 4% 5% 10% 15% 20%

0.005
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fz (ipt)

0.001 0.0002 | 0.0003 | 0.0004 | 0.0004 @ 0.0005 | 0.0005

0.002 0.0004 | 0.0006 0.0016
0.003 0.0006 0.0025
0.004 0.0008 0.0031

0.0038
0.0047

50% -




ORGE

TUNGALOY

B CUTTER
EPAV12

ACCELERATED MILLING

High-end square shoulder endmill, with screw clamp system
GAMP = +6.0°~ +7.6°, GAMF = -37.1°~ -32.4°

‘et

n
s =36
—
90° Ls
(KAPR) | LF ]
Apmx T cict  DCONMS LS LH LF  WT(b) Airhole Insert
EPAV12U0.62W0.62R03 0.453 0.625 3 0.625 1.906 1.000 2.906 0.220 With AVM/GT12...
EPAV12U0.75W0.75R04 0.453 0.750 4 0.750 2.031 1.250 3.281 0.330 With AVM/GT12...
EPAV12U1.00W1.00R06 0.453 1.000 6 1.000 2.281 1.500 3.781 0.710 With AVM/GT12...
EPAV12U1.25W1.25R08 0.453 1.250 8 1.250 2.281 1.500 3.781 1.150 With AVM/GT12...
EPAV12U0.62C0.62R02L 0.453 0.625 2 0.625 4.250 1.500 5.750 0.440 With AVM/GT12...
EPAV12U0.75C0.75R03L 0.453 0.750 3 0.750 5.250 2.000 7.250 0.790 With AVM/GT12...
EPAV12U1.00C1.00R03L 0.453 1.000 3 1.000 5.750 2.750 8.500 1.650 With AVM/GT12...
EPAV12U1.25C1.25R03L 0.453 1.250 3 1.250 7.000 3.000 10.000 3.150 With AVM/GT12...
HPAV12-M

High-end square shoulder mill, modular type (TungFlex)
GAMP = +6.0°~ +7.6°, GAMF = -37.1°~ -32.4°

LF o " ICRKS %ﬁé@

1 A - M- RY =
i~ | ¥ |2l LI
=> 1T =
%) %“3 S it I B =P g..
3 =t i ESD
- 8
90° A .
(KAPR) ~APMX - A-A cross section
APMX CICT OAL LF H DCSFMS CRKS WT(kg) Air hole Insert
HPAV12M016M08R02 11.5 16 2 42 25 10 14.5 M8 0.03 With AVM/GT12...
HPAV12M016MO08R03 11.5 16 3 42 25 10 14.5 M8 0.03 With AVM/GT12...
HPAV12M020M10R03 11.5 20 & 49 30 15 17.8 M10 0.06 With AVM/GT12...
HPAV12M020M10R04 1.5 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 1.5 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 1.5 40 8 63 40 22 28.8 M16 0.24 With AVM/GT12...
Please refer to the Tungaloy eCatalog for spare parts.
Il MACHINING APPLICATIONS Helical .
interpolation Hole enlarging
. Plunging and
Shoulder Ramping traversing q:
milling N
Slotting | ‘
P
i
d |
d Feed < ! }
i |
x<A |
S ae |
o
= M M tting
ax. : ax. cu
Max. depth of ramping II\III,‘aXn ma'(\:nhmn"n Max. machining width in
cut angle plunging ining enlarging
T apmx RMPX A D1 oD2 oD3* ae
EPAV12U0.62... 0.625 0.453 3.5° 0.020 0.996 1.220 1.181 0.591
EPAV12U0.75... 0.750 0.453 3° 0.020 1.299 1.535 1.496 0.748
EPAV12U1.00... 1.000 0.453 2.5° 0.020 1.677 1.929 1.890 0.945
EPAV12U1.25... 1.250 0.453 2° 0.020 2.220 2.480 2.441 1.220
TPAV12U2.00... 2.000 0.453 2° 0.020 2.815 3.071 3.031 1.535

*Flat bottom hole
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TUNGFXRE

B CUTTER
TPAV12

High-end square shoulder mill, with screw clamp system

DCSFMS

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

et
eI

=

[T apmx IO cicT  DCSFMS DCONMS CBDP LF KWW b WT(b) Airhole  Insert
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...
Please refer to the Tungaloy eCatalog for spare parts.
Il INSERT
AVMT-MM AVGT-AM
: : :
el E : :
RE
Fig. 1 Fig. 3
- Steel * PAe
M Stainless * w
- Cast iron * AG
- Non-ferrous *
- Superalloys * |k % : First choice
- Hard materials | % ¢ : Second choice
Coated Carbide
[Te]
Designation RE APMX|& & © 2|i5 W1 |INSL| S | BS | LE |Fig.
s
A< - X
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 0.1180413| ® ®@ ® © 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 | 0.043 | 0.465 3
@ : New
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ORGE

TUNGALOY

ACCELERATED MILLING

Il STANDARD CUTTING CONDITIONS

Cutting speed Feed per tooth

ISO Workpiece materials Hardness Priority Grades Ve (sfm) 2 (ipt)
-200 HB First choice AH3225 328 - 984 0.002 - 0.009
Low carbon steel
1028, etc.
-200 HB Wear resistance T3225 656 - 1312 0.002 - 0.007
- 300 HB First choice AH3225 328 - 820 0.002 - 0.009
Carbon steel and alloy steel
1045, etc.
- 300 HB Wear resistance T3225 656 - 1312 0.002 - 0.007
30 - 40 HRC First choice AH3225 328 - 656 0.002 - 0.009
Prehardend steel
NAKB80, PX5, etc.
30 - 40 HRC Wear resistance T3225 656 - 1312 0.002 - 0.006
M Stainiess steel - First choi AH3225 262 - 591 0.003 - 0.008
304SS, eto. irst choice d L
150 - 250 HB First choice AH120 328 - 984 0.002 - 0.005
Grey cast iron
No. 250B, etc.
. 150 - 250 HB Wear resistance T1215 656 - 1312 0.002 - 0.007
150 - 250 HB First choice AH120 328 - 820 0.002 - 0.005
Ductile cast iron
60-40-18, etc.
150 - 250 HB Wear resistance T1215 492 - 984 0.002 - 0.007
. A'”“g;r:’%f/"fws = First choice KS05F 984 - 4921 0.002 - 0.013
A'”g;”:qéoa/foys = First choice KSO5F 328 - 656 0.002 - 0.013
Titanium alloys ) .
s Ti-6AI-4V, etc. - 40 HRC First choice AH3225 66 - 197 0.002 - 0.006
Superalloys : .
Inconel718, etc. - 40 HRC First choice AH120 66 - 131 0.002 - 0.006
H13, etc. 40 - 50 HRC First choice AH120 164 - 492 0.002 - 0.003
Hardened steel
D2, etc. 50 - 60 HRC First choice AH120 131 - 230 0.002 - 0.003
CAUTIONARY POINT IN MODIFYING CUTTER BODIES
When using inserts with corner radius - - - - —
RE > 0.039", standard cutter bodies have to be Corner radius RE (in) The dimension of modifying (in)
modified “R”. (EPAV12, TPAV12, HPAV12) 0.016 - 0.063 Unnecessary
0.079-0.118 0.039
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ULTI

oM =ZEc

M|II|ng Drilling (Multi- functlon)

ULTIMATE
ALL-ROUND CUTTER

ADD multifunctional milling capability from dfrilling to square shoulder
milling and counterboring
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- A single insert has cutting edges for
both bottom and peripheral surfaces.
Four total cutting edges for better cost
per insert.

- Negative insert with robust design.

Lineup

Inserts

- LXMU0O8-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 super alloy

- AH120: Excellent edge chipping resistance,
suited for super alloy

ACCELERATED MILLING

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

- Perfect for counterboring.

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 = 00.787", 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 =216 mm
- HVLX10...
DC = 220 mm
- HVLX12...
DC = 225 mm

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

EVLX08/10/12

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

APMX Lﬂi&%

A
O 0] 24
[a) R e 8y
_APMX 2
90° o LH | LS .
(KAPR) |- LF N
apmx  Apmx 2 [IETI 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 LXMUOQS...
EVLX08U0.62C0.62R02L 0276 0157 0625 2 0625 5000 2000 7000 024  With  LXMUOS..
EVLX10U0.787W0.75R02 0.354 0.157 0.787 2 0.750 2.030 1.380 3.410 0.16 With LXMU10...
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 LXMU12...
EVLX12U1.00C1.00R02L 0433 0236  1.000 2 1000 6000 3000 9000 08  With  LXMU12..
apmx  Apmx 2 [T cicT DCONMS LS LH LF  WT(kg) Airhole Insert
EVLX08M016C16.0R02 7 4 16 2 16 100 30 130 0.18 With LXMUQS...
EVLX08M016C16.0R02L 7 4 16 2 16 130 50 180 0.25 With LXMUO0S...
EVLX08M017C16.0R02L 7 4 17 2 16 155 25 180 0.26 With LXMUQS...
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
M.U|t|_fu nction epd mill, modular type (TungFlex), GAMP: Central insert -2.6° ~ -4.4°, Peripheral insert +6.1° ~ +7.1°
with center cutting edge GAMF: Central insert +0.2° ~ +1.3°, Peripheral insert 15.7° ~ -15°
OAL .
DR
APMIX
] | - A
y
o PHE T2
Sl T
a SR Lo 777}777 8
) O
ol ~—A -

(KA%(I)R) APMX 2 A-A cross section

apmx APMx 2T cict OAL  LF H DCSFMS CRKS WT(kg) Airhole Insert

HVLX08M016M08R02 7 4 16 2 42 25 10 14.5 M8 0.03 With LXMUOS...
HVLX10M020M10R02 9 4 20 2 49 30 15 17.8 M10 0.05 With LXMU10...
HVLX12M025M12R02 11 6 25 2 57 35 17 23 M12 0.10 With LXMU12...

Please refer to the Tungaloy eCatalog for spare parts.
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B INSERT
LXMU-MM

ORGE

TUNGALOY

ACCELERATED MILLING

Bl steel * | %
M Stainless *
- Cast iron *
- Non-ferrous
S Superalloys w * % : First choice
H Hard materials * 5% : Second choice
Coated
a 0
Designation RE APMX|Q & S LE ([W1| S | BS
™» ~ 0
ju e i
<<
LXMUO80304PER-MM 0.016/0276 | ® ® @ 0.307 | 0.197 | 0.100 | 0.031
LXMU10T308PER-MM 0.031(0354|® ® @ 0.394 (0.236 | 0.127 | 0.031
LXMU120408PER-MM 0.031(0433|® ® @ 0.480|0.279|0.164 | 0.031
@ : New
B STANDARD CUTTING CONDITIONS oo or toothe o 10
Cutti d Shouldering /
1ISO Workpiece materials Hardness Priority Grades LLing spee Drilling Helical interpolation
Ve (sfm)
08 10/12
Low earbon steel -200HB  Firstchoice ~ AH3225 ~ 330-980  0.001-0.003 0.002-0.010 0.002-0.012
. Garton steel and alloy steel -300HB  Firstchoice ~ AH3225  330-825 0001-0.003 0.002-0.010 0.002-0012
Prehardened steel . .
NAKBO. X5, oo, 30-40HRC Firstchoice ~ AH3225 ~ 330-655  0.001-0.002 0.002-0.008 0.002-0.010
M e - Firstchoice ~ AH3225  260-590  0.001-0.003 0.002-0.008 0.002-0.009
Grey cast iron : i
. s e e . 150-250 HB Firstchoice ~ AH120  330-980  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 AH120 330 - 820 0.001-0.003 0.002-0.008 0.002-0.010
s ey - Firstchoice ~ AH3225 66-195  0.001-0.002 0.002-0.006 0.002-0.006
Inconel? 16, tc. - First choice ~ AH8015 66-130  0.001-0.002 0.002-0.006 0.002-0.006
H-13, etc. 40-50HRC First choice AHB8015 160 - 490 0.001-0.002 0.002-0.006 0.002-0.006
Hardened steel
D2, etc. 50 - 60 HRC  First choice AHB8015 130 - 225 0.001-0.002 0.002-0.006 0.002-0.006
*When using depth of cut = "APMX 2", feed rate has to be set by 1 tooth.
Il APPLICATION RANGE ~ Helical
) interpolation Hole enlarging
Plunging
Shoulder : . - L
milling Slotting Ramping Drilling (\ Q ¢
\ 2
4 ] LY i
A { | i y ; ‘
<A oA i |
z X - 20 <25
o =
A <
Max. Max. Max. ; : Max. cutting
. O X . > Helical (flat) Helical : B
Max. depth of cut drilling cutting width ramping s . A . width in
depth in plunging angle machining hole dia. machining hole dia. enlarging
Designation APMX APMX 2 c RMPX o¢Dmin ¢Dmax oDmin @Dmax 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".
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TUNGMEISTER

MORE THAN 13,000
POSSIBLE COMBINATIONS

ADD an extensive array of exchangeable
milling heads for higher productivity
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- 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 - 216 mm

- Ball nose: DC = 20.250" - 1.000"

- Barrel: DC = @8 - 216 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

ACCELERATED MILLING

- A flexible mix of heads and shanks

allows an optimum tool assembly in all
end milling applications.

Shanks

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

DCONMS = 20.500" - 1.000", 212 - 225 mm
- Cylindrical shank, taper neck

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

DCONMS = @6 - 240 mm

- Straight shank for slotting (cylindrical)
DCONMS = 20.312" - 20.625", 26 - 216 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

[ m

Square

VEH080L05.0R05104S05
VEH080L05.0R10104S05
VEH100L07.0R10104S05
VEH100L07.0R05I04S06
VEH100L07.0R10104S06
VEH120L09.0R10104S06
VEH120L09.0R05104S08
VEH120L09.0R10104S08
VEH160L12.0R10104S08
VEH160L12.0R05104S10
VEH160L12.0R10104S10
VEH200L15.0R05104S12
VEH200L 15.0R10104S12

* Recommended clamping torque (N-m)

2 pieces per package

VEH...

2 “Ya V
)@=
] B

a1 APMX = Max. depth
of cut

APMX
RE LF |
Fig. 1 o1 = X2 ORKS = sccc;gr\}vegit;zn
AH715 AH725 NOF FHA DCSFMS APMX RE CRKS LF Wrench Torque* Fig.
[ ] 4 41° - 45° 8 7.7 5| 0.5 S05 10 KEYV-S05 7 1
[ ] 4 41° - 45° 8 7.7 5 1 S05 10 KEYV-S05 7 1
() 4 41°-45° 10 7.7 7 1 S05  12.8  KEYV-S05 7 2
°® 4 41°-45° 10 9.7 7 05 S06 13  KEYV-S06 10 1
[ ] 4 41° - 45° 10 9.7 7 1 S06 13 KEYV-S06 10 1
[ ] 4 41° - 45° 12 9.3 9 1 S06 14.3 KEYV-S06 10 2
[ ] 4 41° - 45° 12 11.7 9 0.5 S08 16.5 KEYV-S08 15 1
[ } 4 41° - 45° 12 11.7 9 1 S08 16.5 KEYV-S08 15 1
[ ) 4 41° - 45° 16 11.7 12 1 S08 20 KEYV-S08 15 2
[ ] 4 41° - 45° 16 15.3 12 0.5 S10 20.5 KEYV-S10 28 1
o 4 41° - 45° 16 15.3 12 1 S10 20.5 KEYV-S10 28 1
[ ] 4 41° - 45° 20 18.3 15 0.5 S12 25.5 KEYV-S12 28 1
) 4 41°-45° 20 18.3 15 1 S12 255 KEYV-S12 28 1
® : New
@ : Line-up

4 flute, roughing - finishing, variable helix and pitch

Square

VEHO080L12.0R05104S05
VEHO080L12.0R10104S05
VEH100L15.0R05104S06
VEH100L15.0R10104S06
VEH120L18.0R05104S08
VEH120L18.0R10104S08
VEH160L24.0R05104S10
VEH160L24.0R10104S10
VEH200L30.0R05104S12
VEH200L30.0R10104S12
VEH250L37.0R05104S15
VEH250L37.0R10104S15
VEH320L38.0R00104S21
VEH320L.38.0R10104S21

* Recommended clamping torque (N-m)
VEHO080 ~ VEH160: 2 pieces per package
VEH200 ~ VEH320: 1 piece per package

5

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

AH715 NOF FHA DCSFMS APMX RE CRKS LF Wrench Torque*
[ ] 4 41° - 45° 8 7.7 12 0.5 S05 18 KEYV-S05 7
([ J 4 41° - 45° 8 7.7 12 1 S05 18 KEYV-S05 7
[ ] 4 41° - 45° 10 9.7 15 0.5 S06 22 KEYV-S06 10
[ ] 4 41° - 45° 10 9.7 15 1 S06 22 KEYV-S06 10
[ ] 4 41° - 45° 12 11.7 18 0.5 S08 27 KEYV-S08 15
([ J 4 41° - 45° 12 1.7 18 1 S08 27 KEYV-S08 15
[ ] 4 41° - 45° 16 156.3 24 0.5 S10 33.5 KEYV-S10 28
{ ] 4 41° - 45° 16 15.3 24 1 S10 33.5 KEYV-S10 28
[ ] 4 41° - 45° 20 18.45 30 0.5 S12 41 KEYV-S12 28
([ J 4 41° - 45° 20 18.45 30 1 S12 41 KEYV-S12 28
([} 4 41° - 45° 25 23.9 37 0.5 S15 52.5 KEYV-W20 40
([ J 4 41° - 45° 25 23.9 37 1 S15 52.5 KEYV-W20 40
([ ] 4 41° - 45° 32 30 38 - S21 65} KS-24 110
([ J 4 41° - 45° 32 30 38 1 S21 55 KS-24 110
@ : New
@ : Line-up

120 | NEW PRODUCTS



VEE**-04..., VED**-04...

TUNGALOY

ORGE

ACCELERATED MILLING

4 flute, roughing - finishing, general

| W

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
VEDO050L37R031-U04S08
VEE050L37R000-U04S08
VEE050L37R015-U04S08
VEE050L37R031-U04S08
VEE050L37R062-U04S08
VEDO062L47R015-U04S10
VED062L.47R031-U04S10
VED062L47R062-U04S10
VEE062L.47R000-U04S10
VEE062L47R031-U04S10
VEDO075L62R015-U04S12
VEDO075L62R031-U04S12
VEDO075L62R062-U04S12
VEEO75L62R000-U04S12
VEEO75L62R031-U04S12

* Torque: Recommended clamping torque: Ibs-ft

AH725

A4

NOF

IN

A A B DB DD DD DDMDBEAEDBASEDNEDBSEDNSEDBSDNADBDDDDDD™DMDDBDSDMDBRAS-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
g S
/18
APMX
. e 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

CSFMS|

Oy

by
==
=

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

Wrench Torque* Fig.
KEYV-S05 5.16 1
KEYV-S05 5.16 2
KEYV-S05 5.16 2
KEYV-S05 5.16 2
KEYV-S05 5.16 2
KEYV-S05 5.16 2
KEYV-S05 5.16 2
KEYV-S05 5.16 2
KEYV-S06 7.38 2
KEYV-S06 7.38 2
KEYV-S06 7.38 2
KEYV-S06 7.38 2
KEYV-S06 7.38 2
KEYV-S06 7.38 2
KEYV-S06 7.38 2
KEYV-S08 11.06 2
KEYV-S08 11.06 2
KEYV-S08 11.06 2
KEYV-S08 11.06 2
KEYV-S08 11.06 2
KEYV-S08 11.06 2
KEYV-S10 20.65 2
KEYV-S10 20.65 2
KEYV-S10 20.65 2
KEYV-S10 20.65 2
KEYV-S10 20.65 2
KEYV-S12 20.65 2
KEYV-S12 20.65 2
KEYV-S12 20.65 2
KEYV-S12 20.65 2
KEYV-S12 20.65 2
® : New
@ : Line-up

**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
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TUNGMEISTER

VEE**-1I...
4 flute, roughing - finishing, variable pitch

“hadyY

CRKS

Square r [72)!

X

DCes
=

+
=

RE CHW; SPME
: LF

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

AH725  NOF FHA [WT9NIDCSFMS 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
VEE062L.50C0241U04S10 [ ] 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

b RE CRKS 4&@ V
[ Im

Square j 7l P
ay g T f ==
o S
8 <=

| _APMX
LF APMX = Max. depth of cut

- > CRKS = Connection screw size

AH715 AH725 NOF FHA [I[GIDCSFMS 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 3 38° 11.7 11.7 7 0.3 S08 16.5 KEYV-S08 15
VEE120L09.0R00-03S08 [ J 3 45° 12 11.7 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) @ : New

2 pieces per package @ : Line-up
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VED**R...

TUNGALOY

ACCELERATED MILLING

ORGE

4, 5, 6 flute, roughing, long cutting edge, serrated cutting edge

[ m

Square

AH725 NOF

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...

4

o o o b~ b

APMX

CHW <—"

- mmmm
.

< RMPX

FHA [WSDCSFMS APMX CHW CRKS LF

47°
47°
47°
47°
47°
47°

8
10
12
16
20
25

71
9.6
1.7
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

“hdY
==

B

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

Wrench
KEYV-S05
KEYV-S06
KEYV-S08
KEYV-S10
KEYV-S12
KEYV-W20

Torque*
7
10
15
28
28
40
® : New

7, 9 flute, roughing - finishing,

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

APMX

FHA mDCSFMS A

34° - 40

34° - 40°
34° - 40°
34° - 40°
34° - 40°
34° - 40°

10
12
16
20
25

9.6
1.7
15.3
18.45
23.9

X1 # 02 # O3 # 04 # 05 # X6 # X7 # K8 # K9

12
15
18
24
30
37

PMX

RE
0.5
0.5
0.5
0.8
1
1

CRKS
S05
S06
S08
§10
S12
815

long edge, variable helix and pitch, small width of cut

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

@ : New

Milling I



TUNGMEISTER

VFM...
6 flute, roughing - finishing, for face milling

APMX 4|/_L s
] ] CRKS
Face mill
Dh
mL 8
y
Re H7ILE
| APMX = Max. depth of cut
o1 # X2 # &3 # 64 # &5 # X6 CRKS = Connection screw size
AH715 NOF FHA DCSFMS APMX RE BS CRKS LF Wrench Torque*

VFM120L03.6R02106S05 o 6 10° 12 7.7 3.6 0.2 1.2 S05 4.4 KEYV-T20 7
VFM160L04.8R04106S06 [ ] 6 10° 16 9.7 4.8 0.4 2 S06 5.6 KEYV-T25 10
VFM200L06.0R04106S08 [ J 6 10° 20 11.7 6 0.4 2 S08 7 KEYV-T40L 15
VFM250L07.5R04106S10 [ ] 6 10° 25 15.3 7.5 0.4 2 S10 8.55 KEYV-T50L 28
* Recommended clamping torque (N-m) ® : New
2 pieces per package @ : Line-up

VFX**-04/06...
4, 6 flute, roughing, with coolant hole (2 items do not have coolant hole)

(Im SHAPR

High feed jggfﬁ\   ¢ g ,,,,,, % 777 L

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

RMPX \—

AHT15 AH725 AHT50 NOF FHA [l5/5@l DC DCSFMS APMX RE KAPR CRKS LF RMPX Wrench Torque* Fig.
VFX120L0.60R18E04S08 [ J 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 o 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 [ J 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. ® : New
* Recommended clamping torque (N-m) @ : Line-up

2 pieces per package
vBD**-BG-04..., VBE**-BG-04...
4 flute, roughing - finishing, helix cutting edge

o
)
P
w
|0
m
s
>
“ho
)
P
wn

_ ) @
Ball - n
<>1 g it 2 K e A =
2 %)
o o
| g 8 ey
APMX T
LF APMX
. L= . APMX = Max. depth of cut
Fig. 1 Fig.2 | LF »| CRKS = Connection screw size

AH715 AH725 NOF FHA [IJJWIDCSFMS 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(M S05 0.350 KEYV-S05 5.16 2
VBDO0375L27-BG-U04S06 [ ] 4 38° 0.375 0.360 0.275  0.1880 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 o ([ 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  0.500©) S15 1.450  KEYV-W20 29.50 2
RE tolerance: (1) £ 0.0004" (2) + 0.0005" (3) = 0.0008" @ : New
* Torque: Recommended clamping torque: Ibs-ft @ : Line-up

VBE250, 0312 / VBD0375 ~ 0750: 2 pieces per package, VBD: 1 piece per package
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VBO...

ORGE

TUNGALOY

ACCELERATED MILLING

4, 5 flute, semi finishing - finishing, long edge, high productive profiling

<Tm . CRKS 9
i @D
Barrel
o > ol =
A e ]
y 47 Ay
RE
PRFRAD/,  APMX _
™ LFE APMX = Max. depth of cut
~ > CRKS = Connection screw size
AH715 NOF FHA [I[SDCSFMS 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
VBO100L15.0R850-5506 @ 5 30° 10 9.7 15 2 85 27.3° So6 22 KEYV-S06 10
VBO120L19.0R800-5S08 ([ J 5 30° 12 11.7 19 2 80 29.3° S08 27 KEYV-S08 15
VBO160L25.0R750-5510 @ 5 30° 16 15.3 25 3 75 26.7° S10 335 KEYV-S10 28
* Recommended clamping torque (N-m) @ : New
2 pieces per package @ : Line-up
VBO...
4 flute, semi finishing - finishing, short edge, high productive profiling
<y CRKS &
Y 2 [2)
Barrel
> g &
a &)
e
RE
PRFRAD JAPMX
L LF APMX = Max. depth of cut
CRKS = Connection screw size
AH715 NOF FHA [ICJSIDCSFMS APMX RE PRFRAD PRFA CRKS LF  Wrench  Torque*
VBO100L08.0R250-4S06 @ 4 30° 10 9.7 8 0.8 25 70.8° So6 13 KEYV-S06 10
VBO120L09.0R300-4S08 [ J 4 30° 12 11.7 9 1.2 30 71.6° S08  16.5 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
- s “
e

]

Bull nose <>1 8 5 w

A

ZJ\P_RFA

RE / APMX _|

PRFRAD UF

AH715 NOF FHA [WSINDCSFMS APMX RE PRFRAD PRFA CRKS LF

VBN100L13.0R450-6S06 ([ 6 35° 10 9.7 13 1.5 45
VBN120L15.0R500-6S08 [ J 6 35° 12 1.7 15 2 50
VBN160L18.0R600-6S10 [ J 6 35° 16 15.3 18 2 60

* Recommended clamping torque (N-m)
2 pieces per package

15.1°
15.1°
15.1°

S06
S08
S§10

22
27

33.5

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

Wrench Torque*

KEYV-S06 10
KEYV-S08 15
KEYV-S10 28

@ : Line-up
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TUNGMEISTER

VBL...
6 flute, semi finishing - finishing, high productive profiling

i — <
Lens APMX2 APMX
—
A
0
E s =
Y
RE A APMX = Max. depth of cut
CRKS = Connection screw size
AH715 NOF FHA [I:IDCSFMS APMX APMX2 RE BSR CRKS LF  Wrench  Torque*
VBLO080L0.90R160-6S05 ([ 6 30° 8 7.7 5.5 0.9 0.5 16 S05 10 KEYV-S05 7
VBL100L1.40R200-6S06 [ 6 30° 10 9.7 7.5 1.42 1 20 S06 13 KEYV-S06 10
VBL120L1.50R240-6S08 [ J 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) @ : New
2 pieces per package

VCA**-04/06...
4, 6 flute, chamfering angle: 45°

LF CRKS f
e —— 1 &
Chamfering Lo i AT
-4 3 a1 i 2
Q 7
o 1 Mm 6]
| C Oy
APMX
45° APMX = Max. depth of cut
CRKS = Connection screw size

AH725  NOF FHA LS DCSFMS APMX DC CRKS LF  Wrench  Torque*

VCAO0375L16A45-U04S06 [ ] 4 0° 0.375 0.375 0.150 0.073 S06 0.512 KEYV-S06 7.38
AH715 AH725 NOF FHA IS DCSFMS APMX DC CRKS LF  Wrench  Torque*

VCA100L04.0A45-04S06 ([} [ J 4 0° 10 10 4 1.95 S06 13 KEYV-S06 10
VCA120L05.0A45-04S08 (] o 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
VCA200L07.5A45-06512 o 6 0° 20 18.3 7.5 5 S12 2515 KEYV-S12 28

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

2 pieces per package @ : Line-up

VDS...

2 flute, chamfering angle: 45°, helix cutting edge

jp—
KAPR ﬁ ——ﬁz
Chamfering
Spot drill A
O o
Y
. CDX
- LF - CDX = Max. hole depth

CRKS = Connection screw size

AH725 NOF  FHA [WGWIDCSFMS CDX KAPR CRKS LF  Wrench  Torque*
10° 8 7.7

VDS080A45-02S05 [ J 2 3.7 45° S05 15 KEYV-S05 7

VDS100A45-02S06 ([ 2 10° 10 9.7 4.4 45° S06 19 KEYV-S06 10
VDS120A45-02S08 [ ] 2 10° 12 1.7 5.4 45° S08 23 KEYV-S08 15
VDS160A45-02S10 ([ 2 10° 16 15.3 71 45° S10 28 KEYV-S10 28

* Recommended clamping torque (N-m) @ : New
2 pieces per package
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2 flute, A/B type center

C i

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
VDP509L6.89B30-02S12
VDP641L8.63B30-02S12

* Recommended clamping torque (N-m)

2 pieces per package

AH725 NOF

2

LSI ST \C I \C RN \C RN \C T \C I \C R \C I \V]

120°

FHA
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°
0°

D(C=0-02

LF

T —= CRKS

4 (%)

- ﬁﬂym =

[T

N

\\\%UJMM 3

o

~Ze0°
Fig.1 Type A

[N pc2 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
28
4.6
5.9
7.2
8.9
4.4
5.6
6.9
8.6

Al - o CRKS

9

8 LU /‘QL -
A= i 2
e Y 8,

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 2515 KEYV-S12 28 2
® : New
@ : Line-up
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B SHANKS

VSSD**-W-A...

Straight shank and neck with coolant hole

7> — — @
8 (i el yoner masennassesseesensessensennes %
LB
CRKS /| LBX LF
- 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 12 115 90 40 39 S08 Tungsten
VSSD12L110S08-W-A 12 11.5 110 60 59 S08 Tungsten
VSSD12L130S08-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) [
:
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
VSS050L350S08US 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
VSS062L550S10UC 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...

Straight neck and cylindrical shank

VSSD08L060S05-S
VSSD08L070S05-C
VSSD08L090S05-C
VSSD08L110S05-C
VSSD10L070S06-C
VSSD10L075S06-S
VSSD10L090S06-C
VSSD10L110S06-C
VSSD10L150S06-C
VSSD12L070S08-C
(@ VSSD12L070S08-C-A
VSSD12L090S08-C
VSSD12L.090S08-S
(@D vSSD12L090S08-S-A
(@ VSSD12L090L.S08-C-A
(@ VSSD12L090L.S08-S-A
VSSD12L110S08-C
(D vSSD12L110S08-C-A
VSSD12L130S08-C
(@ vSSD121L130S08-C-A
VSSD16L.090S10-C
(T vSSD16L090S10-C-A
VSSD16L100S10-S
@ vSSD16L100S10-S-A
(D VSSD16L100LS10-S-A
VSSD16L110S10-C
(@ vSSD16L110S10-C-A
VSSD16L130S10-C
(D VSSD16L130S10-C-A
VSSD16L150S10-C
VSSD20L090S12-C
VSSD20L120S12-S
VSSD20L130S12-C
VSSD20L200S12-C
VSSD25L120S15-C
VSSD25L135515-S
VSSD25L170S15-C
VSSD25L250S15-C
@ vssD32L100S21-S
@ vssD32L.150821-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
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CRKS /. LB
L LBX L
Fig. 1

BD LF LBX LB
7.6 60 15 12.8
7.6 70 20 19
7.6 90 40 39
7.6 110 60 59
9.6 70 20 18.5
9.6 75 20 19.4
9.6 90 40 38.5
9.6 110 60 58.5
9.6 150 100 98.5
11.5 70 20 17
11.5 70 20 17
11.5 90 40 37
11.5 90 16 13.6
11.5 90 16 13.6
11.5 90 40 37
11.5 90 40 37
11.5 110 60 58
11.5 110 60 57
11.5 130 80 78
11.5 130 80 77
15.2 90 40 38
15.2 90 40 38
15.2 100 20 18
15.2 100 20 18
15.2 100 40 38
15.2 110 60 58
15.2 110 60 58
15.2 130 80 78
15.2 130 80 78
15.2 150 100 98
18.3 90 40 37
18.3 120 25 20.5
18.3 130 80 77
18.3 200 120 117
23.9 120 60 58
23.9 135 35 33
23.9 170 100 98
23.9 250 150 148
30 100 35! 32
30 150 54 50

DCONMS

i %)\
8 ! ’”?:: S

CRKS, LB (%)

LBX =

» LF -5

. 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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Straight neck and weldon shank

[%)
i TN A-12
2 N N 6
Il 8
Y [a)
CRKS 14 LB
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 LE 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
(%)
e g
] | =z
o o
e g
CRKS A/EHT A LG
LBX
- Lr > 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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VTSD...

Straight shank and taper neck

I il 2
o MM z
L/ g
CRKS </|‘3HT ALg
- LBX |
s 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
VTSD12L.100S05-S 89° 12 7.6 100 35 29 S05 Steel
VTSD12L110S05-C 89° 12 7.6 110 60 56 S05 Carbide
VTSD12L.130S05-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 11.5 130 80 76.5 S08 Carbide
VTSD16L.140S08-S 85° 16 11.5 140 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 1.5 150 100 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 15.2 140 275 - S10 Steel
VTSD20L170S08-C 89° 20 1.5 170 120 112 S08 Carbide
VTSD20L170S08-S 89° 20 11.5 170 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
VTSD25L250S812-C 89° 25 18.3 250 140 136.5 S12 Carbide
VTSD32L155815-S 85° 32 23.9 155 45 - S15 Steel
VTSD32L190S12-S 85° 32 18.3 190 80 - S12 Steel
VTSD32L.220S15-S 88° 32 23.9 220 100 - S15 Steel
VTSD32L.250S15-C 89° 32 23.9 250 150 145 S15 Carbide
VTSD32L300S15-C 89° 32 23.9 300 200 198 S15 Carbide
(@ VTSD40L150521-S 85° 40 15.2 150 57 - S21 Steel
VTSD**-W-A...
Straight shank and taper neck with coolant hole
2 @
,,,,,,,,,,,,,,,,,,,,,,,,,,, =
,,,,,,,,,,,,,,,,,,,,,,,,,,, 8
(=]
- LBX
LF
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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Straight shank for VST type slotting heads

VSC type % VSC-A type % (f.
o o
o o
_GRKS 8, CRKS 8,
Q| | al R
m % m % N
L LF L L 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}
Ve a
A
D 7%
m
' A
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
(T VSTD06L070S04-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
%) N
@) n % E
m 2 9
v & 8
LB '
LF . LS N
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 11.7 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

Cuttin Feed per tooth: fz (ipt) Depthof _.
Hard- 9 - n P Pick 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)
0001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
-300HB 260-590 G553 (0004 0005 0005 0006 0007  0.007 oDc  0-25xeDc
0001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
-800HB 200-460 053 0004 0005 0005 0006  0.007  0.007 b 2DNEDE
30 - 40 0.001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
Hrc  200-400 §'o03 0004 0005 0005 0006 0007  0.007 oDc  25xabc
0001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
-200HB 130-330 (o3 0004 0005 0.005 0006 0007  0.007 oDc  0-25xeDc
150 - 250 0001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
e 260-660 g'a03 0004 0005 0005 0006 0007  0.007 b DN
150 - 250 0.001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
g 260-660 5503 0oo4 0005 0005 0006 0007  0.007 Dol 2:25kdahe
0.001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
- 660-2297 g5iap3  0lop4 0005 0005 0006 0007  0.007 oDc  25xebc
0.001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
- 330-980 003 0004 0005 0005 0006 0007  0.007 oD 0-29xebc
0.001- 0001- 0003- 0003- 0.004- 0004- 0004-  0.6x
- 180-260 o3 0004 0005 0005 0006 0007  0.007 oD USxEDE
0.001- 0001- 0003- 0003- 0004- 0004- 0004-  0.6x
- 66-130 g0p3 0004 0005 0005 0006 0007  0.007 oDc  0-05xeDc
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  86-200 g'o03 0004 0005 0005 0006 0007  0.007 Dy UDNEDE
(;ut:;ndg Feed per tooth: fz (ipt) Depth Width
Hardness SP Tool diameter: DC (in) of cut of cut
Ve ap (i) ae (in)
(sfm) 0.312" 0.375" 0.500" 0.625" 0.750" 1.000"
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 %8* 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
DRQY 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
R0 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
S30400, 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.

136 | 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

0.008 -
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

0.008 -
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

VEM
Cutting Feed per tooth: fz (ipt) Depth of Width of
ISO Workpiece material Hardness spvece d Tool diameter: DC cut cut
(sfm) 212 mm 216 mm 220 mm @25 mm ap (in) ae (in)
Low carbon steels 0.008 - 0.004 - 0.004 - 0.004 -
1045, 1055, et. -300HB 262 - 591 0.005 0.006 0.007 0.007 T 0.7xDC
High carbon steels 0.003 - 0.004 - 0.004 - 0.004 -
P 4140, 5120, et. -300HB 197 -459 0.005 0.006 0.007 0.007 0.039 Lbe
Prehardened steel 0.008 - 0.004 - 0.004 - 0.004 -
S et 30-40HRC 197 - 394 0005 0006 0,007 0,007 0.039 0.7 x DC
Stainless steels 0.0083 - 0.004 - 0.004 - 0.004 -
M 3000, 531600, ete. -200HB - 131-328 0.005 0.006 0.007 0.007 o 7 e
Grey cast irons 0.003 - 0.004 - 0.004 - 0.004 -
. No.2508. No.B00B etc.  150-250HB 262 - 656 it s i i 0.039 0.7 x DC
Ductile cast irons 0.003 - 0.004 - 0.004 - 0.004 -
60.40-18, oto. 150-250 HB 262 - 656 e o oo e 0.039 0.7 x DC
Aluminum alloys 0.003 - 0.004 - 0.004 - 0.004 -
. Si<13% - 65622297 0.005 0.006 0.007 0.007 iy Lfzle
Aluminum alloys 0.003 - 0.004 - 0.004 - 0.004 -
Si=13% - S2ERL 0.005 0.006 0.007 0.007 GUSD Lot
Titanium alloys 0.0083 - 0.004 - 0.004 - 0.004 -
Ti-6AI-4V, etc, - 131 - 262 0.005 0.006 0.007 0.007 nose Ll
Heat-resistant alloys 0.003 - 0.004 - 0.004 - 0.004 -
Inconel 718, etc. - 66-131 0.005 0.006 0.007 0.007 g Lrsle
Hardened steel 0.003 - 0.004 - 0.004 - 0.004 -
H13, etc. 40-50HRC 131 -262 0.005 0.006 0.007 0.007 il 0.7x DG
H
Hardened steel 0.0083 - 0.004 - 0.004 - 0.004 -
D2, oo, 50-60HRC 66 - 197 i o oo T 0.039 0.7 x DC
High feed milling
VEX: 4, 6 flutes
Cuttin 210 mm 212 mm 216 mm 220 mm Width
g
ISO Workpiece material  Hardness speed “Feeq per Depth of 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 1055, otc. -300HB 328-656 ('ooo 0020 (oas 0020 gose 0030 goss 0039 oo
Alloy steel 0.008 - 0.012 - 0.016 - 0.020- 0.6 x
. 4140, 8620, etc. 7 800/HB 2622501 gig54 0020 5o 0020 5naq 0030 35 D039 e
Prehardened steel 30 - 40 0.008 - 0.008 - 0.012 - 0.012 - 0.6 x
PX5, NAKEO, otc. HRC 262-525 (oo 0016 520 0016 glnog 0020 5goy4 DIEL s
Stainless steels 0.008 - 0.008 - 0.012 - 0.012 - 0.6 x
M S30400. S31500, etc. -200HB 197-328 ('oon 0016 (oo 0016 ('0og 0020 oog 0030 b
Grey cast irons 150 - 250 0.012 - 0.016 - 0.020 - 0.024 - 0.6 x
K No.2508, No.300B, etc. HB  328-722 gl 0020 gz 0030 gog5 0030 ggzg 0039 pg
Ductile cast irons 150 - 250 0.008 - 0.012 - 0.016 - 0.020 - 0.6 x
604018, oto. e 828-722  ood 0020 g oos 0.030  gpae 0030  gose 0039 o
Titanium alloys 0.008 - 0.008 - 0.008 - 0.008 - 0.25 x
Ti-6AI-4V, etc, - 181-282 45, 0016 520 0016 gloo4 0020 504 0020 “pe
Heat-resistant alloys 0.004 - 0.004 - 0.004 - 0.004 - 0.25 x
Inconel 718, etc. - 66-131  go12 0012 go1p 0012 go1p 0016 g2 0016 “pe
Hardened steel 40 - 50 0.008 - 0.008 - 0.012 - 0.012 - 0.45 x
H13, etc. HRC 181-262 (g4 0012 gg16 0012 g 0016 520 00160 “pe
H
Hardened steel 50 - 60 0.004 - 0.004 - 0.004 - 0.004 - 0.25 x
D2, etc. Hrc  86-197  gloos 0.008 (o8 0008 g2 0012 g1 iz “gg

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 _300HB 328 - 656

1045, 1055, etc.
B et -300 HB 262 - 591
Prehardened steel 30-40
PX5, NAK8O, etc. HRc  262-525
M Stainles steels -200HB 197 - 328
Grey cast irons 150 - 250
. 250, 300, etc. hg  328-722
Ductile cast irons 150 - 250
400-15S, efc. H = 528-722

Aluminum alloys
Si< 13% = 656 -2297

Aluminum alloys
Si=13% - 328-9%84

Titanium alloys

Ti-6AI-4V, etc. = e

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. o LOLERSOEE0

. Highf{'j‘{aﬂfee's -300 HB 328 - 722
M Sggi‘{“'%ﬁsﬁfﬁ‘é'ls -200 HB 262 - 394
B o .,

Aluminum alloys
Si< 13% = 984 - 3281

Aluminum alloys
Si>13% = 492 - 1312

Titanium alloys

Ti-6AI-4V, etc. = ledegke

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)

0.3 xDC

0.3xDC

0.3 xDC

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 x DC

Pick
feed
Pf (in)

0.4 xDC

0.4 x DC

0.4 xDC

0.4 xDC

0.4 x DC

0.4 xDC

0.4 x DC

0.4 xDC

0.2 xDC

0.2xDC

0.2 xDC

0.2xDC

Pick
feed
Pf (in)

0.15x DC

0.15xDC

0.15xDC

0.15xDC

0.15x DC

0.15xDC

0.15xDC

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 =13%

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

0.008 - 0.005

0.003 - 0.005

0.003 - 0.005

0.003 - 0.005

0.003 - 0.005

0.003 - 0.005
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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
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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
400-158, 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
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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 a00HB  131.26p  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 300HB  98.164 00008~  0001-  0001-  0.0016- 0.002- 0.002-  0.0024-
4140, 8620, etc. 0.0016 0.002 0.002 0.0031 0.0039 0.0039  0.0047
Prehardened steel 0.0008- 0001-  0001-  0.0016- 0.002- 0.002-  0.0024 -
PX5, NAKSO, etc. thmaliplEe ERotk 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. pt2OULIE )=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. 15012 250/HBT 19728285y 0516 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. 150-250HB  197-828 5016 0.002 0.002 00031  0.0039 0.0039 0.0059
Titanium alloys ) 498 0.0004-  00004- 0.0006- 0.0016- 0.0016- 0.0016-  0.0016 -
Ti-6A-4V, etc. 00008 00008  0.0012 0.0028 0.0028 00028  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 0.0024 0.0024 0.0024  0.0024
Hardened steel 0.0016- 0.0016 - 0.0016-  0.0016 -
H13, etc. 4055 50IHRC 491582 - - - 00028 0.0028 0.0028 0.0028
Hardened steel 0.0012- 0.0012 - 0.0012-  0.0012-
D2, etc. SLoEbrle seoik - - - 0.0024 0.0024 0.0024  0.0024
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WORLD'S SMALLEST
EXCHANGEABLE DRILL HEADS SERIES

ADD superb performance in small drilling operations
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- Through-coolant capability allows
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

High precision drilling head with quick centering
cutting edge style

DC = 20.157" - 0.232" (@4 - 5.9 mm)

Drill bodies
- TID-R: Cylindrical shank type
Available in 3xD and 5xD

Grades

ACCELERATED HOLEMAKING

- Two types of drill heads are available.

DMP
The tiny drill head is supplied
in a dedicated user-friendly
key, enabling easy and secure
mounting with no setup time.
DMC

- AH725: Versatile grade with a good balance of wear and fracture

resistance

- AH9130: Wear-resistant grade that enables long tool life

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

Il DRILL SHANK
TID-R L/D=3

Head changeable drill

iy @

B OAL -

n

Ef

=2

21

o

a

* Cylindrical shank
OAL
Inch DC DCONMS LU LS DMP DMC Pocket size Head

TIDO40R06-3** [0:157-01478|  0.236 0.497 1.378 2272 2.288 4 DM*040 - DM*044
TID045R06-3 0.177 - 0.193 0.236 0.557 1.378 2.348 2.359 45 DM*045 - DM*049
TIDO50R06-3 097702187  o0.236 0.619 1.378 2.415 2.433 5 DM*050 - DM*054
TID055R06-3 0.217 - 0.232 0.236 0.681 1.378 2,520 2,532 55 DM*055 - DM*059

**Will be released in December 2021

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
*Just for reference the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.
TID-R L/D=5

Head changeable drill

. OAL _
g
Q S ——— —
E 21
LU LS a
* 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 0477-0.193  0.236 0.912 1.378 2.703 2.713 4.5 DM045 - DM*049
TIDO50R06-5 097902137  o0.236 1.013 1.378 2.807 2.820 5 DM*050 - DM*054
TID055R06-5 0217-0232 0236 1.115 1.378 2.919 2.932 5.5 DM-055 - DM*059

**Will be released in December 2021

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
*Just for reference the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.
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ACCELERATED HOLEMAKING

I DRILL HEAD

DMP General purpose DMC High precision drilling

it 2

- Steel - Steel *
M Stainless M Stainless
Cast iron * Cast iron *
Non-ferrous Non-ferrous
Superalloys Superalloys
H Hard materials H Hard materials ¥ : First choice
Coated Coated
Designation PC DC | LPR o PL Body Designation PC DC | LPR § PL Body
(in) | (mm) | (mm) r:E (mm) (in) | (mm) | (mm) GI, (mm)

< <
DMP040 0.157 4 31 | @ 0.62 | TID*040... DMCO040 0.157 4 351 | @ 0.86 | TID*040...
DMPO041 0.161 | 4.1 31 | @ 0.64 | TID*040... DMCO041 0.161 | 4.1 351 | @ 0.88 | TID*040...
DMP042 0.165 | 4.2 31 | @ 0.66 | TID*040... DMC042 0.165 | 42 | 351 | @ 0.9 |TID*040...
DMP043 0.169 | 4.3 31 | @ 0.67 | TID*040... DMCO043 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... DMC049 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 | 59 417 | @ 1.3 | TID*055...

20.157" - 00.232" (04 - ©5.9) = 2 pieces per package 20.157" - 00.232" (04 - ©5.9) = 2 pieces per package
® : New ® : New

NG d Head diameter NG Cd Head diameter
(inch) tolerance (inch) tolerance
+0.0007" /0 +0.0007" /0
NG d Head diameter IS d Head diameter
(mm) tolerance (mm) tolerance
+0.018/0 +0.018/0
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Ao MDRILL

I STANDARD CUTTING CONDITIONS

Feed: f (ipr)
ISO Workpiece material Cutting speed DC (in)
Vc (sfm) 20.157" - 0.173" 20.177" - 0.193" 20.197" - 90.232"
Low carbon steels (C < 0.3)
1018, 1020, 1026, etc. 262 - 459 0.002 - 0.003 0.002 - 0.003 0.003 - 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 0.003 - 0.005
Alloy steels
8620, etc. 131-295 0.002 - 0.003 0.002 - 0.003 0.003 - 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
. Aluminum alloys 262 - 722 - - -
Titanium alloys
Ti-6AI-4V, etc. SO - - -
Nickel-based alloys 66 - 164 - - -
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

-

(1)

\

AN

e

NG

Drilling limitations

ACCELERATED HOLEMAKING

L

Coolant recommendations

‘@ N N

x Slant entry Plunging

\_ L )

r N ¢ N

x x Cross hole

L Slant exit )L P,
Max 0.001" 3

SR
— ” :

J

Max 0.001"

liter/min

Coolant flow rate

bar

Minimum coolant pressure

10 12T
10
7
5,
5

0.157

0177
Drill Diameter (in)

0.193

0.157

0.177 0.193
Drill Diameter (in)

Dry machining

Up to 2XD
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DRILLMEISTER

EXCHANGEABLE HEAD DRILL SYSTEM
FOR SUPERIOR DRILLING PERFORMANCE
AND LONG TOOL LIFE

ADD higher productivity in your driling operations
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ACCELERATED HOLEMAKING

- Quick drill head change for reduced - Drill bodies are offered in a wide
machine downtime. range of sizes and styles, allowing

- Tool inventory and management costs
are significantly reduced as there is no
need for regrinding.

optimal tool assembly for secure and
productive drilling.

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" - 21.020" (26 - 825.9 mm) 3.5xD, 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
DC = 20.236" - 1.020" (26 - ©25.9 mm)

- DMH

General purpose head with enhanced cutting edge DMP
DC = 60.394" - 60.768" (@10 - 19.5 mm)

- DMN

Drill head with sharp edges for non-ferrous

materials DME

DC = 20.394" - 0.768" (210 - 219.5 mm)

Grades

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

- AH9130: Wear-resistant grade that enables long tool life

- KS15F: Designed for non-ferrous applications

DMC

DMH DMN

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

B DRILL BODIES

TIDU-F L/D=1.5

Head changeable drill

i @

‘ OAL -
D S0l
2 R mHE
v N 813
LU - L, LS
OAL
DCONMS DCSFMS LU LS DMP/H/N DMC DMF Pocket size Head

TIDU0394F0625-1.5 “ 0.625 0.787 0591  1.890  3.118  3.142 2638 6 DM*100 - DM*109
TIDUO433F0625-1.5 0.433-0.468  0.625 0.787 0669  1.890 3193 3217 2678 6.5 DM*110 - DM*119
TIDU0472F0625-1.5 [|0M472°0508]  0.625 0.787 0709  1.890 3268  3.292  2.720 7 DM*120 - DM*129
TIDUO512F0625-1.5 0.512-0.547  0.625 0.787 0787  1.890  3.350  3.381 2.749 7 DM*130 - DM*139
TIDU0551F0625-1.5 [J0BB1S06871  0.625 0.787 0827 1890 3508 3539 2811 8 DM*140 - DM*149
TIDUO591F0750-1.5 0.591 -0.625  0.750 0.984 0906 1969 3787  3.822 25878 9 DM*150 - DM*159
TIDU0630F0750-1.5 [{0163050:6651  0.750 0.984 0.945 1969  3.909  3.948  3.060 10 DM*160 - DM*169
TIDUOB69FO750-1.5 0.669 - 0.705  0.750 0.984 1.024 1969  4.031 4.07 3.126 11 DM*170 - DM*179
TIDU0709F1000-1.5 [0:70950:7447  1.000 1260 1063 2205 4390 4433  3.197 12 DM*180 - DM*189
TIDUO748F1000-1.5  0.748-0.783  1.000 1.260 1142 2205 4508  4.551 3.269 13 DM*190 - DM*199
TIDUO787F1000-1.5 [[0:787-0:828"  1.000 1.260 1181 2205 4630 4677  3.424 14 DMP200 - DMP209
TIDU0OB27F1000-1.5 ~ 0.827- 0.862  1.000 1.260 1240 2205 4752 4800  3.698 15 DMP210 - DMP219
TIDUOBE6F1000-1.5 [0:86620:9027  1.000 1260 1200 2205 4874 4924 3813 16 DMP220 - DMP229
TIDUO906F1250-1.5  0.906 - 0.941  1.250 1.654 1358 2362 5150 5204  3.923 17 DMP230 - DMP239
TIDU0945F1250-1.5 [{0194550:9801  1.250 1.654 1417 2362 5272 5327  4.270 18 DMP240 - DMP249
TIDU0984F1250-1.5 0.984-1.020  1.250 1.654 1476 2362 5394 5453  4.381 19 DMP250 - DMP259
Tool diameter Hole diameter - An overall length (OAL) differs for when the DMP insert is mounted and when the DMC is mounted. (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"

- +0.0012/0 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.

00.709 - 1.020 +0.0014 /0
*Just for reference
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TID-F L/D=1.5

ACCELERATED HOLEMAKING

Head changeable drill

:

TIDO60F12-1.5
TIDOB5F12-1.5
TIDO70F12-1.5
TIDO75F12-1.5
TIDO80OF12-1.5
TIDO9OF12-1.5
TID100F16-1.5
TID110F16-1.5
TID120F16-1.5
TID130F16-1.5
TID140F16-1.5
TID150F20-1.5
TID160F20-1.5
TID170F20-1.5
TID180F25-1.5
TID190F25-1.5
TID200F25-1.5
TID210F25-1.5
TID220F25-1.5
TID230F32-1.5
TID240F32-1.5
TID250F32-1.5

Tool diameter

218 - 925.9

*Just for reference

6.5-6.9

75-79

©
)

©

©

11-11.9

13-13.9

15-15.9

17-17.9

19=188

21-21.9

23 -23.9

25-25.9

Hole diameter
tolerance*

+0.03/0
+0.035/0

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

DCONMS DCSFMS

16
16
16
16
16
16
20
20
20
20
20
25
25
25
32
32
32
32
32
42
42
42

DC

DCSFMS

L OAL |
- &N
i |
Q
. O
O
L L, LS
OAL
LU LS DMP/H/N DMC DMF
10 45 67.85 68 67.01
11 45 68.9 69.05 68.03
12 45 69.95 70.4 69.08
13 45 70.7 71.15 69.83
14 45 72.25 72.4 71.39
16 45 74.15 74.3 73.11
17 48 79.05 79.67 77.72
19 48 80.95 81.6 79.4
20 48 82.8 83.43 81.21
22 48 84.9 85.65 83.03
24 48 88.95 89.76 86.96
26 50 96.03 96.94 93.93
27 50 99.1 100.07 96.84
29 50 102.2 103.18 99.65
30 56 111.3 112.35 108.45
33 56 114.3 115.41 111.29
34 56 117.4 118.62 115.12
36 56 120.48 121.7 118.04
37 56 123.56 124.84 120.86
39 60 130.63 132.01 127.78
40 60 133.7 135.11 130.71
43 60 136.8 138.28 133.65

Pocket size

25

i @

Head
DM*060 - DM*064
DM*065 - DM*069
DM*070 - DM*074
DM*075 - DM*079
DM*080 - DM*089
DM*090 - DM*099
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
DM*200 - DM*209
DM*210 - DM*219
DM*220 - DM*229
DM*230 - DM*239
DM*240 - DM*249
DM*250 - DM*259

- An overall length (OAL) differs for when the DMP insert is mounted and when the DMC is mounted. (No difference for the drill shoulder)

- For diameters from 8 to 9.9 mm the drill shoulder dimension to the shank bottom will be different and proper correction is needed while
switching over to different head
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DRILLMEISTER

TIDU-F L/D=3

Head changeable drill

i

TIDU0394F0625-3
TIDU0413F0625-3
TIDU0433F0625-3
TIDU0453F0625-3
TIDU0472F0625-3
TIDU0492F0625-3
TIDU0512F0625-3
TIDU0532F0625-3
TIDU0551F0625-3
TIDUO571F0625-3
TIDU0591F0750-3
TIDUOG30F0750-3
TIDUO669F0750-3
TIDUO709F1000-3
TIDUO748F1000-3
TIDUO787F1000-3
TIDU0827F1000-3
TIDUO866F1000-3
TIDUO906F1250-3
TIDU0945F1250-3
TIDU0984F1250-3

Tool diameter
(in)

20.709 - 21.020

*Just for reference

Hole diameter
tolerance*

+0.0015/0
+0.0018/0

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

DCONMS DCSFMS

0.787
0.787
0.787
0.787
0.787
0.787
0.787
0.787
0.787
0.787
0.984
0.984
0.984
1.260
1.260
1.260
1.260
1.260
1.654
1.654
1.654

DC

LU
LU LS
1.181 1.890
1.260 1.890
1.299 1.890
1.378 1.890
1.417 1.890
1.457 1.890
1.535 1.890
1.614 1.890
1.654 1.890
1.732 1.890
1.772 1.969
1.890 1.969
2.008 1.969
2.126 2.205
2.244 2.205
2.362 2.205
2.480 2.205
2.598 2.205
2.718 2.362
2.835 2.362
2.953 2.362

OAL o
Lo ok
sk BHE
Z®
SyQ
a o
. LS
OAL
DMP/H/N DMC DMF Pocket size
3.709 3.733 2.993 6
3.768 3.792 3.062 6.5
3.843 3.867 3.133 7
3.902 3.926 3.192 7
3.976 4.000 3.283 8
4.085 4.059 3.342 8
4.118 4.149 3.410 9
4177 4.208 3.469 9
4.335 4.366 3.650 10
4.394 4.425 3.709 10
4.673 4.708 3.776 11
4.854 4.893 3.835 11
5.085 5.074 3.906 12
5.453 5.496 3.965 12
5.630 5.673 4.037 13
5.811 5.838 4.096 13
5.992 6.040 4.250 14
6.173 6.223 4.309 14
6.508 6.562 4.584 15
6.689 6.744 4.757 16
6.870 6.939 4.927 17

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

- An overall length (OAL) differs for when the DMP insert is mounted and when the DMC is mounted. (No difference for the drill
shoulder)

- 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"
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.



ACCELERATED HOLEMAKING

TID-F L/D=3

Head changeable drill

i @

_ OAL )
| s

STS

8| &1 125

8 o

LU L LS J
OAL
DCONMS DCSFMS LU LS DMP/H/N DMC DMF Pocket size Head
TIDOBOF12-3 “ 12 16 19 45 76.85 77 76.01 6 DM*060 - DM*064
TIDOB5F12-3 65-6.9 12 16 21 45 78.65 78.8 77.78 6.5 DM*065 - DM*069
TIDO70F12-3 s e 16 22 45 80.45 80.9 79.58 7 DM*070 - DM*074
TIDO75F12-3 75-79 12 16 24 45 81.95 82.4 81.08 7 DM*075 - DM*079
TIDO8OF12-3 esay 12 16 26 45 8425 844  83.39 8 DM*080 - DM*084
TIDO85F12-3 85-89 12 16 28 45 85.75 85.9 84.89 8 DM*085 - DM*089
TIDO9OF12-3 eeas 2 16 29 45 87.65 87.8 86.61 9 DM*090 - DM*094
TIDO95F12-3 95-99 12 16 31 45 89.15 89.3 88.11 9 DM*095 - DM*099
TID100F16-3 [Ho%ioar 16 20 32 48 94.05 94.67 92.72 10 DM*100 - DM*104
TID105F16-3 105-109 16 20 34 48 95.55 96.17 94.22 10 DM*105 - DM*109
TID110F16-3 [Hisas 16 20 35 48 97.45 98.1 95.9 1 DM*110 - DM*114
TID115F16-3 115-119 16 20 37 48 98.95 99.6 97.4 1 DM*115 - DM*119
TID120F16-3 [aszan 16 20 38 48 1008 10143  99.21 12 DM*120 - DM*124
TID125F16-3 125-12.9 16 20 39 48 1023 10293  100.71 12 DM*125 - DM*129
TID130F16-3 Y T 20 41 48 1044 10515 10253 13 DM*130 - DM*134
TID135F16-3 135-139 16 20 44 48 1059  106.65  104.03 13 DM*135 - DM*139
TID140F16-3 [Hasaas 16 20 45 48 109.95  110.76  107.96 14 DM*140 - DM*144
TID145F16-3 145-149 16 20 47 48 111.45 11226 109.46 14 DM*145 - DM*149
TID150F20-3 [5EeT 20 25 48 50 11853  119.44 11643 15 DM*150 - DM*159
TID160F20-3 16-16.9 20 25 51 50 1231 12407  120.84 16 DM*160 - DM*169
TID170F20-3 [757eT 20 25 54 50 1277 12868  125.15 17 DM*170 - DM*179
TID180F25-3 18-189 25 32 57 56 1383 139.35  135.45 18 DM*180 - DM*189
TID190F25-3 [Hotiee 25 32 61 56 1428 14391 13979 19 DM*190 - DM*199
TID200F25-3 20-209 25 32 64 56 147.4 14862  145.12 20 DM*200 - DM*209
TID210F25-3 [2izeT o 32 67 56 15198 1532  149.54 21 DM*210 - DM*219
TID220F25-3 22-229 25 32 70 56 156.56  157.84  153.86 22 DM*220 - DM*229
TID230F32-3 [T2iseT 32 42 73 60 16513 16651  162.28 23 DM*230 - DM*239
TID240F32-3 24-24.9 32 42 76 60 169.7 17111 166.71 24 DM*240 - DM*249
TID250F32-3 [T25EsT a2 42 80 60 1743 17578 17115 25 DM*250 - DM*259
H%I)elec'i‘g::\:g}er - SAQO?J\(S(;?)H length (OAL) differs for when the DMP insert is mounted and when the DMC is mounted. (No difference for the drill
+0.04/0 - For. diam_ete(s from 8 to 9.9mm the drill shoulder dimension to the shank bottom will be different and proper correction is needed
while switching over to different head.
218 - 925.9 +0.045/0

*Just for reference
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DRILLMEISTER

TIDU-F L/D=5

Head changeable drill

é

TIDU0394F0625-5
TIDU0413F0625-5
TIDU0433F0625-5
TIDU0453F0625-5
TIDU0472F0625-5
TIDU0492F0625-5
TIDU0512F0625-5
TIDU0532F0625-5
TIDU0551F0625-5
TIDUO571F0625-5
TIDU0591F0750-5
TIDUO630F0750-5
TIDUO669F0750-5
TIDUO709F1000-5
TIDUO748F1000-5
TIDUO787F1000-5
TIDU0827F1000-5
TIDUO866F1000-5
TIDUO906F1250-5
TIDU0945F1250-5
TIDU0984F1250-5

Tool diameter
()

*Just for reference

Hole diameter
tolerance*

+0.0020/ 0

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

OAL

DCONMS DCSFMS

i @

g —
| ()Y
o T
a 59
8o
L LU N LS N
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 1
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

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

- An overall length (OAL) differs for when the DMP insert is mounted and when the DMC is mounted. (No difference for the drill
shoulder)

- For drill diameters from ©0.315"- 80.390", 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.



ACCELERATED HOLEMAKING

TID-F L/D=5

Head changeable drill

i @

OAL )

| s

o S5 mHE

a 8.4

el

N LU N LS N
OAL
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 9158 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
TIDO8OF12-5 emgan 16 42 45 10025 1004  99.39 8 DM*080 - DM*084
TIDO85F12-5 8.5-8.9 12 16 45 45 10275 102.9  101.89 8 DM*085 - DM*089
TIDO9OF12-5 emeas 16 47 45 10565 1058  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 [osi0ar 16 20 52 48 114.05 11467  112.72 10 DM*100 - DM*104
TID105F16-5 10.5-10.9 16 20 55 48 11655 11717 11522 10 DM*105 - DM*109
TID110F16-5 a6 20 57 48 119.45  120.1 117.9 1 DM*110 - DM*114
TID115F16-5 11.5-11.9 16 20 60 48 12195  122.6 120.4 1 DM*115 - DM*119
TID120F16-5 [2miEzan e 20 62 48 1248 12543  123.21 12 DM*120 - DM*124
TID125F16-5 12.5-12.9 16 20 64 48 1273 12793 125.71 12 DM*125 - DM*129
TID130F16-5 RS 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 [amaan e 20 73 48 137.95 13876  135.96 14 DM*140 - DM*144
TID145F16-5 14.5-14.9 16 20 76 48 140.45 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 [7si7eT 20 25 88 50 161.7  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 [fesiee” 2 32 99 56 180.8 18191  177.79 19 DM*190 - DM*199
TID200F25-5 20 - 20.9 25 32 104 56 1876 ~ 188.82  185.32 20 DM*200 - DM*209
TID210F25-5 219z o 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 237289 =2 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
H%I)eiecgi:geezer - sAr?o?J\I/gg?)H length (OAL) differs for when the DMP insert is mounted and when the DMC is mounted. (No difference for the drill
+0.05/0 - For diameters from 8 to 9.9 mm the drill shoulder dimension to the shank bottom will be different and proper correction is needed

while switching over to different head
*Just for reference
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DRILLMEISTER

TIDU-F L/D=8

Head changeable drill

é

TIDU0394F0625-8
TIDU0413F0625-8
TIDU0433F0625-8
TIDU0453F0625-8
TIDU0472F0625-8
TIDU0492F0625-8
TIDU0512F0625-8
TIDU0532F0625-8
TIDU0551F0625-8
TIDU0571F0625-8
TIDU0591F0750-8
TIDUOG30F0750-8
TIDUO669F0750-8
TIDUO709F1000-8
TIDUO748F1000-8
TIDUO787F1000-8
TIDU0827F1000-8
TIDUO866F1000-8
TIDUO906F1250-8
TIDU0945F1250-8
TIDU0984F1250-8

Tool diameter
()]

20.709 - 21.020

*Just for reference

Hole diameter
tolerance*

+0.0020/0
+0.0022/0

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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DC

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

OAL

=3
P

DCONMS DCSFMS

———=————= 2[ 2

=z (T

3125

e

LU a LS
OAL
LU LS DMP/H/N DMC DMF Pocket size Head

0.787 3.150 1.890 5.677 5.701 4.511 7 DM*100 - DM*104
0.787 3.307 1.890 5.835 5.859 4.669 7 DM*105 - DM*109
0.787 3.465 1.890 6.008 6.032 4.858 8 DM*110 - DM*114
0.787 3.622 1.890 6.165 6.189 5.015 8 DM*115 - DM*119
0.787 3.780 1.890 6.339 6.363 5.181 9 DM*120 - DM*124
0.787 3.937 1.890 6.496 6.52 5.339 9 DM*125 - DM*129
0.787 4.094 1.890 6.677 6.708 5.619 10 DM*130 - DM*134
0.787 4.252 1.890 6.835 6.866 5.776 10 DM*135 - DM*139
0.787 4.409 1.890 7.091 7.122 5.941 11 DM*140 - DM*144
0.787 4.567 1.890 7.252 7.283 6.098 11 DM*145 - DM*149
0.984 4.724 1.969 7.626 7.661 6.268 12 DM*150 - DM*159
0.984 5.039 1.969 8.004 8.043 6.426 12 DM*160 - DM*169
0.984 5.354 1.969 8.382 8.421 6.596 13 DM*170 - DM*179
1.260 5.669 2.205 8.996 9.039 6.753 13 DM*180 - DM*189
1.260 5.984 2.205 9.370 9.413 7.006 14 DM*190 - DM*199
1.260 6.299 2.205 9.748 9.795 7.164 14 DMP200 - DMP209
1.260 6.614 2.205 10.126 10.174 7.537 15 DMP210 - DMP219
1.260 6.929 2.205 10.504 10.554 7.907 16 DMP220 - DMP229
1.654 7.244 2.362 11.035 11.089 8.274 17 DMP230 - DMP239
1.654 7.559 2.362 11.413 11.468 8.876 18 DMP240 - DMP249
1.654 7.874 2.362 11.791 11.850 9.244 19 DMP250 - DMP259

- An overall length (OAL) differs for when the DMP insert is mounted and when the DMC is mounted. (No difference for the drill
shoulder)
- 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"
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.



ACCELERATED HOLEMAKING

TID-F L/D=8

Head changeable drill

=3
P

- OAL

=~ 0l

e —— = 2

5t T

e

- Ly - LS
OAL
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 75-79 12 16 61 45 119.45  119.90 11858 7 DM*075 - DM*079
TIDO8OF12-8 a2 16 66 45 12425 12440  123.39 8 DM~*080 - DM*084
TIDO85F12-8 8.5-8.9 12 16 70 45 12825 12840  127.39 8 DM*085 - DM*089
TIDO9OF12-8 eteas 12 16 74 45 132,65  132.80  131.61 9 DM*090 - DM*094
TIDO95F12-8 9.5-9.9 12 16 78 45 136.65  136.80  135.61 9 DM*095 - DM*099
TID100F16-8 [fo=i0a" 16 20 82 48 144.05 14467 14272 10 DM*100 - DM*104
TID105F16-8 10.5-10.9 16 20 86 48 148.05 14867  146.72 10 DM*105 - DM*109
TID110F16-8 ST 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 [2mizan 16 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 16543  163.21 12 DM*125 - DM*129
TID130F16-8 [iamiEan 16 20 106 48 169.40  170.15  167.53 13 DM*130 - DM*134
TID135F16-8 13.5-13.9 16 20 111 48 173.40 17415  171.53 13 DM*135 - DM*139
TID140F16-8 e T T 20 115 48 17995  180.76  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 [5TEeT 20 25 123 50 19353  194.44  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 75790 20 25 139 50 21270 21368  210.15 17 DM*170 - DM*179
TID180F25-8 18-18.9 25 32 147 56 22830 22935  225.45 18 DM*180 - DM*189
TID190F25-8 19-199 25 32 156 56 237.80 23891  234.79 19 DM*190 - DM*199
TID200F25-8 20 -20.9 25 32 164 56 24740 24862 24512 20 DM*200 - DM*209
TID210F25-8 [2i9eien o 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 [23mzsen a2 42 188 60 280.13 28151  277.28 23 DM*230 - DM*239
TID240F32-8 24-24.9 32 42 196 60 28970 29111  286.71 24 DM*240 - DM*249
TID250F32-8 | 25-259 32 42 205 60 299.30  300.78  296.15 25 DM*250 - DM*259
H?(I)elecr"i:rzggger - SAQO?J\I/;;?)H length (OAL) differs for when the DMP insert is mounted and when the DMC is mounted. (No difference for the drill
+0.05/0 - FO( diam_eters from 8 to 9.9 mm the drill shoulder dimension to the shank bottom will be different and proper correction is needed
while switching over to different head
018 - 025.9 +0.055/0

*Just for reference
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DRILLMEISTER

TID-R-2E L/D=2

Head changeable drill (For external coolant supply)

.i

TIDOG60R8-2E
TIDO65R8-2E
TIDO70R8-2E
TIDO75R8-2E
TIDO80R10-2E
TIDO90R10-2E
TID100R12-2E
TID110R12-2E
TID120R14-2E
TID130R14-2E
TID140R16-2E
TID150R16-2E
TID160R18-2E

Tool diameter

*Just for reference

Hole diameter

6.5-6.9

75-7.9

©
|

()

©

11-11.9

13-13.9

154159

tolerance*
+0.04/0

160 | NEW PRODUCTS

* Cylindrical shank

DCONMS

8
8
8
8

10

10

12

12

14

14

16

16

18

LU
12.4
12.8
13.3
14.4
14.7
16.5
222

24
25.8
27.4

29
31.5
33.1

70

LU FA LS N
OAL
DMP DMC DMF
66.1 66.2 65.2
67.2 67.3 66.3
68 68.4 67.1
69 69.4 68.1
75.2 75.3 74.3
77.4 77.5 76.3
94.3 94.9 92.9
96.5 97.1 94.9
103.6 104.2 102.0
108.8 109.6 106.9
115 115.8 113.0
118 118.9 115.9
122.2 123.2 119.9

DC‘ONN‘IShs

Pocket size

16

- The 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 (back) support by placing the overhang adjusting screw at

Head
DM*060 - DM*064
DM*065 - DM*069
DM*070 - DM*074
DM*075 - DM*079
DM*080 - DM*089
DM*090 - DM*099
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

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.
- 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 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

*Just for reference

Hole diameter

6.5-6.9

75-79

85-8.9

9.5-9.9

10.5-10.9

11.5-11.9

12.5-12.9

13.5-13.9

14.5-14.9

16-16.9

18 -18.9

tolerance*
+0.04/0

DC

DCONMS"®

<]

* 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 .
y
Y
LU B LS
OAL
LU LS DMP/H/N DMC DMF Pocket size
21 45 75.64 75.79 74.8 6
22.75 45 77.48 77.63 76.61 6.5
245 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
31.5 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

- The 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 (back) support by placing the overhang adjusting screw at

=
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

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.

- 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 drill heads in

other diameters than the above.
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DRILLMEISTER

TID-R L/D=6

Head changeable drill

i @

OAL 2
o a2
81 = ~ -2t
L w ] s 8§
* Cylindrical shank
OAL
-EW 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
TIDO65R8-6 6.5-6.9 8 39 45 94.73 94.88 93.86 6.5 DM*065 - DM*069
TIDO70R8-6 o 7-74 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 8.5-89 10 51 50 111.75 111.9 110.89 8 DM*085 - DM*089
TIDOYOR10-6 [emeam o 54 50 11492 11507  113.88 9 DM*090 - DM*094
TID095R10-6 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 a2 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 C12-124 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 RS 88 65 166.24 16699  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 C 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 [HEsEe 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 [h7sze s 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 [Hesiee ™ 20 130 70 21812 219.23  215.11 19 DM*190 - DM*199
Hole diameEer -The overgll length (OAL) dilffers based on each head geometyy. (No dilfference for the drill shou!der) -
tolerance - When using the drill at a higher feed rate, make sure to provide an axial (back) support by placing the overhang adjusting screw at
+0.05/0 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
218 - ©19.9 +0.055/0 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
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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TID-R L/D=8

Head changeable drill

=X
“p

OAL

DC

@

/
DC‘ONI\‘/IS“6

- LU | ‘ LS
* 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
TIDO65R8-8 6.5-6.9 8 52 45 108.53 108.68 107.66 6.5 DM*065 - DM*069
TIDO70R8-8 o 7-74 8 56 45 112.38 11283 11151 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
TIDO85R10-8 8.5-8.9 10 68 50 129.55 129.7 128.69 8 DM*085 - DM*089
TIDOYOR10-8 [emeam o 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 a2 98 65 17443 17508  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 C12-124 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 RS 115 65 193.04 19379 19117 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 C 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 [HEsEe 16 136 70 219.99 2209  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 [h7sze s 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 [Hesiee ™ 20 170 70 257.92 25003  254.91 19 DM*190 - DM*199
Hole diameger -The overgll length (OAL) di.ffers based on each head geometry. (No di.fference for the drill shou!der) e
tolerance - When using the drill at a higher feed rate, make sure to provide an axial (back) support by placing the overhang adjusting screw at
+0.05/0 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
218 - ©19.9 +0.055/0 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
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

Tungaloy | 163

Holemaking I



DRILLMEISTER

TID-R L/D=12
Head changeable drill

i @

= OAL -
2
-
S %}
LU . Ls, §
* Cylindrical shank
OAL
-W DCONMS LU LS DMP/H/N DMC DMF  Pocket size Head
TIDO8OR12-12 12 98 45 15625 1564  155.39 8 DM080 - DM*084
TIDOB5R12-12 8.5-8.9 12 104 45 16225 1624  161.39 8 DM-085 - DM*089
TiDogoR12-12 NGR4T 12 110 45 168.65 1688  167.61 9 DM*090 - DM*094
TID095R12-12 9.5-9.9 12 116 45 17465 1748 17361 9 DM*095 - DM*099
TiD10oR16-12  [NH0SH04T 16 122 48 184.05 18467  182.72 10 DM*100 - DM*104
TID105R16-12 10.5-10.9 16 128 48 190.05  190.67  188.72 10 DM*105 - DM*109
TD110R16-12  [EIEHAN 16 134 48 196.45  197.1 194.9 11 DM*110 - DM*114
TID115R16-12 11.5-11.9 16 140 48 20245 2031 200.9 11 DM*115 - DM*119
TiD120R16-12 424240 16 146 48 2088 20943  207.21 12 DM*120 - DM*124
TID125R16-12 12.5-12.9 16 152 48 2148 21543 21321 12 DM*125 - DM*129
TiD130R16-12  [HSTHEAN 16 158 48 2214 22215  219.53 13 DM*130 - DM*134
TID135R16-12 13.5-13.9 16 165 48 227.4 22815 22553 13 DM*135 - DM*139
TiD140R16-12  [H4SH44T 16 171 48 23595 23676  233.96 14 DM*140 - DM*144
TID145R16-12 14.5-14.9 16 177 48 24195  242.76  239.96 14 DM*145 - DM*149
TiD1s0R20-12  [NHENHESNY 20 183 50 25353 25444  251.43 15 DM*150 - DM*159
TID160R20-12 16-16.9 20 195 50 2671 26807  264.84 16 DM*160 - DM*169
TiD170R20-12  [7SH78 20 207 50 2807 28168  278.15 17 DM*170 - DM*179
TID180R25-12 18-18.9 25 219 56 3003 30135  297.45 18 DM*180 - DM*189
TID19oR25-12  [HGSH68N 25 232 56 3138 31491  310.79 19 DM*190 - DM*199
TID200R25-12 20-20.9 25 244 56 327.4 32862  325.12 20 DM*200 - DM*209
TiD210R25-12 219219 25 256 56 34098 3422 33854 21 DM*210 - DM*219
TID220R25-12 22-229 25 267 56 354.56 35584  351.86 22 DM220 - DM*229
TiD230R32-12 285239 32 276 60 37213 37351  360.28 23 DM*230 - DM*239
TID240R32-12 24-24.9 32 288 60 3857 38711 38271 24 DM240 - DM*249
TiD250R32-12 12692690 32 300 60 3993 40078  396.15 25 DM*250 - DM*259

Tool diameter Hole diameter - The 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 (back) support by placing the overhang adjusting screw at

+0.05/0 the drill 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 +0.055/0 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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B DRILL HEAD

DMP General purpose IEGEERESE@ Head diameter
(In) tolerance
+0.0007" /0

20.709" - 1.020" +0.0008" /0

CEIGEMECE@N Head diameter
(mm) tolerance
+0.018/0

018 - 225.9 +0.021/0

DC

-Steel pAdb ¢ -Steel bAdD ¢
M Stainless * | Y% M Stainless * | Y%
Cast iron * [ Cast iron * |
Non-ferrous Yo | % l Non-ferrous ¢ | ¥
S Superalloys * | S  Superalloys * | ¢ Y : First choice
H Hard materials | % |3 H Hard materials | % | 3% ¢ : Second choice
Coated Coated
Desi : DC | DC % B4 : : DC | DC w 3
esignation - LPR a1 +~ PL Body Designation ] LPR a1 +~ PL Body
(in) | (mm) N~ O (in) | (mm) N~ O
I I I I
< < < <
DMP060 0.236 6 385 | @ 1.09 | TID*060... DMP099 0.390 | 9.9 | 565 |@ 1.53 | TID*095...
DMPO061 0.240 | 6.1 385 | @ 1.11 | TID*060... DMP100 0394 | 10 | 605 @ @ 1.47 | TID*100...
DMP062 0244 | 6.2 | 385 | @ 1.13 | TID*060... DMP101 0.398 | 10.1 | 6.05 | @ 1.49 | TID*100...
DMP063 0248 | 6.3 | 385 | @ 1.14 | TID*060... DMP102 0.402 | 102 | 6.05 | @ 1.51 | TID*100...
DMPO064 0252 | 64 | 385 |@ 1.16 | TID*060... DMP103 0.406 | 103 | 605 @® @ 1.52 | TID*100...
DMPO065 0.256 | 6.5 | 415 |@ 1.27 | TID*065... DMP104 0.409 | 104 | 605 @ @ 1.54 | TID*100...
DMP066 0260 | 6.6 | 415 | @ 1.29 | TID*065... DMP105 0413 | 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 | 6.8 | 415 @ @ 1.33 | TID*065... DMP107 0.421| 107 | 6.05 | @ 1.6 | TID*105...
DMP069 0272 | 69 | 415 |@ 1.34 | TID*065... DMP108 0.425| 108 | 605 @ @ 1.62 | TID*105...
DMPO070 0276 | 7 4.45 | @ 1.03 | TID*070... DMP109 0.429 | 109 | 6.05 | @ 1.63 | TID*105...
DMPO71 0280 | 71 | 445 | @ 1.05 | TID*070... DMP110 0.433 | 11 645 @ @ 1.67 | TID*110...
DMPOQ72 0283 | 7.2 | 445 |@ 1.07 | TID*070... DMP111 0437 | 111 | 645 | @ @ 1.69 | TID*110...
DMPO073 0.287 | 7.3 | 445 |@ 1.08 | TID*070... DMP112 0441 | 112 | 645 | @ @ 1.71 | TID*110...
DMPO074 0291 | 7.4 | 445 | @ 1.1 | TID*070... DMP113 0.445| 113 | 645 (@ @ 1.72 | TID*110...
DMPO075 0295| 75 | 445 (@ @ 1.12 | TID*075... DMP114 0449 | 114 | 6.45 | @ 1.74 | TID*110...
DMPO076 0299 | 7.6 | 445 |@ 1.14 | TID*075... DMP115 0453 | 115 | 645 (@ @ 1.76 | TID*115...
DMPO77 0.303 | 7.7 | 445 |@ 1.16 | TID*075... DMP116 0.457 | 116 | 6.45 | @ 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 | 11.8 | 6.45 | @ 1.82 | TID*115...
DMP080 0.315| 8 525 @ @ 1.2 | TID*080... DMP119 0.469 | 11.9 | 6.45 | @ 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 0.476 | 12.1 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 0.350 | 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...
DMP091 0.358 | 9.1 565 |@ 1.39 | TID*090... DMP130 0512 | 13 74 @ @ 1.96 | TID*130...
DMP092 0362 | 9.2 | 565 | @ 1.41 | TID*090... DMP131 0.516 | 13.1 74 | @ 1.98 | TID*130...
DMP093 0.366 | 9.3 | 565 |@ 1.42 | TID*090... DMP132 0520| 132 | 74 | @ 2 | TID*130...
DMP094 0.370 | 9.4 | 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 | 9.6 | 565 | @ 1.48 | TID*095... DMP135 0531 135 | 74 | @ @ 2.05 | TID*135...
DMP097 0.382 | 9.7 | 565 |@ 1.5 | TID*095... DMP136 0535 | 136 | 74 |@ 2.07 |TID*135...
DMP098 0.386 | 9.8 | 565 |@ 1.52 | TID*095... DMP137 0539 | 137 | 74 @ @ 2.09 |TID*135...
*Will be released in March 2022 @ : Line-up

©0.236" - 00.783" (06 - ©19.9) = 2 pieces per package
©0.787" - 91.020" (920 - ©25.9) = 1 piece per package
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DMP General purpose R il " Slarancare”
+0.0007" /0

00.709" - 01.020'  +0.0008" / 0
O
a

PL TS

ICRIEENGEE@ Head diameter
(mm) tolerance
+0.018/0

218 - 225.9 +0.021/0

-Steel ¥ | -Steel ¥ | %
M Stainless * | ¥% M Stainless * [
Cast iron * [ Cast iron * |
Non-ferrous Yo [k Non-ferrous ¢ | ¥
S  Superalloys * | ¢ S | Superalloys % |¥¢| | : First choice
H Hard materials | % | H Hard materials | % | %% ¥¢ : Second choice
Coated Coated
Desi : DC | DC o B4 : : 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 0.724 | 18.4 | 103 | @ 2.8 | TID*180...
DMP143 0563 | 143 | 795 @ @ 2.17 | TID*140... DMP185 0.728 | 185 | 103 | @ @ 2.82 | TID*180...
DMP144 0567 | 14.4 | 795 | @ 2.19 | TID*140... DMP186 0.732 | 186 | 103 | @ 2.84 | TID*180...
DMP145 0571 | 145 | 795 | @ @ 2.21 | TID*145... DMP187 0.736 | 18.7 | 103 | @ 2.86 | TID*180...
DMP146 0575| 146 | 795 | @ @ 2.23 | TID*145... DMP188 0.740 | 188 | 103 | @ 2.88 | TID*180...
DMP147 0.579 | 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 | 10.8 | @ 2.89 | TID*190...
DMP150 0591 | 15 853 @ @ 2.27 | TID*150... DMP191 0.752 | 19.1 | 108 | @ 2.9 |TID*190...
DMP151 0594 | 151 | 853 | @ @ 2.29 | TID*150... DMP192 0.756 | 19.2 | 10.8 | @ 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 0.772 | 19.6 | 108 | @ 2.99 | TID*190...
DMP157 0618 | 157 | 853 | @ @ 2.4 | TID*150... DMP197 0.776 | 19.7 | 108 | @ 3.01 | TID*190...
DMP158 0622 | 158 | 853 | @ @ 2.42 | TID*150... DMP198 0780 | 19.8 | 108 | @ @ 3.03 | TID*190...
DMP159 0.626 | 15.9 | 853 |@ 2.43 | TID*150... DMP199 0.783 | 19.9 | 10.8 | @ 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 0.638 | 162 | 9.1 |@ 2.46 | TID*160... DMP202 0795 | 202 | 114 | @ 3.06 | TID*200...
DMP163 0642 | 163 | 91 | @ @ 2.47 | TID*160... DMP203 0.799 | 203 | 11.4 | @ 3.07 | TID*200...
DMP164 0646 | 16.4 | 9.1 |@ 2.49 | TID*160... DMP204 0.803 | 20.4 | 11.4 | @ 3.09 | TID*200...
DMP165 0650| 165 | 9.1 | @ @ 251 | TID*160... DMP205 0.807 | 205 | 114 (@ @ 3.11 | TID*200...
DMP166 0654 | 166 | 9.1 | @ @ 253 | TID*160... DMP206 0.811| 206 | 11.4 | @ 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 0.819 | 208 | 11.4 | @ 3.17 | TID*200...
DMP169 0665| 169 | 9.1 |@ 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 | 21.1 | 11.98 | @ 3.2 | TID*210...
DMP172 0677 | 172 | 9.7 | @ 2.63 | TID*170... DMP212 0.835| 212 | 11.98 | @ 3.22 | TID*210...
DMP173 0681 | 173 | 9.7 | @ 2.64 | TID*170... DMP213 0.839 | 21.3 | 11.98 | @ 3.23 | TID*210...
DMP174 0685 | 17.4 | 9.7 | @ 2.66 | TID*170... DMP214 0.843 | 21.4 | 1198 | @ 3.25 | TID*210...
DMP175 0689 | 175 | 9.7 |@ @ 2.68 | TID*170... DMP215 0.846 | 215 | 11.98 | @ 3.27 | TID*210...
DMP176 0693 | 176 | 9.7 | @ @ 2.7 | TID*170... DMP216 0.850 | 21.6 | 11.98 | @ 3.29 | TID*210...
DMP177 0697 | 17.7 | 9.7 | @ 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 0.858 | 21.8 | 11.98 | @ 3.33 | TID*210...
DMP179 0705 | 179 | 9.7 |® @ 2.75 | TID*170... DMP219 0.862 | 219 | 11.98 | @ 3.34 | TID*210...
00.236" - ©0.783" (06 - ©19.9) = 2 pieces per package @ : Line-up

©0.787" - 91.020" (020 - ©25.9) = 1 piece per package
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- Steel

M Stainless

Cast iron

Non-ferrous

S Superalloys

b S B P
X 5 0 X

Y : First choice

H Hard materials | % |¥¢ Y7 : Second choice
Coated
Designation I?C bC |\ pr e ,8 PL | Body
(in) | (mm) N O
I T
< <
DMP220 0.866 | 22 |1256 | @ @ 3.32 | TID*220...
DMP221 0.870 | 221 | 12.56 | @ 3.34 | TID*220...
DMP222 0.874 | 222 | 12.56 | @ 3.36 | TID*220...
DMP223 0.878 | 22.3 | 1256 | @ @ 3.37 | TID*220...
DMP224 0.882 | 22.4 | 12.56 | @ 3.39 | TID*220...
DMP225 0.886 | 22.5 | 12.56 | @ 3.41 | TID*220...
DMP226 0.890 | 22.6 | 12.56 | @ 3.43 | TID*220...
DMP227 0.894 | 22.7 | 12.56 | @ 3.45 | TID*220...
DMP228 0.898 | 22.8 | 12.56 | @ 3.47 | TID*220...
DMP229 0.902 | 22.9 | 12.56 | @ 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 | 13.13 | @ 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 | 23.7 | 13.13 | @ 3.59 | TID*230...
DMP238 0.937 | 238 | 13.13 | @ 3.61 | TID*230...
DMP239 0.941 | 239 | 13.13 | @ 3.62 | TID*230...
DMP240 0945 | 24 | 137 |@ @ 3.62 | TID*240...
DMP241 0.949 | 241 | 137 | @ 3.64 | TID*240...
DMP242 0.953 | 242 | 137 | @ 3.66 | TID*240...
DMP243 0.957 | 243 | 13.7 | @ 3.67 | TID*240...
DMP244 0.961 | 24.4 | 137 | @ 3.69 | TID*240...
DMP245 0.965 | 245 | 13.7 | @ 3.71 | TID*240...
DMP246 0.969 | 246 | 13.7 | @ 3.73 | TID*240...
DMP247 0972 | 247 | 137 | @ 3.75 | TID*240...
DMP248 0976 | 248 | 137 | @ 3.77 | TID*240...
DMP249 0.980 | 249 | 13.7 | @ 3.78 | TID*240...
DMP250 0984 | 25 | 143 @ @ 3.8 | TID*250...
DMP251 0.988 | 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 1.012 | 257 | 143 | @ 3.93 | TID*250...
DMP258 1.016 | 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
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DMC High precision drilling o0l Clameter It R
+0.0007" /0

20.709" - 91.020" +0.0008" /0

ICRICEMGECE @ Head diameter
(mm) tolerance
+0.018/0

018 - 925.9 +0.021/0

* - Steel *

M Stainless * M Stainless *

Cast iron * Cast iron *

Non-ferrous Yo Non-ferrous pie

S Superalloys * S Superalloys * % : First choice
H Hard materials | % H Hard materials | % ¢ : Second choice
Coated Coated
Designation PC bC LPR ,‘9_’ PL | Body Designation '?C DC LPR 59_’ PL | Body

(in) | (mm) o (in) | (mm) o

T T

< <
DMCO060 0.236 6 4 [ ] 1.24 | TID*060... DMC102 0.402 | 10.2 667 | @ 2.13 | TID*100...
DMCO061 0.240 6.1 4 [ ] 1.26 | TID*060... DMC103 0.406 | 10.3 667 | @ 2.15 | TID*100...
DMCO062 0.244 | 6.2 4 [ 1.28 | TID*060... DMC104 0.409 | 104 667 | @ 2.17 | TID*100...
DMCO063 0.248 | 6.3 4 | @ 1.3 | TID*060... DMC105 0.413 | 105 | 6.67 | @ 2.19 | TID*105...
DMCO064 0.252 6.4 4 [ ] 1.32 | TID*060... DMC106 0.417 | 10.6 6.67 | @ 2.21 | TID*105...
DMC065 0.256 | 6.5 43 | @ 1.33 | TID*065... DMC107 0.421 | 10.7 667 | @ 2.23 | TID*105...
DMC066 0.260 | 6.6 43 | @ 1.35 | TID*065... DMC108 0.425 | 10.8 667 | @ 2.25 | TID*105...
DMC067 0.264 | 6.7 43 | @ 1.37 | TID*065... DMC109 0.429 | 10.9 | 6.67 |@® 2.27 | TID*105...
DMCO068 0.268 | 6.8 43 | @ 1.39 | TID*065... DMC110 0.433 11 71 ([} 2.32 | TID*110...
DMC069 0.272 6.9 43 | @ 1.41 | TID*065... DMC111 0.437 | 111 71 [ ] 2.34 | TID*110...
DMCO070 0.276 7 49 | @ 1.48 | TID*070... DMC112 0.441 | 11.2 71 [ ] 2.36 | TID*110...
DMCO071 0.280 | 74 49 |@ 1.5 | TID*070... DMC113 0445 | 113 | 71 |@ 2.38 | TID*110...
DMCO072 0.283 7.2 49 |@ 1.52 | TID*070... DMC114 0449 | 114 71 ([} 2.4 | TID*110...
DMCO073 0.287 7.3 49 | @ 1.54 | TID*070... DMC115 0.453 | 115 71 [ ] 2.42 | TID*115...
DMCO074 0.291 74 49 | @ 1.56 | TID*070... DMC116 0.457 | 11.6 71 [ ] 2.44 | TID*115...
DMCO075 0.295 | 7.5 49 |@ 1.58 | TID*075... DMC117 0461 | 117 | 71 |@ 2.46 | TID*115...
DMCO076 0.299 7.6 49 |@ 1.6 | TID*075... DMC118 0.465 | 11.8 71 ([} 2.48 | TID*115...
DMCO077 0.303 7.7 49 | @ 1.62 | TID*075... DMC119 0.469 | 119 71 [ ] 2.5 |TID*115...
DMCO078 0.307 7.8 49 | @ 1.64 | TID*075... DMC120 0.472 12 743 | @ 2.45 | TID*120...
DMCO079 0.311 79 49 | @ 1.66 | TID*075... DMC121 0.476 | 12.1 743 | @ 2.47 | TID*120...
DMCO080 0.315 8 54 | @ 1.62 | TID*080... DMC122 0.480 | 12.2 743 | @ 2.49 | TID*120...
DMCO081 0.319 8.1 54 | @ 1.64 | TID*080... DMC123 0.484 | 12.3 743 | @ 2.51 | TID*120...
DMC082 0.323 | 8.2 54 | @ 1.66 | TID*080... DMC124 0.488 | 124 743 | @ 2.53 | TID*120...
DMC083 0.327 | 8.3 54 | @ 1.68 | TID*080... DMC125 0.492 | 12.5 743 | @ 2.55 | TID*125...
DMC084 0.331 | 8.4 54 | @ 1.7 | TID*080... DMC126 0.496 | 12.6 | 7.43 | @ 2.57 | TID*125...
DMC085 0.335 | 8.5 54 | @ 1.72 | TID*085... DMC127 0.500 | 12.7 743 | @ 2.59 | TID*125...
DMC086 0.339 | 8.6 54 | @ 1.74 | TID*085... DMC128 0.504 | 12.8 743 | @ 2.61 | TID*125...
DMCO087 0.343 | 8.7 54 |@ 1.76 | TID*085... DMC129 0.508 | 12.9 743 | @ 2.63 | TID*125...
DMC088 0.346 | 8.8 54 | @ 1.78 | TID*085... DMC130 0.512 | 13 8.15 | @ 2.71 | TID*130...
DMC089 0.350 | 8.9 54 | @ 1.8 | TID*085... DMC131 0.516 | 13.1 815 | @ 2.73 | TID*130...
DMC090 0.354 9 58 | @ 1.91 | TID*090... DMC132 0.520 | 13.2 815 | @ 2.75 | TID*130...
DMCO091 0.358 9.1 58 (@ 1.93 | TID*090... DMC133 0.524 | 13.3 815 | @ 2.77 | TID*130...
DMC092 0.362 | 9.2 58 | @ 1.95 | TID*090... DMC134 0.528 | 13.4 | 8.15 | @ 2.79 | TID*130...
DMC093 0.366 | 9.3 58 | @ 1.97 | TID*090... DMC135 0.531 | 135 815 | @ 2.81 | TID*135...
DMC094 0.370 9.4 58 | @ 1.99 | TID*090... DMC136 0.535 | 13.6 815 | @ 2.83 | TID*135...
DMC095 0.374 9.5 58 | @ 2.01 | TID*095... DMC137 0.539 | 13.7 815 | @ 2.85 | TID*135...
DMC096 0.378 9.6 58 | @ 2.03 | TID*095... DMC138 0.543 | 13.8 8.15 | @ 2.87 | TID*135...
DMC097 0.382 9.7 58 | @ 2.05 | TID*095... DMC139 0.547 | 13.9 815 | @ 2.89 | TID*135...
DMC098 0.386 | 9.8 58 | @ 2.07 | TID*095... DMC140 0.551 14 8.76 | @ 2.93 | TID*140...
DMC099 0.390 | 9.9 58 | @ 2.09 | TID*095... DMC141 0.555 | 141 876 | @ 2.95 | TID*140...
DMC100 0.394 | 10 | 6.67 |@ 2.09 |TID*100... DMC142 0.559 | 142 | 8.76 | @ 2.97 | TID*140...
DMC101 0.398 | 10.1 667 | @ 2.11 | TID*100... DMC143 0.563 | 14.3 8.76 | @ 2.99 | TID*140...

00.236" - ©0.783" (06 - ©19.9) = 2 pieces per package @®:Line-up

00.787" - ©1.020" (220 - ©25.9) = 1 piece per package
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- Steel * - Steel *
M Stainless * M Stainless *
Cast iron * Cast iron *
Non-ferrous pie Non-ferrous pie
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 § PL Body
(in) | (mm) o (in) | (mm) o
ac ac
< <
DMC144 0.567 | 14.4 876 | @ 3.01 | TID*140... DMC183 0.720 | 183 | 1135 | @ 3.84 | TID*180...
DMC145 0.571 | 145 | 8.76 | @ 3.03 | TID*145... DMC184 0.724 | 18.4 | 11.35 | @ 3.86 | TID*180...
DMC146 0.575 | 14.6 8.76 | @ 3.05 | TID*145... DMC185 0.728 | 185 | 11.35 | @ 3.88 | TID*180...
DMC147 0.579 | 14.7 8.76 | @ 3.07 | TID*145... DMC186 0.732 | 186 | 11.35 | @ 3.9 | TID*180...
DMC148 0.583 | 14.8 876 | @ 3.09 | TID*145... DMC187 0.736 | 187 | 11.35 | @ 3.92 | TID*180...
DMC149 0.587 | 149 | 8.76 | @ 3.11 | TID*145... DMC188 0.740 | 18.8 | 11.35 | @ 3.94 | TID*180...
DMC150 0.591 15 944 | @ 3.18 | TID*150... DMC189 0.744 | 189 | 1135 | @ 3.96 | TID*180...
DMC151 0.594 | 151 944 | @ 3.2 | TID*150... DMC190 0.748 19 1191 | @ 3.99 | TID*190...
DMC152 0.598 | 15.2 944 | @ 3.22 | TID*150... DMC191 0752 | 19.1 | 1191 | @ 4.01 | TID*190...
DMC153 0.602 | 153 | 9.44 | @ 3.24 | TID*150... DMC192 0.756 | 19.2 | 11.91 | @ 4.03 | TID*190...
DMC154 0.606 | 15.4 944 | @ 3.26 | TID*150... DMC1927 0.759 | 19.27 | 11.91 | @ 4.04 | TID*190...
DMC155 0.610 | 155 944 | @ 3.28 | TID*150... DMC193 0.760 | 19.3 | 1191 | @ 4.05 | TID*190...
DMC156 0.614 | 156 944 | @ 3.3 | TID*150... DMC194 0.764 | 19.4 | 1191 | @ 4.07 | TID*190...
DMC157 0.618 | 15.7 | 9.44 | @ 3.32 | TID*150... DMC195 0.768 | 19.5 | 11.91 | @ 4.09 | TID*190...
DMC158 0.622 | 15.8 944 | @ 3.34 | TID*150... DMC196 0.772 | 19.6 | 11.91 | @ 411 | TID*190...
DMC159 0.626 | 15.9 944 | @ 3.36 | TID*150... DMC197 0.776 | 19.7 | 1191 | @ 413 | TID*190...
DMC160 0.630 16 10.07 | @ 3.39 | TID*160... DMC198 0.780 | 19.8 | 1191 | @ 415 | TID*190...
DMC161 0.634 | 16.1 | 10.07 | @ 3.41 | TID*160... DMC199 0.783 | 19.9 | 11.91 | @ 417 | TID*190...
DMC162 0.638 | 16.2 | 10.07 | @ 3.43 | TID*160... DMC200 0.787 20 1262 | @ 4.24 | TID*200...
DMC163 0.642 | 16.3 | 10.07 | @ 3.45 | TID*160... DMC201 0.791 | 20.1 1262 | @ 4.26 | TID*200...
DMC164 0.646 | 16.4 | 10.07 | @ 3.47 | TID*160... DMC205 0.807 | 20.5 | 1262 | @ 4.34 | TID*200...
DMC165 0.650 | 16.5 | 10.07 | @ 3.49 | TID*160... DMC206 0.811 | 20.6 | 12.62 | @ 4.36 | TID*200...
DMC166 0.654 | 16.6 | 10.07 | @ 3.51 | TID*160... DMC210 0.827 21 132 | @ 4.4 | TID*210...
DMC167 0.657 | 16.7 | 10.07 | @ 3.583 | TID*160... DMC211 0.831 | 21.1 13.2 | @ 4.42 | TID*210...
DMC168 0.661 | 16.8 | 10.07 | @ 3.55 | TID*160... DMC215 0.846 | 21.5 13.2 | @ 4.5 |TID*210...
DMC169 0.665 | 16.9 | 10.07 | @ 3.57 | TID*160... DMC217 0.854 | 21.7 132 | @ 4.54 | TID*210...
DMC170 0.669 | 17 | 10.68 | @ 3.57 | TID*170... DMC218 0.858 | 21.8 | 13.2 | @ 4.56 | TID*210...
DMC171 0.673 | 17.1 | 10.68 | @ 3.59 | TID*170... DMC220 0.866 22 13.84 | @ 4.6 |TID*220...
DMC172 0.677 | 17.2 | 1068 | @ 3.61 | TID*170... DMC221 0.870 | 22.1 13.84 | @ 4.62 | TID*220...
DMC173 0.681 | 17.3 | 10.68 | @ 3.63 | TID*170... DMC222 0.874 | 22.2 | 13.84 | @ 4.64 | TID*220...
DMC174 0.685 | 17.4 | 10.68 | @ 3.65 | TID*170... DMC223 0.878 | 22.3 | 13.84 | @ 4.66 |TID*220...
DMC175 0.689 | 17.5 | 10.68 | @ 3.67 | TID*170... DMC225 0.886 | 22.5 | 13.84 | @ 4.7 | TID*220...
DMC176 0.693 | 17.6 | 10.68 | @ 3.69 | TID*170... DMC230 0.906 23 1451 | @ 4.84 | TID*230...
DMC177 0.697 | 17.7 | 10.68 | @ 3.71 | TID*170... DMC235 0.925 | 235 | 1451 | @ 4.94 | TID*230...
DMC178 0.701 | 17.8 | 10.68 | @ 3.73 | TID*170... DMC240 0.945 | 24 1511 | @ 5.03 |TID*240...
DMC179 0.705 | 17.9 | 10.68 | @ 3.75 | TID*170... DMC245 0.965 | 245 | 1511 | @ 513 | TID*240...
DMC180 0.709 18 1135 | @ 3.78 | TID*180... DMC250 0.984 25 15.78 | @ 5.28 | TID*250...
DMC181 0.713 | 18.1 | 1135 | @ 3.8 | TID*180... DMC253 0996 | 25.3 | 1578 | @ 5.34 | TID*250...
DMC182 0717 | 182 | 11.35 | @ 3.82 | TID*180... DMC255 1.004 | 255 | 1578 | @ 5.38 |TID*250...
20.236" - 60.783" (06 - 19.9) = 2 pieces per package DMC2567 1.011 | 25.67 | 15.78 | @ 5.42 | TID*250...
00.787" - 01.020" (620 - 025.9) = 1 piece per package DMC259 1020 | 259 | 15.78 | @ 5.46 | TID*250..
@ : Line-up
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DMF Flat geometry head CGEGEER Head diameter
(In) tolerance
- +0'0007" / 0

o
Q 00.709" - 60.783"  +0.0008" /0
O o
a Qr/
PL J

IR EGCE @ Head diameter
(mm) tolerance
.‘@ +0.018/0

218 - 825.9 +0.021/0
A
Detail in A
Bl steel * Bl steel *
M Stainless * M Stainless *
Cast iron * Cast iron *
Non-ferrous Y Non-ferrous pie
S Superalloys * S Superalloys * % : First choice
H | Hard materials | % H  Hard materials | % ¢ : Second choice
Coated Coated
Designation E_)C bC LPR ,‘9_’ CHW PL |PDD| Body Designation E_)C bC LPR § CHW PL |PDD| Body
(in) |(mm) ) (in) | (mm) <)
I I
< <
DMFO060 0.236 6 3.01 | @ 0.4 |0.61| 1.15 | TID*060... DMF140 0.551| 14 |596|@ 0.7 [1.31] 3.81 | TID*140...
DMF065 0.256| 6.5 [3.28 | @ 0.4 |0.68| 1.54 | TID*065... DMF141 0.555| 141 [5.96 | @ 0.7 |1.31] 3.81 | TID*140...
DMF068 0.268| 6.8 [3.28 | @ 0.4 |0.68| 1.54 | TID*065... DMF142 0.559| 14.2 |5.96 | @ 0.7 [1.31] 3.81 | TID*140...
DMF070 0.276 7 358 | @ 0.4 |0.68| 1.54 | TID*070... DMF143 0.563| 14.3 |5.96 | @ 0.7 [1.31] 3.81 | TID*140...
DMFQ75 0.295| 7.5 [3.58 | @ 0.4 |0.68| 1.54 | TID*075... DMF144 0.567| 14.4 |5.96 | @ 0.7 [1.31] 3.81 | TID*140...
DMF080 0.315 8 439 | @ 0.7 [1.09]| 2.44 | TID*080... DMF145 0.571| 14.5 |5.96 | @ 0.7 |1.31| 3.81 | TID*145...
DMF081 0.319| 8.1 [4.39|@ 0.7 |1.09] 2.44 | TID*080... DMF150 0591 15 [6.43|@ 0.7 |1.35| 4.24 | TID*150...
DMF085 0.335| 85 [4.39 | @ 0.7 [1.09| 2.44 | TID*085... DMF152 0.598| 15.2 | 6.43 | @ 0.7 |1.35| 4.24 | TID*150...
DMF086 0.339| 86 [4.39|@ 0.7 [1.09| 2.44 | TID*085... DMF155 0.610| 15.5 |6.43 | @ 0.7 |1.35| 4.24 | TID*150...
DMF087 0.343| 87 [4.39|@ 0.7 [1.09| 2.44 | TID*085... DMF157 0.618| 15.7 |6.43 | @ 0.7 |1.35| 4.24 | TID*150...
DMF088 0.346| 88 [4.39|@ 0.7 |1.09]| 2.44 | TID*085... DMF158 0.622| 15.8 [6.43 | @ 0.7 |1.35| 4.24 | TID*150...
DMF090 0.354 9 461 | @ 0.7 |[1.11] 2.55 | TID*090... DMF160 0.630| 16 |6.84 | @ 0.7 [1.39] 4.06 | TID*160...
DMFQ95 0.374| 95 461 |@ 0.7 |1.11] 2.55 | TID*095... DMF161 0.634| 161 |6.84 | @ 0.7 |{1.39| 4.06 | TID*160...
DMF100 0.394| 10 [472|@ 0.7 |1.17|2.89 | TID*100... DMF165 0.650| 16.5 [6.84 | @ 0.7 |1.39| 4.06 | TID*160...
DMF101 0.398| 101 |4.72 | @ 0.7 [1.17| 2.89 | TID*100... DMF167 0.657| 16.7 |6.84 | @ 0.7 |1.39| 4.06 | TID*160...
DMF103 0.406| 10.3 [4.72 | @ 0.7 | 117 | 2.89 | TID*100... DMF170 0669 17 | 715 |@ 0.7 | 1.4 | 414 | TID*170...
DMF104 0.409| 10.4 | 472 | @ 0.7 |{1.17|2.89 | TID*100... DMF175 0.689| 175 | 715 | @ 0.7 | 1.4 | 414 | TID*170...
DMF105 0.413| 105 |4.72 | @ 0.7 |1.17|2.89 | TID*105... DMF179 0.705| 17.9 | 715 | @ 0.7 | 1.4 | 414 | TID*170...
DMF106 0.417| 106 | 472 | @ 0.7 |1.17| 2.89 | TID*105... DMF180 0.709| 18 |7.45|@ 0.7 [1.42| 4.16 | TID*180...
DMF107 0.421| 10.7 | 4.72 | @ 0.7 | 117 | 2.89 | TID*105... DMF185 0.728| 18.5 | 745 | @ 0.7 |1.42| 416 | TID*180...
DMF108 0.425| 10.8 | 4.72 | @ 0.7 |{1.17|2.89 | TID*105... DMF190 0.748| 19 | 779 | @ 0.7 |1.44| 4.25 | TID*190...
DMF110 0.433| 11 49 | @ 0.7 |1.25] 2.98 | TID*110... DMF195 0.768| 19.5 | 779 | @ 0.7 |1.44| 4.25 | TID*190...
DMF115 0.453| 115 | 49 | @ 0.7 |1.25]2.98 | TID*115... DMF198 0.780| 19.8 | 7.79 | @ 0.7 |1.44| 4.25 | TID*190...
DMF117 0461 117 | 49 | @ 0.7 |1.25|2.98 | TID*115... DMF200 0.787| 20 |9.12 | @ 0.7 |1.77| 6.56 | TID*200...
DMF120 0.472| 12 521 | @ 0.7 |1.26| 3.13 | TID*120... DMF205 0.807| 20.5 [9.12 | @ 0.7 |1.77| 6.56 | TID*200...
DMF121 0.476 | 121 |5.21 | @ 0.7 |1.26| 3.13 | TID*120... DMF210 0.827| 21 [9.54 | @ 0.7 |1.79]6.92 | TID*210...
DMF122 0.480| 12.2 |5.21 | @ 0.7 |1.26| 3.13 | TID*120... DMF215 0.846| 21.5 [9.54 | @ 0.7 |1.79]6.92 | TID*210...
DMF123 0.484| 12.3 | 521 | @ 0.7 |1.26| 3.13 | TID*120... DMF218 0.858| 21.8 |9.54 | @ 0.7 [1.79] 6.92 | TID*210...
DMF124 0.488| 12.4 |5.21 | @ 0.7 |1.26| 3.13 | TID*120... DMF220 0.866| 22 |9.86 | @ 0.7 [1.81| 7.13 | TID*220...
DMF125 0.492| 125 |5.21 | @ 0.7 |1.26| 3.13 | TID*125... DMF225 0.886| 22.5 |9.86 | @ 0.7 |1.81| 7.13 | TID*220...
DMF126 0.496| 126 |5.21 | @ 0.7 |1.26| 3.13 | TID*125... DMF230 0.906| 23 [10.28| @ 0.7 |1.83| 7.42 | TID*230...
DMF127 0.500| 12.7 |5.21 | @ 0.7 |1.26| 3.13 | TID*125... DMF235 0.925| 23.5 [10.28| @ 0.7 |1.83| 7.42 | TID*230...
DMF130 0.512| 13 |553| @ 0.7 |1.28| 3.52 | TID*130... DMF240 0.945| 24 |10.71| @ 0.7 |1.86| 7.45 | TID*240...
DMF131 0.516| 131 |5.53 | @ 0.7 |1.28| 3.52 | TID*130... DMF245 0.965| 24.5 (10.71| @ 0.7 |1.86| 7.45 | TID*240...
DMF133 0.524| 13.3 |5.53 | @ 0.7 |1.28| 3.52 | TID*130... DMF250 0.984| 25 [1115|@ 0.7 | 1.9 | 7.54 | TID*250...
DMF135 0.531| 13.5 |5.53 | @ 0.7 |1.28] 3.52 | TID*135... DMF254 1.000| 25.4 [11.15| @ 0.7 | 1.9 | 7.54 | TID*250...
DMF137 0.539| 13.7 |5.53 | @ 0.7 |1.28| 3.52 | TID*135... DMF255 1.004| 255 |11.15| @ 0.7 | 1.9 | 7.54 | TID*250...
DMF138 0.543| 13.8 |5.53 | @ 0.7 |1.28| 3.52 | TID*135... DMF259 1.020| 259 |11.15| @ 0.7 | 1.9 | 7.54 | TID*250...
DMF139 0.547| 13.9 | 553 | @ 0.7 |1.28| 3.52 | TID*135... @ : Will be released in January 2022

©0.236" - ©0.783" (26 - ©19.9) = 2 pieces per package ®: Line-up

00.787" - ©1.020" (220 - 925.9) = 1 piece per package
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DMH High strength cutting edge

ACCELERATED HOLEMAKING

DMN Non-ferrous metals drilling

o
3 &8 (3
Y
pL”, LPR
LPR
Tool diameter Head diameter UECENEEN Head diameter ICEEEGECE@ Head diameter ICEGETEE@ Head diameter
(In) tolerance - tolerance (In) tolerance tolerance
- +0.0004 +0.01 - +0.0004 /0 - +0.01/0
20.709 - 0.768  +0.0005 /0 018 - 219.5 +0.012/0
- Steel * - Steel
M Stainless * M Stainless
Cast iron * Cast iron
Non-ferrous Yo l Non-ferrous *
S Superalloys * S Superalloys % : First choice
H Hard materials | % H Hard materials ¢ : Second choice
Coated Coated
Designation PC bC LPR § PL Body Designation E_)C bC LPR |15 PL Body
(in) | (mm) o (in) | (mm) -
T (7))
< X
DMH100 0.394 | 10 |6.05|@® 1.47 | TID*100... DMN100 0.394 | 10 | 6.05 |@ 1.47 | TID*100...
DMH103 0.406 | 103 | 6.05 | @ 1.52 | TID*100... DMN102 0.402 | 102 | 6.05 | @ 1.51 | TID*100...
DMH105 0.413 | 10.5 | 6.05 | @ 1.56 | TID*105... DMN105 0.413 | 105 | 6.05 | @ 1.56 | TID*105...
DMH108 0.425 | 10.8 | 6.05 | @ 1.62 | TID*105... DMN108 0.425| 10.8 | 6.05 | @ 1.62 | TID*105...
DMH110 0433 | 11 6.45 | @ 1.67 | TID*110... DMN110 0.433 | 11 6.45 | @ 1.67 | TID*110...
DMH115 0453 | 11.5 | 6.45 | @ 1.76 | TID*115... DMN115 0.453 | 11.5 | 6.45 | @ 1.76 | TID*115...
DMH120 0472 | 12 68 @ 1.82 | TID*120... DMN120 0.472 | 12 68 |@ 1.82 | TID*120...
DMH125 0492 | 125 | 68 |@ 1.91 | TID*125... DMN123 0.484 | 123 | 68 | @ 1.87 | TID*120...
DMH126 0496 | 126 | 6.8 | @ 1.93 | TID*125... DMN125 0492 | 125 | 68 | @ 1.91 | TID*125...
DMH130 0512 | 13 74 | @ 1.96 | TID*130... DMN126 0.496 | 126 | 6.8 |@ 1.93 | TID*125...
DMH133 0524 | 133 | 74 | @ 2.01 | TID*130... DMN127 0.500 | 12.7 | 6.8 |@ 1.95 | TID*125...
DMH135 0531 | 135 | 74 | @ 2.05 | TID*135... DMN130 0512 | 13 74 | @ 1.96 | TID*130...
DMH137 0539 | 137 | 74 | @ 2.09 | TID*135... DMN135 0531 | 135 | 74 |@ 2.05 |TID*135...
DMH138 0543 | 138 | 74 | @ 211 | TID*135... DMN138 0543 | 138 | 74 |@ 211 | TID*135...
DMH139 0547 | 139 | 74 | @ 212 | TID*135... DMN140 0551 | 14 | 795 |@ 2.12 | TID*140...
DMH140 0.551 14 795 | @ 212 | TID*140... DMN142 0559 | 142 | 795 | @ 2.16 | TID*140...
DMH142 0559 | 142 | 795 | @ 2.16 | TID*140... DMN145 0571 | 145 | 795 | @ 221 |TID*145...
DMH145 0571 | 145 | 795 | @ 2.21 | TID*145... DMN150 0591 | 15 | 853 |@ 2.27 | TID*150...
DMH150 0.591 15 | 853 | @ 2.27 | TID*150... DMN152 0.598 | 152 | 853 |@ 2.31 | TID*150...
DMH152 0.598 | 15.2 | 8.53 | @ 2.31 | TID*150... DMN155 0.610 | 155 | 853 | @ 2.36 | TID*150...
DMH155 0.610 | 155 | 8.53 | @ 2.36 | TID*150... DMN158 0622 | 158 | 853 | @ 2.42 | TID*150...
DMH160 0.630 | 16 91 | @ 2.42 | TID*160... DMN159 0.626 | 159 | 853 | @ 2.43 | TID*150...
DMH165 0.650| 16,5 | 91 | @ 2.51 | TID*160... DMN160 0.630 | 16 91 |@ 2.42 | TID*160...
DMH170 0.669 | 17 97 | @ 2.59 | TID*170... DMN163 0642 | 163 | 9.1 | @ 2.47 | TID*160...
DMH175 0689 | 175 | 9.7 | @ 2.68 | TID*170... DMN165 0650 | 165 | 9.1 | @ 251 | TID*160...
DMH180 0.709 | 18 103 | @ 2.73 | TID*180... DMN170 0.669 | 17 9.7 | @ 259 |TID*170...
DMH185 0728 | 18,5 | 10.3 | @ 2.82 | TID*180... DMN175 0.689 | 175 | 9.7 |@ 2.68 | TID*170...
DMH190 0.748 | 19 10.8 | @ 2.88 | TID*190... DMN180 0709 | 18 | 103 | @ 2.73 | TID*180...
DMH194 0.764 | 19.4 | 10.8 | @ 2.95 | TID*190... DMN185 0.728 | 185 | 103 | @ 2.82 | TID*180...
DMH195 0.768 | 19.5 | 10.8 | @ 2.97 | TID*190... DMN190 0.748 | 19 | 108 |@ 2.88 | TID*190...
00.394" - 00.768" (210 - 619.5) = 2 pieces per package @ : Line-up DMN195 0.768 | 195 | 10.8 | @ 2.97 | TID*190...
00.394" - 90.768" (210 - ©19.5) = 2 pieces per package @ : Line-up
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DRILLMEISTER

I APPLICATION RANGE AND RECOMMENDED TOOL LENGTHS FOR DMF HEAD
Please use the shortest possible too

Recommended L/D

Application

Plane surface

Complex exit

Cross hole

Rough / cast surface

Recommended L/D =1.5
Slant surface Round surface Hole expansion Plunging
Application
- 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.
B HEAD COMBINATIONS OF PRE-HOLE TO MAIN HOLE
Pre-hole
DMP DMC DMF
Good Not good Not good
DMP
e o [ X J
Good Good Good
Hole DMC
Not good Not good Good
DMF
[ J [} [ J
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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
304SS, 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

Hardened steel

Cutting
speed

Ve (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)

ACCELERATED HOLEMAKING

DC (in)

00.236 - 00.311

0.004 - 0.005

0.004 - 0.005

0.008 - 0.005

0.003 - 0.005

0.003 - 0.004

0.005 - 0.007

0.005 - 0.007

0.004 - 0.008

0.002 - 0.003

0.002 - 0.003

0.002 - 0.003

- 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

00315 - 90.390

0.005 - 0.010

0.005 - 0.010

0.004 - 0.010

0.004 - 0.010

0.004 - 0.006

0.006 - 0.012

0.006 - 0.012

0.008 - 0.014

0.002 - 0.005

0.002 - 0.004

0.002 - 0.005

00.394 - 00.469

0.006 - 0.011

0.006 - 0.011

0.006 - 0.011

0.006 - 0.011

0.005 - 0.007

0.008 - 0.014

0.008 - 0.014

0.010 - 0.016

0.003 - 0.006

0.003 - 0.005

00.472 - 00.547

0.007 - 0.012

0.007 - 0.012

0.006 - 0.013

0.006 - 0.013

0.006 - 0.008

0.010-0.016

0.010-0.016

0.012-0.018

0.004 - 0.011

0.004 - 0.006

©0.551 - 90.626

0.008 - 0.014

0.008 - 0.014

0.007 - 0.014

0.007 - 0.014

0.006 - 0.009

0.012-0.018

0.012-0.018

0.014 - 0.02

0.005 - 0.008

0.005 - 0.007

00.630 - 00.783

0.01-0.018

0.01-0.018

0.009 - 0.016

0.009 - 0.016

0.006 - 0.010

0.014 - 0.022

0.014 - 0.022

0.016 - 0.024

0.006 - 0.009

0.005 - 0.009

00.787 - 01,020

0.01-0.018

0.01-0.018

0.01-0.018

0.01-0.018

0.007 - 0.012

0.014 - 0.024

0.014 - 0.024

0.020 - 0.030

0.007 - 0.011

0.006 - 0.009

0.003 - 0.006 0.004 - 0.007 0.005-0.008 0.006-0.009 0.006-0.010

- Machined hole diameter may change depending upon the rigidity of the machine
tool or cutting conditions
- In case of L/D = 8,12 drill, the recommended range of cutting speeds and feeds
is between the minimum and median values listed above
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FLUTES

SOLIDSDXRILL

4-FLUTE SOLID DRILLS FOR
EXCEPTIONAL PERFORMANCE

ADD 4 cutting edges for highly productive drilling
and longer tool life
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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

SOLIDDALL

I SOLID DRILL
DSQ-E3

Solid drill, without coolant hole, DIN shank, L/D = 3, 80.236" - 20.630"

AH9130 DCONMS LU

DSQ060-018-06E3 [ J 0.236 0.945
DSQ068-021-07E3 0.268 [ J 0.276  1.063
DSQ085-026-09E3 [ J 0.354 1.339
DSQ090-027-09E3 0.354 [ J 0.354 1.417
DSQ100-030-10E3 o 0.394 1.575
DSQ105-032-11E3 0.413 [ ] 0.433 1.654

DSQ-E5

120°

LCF

1.181
1.339
1.693
1.772
1.969
2.087

LU (effective flute length)
LCF

OAL

OAL

3.150 DSQ108-033-11E3
3.307 DSQ120-036-12E3
3.661 DSQ130-039-13E3
3.740 DSQ140-042-14E3
3.937 DSQ160-048-16E3
4.843

0.472

0.551

DCONMS"®

AH9130 DCONMS LU

0.433
0.472
0.512
0.551
0.630

1.693
1.890
2.047
2.205
2.520

LCF

2.126
2.362
2.559
2.756
3.150

OAL

4.882
5.118
5.315
5.512
5.906

® : New

Solid drill, without coolant hole, DIN shank, L/D = 5, ¢0.236"

120°

DSQ060-030-06E5 | 0236 | ® 0236 1.417
DSQ068-034-07E5 0268 @ 0276 1.614
DSQU85-043-09E5 | 085 @ 0354 2.008
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- 20.630"

LU (effective flute length)
=1

LCF

OAL

LCF

1.654
1.890
2.362

OAL

3.622 DSQ105-053-11E5
3.858  DSQ120-060-12E5
4.331  DSQ160-080-16E5

0.413

DCONMS"®

0.630

Inch D[N AH9130 DCONMS LU  LCF

0.433 2.480 2913
0.472 2.835 3.307
0.630 3.780 4.409

OAL

5.669
6.063
7.165

® : New



I STANDARD CUTTING CONDITIONS

; : Brinell hardness Cutting speed
1ISO Workpiece material (HB) Vo (&)
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 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
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~EAMMEISTER

EXCHANGEABLE HEAD REAMERS FOR

MAXIMUM PRODUCTIVITY AND HIGH
PRECISION

ADD exchangeable head solutions for precision reaming operations

178 | NEW PRODUCTS



- 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: Straight flute head for blind holes
BL type: Left fluted head for through hole
DC = 20.4528" - 1.260"

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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~EAMMEISTER

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

0.5315 0.6299

0.7874 1.0236

0.4528 0.5315

0.6300 0.7874

1.0236 1.2598

0.53154 0.6299

0.7874 1.0236

0.4528 0.5315

0.6300 0.7874

1.0236 1.2598

0.5315 0.6299

0.7874 1.0236

0.4528 0.5315

0.6300 0.7874

1.0236 1.2598

0.5315 0.6299

0.7874 1.0236

0.4527 0.5315

0.6300 0.7874

1.0236 1.2598

* 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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. LF o
LH
L5
j :i Yy - _—_ - - = =
I P e e
ssc L/D DCONMS L5 LF
T5 15 0.630 0.366 3.063
T6 1.5 0.630 0.370 3.209
T7 1.5 0.787 0.417 3.571
T8 15 0.787 0.504 3.976
T9 15 1.260 0.504 4.760
T5 3 0.630 0.366 3.850
T6 3 0.630 0.370 4.150
T7 3 0.787 0.417 4.748
T8 3 0.787 0.504 5.425
T9 3 1.260 0.504 6.579
T5 5 0.630 0.366 4.921
T6 5 0.630 0.370 5.409
7 5 0.787 0.417 6.323
T8 5 0.787 0.504 7.394
T9 5 1.260 0.504 9.008
T5 8 0.630 0.366 6.516
T6 8 0.630 0.370 7.299
T7 8 0.787 0.417 8.685
T8 8 0.787 0.504 10.346
T9 8 1.260 0.504 12.878
T5 15 0.625 0.366 3.059
T6 1.5 0.625 0.370 3.209
T7 15 0.750 0.417 3.571
T8 15 0.750 0.504 3.980
T9 15 1.250 0.504 4.760
T5 3 0.625 0.366 3.850
6 3 0.625 0.370 4.150
T7 3 0.750 0.417 4.740
T8 3 0.750 0.504 5.421
T9 3 1.250 0.504 6.579
T5 5 0.625 0.366 4.921
6 5 0.625 0.370 5.409
7 5 0.750 0.417 6.319
T8 5 0.750 0.504 7.390
9 5 1.250 0.504 9.098
T5 8 0.625 0.366 6.512
T6 8 0.625 0.370 7.299
T7 8 0.750 0.417 8.681
T8 8 0.750 0.504 10.350
T9 8 1.250 0.504 12.882

DCONMS

1.173
1.319
1.602
2.008
2.398
1.961
2.260
2.780
3.457
4.217
3.031
3.520
4.354
5.425
6.736
4.626
5.409
6.717
8.378
10.516
1.170
1.320
1.600
2.010
2.400
1.960
2.260
2.780
3.450
4.210
3.030
3.520
4.350
5.420
6.740
4.620
5.410
6.720
8.380
10.510



ACCELERATED HOLEMAKING

Il REAMER HEAD

HRM-AS (for blind holes) HRM-BL (for through holes)
\

Designation [ AH725 SSC LPR CICT Designation DI AH725 SSC LPR CICT

HRM-0.4528-AS-T5 ° T5 0366 6 HRM-0.4528-BL-T5 ° T5 0366 6
HRM-0.4725-AST5 04724 @ T5 0366 6 HRM-0.4725-BL-T5 04724 @ T5 0366 6
HRM-0.5000-AS-T5 ~ |[0.5000| ® T5 0366 6 HRM-0.5000-BL-Ts  |[0.5000| @ T5 0366 6
HRM-0.5119-AS-T5 05118 @ T5 0366 6 HRM-0.5119-BL-T5 05118 @ T5 0366 6
HRM-0.5315-AS-T5 1068151 @ T5 0370 6 HRM-05315-BL-T5 1068161 @ T5 0366 6
HRM-0.5512-AST6 05512 @ T6 0370 6 HRM-0.5316-BL-T6 05815 @ T6 0370 6
HRM-0.5906-AS-T6 | 0.5905/| @ T6 0370 6 HRM-0.5512-BL-Té | 06512 @ T6 0370 6
HRM-0.6250-AS-T6 06250 @ T6 0417 6 HRM-0.5906-BL-T6 05905 @ T6 0370 6
HRM-0.6300-AS-T6 106299 @ T6 0417 6 HRM-0.6250-BL-T6  |10.6250/| @ T6 0370 6
HRM-0.6300-AS-T7  0.6300 @ 7 0417 6 HRM-0.6300-BLT6 06299 @ T6 0370 6
HRM-0.6693-AS-T7 06693 @ 7 0417 6 HRM-0.6300-BL-T7 106800 @ 7 0417 6
HRM-0.7087-AS-T7 07087 @ 7 0417 6 HRM-0.6693-BL-T7 06693 @ 7 0417 6
HRM-0.7481-AsT7  [[0.7480 @ T7 0504 6 HRM-0.7087-BLT7  [[0.7087) @ 7 0417 6
HRM-0.7500-AS-T7 0.7500 [ ] T7 0.504 6 HRM-0.7481-BL-T7 0.7480 [ ] T7 0.417 6
HRM-0.7875-AS-T7 | 0874 ® T7 0504 6 HRM-0.7500-BL-T7  |[0./500.| @ 7 0417 6
HRM-0.7875-AS-T8  0.7874 @ T8 0504 8 HRM-0.7875-BL-T7 07874 @ 7 0417 6
HRM-0.8268-AS-T8  [[0.8268 @ T8 0504 8 HRM-0.7875-BL-Te  |O8/4)| ® T8 0504 8
HRM-0.8662-AS-T8 0.8661 @ T8 0504 8 HRM-0.8268-BL-T8 ~  0.8268 @ T8 0504 8
HRM-0.9056-AS-T8 | 0.9055| @ T8 0504 8 HRM-0.8662-BL-T8 | 0.8661| ® T8 0504 8
HRM-0.9449-AS-T8 09449 @ T8 0504 8 HRM-0.9056-BL-T8 09055 @ T8 0504 8
HRM-0.9843-AS-Te  [[0.9842] @ T8 0504 8 HRM-0.9449-BL-Ts 109449 @ T8 0504 8
HRM-1.0000-AS-T8  1.0000 @ T8 0504 8 HRM-0.9843-BLTS 09842 @ T8 0504 8
HRM-1.0237-AS-T9 10286 @ T9 0504 8 HRM-1.0000-BL-T8 | 1.0000| @ T8 0504 8
HRM-1.063-AS-T9 10630 @ T9 0504 8 HRM-1.0237-BL-T9 10236 @ T9 0504 8
HRM-1.1024-ASTo  [[140247 @ T9 0504 8 HRM-1.0630-BL-T9  [[1.0680" @ T9 0504 8
HRM-1.1418-AS-T9 11417 @ T9 0366 8 HRM-1.1024-BL-T9 11024 @ T9 0504 8
HRM-11812-AST9  [14811| @ T9 0370 8 HRM-11418-BLTO [ 14417| @ T9 0504 8
HRM-1.2205-AST9 12205 @ T9 0417 8 HRM-1.1812-BL-T9 11811 @ T9 0504 8
HRM-1.2500-As-T9  [14:25000 @ T9 0504 8 HRM-1.2205-BLTo  [[1.2205] @ T9 0504 8
HRM-1.2509-AST9 12600 @ T9 0504 8 HRM-1.2509-BL-T9 12600 @ T9 0504 8

+0.00059 / +0.00043 +0.00071/0 +0.00059 / +0.00043  +0.00071/0

: Tolerance range Hole diameter @ : Line-up Tolerance range Hole diameter @ : Line-up
Head diameter range Head diameter range
of the head™ tolerance (H7) Package quantity = 1 pcs. g of the head™ tolerance (H7) Package quantity = 1 pcs.

20.7080 - @1.1417  +0.00067 / +0.00051 +0.00083 / 0 20.7080 - @1.1417 +0.00067 / +0.00051 +0.00083 /0
[1611811251:2600" +0.00083/ +0.00063 +0.00098 /0 [161:1811261:2600 " +0.00083/ +0.00063 +0.00098 /0
¢ All standard heads are designed to achieve H7 hole tolerance. ¢ All standard heads are designed to achieve H7 hole tolerance.
* Head diameters are produced so that the hole diameter achieved is * Head diameters are produced so that the hole diameter achieved is
close to the max tolerance limit. close to the max tolerance limit.

LI
Ly

.
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~EAMMEISTER

I STANDARD CUTTING CONDITIONS

Conversion table for feed per tooth

Feed: fz (ipt)

ISO Workpiece materials Cutting speed AS: Straight flute (for blind holes) BL: Left hand flute (for through holes]
Ve (sfm)
00.4528-00.6300  00.6300- 012600  00.4528-00.6300  00.6300 - 01.2600
Low carbon steel (C<0.3)
e ) 262 - 656 0.0020-0.0071  0.0020 - 0.0079 0.0020 - 0.0079  0.0020 - 0.0106
Carbon steel (C>0.3)
. 1045, 1085, oo, 262 - 492 0.0020 - 0.0059  0.0020 - 0.0071  0.0020 - 0.0071  0.0020 - 0.0098
Low alloy steel (C<0.3
owa 5?'28 zic((k ) 262 - 656 0.0020-0.0071 0.0020-0.0079 0.0020-0.0079  0.0020 - 0.0106
Alloy steel (C>0.3)
4140, 5620, oo, 164 - 492 0.0012-0.0039 0.0020-0.0051 0.0020-0.0051 0.0020 - 0.0067
Stainless steel (Austenitic)
T e 66 - 131 0.0012-0.0039 0.0012-0.0051 0.0020 - 0.0051  0.0020 - 0.0067
Stainless steel (Martensitic and ferriti
M ainless steel (Martensitic and ferritic) 66 - 131 0.0012-0.0039  0.0012-0.0051 0.0020 - 0.0051 0.0020 - 0.0067
410, 416, etc.
tainless steel (Precipitation hardeni
Stainless steel (Precipitation hardening) 66 - 131 0.0012-0.0039 0.0012-0.0051 0.0020 - 0.0051  0.0020 - 0.0067
S17400, etc
Gray cast iron
. SN el e s 328 - 820 0.0020-0.0071  0.0020 - 0.0079 0.0020 - 0.0079  0.0020 - 0.0106
Ductile cast iron
1007005, ot 262 - 656 0.0020 - 0.0059 0.0020 - 0.0071  0.0020 - 0.0071 ~ 0.0020 - 0.0098
. Aluminum alloy 308 -984 0.0020-0.0071 0.0020 - 0.0079 0.0020 - 0.0079  0.0020 - 0.0106
High temp. all
I'g omp. & oy 49 - 164 0.0012-0.0024 0.0012-0.0031  0.0020- 0.0039  0.0020 - 0.0051
s nconel718 etc.
Titanium all
eI €1l 98- 197 0.0012-0.0039 0.0012-0.0051 0.0020 - 0.0051  0.0020 - 0.0067
Ti-6Al-4V etc.
Hardened steel
ardeneg siee 164 - 328 0.0012-0.0031 0.0012-0.0039 0.0020 - 0.0047  0.0020 - 0.0059
Over 40HRC etc.

Conversion table for feed per revolution

Feed: f (ipr)
1SO Workpiece materials Cutting speed AS: Straight flute (for blind holes)  BL: Left hand flute (for through holes)
Vc (sfm) 00.4528 - 00.6300 00.6300 - 00.7874 00.7874 - 91.2600 00.4528 - 60.6300 ©0.6300 - 00.7874 ©0.7874 - 01.2600
6 flutes 6 flutes 8 flutes 6 flutes 6 flutes 8 flutes
Low carbon steel (C<0.3) 262 - 656 0.0118 - 0.0118 - 0.0157 - 0.0118 - 0.0118 - 0.0157 -
1018, 1020, 1026, E275A, etc. 0.0425 0.0472 0.0630 0.0472 0.0638 0.0850
Carbon steel (C>0.3) 262 - 492 0.0118 - 0.0118 - 0.0157 - 0.0118 - 0.0118 - 0.0157 -
. 1045, 1055, etc. 0.0354 0.0425 0.0567 0.0425 0.0591 0.0787
Low alloy steel (C<0.3) 262 - 656 0.0118 - 0.0118 - 0.0157 - 0.0118 - 0.0118 - 0.0157 -
5120, etc. 0.0425 0.0472 0.0630 0.0472 0.0472 0.0850
Alloy steel (C>0.3) 164 - 492 0.0071-  0.0071-  0.0157-  0.0118- 0.0118 - 0.0157 -
4140, 8620, etc. 0.0236 0.0307 0.0409 0.0307 0.0402 0.0535
Stainless steel (Austenitic) 66 - 131 0.0071 - 0.0071 - 0.0094 - 0.0118 - 0.0118 - 0.0157 -
304, 316, etc. 0.0236 0.0307 0.0409 0.0307 0.0402 0.0535
M Stainless steel (Martensitic and ferritic) 66 - 131 0.0071 - 0.0071 - 0.0094 - 0.0118 - 0.0118 - 0.0157 -
410, 416, etc. 0.0236 0.0307 0.0409 0.0307 0.0402 0.0535
Stainless steel (Precipitation hardening) 66 - 131 0.0071 - 0.0071 - 0.0094 - 0.0118 - 0.0118 - 0.0157 -
S17400, etc 0.0236 0.0307 0.0409 0.0307 0.0402 0.0535
Gray cast iron 398 - 820 0.0118 - 0.0118 - 0.0157 - 0.01181- 0.0118 - 0.0157 -
. Class No.25, No.30, No.35, etc. 0.0425 0.0472 0.0630 0.0472 0.0638 0.0850
Ductile cast iron 262 - 656 0.0118 - 0.0118 - 0.0157 - 0.0118 - 0.0118 - 0.0157 -
100-70-03, etc. 0.0354 0.0425 0.0567 0.0709 0.0638 0.0787
. 0.0118 - 0.0118 - 0.0157 - 0.0118 - 0.0118 - 0.0157 -
. Aluminum alloy 328 - 984 0.0425 00472 00630 00472 00638  0.0850
High temp. alloy 49 - 164 0.0071 - 0.0071 - 0.0094 - 0.0118 - 0.0118 - 0.0157 -
s Inconel718 etc. 0.0142 0.0189 0.0252 0.0236 0.0307 0.0409
Titanium alloy 98 - 197 0.0071 - 0.0071 - 0.0094- 0.0118 - 0.0118 - 0.0157 -
Ti-6Al-4V etc. 0.0236 0.0307 0.0409 0.0307 0.0402 0.0535
Hardened steel 164 - 308 0.0071 - 0.0071 - 0.0094 - 0.0118 - 0.0118 - 0.0157 -
Over 40HRC etc. 0.0189 0.0236 0.0315 0.0283 0.0354 0.0472

182 | NEW PRODUCTS



ACCELERATED HOLEMAKING

Il FOR BEST PERFORMANCE

Reaming allowance

eReaming allowance A is the stock material to be removed in the reaming process. For a successful reaming operation,
reaming allowance must be determined with proper considerations. Refer to the table below for appropriate reaming
allowance for various hole diameters and materials. Standard reaming allowance, unless otherwise required, will be the target
diameter +0.0079" for all hole diameter ranges and materials.

eReaming quality largely depends on the quality of the pre-hole. Pre-holes must have no diameter fluctuation and good
straightness.

A : Reaming allowance

A =eDR - oDP
oDR
Reaming
oDP
Pre-hole
Workpi terial Hole diemeter (inch)
L L 0.45276 - 0.53150 0.53154 - 0.62992 0.62996 - 1.02362 1.02366 - 1.25984
Steel and cast Iron A=000394-0.00787  A=0.00394 - 0.01181 A=000394-0.01575 A =0.00787 - 0.01969
Aluminum and brass A=0.00591-000984 A =0.00787 - 0.01181 A=000787-0.01969 A= 0.00787 - 0.02362

Recommended runout control

. . . Runout
Runout control is important to achieve proper reaming process.

Best: less than 5 p
Acceptable: 5 - 15 pm

Not acceptable: over 15 pm Cylindrical part for ~ —*
runout measurement

* If an acceptable runout is not achieved, adjust the runout as follows.
1. Make sure that there is no gap between the faces of the reaming head and
the tool holder.

If there is a gap, use the key and tighten again until the gap disappears.

2. Measure the runout of the cylindrical part for runout measurement on the
upper part of the tool to check the installation accuracy of the tool and the
arbor. If the runout on the cylindrical surface of the tool is bad, remove the tool
from the arbor, clean the tool and the arbor, then remount them and measure
the runout.
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