


[T CARBIDE GRADES AND CHIPBREAKERS [T}

STEELS

STAINLESS STEELS

EXAMPLES: 1018, 1050, 4140, 4142, P20,
D2, 410, 440C, 13-8, 15-5,

GRADES: 17-4PH

EXAMPLES: 304, 304L, 316, 316L, AM350,
Nitronic 50 & 60.
GRADES:

PVD TIiALN Coating. General turning of
Stainless Steels, Steels, Super Alloys &
Cast Iron

AH120

PVD TIiALN Coating, Excellent wear
resistance in low to medium speed

Al machining in Stainless Steels

CVD TiN Coating. For Medium to High
Speed Turnin(I; and Boring of Various
types of Stainless Steels

T6020

PVD TIiALN Coating. Superior fracture
resistance. ldeal grade for interrupted
cuts in Stainless Steel in low to medium
cutting speeds.

AHG645

CVD TiN Coating. For Low to Medium
Speed Turning and Boring of Various
Types of Stainless Steels. Capable of
interrupted cutting.

T6030

PVD TIiALN Coating. Excellent choice
for boring applications with positive
inserts.

AHT725

CHIPBREAKERS:

T9005 | CVD Coating - For High Speed Turning
of Steels and Cast Iron. High Wear
T9105 | Resistance.
CVD Coating - For Medium to High
T9115 | Speed Turning of Steels & Stainless
. Steels. Good balance between wear
replacing | yegistance and toughness allows for
T9015 | interrupted cutting in light to medium
cutting.
CVD Coating. For Medium to High
T9125 | Speed Turning of Steels. Good balance
replacing | between wear resistance and toughness
T9025 | allows for interrupted cuttting. Excellent
general purpose grade.
T9035 CVD Coating. For rough turning and
T9135 interrupted cuts using low to medium
speeds.
PVD TIiALN Coating
AH120 | For General Turning Of Steels,
Stainless, Super Alloys & Cast Iron.
PVD TiALN Coating. Excellent Choice
AH725 | for boring application with positive
inserts.
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® Finishing cuts. Has a large rake angle. Excellentin
gummy materials. Used in turning & boring.
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®  For heavy cutting
®  For Medium to heavy cutting including interruptions

&

-t typs

AR
=

; (L "'
15 T e ]
Depth of cut [in]

®  For medium cutting, continuous and interrupted
cutting of steels and cast iron
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®  Medium Cutting in Stainless

EXAMPLES: Inconel 715, Waspaloy,
Stellite, Ti-6Al-4V, RENE-65,
Hastalloy, Inconel 625, MP35N
GRADES:

PVD AITIN Coating. Excellent in
Inconel-718. It is harder than AH120
and will run faster.

PVD TiALN Coating. For low to medium
speed general purpose turning and
milling of super alloys and turning of
Stainless Steels.

PVD TIiALN Coated. Harder than
AH120. For Medium Speed Finishing to
General Continuous Turning of
Super-Alloys. Also for General Turning
of Non-Ferrous Materials.

PVD TIiALN Coating. Used in boring
applications with positive inserts.
Excellent in Inconel-718.
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® For medium cutting. Sharp edges and large rake angle.
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®  For heavy cutting. For medium to theavy cutting
including interrupted cuts.
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® Specifically designed for grade AH905. Very hard
grade for fast continuous operations.
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® Heavy cutting including interrupted cuts
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®  For finishing cuts. Chipbreaker is designed to reduce
the contact area between the tool and the chip and
prevents the insert from raising the temperature.




Bass Tool & Supply, Inc

www.basstool.com
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(713) 682-1889

FAX

(713) 681-4931

Toll Free
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CARBIDE INSERTS

PREMIUMTEC Coatings

Negatlve Rake
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INSERT | IC S d L r
VNMG-331 | .375 | .187 | .150 .654 | .016
TN27 TN28 SA VNMG-332 | 375 | 187 | 150 | 654 | 031
TN27 TN28 SA VNMG-333 | 375 | 187 | 150 | 654 | 047
INSERT | IC S d L r
INSERT IC S d L r DNMG-331 | .375 | .187 | .150 | .457 .016
CNMG-321 375 | 125 | .150 | .382 | .016 DNMG-332 | 375 | .187 | .150 | .457 | .031
CNMG-322 375 | 125 | 150 | .382 | .031 DNMG-422 | 500 | 125 | 203 | 610 031
omers 6t w18 w30 00 |
CNMG-433 500 | .187 | .203 | .508 | .047 DNMG-432 | 500 | .187 | .203 | 610 | .03L
CNMG-434 | 500 | .187 | 203 | 508 | .063 DNMG-433 | 500 | 187 | 203 | 610 | .047
CNMG-542 625 | 250 | 250 | 634 | 031 DNMG-434 | 500 | .187 |.203 | .610 .063
CNMG-543 .625 | .250 | .250 | .634 | .047 DNMG-441 | .500 | .250 |.203 | .610 016
CNMG-544 625 | .250 | .250 | .634 | .063 DNMG-442 | 500 | .250 |.203 | .610 | .031
CNMG-642 750 | .250 | .313 | .760 | .031 DNMG-443 500 250 |.203 | .610 047
CNMG-643 750 | .250 | .313 | .760 | .047 DNMG-444 250 | 203 | 610 | 063
CNMG-644 750 | .250 | .313 | .760 | .063
CNMG-866 | 1.000 | .375 | .359 | 1.19 | .094 TN M G
-
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IC S d r
375 187 150 | 016
375 187 150 | 031
WNMG-333 | 375 187 150 | 047
WNMG-431 | 500 187 203 | 016
WNMG-432 | 500 187 203 | 031
HMM WNMG-433 | 500 187 203 047
WNMG-434 | 500 187 203 | 063
WNMG-543 | 625 250 313 | 047
WNMG-544 | 625 250 313 | 063

TN27 TN28 SA YNMG | With 25° Corner will fit
TN27 SA INSERTIIC] S | d L p Holders & Boring bars that
hold VNMG Inserts.
INSERT | IC | S d L r TNMG-222 | .250 | 125 | 089 | 433 | .031
SNMG-321 | 375 | 125 | 150 | 375 | 016 TNMG-321 | .375 | 125 | 150 | .650 | .016
SNMG-322 | 375 | 125 | 150 | 375 | 031 TNMG-322 | 375 | 125 | 150 | .650 | .031 : = = —
SNMG-431 | 500 | 187 | 203 | 500 | .016 TNMG-332 | .375 | 187 | 150 | .650 | .031 ‘ e
SNMG-432 | 500 | 187 | 203 | 500 | .031 TNMG-333 | .375 | 187 | 150 | .650 | .047
SNMG-433 | 500 | 187 | 203 | 500 | .047 TNMG-431 | 500 | 187 | 203 | .866 | .016
SNMG-434 | 500 | 187 | 203 | 500 | .063 TNMG-432 | 500 | .187 | 203 | .866 | .031 ZF  (Finishing) ZM  (Medium Cutting)
SNMG-542 | 625 | 250 | 250 | .625 | .031 TNMG-433 | 500 | 187 | 203 | .866 | .047
SNMG-543 | 625 | 250 | 250 | .625 | .047 TNMG-434 | 500 | 187 | 203 | .866 | .063
SNMG-544 | 625 | 250 | 250 | 625 | .063 TNMG-542 | 625 | 250 | 250 | 1.083 | .01 INSERT | IC S d r
SNMG-643 | 750 | 250 | 313 | .750 | .047 TNMG-543 | 625 | 250 | 250 | 1.083 | .047 YNMG-331 | 375 | 187 | .50 | .016
SNMG-644 | 750 | 250 | 313 | .750 | .063 TNMG-544 | 625 | 250 | 250 | 1.083 | .063 YNMG-332 | 375 | 187 | 150 | .031
TNMG-666 | .750 | 375 | 313 | 1.299 | .094




Bass Tool & Supply, Inc. Houston FAX Toll Free
www.basstool.com (713) 682-1889 (713) 681-4931 800-442-0042
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® For medium to rough
PM cutting g

| comT |

80° Rhombic
7° Positive

®  For finishing to medium
PS cutting. g

|I“Ia ;
CPMT | o et
T = }-
i —
Dapad od cut {Ind

PM

80° Rhombic -
55° o
DCMT 21.C a 4

11° Positive .
CCMT 2152 | CCMT060208 032 55° Rhombic E

INSERT | INSERT

(NCH) |(METRIC)| 'C | S | d | I v "

CCMT21505 |CCMT060202 008

CCMT 2151 |CCMTO060204 | 250 | 093 | 113 | 252 | 016 | | ppp PS

CCMT 3250 | CCMT09T302 008 INSERT | INSERT | |\~ | g | 4 | 7° Positive

8
[ 1 =t
FHEY

CCMT 3251 |CCMT09T304 | .375 | .156 | .173 | .382 | .016 (INCH) _ (METRIC)

S
CPMT 21505 | CPMT060202 .008

CPMT 25151 |CPMT080204 | .313 | .093 | .173 | .016
CCMT 433 |CCMT120412 047 INSERT INSERT

CPMT 25152 |CPMT080208 032

r.
CCMT 3252 | CCMT09T308 032 v 2i5L Topuosozoa | 20 | 098 | 113 o =
CCMT 431 |CCMTL20404 016 CPMT 2151505 | CPMT080202 008 %
CCMT 432 |CCMT120408 | .500 | .187 | .217 | .508 | .032 ' PM PS PSS
IC|s|d| I r

(INCH) | (METRIC)

CPMT 3251 _|CPMTOSTS04 | o765 | 125 | 78 |0 DCMT 21505 | DCMT070202 008

SCMT 2.c CPMT 3252 |CPMTO09T308 | ' ) 032 :
DCMT2151 |DCMT070204 | 250 | .093 | 113 | .307 | .016

R :
99 Sq_u_are SPMT =, m il DCMT2152 | DCMT070208 032
7° Positive ac [ 17 L DCMT32505 |DCMT11T302 .008
2 + o 1 DCMT3251 | DCMT11T304 016
90° Square t@f . 375 | 156 | 173 | 457

11° Positive o . DCMT3252 | DCMT11T308 032
L5 B T L5 DCMT3253 | DCMT11T312 047

ow] 7

PM

INSERT | INSERT 60° Square *
o M
(INCH) |(METRIC), ¢ | S | d | 1 INSERT| INSERT |\« | ¢ | 4 1° Positive 4
SCMT 3251 |SCMTO9T304 | oo | o | o | 016 (INCH) |(METRIC) '
SCMT 3252 |SCMT09T308 032 SPMT 321 |SPMTO90304 | o | (oo | g | 2016
SCMT 431 | SCMT120404 016 SPMT 322 | SPMT090308 032 D
SCMT 432 | SCMT120408 500 187 21 032 SPMT 431 | SPMT120404 016 PSS PS
spmT 432 seuazoacs | °° | BT | A T
& INSERT | INSERT
TPMT (NCH) |(METRIC)| '© | S | d | 1
60° Tri Bic B VBMT TOMT 731 [TCMT 000204 | o | | o | 016
° Triangular AN £ 35° Rhombic #TCMT 732 | TCMT 090208 | ' ' 032
117 Positive o o e 5° Positive ‘ 5] TCMT 21505 | TCMT 110202 008
e TCMT 2151 |TCMT 110204 | 250 | 093 | 113 | .016
_ e TCMT 2152 | TCMT 110208 032
, TCMT 32505 | TCMT 167302 008
INSERT | INSERT | |« | o | 4 ; TOMT 3251 [TCMT16T304 | o | o | .. | 016
PM PS PSS (INCH) | (METRIC) TCMT 3252 |TCMT 167308 | ' ' 032
VBMT 2205 |VBMT 110302 008 || [lrcmT 3253 | TCMT 167312 048
VBMT 221 |VBMT 110304 | 250 | 125 | 113 | .016
'Hvﬁgﬁ; (ll\zl\lESTERFi(-E) ic | s |d ' VBMT 222 |VBMT 110308 032 » Same as: TCMT-18151
TPMT 7305 | TPMT090202 008 VBMT 3305 | VBMT 160402 008 Same as: TCMT-18152
TPMT 731 |TPMT090204 | 219 | .093 | .094 | .016 VBMT 331 |VBMT 160404 | 375 | .187 | .173 | .016 VCMT
TPMT 732+* | TPMT090208 032 VBMT 332 |VBMT 160408 032
TPMT 21505 | TPMT110202 008 R : 35° Rhombic -
TPMT 2151 |TPMT110204 | 250 | 093 | 113 | 016 YWMT 25° Rhombic 7° Positive '
TPMT 2152 | TPMT110208 032 — 5° & 7° Relief Angle —
TPMT 221 |TPMT110804 | | o | oo | 016 o TP =~ =
TPMT 222 |TPMT110308 032
TPMT 25205 |TPMT130302 ws | | £F (Finishing) ZM (Medium Cuf)
TPMT 2521 |TPMT130304 | 313 | 125 | 133 | 016 INSERT | INSERT | o | s | 4 | INSERT| INSERT | |~ | 5 | ¢ r
TPMT 2522 | TPMT130308 032 (INCH) | (METRIC) (INCH) | (METRIC)
ToMT 3252 [ TPmTisTaos | S0 | %6 | 478 oo VWMT 2071 | ywwit 107204 | 184 | 409 | 091 T lveMT 221 |veMT 110304 | 250 | 125 | 113 | 016
: YWMT 32505 | YWMT 16T302 008 | | [VEMT 222 |VCMT 110308 032
:fs??meeaaséz Topaeiate YWMT 3251 | YWMT 167304 | 276 | .156 | .113 | .016 xgm zz; \\;gm 12313;‘ a5 | a7 | 473 g;g
Same as: TPMT-18152 YWMT 3252 | YWMT 16T308 .032

3




A-TYPE TURNING TOOLDERS

One Action Double Clamping operation
Low Profile top clamp - Strong and accurate clamping
Needs only one wrench for both clamp & shim screw

— Easy clamping even when holder is in upside-down position
T-15 Fug Sivle Wrarch i

e 'f- A . Clumping Scram
T I v

Tungaloy

Membes IMC Group

PROMO

, - Cang 10 INSERTS +1
I"x & HOLDER
Speing P
Srim Sorew 1 ":/{ $ 120
ﬂ" Contact area with the insert is SEE BACK COVER
S cpring almost 50% larger than with

previous models. —Cl DR

IJ_. TOOLHOLDER b | h |h1]11| f | INSERTS
bl f ' i f« ACLNRIL-124-A | 75] .75 | 75 | 45 | 1.00

1 ' 1 ACLNRIL-164-A |1.00/1.00|1.00] 6.0 | 1.25| CNMG-43 00
ACLNRIL-204A |1.251.25/125] 7.0 | 1.25

ADJNR/L T m '
o
iii (} 17 . ) ﬁ M TOOLHOLDER b | h |h1|11| f | INSERTS
=T il =4 : Y ADINRIL-124-A | 75| .75 | .75| 45 | 1.00
==t _':l;- _.-.-;._} = ;
i = =

- - DNMG-43 O
Ll - ADJNR/L-164-A  |1.00/1.00/1.00| 6.0 | 1.25

For spare parts see table at the bottom of the page.

ACLNR/L

ASBNR/L i ﬂ—j i
- i o ‘e L -
L .'__ — E _1 [}
,'m g : £ | : ] ,© |TOOLHOLDER b | h |h1|i1] f | INSERTS
— e 7 L ASBNRIL-124-A | .75 | .75 | .75 |45 .625
75° i —i o L SNMG-43 O
d ASBNRIL-164-A |1.00]1.00] 1.00 |6.0| 875
ASDNN
=4 "t i
: @J_ J LTy f—— : TOOLHOLDER b | h |h1| 11| f |INSERTS
] 1“_3 £l L J 53 ASDNN-124-A | .75 | .75 | .75 | 45 | .375| o\ (o
!45._. — T ASDNN-164-A  1.00]1.00/1.00| 6.0 |.500
ATGNR/L I -.--i'_ - B ﬂ _‘_ TOOLHOLDER b | h |h1] 11| f |INSERTS
: ) | o | J i 123
] A T a ATGNRIL-123-A |.75| .75 | .75 | 45 [1.00 ]
(e, T : ! —J ; ATGNRIL163A |1.00100|1.00] 60 |125| VoD
/® = e L | ATGNR/L-164-A |1.00/1.00|1.00| 6.0 | 1.25| TNMG-43 O
AVJINR/L ) _
“ i | |
1 I
/ b {éJ J In TOOLHOLDER| b | h |h1]I1| f | INSERTS
! * f 1 AVINRIL-123-A | .75| .75 | .75 | 45 |1.00
i&Ll - £| | VNMG-33 00
iyt - Ly ' 1 AVINR/L-163-A  |1.00]1.00]1.00] 6.0 |1.25
3 e -
AVOQNR/L
F.i ]
" _J a TOOLHOLDER| b | h |h1|I1| f |INSERTS
£ 1 . 123
. A 1. [z felelelie sl oo
Ry s |ul E ' v L R
AVVNN _ - I
- b
! - ":' TOOLHOLDER| b | h |h1 11| f |INSERTS
q _J 1 g i 123
e - L <] = [anassa Jiooionfioo]0 so0 "™
725 W™ - —

AWLNR/L

AWLNR/L-124-A | .75 |.75| .75 |45]1.00

i T i
; i‘ &
i ﬁ_ ____ |TOOLHOLDER b | h |[h1]11]| f | INSERTS
_/‘f'i\ t L I_F i
3 £| 2
Y I L ' L '

Ef .'-E' =3 AWLNR/L-164-A [1.00|1.00/1.00/6.0|1.25 WNMG-43 OO
SPARE PARTS
HOLDER|CLAMP| SHIM | SLAMP | SHIM fopp NG | SPRING | \yRENCH
HOLDER|CLAMP| SHIM | SLAMP | SHIM fopp NG | SPRING | \yRENCH SCREW | SCREW PIN
SCREW | SCREW PIN ATGNR/L-A | ACP3S | AST322 | ACS-5W CSTB-3.5 BP-7 SP-2.5 T-15F
ACLNRIL-A | ACP4S | ASCA22| ACSSW | CSTB35 | BP7 | SP25 | T-I5F AVINRIL-A | ACP3L | ASV322 | ACSSW | CSTB35 | BP-7 | SP25 | T-I5F
ADINR/L-A | ACP4S | ASD432 | ACS-5W CSTB-3.5 BP-7 SP-2.5 T-15F AVQNR/L-A| ACP3L | ASV322 | ACS-5W CSTB-3.5 BP-7 SP-2.5 T-15F
ASBNR/L-A | ACP4S | ASS422 | ACS-5W CSTB-3.5 BP-7 SP-2.5 T-15F AVVNN-A ACP3L | ASV322 | ACS-5W CSTB-3.5 BP-7 SP-2.5 T-15F
ASDNN-A | ACP4S | ASSA22 | ACSBW | CSTB35 | BP7 | SP25 | T-I5F AWLNRILA| ACPAS | ASW422| ACSSW | CSTB-35 | BP7 | SP-25 |  T-I5F




COOLANT THROUGH
AND CARBIDE BORING BARS

Stream Jet s

® INCREASED RIGIDITY - 17% Reduction in deflection compared with conventional bars.

® BETTER CHIP EVACUATION - Minimizing tool failure
I ] I |

| Combination of tha wall designed chip pocint and
1 &

I|:m1|a-'-'. Tiow halps chipe efactively avacusie |
Stream Jet Bar

Chip packing = likely B0 GEciir.

Conventional boring bar

® |IMPROVED COOLANT DELIVERY TO THE CUTTING EDGE:

The coolant hole is positioned as close to the
cutting edge so that the cutting fluid can be
effectively fed to the cutting point

[

Fas
® SCALE OF OVERHANG LENGTH - used for easy setting

QUICK SELECTION GUIDE (DETAILED LISTING STARTING BELOW)

SHANK i SHANK i
MAT'L =W BORE MATL DA BORE
SCLCRA/L “arganterg S, S STUPR/L Borira Swelshank | 313- @5 o,
Inser e ST LCarbic - B o I bypo: TRCLD
HER [atkshank | 313- &5
SCLPR/L Tioush pomng Sseed shank o785 = B25 SVJCR/AL =
Wiearf ype ORI o | b Ifsen bypsVETT Steed shank &S 1007
SDQCRYL i orting ) SVQCR/L wens pileg _
iret type e Steelchank | 78— g | 628 Inaert iypa: VST Seaed sHank e 1.00°
SDUCR/L rivsip—=mw | Stedshank | 75— 825 - SVUCR/L rieripriiy
bt fyps DT ; k 75
et typi e Insart fypeVICEDD Steed ghan 1.007
SDZCR/L rreer reveneg SYZCR/L el siszing
Irsart lype OCCE R e e ||| Treset type VEITT Stoel sharik TR0 1.00°
SEXPR/L forgeesorg | Stesd shenk i SWUBH-‘WLEIBWHQ Steal shank s
g ' m— Ineart 1 TS 250 irsar ) | -
— R Cartidsshand 313 - Cotieshary | 315 a8
STEEL BORING BARS
USE CCMT
SHANK| MIN.
INSERTS PART # DIA. | BORE DIMENSIONS APPLICABLE | CLAMPING
INSERT SCREW
M| m |t |11 ] 12 h a°
A0G-SCLCR/L2-D0B | 375 | 500 | 281 | 500 | 750 | 375 | 9 | o o] oo o
A0B-SCLCR/L2-D11 | 500 | .687 | 406 | 5.00 | 1.000 | 475 | -6
AL0-SCLCRIL3-D14 | 625 | .875 | 531 | 7.00 | 1250 | .600 | -7
A12-SCLCR/L3-D16 | .750 | 1.000 | 594 | 7.00 | 1438 | 725 | -5 |ccOO3250/| CSTB-4S
A16-SCLCR/L3-D20 | 1.000 | 1.250 | 687 | 7.00 | 1.750 | 975 | -4
B CARBIDE BORING BARS
. SHANK | MIN.
] DIA. | BORE DIMENSIONS APPLICABLE | CLAMPING
e ] PART # INSERT SCREW
i M | m | f |11 12 h | a°
f | E06-SCLCRIL2D08 | 375 | 500 | 281 | 500 | 1000 | 350 | -0 | .. |csmB2ss
E08-SCLCRIL2-D11 | 500 | .688 | .406 | 5.00 | 1.062 | 475 | -6 CSTB-2.58
i = 1 — E10-SCLCRIL3-D14 | .625 | .875 | 531 | 7.00 | 1.250 | .600 | -7
P E12-SCLCRIL3-D16 | .750 | 1.000 | 594 | 7.00 | 1438 | 725 | -5 | ccOm3250 | csTB-S
E16-SCLCRIL3-D20 | 1.000 | 1.250 | 687 | 10 | 1.750 | 975 | -4




COOLANT THROUGH

Stream Jetl steeL anD CARBIDE BORING BARS

]
SCLPR/L Use CPMT STEEL BORING BARS
INSERTS MIN, DIMENSIONS
PART # /& |BORE INSERT SCREW
m | fll1]12]|h]|g]|a°
A06-SCLPR/L2-D08| .375 | 500 |.281] 5.00 | .750.350| 5 | -5 |cCP OO 21.5 CI|CSTB-2.5L042
A08-SCLPRIL2-D11| 500 | .688 |.406] 5.00 [1.000[.475| 5 | -2 |cP OO 215 0] CSTB-255
AL0-SCLPRIL3-D14| .625 | .875 |.531] 7.00 |1.250].600] 5 | -2 |CP OO 32.5 O] CSTB-4L070
II
5 CARBIDE BORING BARS
i @ MIN, DIMENSIONS
: PART # /5l | BORE INSERT SCREW
| f 11|12 h | a
Use T6F wrena | | EQ6-SCLPR/L2-D08 375 | 500 |.281]5.00 [1.000[ 350[ 5 [ 5 [cP OO 215 O|CSTB-2.5L042
except for E08-SCLPR/L2-D11 | 500 | .688 |.406| 5.00 |1.062|.475| 5 | -2 |CP O 21.5 1| CSTB-2.5L042
AL0, E10: TI5-F | | EL0-SCLPRIL3-D14.625] .875 |.531] 7.00 |1.250].600] 5 | -2 | CP OO 32.50| CSTB-4L070
USE DCMT STEEL BORING BARS
INSERTS MIN DIMENSIONS
; PART # /&l |BORE INSERT SCREW
m | fll1]|12|h|gla
A06-SDQCRIL2-D10| .375 | .625 |.406/ 5.00 | .750.350| 0 | -7 |DC OO 215 0| CSTB-25
A08-SDQCR/L2-D11| 500 | 688 |.406| 5.00 |1.000] 475| 0 | -6 | DC OO 215 O | CSTB-2.58
AL0-SDQCRIL2-D14] 625 | .875 | 531/ 7.00 |1.250].600| 0 | -4 |DC OO 21.5 0| CSTB-25
11
] CARBIDE BORING BARS
2 - MIN DIMENSIONS
E PART # /& |BORE INSERT SCREW
m | fll1]12]h|g|a
E06-SDQCRIL2-D10| 375 | .625 |.406)5.00|1.000|.350| 0 | -7 | DC O 2150 | CSTB-25
E08-SDQCRIL2-D11| 500 | .688 |.4065.00| 1.063|.475| 0 | -6 | DC OO 215 O | CSTB-2.58
Use 8% | - [E10.SDQCRIL2.D14] 625 | 875 | 531(7.00[ 1250/ 600] 0 [ -4 [Dc D215 0| CsTB25
wrenc!
USE DCMT STEEL BORING BARS
MIN DIMENSIONS
INSERTS PART # /El |BORE INSERT SCREW
' | f 1112 ] n|gla
A06-SDUCR2-D10 | .375 | .625 |.406] 5.00 | .750 |.350] 0 | -8 |DC OO 215 00| CSTB-25
A08-SDUCRIL2-D11| .500 | .688 |.406| 5.00 |1.000.475 0 | -6 |DC OO 21.5 0| CSTB-2.58
AL0-SDUCR2-D14 | .625 | 875 |.531] 7.00 |1.250.600] 0 | -4 |DC OO 215 00| CSTB-25
h
e CARBIDE BORING BARS
- - I MIN DIMENSIONS
84— PART # /& |BORE INSERT SCREW
} m | fll1]|12]h |g°|a°
B #e _ i E06-SDUCR2-D10 | .375 | .625 |.406 5.00 [1.000/.350| 0 | -8 |DC OO 21.5 01| CSTB-2.5
= 4 f N UeoTor | | E08-SDUCR2-DIL |.500 | 688 |.406|5.00 [1.062] 475| 0 | -6 [DC OO 2L5 O] CSTB-25B
. : wwench | | E10-SDUCR2-D14 | 625 | 875 |.531] 7.00[1.250[.600| 0 | -4 [DC OO 2150 CSTB-25
—pe exceptfor | |E12-SDUCRIL3-D16].750 | 1.00 | 594] 7.00 [1.438].725] 0 | -5 [pcOD 3250 csTB4s
E12: TISF
oo i . STEEL BORING BARS
' PART # 4 | BORE DIMENSIONS SCREW
y'3
I 5 @ AD | f || 12 |13] h
! I AL10-SDZCR2-D14 | 625 | .875 | 531]7.00]1.2500.500] 0.600 | CSTB-2.5
: use: DCMT-21.500 insert 0
USE EPGT0401 STEEL BORING BARS
MIN DIMENSIONS
INSERT PART # /d | BORE INSERT
/o | f || 12| h|g|a
P “)/, AO5-SEXPRILO4DO4 | 313 | .250 | .125 |500] 812 | 287 | 0 | -12 | EPGTO401
' CARBIDE BORING BARS
PART # /i | BORE DMENSIONS INSERT
o Left Hand Shown S pie f nle!n|gla
| | Eos-sExPro4-DO4 | 313 | 250 | 125 | 5.00 [1562] 287 | 0 |-12 | EPGTO401

WRENCH
CSTB-2 T-6F

SPARE

CLAMPING
SCREW
PARTS

Tungaloy







® MINIMUM BORE FROM .177"
ungalo ream Jet MiNI ¢ STEELLCARBDE SHAMCS
® MARKED SCALE FOR OVERHANG
MINIATURE BORING BARS WITH COOLANT HOLE * ExceLLent cHip EVACUATION
SCLCR/L STEEL N DIMENSIONS (mm) PARTS
INSERTS
BORING BARS DIA. CLAMPING
USE CCGT o laps| f L2l h|q| a LAMRING | WRENCH
_ INSERTS AO4F-SCLCRIL03-D050| 5 | 4 |25|80| 8 |380] 0° |-15° ] ]
E AQSF-SCLCRILO3:D060| 6 | 5 | 3 | 80| 9 | 480 0° | -13v | (o 03X1| CSTALG | T-6F
AOBG-SCLCR/L04-D070| 7 | 6 |35]90| 11575 0° | -13°
NOTE: Use right hand insert with left hand A0TG-SCLCRIL04D080| 8 | 7 | 4 | 90| 12| 675 o° | qp° | CCOIMTE | CSTBZ | TEF
a0 boring bar and left hand insert with right
1 . hand boring bar. - . i DIMENSIONS (mm) PARTS
ARBIDE
INSERTS
BORING BARS DIA. CLAMPING
i P las| f L2 | h|q|a NG | WRENCH
. [P - ) P
Ltz | b E04G-SCLCRIL03-D050 | 5 | 4 | 2590 | 9 |38]0°|-15 ] ]
3 1 g - E05G-SCLCRIL03-D060| 6 | 5 | 3 | 90 | 10 | 48 | 0° | 137 | COD03XL | CSTALG | T-6F
o f [ E06H-SCLCR/L04-D070 | 7 | 6 | 35 |100| 12 |575] 0° | -13°
EOTH-SCLCRIL04D080| 8 | 7 | 4 |100] 14 |6.75] o° | 410 | CCOHI04TL | CSTB2 | T-6F
Uﬁ‘ESEFE’T%T PROMO K11 el N DIMENSIONS (mm PARTS
INSERTS
BORING BARS DIA. CLAMPING
“ 10 INSERTS D As| f | L1 |[L2] h | qg]| a SCREW  |WRENCH
+ HOLDER AOAF-SEXPRILO3-D045 | 45 | 4 |23 80 | 8 | 38 | 0° |-16° | .o onvs | cotats | T.6F
AT HUGE SAVINGS AOAF-SEXPRIL03-D050 | 5 | 4 | 25| 80 | 8 | 3.8 | 0° | -13°
AQ5F-SEXPRIL04-D055 | 55 | 5 |2.75] 80 | 9 | 48 | 0° | -12°
EPOICI0401| CSTB2 | T-6F
NOTE: Use right hand insert with left hand AOBG-SEXPRIL04D070 | 7 | 6 |36] 90 | 11 |575] 0° |-12°
boring bar and left hand insert with right
hand boring bar. L MIN. DIMENSIONS (mm) PARTS
! Dl BORNGBARS | DA ms f |l oh INSERTS  |CLAMPING| \yrenCH
8 /m S g a SCREW
' E04G-SEXPRIL03-D045 | 45 | 4 | 23|90 | 9 | 38| 0° | -15°
5 Li - |
* E04G-SEXPRILO3D0S0 | 5 | 4 | 25| 90 | 9 | 38 | 0° | 137 |- D 03X1| CSTA-LE | T-6F
¢ E05G-SEXPRIL04-D055 | 55 | 5 |2.75| 90 | 10 | 48 | 0° | -12°
# EOBH-SEXPRILO4DO70 | 7 | 6 | 36100 | 12 | 575 o° |27 | = D 0401] CSTB2 | T-6F
| USE TPGT MIN DIMENSIONS PARTS
INSERTS . mm
E - BORNGBARS | DIA sl L] h | INSERTS | CLAMPING |\yreNcH
: . : /Dm |78 gl a SCREW
NOTE: Use right hand insert with left hand AO7G-STUPRILO7-D080 | 8 | 7 | 4 | 90 |12|6.75|0.4| +5°|-10°| TP ODI0701 |CSTB-2.2L038| T-7F
boring bar and left hand insert with right
(0 i hand boring bar. gt
| 05" " ; 1
/ m! I gl @ CARBIDE M DIMENSIONS (mm) PARTS
T ; : INSERTS
. e £ BORINGBARS | DIA l/ms| f | L1 |L2| h 2| q|a CLAMPING | WRENCH
VI ﬁ EO7H-STUPRILO7-D080| 8 | 7 | 4 | 100 | 14 |6.75| 0.3 | +5° | -10° | TP CICI0701|CSTB-2.2L038| T-7F
b MIN. DIMENSIONS (mm) PARTS
= BORWGEARS | DIA- ms| flu el n INSERTS | CLAMPING | \rencH
USE WBGT _} /Dm | APs a| a SCREW
INSERTS “ AO5F-SWUBR/L03-D0SO| 6 | 5 | 3 |80 | 9 | 48 -13°
AOBG-SWUBR/L03-D070| 7 | 6 |35| 90 | 11575 0° | -12° |WBDI0301| CSTB2 | T-6F
NOTE: Use right hand insert with left hand AO7G-SWUBR/L03-D080 | 8 7 1419 121675 A1
boring bar and left hand insert with right
hand boring bar. MIN., DIMENSIONS (mm) PARTS
e o] g @ BOANGEARS | DIA | zmel 1 | L1 | 2| n INSERTS | CLAMPING| \ymench
/Dm |28 a| a SCREW
: g E05G-SWUBR/L03-D060| 6 | 5 | 3 | 90 | 10| 48 -13°
E06H-SWUBR/L03-D070| 7 | 6 [35]100 | 12 | 575 | 0° | -12° |WBOII0301| CSTB2 | T-6F
'E. _ﬁ./:l __________ EO7H-SWUBR/L03-D080| 8 | 7 | 4 [ 100 [ 14 [ 6.75 -11°
USE EPGT
INSERTS MIN, DIMENSIONS (mm) PARTS
BOR?vEEEBLARs oA s f| Ll |2|h|f]|qla INSERTS | CLAMPING |\yrENCH
NOTE: Use right hand insert with right ADm SCREW
hand boring bar and left hand insert with EO4F-SEZPR/L03-D055 | 55 | 4 |32| 80 | 4 |38 o1 -8°
left hand boring bar. EO5F-SEZPRIL03-D065 | 65 | 5 3.7 80 | 5 | 48| 2| % [go | FPOTI03X1 | CSTALG | T-6F
CARBIDE N DIMENSIONS (mm) PARTS
INSERTS
DIA. CLAMPING
s B BORINGBARS | DV |ADs| f |LL|L2 | h |2 |q|a AW | WRENCH
) E04G-SEZPR/L03-D055 | 55 | 4 (32] 90| 5 |38 BES ] ]
P e E05G-SEZPRIL03-D05 | 65 | 5 3.7 90 | 6 | 48 | 2| % [.go | EPDEIOSXI| CSTAL6 | T-6F




INSERTS FOR SMALL DIAMETER APPLICATIONS
CARBIDE GRADES:
SH730:] For Steels, Stainless Steels & Titanium.
MINI SLEEVES TH10:] For Cast Iron, Aluminum, Copper and Non-ferrous materials.
FOR STREAM JET MINI BORING BARS
CCGT 80° Rhombic, 7° positive with hole
CHIPBREAKER INSERT DIMENSIONS (mm)
APPEROSS I.C.DIA. |THICKNESS| HOLE DIA, | CORNER
S(ECTION) (METRIC) C.DIA. | RADIUS
. . . . CCGT03X100R-W08
Sleeves wth inch and metric O.D.'s are available Wos CCGT03X100L-W08 0.03 mm
¢ Seal cap (optional: P/N: CA-16) CCGT03X101R-W08 010
; ; CCGT03X101L-W08 L mm
* Newly designed sleeve for directed external coolant flow CCGTOIXI02R Wos | 357mm | 139mm | 19mm
(see picture below) COTOBX102L-W08 0.20 mm
CCGT03X104R-W08 040 mm
i, 8 CCGT03X104L-W08 :
Jlscisr CCGT04T100R-W08 0.03mm
CCGT04T100L-W08 :
CCGTO4T101R-W08
CCOTOATIOILWO8 | , 0 | o | o 0.10 mm
CCGT04T102R-W08 | ™ : : 0.20 mm
CCGT04T102L-W08 :
CCGT04T104R-W08 0.40 mm
CCGT04T104L-W08 :
SLEEVE
SHOWN WITH WBGT 80° Hexagon, 5° positive with hole
MINI BORING BAR CHIPBREAKER INSERT DIMENSIONS (mm)
Chip APPEARANCE PARTH# CORNER
CROSS I.C.DIA. |THICKNESS| HOLE DIA.
pocket 8RN (METRIC) RADIUS
W08 WBGT030100R-W08
- WBGT030100L-W08 0.03 mm
. WBGT030101R-W08 040 mm
ﬂ WBGTO3010LLWOB | o |y | g :
u WBGT030102R-W08 : : :
Internal coolant supply WBGT030102L-W08 0.20 mm
[———="1& | WBGT030104R-W08 040 mm
WBGT030104L-W08 :
EPGT 75° Rhombic,11° positive with hole
CHIPBREAKER INSERT DIMENSIONS (mm)
APTEROSS PERTE I.C.DIA. | THICKNESS |HOLE DIA.| GORNER
M = JERAER) (METRIC) .C.DIA. -| RADIUS
10, L EPGT03X100R-W08
- woe EPGT03X100L-W08 0.03 mm
LEEVE |SHANK DIMENSIONS (mm REPLACEMENT SCREWS EPGT03X101R-W08
$ EPGT03X101L-W08 0.10mm
PART# | /Do |ADi| ADn | L1 | h | b |S1|S2|S3 A B ¢ 357 mm 1.39 mm 1.9 mm
EPGT03X102R-W08 0.20 mm
BLM159-04 4 15 15 = | EPGT03X102L-W08 :
BLM159-05| o5+ | 5 15.875 & | EPGT03X104R-W08
BLmise0s| 68 | 6 | 2 |10 P gy | SSHM4-4 | SSHMA-4 | SSHM4-4 : EPGTO3X104L-W08 040 mm
BLM150-07 7 2020 EPGT040100R-W08 008
BLM16-04 4 [="# [ EPGT040100L-W08 -
w05 | 15 | 5 | 5% EPGT0A01011 W0p 010mm
BLMI606 | mm [ | 1 [100/15] 16 |5 SSHM4-4 | SSHM4-4 | SSHM4-4 EPGTod0l02RWos | 397MM | 159mm | 23mm o
BLVI16.07 ] 20 | 20 EPGT040102L-W08 :
EPGT040104R-W08 0.40 mm
BLM19-04 4 | 15 SSHM4-6 | SSHM4-6 EPGT040104L-W08 :
BLMI905 | 750 | 5 | o | o). | 1905 Vs J08 EPGT040100L-J08 0.03 mm
BLM19.06 | (314 [ | 18 | 10018 @) 5 SSHMA-4 | oo va-a | SSHMA-4 /i EPGT040102L-J08 | 397mm | 159mm | 23mm | 0.20mm
M 20 | 20 EPGT040104L-J08 0.40 mm
BLM19-07 7 08is for
BLM20-04 4| 13 i,
15| 15 SSHM4-6 | SSHM4-6 —<® smalllathes
BLM20-05 | o9 | 5 | 14 g
BiM2006 | ™M [ | g5 10019 20 |5 SSHM4-4 o R _
BLM20.07 o 20/ 2 sshva-4 | ssuva-4|| TPGT  60° Triangular, 11° positive with hole

_ PART# CORNER
BLM22-05 | 2 | &5 | 14 CROSS I.C. DIA. | THICKNESS | HOLE DIA.

12521 22 |5 SSHM4-4 | SSHM4-6 | SSHM4-6 (METRIC) RADIUS
BLM22:06 | ™M | 6 | 15 20 | 20 S(ECT|ON) TPGT070100R-W08
BLM22-07 7| 16 wos TPGTO70100L-W08 0.03 mm
BLM25-04 4| 13 X
BLM25-05 5 | 14 BB SSHMA4-8 | SSHM4-8 ??éﬁ%?%i%llmg 0.10 mm

- 25 - - ' -

BLN25.06 | MM 5 5 125 | 24 25 5 SSHM4-4 i TPGT070102R-W08 4.37mm 1.59 mm 2.58 mm 020 mm
BLM25.07 . 20 | 20 s | ssHvas e TPGT070102L-W08 :

- - - TPGT070104R-W08 040
BLM254-04 4] 13 15| 15 TPGT070104L-W08 A mm
BLM254-05| | 5 | 14 | | | B4 SSHi | SSHMA-8 | SSHMA8
BLM254-06| ~~ | 6 | 15 i) 20| 2 NOTE: Use Right Hand or Left Hand Inserts based on the
BLM254-07 7] 16 SSHM4-6 | SSHM4-6 specifications given next to each style of boring bars.




Tungaloy

BLADES FOR DEEP GROOVING AND PARTING OFF

a0max

nDrna:r:

nDmax

TUNGCUT GROOVING & PART OFF TOOLS

Fig. 2 Fig. 3
D‘ E ]
! Ly
1507
pARTNO, |MAX DMENSIONSUNGH) o |\ pers | "SEaT
- |DIA
hib b t]w SizE FREE INSERTS (SINGLE SIDED)
CGP 26-1.4S | .984].055).039|1.00(590.055| Fig. 1 . BLADE + WRENCH
CGP 32-1.4D | 984 |.055].039|1.25(5.90| 055 Fig. 2 Neutral _— _ Left Hand
CGP 26-25* | 157.842].070|1.02|590.078] Fig. 1 ,
CGP 32-20* | 1.96].976.070|1.25(5.90|.078| Fig. 2 PROMO
CGP26-35* | 1.96 |.842].094]1.02]5.90].118] Fig. 1 5 K11 . - _ Right Hand
CGP 32-30* | 3.94].976.094|1.25(590].118| Fig.2 | sgM
CGP 26-45* | 3.4 842|125|1.02|590| 157 Fig.1 | SGS INSERT DIMENSIONS
CGP32:4D* |3.94980|.125]1.25/590| 157| _ 4 BUY 10 INSERTS SEAT | PARTNO. 1 0002 re | L | h | k| ® Smoothchip
Fig. 2 evacuation
CGP 45-4D* | 6.29150].125|1.77|5.90] 157 & GET EREE GV 2:090 078 o008 79 196 |-
CGP32:50* [4.72980|.167|1.25(5.90| 196 Fig.2 5 BLADE AND WRENCH 2 ISoM2-020.6RIL | 078 | 008 |.79] 196 6> | ® Feed:
CGP 32-6D* | 4.72|.980.204|1.25|5.90|.236 | Fig. 2 6 (OFFER APPLIES TO BLADES SGM 3-020 118 |.008].79].196| - i(F)’ORS -016
CGP 32-85-CL| 3.15| 315 244]1.35(590 | 315] Fig. 3 8 SHOWN WITH #) 3 [SGM3-0206RIL | .118 |.008].79].196] 6°
* BLADE ON PROMO SGM 3-020-15R/L| .118 |.008|.79|.196 | 15°
, | SOM4:030 157 |.012].79].196] -
CTBU |TOOLBLOCKS FOR ABOVE BLADES SGM 4-030-4RIL | .157 |.012].79].196] 4°
) 5 |SGM5030 196 |.012] .98 216] -
6 |SGM6-030 236 |.012] 98] 216

DIMENSIONS (INCH) PARTS
PARTNO- 11l b | h | L1 [n2| ha|ha| L2 | L3 |BHAPE CLAMPING | cLAMP | WRENCH
CTBU12-26-U | 843.161|1.02| 3.40 | .75 |.393| 1.3 | .783]1.45 | CGP26 | CM6x30-S | CT-86
CTBU16-26-U | 843|.161|1.02|4.33| 1 |.201]1.55]1.03 169 | CGP26 | CMEx30-S | CT-105
CTBU12-32-U | 976|.209|1.25(3.95 | 75 | .547| 14 | 787| 15 | CGP32 | CMGx30-S | CT-100
CTBU16-32-U | 976.209|1.25]4.33| 1 |.299|1.64|1.03[174| CGP32 | CM6x30-S | CT-110 | P-5
CTBU20-32-U | 976.209|1.25] 4.33 [1.25].207| 1.9 [1.14] 1.9 | CGP32 | CM6x30-S | CT-110
CTBF16-45-U 15 .216 177]433] 1 .984 259 .866 157| CGP45 | CM6x1.0x40-A
CTBF20-45-U 6]1.77]4.721.25] 708|259 1.77| CGP45 | CM6x1.0x40-A

INSERTS (SINGLE SIDED, SHARP EDGE)

INSERT DIMENSIONS
SEAT PART NO. ® Sharper edge and
SIZE W=+0002| re | L | h |k low cutting force
SGS 2-020 .078 |.008 |.79].196| - | o " "
2 SGS 2-020-6R/IL | .078 |.008 |.79.196| 6° ::F?ng 1004008
SGS 2-020-15R/L| .078 |.008 |.79.196|15°
SGS 3-020 118 | .008 |.79|.196| -
SGS3-020-6R/L | 118 |.008|.79].196] 6° | GRADES:
3 |SGS3-002-6RL | .118 [.0008|.78)|.196| 6° | AH725:
SGS 3-020-15R/L| .118 |.008(.79|.196|15°| For all materials
SGS 3-002-15R/L| .118 |.0008|.79|.19615°| GH130:
4 | SGS4-030 157 |.012|.79].196] - Interrupted cuts
5 SGS 5-030 196 | .012 |.98.216
6 SGS 6-030 236 | .012 |.98].216

TUNGCUT GROOVING, TURNING & CUT-OFF TOOLS

CHS R/L VERTICAL TYPE TOOLHOLDERS

&

Right hand shown (R}

k]

£l

FREE CARTRIDGE

PROMO
K11

BUY 10 INSERTS
GET FREE
CARTRIDGE

|
CARTRIDGES

Fhl:lht hand (R} showm.

gl" L1 o

.

- el NOTE: Cartridges Sold Separately.
DIMENSIONS (INCH) PARTS
PART NO. ARTRIDGE!
O Malb [ hulnelel GES | CLAMPING SCREW [WRENCH Gy&))(\'/lz DIMENSIONS (INCH) PARTS INSERT
CHSRIL 12-U | 750 |.750/ .750 |5.33| 510 1.38 PARTNO. | "hEpTH CLAMPING INSERTS | SEAT |TOOLHOLDER
. L1 f W SCREW WRENCH SIZE
CHSR/L 16-U | 1.00|1.00/1.00 |5.33|.280| 1.10|  CAERIL CSHB-6-A P-4 ar (in)
CHSRIL 20-U | 1.25]1.25]1.25 |6.33 CAERIL-3T16| 629 | 1.77 | .409 | .118 3
CAERIL-ATI6| 629 | 177 | 413 | .AS7 | oo 0| oy | DGMES | 4 CHSRIL
CHFV R/L |HORIZONTAL TYPE TOOLHOLDERS ~|CAERLST20| 787 | 108 413 | 196 (seebelon)| 5 | cusvRL
" : - CAER/L-6T20| 787 | 193 | 413 | 236 6
5 )
pel
: INSERTS (DOUBLE-SIDED)
E Rt fared shown (R) ®  Smooth chip evacuation
¥ ' ®  Well designed edge with high strength
B! 3 GRADES: AH725 - For all materials
& GH130 - For Interrupted cuts
) NOTE: Cartridges Sold Separately. INSERT DIMENSIONS (INCH) ;
SEAT | PART NO. it ‘-w‘_
PART NO DIMENSIONS (INCH) CARTRIDGES PARTS SIZE W0002| re | L h L
" |ht|b | h|Ll]|bl| h2]|L2 CLAMPING SCREW |WRENCH 3 |DGM3020| 120 | .008 | 790 | .200 ol i :
CHFVRIL 12-U| 750 |.750|.750 | 6 |.350|.500].980 4 |DGM4-030 | .160 |.012 | .790 | .200 ' -
CHFVR/L 16-U|1.00[1.00{1.00| 6 |.120|.280|.980| CAERIL CSHB-6-A P-4 5 |DGM5030| .200 | .012 | 980 | .220 i
CHFVRIL 20-U[1.25]1.25]1.25| 7 980 6 |DGM6-030| 240 | 012 | 220 | .220

10




Tungaloy TUNGODRILLTWISTED

- Excellent Su

rface Finish - Stable Chip Evacuation

Coolant Holes

CHATTER
FREE
DRILLING

Highly economical

Stable and efficient machining can
be achieved by using four corners
of the proven parallelogram

shaped insert. i

Tpf——_

Excellent chip  The twisted coolant hole in the drill body
evacuation!

increases flow by 1.5 times.

Improved drilling Long tool life due to
durability!

specialized drill body coating
that is hardened to improve
rigidity.

Eight insert types can be
applied to various machining
applications and work
materials on anything from
lathes to machining centers.

‘ .-|I'I5.ﬁl'|‘ (= als )
w e
Ve e -y &
Ganter - - " o
in
Maw. drilling depth DJ type Ds 1'3"'"-'” S
2xD| [3xD| . =
0 e —
4xD| [5xD) =
I: R E E WHEN YOU TRADE-IN A COMPETITOR'S DRILL AND:
BUY 20 INSERTS - GET A FREE DRILL BELOW 1" DIA. PROMO BUY 10 INSERTS + 1 DRILL
D R I L L BUY 30 INSERTS - GET A FREE DRILL 1"-1.9/16" DIA. AT INCREDIBLE SAVINGS
BUY 50 INSERTS - GET A FREE DRILL 1.5/8"-2" DIA. Kl 1
DIAMETER DIMENSIONS 2xD 3xD 4xD 5xD INSERT
FRAC. DEC. | ADs | A | L2 DRILL L L1 DRILL L L1 DRILL L L1 DRILL L L1
12" 0.500 TDXU-0500-02 | 3.776 | 1.000 | TDXU-0500-03 | 4.276 | 1.500 | TDXU-0500-04 | 4.913 | 2.000 | TDXU-0500-05 | 5.386 | 2.500
17/32" 0531 | (oeo | 195 | pogo | TRXU-0531-02 | 3.869 | 1.062 | TDXU-0531-03 | 4.401 | 1503 | TDXU-0531-04 | 5071 | 2.124 | TDXU-0531-05 | 5583 | 2.655 | XPMTO40104R
9/16" 0.562 ’ ' : TDXU-0562-02 | 3.963 | 1.124 | TDXU-0562-03 | 4.526 | 1.686 | TDXU-0562-04 | 5.189 | 2.248 | TDXU-0562-05 | 5.78 | 2.810
5/8" 0.625 TDXU-0625-02 | 4.151 | 1.250 | TDXU-0625-03 | 4.776 | 1.875 | TDXU-0625-04 | 5504 | 2.500 | TDXU-0625-05 | 6.134 | 3.125 | XPMT050204R
11/16" 0.687 TDXU-0687-02 | 4.618 | 1.374 | TDXU-0687-03 | 5.306 | 2.061 | TDXU-0687-04 | 6.099 | 2.748 | TDXU-0687-05 | 6.808 | 3.435
3/4" 0.750 TDXU-0750-02 | 4.806 | 1.500 | TDXU-0750-03 | 5.556 | 2.250 | TDXU-0750-04 | 6.414 | 3.000 | TDXU-0750-05 | 7.162 | 3.750 | XPMTO06X308R
13/16" 0812 | 4 00 | 1457 TDXU-0812-02 | 4.993 | 1.624 | TDXU-0812-03 | 5.806 | 2.436 | TDXU-0812-04 | 6.729 | 3.248 | TDXU-0812-05 | 7.516 | 4.060
7/8" 0.875 ’ : TDXU-0875-02 | 5.181 | 1.750 | TDXU-0875-03 | 6.056 | 2.625 | TDXU-0875-04 | 7.004 | 3.500 | TDXU-0875-05 | 7.871 | 4.375
15/16" 0.937 2280 TDXU-0937-02 | 5.368 | 1.874 | TDXU-0937-03 | 6.306 | 2.811 | TDXU-0937-04 | 7.28 | 3.748 | TDXU-0937-05 | 8.225 | 4.685 | XPMTO7H308R
1" 1.000 ’ TDXU-1000-02 | 5556 | 2.000 | TDXU-1000-03 | 6.556 | 3.000 | TDXU-1000-04 | 7.595 | 4.000 | TDXU-1000-05 | 8.579 | 5.000
1.1/16" 1.062 TDXU-1062-02 | 5.743 | 2.124 | TDXU-1062-03 | 6.806 | 3.186 | TDXU-1062-04 | 7.91 | 4.248 | TDXU-1062-05 | 8.973 | 5.310
1.1/8" 1.125 1250 | 1.575 TDXU-1125-02 | 5.931 | 2.250 | TDXU-1125-03 | 7.056 | 3.375 | TDXU-1125-04 | 8.225 | 4.500 | TDXU-1125-05 | 9.367 | 5.625 XPMTO08T308R
1.3/16" 1.187 : ’ TDXU-1187-02 | 6.118 | 2.374 | TDXU-1187-03 | 7.306 | 3.561 | TDXU-1187-04 | 85 | 4.748 | TDXU-1187-05 | 9.721 | 5.935
1.1/4" 1.250 TDXU-1250-02 | 6.306 | 2.500 | TDXU-1250-03 | 7.556 | 3.750 | TDXU-1250-04 | 8.815 | 5.000 | TDXU-1250-05 | 10.036 | 6.250
1.5/16" 1.312 TDXU-1312-02 | 6.901 | 2.624 | TDXU-1312-03 | 8.213 | 3.936 | TDXU-1312-04 | 9.577 | 5.248 | TDXU-1312-05 | 10.876 | 6.560
1.3/8" 1.375 TDXU-1375-02 | 7.088 | 2.750 | TDXU-1375-03 | 8.463 | 4.125 | TDXU-1375-04 | 9.892 | 5500 | TDXU-1375-05 | 11.27 | 6.875
1.7/16" 1.437 1.969 TDXU-1437-02 | 7.276 | 2.874 | TDXU-1437-03 | 8.713 | 4311 | TDXU-1437-04 | 10.168 | 5.748 | TDXU-1437-05 | 11.585 | 7.185 | XPMT110412R
1.1/2" 1.500 TDXU-1500-02 | 7.463 | 3.000 | TDXU-1500-03 | 8.963 | 4.500 | TDXU-1500-04 | 10.483 | 6.000 | TDXU-1500-05 | 11.979 | 7.500
1.9/16" 1.562 TDXU-1562-02 | 7.651 | 3.124 | TDXU-1562-03 | 9.213 | 4.686 | TDXU-1562-04 | 10.758 | 6.248 | TDXU-1562-05 | 12.294 | 7.810
1.5/8" 1625 | o0 2 6ag | IDXU-1625:02 | 7.838 | 3.250 | TDXU-1625-03 | 9.463 | 4.875 | TDXU-1625-04 | 11.113 | 6500 | TDXU-1625-05 | 12.727 | 8125
1.11/16" 1.687 ’ . TDXU-1687-02 | 8.026 | 3.374 | TDXU-1687-03 | 9.713 | 5.061 | TDXU-1687-04 | 11.388 | 6.748 | TDXU-1687-05 | 13.081 | 8.435
1.3/4" 1.750 TDXU-1750-02 | 8.213 | 3.500 | TDXU-1750-03 | 9.963 | 5.250 | TDXU-1750-04 | 11.703 | 7.000 | TDXU-1750-05 | 13.436 | 8.750
1.13/16" | 1.812 2.165 TDXU-1812-02 | 8.401 | 3.624 | TDXU-1812-03 | 10.213 | 5.436 | TDXU-1812-04 | 12.018 | 7.248 | TDXU-1812-05 |13.829 | 9.060 | XPMT150512R
1.7/18" 1.875 TDXU-1875-02 | 8.588 | 3.750 | TDXU-1875-03 | 10.463 | 5.625 | TDXU-1875-04 | 12.294 | 7.500 | TDXU-1875-05 | 14.184 | 9.375
1.15/16" | 1.937 TDXU-1937-02 | 8.776 | 3.874 | TDXU-1937-03 | 10.713 | 5.811 | TDXU-1937-04 | 12.609 | 7.748 | TDXU-1937-05 | 14.538 | 9.685
2" 2.000 TDXU-2000-02 | 8.963 | 4.000 | TDXU-2000-03 | 10.963 | 6.000 | TDXU-2000-04 | 12.884 | 8.000 ] TDXU-2000-05 | 14.892 | 10.000
INSERTS * E CHIPBREAKERS RECOMMENDED
GRADES & CHIPBREAKERS
General purpose chipbreaker usable for almost all EIRST | HIGH HIGH
; g applications. Features low cutting forces and allows WORKMATERIALS | CHOICE | FEED | SPEED
- o7 table drilling. L bon steels (C<3 DS
DJ tvpo S ow carbon steels (
NSERT DIMENSIONS (in) JCISbSS400 |SM4C903 S25C, etc. | AH725 5
) ' 1 < DJ DW D!
A|B| T |/A]|re Creates excellent chip control for gummy materials J.‘érs‘z%éfggs ] et{:_ AH725 | AH725 | AH120
XPMT040104R | .169 |.177|.063 | .091 | .016 such as stainless steels and low carbon steels. Sharp Low alloy steels DS
XPMT050204R |.205 |.213|.094 | .091 | .016 08 cutting edges. JIS SCM415, etc. AH725
XPMT06X308R|.236 276/ 118098 | .031 type Alloy steels DJ DW DS
XPMTO7H308R | .276 |.323|.142 | .110 | .031 Wiper Design JIS SCM440, SCr420, etc. AH725 | AH725 | AHI120
;Emg&igz(l)gg .iii ig(z) i:g 13431 82% . In comparison with conventional inserts, this italplests steels DS
B R B : hipbreaker allows higher f nd pr ustenitic
XPMT150512R | 591 | .634].219|.217 | .047 DW tope guggig?sﬁrfgcg fisnisﬁese. eeds and produces JIS SUS304, SUS316, etc. AHT25
ataritnles.st.steeldsf " DS
artensitic and ferritic
AHT725
GRADES AH740 PVD coated carbide JIS SUS430, SUSA4L6, etc.
AH725 PVD coated carbide General purpose grade Stalnless Steﬂs ’ DS
First choice: for steels and stainless steels . By combining an ultra fine grain cemented carbide with J,rsecs'%%ggg ot ening AH725
Improved wear and fracture resistance combined with new  "Flashcoat", this grade provides both wear resistance and G " D3 Y
(Ti, AN coating and well-balanced substrate. i;npﬁg; trieO?]i:tance. Can be used for a wide range of NS 8%55()"%?? 11015 | AR5
AH120 PVD coated carbide pp ' Ductile cast irons DJ DJ
For stainless & super alloys A . T1115 cvD coated carbide JIS FCD700, etc. TI015 | AH725
By combining a highly reliable carbide substrate with For cast irons Aluminum alloys DW
"Flashcoat", this grade provides superior impact resistance By combining a specially designed hard carbide substrate with JIS A2017, ADC12, etc. AHTZ5
and wear resistance in high-speed machining. Suitable for  newly developed multilayer compound coatings, this grade Super Alloys & Titanium AEiSZO
drilling stainless steels & super alloys provides excellent wear resistance in machining cast irons.
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DOFEEDMINI

® HIGH FEED ® ANTI-CHATTER ® HIGHLY EFFICIENT (NEED LESS POWER)

® Provides excellent performance on small to mid size
machines due to the low cutting forces.

® Economical insert with 4 cutting edges

® High efficient milling of titanium, as used in the Aerospace industry.

® bEé(ggllent chip evacuation utilizing the air hole that is running thru the

~
N
PART# Saian DIMENSIONS (in) Inserts

B AL e | TWO PROMOTIONS
EXNO3R062U0062-02 2 | .625] .625 | .374 |4.000 | 1.250 | 2.750
EXNO3RO62U0062-02L| 2 | .625 | .625 | .374 |6.000 | 2.000 |4.000
EXNO3R068U0062-02 2 688 | .625 | 433 [4.000]1.250 | 2.750 FREE CUTTER
EXNO3RO68U0062-02L| 2 | .688 | .625 | .433 |6.000 | 1.000 |5.000 ;
EXN03R075U0075-03 3 |.750] .750 | .496 |5.0002.000 |3.000 PRgmgAgE%%I\E/EAﬁlLS
EXNO3RO75U0075-03L] 3 |.750 | .750 | .496 |6.500 |3.500 |3.000 .
EXN03R087U0075-03 3 875 | .750 | .634 |5.000 | 2.000 | 3.000 MJ (For Steels, Cast Iron and ML (For Stainless Steels and
EXNO3R087U0075-03L| 3 | .875| .750 | .634 | 6.500 | 1.250 |5.250 ard Materials) Super Alloys)
ExNosr100u010004. | 4 |1.000[1000] .76 |7000 4000300 | PROMO K11 _
EXNO3R100U0100-05 5 |1.000]1.000| .756 |5.500 | 2.500 |3.000 INSERT DIMENSIONS (in) GRADES
EXNO3R112U0100-04L 4 |1.125/1.000| .882 |7.000 1500 (5500 |10 INSERTS + 1 CUTTER A |B| T | re |AH725| AH130
EXN03R112U0100-05 5  |1.125/1.000| .882 |5.500 | 2.500 | 3.000 AT HUGE SAVINGS LNMUO303ZER-MJ
EXNO3R125U0125-05L | 5 |1.250|1.250 | 1.008 | 8.000 |5.000|3.000 LNMUO30aZER ML | 226 |2%6| 169 ) 047
EXN03R125U0125-06 6 |1.250|1.250 | 1.008 | 6.000 | 3.000 | 3.000 GRADES: AH725: For Steels, Super Alloys, Cast ron
SPARE PARTS FOR ALL CUTTERS: SCREW: CCPB-2.5 WRENCH: IP-8D " AH130: For Stainless Steels

TUNGQUAD ® HEAVY DUTY MILLING @ HELICAL CUTTING EDGES
® INCREASED TOOL LIFE ® INCREASED METAL REMOVAL
90° MILLING CUTTERS

stra_ight

PROMO K11
HUGE SAVINGS

9[52“:"— Lt _-_L 7 £ -

Shell Mill
with Coolant-Hole

DIMENSIONS (in) NO. OF
PART # :
ADc|ADb| Ad| | | Lf| b | a |TEETH
Spare Parts: TPDO5R150U0075A08 | 15 | 1.46 | 0.75|0.75 | 1.57 0312 |0.17] 8
DIMENSIONS (in :
PART # (in) SHANK | NO. OF | 2F i s e TPDO5R200U0075A10 | 2 | 1.75[0.75|0.75] 157 | 0312[0.47] 10
De | Ds | Is | Lf | L | TYPE | TEETH | iopporns3
EPDO5R050U0050-02 | .500 | 500 | 1.78 | 1.22 | 3.00 | Straight 2 Inserts R T %YAZDEF(?A ﬁt) Pg{g’g?%ﬁ;ﬁ?g;
EPDO5R063U0063-03 | 625 | .625 | 2.00 | 150 | 350 | Straight 3 Wrench: : ey : ,
EPDO5R075U0075W04 | 750 | .750 | 2.03 | 1.72 | 3.75 | weldon 4 (Substitution Wrench) v L ﬁfﬁ's’ Super Alloys and Cast
EPDOSR100U0100W05 | 1.00 | 1.00 | 228 | 1.72 | 400 | Weldon 5 | IP-6DB (IP-6D) t%mﬂ AH140 (MJ): Stainless Steels
EPDO5R125U100W06 | 1.25 | 1.00 | 228 | 1.72 | 400 | Weldon 6 Mz, ap — 157 TH10 (AJ): Non Ferrous
_ ) BART # DIMENSIONS (in) GRADES
SADQ Jetmill MultiX ® DRILL ® MILL A | T | re |AH725/AH140TH10
_ ~ ® CENTER CUTTING SDMTO50204PN-MJ | 200 | .094 | .015 : :
@ g %u . ---—-—-—|— g! _ SDHT050204FN-A) | 200 | .094 | .015 .
2 Identical Inserts  —** L=
Per Cuter L . Inserts XXMU.. PART 4 DIMENSIONS
DIMENSIONS SPARE PARTS AlB T R

XXMU08T204PR-MJ | .323 | .220 | .109 | .016
XXMU10H308PR-MJ | .417 | .268 | .138 | .031
XXMU12X408PR-MJ | .520 | .311 | .165| .031
XXMU16X508PR-MJ | .661 | .437 | .197 | .031

Pzaal
Flunging

APPLICAPLE
PART # AIRHOLE| |NSERT WRENCH

D | d |SHANK| L | L1 | L2 INSERT SCREW .

EVX08062RSU | .625 | .625 | Weldon | 3.156 | 1.25 | 1.906 XXMU08 Without | CSPB2.2 IP-7D
EVX10020RSU | .787 | .750 | Weldon |3.281 | 1.25 | 2.031 XXMU10 Without | CSPB2.5 IP-8D
EVX12100RSU | 1.00 | 1.00 | Weldon | 3.906 | 1.625 | 2.281 XXMU12 Without | CSPD3 IP-10D

EVX16125RSU | 1.25 | 1.25 | Weldon | 4.281 | 2.00 | 2.281 XXMU16 Without | CSPB3.5 | IP-15D Squans sk g g g

wilerg

Huile,

Furging Crksiging
g

EVX08062RLHU | .625 | .625 | Straight | 7.000 | 1.625 | 5.375 XXMU08 With CSPB3.5 | IP-15D

EVX10020RLHU | .787 | .750 | Straight | 7.500 | 2.00 | 5.500 XXMU10 With CSPB3.5 | IP-15D
EVX12100RLHU | 1.00 | 1.00 | Straight | 8.750 | 2.75 | 6.000 XXMU12 With CSPB3.5 | IP-15D
EVX16125RLHU | 1.25 | 1.25 | Straight | 10.00 | 3.25 | 6.750 XXMU16 With CSPB3.5 | IP-15D

12




DOREC MILLLINE [T

- Maxi Productivit
90° Shoulder Milling Cutters with Tough Cutting Edges

DOREC-11 & DOREC-18 INDEXABLE END MILLS
DOREC is a family of double-sided inserts with 4 helical cutting edges and tools
for 90° milling.

Insert construction is very thick and strong, with a wiper which leaves an excellent

surface finish. Clamping into a dovetail inclined pocket provides very rigid Max ap = .354"
clamping. i
_1 ’ Replacement parts
—____H“_E—B 1 s DESCRIPTIONS PART#
CLAMPING SCREW |CSTB-3.5L115
% TORXBIT | BLDT10/S7
= GRIP SW6-SD
da MONO BLOCK TYPE
SUBSTITUTION T-10D
L WRENCH
/Dc | ADs Is Lf L (b) | HOLE |INSERTS
. . . EPQ11R100U0100W02 | 1.000 1.000 2.280 1.220 3.500 .75 with 2
;%RIE: fs)agrlzfes zg:tiﬁ:t:t“rtgﬁlog)ﬁ::tr'l:‘gi?r:?ns y EPQLIRI25U0125W03 | 1250 | 1250 | 2500 | 1500 | 4000 | 154 | with 3
9 ' 9 EPQ11R150U0125W04 | 1500 | 1.250 | 2.250 | 1.750 | 4.000 | 165 | with 4

unique chip deflector with positive cutting angles.

Excellent performance and reliability are guaranteed

for machining steel, stainless steel, and cast iron at F R E E C U TT E R P R O M O

very high machining parameters.
ALL CUTTERS ON THIS PAGE ARE OFFERED ON THE

INSERTS: LOMU11 & LQMU18
Q Q FREE CUTTER PROMO SHOWN ON THE BACK COVER
® |Inserts with tough cutting edges
® Improved productivity in high feed machining .
® |arge rake angle reduces cutting forces FACE MILLS: TPQll&TPQ18
® Double sided insert with 4 corners :?’b —
-4
- 7 GRADES TPQLL .
AH725:  Steels and Super Alloys ap = .354 i i -
AH140: Stainless Steel e S S
AH120: Castl
2 ast Iron TPQ18 m
ap =.629" =
p A
DIMENSIONS GRADES .
PART# HONING (INCH) COATED s DIMENSIONS (inch) AR COOLANT THRU INSERTS
A | T | re |AH725|AH120|AH140 el bl /| 1| | b | a [HOLE CEl\(lgEtFi%O%DLT STYLE II\I}ISOERO'I":S
LQMU110704PNER-MJ | with | 433 | 327 | .016 | - : : TPQ11R200U0075A06 | 2.00 | 1.69 |.750|.750 | 1.575 | .20 | .315 | with | C0.375x1.125H 6
LQMU110708PNER-MJ | with | 433 | 327 | .031| - . . TPQL1R250U0075A07 | 2.50 | 1.69 | .750| .750 | 1.575 | .20 | 315 | with | CO.375xL.125H | Lqmu |7
LOMUL10716PNER-MI| with | 433 | 327 | 063 | - . : TPQ11R300U0100A10 | 3.00 | 1.97 | 1.00| 1.02 | 1.969 | .24 | .374 | with | C0.500xL.375H | 11 10
LQUUIBOBOPNER M| vih_| 660 | 493 06 | | - | - Thotsmeoouanrsnos | 200 | 168 [ors 075 | 160 | 201 310 win | cosrent 266 2
. . 8 . A . . B WII R X1,
LQMULB0808PNER-M) Wfth 689 | 433 | 081 TPQ18R250U0075A04 | 2.50 | 1.69 |0.75]0.75 | 1.58 | .20 | .320 | with | C0.375x1.125H 4
LQMU180BIEGPNER-MJ| _with | 689 | 433 | 063 | - : : TPQ18R300U0100A05 | 3.00 | 1.97 [1.00|1.02 | 1.97 | .24 | .370 | with | CO500xL.375H | (qmu |5
LQMU180824PNER-MJ | with | 689 | 433| .094 | - : : TPQ18R400U0150A06 | 4.00 | 3.13 |1.50 | 1.38 | 1.97 | .38 | .630 | with | TMBA-0.750H | 18 6
TPQ18R500U0150A08 | 5.00 | 3.13 | 1.50 | 1.46 | 2.50 | .38 | .630 | with | TMBA-0.750H 8
TPQ18R600U0200A09 | 6.00 | 3.94 | 2.00| 1.50 | 2.50 | .43 | .750 without - 9

Comparison Of Metal Removal Rate

e Siotting Standard Cutting Conditions
¢ Work material: 1055 (200 HB) HARDNESS CUTTING SPEED | FEED PER TOOTH
* Machine: Vertical MIC, CAT50 WORK MATERIALS ho | GRADES | ™" e (sfm) fz (ipt)
Low carbon steel (1018, 8620, etc.) ~200 600 (330 ~800) | .007 (.004 ~.010)
0] High carbon steel (F-6180 et 200 ~ 300
200% igh carbon steel (F-6180 etc) AH725 | 500 (330~ 750) | 006 (.004 ~ .008)
M O R E Alloy steel (4140, 4340 etc) 150 ~ 300
Tool steel (A-6, D-1, D-2 etc) ~300 400(330-600) | (004 - 010)
PRODUCTIVITY Stainless steel (300 Series, 304, 316 etc) - AH140 | 500(300~600) | ~ )
Gray cast iron
CUTTING CONDITIONS | iHmEC COMPETITOR Ductile cast iron 150~250 | AH120 | 600(450~800) | .007 (004~ .010)
EPQ11R100U0100W02 .
Tool Q(;El,ooo-g t=2) AE1.000"t=3 %Pg&?ﬂ{’)’?ncon 1718 etc) - AH725 | 110(65~160) | .006 (.003 ~.008)
Insert LQMU110704PNER-MJ | 2 corner type insert, Grade . . . .
AH725 equivalent to P30 ® Toremove excessive chip accumulation use an air blast.
Cutting speed: V¢ (sfm) 655 491 ®  When cutting an interrupted surface or a casting skin, the feed (fz) should be reduced to the lower
Feed per tooth: fz (ipt) .006 004 recommended value shown in the above table.
Depth of cut: ap ('fmh) 315 197 ® Cutting conditions are limited by machine power, work piece rigidity and spindle output. When the
g%gg,rrgm?val rate: 9.450 4433 cutting width, depth or overhang length is large, set Vic and fz to the lower recommended values
and check the machine power and vibration.
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TUNG=REC 07,11 & 18

o For High Precisi ds
90° SHOULDER MILLING CUTTERS FionrisP:gMiIIi;egc.lsll\loonl\ﬁir;magcphér

Features Free cutting action due to high helical cutting edges and high axial rake ang|

Tungaloy

Membes IMC Growup

Tungaloy

Memmbes IMC Growup

7| Minimal mismatch on multiple =2 Smooth cutting
vertical passes - leaving a clean Due to the cutting sdge
mirror-like side wall with helical geometry

%1 Three types of chipbreaker for ¢
various applications

. Superior chip evacuation

with air hola Positive Rake Insert

bl for general machining
H.J: Tar high feed machining
Ad: for aluminium machining

90° INDEXABLE END MILLS

_—.

PROMO
K11

10 INSERTS + 1 CUTTER
AT HUGE SAVINGS

=’HJ

o (SOME KITS MAY
90° FACE MILLS ) B REQUIRE 20 INSERTS i i.:
SHELL TYPE | 5 = 3 | PR
e T it i
| SHANK TYPE . '
|
; DIMENSIONS (IN) | AIR | SHANK | NO. OF
CUTTER el 1s | Lf | L |aDs/HOLE| TYPE |INSERTS| INSERT
EPO07R050U0050-02 | 500 | 2.25|.750 3.00| 0.50 2 | AoOimore
EPO07R063U0063-04 | 625 | 256 | .94 [3.50| 0.63 Cylinicall 4| Ao0IToT™
EPO07R075U0075-05 | .750 | 2.871.13|4.00] 0.75 5 | AoOmore
EPO07R100U0075-03 | 1.00 | 2.00| 150 [3.50| 0.75 3 | AoOmore
CUTTER DIMENSIONS WT.| AR | NO.OF | \ecor EPO07R100U0100W07 | 1.00 | 2.28]| 1.503.78] 1.00 7 | aodmor
/Db Lf| d | b | a| | |LBS| HOLE |INSERTS EPO18RI00U0L00WO2 | 100 |2.25|1.75[400( 100 . 2 | AoOTige
TPO7R200U0075A12 |2.00] 1.69 [1.57/0.75[0.200.31[0.79] 03 | WITH 12| AodT07 EPO18R100U0100W02L| 1.00 |2.25|2.75|5.00| 1.00 2 | AOOITI8™
TPO18R200U0075A05] 2.00 | 1.63 |1.57]0.75/0.20[0.31]0.75] 0.3 | WITH 5 | AOOTI8 EPO18R125U0125W03 | 1.25 | 2.25 | 2.254.50| 1.25 Weldon 3 |AoOTig™
TPO18R250U0075A062.50| 2.13 [1.57/0.75[0.20(0.31[0.75] 05 | WITH 6 | AoOITI8 EPO18R125U0125W03L| 1.25 | 2.25[4.25|6.50] 1.25 3 | AoOTig™
TPO18R300U0100A07|3.00 2.25 [1.75[1.00[0.240.371.02] 0.7 | WITH 7| AoOT18 EPO18R150U0125W04 | 150 |2.25|2.25 14.50| 1.25 4 | AoOTis™
TPO18R400U0150A084.00 | 3.00 2.00[1.50[0.35[0.63[0.75] 1.3 [WITHOUT| 8 | AOCITI8 EPO18RI50U0125WO3L] 1.50 1225 4.25 6.50| 1.25 3 | poOTig™
TPO18R500U0150A09]5.00 | 4.00 [2.00[1.50[0.35]0.63[0.75] 2.8 [WITHOUT| 9 | AOCITI8 EPO18R200UOL25WOS | 2,00 12251225 450 ] 1 25 = TaoOTis™
AOLOTO7 INSERTS MJ: for general machining DIMENSIONS ()
HJ: for high feed machining CUTTER SM}IIEK ”\’]IgEF%FS INSERT
AJ: for aluminum ADc| Is | Lf | L |ADs
EPS11050RSU 500 | 2.36 |.9843.35] .625 1 | AsOT1aT*
EPS11062RSU 625 | 2.36|.9843.35| 625 2 | asOruar
EPS11075RSBU | .750 | 2.36 |1.18]3.54 .750 3 | AsOTLIT™
HJ Al EPS11100RSBU | 100 2.36 |1.383.74] 100 | V&M [ 4 [ asoriir
. A EPS11100RSBU-3/4 | 1.00 | 2.36 |1.38|3.74 .750 4 | AsOTLIT*
S e R e Pk EPS11125RSBU | 1.25 | 2.36 |1.38|3.74] 1.25 5 | ASOTLIT
F‘“ {3 [ i 0 =1 L EPS11062RLU 625 | 4.25 [1.50|5.75 | .625 2 | ASOTLIT*
o r',i Yy L el = f | EPS11075RLU 750 | 5.25 2,00/ 7.25| .750 | . . 2 | AsOruar
t *—“—-—:‘* e ) g EPSL1100RLU 100]5.75 |2.75/850] 1.00 | ST 5 [ asOmure
EPS11125RLU 1.25]7.00|3.00] 10 [1.25 2 | asOruar
INSERT DIMENSIONS (IN) GRADES ACCURACY
A | B | T | R |AH725|AH140/KS15F ASCIT11 INSERTS
AOMT070202PDPR-MJ | 32 | .19 | .10 [ 008 | - . M
AOMT070204PDPR-MJ | .32 | .19 | .10 | .016 M MJ: for genera| machining
AOMT070208PDPR-MJ | .32 | .19 | .10 | .032 M AJ: for aluminum
AOMT070216PDPR-MJ | .32 | .19 | .10 | .063 M
AOMT070210PDPR-HJ | .35 | .19 | .10 | .040 M DIMENSIONS (IN) GRADES
AOGT070204PDFR-AJ | .32 | .19 | .10 | .016 G INSERT AlB S R |AH120|AH130/KSO5F ACCURACY
* Note: Max depth of cut for fig 2 HJ chipbreaker = 0.032" ASMT11T304PDPR-MJ | 457 | 264| 146 | 016 M
MJ: for general machinin ASMT11T308PDPR-MJ | 457 |.264 | .146 | .031 M
AOLITI8 INSERTS AJ: forguminum g ASMT11T312PDPR-MJ | 457|.264 | .146 | .047 M
ASMT11T316PDPR-MJ | 457 | 264 .146 | .062 M
ASMT11T320PDPR-MJ | 457 | 264 .146 | .080 M
ASMT11T330PDPR-MJ | 457|.264 | .146 | .18 M
1[% ASGTL1T304PDFR-AJ | .457 | 264/ .146 | .016 G
ASGTL1T308PDFR-AJ |.457 | 264 .146 | .031 G
INSERT DIMENSIONS (IN) GRADES ACCURACY* CARBIDE GRADES APPLICATION
A|B|T R |AH725|AH140|KS15F MATERIAL GRADES
AOMT180508PDPR-MJ | .77 | 43 | .22 | 32 M STEEL AHT25, AH120
AOMT180516PDPR-MJ | .77 | 43 | 22 | 63 M
AOMT180524PDPRMI | 77 T 2322 | 095 " STAINLESS STEEL | AH140, AH130, AH120
AOMT180532PDPR-MJ | .77 | 43 | .22 | .126 M M = Molded & Honed HIGH TEMP ALLOYS _ | AH725, AH120
AOGT180504PDFR-AJ | .77 | .43 | .24 | .016 G G = Ground CASTIRON AH120
AOGT180508PDFR-AJ | .77 | 43 | .24 | 032 G ALUMINUM KSO5F, KS15F
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TECMILL

HIGH FEED RATE - HIGH CUTTING EFFICIENCY -

THE TANGENTIAL CLAMPING CUTTER
FOR STRENGTH AND STABILITY

30% HIGHER METAL REMOVAL RATE

K11

10 INSERTS + 1 CUTTER

AT LARGE SAVINGS

INDEXABLE END-MILLS

(SOME KITS MAY
REQUIRE
20 INSERTS)
DIMENSIONS (in) AR | COOLANT NO. OF
PITCH PART # 0T alal 1 | nlol a HoE CENTER INSERTS NG OF
TPM1LR200U0075A05 | 2.00]0.75]1.77/0.75]1.57] 0.24 ] 0.32 | with |(C0.375x1.125H) 5
TPML1LR250U0075A06 | 2.50]0.75]1.77/0.75]1.57] 0.24] 0.32 | with |(C0.375x1.125H) 6 ‘
LMMUL107+PNER-MJ
g TPM11R300U0100A06|3.00]1.00]2.170.75]1.97] 0.24] 0.39 | with |(C0.500x1.375H) 7 PART # S'MENSENS’_&'”)L INSERTS NGO
S | TPM11R400U0150A08 |4.00/150|3.07|1.06|1.97[0.31] 0.63 | with | (TMBA-0.750H) B | e ;
TPM16R300U0L00A05 |3.00]1.00(2.17/0.75]1.97] 0.24]0.39 | with |(C0.500x1.375H) 5 | EoMLIRI5000125W08 151 2510 9511 72l 4 |LMMULLOT*PNERMI—
TPM16R400U0150A06 | 4.00] 1.50[3.07]1.06]1.97]0.31] 0.63] with | (TMBA-0.750H) |LMMU1609*PNER-MJ| 6 9 |2 29e 09l
TPM16R500UOL50A07 |5.00] 1.50(3.07/1.06]2.48] 0.39 ] 0.63 | with | (TMBA-0.750H) 7 || SPAREPARTS: SCREW. CSTB-35L110 WRENCH SUBSTITUTION: T-15DB (T-15D)
g TPM11R300U0100408 30011.00[217]0.75[1.97]0.24 039 | with [(Cos00c175¢) 0 [ 9 INSERTS: Max depth of cut o
S | TPM11R400UO150A11 |4.00|1.50(3.07|1.06|1.97|0.31|0.63 | with | (TMBA-0.750H) 11 LMMUL1 type: Max. ap =0.381"
LMMU16 type: Max. ap = 0.594
DESCRIPTION | REPLACEMENT PARTS PART# e DIVENSIONS CARBIDE GRADES
APPLICABLE CUTTER.  TPM1IR.. | TPMI6R.. A 1B | T re |AH725lAHI20] AH140] T3130
spARE | CLAMPING SCREW | CSTB-35L110 | CSTB-5L150 CMMULT0708PNERM 126014131 280( 031l | ® | ® | o
PARTS TORX BIT BT15S BT20S LMMU110716PNER-MJ |.453].413].280(.063| ® | ®© | ®© | e
GRIP HTE HTB re LMMUL10724PNER-MJ |.445|.413(.280(.004| ® | ®© | ®© | @
Mo bock pe - LMMU110732PNER-MJ |.437].413[.280[.126| ®© | ®© | ®© | ®
e T-15T T20T LMMU160908PNER-MJ | 681 |.630|.374|.031| @ ° ° °
CARBIDE  AH140-FOR STAINLESS STEELS 13130 FOR STEELS LMMU160916PNER-M) 1.673.630/.374/.063| @ | © L @
AH120 - FOR MOST MATERIALS LMMU160924PNER-MJ |.665|.630(.374/.004] ® | © | ® | ®
GRADES:  aAH725 - FOR SUPER ALLOYS (INCONEL & TITANIUM) & STEELS LMMU160932PNER-MJ | 661].630|.374/.126| ® | e | e | o
90° HIGH POSITIVE PART:# DA | d | E| F | a | b |COOLANT| #OF
HOLE | INSERTS
MILLING CUTTERS TPW13R200U0075A03 | 2.00 | 0.75 | 0.75 | 1.575] 0.20 | 032 | WITH 3
TPW13R200U0075A04 | 2.00 | 0.75 | 0.75 | 1.575] 0.20 | 032 | WITH 4
TPW13R200U0075A05 | 2.00 | 0.75 | 0.75 | 1.575 ] 0.20 | 032 | WITH 5
TPW13R300U0100A04 | 3.00 | 1.00 | 1.02 | 1.969 | 0.24 | 038 | WITH 4
_ TPW13R300U0100A06 | 3.00 | 1.00 | 1.02 | 1.969 | 0.24 | 038 | WITH 6
GRADES: , TPW13R300U0L00A08 | 3.00 | 1.00 | 1.02 | 1.969 | 0.24 | 0.38 | WITH 8
AH120 - Most materials TPW13R400U0150A05 | 4.00 | 1.50 |1.378| 1.969 | 0.32 | 0.63 | WITH 5
with "MJ' chipbreaker TPW13R400U0150A07 | 4.00 | 1.50 |1.378] 1.969 | 0.32 | 0.63 | WITH 7
AH140 - For Stainless TPW13R400U0150A10 | 4.00 | 1.50 [1.378] 1.969 | 0.32 | 0.63 | WITH 10
TPW13R500U0150A06 | 5.00 | 1.50 |1.457] 2.480 ] 0.39 | 0.63 | WITH 6
SPECIAL PROMO TPW13R500U0150A08 | 5.00 | 1,50 |1.457[2.480 | 0.39 | 0.63 | WITH 8
TPW13R500U0150A12 | 5.00 | 1.50 |1.457] 2.480 | 0.39 | 063 | WITH 12
10INSERTS + 1 CUTTER TPW13R600U0200A08 | 6.00 | 2,00 | 150 | 2.480 | 0.39 | 0.75 | WITHOUT 8
INSERTS AT INCREDIBLE SAVINGS TPW13R600U0200A12 | 6.00 | 2.00 | 150 | 2480 | 0.9 | 0.75 | WITHOUT | 12
TPW13R600U0200A15 | 6.00 | 2.00 | 150 | 2.480 | 0.39 | 0.75 | WITHOUT | 15
PART # CLASS HONING CUTTER|COOLANT THRU
!_—I SWMT1304PDPR-MJ M WITH s | MSERT st enc| sum | wserr | | DIA | CENTERBOLT
== SWMT1304PDER-ML M WITH SAARE SCREW | SCREW |WRENCH| WRENCH 20 | C0.375XL.125H
l‘ SWMT1304PDPR-MS M WITH " [FSSP1102| CSPB-3.5 | DTS5-3555 | P35 | IP-15D 30 1 C0.500X1.375H
- : ' : 4.0 | TMBA-0.750H
= SWGT1304PDFR-AJ G WITHOUT Ry
3 SWGT1304PDPR-MJ G WITH :
! * Optional
o
TAW13 VA : e oo | € || e o o000 80
5
TAW13R200U0075A03 | 2.00 | 251 | 0.75 | 0.75 | 1575 0.20 | 032 | WITH 3
SPECIAL i I TAW13R200U0075A04 | 2.00 | 251 | 0.75 | 0.75 | 1575 | 0.20 | 032 | WITH 4
PROMO __ TAW13R200U0075A05 | 2.00 | 251 | 0.75 | 0.75 | 1575 0.20 | 032 | WITH 5
s o TAW13R300U0100A04 | 3.00 | 351 | 1.00 | 1.02 | 1.969 | 0.24 | 0.38 | WITH 4
10 INSERTS + O o TAW13R300U0100A06 | 3.00 | 351 | 1.00 | 1.02 | 1.969 | 0.24 | 038 | WITH 6
1 CUTTER TAW13R300U0100A08 | 3.00 | 351 | 1.00 | 1.02 | 1.969 | 0.24 | 0.38 | WITH 8
AT HUGE SAVINGS o & TAW13R400U0150A05 | 4.00 | 452 [ 150 |1.378[1.969 | 0.32 | 0.63 | WITH 5
S50 TAW13RA00UO150A07 | 4.00 | 452 | 1.50 | 1.378| 1.969 | 0.32 | 0.63 | WITH 7
INSERTS TAW13RA400U0150A10 | 4.00 | 452 | 1.50 | 1.378| 1.969 | 0.32 | 0.63 | WITH 10
TAW13R500U0150A06 | 5.00 | 551 | 1.50 | 1.457 | 2.480 | 0.39 | 0.63 | WITH 6
PART # CLASS HONING TAW13R500U0150A08 | 5.00 | 551 | 1.50 |1.457 | 2.480 | 0.39 | 063 | WITH 8
SWMTL3T3AFPR-MJ M WITH TAW13R500U0150A12 | 5.00 | 551 | 1.50 | 1.457 | 2.480 | 0.39 | 0.63 | WITH 12
SWMT13T3AFER-ML M WITH TAW13R600U0200A07 | 6.00 | 651 | 2.00 | 1.50 | 2.480 | 0.39 | 0.75 | WITHOUT| 7
TAW13R600U0200A10 | 6.00 | 651 | 2.00 | 150 | 2.480 | 0.39 | 0.75 | WITHOUT | 10
SWMWISTSAFTR M WITH TAW13R600U0200A16 | 6.00 | 6.51 | 2.00 | 150 | 2.480 | 0.39 | 0.75 | WITHOUT | _ 16
SWMTL3T3AFPR-HJ M WITH
- INSERT FIXING |SHIM FIXING] SHIM | INSERT
ng’gﬁg;ﬁ'; '\:JS Z W:’T\’I'_IT(':UT NOtTEibcltoolantthru SPARE SHIM SCREW SCREW | WRENCH| WRENCH
- center bolt - same N
FSSAL102] CSPB35 |DTS535SS| P-35 | IP-15D
SWGT13T3AFPR-MJ G WiTHOUT | SPecsasfor TPW13




DOPENT FAcEmiLLs 2 § g

©  PENTAGONAL 3
High Feed Rate & Cutting Efficiency - 10 Cutting Edges DOUBLE-SIDED .NSERTE ©
Increase Metal Removal by 50% (3] WITH 10 CUTTING EDGES gy @
NO. OF WEIGHT| COOLANT
PITCH CUTTER NeeRr D | d [di | 1| H | b | a |WGEITCORH
TENOOR200U0075A03| 3 |2.00] 0.75 | 1.69 |0.75| 157 [ 0.20 | 031 | .3 with
TENO9R250U0075A04| 4 | 2.5010.75 | 1.69|0.75] 1.570.20 | 0.3L | .5 with
coARSELTENOIR300UO100A04| 4 [3.00/1.001.97[1.02]1.97 024037 9 with
EITENO9RA00UOL50A05| 5 |4.00]1.50 | 3.15|1.38] 1.97 | 0.39] 0.63 | 1.3 with
TENO9R500U0150A06| 6 5.00] 1.50 | 3.15 | 1.46] 2.48 | 0.39 | 0.63 | 2.6 with
TENO9RG00UO200A07 | 7 6.00] 2.00 | 3.94 |1.50] 2.48 [ 0.43 | 0.75 | 4.4 | without
TENO9R200U0075A04| 4 [ 2.0010.75 | 1.6910.75] 1.57 | 0.20 | 0.3L | .3 with
] o TENO9R250U0075A06| 6 | 2.500.75 | 1.6910.75] 1.57 | 0.20 | 0.3L | .5 with
max. depth of cut: Max. ap =.250 in. cLosE | TENOSR300U0100A07 |7 [3.00[1.00{ 197 [£.02[1.97 0241 0.37 | 9 with
TENO9RAOOUOL50A08| 8 [4.00]1.50 | 3.15|1.38] 1.97 | 0.39] 0.63 | 1.3 with
TENO9R500U0150A10| 10 |5.00] 1.50 | 3.15 | 1.46] 2.48 | 0.39 | 0.63 | 2.7 with
TWO PROMOTIONS AVAILABLE TENO9RG00UO200A12| 12 [6.00]2.00 | 3.94 |1.50] 2.48 [ 0.43 | 0.75 | 4.7 | without
TENO9R200U0075A06| 6 | 2.0010.75 | 1.6910.75] 1.57 | 0.20 | 0.3L | .3 with
FREE K11 PROMO TENO9R250U0075A08| 8 | 2.500.75 | 1.6910.75] 1.57 | 0.20 | 0.3L | .5 with
FiNE | TENOSR300U0100A10] 10 [3.00[1.00(197[1.02[197 0241 0.37 | 9 with
CUTTER 10 INSERTS + 1 CUTTER ENO9RA00U0150A12| 12 |4.00|1.50[3.15[1.38|1.97 039 0.63 | 1.4 with
PROMO AT LARGE SAVINGS [ENOYR500U0150A16| 16 |5.00] 1.50 | 3.15 | 1.46] 2.48 | 0.39 | 0.63 | 2.9 with
SEE DETAILS ON BACK COVER SOME KITS REQUIRE 20 INSERTS TENO9R600UO200A20] 20 [6.00]2.00(3.94 [150(2.48 [0.43]0.75 | 49 | without
INDEXABLE END-MILLS CUTTER NOOEI D | d | s | H | L |weGHT|CORANT
EENOYRI25U0125W03 | 3 | 1.25 | 1.25|2.28| 1.50 | 3.78 | .7 with
: EENO9R150U0125W04| 4 | 1.50 | 1.25 |2.28|2.00| 428 | .7 with

1 | INSERTS

- Pentagonal double sided insert. Economical corner unit price.

" | 30% tool cost reduction compared to i
conventional four edge insert Q
- Inserts available in MJ (for general
machining), AJ (for aluminum) and Wiper type.
. :
= DIMENSIONS (in) Wiead
— INSERT
== A T ]
] — | PNCUOSOSGNER-MJ| 480 | 232 CARBIDE GRADES:
i sl BO5T PNCU0905GNER-W | .480 232 AH120 - For most material
Flg 1 (General) Fig 2 W (Wiper) Fig 3 AJ (For Aluminum) | PNCUOQOSGNFR-AJ | 480 | .248 AH140 - For Stainless Steels

ROUNDSPLI it

- Anti-chatter cutter

Serrated cutting edge CUTTER D d|d|1|H|b|a —NERTS

further assists in the STYLE | # P RO M O

breaking of chips. This | TRC12R200U0075A05[2.00]0.75] 1.85 [0.75[1.97] 0.20 [ 0.32 L5 |

provides a very low TRC12R250U0075A06 [2.50[0.75 | 2.32 | 0.75 | 1.97] 0.20 |0.32| RCMT 77| K11

cattl?glforcfealnd reduces | TRC12R300U0100A073.00( 1,00 | 2.83 [1.02 | 2.48] 024 [0.37] 1204 [7

chattering for long TRC16R200U0075A04 2.00(0.75 | 1.85 | 0.75 | 1.97 | 0.20 0.32 4

overhang applications. | TRC16R250U0075A052.50( 0.75 | 2.32 [0.75] 1.97 | 0.20 [0.32 5| \lOINSERTS +1CUTTER
TRC16R300U0100A06 [3.00[1.00 | 2.83 [ 1.02 | 2.48] 0.24 [0.37| RCMT 6~ AT HUGE SAVINGS

- Serrated and round | TRC16RA00U0150A07 [4.00[1.50 | 3.82 | 1.46 | 2.48] 0.39 [0.63| 1606 |77

inserts will fit each cutter | TRC16R500U0150A08 [5.00{1.50 | 3.78 | 1.46 [2.48 | 0.39 |0.63 8

INDEXABLE EN D_M||_|_S Round and Serrated Inserts
Why Serrated?
- \ . The sp|ng|5%/|olad of tsherrated e Q
~oiH sz : - ' insert is 0 lower than
PROMO T T round type and will produce
K11 o ! smaller chips (see below). Round type Serrated edge type
R — MJ type: 8indexes NMJ type: 4 indexes
NO. OF COOLANT For general machinin For general machinin For aluminum machinini
LENGTH CUTTER INsERTs| O | 4 | S| H L HOLE INSERTS with sgrrated cutting edgge gRound Insert ¢ with serrated cutting edgge
o | ERCI12R125U0125W03 3 [125[125[225[275 with .
Z | ERC12R150U0125W04 4 |150]1.25[2.66] 2.34 with | RCMT1204*N-#* =
g ERC12R150U0150W04 4 [150]150[2.66] 234 500 | with i
£ | ERC16R150U0125W02 2 |150]1.25[2.66] 2.34 with . - Ve
© [ ERCI6RIS0U0150W02 | 2 | 150| 1.50 | 2.66| 2.34 wih | RCMTL606"N- {4-'5"
ERC12R125U0125-03L 3 |1.25[125(3.75] 225 6.00 | with Fig. 1 NMJ Fig. 2 MJ
ERCI2R125U0125-03LM| 3 |1.25|1.25[4.00]4.00 | 8.00 | with
ERC12R150U0150-04L 4 |150[150(3.75/2.00 | 6.00 | with | RCMT1204*N-+
% ERCI2R15000125-04LM | 4~ [150[1.25[4.00[ 400, " with DIMENSIONS (in) | | FEeFLINDSHLIT
3 | ERCI2R150U0150-04LM | 4 [1501.50 [4.00] 4.00 | * with INSERT A T Con\aentlontal
ERCL6R150U015002L | 2 |1.50|1.50]4.00] 2.00 | 6.00 | with e 20ENT I  oar 1 ots ' round inser
ERC16RI50U0125-02LM | 2 [150]1.25[6.00] 200 | o0 | with | RCMT1606*N- ROMTL202EN M) 047 T 019 .}
ERC16R150U0150-02LM | 2 1,50 1.50 [4.00] 4.00 | * with ROMT1204ENNAT | 047 T 010
ERC12R125U0125-03LL | 3 |1.25|1.25|5.00] 7.00 with RCMTL60EN-NWI 063 T 026
© [ERCI2R1250150-03LL 3 |1.25]150]5.00] 7.00 with RCMTLE06ENM) [ 063 T 028 ’
& | ERC12R150U150-04LL 4 |1.50]1.5010.00] 2.00 with | RCMT1204#N-#* ROMT1606EN-NAT | 063 T 026
: ERC12R150U0125-04LX 4 1.50] 1.25 |5.00| 7.00 12.00 with - : Subdivided chips
@ [ ERCI2RI50U0150-04LX | 4  |150]1.50(5.00]7.00 |~ with
%5 | ERC16R150U0125-02LL | 2 |1.50] 1.25 [10.00] 2.00 with CARBIDE  AH120- For most applications
ERC16R150U0150-02LL | 2  |1.50] 150 [10.00] 2.00 with | RCMT1606%N-** GRADES ﬁn%‘g Eg; gﬁl)gﬁﬁosytgg Steel
ERC16R150U0150-02LX | 2 |1.50| 150 [5.00] 7.00 with KS1EE - For Alnerim
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| POOCTO

OCTAGONA

1. Two Insert Shapes:

Square insert
(double sided, 8 corners)

Octagonal insert
(double sided, 16 corners)

L INSERT

PROMO K11

10 INSERTS + 1 CUTTER

AT HUGE
(SOME KITS REQUIRE 20 INSERTS)

DOQUAD

SAVINGS SQUARE INSERT

1 Max. doa (2p)
= 285"

2. Two clamping systems

SCREW ON WEDGE

® Large gullet for excellent | | ®  Fine pitch for high
chip evacuation productivity

®  With air hole

W

These cutters are ideal
for both roughing and
semi-finishing in steels
and cast-irons.

AH120 - Most
materials, first choice
in cast iron.

Insert styles (square &
Octoganal) can be used on both
the DoOcto & DoQuad body's.

Recommended application:
Steel: Coarse or medium pitch
Cast iron: Medium pitch

AHT725 - First Choice gp & Aa7
in Steels. SCREW TYPE
AH140 - Second -
Choice in Steels. CUTTER 0.0 DIMENSIONS (inch) AR
INSERTS| 1| Amc2| AD1-1) ADb | Ad | LFL| L2 | | | b | a |(kg) | HOLE
TANO7R250U0075A05| 5 | 2.50 | 2.39 | 3.01 | 1.75 |0.75 | 1.75| 1.81 [0.75] 0.19|0.31| 5 | with
Insert st N TANO7R250U0075A06| 6 | 2.50 | 2.39 | 3.01 | 1.75 | 0.75 | 1.75| 1.81 [0.75] 0.19|0.31] .5 | with
gste Sty'fs(sqga’e donboth | | TANC7R300U0100A06 | 6 | 3,00 [ 289 | 351 | 200 [1.00(200] 206075022038 1.0 | with
thC %gagat) %f‘% eusgb"g b0 TANO7R300U0100A08| 8 | 3.00 | 2.89 | 3.51 | 2.00 | 1.00|2.00] 2.06 [0.75] 0.22[0.38] 1.0 | with
e DoOcto & DoQuad body's. TANO7RA00UO150A07| 7 | 4.00 | 3.89 | 4.51 | 2.40 | 1.50 | 2.00] 2.06 [1.00] 0.38 |0.63] 1.5 | with
TANO7R400U0150A10 | 10 | 4.00 | 3.89 | 4.51 | 2.40 | 1.50 | 2.00| 2.06 [1.00] 0.38 |0.63| 15 | with
TANO7R500U0150A08| 8 | 5.00 | 4.89 | 551 | 2.40 | 1.50 | 2.50 | 2.56 [1.00] 0.38 |0.63] 2.5 | with
i%%?%%%%?\l? TANO7R500U0150A12| 12 | 5.00 | 4.89 | 551 | 2.40 | 1.50 | 2.50] 2.56 [1.00] 0.38 |0.63] 2.5 | with
: TANO7R600U0200A10 | 10 | 6.00 | 5.89 | 6.51 | 4.00 | 2.00 |2.50| 2.56 |1.00] 0.44 | 0.75| 4.0 |without
CAST-IRON TANO7R600U0200A15| 15 | 6.00 | 5.89 | 6.51 | 4.00 | 2.00 2,50 2.56 |1.00] 0.44 | 0.75| 4.0 |without
TANO7R800U0250A12| 12 | 8.00 | 7.89 | 8.51 | 5.30 | 2.50 | 2.50 | 2.56 |1.40] 0.53 | 1.00| 6.5 | without
TANO7R800U0250A18 | 18 | 8.00 | 7.89 | 8.51 | 5.30 | 250 |2.50 | 2.56 |1.40] 0.53 | 1.00| 6.5 | without
OO T octagonal insert
e 5
3 :.!? db’ A T | - AL e
; 2 T — MJ - For Stee £ ;
T ] ,é‘/ _‘ - ? \ —l_
‘%“;%;FL L‘ ! \B E ML - For Cast K’:l .‘311 |
- . . v ——
WEDGE TYPE : oo 255 ol Iron \‘“Lr}/ =
g L ow r, B o
oo DIVENSIONS (NCH) R E. MJ, ML (16 cormer typs) [Wiper, B comer typs)
CUTTER INSERTS HOLE
ADcl|ADc2 AD1-1ADb| Ad | Lfl | Li2| | b a | (ko) DIMENSIONS CARBIDE
TANO7R250U0075A08W [ 8 [ 2.50 [ 2.39 [ 3,01 [1.75[0.75] .75 [1.81[0.75 019 [ 031 | 6 INSERT ACCURACY ™ T5 T 1 | 1o GRADES:
TANO7R300UOL00A10W | 10 | 3.00 | 2.89 | 351 |2.00] 1.00 | 2.00 |2.06] 0.75 | 0.22 | 038 | 1.1 ONVUoTEEANPNa W :
TANO7RA00UO150AL4W | 14 |4.00 | 389 | 451 [240[150 200 [206]1.00 038 [ 063 [ 16 | .\ I |5 bt —Y AH725: STEELS &
TANO7R500U0150A18W | 18 | 5.00 | 4.89 | 551 |2.40] 150 | 2.50 | 2.56| 1.00 | 0.38 | 0.63 | 2.5 ONMUOTOSANPNML 1681|283 | 244|031 || “SUAER ALLOYS
TANO7R600U0200A22W | 22 | 6.00 | 5.89 | 651 | 4.00] 2.00 | 2.50 | 256 1.00 | 0.44 | 0.75 | 3.6 ONHUDTOSANTNML ™ H AH140: STAINLESS
TANO7R800U0250A28W | 28 | 8.00 | 7.89 | 8.51 |5.30| 250 | 250 | 256 1.40 | 053 | 1.00 | 538 ONHUOTOSANPR H w591 252 38 AH120: GAST IRON
ECC JETMILL CHAMFER MILL MULTIFUNCTION DG IAD Square insert
Iy T

30°, 45°, & 60° CHAMFERING
82° Countersink
Plunge chamfer holes as small as 0.197"

T
-
P
DIMENSIONS (INCH) INSERT
PART# #TEETH WRENCH
@| D |d|C| A | B ]| LL|L2|SCREW
ECC31005RU-45 2 45 |1.846 11.000|2.205/0.197 |0.827 | 1.969 | 2.281
ECC31005RU-30 1 30 |1.338/1.000{1.575|0.197 |1.004]| 1.969 | 3.150 CSTB5S | T-20D
ECC31005RU-60 2 60 | 2.204 |1.000{2.834/0.197 |0.571 1.969 | 3.150
ECC31005RU-41 2 41 11.698 11.000]2.205/0.197 |0.866] 1.969 | 2.281
/ % 1??.
45
INSERT XCET31404ER &
#‘E.: "- - -]'..,

AR

,I_FI,I:

S

g T M., ML {2 cornsr type) W WipeL 2 correr tepes)
INSERT ACCURACY DIMENSIONS MJ - For Steel
A| B T | re ML - For Cast Iron
SNMU1706ANPR-MJ M
SNHU1706ANPR-MJ H
SNMUL706ANTRML| M | 681|173 |.275 | 031
SNHU1706ANTR-ML H
SNHU1706ANFN-W H 894 | 433 [ .256 | .016

FOR DIMENSIONS SEE TUNGALQOY CATALOG

a

Toal: ECEIMDISAL-S

Toal: ECCI HSAU-4S

Toal: ECCIIHIER-A
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[OLTOT HicH FEED MILLING

HIGH-FEED
INDEXABLE END-MILLS

=

HIGH FEED FACE MILLS
Thick Inserts WITH COOLANT HOLE

1-2 times thicker than
conventional products.

Long Tool Life with
Various Chipbreakers
MJ - General Purpose
ML - Low Resistance
MH - Strong Sharp Edge

High Clamp Stability
Increased insert stability
through double clamp
system with clamp scre
and locking wedge
(EXPO5 type uses only

the clamp screw), Improved Tightened

Torque

Clamp and Insert Screws
have "Torx-Plus" drive
Note: The TXP cutter can be
used with or without coolant,
however for best performance
we recommend dry cutting
with an air blast.

High Reliability and
Long Tool Life
Coolant holes minimize
edge damage resulting
from chip build up.

PROMO K11
1 CUTTER + 10 INSERTS
AT LARGE SAVINGS )
NOTE: CUTTERS INCLUDED IN THE PROMO ARE DESIGNATED WITH * |I:
DIMENSIONS 4OF
PART# INSERT
D |d S%NEK Ll INSERTS
EXP05075RSU* | .750 | .75 | Weldon | 4.031 | 2.000 | 2.031 | WPMTO05H315ZPR 2 el
EXP05075RLU* | .750 | .75 | Straight | 7.000 | 4.000 | 3.000 | WPMTO05H315ZPR 2
EXP05075RLLU | .750 | .75 | Straight | 10.000 | 5.000 | 5.000 | WPMTO05H315ZPR 2 DIMENSIONS (in) #OF
EXPOG100RSU* | 1.00 | 1.00 | Weldon | 4781 | 2500 | 2.281 | WPMTOGX415ZPR | 2 PARTE 0 Ta 1 E | F | alob | ™SERT | NSERTS
EXP06100RLU* | 1.00 | 1.00 | Straight | 8.000 | 5.000 | 3.000 | WPMT06X415ZPR 2 TXP05250RBU  [2.50010.750 | 0.750 | 1.969 | 0.197 | 0.315 6
EXP06100RLLU | 1.00 | 1.00 | Straight | 12.000 | 7.000 | 5.000 | WPMT06X415ZPR 2 TXPO5300RBU  |3.000| 1.000 | 1.024 | 2.480 | 0.236 | 0.374 WPMTO5 6
EXP06125RSBU*| 1.25 | 1.25 | Weldon | 5.281 | 3.000 | 2.281 | WPMT06X415ZPR 3 TXP06200RBU | 2.000|0.750 | 0.750 | 1.969 | 0.197 | 0.315 4
EXP06125RLBU*| 1.25 | 1.25 | Straight | 8.000 | 5.000 | 3.000 | WPMT06X415ZPR 3 TXP06250RBU  [2.50010.750 | 0.750 | 1.969 | 0.197 | 0.315 WPMTO06 5
EXP06125RLLU | 1.25 | 1.25 | Straight | 12.000 | 7.000 | 5.000 | WPMT06X415ZPR 3 TXP06300RBU | 3.000|1.000| 1.024 | 2.480 | 0.236 | 0.374 7
EXP06150RSU* | 1.50 | 1.25 | Weldon | 5.781 | 3.500 | 2.281 | WPMT06X415ZPR 3 TXPO8200RU-A* |2.000/0.750 | 0.750 | 1.969 | 0.197 | 0.315 3
EXP06150RLU* | 1.50 | 1.25 | Straight | 10.000 | 2.000 | 8.000 | WPMT06X415ZPR 3 TXPO8300RU-A* |3.000 1.000 | 1.024 | 2.480 | 0.236 | 0.375 WPMT08 5
EXP06150RLLU | 1.50 | 1.25 Straight 12.000 | 2.000 |10.000| WPMT06X415ZPR 3 TXPO8400RU-A* |4.000| 1.500 | 1.260 | 2.480 | 0.394 | 0.625 6
EXP09200RU* 2.00 | 1.25 | Weldon | 4.781 | 2,500 | 2.281 | WPMT090725ZR 2 TXP09250RU*  |2.500(0.750 | 0.750 | 2.000 | 0.197 | 0.315 3
EXP09200RLU* | 2.00 | 1.25 | Weldon | 9.750 | 2.000 | 7.750 | WPMT090725Z0R 2 TXP09300RU*  |3.0001.000 | 1.024 | 2.500 | 0.236 | 0.374 4
* TXP09400RU*  4.000|1.500 | 1.500 | 2.500 | 0.394 | 0.626 | WPMTO09 5
Replacement Parts ONPROMO TXP09500RU*  |5.000|1.500 | 1.500 | 2.500 | 0.394 | 0.626 6
PART# CLAMPING SCREW | CLAMP SET | WRENCH TXP09600RU*  |6.000| 2.000| 1.500 | 2500 | 0.433 | 0.748 7
EXPO5 CSPB-3.55 - IP-15D + ON PROMO
EXP06 CSPB-4S CSY-15 IP-15D
EXP09 CSPB-5 CSY-20 1P-20T
Parts Coolant Thru Center Bolts
Inserts PART# DIMENSIONS INSERT INSERT TXPOSOICICIRBU| C0.375X1.125H
A|B|T|R PART# | screw |cLamp| WRENCH TXP06200RBU | C0.375X1.125H
WPMTO05H315ZPR-* | 0.20 | 0.31| 0.14 | 0.06 TXP05 CSPB3.5S - IP15D TXP06250RBU | C0.375X1.125H
WPMT06X415ZPR-* 0.24 1 0.38 | 0.17 | 0.06 TXP06 CSPB4S | CSY15 IP15D TXP06300RBU | C0.500X1.375H
WPMT080615200R-* | 0.32 | 0.51 | 0.25 | 0.06 TXP08 CSTB5 | CSX20 T20T TXP09250RU | C0.375X1.125H
ML I WH WPMT090725Z0R-* | 0.35 | 0.59 | 0.28 | 0.10 TXP09 CSPB5 | CSY20 IP20T TXP09300RU C0.500X1.375H
o A pm A * Add "MH' or M| * ; Note: Center holts are not included with TXPO9 I U | TXPO9400RU | TMBA-0.750H
@ D ; M?-Id-dD'\:IS-_:gﬁrecrivlflg)rfﬁirg;hflss:ie;l;li;g galr\lcshla)l g:éjétlers. Coolant thru center bolts can be TXPO9500RU | TMBA-0.750H
h ol A ML - Designed for reduced cutting force to
T 4 g 1 eliminate chatter. .. -
Machining Capability

GRADE SELECTION

[EYTEE Grng
WORK MATERIAL GRADE
LOW CARBON AH120, T3130

ALLOY STEELS
DIE STEELS 30 ~ 40 Rc

AH120, T3130
AH120

HARD MATERIALS 40 ~ 50 Rc
CAST IRONS, DUCTILE IRON

AH730
AH120

Plunging Lrcaryprg ke et

L ]
Trversng

STAINLESS STEELS
SUPER ALLOYS

AH120, AH140
AH120, AH140

When programming for CAD/CAM, the tool k
should be assumed to be a radius cutter shown in
the table. In this case, the amount left uncut (t) is
shown in the table on the right.

Tooling Geometry on Programming

o oeror ur | SPMERE | w | 1 | SqmER e
05 .060 .060 150 | .020 .080
06 .060 .060 170 | .028 .100
:E:..m o 08 .060 .060 224 | 028 .080
""1'“‘:” 09 120 .100 270 055 120
.047 .160
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!I TUNGMEISTE®R ! Stor

INDEXABLE & INTERCHANGEABLE CARBIDE CUTTERS*® CHAMFER

5@ @ = @ 35 I

- REDUCE TIME FOR TOOL CHANGE - HIGHLY ACCURATE - NO RE-GRIND COST

VSS SHANKS - STRAIGHT SHANK & NECK VTS TYPE SHANKS -

G SR FREE SHANK STRAIGHT SHANK WITH TAPERED NECK
Welkdon Shank
F Pr—— - WITH PURCHASE OF 10 HEADS : ;
3 i ! - - — — — 1§ \ APPLIES TO STEEL SHANKS ONLY
E. i _ == HEADS ARE SOLD 2 TO A PACKAGE RN | =—————
g4 L '
= Ls - n !-.h ..‘ y |
PART# A AL L | L2 | | s | SHONK | SHARKL S
VSS031L250S05US | 0.312 | 0.300 | 2.500 | 0590 | 0.510 | S05 PART# Ad | AL L L2 St a MATERIAL
VSS037L300S06US | 0.375 | 0.364 | 3.000 | 0.590 | 0.510 | S06 VTS050L300S05US | 0.500 | 0.300 |3.000 | 1.000 | 0.930 | S05 | 85
VSS050L350S08US | 0.500 | 0.480 | 3.540 | 0.630 | 0.530 | S08 STEEL VTS050L400S05US | 0.500 | 0.300 | 4.000 | 1.500 | 1.300 | S05 89
VSS062L400S10US | 0.625 | 0.598 | 4.000 | 0.780 | 0.680 | S10 VTS062L500S06US | 0.625 | 0.370 [5.000 | 1.380 | 1.283 | S06 | 85
VSS075L500S12US | 0.750 | 0.720 | 5.000 | 1.000 | 0.880 | S12 VTS062L630S06US | 0.625 | 0.364 | 6.300 | 2.170 | 1.750 | S06 89
VSS031L300S05UC | 0.312 | 0.300 | 3.000 | 1.000 | 0.950 | S05 VTS062L550S08US | 0.625 | 0.480 | 5.500 | 0.870 | 0.770 | S08 | 85
VSS031L350S05UC | 0.312 | 0.300 | 3.500 | 1.500 | 1.450 | S05 VTS075L650S08US | 0.750 | 0.480 [ 6.500 | 3.150 | 2.770 | S08 | 89 STEEL
VSS0311400S05UC | 0.312 | 0.300 | 4.000 | 2.000 | 1.950 | S05 VTS075L550S10US | 0.750 | 0.598 [ 5.500 | 0.880 | 0.000 | S10 | 85
VSS037L400S06UC | 0.375 | 0.364 | 4.000 | 1.250 | 1.200 | S06 VTS100L670S10US | 1.000 | 0.598 | 6.700 | 1.600 | 0.000 | S10 85
VSS037L475S06UC | 0.375 | 0.364 | 4.750 | 2.000 | 1.950 | S06 VTS075L750S10US | 0.750 | 0.600 | 7.500 | 3.150 | 2.950 | S10 | 89
VSS050L400S08UC | 0.500 | 0.480 | 4.000 | 1.500 | 1.400 | S08 VTS100L630S12US | 1.000 | 0.720 | 6.300 | 1.600 R S12 85
VSS050L550S08UC | 0.500 | 0.480 | 5.500 | 2.500 | 2.450 | S08 | STRAIGHT CARBIDE VTS125L750S12US | 1.250 | 0.720 | 7.500 | 3.150 R S12 85
VSS062L325S10UC | 0.625 | 0.600 | 3.250 | 1.250 | 1.180 | S10 VTS100L800S12US | 1.000 | 0.720 |8.000 | 3.750 | 3.400 | S12 89
VSS062L450S10UC | 0.625 | 0.600 | 4.500 | 2.500 | 2.430 | S10 VTS037L350S05UC | 0.375 | 0.300 | 3.500 | 1.500 | 0.000 | S05 89
VSS062L550S10UC | 0.625 | 0.600 | 5.500 | 3.500 | 3.430 | S10 VTS050L450S05UC | 0.500 | 0.300 [ 4.500 | 2.500 | 1.400 | S05 | 89
VSS062L700S10UC | 0.625 | 0.600 | 7.000 | 5.000 | 4.930 | S10 VTS062L600S05UC | 0.625 | 0.300 | 6.000 | 4.000 | 3.900 | S05 89
VSS075L400S12UC | 0.750 | 0.720 | 4.000 | 1.500 | 1.430 | S12 VTS050L550S06UC | 0.500 | 0.364 | 5,500 | 2.500 | 2.470 | So6 89
VSS075L550S12UC | 0.750 | 0.720 | 5.500 | 3.000 | 2.930 | S12 VTS062L650S06UC | 0.625 | 0.364 | 6.500 | 3.500 | 3.380 | S06 89 CARBIDE
VSS075L800S12UC | 0.750 | 0.720 | 8.000 | 4.500 | 4.430 | S12 VTS062L650S08UC | 0.625 | 0.480 | 6.500 | 3.500 | 3.440 | S08 | 89
VSS0311.300S05UW | 0.312 | 0.299 | 3.000 | 1.000 | 0.978 | S05 VTS075L700S08UC | 0.750 | 0.480 | 7.000 | 4.000 | 3.900 | S08 | 89
VSS031L450S05UW | 0.312 | 0.299 | 4.500 | 2.000 | 1.978 | S05 TUNGSTEN VTS075L650S10UC | 0.750 | 0.600 | 6.500 | 4.000 | 0.000 | S10 89
VSS037L355S06UW | 0.375 | 0.364 | 3.550 | 0.750 | 0.680 | S06 VTS075L880S10UC | 0.750 | 0.600 | 8.800 | 6.300 | 6.240 | S10 89
VSS050L425S08UW | 0.500 | 0.480 | 4.250 | 0.630 | 0.530 | S08 VTS100L1000S12UC| 1.000 | 0.720 [10.000] 5500 | - [ S12 | 89
VSS050L.218W05US | 0.500 | 0.299 | 2.185 | 0.150 | - S05 VTS075L550S06UW | 0.750 | 0.370 | 5.500 | 2.240 | 0.000 | S06 | 85
VSS062L258W06US | 0.625 | 0.366 | 2.580 | 0.236 | - S06 VTS062L670S06UW | 0.625 | 0.364 | 6.700 | 2.180 | 1.770 | S06 | 89 TUNGSTEN
VSS062L258W08US | 0.625 | 0.480 | 2.580 | 0.157 - S08 WELDON STEEL VTS075L670S08UW | 0.750 | 0.480 | 6.700 | 3.150 | 2.700 | S08 89
VSS075L275W10US | 0.750 | 0.598 | 2.750 | 0.157 | - S10 o ) -
VSS100L300W12US | 1.000 | 0.720 | 3.000 | 0.283 | - | s12 S = Connection screw size
* S = Connection screw size VEE-I TYPE HEADS, VARIABLE PITCH CHATTER FREE
4 FLUTE, 38° HELIX
HEADS VED (30° HELIX) & VEE (45° HELIX) 4 FLUTE 4
" n CHATTER p a
L o SQUARE END FREE o _' |
3 e MILLING HEADS e = '
i ; ap = Max. depth of cut ap = Max. depth of cut Rig /=" B o
- ot S = Connection screw size S = Connection screw size B - m
PART# A | ALl| ap C S L
PARTS# JEX | e | mh | ap | R | S L VEE031L20C0121U04S05 | 0312 | 0.300 | 0.200 | 0.012 | S05 | 0.390
VEEOL20R000.U04S05 | 45 10250 | 0300 | 9200 | 6.000 | 05 VEE037L.27C0161U04S06 | 0.375 | 0.370 | 0.270 | 0.016 | S06 | 0.510
VEDO31L20R015-U04505 | 30 1 0.312 | 0300 | 0.:200 | 0.015 | 05 VEE050L.37C0201U04S08 | 0.500 | 0.480 | 0.370 | 0.020 | S08 | 0.650
VEDO31L20R031-U04505 | 30 10312 | 0300 | 0200 | 0.031 | 05 VEE062L47C0241U04510 | 0.625 | 0.600 | 0.470 | 0.024 | S10 | 0.810
VEDO31K20R062-U04505 | 30 1 0.312 | 0.300 | 0.200 | 0.062 | 05 039 VEE075L62C0241U04512| 0.750 | 0.720 | 0.620 | 0.024 | S12 | 1.000
VEE031L20R000-U04S05 | 45 | 0.312 | 0.300 | 0.200 | 0.000 | 05 :
VEEO031L20R015-U04S05 | 45 | 0.312 | 0.300 | 0.200 | 0.015 | 05 VEE TYPE 3 FLUTES, 45° HELIX
VEE031L20R031-U04S05 | 45 | 0.312 | 0.300 | 0.200 | 0.031 | 05
VEE031L20R062-U04505 | 45 | 0.312 | 0.300 | 0.200 | 0.062 | 05 SQUARE-END ap = Max. depth of cut .
VED037L27R015-U04S06 | 30 | 0.375 | 0.370 | 0.275 | 0.015 | 06 MILLING HEADS S = Connection screw size
VED037L27R031-U04S06 | 30 | 0.375 | 0.370 [ 0.275 | 0.031 | 06 &
VEE037L27R000-U04S06 | 45 | 0.375 | 0.370 | 0.275 | 0.000 | 06 0512 PART NO. A | Adljap | R |S|L
VEE037L27R015-U04S06 | 45 | 0.375 | 0.370 | 0.275 | 0.015 | 06 : VEE031L20R000-U03S05 | 0.312 | 0.300 [0.200{0.000| 05 [0.390
VEEQ37L27R031-U04S06 | 45 | 0.375 | 0.370 | 0.275 | 0.031 | 06 VEE037L27R000-U03S06 | 0.375 | 0.370 [0.2700.000| 06 |0.512
VEEQ37L27R062-U04506 | 45 | 0.375 | 0.370 | 0.275 | 0.062 | 06 VEE050L37R000-U03S08 | 0.500 | 0.453 |0.370/0.000| 08 0.650
VEE037L47R000-U04S06 | 45 | 0.375 | 0.370 | 0.470 | 0.000 | 06 0.810
VEDO50L37R015-U04S08 | 30 | 0.500 | 0.453 | 0.374 | 0.015 | 08 VEE/VED TYPE 8/10 FLUTES, 30° & 50° HELIX Pz
VED050L37R031-U04S08 | 30 | 0.500 | 0.453 | 0.374 | 0.031 | 08 R ", .
VEEOS0L37R000-U04S08 | 45| 0500 | 0453 | 0.374 | 0.000 | 08 | .o For hardened and difficult-to-cut materials
VEE050L37R015-U04S08 | 45 | 0500 | 0.453 | 0.374 | 0.015 | 08 : SQUARE END MILLING HEADS
VEEQ50L37R031-U04S08 |45 | 0,500 | 0453 | 0.374 | 0.031 | 08 ap = Max. depth of cut
VEE050L37R062-U04S08 | 45 | 0.500 | 0.453 | 0.374 | 0.062 | 08 S = Connection screw size
VED062L47R015-U04510 | 30 | 0.625 | 0.600 | 0.470 | 0.015 | 10 HELIX
VEDOB2LA7R031-U04S10 | 30 | 0.625 | 0.600 | 0.470 | 0.031 | 10 PART NO. No.oF aNGLE 2D A1l @ | R | C s | L
VED062L47R062-U04S10 | 30 | 0.625 | 0.600 | 0.470 | 0.062 | 10 0.810
VEE062L47R000-U04S10 45 0.625 | 0.600 | 0.470 | 0.000 | 10 VED062L47R000-U08S10 8 30 10.625|0.600(0.4700.000
VEE062L47R031-U04510 | 45 | 0.625 | 0.600 | 0.470 | 0.031 | 10 VEDO062L47R015-U08510| 8 30 10.625/0.600/0.470/0.015|
VEDO075L62R015-U04S12 | 30 | 0.750 | 0.720 | 0.620 | 0.015 | 12 VED062L47R031-U08S10| 8 30 [0.625/0.600[0.470(0.031 $10|0.810
VEDO075L62R031-U04S12 | 30 | 0.750 | 0.720 [ 0.620 | 0.031 | 12 VEDO062L47R062-U08S10| 8 30 [0.625/0.600[0.4700.062
VEDO75L62R062-U04S12 | 30 | 0.750 | 0.720 [ 0.620 | 0.062 | 12 1.000 VEE062L47C008-U08S10| 8 45 [0.625/0.600[0.470| - [0.008
VEEQ75L62R000-U04S12 | 45 | 0.750 | 0.720 | 0.620 | 0.000 | 12 VEDO075L62R032-U10S12| 10 30 |0.7500.720/0.620|0.032
VEEQ75L62R031-U04512 | 45 | 0.750 | 0.720 | 0.620 | 0.031 | 12 VEDO75L62R062-U10S12| 10 30 |0.750/0.720/0.620(0.062| " | S12 {1.000
VEE075L62C008-U10S12| 10 45 [0.750/0.720[0.620] - [0.008
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@@ TUNGMEISTER

INDEXABLE & INTERCHANGEABLE S

DRILL

DR Ry N S

- REDUCE TIME FOR TOOL CHANGE - HIGHLY ACCURATE - NO RE-GRIND COST

VEE/VED TYPE HEADS . e VEE-R TYPE ROUGHING HEADS 4 FLUTES, 45° HELIX
6 FLUTES, 30°, 45°, 50° HELIX 5 , =
- For hardened and difficult-to-cut materials. oo | @ Iiai_
ap = Max. depth of cut | e ¥
S = Connection screw size | BRei-" | e
; ap = Max. depth of cut
PART# MO X D a1 ap | R | C s L S = Connection screw size
VED031L20R015-U06S05| 6 30 [0.3120.300] 0.200 | 0.015 PART# AD | Adl | ap | C | S| L | a
VEEO031L20R000-U06S05] 6 45 1031210.300[0.20010.000] - |goe| 399 VEE031L20C012RU04S05 | 0.312 [ 0.300 [ 0.200 | 0.012 | S05 [0.390 | 90
VEE031L20R031-U06S05| 6 45 103120300/ 0.200 | 0.031 : VEE037L27C012RU04S06 | 0.375 ] 0.360 | 0.270 | 0.012 | S06 | 0512 | 90
VEE031L20C004-U06S05| 6 50 [0.312]0.300{0.200] - [0.004 VEE050L37C016RU04S08 | 0.500 | 0.453]0.370 [ 0.016 | S08 [ 0.650 | 90
VED037L27R015-U06506] 6 30 [0.375]0.370] 0.275 | 0.015 VEE062L47C024RU04S10 0.625 [ 0.600 | 0.470[0.024 | S10 [0.800 | 7
VED037L27R031-U06S06| 6 30 10.375/0.370/0.275]0.031 VEEQ75L62C024RU045120.750 | 0.720 [ 0.620 0.024[ S12 [1.000| 3
VEE037L27R000-U06S06] 6 45 [0375]0.370]0.275 [0.000| 0512
VEE037L27R015-U06506] 6 | 45 |0.375|0.370] 0.275 | 0.015 S06 VEE-C TYPE ROUGHING & FINISHING HEADS, 4 FLUTES,
VEE037L27R031-U06S06] 6 45 10.375[0.370]0.275 | 0.031 45° HELIX
VEE037L27R062-U06S06] 6 45 103750370/ 0.275 | 0.062
VEE037L27C004-U06S06] 6 50 |0.375]0.370/0275| - |0.004 0510
VED050L37R015-U06S08] 6 30 [0.5000.453]0.374 | 0.015
VED050L37R031-U06S08| 6 30 [0.5000.453] 0.374 | 0.031
VEE050L37R000-U06S08] 6 45 1050004530374 [0.000| ap = Max. depth of cut
VEE050L37R015-U06S08] 6 45 0500 [0.453]0.374 | 0.015 S08 | 0.650 S = Connection screw size
VEE050L37R031-U06S08] 6 45 10500 [0.453] 0.374 | 0.031
et REEEC L Cougt Tl s 1
VEE031L20C012CU04S05 [0.312] 0.300 | 0.200 | 0.012 | S05 | 0.390
VEE-A TYPE HEADS 2 FLUTES, 45° HELIX, A VEE037L27C012CU04S06 |0.375| 0.360 | 0.270 | 0.012 | S06 | 0.510
FOR ALUMINUM MACHINING -t L-g VEE050L37C016CU04S08 [0.500| 0.480 | 0.369 | 0.016 | S08 | 0.650
. For non-ferrous metals, polished surface VEE062L47C024CU04S10 [0.625] 0.600 | 0.470 | 0.024 | S10 | 0.800
ap = Max. depth of cut C VEE075L62C024CU04512 [0.750] 0.720 [ 0.620 | 0.024 | S12 | 1.000
S = Connection screw size b = VBB-SG TYPE BALL-END HEADS
PART# AD |Adi| ap | R | S| L et - -
VEE037L27R000AU02506 | 0.375 [ 0.360 | 0.270 | 0.000 | S06 | 0.510 2 Flutes, 0° Helix, Spherical Designed Edge
VEE037L27R020AU02S06 | 0.375 | 0.360 | 0.270 | 0.020 | S06 | 0.510 ap
VEE050L37R000AU02S08 | 0.500 |0.480]0.370 | 0.000 | S08 | 0.650 ” *
VEE050L37R020AU02S08 | 0.500 | 0.480 | 0.370 | 0.020 | SO8 | 0.650 ®  For pull-cutting on the vertical wall
o
VEE-A TYPE HEADS 3 FLUTES, 45° HELIX, . . ap = Max. depth of cut
FOR ALUMINUM MACHINING T ¥ S = connection screw size
éngr erlgg-geer;c;ﬁso ][nceattals, polished surface ¥ PART M | ] ap | S| L :
S = Connection Screw size - g VBB0375L30-SG-U02S05 |0.375 | 0.300 | 0.315 | S05 | 0.389 L L
- | VBB0500L40-SG-U02S06 |0.500 | 0.378 | 0.378 | S06 [ 0.480
PART# M /Al ap | R | S| L VBB0625L50-SG-U02S08 |0.625 | 0.480 | 0.508 | S08 [ 0.606
VEE031L20R020AU03S05 | 0.312 [0.300 0.200 | 0.020 | SO5 | 0.390 VBB0750L60-SG-U02510 |0.750 | 0.600 | 0.634| S10 [0.710
VEE037L20R031AU03S06 | 0.375 [0.360 0.230 | 0.031
VEEO37L20R062AU03S06 | 0.375 | 0.360] 0.230 | 0.062 | 50 | 0-510 FREE VBD/VBE-BG TYPE BALL-END HEADS 4 FLUTES,
VEE050L31R031AU03S08 | 0.500 |0.4800.310 | 0.031 30° & 45° HELIX (FOR HIGH PRECISION)
VEEQ50L31R062AU03508 | 0500 [0.480[0.310 | 0.062 | <0 | ¢ 650 SHANK
VEE050L31R094AU03S08 | 0.500 |0.4800.310 | 0.094 : WITH PURCHASE VBE ) VED
VEE050L31R125AU03S08 | 0.500 |0.480]0.310 | 0.125 OF 10 HEADS A i
VEE062L39R000AU03S10 | 0.625 |0.600]0.390 | 0.000 T :
VEE062L39R031AU03S10 | 0.625 | 0.600] 0.390 | 0.031 APPLIES TO STEEL g n
oo oo o | | SHANKSONLY - ot bt
VEE062L39R125AU03510 | 0.625 10.60010.390 | 0.125 HEADS ARE SOLD . S = Connection screw size
VEEO75L47R062AU03512 | 0.750 |0.720] 0.470 | 0.062 2 TO A PACKAGE. HELIX
VEEO75L47R094AU03S12 | 0.750 | 0.720] 0.470 | 0.094 1.000 PART# ANGLE | AD |Adljap | R | S| L
xggg;gtggséggﬁﬂgggg g;gg 8;?8 gggg 833; s12 VBE0250L20-BG-U04S05 | 45 |0.250{0.300(0.200] 0.124 | S05 | 0.390
- . - X 1,000 VBE0312 20-BG-U04S05 0.312[0.300 [0.200[ 0.156 | S05 [ 0.350
VEEQ75L50R020AU03512 | 0.750 10.720 1 0.500 | 0.020 VBE0375L27-BG-U04S06 0.375 | 0.360 | 0.275) 0.188 | S06 | 0512
VBB-BG TYPE BALL-END HEADS VBD0500L37-BG-U04S08 | 30 | 0.5000.4530.374]0.249 | S08 | 0.650
. VBD0625L47-BG-U04S10 0.625[0.600 [0.470(0.313 | $10 [ 0.800
2 FLUTES, 0° HELIX (FOR HIGH PRECISION) , VBD0750L62-BG-U04S12 0.750 | 0.720 |0.620| 0.374 | S12 | 1.000
gpzzcl\gﬁzé (c]teigltwhs?:frgwsize g ®  Ground edge for finishing
CARTE = S i ® The tolerance of R: (1) +.0003" (2) +.0004"
D ' VBB-BM TYPE BALL-END HEADS
VBBO0312L31-BG-U02S05 | 0.312 | 0.300 | 0.312 | S05 | 0.390
VBBO0375L37-BG-U02506 | 0.375 | 0.360 | 0.380 | S06 | 0.480 2 FLUTES, 0° HELIX (FOR GENERAL PURPOSE)
VBB0500L50-BG-U02508 | 0.500 | 0.480 | 0.500 | S08 | 0.640 z
VBB0625L50-8G-U02510 | 0.625 | 0.598 [ 0.630 | S10 | 0.752 i} * For roughing i |
]
VBD-BG TYPE BALL-END 2 FLUTES, 30° ':" ap = Max. depth of cut =
HELIX (FOR HIGH PRECISION) o S = Connection screw size
o | 7
PART# /D |/ ap | R[S | L H | J PART# AD | ALl ap | S | L ap a3
VBD0AT2L20-BG-U02505 10,3121 0.300 | 0.200 | 0.156] 505 | 6.350 = O VBB0312L.20-BM-U02S05 | 0.312 [0.300 | 0.310 | S05 |0.390 st izl
VBD0375L27-BG-U02506 |0.3750.360] 0.275]0.188| S06 1 0.480 | ®  Ground edge for finishing VBBO375L27-BM-U02S06 | 0.375 1 0.360 | 0.380 | S06 | 0.478
VBDO500L37-BG-U02508 [0.500/ 0.4530.37410.249 S08[ 0.650 |  The tolerance of R: (1) % .0003" | |CB0500L37-BM-U02508 |0.500 0.453] 0.512 | S08 10,646
VBD0625L.35-BG-U02510 [0.625/0.6000.4700.313] S10 | 0.800 + 0004" VBB0625L47-BM-U02510 0.625 | 0.600 | 0.630 | S10 | 0.750
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DRILL

VBE-BGA TYPE BALL-END HEADS
2 Flutes, 45° Helix, for Aluminum

¥

Ground edge for finishing
® The tolerance of R: (1) +.0003" (2) +

ap = Max. depth of cut

.0004"

- (R S O —

VST TYPE FOR GROOVING & SLOTTING

S = connection screw size et
i
PART# /D |Adl| ap | R | S| L FREE 3 JQE_ :
VBE0312L20-BGAU025050.312[0.300[0.2000.156 | S05 |0.390 E b, 4 B
VBE0375L27-BGAU02S060.375[0.360[0.2700.187 | S06 |0.510 SHANK e
VBE0500L37-BGAU02508[0.500[0.480[0.370] 0.249[ S0810.650| | \\/ITH PURCHASE o
VBE0625L47-BGAU025100.625(0.600[0.4700.312 | $10(0.800 OF 10 HEADS Ao S = Connection screw size
VBEO750L50-8GAU02512[0.750(0.720[0.5000.374 | S12[1.000
APPLIES TO STEEL w
PART# y:o») R | S | Tmax | WRENCH | TQRQUE| NO. OF
TOROIDAL © Forhardened steels SHANKS ONLY. INCH | MM (N-m) | FLUTES
VRB TYPE F . HEADS ARE SOLD | | vST217w0.76R000-4508 | 0.854 | 0.0299 [0.760% ] 0.000 | S08 | 0.059 4
¢ ! 2 TO A PACKAGE. | [ vST217W0.86R000-4508 | 0.854 | 0.0339 [0.860 | 0.000 | S08 | 0.066 4
a: VST217W0.96R000-4S08 | 0.854 | 0.0378 |0.960¢| 0.000 | S08 | 0.075 4
B *  Suitable for contour milling | | VST2L7WL00R005-4508 | 0.854 | 0.0894 | 1.000 0.002 | S08 | 0.079 4
2 Flutes. 0° Heli - : VST217W1.20R005-4S08 | 0.854 | 0.0472 |1.2000] 0.002 | S08 | 0.177 4
utes, U™ Helix, rLm] [T, ap = Max. depth of cut VST217W1.40R005-4508 | 0.854 | 0.0551 | 1.40000| 0,002 | S08 | 0.177 4
5°/7° Relief Angle L S = connection screw size VST217W1.57R000-4508 | 0.854 | 0.0618 | 1.570 | 0.000 | S08 | 0.177 4
VST217W1.70R010-4S08 | 0.854 | 0.0669 | 1.7000)| 0.004 | S08 | 0.177 4
PART# AD |Adl| ap | R Ja| S | L VST217W1.95R020-4508 | 0.854 | 0.0768 | 1.950® | 0.008 | S08 | 0.177 4
VRB062L31R187-U02510 | 0.625 [ 0.600 [0.310 [ 0.190 510 | 0.580 VST217W2.00R020-4508 | 0.854 | 0.0787 | 2.000 | 0.008 | S08 | 0.177 4
VRB075L45R250-U02512 | 0.750 [0.720 [0.450 [ 0.250 | 5 [ S12 [0.680 VST217W2.25R020-4508 | 0.854 | 0.0886 | 2.2500] 0.008 | S08 | 0.177 | KEYV-217| 15 4
VRB075L45R312-U02512 | 0.750 | 0.720 [ 0.450 [ 0.312 512 0.680 VST217W2.39R020-4508 | 0.854 | 0.0941 | 2.390 | 0.008 | S08 | 0.177 4
VST217W2.50R020-4508 | 0.854 | 0.0984 | 2.500 | 0.008 | S08 | 0.177 4
VRD TYPE *® Forhardened steels VST217W2.75R020-4508 | 0.854 | 0.1082 | 2.750)| 0.008 | S08 | 0.177 4
VST217W3.00R020-4508 | 0.854 | 0.1181 | 3.000 | 0.008 | S08 | 0.177 4
6 Flutes, 30° Helix, 7° Back Taper Sided VST217W3.17R020-4508 | 0.854 | 0.1248 | 3.170 | 0.008 | S08 | 0.177 4
VST217W3.25R020-4508 | 0.854 | 0.1280 | 3.250) | 0.008 | S08 | 0.177 4
PART# AD |Adl|ap | R | S| L VST217W4.00R020-4508 | 0.854 | 0.1575 | 4.000 | 0.008 | S08 | 0.177 4
VRD031L16R078-U06S05 | 0.312 | 0.300 | 0.160 [0.078] S05 [ 0.390 VST217W4.25R020-4508 | 0.854 | 0.7870 | 4.250) | 0.008 | S08 | 0.177 4
VRD037L19R031-U06506 | 0.375 | 0.360 | 0.190 [0.031 | S06 [ 0510 VST217W4.75R020-4508 | 0.854 | 0.1870 | 4.750 | 0.008 | S08 | 0.177 4
VRD037L19R062-U06506 | 0.375 | 0.360 | 0.190 [0.062| S06 | 0.510 VST217W5.25R020-4508 | 0.854 | 0.2067 |5.250¢)| 0.008 | S08 | 0.177 4
VRD037L19R125-U06506 | 0.375 | 0.360 | 0.190 [0.125] S06 [ 0.510 — VST277W2.50R020-6510 | 0.854 | 0.0984 | 2.500 | 0.008 | S10 | 0.236 6
VRD050L27R062-U06508 | 0.500 | 0.480 | 0.270 [0.062| S08 | 0.650 Fle VST277W5.25R020-6510 | 0.854 | 0.2067 | 5.250 | 0.008 | S10 | 0.236 |KEYV-TAOL| 28 6
VRD050L27R125-U06508 | 0.500 | 0.480 | 0.270 [0.125] S08 | 0.650 VST277W10.0R020-6S10 [ 0.854 | 0.3937 | 10.000 [ 0.008 | S10 | 0.236 6
VRD050L27R156-U06508 | 0.500 | 0.480 | 0.270 [0.156 | S8 | 0.650 .
VRDO62L35R200-U06510 | 0.625 | 0.600 | 0350 0.200] 510 | 0.807 (1) Wis based on DIN471/472 .
TOROIDAL w1 | VIB TYPE ng:«‘ ! )
VFX-SG TYPE E=¢ | | FOR GROOVING & 4. % u:p g bl b
o H = -
2 Flutes, 0° Helix, ap = Max. depth of cut T-SLOTTING "\ e - SR
For ngh Feed Mllllng S = connection screw size - . ]
®  High density type S = Connection screw size
PART# M | M1 ap [RY| S| L
VFX037L02R060-U02506 | 0.375 | 0.3600.020| 0.080| 506 |0.490 PART# No.oF DIMENSIONS WRENCH | TORQUE
VFX050L04R080-U02508 | 0.500 [0.480 00401 0.100 [ S08 [0.590 /D +0-002| W08 ge | S | R (N-m)
VFX075L06R080-U02512]0.750 [0.720]0.059]0.079 [ S12 [0.685 VTBO5W125R016-U06S05 0500 | 0.125 [0.088] S05 | 0.016 7
TTFET VTBO6WO56R016-U06S06 0.056 0.125] S06 | 0.016
VTB-15 TYPE = VTBO6WO63R016-U06S06 0.063 [0.125]S06 | 0.016 | KEYV-T20
e’ VTBO6WO68RO16-U06S06 0.068 [0.125] S06 | 0.016
6 Flutes, For Chamfered ol £ VTBOBWO78R016-U06S06 0625 | 0.078 0125/ 506 | 0.016 "
grooving (for T-Slotting) - VTBO6WO086R016-U06S06 : 0.086 [0.125 S06 | 0.016
| £ VTBO06W105R016-U06S06 0105 10.125[S06 | 0.016 | e\, 195
®  High density type i VTBO06W125R016-U06S06 0.125 [0.125 S06 | 0.016
VTBO6W156R016-U06S06 | 6 0156 [0.125] S06 | 0.016
PART# AED +0-002| W02 | e | S | C ) VTBO7W156R016-U06S08 0156 [0.120] S08 | 0.016
VTBO5W062C006-U06S05|  0.500 | 0.062 |0.089|S05]0.006] S = Connection screw size VTBO7W187R016-U06508 0.750 | 0.187 |0.120| S08 | 0.016 | KEYV-T30L
VTBO5W078C006-U06S05| 0500 | 0.078 | 0.089 [S05]0.006 VTBO7W250R016-U06S08 0.250 [0.120| S08 | 0.016 5
= VTB0BW187R016-U06S08 0.187 [0.190] S08 | 0.016
VSC TYPE - CARBIDE iy ) VTB08W250R016-U06508 0.875 | 0.250 0190 S08 | 0.016 | KEYV-T40L
STRAIGHT SHANK FOR 1 e VTB0BW312R016-U06S08 0312 [0.190] S08 | 0.016
‘ i " VTB10W187R016-U06S10 0.187 [0.177/S10 | 0.016
VST TYPE GROOVING Ii L c | VTB10W250R016-U06S10 1000 79950 [0.177] 510 | 0.016 | KEYV-TS0 %
HEADS
PART # o ou |l r ] s VST-A45 TYPE 3/4 Flutes, for Chamfering
VSC095L080S06-C 0.375 | 3.150 | 2.520 | T06 |* S = Connection screw size :
VSCI271120S08-C__| 0.500 | 4.724 | 3.780 | T08 L . Ol S ;
b s o] e
VSTD TYPE - STEEL 5 ; £ } E \
STRAIGHT SHANK FOR 3| i E‘a | ﬂﬁﬁ‘} ,
VTB TYPE GROOVING HEADS i ; - - :.,T'._
T W
PART# A | Al | L S* S = Connection screw size
VST031L275S05US | 0312 | 0312 | 2.750 | S05 PART No. OF | HELIX DIMENSIONS WRENCH | TORQUE
VST037L325S06US | 0.375 | 0.375 | 3.250 | S06 A| W [a|s]| t K (N-m)
VSTOS0L375508US | 0.500 | 0.500 [ 3750 | S08 |, o _ (oo oo VST177L01.40A45-3506 | 3 0.697]0.1339| 45 [S06|0.055 | - | KEYV-177 | 10
VST062L400S10US | 0.625 | 0.625 [ 4.000 [ S10 = VST217L01.70A45-4508 | 4 0.854]0.2165| 45 | S08] 0.067 | 0.059 | KEYV-217 | 15

21




Tungaloy TUNGMEISTE™= L Slor

INDEXABLE & INTERCHANGEABLE CARBIDE CUTTERS. smai 1

FREE SHANK - BUY ANY 10 HEADS -
AND GET A FREE STEEL SHANK. & e 1? _
HEADS ARE SOLD 2 T0 A PACKAGE. by ®

- . _— Center Drilling
Drilling, Chamfering & Countersinking VDP Type 2 Flute, for Center Drilling (DIN332)

VCP Type 2 Flutes, 0° Helix, For Spot Drilling, % CMax d;apth of cut
Chamfering And Countersinking onnection screw size

DIMENSIONS
b = Max. hole depth ! 85 PART # &
ap = Max. depth of cut AD|ALLL| S | L a]:
S = Connection screw size VCP328L04.6A30-02505 |3.28| 8 | 4.6 |S0515.0|59.5| ™
VDP4121.05.9A30-02506 |4.12| 10 | 5.9 | S06 |19.059.5
VDP513107.2A30-02508 | 5.13| 12 | 7.2 | S08|23.0[59.5
VDP646L08.9A30-02510 [6.46| 16 | 8.9 |510(28.0(59.5

VGC Type 2 Flute, 0° helix, for Counter Boring
ap = Max. depth of cut

Point angle = 60°

- Can drill with step feed

PART # NO. OF | HELIX DIMENSIONS S = Connection screw size
FLUTES|ANGLE| g [t ap | b | S | L | k | a oART £ DIMENSIONS
VCP100L09.5A30-02506 | 2 0 [100]95 |85 755061175 15 | 30 /D |l ap | R| S| L f
VCP120L12.0A30-02508 2 0 120115 11 | 9.2 | S08 154 15| 30 VGC031L31R016-U02S05].312].297].310].016| S05 | .390 - ¢ é
VCP160L15.0A30-02510 2 0 16,0152 16 |12.0[S10]20.2] 25 | 30 VGC037L38R016-U02S06].375].360].380].016 | S06 | .485
- Min chamfering: 1.5 mm VGC050L55R016-U02S08 | .500 | .453 | .433 |.016 | SO8 |.598 .
- Tolerance D: h10 VGCO56L43R016-U02508 562 .450 460 |.016 | S08 | 590
Point angle = 90 VGC062L63R016-U02510/.625|.600 | 600 |.016 | S10|.750
NO. OF | HELIX DIMENSIONS VGC062L63R032-U025101.625].600].600].032[ S10].750
PART # FLUTES|ANGLE ; Sl
M| ap | b |S|L k| a Chamfering & Countersinking
VCP0B0L07.7A45-02505 2 0 |80/[76]|75[37[S05(975]10 | 45 o
VCP083L07.9A45-02505 2 0 [83|76/|75/[38505/100]|10] 45 ZCAMl—XyﬁethﬁfﬂtUte 0° Helix, Chamfering and CounterSInklng
VCP100L09.0A45-02506 2 0 [100]95 |95 |44 |S0611.75| 15 | 45 A oo e size " “| 8
VCP104109.0A45-02506() | 2 0 |104]95 |95 [ 46 [S06[11.75 1.5 | 45 als ;
VCP120L12.0A45-02508 2 0 [12.0[115]115] 5.4 [S08[154] 1.5 | 45 PART # DIMENSIONS *_if% E
VCP124L12.0A45-02508® | 2 0 [124]115[115[56 |S08|154| 15| 45 /D [Ad1 ap |Admin| S | L il :
VCP160L15.0A45-02510 2 0 1160[152] 15 [ 7.1 [s10[188] 15 | 45 VCAQ375L16A45-U04S06 | 37513751150/ 073 1506|512 (B e
VCP165L15.0A45-02510 2 0 [165/152] 15 [ 7.1 [S10]18.8] 15| 45 45
- Min chamierng: 1.5 mm VCW Type 2 Flute, 0° Helix, For Double Chamfering g
. lolerance D: z9 ap = Max. depth of cut - Available for chamfering of reverse side 0
(1) For countersinking with DIN74 Sp Connectlgn screw size Note: Some heads require different size wrench ; E
Point angle = 120 H
A 1
PART # NO. OF | HELIX DIMENSIONS PART # DIMENSIONS - ¥,
FLUTESIANGLE| /) [d1] ap | b | S | L | k | a /| MAl|lap| a|b|S]| L r .
VCPL00L09.5A60-02506 | 2 0 |100] 95 | 95 | 2.7 | S06 |12.7] 15 | 60 VCW118105.0A45-02506 |11.8) 9.3 | 50|12 2.0 |S06/11.20 L#Elg] | ,
VCP120L12.0A60-02508 | 2 0 [12.0]115[11.5[33[S08[15.2] 15| 60 o Ly -
VCP160L155A60-02510 | 2 | 0 [160]152] 16 | 44 [510]19.9] 15| 60 ?\//ICIF Type 2 FN|IUted (t)h tlethx' For Concave Radii
. i ina: Q| ax. de| orcu =
. Min chanfering. L5 mm WING & connecton screwsize !
— DART # DIMENSIONS | | i
T Toolholders for Super /| [/ ap | R [ 5] L
H i VCRO080L07.5R10-02S05 | 8.0 | 7.6 |5.8 | 7.5 | 1.0 |S05| 105
ngh Feed Tummg VCR100L09.5R16-02506 [10.0| 9.5 | 6.8 | 9.5 | 1.6 |S06| 125

| 8Times the productivity!! Amazing Super High Feed!!! | VCRIO0L09 5R502506 [100] 95 [5.1] 0525 |S06] 125 I

VCR127L12.0R40-02S08 |12.7| 12.2 | 4.7 | 12 | 4.0 |S08| 15.6

VCR160L15.0R50-02510 |16.0] 15.2 | 6.2 | 15 | 5.0 [S10] 19.1
FEED RATE VCR200L07.0R60-02512 |20.0/ 18.3 | 8.0 | 7.0 | 6.0 [S12] 17.4
CAPABLE OF UP
TO .100" IPR X 1 HOLDER + 10 INSERTS
WPMTO9 INSERTS XWXPR/L HOLDERS L | &5
ML type _ Pl
chipbreaker CARBIDE GRADES ) 39 g
and righit hard menrd 79125 [FU— 5_-\5" | | .""-._:!
FL crigbrasker provizes | @ FOr low to medium speed machining. Also can be '_J I "
'h“.;T- '-::f—'f'-:'—’»"x:;'r: e used for interrupted cutting.
PR ®  Excels in chipping and impact resisitance. DIMENSIONS
To115 PpIng ancimp PART # APPLICABLE INSERTS | CKANIP | CLAMPING |wreNCH
Theck iFbe] e Fagh kel h b L1 f
ke gt fowrc ®  For continuous cutting at medium to high speeds. XWXPR/L16-09 | 1.00 | 1.00 | 6.00 | 1.25
®  Excels in both wear and impact resistance. XWXPRIL20-09 | 1.25 | 1.25] 7.00 | 150 | WPMT090725ZPRIL-ML | CSY-20| CSPB-5 | IP-20T
AH120 XWXPR/L24-09 | 1.50 | 1.50 | 7.00 | 2.00
1° @ In machining stainless and mild steels. STANDARD CUTTING CONDITIONS
L CUTTING | DEPTH
INSERT| CHIP- FEED
— WORK MATERIAL SPEED |OF CUT
GRADE |BREAKER (Ve(SFM) | ap (in) f(IPR)
. . . . PART # A B T rE Mild and low carbon steels (JIS SS400, S25C, etc) <180HB| T9125 500 (325-800)
Notes: Available in left and right
hand inserts. WPMT090725ZPR-ML 354 | 501 276 | 0o8 Car.bon and alloy steels (JIS S50C, SCM440, etc) <300 HB| T9115 ML 500 (325-800) 020-.100!, ;060
WPMT090725ZPL-ML Stainless steels (JIS SUS304, SUS316, etc) <250 HB T9125 500 (325-800) (.020-.100)
Care should be taken not to confuse ’ >
the hand of inserts. Gray and ductile cast irons (JIS FC250, FCD400, etc) T9115 500 (325-800)
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Tungaloy

FREE CUTTERS

INDEXABLE END-MILLS

BUY 20 INSERTS-RECEIVE 1 CUTTER
FREE witH COMPETITOR'S TRADE-IN.

FACE MILLS

DOREC s
)

2-3" DIA: BUY 30 INSERTS -

RECEIVE 1 cUTTER FREE
WITH COMPETITOR'S TRADE-IN.

4-6" DIA: BUY 40 INSERTS -

RECEIVE 1 cUTTER FREE
WITH COMPETITOR'S TRADE-IN.

FREE CUTTER

SEE DETAILS
ON THE LEFT

NOTE: THIS OFFERISGOODFOR
DOFEEDMINI®, DORECO AND DOPENTO ONLY.

DOPENT

Offer ends 2/28/2012

TUNGDOD=ILL

WITH PURCHASE OF INSERTS
FREE DRILL AND COMPETITOR'S TRADE-IN

I
{

TUNGMEISTE®R >

& N 05—

\ FREE SHANK WHEN YOU BUY 10 CUTTER HEADS \

-TYPE HOLDERS
A HOLDER |SHANK | INSERT

e THE BEST CLAMPING -
SYSTEM ON THE MARKET ACLNL-164-A | 000" | CNMG43-

ACLNR-124-A
ACLNL-124-A
ACLNR-164-A

0.750" | CNMG43-

UY ANY OF THE HOLDERS SHOWN
ON THE RIGHT + 10 INSERTS

ADINL 124 | 0750 | DNMGA3-

ADJINR-164-A

‘ ADJINR-124-A

1.000" | DNMG43-

.

FOR ONLY

$120

ADJNL-164-A
AWLNR-124-A
AWLNL-124-A
AWLNR-164-A
AWLNL-164-A
ATGNR-123-A
ATGNL-123-A

0.750" | WNMG43-

1.000" | WNMG43-

0.750" | TNMG33-

TUNGCUT

ATGNR-163-A
ATGNL-163-A

1.000" | TNMG33-

FREE BLADE

PROMO PROMO

FREE CARTRIDGE




