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) Milling Cutter Body Nomenclature

Cutting Tools

System Coolant Cutter Diameter
XD PARALLELAGRAM NEW INCH METRIC
AP/ APK/ APX PARALLELAGRAM C = Through Coolant 0375 16
AD/ADK PARALLELAGRAM N = No Through Coolant 0.500 20
) AN PARALLELAGRAM 0.625 25
% LN LAY DOWN 0.750 32
— TP TRIANGLE 0.875 40
> OF OCTOGON 1.00 2
PN PENTAGON 1.25 50
RD ROUND 1.50 63
SEH / SEK SQUARE 2.00 66
SN SQUARE 2.50 80
SP SQUARE 3.00 100
WN TRIGON 4.00 125
5.00 150
6.00 160
8.00 200
10.0 250

AP 20 -C D 1.50| | -W

3 2 1 1 5 3

Lead Angle System Measurement Connection

NEW NEW NEW
90° D =Inch A — Face Mill/Shell Mill
60° M = Metric B — Face Mill
45° C - Face Mill Bolt On
43° W - Weldon

00 - Round R8 — R8 Shank

HF - High Feed E - Cylinderical

6 MILLING Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com



Connection Diameter

INCH METRIC
0.375 16
0.500 22
0.625 25
0.750 27
1.00 32
1.25 40
1.50 50
2.00 60
2.50 78
3.00 89
110

Number of Inserts

INCH AND METRIC
01 = -12=12
02=2 -15=15
03=3 -18=18
04=4 21=21
05=5 -32=32
-06=06
07=7
-08=8
09=9
10=10

Rotation

NEW
Blank = Right Hand
L = Left Hand

1.25

7.87

-03

-10

5

Cutter OAL (H)

7.87 = 7.87 inches
115=115mm

Insert Size

2=1/41C
3=3/81C
4=1121C
5=5/81C
6=3/41C
8=1IC
05
08
10
1"
12
13
14
15
16
17
18
19
20

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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) Milling Inserts Nomenclature

Cutting Tools

Tolerance _ '
m
g A ' u
’\. X = =R
Tolerance I INCH METRIC
Class m d s m d s
2 A ALL £0.0002 | +0.001 +0.005 £0.025
U] = F ALL £0.0002 | +0.0005 +0.005 0.013
=2 ks C ALL £0.0005 | +0.001 +0.001 £0.013 0025 +0.025
— E H ALL £0.0005 | +0.0005 £0.013 £0013
:|| 3 E ALL +0.001 +0.001 £0.025 £0.025
— & G ALL +0.001 +0.001 +0.005 0025 0.025 £0.13
E Tolerance - INCH METRIC
Class m d s m d s
= 5/32-3/8 0,002 £0.051
33 0.394 - 0,550 +0.003 £0.076
g £ ! 0590-080 | *%%%? [T oom =005 o0im
&5 0.86-1.25 +0.005 £0.127
ge 532-3/8 +0.002 = 0.051
= K %.359;)-06.58500 +0.0005 z g:ggi +0.001 +0.013 z g%g +0.025
0.86-1.25 +0.005 £0.127
5/32-3/8 +0.002 £0.051
0.394 - 0.550 +0.003 £0.076
t 0590-080 | * %0 £0.004 0025 £0.102
0.86-1.25 +0.005 £0.127
532-38 | +0003 0,002 £0.076 £0.051
0.394- 0550 | _+0.005 +0.003 £0.127 £0.076
M 0.590-0.80 | +0.006 £0.004 0005 £0.152 £0.102 =013
0.86-1.25 | +0.007 +0.005 £0.178 £0.127
532-38 | +0003 0,002 £0.076 £0.051
0.394- 0550 | _+0.005 +0.003 £0.127 £0.076
N 0590-0.80 | +0.006 £0.004 0001 £0.152 £0.102 0025
0.86-1.25 | +0.007 +0.005 £0.178 £0.127
532-38 | 0005 +0.003 £0.127 £0.076
0.394-0.550 | +0.008 +0.005 +0.203 £0.127
v 0590-0.80 | =0011 £0.007 =0.005 £0279 £0.178 =013
086-1.25 | 0015 0010 0381 +0.254

S E H

2
-
N

03

>
= M

Clearance i
Insert Thickness
N = 0° =
o ANSI INCH mm ISO
B=5° a,;:"— 1.2 0.078 198 | T
Cc=7° AR 1.5 0.094 2.38 02
P=11° ‘E I 2 0.125 3.18 03
D=15° _‘g 3 Insert Thickness 25 0156 3971 13
N r—rg Symbol Type of Hole Chipbreaker Configuration Shape 3 0.187(4.76) | 4.76 04
E=20 et w Through Hole Without Chipbreaker E ‘ a .’ 35 0219 (5.56) | 5.56 05
_ ) 40° - 60° countersink
F=25° Ju'-" T Single-Sided Chipbreaker I ]tr E 4 0250 (6.35) | 635 06
h C Through Hole Without Chipbreaker [ 5 0312(7.94) | 7.94 | 07
Insert Shape 70° - 90° countersink —
P ! Singesided Chipbreaker | 7] 6 | 0375052 | 952 | 09
8 10.500(12.70) | 12.70 | 12
w". A w- A Without Chipbreaker D:lj D:‘j ( )
Through Hole . . .
w—’ L~ M No Cougntersink Single-Sided Chipbreaker | [ 7] ¥ 1 [/
m-‘ X G Double-Sided Chipbreaker E]Ij
Spedial N Without Chipbreaker [: D
o R No Through Hol R )
n o R Tos-clarr?I:gSecSr: d Single-Sided Chipbreaker D E
‘“‘A K ”_ F Double-Sided Chipbreaker E:j
X Non-Industry Standard Non-Industry Standard Non-Industry Standard
80° 357
Qg |vzo
5, a0
O v

MILLING
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Milling Inserts Nomenclatmi

@

Cutting Tools
Insert Size
Turning [
Milling
ANSI
s ") Y W e A QO - am B &
i S5 Y w0 I e B o 138 nm 08¢
C D v s T w R A L 0 H P
12 | 532 | 397 04 06 03 06 02
15 | 316 | 476 04 05 08 04 08 13
18 | 732 | 556 05 06 09 05 09 03
0236 | 6.00 06 06 06
2 14 | 635 06 07 11 06 11 04 6.35 6.35 02 03
25 | 516 | 7.95 08 09 13 07 13 05 07 08 08
0315 | 8.00 08
3 38 | 953 09 11 16 09 16 06 09 9.53 9.53 04 05
0394 | 10.00 10 10 10
0472 | 12.00 12 12 2
4 12 | 1270 12 15 2 12 2 08 12.70 12.70 05 07
13.50
14.00 14 14
15.00 15
5 558 | 15.88 16 19 27 15 27 10 15 15.88 15.88 06 09
13.50 16 16 16
14,00 11
15.00
6 34 | 19.05 19 23 33 19 33 13 19 19.05 19.05 07 11
0.787 | 20.00 20 20 20
24,50 13
0.984 | 25.00 25 25 25
8 1.00 | 25.40 25 31 44 25 44 17 254 254 10 14
10 | 114 | 3175 32 38 54 31 54 21 31
1.26 | 32.00 32
Top Form
- A F S N x ~@—— Geometry
See catalog
section for
- A F s N x details of each
style available
o t i t
Secondary Secondary Cutting Edge Hand
Lead Angle Edge Angle F No Hone R = Right Hand
A-45° A-3° E With Hone -| —
D-60° B-5" T Chamfer
E-75° c-7
F-85° P-11° S Chamfer L = Left Hand
P-90° D-15° and Hane 11;—-
Z - Special E-20° &I
F-25°
Nose Radius / Corner Eg? _?T_Nemral B |
ANSI | INCH mm 150 @
0 SHARP | SHARP | 00
05 0.008 02 02
1 0.015 04 04
0.019 05 05
2 0.032 0.8 08
3 0.047 12 12
4 0.062 16 16
5 0.078 2.0 20
6 0.094 2.4 24
7 0.109 28 28
8 0.125 3.2 32
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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Cutting Tools

Ing Overview

60°, 45°, 43°, and Specialty Cutters

MILLING

System Main Feature Insert Sizes Mill Type Diameters le:;g;r:f
90° Lead Cutter Systems
AN-90
Heavy Duty END MILL 0.75-2.00 2-7
Two Insert Sizes
High Ramping ANHX 10 04
anlge for Cutters
Multiple Pitch FACE MILL 1.50 - 4.00 4-12
Four Cutting
edges on each insert
END MILL 1.25-2.00 2-4
ANHX 16 0
FACE MILL 2.00 - 6.00 3-11
AD-90 Accurate 90°
Shoulder
Ram‘;'{'g.}‘p to ADKT 15 05 END MILL 1.00-1.25 2-3
90° Triangle
Insert, Square END MILL 0.50 - 1.00 1-2
Shoulder Mills
TPG and TPU TPG 22
(TPUN) Style inserts TPUN 22
END MILL - INTEGRAL 1.00 2
Three size
inserts 1/4, 3/8, and 1/2
END MILL 2.00 - 6.00 6-32
TPG 32
TPUN 32 END MILL - INTEGRAL 1.25-3.00 2-5
FACE MILL 1.50 - 2.50 3
TPG 43
TPUN 43 FACE MILL 3.00 - 8.00 4-8

Replace worn or damaged screws, inserts and cutter bodies. The proper use of thread anti-seize (290-ASEIZE-03) will aid in increasing the life of the screws.

Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




Milling Ove

Cutting Tools
o .
90° Lead Cutter Systems continued
. . . . Number of
System Main Feature Insert Sizes Mill Type Diameters T
90° Lead Cutter Systems (continued) s
XD-90 Light Duty -
Versatile END MILL 0.625 - 1.50 2-6 >
High Ramping o)
Weldon Shanks XDKT 10 03 08
Arbor Mount
FACE MILL 2.00 - 3.00 5-7
AP-90 / APX-90 Medium Duty
High Ramping END MILL 0.375 - 1.50 1-5
Side Milling
Weldon Shanks APKT 10 03
Arbor Mount
R8 Shanks END MILL - EXTENDED 0.75 - 1.50 4-24
CAT40 Shank
CAT50 Shank
Extended Flute END MILL 0.875 - 2.00 2-5
END MILL - INTEGRAL
SHANK R-8 1.00 - 2.50 2-6
END MILL - EXTENDED FLUTE 0.75-2.50 4-24
END MILL - EXTENDED FLUTE
APKT 16 04 INTEGRAL SHANK CAT 40 20 12
END MILL - EXTENDED FLUTE
INTEGRAL SHANK CAT 50 2.00-3.00 15-35
FACE MILL 1.50 - 8.00 4-12
FACE MILL - EXTENDED
FLUTE 2.00 - 6.00 6-32
APKT 17 05 END MILL 0.75-1.25 1-5

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

) —
) Milling Overview

60°, 45°, 43°, and Specialty Cutters

System Main Feature Insert Sizes Mill Type Diameters Nl.||mber of
nserts
60° Lead Cutter Systems
60° Lead 10 Cutting edges
PN-60 per insert
Through Coolant Design
PNHX-11 FACE MILL 2.00-10.00 5-18
Arbor Mount
45° Lead Cutter Systems
SEH-45 General Purpose
Screw Down SEHT 43 FACE MILL 2.00-6.00 4-8
Insert Clamping
SEK-45 General Purpose
Standard ANSI
Inserts FACE MILL 1.50 - 4.00 3-6
Ful! Range of SEKN 42
Diameters
available with
Shim Seat
FACE MILL - HO 2.50-10.00 5-10
SNHX 12 06 FACE MILL 2.00-10.00 4-16
43° Lead Cutter Systems
OFC Economical 8-cutting edges
per insert
Ramping OFMT 05 FACE MILL 2.00 - 4.00 4-7
Capability up to Arbor Mount
Specialty Milling Systems
RD-TORO Inserts Available in 10mm,
12mm and 16mm sizes RD....1003 END MILL 1.00 2
Anti-Rotation Top
Clamp on all Face Mills for
12mm insert END MILL 1.00-1.25 2-3
RD....12T3
FACE MILL 2.00 - 3.00 5-7
RD....16 04 FACE MILL 2.00 - 6.00 4-9

MILLING
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Milling Ove

Cutting Tools
(o] o (o] H
60°, 45°, 43°, and Specialty Cutters
S . . . . Number of
ystem Main Feature Insert Sizes Mill Type Diameters T
Specialty Milling Systems (continued) s
SP-HI Feed Four Cutting ||:
Fges perer SPKT 08 T3 END MILL 0.75- 150 2-5 <
SPKW 08 T : ’ ()
Medium Duty
SPKT 1303
SPKW 13 03 FACE MILL 2.00 - 4.00 4-6
WN-HI Feed Three Cutting
" - Edges per Insert
Feed Rates up to 0.118 ipt WNMW 12 07 FACE MILL 2.00 - 4.00 3-5
(3.0 mm/t)
R8 Shank Tools
AP-90 / APX-90 Medium Duty
High Ramping
: A END MILL — INTEGRAL
_ Side Milling APKT 16 04 SHANK RS 1.00-2.50 2-6
TP-90 90° Triangle Insert
Square Shoulder Mills Utilize
TPG 22, END MILL — INTEGRAL
. | Common TPG and TPU TPUN 22 SHANK R-8 1.00 2
TPG 32 END MILL — INTEGRAL
TPUN 32 SHANK R-8 1.25-3.00 2-5

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

XD-90 Milling System

System Main Feature Insert Sizes Mill Type Diameters Nt::;::sof
XD-90 )
Light Duty END MILL 0.625 - 1.50 2-6
Versatile
High Ramping XDKT 10 03 08
Weldon Shanks
Arbor Mount FACE MILL 2.00 - 3.00 5-7

palbit  XD-90 Milling System

e Economical 10mm insert size
e Through Coolant
e Perfect tool for light duty

e Helical interpolating

* Plunging

e Channel Milling

e Pocket Milling

N W

e Diameter range: 0.625 to 3.00

- . 1
Palbit  Square Shoulder End Mills XD-90 =) .il
A
— Number | Effective Ramp | Shank
Part Number Description of Inserts | Teeth @D ad L L1 Angle | Style ap Max | Insert Style
181-0572-00 XD90 D.625-W.625/3.94-02-10 2 2 0.625 | 0.625 3.94
181-0573-00 XD90 D.625-W.625/5.91-02-10 2 2 0.625 | 0.652 5.91 118 40
181-0574-00 XD90 D.750-W.750/3.94-03-10 3 3 0.75 0.75 3.94 ' ’
181-0575-00 XD90 D.750-W.750/5.91-03-10 3 3 0.75 0.75 5.91
Weld: 0.35 XDKT 10
181-0576-00 XD90 D1.00-W1.00/3.94-04-10 4 4 100 | 1e0 [ 394 [ ) eldon
181-0577-00 XD90 D1.00-W1.00/5.91-04-10 4 4 1.00 1.00 5.91 ' ’
181-0578-00 XD90 D1.25-W1.25/5.91-05-10 5 5 1.25 1.25 5.91 1.97 13
181-0579-00 XD90 D1.50-W1.50/5.91-06-10 6 6 1.50 1.50 5.91 ' 1.0
For related inserts see page 150
palbit  Square Shoulder Face Mills XD-90
Part Number Description Number | Effective @Dc od ad L Ramp | Shank ap Max | Insert Style
of Inserts | Teeth 9 Angle | Style
181-0580-00 XD90 D2.00-A.750/1.75-05-10 5 5 2.00 0.75 1.77 175 2.5
181-0581-00 XD90 D2.50-A1.00/1.75-06-10 6 6 2.50 1.00 2.21 ' 2.0 Arbor 0.35 XDKT 10
181-0582-00 XD90 D3.00-A1.00/2.00-07-10 7 7 3.00 1.00 2.21 2.00 1.6
Psa\’::‘ﬁur:::;r Description Torque
200 0 Insert screw M2.5 x 0.45 - 3.5 mm long 1.2 Nm Replace worn or damaged screws, inserts and cutter bodies. The proper use of
290-0117-00 Key (T-8) thread anti-seize (290-ASEIZE-03) will aid in increasing the life of the screws.
MILLING Customer Service * +1-508-653-8897 ¢ 844-869-8665  www.tmxtools.com




XD-90 Milling System

Cutting Tools

Palbit XDKT Inserts

Primary Applications

<

Steel
Stainless Steel
Cast Irons

Non-Ferrous

DNITIIIN

Heat Resistant Alloys

PVD Coated

PH6910
PH6920
PH6125
PH6135
PH6740

Description
XDKT 100308 PDSR

Geometry Code
111-1224-

Geometry d S L R d1
T-Land and Hone 394 143 394 .031 110

v
S

68

~
=3
oo
>
G
vl
co
S
w

To order please use the geometry code plus the grade code

XD-90 Speeds and Feeds

Speed SFM (m/min) Feed ipt (mm/tooth)
Material PVD COATED (Increasing Toughness —>) Geometry
ooy PHE920 PHet2 PHG135 PDSR
Low Carbon Steels 590-750 (180-230) 550-680 (170-210) 520-620 (160-190) 490-590 (150-180)
Alloy Steels 550-680 (170-210) 520-720 (160-200) 460-590 (140-180) 460-550 (140-170) (23)(2)382(1))6
Tool Steels 520-720 (160-200) 460-620 (140-190) 420-520 (130-160) 390-490 (120-150)
Ferritic and Martensitic 490-620 (150-190)
M Austenitic 330-520 (100-160) %’?ggg;;‘
PH and Duplex 330-490 (100-150)
Gray Iron Class 25-35 590-850 (180-260) 550-810 (170-250)
Cast Iron Class 45 490-680 (150-210) 490-680 (140-200) %)(Z)gg%)s
Ductile Iron 290-620 (90-190) 260-590 (80-180)
Aluminum < 8% Si
Copper and Brass
Aluminum > 8% Si
Iron Based 100-200 (30-60) 100-200 (30-60) 100-160 (30-50)
Nickel and Cobalt Based |  70-230 (20-70) 70-230 (20-70) 70-200 (20-60) 100301
Titanium Alloys 130-290 (40-90) 130-290 (40-90) 130-230 (40-70)
Alloy Steels Re> 50 200-330 (60-100)
Stainless Steels Rc > 45 %)gggggf
Tool Steels RC > 50

P = Steel

M = Stainless Steel

K = Cast Iron

N = Aluminum S

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

= High-Temp Alloy

H = Hard Steel

MILLING
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Cutting Tools

S———

AP-90 Milling System

System Main Feature Insert Sizes Mill Type Diameters le:;l;:sd
AP-90 / APX-90
Medium Duty END MILL 0.375-1.50 1-5
High Ramping APKT 10 03
Side Milling _ ) B
Weldon Shanks END MILL — EXTENDED FLUTE 0.75-1.50 4-24
Arbor Mount
R8 Shanks END MILL 0.875 - 2.00 2-5
CAT40 Shank
CATS50 Shank
END MILL — INTEGRAL SHANK R-8 1.00- 2.50 2-6
Extended Flute
END MILL — EXTENDED FLUTE 0.75-2.50 4-24
END MILL — EXTENDED FLUTE INTEGRAL
APKT 16 04 SHANK CAT 40 2.00 12.00
END MILL — EXTENDED FLUTE INTEGRAL
<HANK CAT 50 2.00-3.00 15-35
FACE MILL 1.50 - 8.00 4-12
FACE MILL — EXTENDED FLUTE 2.00-6.00 6-32
APKT 17 05 END MILL 0.75-1.25 1-5
palbit AP-90 / APX-90 Milling System , ‘
® 90° Square Shoulder Mill e Side Milling
* Three Insert sizes to fit the Application ~ ® Helical interpolating
e Extended Flute for Side Milling e Plunging

=

MILLING

* High Performance designs with
Ramping Capability up to 7.5°
¢ DOC up to 0.570 (14.5 mm)

e Select Offering with Through Coolant

e Excellent All around Milling Tool
e Pocket Milling

e Channel Milling

e Select Offering in CAT40,
CAT50, and Integral R8 shank
e Diameter range: 0.375 to 8.00

o Extended Reach available in
select End Mill Diameters

N1 K"

&

Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




AP-90 Milling System

Cutting Tools
palbit 90° Lead Square Shoulder End Mills — High Performance
S I I
g : T:’T...‘I = 5 g
i t —
=
[=iife Sl —
L L - =2
(n)]
Part Number Description Oh;l::gl;:s Ef.'rf:g'r“'e oD ad L L1 Eﬁg}g SSI:;Ir;k ap Max | Insert Style
181-0644-00 AP90 D.375-W.375/3.15-01-10 1 1 0.375 | 0.375 3.15 0.79 5.0
181-0604-00 AP90 D.500-W.500/3.94-01-10 1 1 0.50 0.50 3.94 0.98 32.0
181-0605-00 AP90 D.625-W.625/3.94-02-10 2 2 0.63 0.625 3.94 1.02 15.0
181-0607-00 AP90 D.750-W.750/3.94-02-10 2 2 0.75 0.75 3.94 1.18 7.5
181-0645-00 AP90 D.750-W.750/3.94-03-10 3 3 0.75 0.75 3.94 1.18 7.5
181-0608-00 AP90 D.750-W.750/7.87-02-10 2 2 0.75 0.75 7.87 1.58 7.5
181-0688-00 AP90 D1.00-W1.00/4.53-03-10 3 3 1.00 1.00 4.53 1.38 5.0
181-0689-00 AP90 D1.00-W1.00/4.53-04-10 4 4 1.00 1.00 4.53 1.38 5.0 Weldon 0.354 APKT 10
181-0609-00 AP90 D1.00-W1.00/5.91-03-10 3 3 1.00 1.00 5.91 3.15 5.0
181-0610-00 AP90 D1.00-W1.00/9.84-03-10 3 3 1.00 1.00 9.84 1.58 5.0
181-0690-00 AP90 D1.25-W1.25/4.92-04-10 4 4 1.25 1.25 4.92 1.58 2.0
181-0611-00 AP90 D1.25-W1.25/6.30-03-10 3 3 1.25 1.25 6.30 3.94 3.0
181-0612-00 AP90 D1.25-W1.25/9.84-04-10 4 4 1.25 1.25 9.84 1.58 2.0
181-0613-00 AP90 D1.50-W1.25/7.87-03-10 3 3 1.50 1.25 7.87 1.18 2.7
181-0614-00 AP90 D1.50-W1.25/9.84-05-10 5 5 1.50 1.25 9.84 1.18 2.7
181-0615-00 AP90 D.875-W.750/3.94-02-16 2 2 0.875 0.75 3.94 1.38 6
181-0616-00 AP90 D1.00-W1.00/3.94-02-16 2 2 1.00 1.00 3.94 1.58 5
181-0620-00 AP90 D1.00-W1.00/5.91-02-16 2 2 1.00 1.00 5.91 3.15 5
181-0619-00 AP90 D1.00-W1.00/7.87-02-16 2 2 1.00 1.00 7.87 1.97 5
181-0618-00 AP90 D1.25-W1.00/4.92-03-16 3 3 1.25 1.00 4.92 1.58 4 Weldon 0.571 APKT 16
181-0617-00 AP90 D1.25-W1.25/4.92-03-16 3 3 1.25 1.25 4.92 1.97 4
181-0622-00 AP90 D1.25-W1.25/6.30-03-16 3 3 1.25 1.25 6.30 3.94 4
181-0623-00 AP90 D1.50-W1.25/7.87-03-16 3 3 1.50 1.25 7.87 1.58 3
181-0624-00 AP90 D1.50-W1.25/9.84-03-16 3 3 1.50 1.25 9.84 1.58 3
See page 22-23 for inserts
Mills Spare Parts Part Number Description Torque
APKT 10 290-0331-00 APKT 10 - Insert Screw 1.2 Nm
290-0117-00 APKT 10 Key (T8 Torx)
APKT 16 290-0482-00 APKT 16 Insert Screw 3Nm
290-0124-00 APKT 16 Driver (T15 Torx )
290-ASEIZE-03 Thread Anti-Seize 3-gm pack
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING 17
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Cutting Tools

vz 90° Lead Square Shoulder End Mills

A
|
Part Number Description o':l::;::s Ef.lf:gn’e @Dc ad L | S cnl-lel\S;';/N Ssl:;{;k ap Max I;'tsfl':
6-110-0501 APX-D.500-W.500-3.9-1-10 1 1 0.50 0.50 3.94 0.98
6-110-0561 APX-D.500-W.625-4.0-1-10 1 1 0.50 | 0.625 4.00 0.98
6-110-0602 APX-D.625-W.625-3.9-2-10 2 2 0.625 | 0.625 3.94 0.98
6-110-0702 APX-D.750-W.750-3.9-2-10 2 2 0.75 0.75 3.94 1.18
6-110-0702XL APX-D.750-W.750-4.75-2-10 2 2 0.75 0.75 4.75 2.00
6-110-0702B APX-D.750-C.750-4.75-2-10 2 2 0.75 0.75 4.75 1.57
6-110-1003B APX-D1.00-C1.00-10.0-3-10 3 3 1.00 1.00 10.00 1.57
6-110-1003XL APX-D1.00-W1.00-5.5-3-10 3 3 1.00 1.00 5.50 3.15
6-110-1073 APX-D1.00-W.750-5.5-3-10 3 3 .750 .750 5.50 1.63
6-110-1213 APX-D1.25-W1.00-4.0-3-10 3 3 1.25 1.00 4.00 1.20
6-110-1214 APX-D1.25-W1.00-4.0-4-10 4 4 125 | 100 | 400 | 120 | o940 | Weldon| 035 APKTTO
6-110-1215 APX-D1.25-W1.00-4.0-5-10 5 5 1.25 1.00 4.00 1.20
6-110-1513 APX-D1.50-W1.00-4.0-3-10 3 3 1.50 1.00 4.00 1.20
6-110-1523 APX-D1.50-W1.25-4.30-3-10 3 3 1.50 1.25 4.30 1.20
6-110-1525 APX-D1.50-W1.25-4.30-5-10 5 5 1.50 1.25 4.30 1.20
6-110-1526 APX-D1.50-W1.25-4.30-6-10 6 6 1.50 1.25 4.30 1.20
6-110-1203XL APX-D1.25-W1.25-6.3-3-10 3 3 1.25 1.25 6.30 4.00
6-110-1204B APX-D1.25-C1.25-10.0-4-10 4 4 1.25 1.25 10.00 1.57
6-110-1503XL APX-D1.50-W1.50-7.75-3-10 3 3 1.50 1.50 7.75 5.00
6-110-1505B APX-D1.50-C1.50-9.84-5-10 5 5 1.50 1.50 9.84 1.57
6-116-0702 APX-D.875-W.750-3.9-2-16 2 2 0.875 | 0.75 3.94 1.38
6-116-1072 APX-D1.00-W.75-5.6-2-16 2 2 1.00 0.75 3.69 1.66
6-116-1002 APX-D1.00-W1.00-3.9-2-16 2 2 1.00 1.00 3.94 1.57
6-116-1002C APX-D1.00-W1.00-5.6-2-16C 2 2 1.00 1.00 3.94 1.57
6-116-1002B APX-D1.00-C1.00-7.9-2-16 2 2 1.00 1.00 7.87 1.97
6-116-1002XL APX-D1.00-W1.00-5.6-2-16 2 2 1.00 1.00 5.60 3.15
6-116-1203 APX-D1.250-W1.250-4.9-3-16 3 3 1.25 1.25 4.92 1.57 6-998-4116 | Weldon | 0.57 | APKT 16
6-116-1213 APX-D1.250-W1.00-4.9-3-16 3 3 1.25 1.00 4.92 1.57
6-116-1203B APX-D1.250-C1.25-9.9-3-16 3 3 1.25 1.25 9.84 1.97
6-116-1203XL APX-D1.250-W1.25-6.3-3-16 3 3 1.25 1.25 6.25 3.25
6-116-2015 APX-D2.00-W1.00-5.3-2-16 5 5 2.00 1.00 5.35 1.77
6-116-1503B APX-D1.50-C1.50-9.8-3-16 3 3 1.50 1.50 9.84 1.97
6-116-1503XL APX-D1.50-W1.50-7.8-3-16 3 3 1.50 1.50 7.75 5.00
R8 Shank
6-941-105 APK-D1.00-R8-5.8-2-16 2 2 1.00 5.80 1.70
6-941-110 APK-D1.25-R8-5.8-3-16 3 3 1.25 5.80 1.70 | 6-998-4008M
6-941-115 APK-D1.50-R8-6.1-4-16 4 4 1.50 R8 6.00 2.00 R8 0.57 APKT16
6-941-120 APK-D2.00-R8-6.1-5-16 5 5 2.00 6.00 2.00 6-998-0011
6-941-125 APK-D2.50-R8-6.1-6-16 6 6 2.50 6.00 2.00
See page 22-23 for inserts
Mills Spare Parts Part Number Description Torque
APKT 10 6-998-4110 APKT 10 - Insert Screw 1.2 Nm
6-998-208 APKT 10 Key (T8 Torx)
6-998-4008M Insert Screw M4 X 0.7 L -8.4 mm 3.0Nm
APKT 16 6-998-4011 Insert Screw M4 X 0.7 L-11.4mm 3.0Nm
6-998-4116 Insert Screw M3.5 x 12
6-998-015 APKT 16 Key (T15 Torx)
290-ASEIZE-03 Thread Anti-Seize 3-gm pack
MILLING Customer Service * +1-508-653-8897  844-869-8665  www.tmxtools.com




AP-90 Milling System
e —

Jrmrz  90° Lead Extended Flute Square Shoulder End Mills

Cutting Tools

o

[1 1

<
ﬁa =
L -
=
()]
Part Number Description of mserts | Teeth | © | @ | L | U | scewem | Suie | ®Max | Soie
6-958-010 APX D.750-W.750-1.16-3.50-4-10 4 1 0.75 0.75 3.50 1.47 1.16
6-958-015 APX D1.00-W1.00-1.47-4.25-8-10 8 2 1.00 1.00 4.25 1.97 6-998-2506 | Weldon 1.47 APKT 10
6-958-025 APX D1.25-W1.25-1.83-4.50-15-10 15 3 1.25 1.25 4.50 2.22 1.83
6-958-035 APX D1.50-W1.25-2.20-5.00-24-10 24 4 1.50 1.25 5.00 2.72 2.20
6-958-040 APX D1.25-W1.25-1.00-4.00-4-16 4 2 1.25 1.25 4.00 1.72 1.00
6-958-045 APX D1.50-W1.25-1.50-4.50-6-16 6 2 1.50 1.25 4.50 2.22 1.50
6-958-050 APX D1.75-W1.50-2.00-5.16-8-16 8 2 1.75 1.50 5.16 2.47 2.00
6-958-055 APX D2.00-W1.50-2.28-5.41-12-16 12 3 2.00 1.50 5.41 2.72 | 6-998-4008M | Weldon 2.28 APKT 16
6-958-060 APX D2.00-W1.50-2.81-5.94-15-16 15 3 2.00 1.50 5.94 3.25 2.81
6-958-065 APX D2.00-W2.00-2.81-6.50-15-16 15 3 2.00 2.00 6.50 3.25 2.81
6-958-070 APX D2.50-W1.50-3.34-6.47-24-16 24 4 2.50 1.50 6.47 3.78 3.34
Integral CAT Shank
6-958-220 APX D2.00-C40-2.28-7.44-12-16 12 3 2.00 | CAT-40| 7.44 4.75 CAT-40 2.28
6-958-320 APX D2.00-C50-2.81-9.50-15-16 15 3 2.00 CAT-50 9.50 5.50 | 6-998-4011 CAT-50 2.81 APKT 16
6-958-325 APX D2.50-C50-3.34-10.50-24-16 24 4 2.50 10.50 6.50 3.34
See page 22-23 for inserts
Mills Spare Parts Part Number Description Torque
APKT 10 6-998-2506 Insert Screw M2.5-0.45 L 3.5 mm 1.2 Nm
6-998-208 APKT 10 Key (T8 Torx)
6-998-4008M Insert Screw M4 X 0.7 L-8.4 mm 3.0Nm
APKT 16 6-998-4011 Insert Screw M4 X 0.7 L-11.4mm 3.0Nm
6-998-015 APKT 16 Key (T15 Torx )
290-ASEIZE-03 Thread Anti-Seize 3-gm pack

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

frmvz  90° Lead Square Shoulder End Mil
for APKT 17 mm

Y
<
:|I L3 L1 L2
=8 | port Namber Descipon | ofincons| Tasth | D1 | D2 | Overall | proecion | exension | [E0E | SR BB |G
6-117-0701 APK-D.75-W.75-3.75-1-17 1 1 0.75 | 0.75 3.750 1.250 1.750 40
6-117-1002 APK-D1.00-W1.00-4.00-2-17 2 2 1.00 | 1.00 4.000 1.500 1.750 8
6-117-1203 APK-D1.25-W1.25-4.50-3-17 3 3 125 | 1.25 4.500 1.600 2.250 35 Weldon | 0.63 | APKT 1705
6-117-1504 APK-D1.50-W1.25-4.50-4-17 4 4 1.50 | 1.25 4.500 1.600 2.250 25
6-117-2005 APK-D2.00-W1.25-4.50-5-17 5 5 2.00 | 1.25 4.500 1.700 2.250 1.5
Mills Spare Parts Part Number Description Torque
APKT 17 6-998-4008M Insert Screw M4 X 0.7 L-8.4 mm 3.0Nm
6-998-015 Key (T15 Torx )
290-ASEIZE-03 Thread Anti-Seize 3-gm pack

[inﬂ 90° Lead Square Shoulder Face Mills

APX90 i Number | Effective o Insert Screw Insert
Part Number DL of Inserts | Teeth 2 : 4 ¢ P/N ED LI Style
6-954-015 APX-D1.50-.500-4-16 4 4 1.50 0.50 3.0
6-954-020 APX-D2.00-.750-5-16 5 5 2.00 0.75 1.58 1.9

6-998-4008M

6-954-025 APX-D2.50-1.00-6-16 6 6 2.50 1.00 1.4

6-954-030 APX-D3.00-1.00-6-16 6 6 3.00 1.00 1.0

6-954-040 APX-D4.00-1.25-8-16 8 8 4.00 1.25 197 0.7 0.625 APKT 16
6-954-050 APX-D5.00-1.50-9-16 9 9 5.00 1.50 2.48 0.5 6-998-4011

6-954-060 APX-D6.00-2.00-10-16 10 10 6.00 2.00 248 0.5

6-954-080 APX-D8.00-2.50-12-16 12 12 8.00 2.50 ' 0.3

See page 22-23 for inserts

APT90 s Number | Effective Insert Screw Insert
Part Number el of Inserts | Teeth = d - iz P/N AL Style
6-955-020 APT-D2.00-.750-5-16 5 5 2.00 0.75 175 | staggered
6-955-030 APT-D3.00-1.00-6-16 6 6 3.00 1.00 Pitch - To

-998-4008M 625 | APKT1
6-955-040 APT-D4.00-1.25-8-16 8 8 4.00 1.25 2.00 Reduce 6-998-4008 0625 6
6-955-045 APT-D4.00-1.50-8-16 8 8 4.00 1.50 Resonance
Mills Spare Parts Part Number Description Torque
6-998-4011 Insert Screw M4 - 0.7 L 11.4 mm 3Nm
APKT 16 6-998-4008M Insert Screw M4 - 0.8 3Nm
6-998-015 Key (T15 Torx )
290-ASEIZE-03 Thread Anti-Seize 3-gm pack

20 MILLING Customer Service ¢ +1-508-653-8897 * 844-869-8665 » www.tmxtools.com



[illﬂ 90° Lead Extended Flute

AP-90 Milling

1 [ &
Square Shoulder Face Mills 5
x
-
=l
APX90 s Number | Effective Insert Screw Insert
Part Number Description of Inserts Teeth D d H 2 P/N Style
6-956-020 APX-D2.00-1.00-1.00-6-16 6 3 2.0 1.00 2.38 1.00
6-956-025 APX-D2.50-1.50-1.00-12-16 12 4 2.5 1.00 6-998-4008M
6-956-030 APX-D3.00-1.50-1.25-15-16 15 5 3.0 1.25 2.38 1.50 APKT 1604
6-956-050 APX-D5.00-1.50-1.50-21-16 21 7 5.0 1.50 6-098-4011
6-956-060 APX-D6.00-2.00-2.00-32-16 32 8 6.0 2.00 3.14 2.00
See page 22-23 for inserts
Mills Spare Parts Part Number Description Torque
6-998-4011 Insert Screw M4 - 0.7 L11.4 mm 3Nm
APKT 17
6-998-015 Key (T15 Torx )
290-ASEIZE-03 Thread Anti-Seize 3-gm pack
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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) AP-90 Milling System

Cutting Tools

% palbit APKT 10 Inserts

(&

Stainless Steel

Primary Applications

O
=2 Cast Irons
:II Non-Ferrous
E Heat Resistant Alloys
PVD Coated el uc
o wn o wn (=3 wn wn o
g|3|2|z|8|2|8|82
Description Geometry Code |z |z |z |z |z | x| & Cutting Edge ic s L R F
APKT 100305 PDFR-AL 211-0054- 10 Sharp
APKT 100305 PDR 111-0022- 86 Hone
APKT 100305 PDER 111-1070- 68 | 78 86 Hone 0.019 | 0.047
APKT 100305 PDTR 111-0946- 78 | 66 | 86 T-Land ' '
APKT 100305 PDSR 111-2167- 68 T-Land & Hone 0.263 | 0.137 | 0.393
APKT 100305 PDSR 111-1041- 78 T-Land & Hone
APKT 100308 PDER 111-1071- 54 68 86 Hone
APKT 100308 PDTR 111-1042- 78 86 T-Land .031 .035
APKT 100308 PDSR 111-1044- 68 | 78 86 T-Land & Hone

To order please use the geometry code plus the grade code

o .i\‘

<@ palbit APKT 16 Inserts

Primary Applications

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant Alloys
PVD Coated el uc
S8R | & | |82
Description Geometry Code a | |a|&a|&a|&a|a|&a Cutting Edge iC s L R F
APKT 160408 PDFR-AL 111-1923- 10 Sharp
APKT 160408 PDER 111-2159- 67 | 68 Sharp
APKT 160408 PDER 111-1073- 54 78 86 Hone 03721 0.210 | 0.629 1 0.031 | 0.069
APKT 160408 PDSR 111-2158- 68 | 78 | 66 | 86 T-Land
APKT 160416 PDFR 111-1049- 68 Hone
APKT 160416 PDER 111-1074- 68 Hone
APKT 160416 PDTR 111-0988- 78 T-Land 03721 0210 | 0629 | 0.063 | 0.047
APKT 160416 PDSR 111-1050- 68 | 78 | 66 T-Land & Hone
APKT 160432 PDER 111-1075- 68 Hone
APKT 160432 PDTR 111-1051- 86 T-Land 0.372 | 0.210 | 0.629 | 0.126 -
APKT 160432 PDSR 111-1052- 68 | 78 86 T-Land & Hone

To order please use the geometry code plus the grade code

22 MILLING Customer Service ¢ +1-508-653-8897 * 844-869-8665 » www.tmxtools.com



Steel
Stainless Steel
Cast Irons

Non-Ferrous

Heat Resistant Alloys

Primary Applications

Cutting Tools

TIAIN Uncoated
3 2 -
x x o
Description Geometry Code 2 Z = Cutting Edge d S L R d1
APKT 100305 PDFR-MA 6-APM-302 2 Sharp
APGT 100305 PDER-ALU 6-APK-302 X Hone 0.263 0.137 0.393 0.019 0.110
APLX 100305 PDTR 6-APK-302 JA T-Land
APLX 100308 TR 6-APX-303 A T-Land 0.263 0.137 0.393 0.031 0.110
APKT 160402 PDFR-MA2 6-APM-503 2 Sharp 0.008
APKT 160404 PDFR-MA 6-APM-504 2 Sharp 0.372 0.187 0.629 0.016 0.173
APGT 160408 PDER-ALU 6-APX-503 X Hone 0.031
APKT 160408 PDFR-MA2 6-APM-502 2 Sharp 0.031
APKT 160416 PDFR-MA 6-APM-505 2 Sharp 0.372 0.210 0.629 0.063 0.173
APKT 160432 PDFR-MA 6-APM-508 2 Sharp 0.126
APKT 170508 PETR 6-APK-605 JA T-Land 0.372 0.210 0.669 0.031 0.173
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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) AP-90 Milling System

Cutting Tools

AP-90 Milling Speeds

Speed SFM (m/min)
Material PVD COATED (Increasing Toughness —>) Uncoated
g ™Mxos | PHETO | PHEIZ | pHgozo | Tmxso | PHENZS | pHeoso | pre1ss | PHooto
: Low Carbon Steels 590-750 550-680 590-980 520-620 490-590 490-590
:' (180-230) (170-210) (180-300) (160-190) (150-180) (150-180)
E Allov Steels 550-680 520-720 330-620 460-590 460-550 460-550
Y (170-210) (160-200) (100-190) (140-180) (140-170) (140-170)
Tool Steels 520-720 460-620 130-360 420-520 390-490 390-490
(160-200) (140-190) (40-110) (130-160) (120-150) (120-150)
Ferritic and Martensitic 490-620 490-590 460550
(150-190) (150-180) (140-170)
. 330-520 230-520 290-460
M Austenitic (100-160) | (70-160) (90-140)
PH and Dublex 330-490 290-420 260-420
P (100-150) (90-130) (80-130)
Grav Iron Class 25-35 590-850 490-720 550-810 590-780 590-780 280-420
Y (180-260) (150-220) (170-250) (180-240) (180-240) (85-130)
Cast Iron Class 45 490-680 500-760 490-680 520-750 520-750 210-390
(150-210) (155-235) (140-200) (160-230) (160-230) (65-120)
Ductile Iron 290-620 370-550 260-590 330-520 330-520 160-260
(90-190) (115-170) (80-180) (100-160) (100-160) (50-80)
. . 850-4000 2630-3070
0,
Aluminum < 8% Si (260-1230) (810-945)
Conper and Brass 590-1200 1320-1530
PP (180-370) (405-470)
. . 390-810 800-930
0,
Aluminum > 8% Si (120-250) (245-285)
Iron Based 100-200 100-200 100-160 100-160
(30-60) (30-60) (30-50) (30-50)
. 70-230 70-230 70-200 70-200
Nickel and Cobalt Based (20-70) (20-70) (20-60) (20-60)
Titanium Allovs 130-290 130-290 130-230 130-230
¥ (40-90) (40-90) (40-70) (40-70)
Steels Re> 50 (260(? _13030(;
Stainless Steels Rc > 45
Tool Steels RC > 50
M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel
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AP-90 Milling sttsm

Cutting Tools
AP-90 Milling Feeds
Feed ipt (mm/tooth)
Material Geometry / Edge Preparation (Increasing Toughness —)
ALU AL PDFR(X) PDER(X) PDTR(X) PDSR(X) g
=
Low Carbon Steels —
&
0.003-0.012 0.004-0.012 0.004-0.012
Alloy Steels (0.07-0.25) (0.10-0.25) (0.10-0.25)
Tool Steels
Ferritic and Martensitic
M Austenitic 0.002-0.004 0.003-0.004 0.003-0.006 0.004-0.008
(0.05-0.10) (0.07-0.10) (0.08-0.15) (0.10-0.20)
PH and Duplex
Gray Iron Class 25-35
Cast Iron Class 45 0.003-0.012 0.004-0.012 0.004-0.012
(0.07-0.25) (0.10-0.25) (0.10-0.25)
Ductile Iron
Aluminum < 8% Si
Copper and Brass 0.004-0.013 0.004-0.013
PP (0.10-0.33) (0.10-0.33)
Aluminum > 8% Si
Iron Based
. 0.003-0.004 0.003-0.006 0.004-0.008
Nickel and Cobalt Based 0.07-0.10) (0.08-0.15) 0.1-0.20)
Titanium Alloys
Steels Rc> 50
0.004-0.006
Stainless Steels Rc > 45 (0.10-0.15)
Tool Steels RC > 50

m M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel

TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING 25
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AN-90 Milling System

Cutting Tools

System Main Feature Insert Sizes Mill Type Diameters Nl;mber @
nserts
AN-90
Heavy Duty
END MILL 0.75-2.00 2-7
U} Two Insert Sizes
= ANHX 10
= High Ramping angle for Cutters utilizing
10 size insert
— FACE MILL 1,50 -4.00 4-12
E Multiple Pitch offered
for key diameters
Four Cutting edges on END MILL 1.25-2.00 2-4
each insert
ANHX 16
FACE MILL 2.00- 6.00 3-11

palbit  AN-90 Heavy Duty Milling System

® 90° Square Shoulder Mill e Perfect tool for heavy duty
e Two insert sizes 10 mm and 16 mm square shoulder milling
e Four cutting Edges on Each Insert e Pocket Milling
e Ramping Capability up to 6.8° e Helical Interpolating
(With Size 10 Insert) * Plunging
* Mutliple Pitch offered for key Diameters ¢ Channel Milling
e DOC up t0 0.590 (15 mm) e Ramping
e Through Coolant e Diameter range: 0.750 to 6.00

" K2 L KT
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Palbit  90° Lead ANHX End Mills

]

]

- Number | Effective Shank Insert
Part Number Description of Inserts | Teeth @Dc ad L L1 o Style ap Max Style
181-0712-00 AN90 D.750-W.750/3.94-02-10 2 2 0.750 0.750 3.94 1.18 3.0
181-0713-00 AN90 D.750-W.750/3.94-03-10 3 3 0.750 0.750 3.94 1.18 3.0
181-0770-00 AN90 D1.00-W1.00/4.53-02-10 2 2 1.00 1.000 4.53 1.38 2.0
181-0643-00 AN90 D1.00-W1.00/4.53-03-10 3 3 1.00 1.000 4.53 1.38 2.0
181-0771-00 AN90 D1.25-W1.25/4.92-03-10 3 3 1.25 1.250 4.92 1.58 1.4
181-0772-00 | AN90 D1.25-W1.25/4.92-04-10 4 4 125 | 1250 | 492 | 158 | 1.4 | \eldon | 0354 ) ANHX10
181-0773-00 AN90 D1.50-W1.50/5.12-04-10 4 4 1.50 1.500 5.12 1.65 1.2
181-0774-00 AN90 D1.50-W1.50/5.12-05-10 5 5 1.50 1.500 5.12 1.65 1.2
181-0775-00 AN90 D2.00-W1.50/5.32-05-10 5 5 2.00 1.500 5.32 1.77 1.0
181-0776-00 AN90 D2.00-W1.50/5.32-07-10 7 7 2.00 1.500 5.32 1.77 1.0
181-0601-00 AN90 D1.25-W1.25/4.92-02-16 2 2 1.25 1.250 4.92 1.58 1.2
181-0602-00 AN90 D1.50-W1.25/5.12-03-16 3 3 1.50 1.250 5.12 1.65 1.0 Weldon 0.591 | ANHX 16
181-0603-00 AN90 D2.00-W1.25/5.32-04-16 4 4 2.00 1.250 5.32 1.77 0.5
See next page for inserts
Al o .
palbit  90° Lead ANHX Face Mills 4
&
@Oc
s Number | Effective Pilot Connection Insert
Part Number Description ey || @Dc od @dg L [ style ap Max style
181-0777-00 AN90 D1.50-A.500/1.50-04-10 4 4 1.50 0.50 142 1500 3.0
181-0778-00 AN90 D1.50-A.500/1.50-05-10 5 5 1.50 3.0
181-0779-00 AN90 D2.00-A.750/1.75-05-10 5 5 2.00 0.75 177 1.750 2.0
181-0780-00 AN90 D2.00-A.750/1.75-07-10 7 7 2.00 ) ) ) 2.0
181-0781-00 AN90 D2.50-A1.00/1.75-07-10 7 7 2.50 1.4 Arbor
. . . .354 | ANHX1
181-0782.00 | AN90 D2.50-A1.00/1.75-09-10 9 9 250 | MO0 | 220 | M0 Y Mount | °3° 0
181-0783-00 AN90 D3.00-A1.00/2.00-08-10 8 8 3.00 1.00 291 2.000 1.2
181-0784-00 AN90 D3.00-A1.00/2.00-10-10 10 10 3.00 ) ) ) 1.2
181-0785-00 AN90 D4.00-A1.25/2.00-09-10 9 9 4.00 125 287 2.000 1.0
181-0786-00 AN90 D4.00-A1.25/2.00-12-10 12 12 4.00 1.0
181-0589-00 AN90 D2.00-A.750/1.75-03-16 3 3 2.00 0.75 177 0.5
181-0590-00 AN90 D2.00-A.750/1.75-04-16 4 4 2.00 ) ) 175 0.5
181-0591-00 AN90 D2.50-A1.00/1.75-04-16 4 4 2.50 1.00 291 ’ =
181-0592-00 AN90 D2.50-A1.00/1.75-06-16 6 6 2.50 ) ) -
181-0593-00 AN90 D3.00-A1.00/2.00-05-16 5 5 3.00 1.00 291 =
181-0594-00 AN90 D3.00-A1.00/2.00-06-16 6 6 3.00 ) ) 2.00 - Arbor 0591 | ANHX 16
181-0595-00 AN90 D4.00-A1.25/2.00-05-16 5 5 4.00 125 287 ' - Mount ’
181-0596-00 AN90 D4.00-A1.25/2.00-08-16 8 8 4.00 ) ) =
181-0597-00 AN90 D5.00-A1.50/2.50-07-16 7 7 5.00 150 339 =
181-0598-00 AN90 D5.00-A1.50/2.50-10-16 10 10 5.00 ) ) 250 =
181-0599-00 AN90 D6.00-A2.00/2.50U-08-16 8 8 6.00 2.00 488 '
181-0600-00 AN90 D6.00-A2.00/2.50U-11-16 11 11 6.00 ) ) -
See page 22-23 for inserts
Mills Spare Parts Part Number Description Torque
ANHX 10 290-0091-00 Insert Screw M3 X 0.5 L-7.4 mm 3.0Nm
290-0257-00 Key (Torx T9)
290-0475-00 Insert Screw M4 X 0.7 L-11.0 mm 3.0Nm
ANHX 16 290-0124-00 Driver (Torx T15)
290-0148-00 Key (Torx T15)
290-ASEIZE-03 Thread Anti-Seize 3-gm pack
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING

DNITIIIN

27



T —
AN-90 Milling System

Cutting Tools

palbit ANHX 10 MM & 16 MM Inserts

Primary Applications

U] Steel
=
— Stainless Steel
= ainless Steel
= Cast
E ast Irons o E
Non-Ferrous N
Heat Resistant Alloys
]
PVD Coated uc
iC S
= = S T =]
S| 8|8 8] 83
Description Geometry Code |z || x| & Geometry iC S | R F
ANHX 100405 PNR-LP 111-1652- D2 | 54 | 68 | 66 0.020
LP 0.260 0.244 0.39%4 0.039
ANHX 100412 PNR-LP 111-1908- D2 | 54 | 68 | 66 0.047
ANHX 160708 PNR-LP 111-1519- D2 | 54 | 68 | 66 0.031
LP 0.440 0.315 0.630 0.179
ANHX 160712 PNR-LP 111-1596- 54 | 68 0.062
ANHX 160708 PNR-MP 111-1595- D2 | 54 | 68 | 66 0.031
MP 0.440 0.315 0.630 0.179
ANHX 160712 PNR-MP 111-1598- 68 0.062
ANHX 160712 PNR-LN 111-1597- 10 LN 0.440 0.315 0.630 0.062 0.179

To order please use the geometry code plus the grade code
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AN-90 Milling System

Cutting Tools

AN-90 Speeds and Feeds

Speed SFM (m/min) Feed IPT (mm/tooth)

Geometry / Edge Preparation

Material PVD COATED (Increasing Toughness —3) | Uncoated (Increasing Toughness —»)
PH6705 | PH6910 | PH6920 | PH6930 | PH0910 FR-LN R-LP ER-LP MP <
—
590-750 | 550-680 | 490-590
-
Low Carbon Steels (180-230) | (170-210) | (150-180) =
. Allov Stecls 550-680 | 520720 | 460-550 0.004-0.008 | 0.004-0.009 | 0.004-0.009 ()
Y (170-210) | (160-200) | (140-170) (0.10-020) | (0.10-0.22) | (0.10-0.22)
Tool Steels 520-720 | 460-620 | 390-490

(160-200) | (140-190) | (120-150)

490-620 460-550
(150-190) | (140-170)

330-520 290-460
(100-160) | (90-140)

330-490 260-420
(100-150) | (80-130)

590-880 590-850 550-810 590-780 280-420
(180-270) | (180-260) | (170-250) | (180-240) | (85-130)

Ferritic and Martensitic

M Austenitic

PH and Duplex

Gray Iron Class 25-35

Cast Iron Class 45 550-830 | 490-680 490-680 520-750 210-390 0.004-0.009 | 0.004-0.010 | 0.004-0.010
(170-255) | (150-210) | (140-200) | (160-230) (65-120) (0.10-0.22) | (0.10-0.25) | (0.10-0.25)
Ductile Iron 420-630 290-620 260-590 330-520 160-260
(130-195) | (90-190) (80-180) (100-160) (50-80)
. ) 2630-3070
0y
Aluminum < 8% Si (810-945)

1320-1530 | 0.004-0.014

Copper and Brass (405-470) | (0.10-0.35)

Aluminum > 8% Si (ggggzg)
Iron Based 100-200 100-200
(30-60) (30-60)
| e oporos | onaor
Titanium Alloys 1(2833;) 1(2833;)
Steels Rc> 50 (26%9130300)
Stainless Steels Rc > 45
Tool Steels RC > 50
M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel

TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING 29
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) AD-90 Milling System

Cutting Tools

Ramping up to 11.5°

System Main Feature Insert Sizes Mill Type Diameters le:;:?trs‘)f
AD-90
Accurate 90° Shoulder
ADKT 15 05 END MILL 1.00-1.25 2-3

palbit AD-90 End Mills

© 90° Square Shoulder Mill

e Accurate 90° Shoulder

e Ramping Capability up to 11.5°
¢ DOC up t0 0.530 (13.5 mm)

o Select Offering with Through Coolant

e Good All around Milling Tool

Q& =

e Pocket Milling

e Side Milling

e Helical interpolating
e Plunging

e Channel Milling

e Diameter range: 1.0 and 1.25

i

palbit 90° Lead High Performance ADKT 15 Style

frmvz  90° Lead General Purpose ADKT 15 Style

- Number | Effective Ramp | Shank ap Insert
S LIRS [T of Inserts | Teeth obc ed = ! Angle Style Max Style
181-0625-00 AD90 D1.00-W1.00/3.94-02-15 2 2 1.00 1.00 3.94 1.38 1.5

Weldon 0.532 ADKT1505
181-0626-00 AD90 D1.25-W1.25/4.92-03-15 3 3 1.25 1.25 4.92 1.58 5.3
See next page for inserts

Spare Parts A
Part Number Description Torque
290-0482-00 Insert Screw 3.0Nm
290-0124-00 Driver (T15 Torx ) I""
290-ASEIZE-03 | Thread Anti-Seize 3-gm pack

290-ASEIZE-03

Thread Anti-Seize 3-gm pack

MILLING

- Number | Effective Ramp | Shank ap Insert
L D of Inserts | Teeth 2l e . I Angle Style Max Style
6-215-1002 ADK-D1.00-W1.00-3.9-2-15 2 2 1.00 1.00 3.94 1.38 0.5

Weldon 0.540 ADKT1505
6-215-1203 ADK-D1.25-W1.25-4.9-3-15 3 3 1.25 1.25 4.92 1.58 0.5
See next page for inserts
Spare Parts Part L

P ol Description Torque
6-998-4116 Insert Screw 3.0Nm
290-0124-00 Driver (T15 Torx )
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AD-90 Milling

Cutting Tools
AD-90 Inserts
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant Alloys
Palbit TMX
PVD Coated
2 S S 0 2
8 8 & by =
Description Geometry Code | 2| £ | % = Geometry d S L R di
ADKT 1505 PDFR 111-0611- 68 Sharp
ADKT 1505 PDER 111-0006- 54 68 Hone
0374 | 0220 | 0.624 | 0.031 | 0.173
ADKT 1505 PDTR 111-1209- 78 86 T-Land
ADKT 1505 PDSR 111-1218- 68 T-Land & Hone
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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Cutting Tools

) AD-90

S———

Milling System

AD-90 Milling Speeds

Speed SFM (m/min)
Material PVD COATED (Increasing Toughness —>>)
g PH6910 mg]g PH6920 TMX30 PH6125 PH6930 PH6135
| Low Carbon Steels 590-750 550-680 590-980 520-620 490-590 490-590
— (180-230) (170-210) (180-300) (160-190) (150-180) (150-180)
= Alloy Stecls 550-680 520-720 330-620 460-590 460-550 460-550
Y (170-210) (160-200) (100-190) (140-180) (140-170) (140-170)
Tool Steels 520-720 460-620 130-360 420-520 390-490 390-490
(160-200) (140-190) (40-110) (130-160) (120-150) (120-150)
g o 490-620 490-590 460-550
Ferritic and Martensitic (150-190) (150-180) (140-170)
g 330-520 230-520 290-460
M Austenitic (100-160) (70-160) (90-140)
bH and Duslex 330-490 290-420 260-420
P (100-150) (90-130) (80-130)
590-850 490-720 550-810 590-780 590-780
Gray lron Class 2535 | (180.260) (150-220) (170-250) (180-240) (180-240)
490-680 500-760 490-680 520-750 520-750
Cast Iron Class 45 (150-210) (155-235) (140-200) (160-230) (160-230)
Ductile Iron 290-620 370-550 260-590 330-520 330-520
(90-190) (115-170) (80-180) (100-160) (100-160)
Aluminum < 8% Si
Copper and Brass
Aluminum > 8% Si
100-200 100-200 100-160 100-160
Iron Based (30-60) (30-60) (30-50) (30-50)
. 70-230 70-230 70-200 70-200
Nickel and Cobalt Based (20-70) (20-70) (20-60) (20-60)
_ 130-290 130-290 130-230 130-230
Titanium Alloys (40-90) (40-90) (40-70) (40-70)
Steels Re> 50 (26%9-13030(;
Stainless Steels Rc > 45
Tool Steels RC > 50

P = Steel

M = Stainless Steel

32 MILLING

K = Cast Iron

N = Aluminum

S = High-Temp Alloy

H = Hard Steel
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AD-90 Milling Sys

Cutting Tools

AD-90 Feeds

Feed ipt (mm/tooth)
Material Geometry / Edge Preparation (Increasing Toughness —3)
PDFR PDER PDTR PDSR g
Low Carbon Steels ||:
0.003-0.012 0.004-0.012 0.004-0.012 E
Alloy Steels (0.07-0.25) (0.10-0.25) (0.10-0.25)
Tool Steels
Ferritic and Martensitic
M Austenitic 0.002-0.004 0.003-0.004 0.003-0.006 0.004-0.008
(0.05-0.10) (0.07-0.10) (0.08-0.15) (0.10-0.20)
PH and Duplex
Gray Iron Class 25-35
Cast Iron Class 45 0.003-0.012 0.004-0.012 0.004-0.012
(0.07-0.25) (0.10-0.25) (0.10-0.25)
Ductile Iron
Aluminum < 8% Si
Copper and Brass
Aluminum > 8% Si
Iron Based
. 0.003-0.004 0.003-0.006 0.004-0.008
Nickel and Cobalt Based 0.07-0.10) (0.08-0.15) 0.1-0.20)
Titanium Alloys
Steels Rc> 50
. 0.004-0.006
Stainless Steels Rc > 45 0.10-0.15)
Tool Steels RC > 50

P = Steel M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel

TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING 33
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TP-90 Milling System

System Main Feature Insert Sizes Mill Type Diameters Number of Inserts
TP-90
90° Triangle Insert,
Square Shoulder Mills END MILL 0.50-1.00 2-7
TPG 22,
Utilize Common TPG and TPU (TPUN) TPUN 22
Style insets END MILL — INTEGRAL .
SHANK R-8 1:00 4-12
Three size inserts 1/4, 3/8,
and 1/2 1C
Weldon, R-8 Shanks, and END MILL 1.50 - 2.00 3
Arbor mounts
TPG 32 END MILL — INTEGRAL
TPUN 32 SHANK R-8 1.25-3.00 2-5
FACE MILL 1.50 - 2.50 3
TPG 43
TPUN 43 FACE MILL 3.00 - 8.00 4-8

palbit TP-90 Mills

¢

MILLING

e Arbor Mount Sheel Mills
e Large Insert Assortment
e Diameter range: 0.5 t0 8.0 =

® 90° Triangle Insert, Square Shoulder Mills

e Utilize common TPG and TPU (TPUN) Style Inserts
e Various sizes 1/4, 3/8, and 1/2 Inserts
e R8 Shanks

e Weldon Shanks

L)
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Cutting Tools

frmv TP-90 Square Shoulder | _H i : ==,
End Mills s ol 7
L o0 -
L L
- el Wrench E
Part Description Number | Effective D d L I Screw Part Shank ap Insert -~
Number of Inserts | Teeth \ Part T Style Max Style —
umber 2
Weldon Shank ()
6-901-002 TPG-D.500-W.500-2.8-1-2 1 1 0.50 | 0.50 | 2.78 | 1.00 | 6-999-260 TPGITPU-21
6-901-005 TPG-D.750-W.750-3.2-2-2 2 2 0.75 | 0.75 | 3.25 | 1.22 6-099-262 6-999-583 0.437
6-901-010 TPG-D1.00-W.750-3.2-2-2 2 2 1.00 | 0.75 | 3.25 | 1.22 TPG/TPU-22
6-901-015 TPG-D1.25-W.750-3.2-2-3 2 3 125 | 0.75 | 3.25 | 1.52 Weldon
6-901-020 TPG-D1.50-W.750-3.2-3-3 3 3 1.50 | 0.75 | 3.25 | 1.22 | 6-999-268
6-901-070 TPG-D1.50-W1.00-3.7-3-3 3 3 1.50 | 1.00 | 3.69 | 1.41 6-999-584 0.656 | TPG/TPU-32
6-901-030 TPG-D2.00-W.750-3.2-3-3 3 3 200 | 0.75 | 3.69 | 1.22 6-999-270
6-901-080 TPG-D2.00-W1.00-3.7-3-3 3 3 2.00 | 1.00 | 3.69 | 1.41
R8 Shank
6-901-510 TPG-D1.00-R8-5.4-2-2 2 2 1.00 538 | 1.33 | 6-999-262 6-999-583 0.437 | TPG/TPU-22
6-901-515 TPG-D1.25-R8-5.6-2-3 2 2 1.25 6-999-270
6-901-520 TPG-D1.50-R8-5.6-3-3 3 3 1.50 6-999-268
6-901-525 TPG-D1.75-R8-5.6-3-3 3 3 1.75 | 0.949 s58 | 1.5 6-999-584 R8 0656 |TParmPu-32
6-901-530 TPG-D2.00-R8-5.6-3-3 3 3 2.00
6-999-270
6-901-535 TPG-D2.50-R8-5.6-4-3 4 4 2.50
6-901-540 TPG-D3.00-R8-5.6-5-3 5 5 3.00
See next 2 pages for inserts
Spare Parts Part Number Description Torque
6-999-260 Insert Clamping Screw M4 x 0.7 L-6.0mm 3Nm
6-999-262 Insert Clamping Screw M5 x 0.8 L-8.0 mm 6Nm
6-999-583 3 mm Hex Wrench
6-999-268 Insert Clamping Screw M6 x 0.75 L-8.0mm 8Nm
6-999-270 Insert Clamping Screw M6 x 0.75 L-12.0mm 8Nm
6-999-584 4 mm Hex Wrench i
290-ASEIZE-03 Thread Anti-Seize 3-gm pack _]
v TP-90 Square Shoulder Face Mills ;
- . Clamping
N::l:er EEn e ol\fhf:.:,g:s Ef;:g'ﬁ'e 2 : & A Psahrltn:\lzf:\ivevr Pa rts ﬂﬁmh ox Pagﬁ::lger I\:gx I?ts;I:
Weldon Shank
6-902-156 TPG-D1.50-.500-3-3 3 3 1.50 | 0.50 | 1.58
6-902-157 TPG-D2.00-.750-3-3 3 3 2.00 | 0.75 | 1.66 - - 6-999-270 6-999-584 | 0.656 | TPG/TPU-32
6-902-158 TPG-D2.50-1.00-3-3 3 3 2.50 | 1.00 | 1.84
6-902-159 TPG-D3.00-1.00-4-4 4 4 3.00 | 1.00 | 1.97
6-902-160 TPG-D4.00-1.50-5-4 5 5 400 | 1.50 | 1.78
6-902-161 TPG-D5.00-1.50-6-4 6 6 5.00 | 1.50 6-999-394 |  6-999-400 6-999-274 6-999-585 | 0.860 | TPG/TPU-43
6-902-162 TPG-D6.00-2.00-7-4 7 7 6.00 | 2.00 | 2.48
6-902-163 TPG-D8.00-2.50-8-4 8 8 8.00 | 2.50
See next 2 pages for inserts
Piﬁrﬁutz[)t:r Description Torque Pi'ﬁ'ﬁupma::r Description
6-999-394 Shim 6-999-274 Insert Clamping Screw M8 x 1.0 L-18.0mm
6-999-400 Shim Screw 6-999-585 5mm Hex Wrench
6-999-270 Insert Clamping Screw M6 x 0.75 L-12.0mm 8Nm 290-ASEIZE-03 Thread Anti-Seize 3-gm pack
6-999-584 4mm Hex Wrench
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TP-90 Milling System

Cutting Tools

poalbit 90° Lead High Performance Carbide Inserts

Primary Applications TPMR-12 11° TPMR-13 11°

Steel
Y Stainless Steel
= Cast | Finishing to Fi
- ast Irons inishing to Fine i
=l Finishing Medium
— Non-Ferrous ~
E R R P
Heat Resistant
Alloys £ / 0?7_. 78
£ , & iy
& i -_ .
PVD Coated Uncoated i i [ o ':: 3 s
wislg|l®mlelg]R
Lo § § ‘E o § § § Cutting Edge/
Description GeometryCode | = |z | = |ZE| = | = | = Features Geometry iC S | R F
Utility w
TPMR 222-12 112-0743- 56 Top Fon -12
iy 0250 | 0125 | 04 | 0031 | -
ity w
TPMR 222-13 112-0744- 56 Top Fon -13
TPMR 321-12 112:0745- 68 e 13 0375 | 0125 | 06 | 0015 | -
Precision
TPGN 322 111-0426- 68 10| 02 | 09 Hat Top -
TPMR 322-12 112:0748- 02 e 12 0375 | 0125 | 06 | 0031 | -
Utility w
TPMR 322-13 112-0749- 68 Top Fon -13
TPGN 323 111-0427- 78 Fat1on - 0375 | 0125 | 06 | 0047 | -
TPKN 32 PDTR 111-0455- 68 86 Flatted Corner, R.H. T-Land
TPKN 1603 PDTR
TPKR 32 PDSR Flatted Comer, R.H 0375 | 0125 ) 06 1 0028 ) 0047
111-0476- 86 | T-Land & Hone
TPKR 1603 PDSR w Top Form
TPGN 432 111-0431- 56 FatTon - 0500 | 0.187 | 08 | 0031 | -
TPKR 43 PDSR Flat Corner
TPKR 2204 PDSR 111-0477- 86 with Top form | T-Land & Hone

Note: Additional TPGN, TPUN and TPMR inserts can be located in the Turning Insert section of the catalog, pages XXX
To order please use the geometry code plus the grade code

36 MILLING Customer Service ¢ +1-508-653-8897 * 844-869-8665 » www.tmxtools.com



’l"llﬁ 90° Lead Standard Carbide Inserts

TP-90 Milling System

Cutting Tools

QR Primary Applications
Steel
Stainless Steel
[
Cast Irons
Non-Ferrous ‘ ’ U
Heat Resistant T i
Alloys S 2
4 ] AP P .
Coated Uncoated
(=]
o e o i
] o o i
Description Geometry Code E Feature cué:':%ggge/ iC 3 | R F
TPGN 222 6-TPG-222 LA 2 5 Precision Flat Top
0.250 | 0.125 | 0.433 | 0.031 -
TPUN 222 6-TPU-222 LA 2 5 Utility
TPGN 322 6-TPG-322 LA 2 5 Precision Flat Top
TPMR 322 6-TPM-322 LA 2 5 Top Form 0.375 | 0.125 | 0.649 | 0.031 -
TPUN 322 6-TPU-322 LA 2 5 Utility
TPUN 323 6-TPU-323 LA 2 5 Utility 0.375 | 0.125 | 0.649 | 0.047 -
TPGN 324 6-TPG-34 LA 2 5 Precision Flat Top
0.375 | 0.125 | 0.649 | 0.062 -
TPUN 324 6-TPU-324 LA 2 5 Utility
TPGN 432 6-TPG-432 LA 2 5 Precision Flat Top
0.500 | 0.187 | 0.866 | 0.031 -
TPUN 432 6-TPU-432 LA 2 5 Utility
TPGN 433 6-TPG-433 LA 2 5 Precision Flat Top
0.500 | 0.187 | 0.866 | 0.047 -
TPUN 433 6-TPU-433 LA 2 5 Utility
TPGN 434 6-TPG-434 LA 5 Precision Flat Top
0.500 | 0.187 | 0.866 | 0.063 -
TPUN 434 6-TPU-434 LA 2 5 Utility
TPGN 436 6-TPG-436 LA 2 5 Precision Flat Top 0.500 | 0.187 | 0.866 | 0.094 -
TPGN 438 6-TPG-438 LA 2 5 Precision Flat Top 0.500 | 0.187 | 0.866 | 0.125 -
Flatted Corner
TPKR 43 PDTR 6-TPR-43 z wiTop Form T-LAND 0.500 | 0.187 | 0.866 - 0.047
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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Cutting Tools

TP-90 Milling Speeds

S———

TP-90 Milling System

Speed SFM (m/min)

PVD COATED (Increasing Toughness —>>)

CVD COATED (Increasing Toughness —>)

Material
w PH6215 PH6920 PH6125 TMX 30 PH6135 PH5125 (&)
2 (56) (68) (78) @ (86) (L8) (LA)
j Low Carbon Steels 550-680 520-620 590-980 490-590 300-500
E (170-210) (160-190) (180-300) (150-180) (90-150)
520-720 460-590 330-620 460-550 250-400
Alloy Steels
(160-200) (140-180) (100-190) (140-170) (75-120)
Tool Steels 460-620 420-520 130-360 390-490 200-300
(140-190) (130-160) (40-110) (120-150) (60-90)
. . 300-450 490-620
Ferritic and Martensitic (90-140) (150-190)
. 150-350 330-520
M Austenitic (50-110) | (100-160)
100-300 330-490
PH and Duplex (30-90) | (100-150)
490-750 590-780 590-780
Gray Iron Class 25-35 (130-230) (180-240) (180-240)
420-680 520-750 520-750
Cast Iron Class 45 (130-200) (160-230) (160-230)
Ductile Iron 230-520 330-520 330-520
(70-160) (100-160) (100-160)
Aluminum < 8% Si
Copper and Brass
Aluminum > 8% Si
Iron Based 100-200 100-160 100-160
(30-60) (30-50) (30-50)
. 70-230 70-200 70-200
Nickel and Cobalt Based (20-70) (20-60) (20-60)
Titanium Allovs 130-290 130-230 130-230
y (40-90) (40-70) (40-70)
Steels Rc> 50
Stainless Steels Rc > 45
Tool Steels RC > 50

M = Stainless Steel

K = Cast Iron N = Aluminum

38 MILLING

S = High-Temp Alloy

H = Hard Steel
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TP-90 Milling System

Cutting Tools
TP-90 Milling Speeds
Speed SFM (m/min) Feed ipt (mm/tooth)
. Geometry / Edge Preparation
. UNCOATED (Increasing Toughness —) (Increasing Toughness >)
Material g
PH0910 | PHO120 | PH0320 | PHO125 | PHO135 Q s Uncoated | FYD | VD =
(10) (02) (09) (15) (14) (¢ (©) Grades Grades Grades E
Low Carbon 290-390 200-300 150-280 250-400 ()}
Steels (90-120) (60-90) (50-85) (75-120)
Aloy Steels 200300 150250 | 100220 200300 | {0000 | 008015 | (0080101
(60-90) (50-80) (30-70) (60-90) ’ ’ ’ ’ ’ ’
150-250
Tool Steels (45-75)
Ferritic and 280-420 150-350 75-150
Martensitic (85-130) (50-110) (25-50)
0.002-0.004 | 0.003-0.005 | 0.003-0.005
. 210-390 120-300 50-125
M Austenitic (65-120) (40-90) (15-40) (0.05-0.10) (0.08-0.13) (0.08-0.13)
160-260 40-75
PH and Duplex (50-80) (10-25)
Gray Iron Class | 2630-3070 800-3000 160-260
25-35 (810-945) (250-920) (50-80)
Castlron | 1320-1530 800-1000 100-200 o(oogég?g)s %’g;gggf %’g;gggf
Class 45 (405-470) (250-310) (30-60) g . : . . .
Ductile Iron 800-930 300-700
(245-285) (90-220)
Aluminum 800-3000
< 8% Si (250-920)
Copper and 800-1000 O(OOgégg;)o
Brass (250-310) R
Aluminum > 300-700
8% Si (90-220)
Iron Based 50-100 40-80
(15-30) (10-25)
Nickeland w0 | a5 | 00020004 | oauzootg
Cobalt Based (10-25) (10-20) R R
- 45-90
Titanium Alloys (10-28)
Steels Re> 50
Stainless Steels
Rc > 45
Tool Steels RC
> 50

m M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel

TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING 39



Cutting Tools

S ———

PN-60 Milling System

U
2
=
—
=

MILLING

System Main Feature Insert Sizes Mill Type Diameters Number of Inserts
PN 60
10 Cutting edges per insert
Through Coolant Design
PNHX 11 FACE MILL 2.00 - 10.00 5-18
Arbor Mount
’lll:: PN-60 Face Mills
e 10 Cutting Edges per Insert
e Through Coolant Capability
¢ Mutiple Pitches Offered for Select Diameters
¢ Diameter Range: 2.0 to 10.0
od
nEly
| |
N ) ]
- +777 / ~
- /
Z —
K |
| [ |
@ Dc
T 1
@ Dc2
Part - Number | Effective ap Insert
Number PEETED of Inserts Teeth @bc e od @dg = Max Style
181-0557-00 PN60D2.00-A.750/1.75-05-11 5 5 2.00 2.36 0.75 1.77 1.75
181-0638-00 PN60D2.50-A1.00/1.75-05-11 5 5 2.50
2.86 1.00 2.21 1.75
181-0558-00 PN60D2.50-A1.00/1.75-06-11 6 6 2.50
181-0639-00 PN60D3.00-A1.00/2.00-06-11 6 6 3.00
3.36 1.00 2.21 2.00
181-0559-00 PN60D3.00-A1.00/2.00-08-11 8 8 3.00
181-0640-00 PN60D4.00-A1.25/2.00-07-11 7 7 4.00
4.36 1.25 2.87 2.00
181-0560-00 PN60D4.00-A1.25/2.00-10-11 10 10 4.00 0.197 PNHX 11
181-0641-00 PN60D5.00-A1.50/2.50-08-11 8 8 5.00 536 150 339 250
181-0561-00 PN60D5.00-A1.50/2.50-12-11 12 12 5.00 ) ' ) '
181-0642-00 PN60D6.00-A2.00/2.50U-10-11 10 10 6.00
6.36 2.00 4.88 2.50
181-0562-00 PN60D6.00-A2.00/2.50U-14-11 14 14 6.00
181-0563-00 PN60D8.00-A2.50/2.50U-16-11 16 16 8.00 8.36 2.50 5.51 2.50
181-0564-00 PN60D10.0-A2.50/2.50U-18-11 18 18 10.00 10.36 2.50 7.09 2.50
See next page for inserts
P: L.
Psa’:rl\?ursgesr Description Torque
290-0475-00 Insert Screw M4 X 0.7 L-11.0 mm 3.0Nm
290-0124-00 Driver (Torx T15)
290-0148-00 Key (Torx T15)
290-ASEIZE-03 | Thread Anti-Seize 3-gm pack

Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




Steel
Stainless Steel
Cast Irons

Non-Ferrous

Heat Resistant Alloys

pPalbi€ PNHX Inserts

Primary Applications

PN-60 Milling System

Cutting Tools

PVD Coated s
sle|le|g|slg|8|sg
CRE A AR
Description Geometry Code a|la|la|a|a|a|a|a Geometry iC S | F
PNHX 1105 ZNER 111-1374- D2 |G1|54|68|78|66]86]15 Hone 0650 | 0223 | 0.197 | 0.051
To order please use the geometry code plus the grade code
PN-60 Milling Speeds and Feeds
Speed SFM (m/min) Feed ipt (mm/tooth)
Material PVD COATED (Increasing Toughness —3) Geometry / Edge Preparation
9 9 (Increasing Toughness —)
PH6705 | PH7910 | PH6910 | PH6920 | PH6125 | PH6930 | PH6135 | PH6740 ZNER
620-780 | 590-750 | 550-680 | 520-620 | 490-590 | 490-590 | 420-520)
Low Carbon Steels (190-240) | (180-230) | (170-210) | (160-190) | (150-180) | (150-180) | (130-160)
Allov Steels 590-720 | 550-680 | 520-720 | 460-590 | 460-550 | 460-550 | 390-490 .006-0.011
y (180-220) | (170-210) | (160-200) | (140-180) | (140-170) | (140-170) | (120-150) (0.15-0.28)
Tool Steels 550-680 | 520-720 | 460-620 | 420-520 | 390-490 | 390-490 | 330-420
(170-210) | (160-200) | (140-190) | (130-160) | (120-150) | (120-150) | (100-130)
N » 490-620 460-550 390-490
Ferritic and Martensitic (150-190) (140-170) (120-150)
. 330-520 290-460 330-390 0.004-0.008
M Austenitic (100-160) (90-140) (100-120) (0.10-0.20)
330-490 260-420 260-360
PH and Duplex (100-150) (80-130) (80-110)
590-880 | 590-860 | 590-850 | 550-810 590-780
Gray Iron Class 25-35 | 380.770) | (180-265) | (180-260) | (170-250) (180-240)
550-830 | 550-700 | 490-680 | 490-680 520-750 0.005-0.014
Castlron Class 45 | 390,755) | (170-215) | (150-210) | (140-200) (160-230) (0.12-0.35)
) 420-630 | 290-630 | 290-620 | 260-590 330-520
Ductile Iron (130-195) | (90-195) | (90-190) | (80-180) (100-160)
Aluminum < 8% Si
Copper and Brass
Aluminum > 8% Si
100-200 | 100-200 | 100-160
Iron Based (3060) | (3060) | (30-50)
) 70-230 | 70-230 | 70-200 0.004-0.006
Nickel and Cobalt Based (20-70) (20-70) (20-60) (0.10-0.15)
- 130-290 | 130-290 | 130-230
Titanium Alloys (40-90) (40-90) (40-70)
Steels Rc> 50
Stainless Steels Rc > 45
Tool Steels RC > 50

P = Steel

M = Stainless Steel

K = Cast Iron

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

N = Aluminum

S = High-Temp Alloy

H = Hard Steel
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Cutting Tools

T—
SEH-45 Milling System

. . . . “Effective Teeth Number of In-
System Main Feature Insert Sizes Mill Type Diameters (# of Inserts)” —
SEH-45
General Purpose
Screw Down Insert Clamping SEHT 43 FACE MILL 2.00-6.00 4-8 4-8
’lll;# SEH-45 Face Mills
o Screw down inserts
o Maximum DOC 0.230 (5.8 mm)
o Utilizes Industry Standard Insert Styles
o Simple and Economical Set-up and Operation
e Diameter Range: 2 to 6
o g
H
. a
| &=
Part Number Description Number of Inserts | Effective Teeth D d H I\:gx Insert Style
6-963-020 SEH-D2.00-.750-4-4 4 4 2.00 075 158
6-963-025 SEH-D2.50-.750-5-4 5 5 2.50 ’ ’
6-963-030 SEH-D3.00-1.00-5-4 5 5 3.00 1.00 197 0230 SEHT 43
6-963-040 SEH-D4.00-1.25-6-4 6 6 4.00 1.25 ' ’
6-963-050 SEH-D5.00-1.50-7-4 7 7 5.00 1.50 548
6-963-060 SEH-D6.00-2.00-8-4 8 8 6.00 2.00 '
See next page for inserts
Psaﬁﬁu‘:ggz . Description Torque
6-998-5012 Insert Screw M5 x 0.8 L-12 mm 6Nm
290-ASEIZE-03 Thread Anti-Seize 3-gm pack
MILLING Customer Service * +1-508-653-8897 ¢ 844-869-8665  www.tmxtools.com




SEH-45 Milling

Cutting Tools

SEH-45 Inserts

Primary Applications

Steel

Stainless Steel

Cast Irons

Non-Ferrous

DNITIIIN

Heat Resistant

Alloys
TMX Palbit TMX
Coated Uncoated
3 Q| K| a | - -
A g e 2 e 2 g Cutting :
Description Geometry Code | & = = = = Edge Geometry iC S R F

SEGT 43 ALU 6-SEG-43 X Sharp ALU
0.500 | 0.187 0.01 0.08

SEHT 43 AFFN-X83 6-SEG-43T 2 Sharp -X83

SEHT 43 AFTN 111-0218- 78 86 T-Land

SEHT 43 AFSN 111-0217- 78 T-Land & Hone 0.500 | 0.187 | 0.010 | 0.110

SEKT 43 AFSN 111-0243- 78 86 T-Land & Hone

SEHT 13T3 AGSN 111-0559- 68 66 T-Land & Hone 0.526 | 0.156 - 0.079

To order please use the geometry code plus the grade code

TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING 43
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) SEH-45 Milling System

Cutting Tools

SEH-45 Speeds and Feeds

Speed SFM (m/min) Feed ipt (mm/tooth)
. PVD COATED VD Geometry / Edge Preparation (Increasing Toughness —>>)
g L (Increasing Toughness —>) COATED Uncoated (~<—— Decreasing Tool Pressure )
E TMX05 PH6125 PH6135 PH3125 Ho1 ALU AFFN - X83 AFTN AFSN
= Low Carbon Steels 520-620 490-590 390-490
E (160-190) | (150-180) | (120-150)
Allov Steels 460-590 460-550 290-390 0.005-0.008 0.005-0.008
Y (140-180) | (140-170) (90-120) (0.12-0.20) (0.12-0.20)
Tool Steels 420-520 390-490
(130-160) | (120-150)
- " 460-570 460-530 315-400
Ferritic and Martensitic (140-180) | (140-160) | (100-120)
. 290-480 290-440 170-350 0.005-0.008 0.005-0.008
M Austenitic (90-150) | (90-140) | (50-110) (0.12-0.20) | (0.12-0.20)
260-440 260-400 150-300
PH and Duplex (80-140) (80-120) (50-90)

Gray Iron Class 25-35

0.005-0.008 0.005-0.008

Cast Iron Class 45 (0.12-0.20) (0.12-0.20)
Ductile Iron
Aluminum < 8% Si (ggg?ggg) ?256%260105(;
Copper and Brass 590-1200 590-1000 | 0.004-0.012 | 0.004-0.012
(180-370) (180-305) (0.10-0.30) (0.10-0.30)
Aluminum > 8% Si (ﬁgg;g) (?ggggg)
Iron Based 188;8?
Nickel and Cobalt Based (72%2&0) Qoo?ggggf %)(1);8(2)8)8
Titanium Alloys 1(28%?
Steels Rc> 50
Stainless Steels Rc > 45
Tool Steels RC > 50
M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel
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SEK-45 Milling System

Cutting Tools
System Main Feature Insert Sizes Mill Type Diameters Number of Inserts
SEK-45
General Purpose and Heavy Duty with
replacable shim seat FACE MILL 1.50 - 4.00 3-6 g
Standard ANSI Inserts SEKN 42 I=
SEHN 42 -
Full Range of Diameters SEEN 42 =2
available ()
FACE MILL — HD 2.50-10.00 5-10

Jrmv  SEK-45 Face Mills

e Top Clamp Secured Inserts

e Maximum DOC 0.230 (5.8 mm)
e Heavy Duty Offered with Shim Seats
e Solid Insert for Increased Strength

e Diameter Range: 1.5 to 10

Part Number Description Number of Inserts | Effective Teeth D d H Insert Clamp Screw P/N ap Max Insert Style
6-923-001 SEK-D1.50-.750-3-4 3 3 1.50 | 0.75 | 2.09
6-923-002 SEK-D2.00-.750-4-4 4 4 200 | 075 | 1.89
6-923-003 SEK-D2.50-.750-5-4 5 5 250 | 0.75 1.58 0.240 SEA/SEK 42
6-923-004 SEK-D3.00-1.00-6-4 6 6 3.00 | 1.00 | 1.97
6-923-005 SEK-D4.00-1.25-6-4 6 6 4.00 1.25 1.97

See next page for inserts
Pi’::ﬁut:g:r Description Torque
6-999-250 Insert Screw M6 X 0.75 L-12.0 mm 10 Nm
6-999-251 Insert Screw M8 X 1.25 L -19.5mm 20 Nm
6-999-171 4 mm Hex Key
290-ASEIZE-03 | Thread Anti-Seize 3-gm pack

vz SEK-45 HD Face Mills
N:r?mrt:er Description o’\ml‘Lllrrg::s Ef‘lfzgcll\\,e = d i Il;i?':vs I:/r'r\:p Part Number Psahrlt"ll\llsxftrii‘{evr l\zgx Igts;:
6-924-001 SEK-D2.50-.750-5-4HD 5 5 2.50 0.75 1.58
6-924-002 SEK-D3.00-1.00-6-4HD 6 6 3.00 1.00 197
6-924-003 | SEK-D4.00-1.25-6-4HD 6 6 4.00 1.25
6-924-004 | SEK-D5.00-1.50-7-4HD 7 7 5.00 1.50 248 6-999-251 | 116-0153-23 | 6-999-400 | 0.230 | SEA/SEK 42
6-924-005 | SEK-D6.00-2.00-7-4HD 7 7 6.00 2.00
6-924-006 SEK-D8.00-2.50-8-4HD 8 8 8.00 250 248
6-924-010 | SEK-D10.00-2.50-10-4HD 10 10 10.00

See next page for inserts

Spare Parts Part Number Description Torque

116-0153-23 Shim Seat
6-999-400 Shim Screw M4 x 0.9 nla
6-999-251 Insert Screw M8 X 1.25 L -19.5mm 20 Nm
6-999-171 4 mm Hex Key
290-ASEIZE-03 Thread Anti-Seize 3-gm pack

TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING 45



Cutting Tools

>

TE——

SEK-45 Milling System

vz 45° Lead SEKN / SEKR High Performance Inserts

Primary Applications

Steel
O} Stainless Steel SEKN 12...
% Cast Irons
:' Non-Ferrous
E Heat Resistant
Alloys
PVD Coated Uncoated
n mn wn (=] (=] mn wn
- o m < o o~ o
m -— — ~ [=2] - m
L. U|lwvw | vl wv|wv o (=] .
Description Geometry Code C o B = = = = Features Geometry iC S F
SEKN 42 AFTN 111-0230- 78 15 17 Flat Top T-Land
SEKR 42 AFSN 111-0240- 86 Top Form T-Land & Hone 0.500 | 0.125 0.094
SEKN 42 AFSN 111-0228- Flat Top T-Land & Hone
SEKN 43 AFSN 111-0232- 78 | 86 Flat Top T-Land & Hone 0.500 | 0.187 0.094
SEKN 53 AFSN 111-0237- 78 | 86 Flat Top T-Land & Hone
SEKN 53 AFTN 111-0238- 78 | 86 Top Form T-Land & Hone 0.625 | 0.187 0.094
SEKR 53 AFSN 111-0759- Flat Top T-Land & Hone

To order please use the geometry code plus the grade code

»

sz 45° Lead SEAN / SEKN / SEKR Inserts

Primary Applications

Steel
Stainless Steel SEKN 12...
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
PVD Coated Uncoated
o
m
X s} S s} S
Description Geometry Code E Features Geometry iC S F
SEAN 42 AFN 6-SEA-42F LA 2 5 Hone
SEAN 42 AFTN 6-SEA-42T LA 2 5 T-Land
SEKN 42 AFN 6-SEK-42F LA 2 5 Flat Top Hone
6-SEK-42 T-Land
SEKN 42 AFTN 0.500 0.125 0.097
6-SEK-42T LA 2 5 T-Land
6-SER-42 T-Land
SEKR 42 AFTN Top Form
6-SER-42T H LA 2 5 T-Land
SEKN 42 AFSN 6-SEK-42S LA 2 5 Flat Top T-Land & Hone
SEAN 43 AFN 6-SEA-43F LA 2 5 Flat Top Hone
SEAN 43 AFTN 6-SEA-43T LA 2 5 Flat Top T-Land
SEKN 43 AFN 6-SEK-43F LA 2 5 Flat Top Hone 0.500 0.187 0.097
SEAN 43 AFTN 6-SEK-43T 2 5 Flat Top T-Land
SEKR 43 AFTN 6-SER-43T H LA 2 Top Form T-Land & Hone
SEAN 53 AFN 6-SEA-53F LA 2 5 Flat Top Hone
SEAN 53 AFTN 6-SEA-53T LA 2 5 Flat Top T-Land 0.625 0.187 0.097
SEKR 53 AFTN 6-SER-53T H 2 5 Top Form T-Land & Hone

To order please use the geometry code plus the grade code
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SEK-45 Milling System

Cutting Tools
SEK-45 Speeds
Speed SFM (m/min)
. . CVD COATED
Material PVD COATED (Increasing Toughness —>») (Increasing Toughness ) g
PHC315 C2 (H) PH6125 C5 (LA) TMX30 PH6135 PH3125 PH3225 PH3235 IE
Low Carbon Steels 520-620 300-500 590-980 490-590 390-490 390-490 290-390 E
(160-190) (90-150) (180-300) (150-180) (120-150) (120-150) (90-120) )
Allov Steels 460-590 250-400 330-620 460-550 290-390 290-390 200-300
Y (140-180) (75-120) (100-190) (140-170) (90-120) (90-120) (60-90)
Tool Steels 420-520 200-300 130-360 390-490
(130-160) (60-90) (40-110) (120-150)
. . 460-570 490-590 460-530 315-400 170-350 150-300
Ferritic and Martensitic (140-180) (150-180) (140-160) (100-120) (50-110) (50-90)
L 290-480 230-520 290-440 170-350 150-300 100-200
M Austenitic (90-150) (70-160) (90-140) (50-110) (50-90) (30-60)
260-440 290-420 260-400 150-300 100-200 75-150
PH and Duplex (80-140) (90-130) | (80-120) (50-90) (30-60) (25-50)
490-720 120-300 590-780
Gray Iron Class 25-35 (150-220) (40-90) (180-240)
500-760 110-290 520-750
Casthron Class 45| 155.735) | (30-60) (160-230)
Ductile Iron 370-550 330-520
(115-170) (100-160)
Aluminum < 8% Si
Copper and Brass
Aluminum > 8% Si
Iron Based 100-160 100-160
(30-50) (30-50)
. 70-200 70-200
Nickel and Cobalt Based (20-60) (20-60)
- 130-230 130-230
Titanium Alloys (40-70) (40-70)
Steels Re> 50
Stainless Steels Rc > 45
Tool Steels RC > 50
M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel
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) SEK-45 Milling System

Cutting Tools

SEK-45 Speeds and Feeds

Speed SFM (m/min) Feed ipt (mm/tooth)
Geometry / Edge Preparation (Increasing Toughness —3)
Material UNCOATED (Increasing Toughness —>»)
O (<€&—— Decreasing Tool Pressure )
% PHO125 PH0325 C2(2) C5 (5) AFN AFEN AFTN AFSN
—
— 200-300 250-400
E Low Carbon Steels (60-90) (75-120)
Allov Steels 150-250 200-300 0.004-0.012 0.004-0.012 0.004-0.012 0.004-0.012
¥ (50-80) (60-90) (0.10-0.30) (0.10-0.30) (0.10-0.30) (0.10-0.30)
Tool Steels 1&2%2?
Ferritic and Martensitic (7255__15500)
M Austenitic 50-125 0.004-0.012 0.004-0.012 0.004-0.012 0.004-0.012
(15-40) (0.10-0.30) (0.10-0.30) (0.10-0.30) (0.10-0.30)
PH and Duplex é‘g;g)
120-300 160-260
Gray Iron Class 25-35 (40-90) (50-80)
Cast Iron Class 45 110-290 100-200 0.004-0.012 0.004-0.012 0.004-0.012 0.004-0.012
(30-60) (30-60) (0.10-0.30) (0.10-0.30) (0.10-0.30) (0.10-0.30)
Ductile Iron
Aluminum < 8% Si ?205%_3;)20(3
Copper and Brass 800-1000 .004-.014
PP (250-310) (0.10-0.35)
Aluminum > 8% Si (3:(;)272%(;
Iron Based 50-100 40-80
(15-30) (10-25)
Nickel and Cobalt Based 40-80 40-75 0.004-0.012 0.004-0.012 0.004-0.012 0.004-0.012
(10-25) (10-20) (0.10-0.30) (0.10-0.30) (0.10-0.30) (0.10-0.30)
Titanium Alloys (?333)
Steels Re> 50
Stainless Steels Rc > 45
Tool Steels RC > 50
M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel
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SN-45 Milling System

Cutting Tools
System Main Feature Insert Sizes Mill Type Diameters Number of Inserts
SN-45
SNHX 12 06 FACE MILL 2.00 - 10.00 4-16 —
C
p=
(n)]

palbit SN-45 Face Mills

e 8-Cutting Edges per Insert

e Through Coolant Capable

e Strong, Secure Pocket

e 2 Pitches Offered for Every Diameter
. e Diameter Range: 2.0 to 10.0

pPalbit 45° Lead SN-45 Face Mills

Part Aoy Number | Effective ap Insert
Number LEDIEED of Inserts Teeth B e od @dg - Max Style
181-0728-00 SN45 D1.50-A.500/1.50-03-12 3 3 1.50 2.01 0.500 1.42 1.50
181-0488-00 SN45 D2.00-A.750/1.75-04-12 4 4 2.00 251 0.750 177
181-0627-00 SN45 D2.00-A.750/1.75-06-12 6 6 ' ' ' ' 1750
181-0489-00 SN45 D2.50-A1.00/1.75-06-12 6 6 '
2.50 3.01 1.000 2.21
181-0628-00 SN45 D2.50-A1.00/1.75-08-12 8 8
181-0490-00 SN45 D3.00-A1.00/2.00-07-12 7 7
3.00 3.51 1.000 2.21
181-0629-00 SN45 D3.00-A1.00/2.00-10-12 10 10 2,000
181-0491-00 SN45 D4.00-A1.25/2.00-08-12 8 8 4,00 451 1250 287 ' 0236 SNHX 12
181-0630-00 SN45 D4.00-A1.25/2.00-12-12 12 12 ’ ’ ' ’ '
181-0722-00 SN45 D5.00-A1.50/2.50-05-12 5 5 5.00 551 1500 339
181-0492-00 SN45 D5.00-A1.50/2.50-10-12 10 10 ’ ’ ' ’
181-0723-00 SN45 D6.00-A2.00/2.50U-07-12 7 7 6.00 6.51 2.000 4.88
181-0724-00 SN45 D8.00-A2.50/2.50U-09-12 9 9 2.500
8.00 8.51 2.500 5.51
181-0544-00 SN45 D8.00-A2.50/2.50U-14-12 14 14
181-0725-00 SN45 D10.0-A2.50/2.50U-11-12 1 "
10.00 10.51 2.500 7.09
181-0545-00 SN45 D10.0-A2.50/2.50U-16-12 16 16
See next page for inserts
Spare Parts Part Number Description Torque
290-0475-00 Insert Screw M4 X 0.7 L-11.0 mm 3.0Nm
290-0124-00 Driver (Torx T15)
290-0148-00 Key (Torx T15)
290-ASEIZE-03 Thread Anti-Seize 3-gm pack
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SN-45 Milling System

Cutting Tools

palbit SN-45 Inserts

Primary Applications

SNHX - LP SNHX- MP SNHX - MK SNHX - LN

Steel

Stainless Steel

Cast Irons

Non-Ferrous

U
2
=
—
=

Heat Resistant Alloys

PVD Coated ;\I,'\ll)

o o n o n o o

- o o m m < -

(=] (=2 - (=2 - ~ (=2

o o (-] o o o o

Description Geometry Code ZlElzElElElE] = Edge Prep | Geometry | iC S | R F
SNHX 1206 ANFN-LN 111-1504- 10 Sharp LN
SNHX 1206 ANEN-LP 111-1452- 54 {68 |78 |66 |86 Hone LP
0.500 | 0.250 | 0.366 | 0.031 | 0.079

SNHX 1206 ANEN-MK 111-1503- 54 | 68 66 Hone MK
SNHX 1206 ANSN-MP 111-1502- 54 | 68 66 | 86 T-Land & Hone MP

To order please use the geometry code plus the grade code
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SN-45 Milling System

Cutting Tools

SN-45 Speeds and Feeds

Speed SFM (m/min) Feed ipt (mm/tooth)

Geometry / Edge Preparation

Material PVD COATED (Increasing Toughness —>>) UNCOATED (Increasing Toughness —3)
(<€—Decreasing Tool Pressure )

PH6910 PH6920 PH6125 PH6930 PH6135 PH0910 ANFN-LN | ANEN-LP | ANEN-MK | ANSN - MP

590-750 550-680 520-620 490-590 490-590
(180-230) | (170-210) | (160-190) | (150-180) | (150-180)

DNITIIIN

Low Carbon Steels

Alloy Steels 550-680 | 520-720 | 460-590 | 460-550 | 460-550 0.004-0.014 0.004-0.014
Y (170-210) | (160-200) | (140-180) | (140-170) | (140-170) (0.10-0.35) (0.10-0.35)
Tool Steels 520-720 | 460-620 | 420-520 | 390-490 | 390-490
(160-200) | (140-190) | (130-160) | (120-150) | (120-150)
Feritic and 490-620 | 460-570 | 460-550 | 460-530
Martensitic (150-190) | (140-180) | (140-170) | (140-160)
iy 330-520 | 290-480 | 290-460 | 290-440 0.004-0.014 0.004-0.014
M Austenitic (100-160) | (90-150) | (90-140) | (90-140) (0.10-0.35) (0.10-0.35)
330-490 | 260-440 | 260-420 | 260-400
PH and Duplex (100-150) | (80-140) | (80-130) | (80-120)

Gray Iron Class 590-850 550-810 590-780 280-420
25-35 (180-260) | (170-250) (180-240) (85-130)
Cast Iron Class 45 490-680 490-680 520-750 210-390 0.004-0.016
(150-210) | (140-200) (160-230) (65-120) (0.10-0.040)
Ductile Iron 290-620 260-590 330-520 160-260
(90-190) (80-180) (100-160) (50-80)
. ) 2630-3070
Aluminum < 8% Si (810-945)

1320-1530 | 0.004-0.016

Copper and Brass (405-470) (0.10-0.40)

. . 800-930
Aluminum > 8% Si (245-285)
100-200 100-200 100-160
fron Based (30-60) | (30-60) | (30-50)
Nickel and Cobalt 70-230 70-230 70-200 0.004-0.016
Based (20-70) (20-70) (20-60) (0.10-0.40)
o 130-290 130-290 130-230
Titanium Alloys (40-90) (40-90) (40-70)
200-330
Steels Rc> 50 (60-100)
Stainless Steels 0.003-0.005
Rc > 45 (0.08-0.013)
Tool Steels RC
> 50
m M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel
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Cutting Tools

System Main Feature Insert Sizes Mill Type Diameters Num?:rrt;)f -
OFC
Economical 8-cutting edges per insert
Ramping Capability up to 4° OFMT 05 FACE MILL 2.00 - 4.00 4-7

Arbor Mount

U
2
=
—
=

OFC-43 Face Mills

® 43° Lead

e Economical 8-cutting Edges per Insert
e Ramping Capability up to 4°

e DOC up t0 0.140 (3.5 mm)

e Simple and Econimical to Use.

e Diameter range: 2.0 t0 4.0

pPalbit 43° Lead OFC Face Mills

52

Part Number Description Number of Inserts D d H a Insert Style
6-970-020 OFC-D2.00-.750-4-05 4
2.00 2.51 0.750 1.77
6-970-030 OFC-D3.00-1.00-5-05 5 OFMT 05
6-970-040 OFC-D4.00-1.25-7-05 7 2.50 3.01 1.000 2.21
Spare Parts Part Number Description Torque
6-998-4008M Screw M4 x 0.7 L - 8.4 3.4Nm
6-998-015 T-15 Wrench
290-ASEIZE-03 Thread Anti-Seize 3-gm pack
’lll:r OFMT, OFKR inserts
Primary Applications
Steel
Stainless Steel r
Cast Irons i 23
Non-Ferrous d l. ;dn
| i ?
Heat Resistant Alloys 1 i .25
PVD Coated TIN PVD LU il
o n o
2|5 = S
Description Geometry Code | E|E Geometry d t | r d1
OFMT 057305 TN 6-OFT-05T z LN 0.500 0.157 0.205 0.031 0.173
OFMT 070405 TN 6-0FT-070 z LP 0.709 0.189 0.291 0.031 0.228
OFKR 070405 TN-A1 111-1568- 68 | 78 SN 0.709 0.188 0.294 0.020 -

To order please use the geometry code plus the grade code
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OFC-43 Milling

Cutting Tools

OFC-43 Speeds and Feeds

Speed SFM (m/min) Feed ipt (mm/tooth)
Material PVD COATED Ge:::;:?;ég:ge 2
TMX30 N IE
Low Carbon Steels (?ggggg) GE\
Alloy Steels (?38?52;8) 0(00?282213)1
Tool Steels (14300131%(;
Ferritic and Martensitic (?gg?gg)
M Austenitic (27309_15620(; %Oo?ggg;?
PH and Duplex (29%014320(;
Gray Iron Class 25-35 (?gg;?lg)
Cast Iron Class 45 (‘1528;;8) (200(1)?8(5](2)?
Ductile Iron (?gg?ég)
Aluminum < 8% Si
Copper and Brass
Aluminum > 8% Si
Iron Based 1(28158;)
Nickel and Cobalt Based (72002690(; 0(00?28(2);?
Titanium Alloys 1(38%3?
Steels Rc> 50
Stainless Steels Rc > 45
Tool Steels RC > 50

m M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel
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Die & Mold RD-TORO Milling System

U
2
=
—
=

. . . . Number of Catalog
Main Feature Insert Sizes Mill Type Diameters Inserts Pages

RD...10 03 END MILL 1.00 2

Inserts Available In 10mm, END MILL 1.00-1.25 2-3

12mm and 16mm Sizes
RD...12 T3
FACE MILL 2.00-3.00 5-7
Anti-Rotation Top Clamp On all

Face Mills for 12 mm Insert

RD...16 04 FACE MILL 2.00 - 6.00 4-9

palbit RD TORO Mills

el

¢ End Mill and Face Mills
e Through Coolant Capabi

e Anti-Rotation Top Clamp On all Face Mills for 12 mm Insert

lity

e Inserts Available In 10 mm, 12 mm and 16 mm Sizes
e Diameter Range: 1.0 t0 6.0

- %

palbit RD-TORO End Mills

A Number |Effective Ramp | Shank Insert
Part Number Description of Inserts | Teeth @Dc2 @Dc ad L L1 Angle | Style ap Max style
181-0532-00 RD90 D1.00-W1.00/6.00-02-10 2 2 1.00 0.606 1.000 6.00 1.97 16 Weldon RD__10
181-0533-00 RD90 D1.00-W1.00/9.00-02-12 2 2 1.00 0.528 1.000 9.00 472 16 Weldon RD 12
181-0534-00 RD90 D1.25-W1.25/9.00-03-12 3 3 1.25 0.780 1.250 9.00 4.72 10 —

See page 56 for inserts

S Part -
Pa':tarl\?unibesr Description Torque
290-0199-00 Insert Screw M3.5X 0.6 L-7.7 mm 3.0Nm
290-0124-00 Driver (Torx T15)
290-0148-00 Key (Torx T15)
290-ASEIZE-03 | Thread Anti-Seize 3-gm pack

54 MILLING

Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




. Insert | Anti-Rotation
Part Number Description o'\f“::;:‘:s Ef.:g;:'l“'e @D | @Dc| @d | @dg | L 2‘:’"@ Screw Clamp Screw l\:gx I;\tselg
9% |part Number| Part Number Y
241-0535-00 | RD90 D2.00-A.750/1.75-05-12 5 200 [ 153]075 [ 177 [1.75 | 6.0
241-0536-00 | RD90 D2.50-A.750/1.75-06-12 6 250 | 2.03|075|1.77 | 1.75 | 3.7 |290-0199-00 | 290-0142-00 |0.236 | RD__12
241-0537-00 RD90 D3.00-A1.00/2.00-07-12 7 7 3.00 |2.53 | 1.00 | 221|200 3.0
See next page for inserts
S Part .
Parl’:llr\?una:b:r Description Torque
290-0199-00 Insert Screw M3.5 X 0.6 L-7.7 mm 3.0Nm
290-0124-00 Driver (Torx T15)
290-0148-00 | Key (Torx T15) o
d
290-ASEIZE-03| Thread Anti-Seize 3-gm pack .
S ZanwY I S J%(
albit RD-TORO Face Mil |
Palbi - ace Mills .
: Insert
L Number | Effective Ramp ap Insert
Part Number Description @D | ODc | @d | @dg L Screw
of Inserts | Teeth Angle Part Number Max Style
181-0538-00 RD90 D2.00-A.750/2.00-04-16 4 4 2.00 | 1.37 075 | 177 6.0
181-0539-00 RD90 D2.50-A.750/2.00-05-16 5 5 2.50 1.87 ' ' 200 5.0
181-0540-00 RD90 D3.00-A1.00/2.00-06-16 6 6 3.00 | 237 | 1.00 | 2.21 ' 4.0 990-0260-00 0314 RD 16
181-0541-00 RD90 D4.00-A1.25/2.00-07-16 7 7 400 | 337 1.25 2.87 2.8 ’ -
181-0542-00 RD90 D5.00-A1.50/2.50-08-16 8 8 5.00 | 437 | 1.50 | 3.39 250 2.2
181-0543-00 RD90 D6.00-A1.50/2.50U-09-16 9 9 6.00 | 5.37 1.50 | 3.94 ' 1.8
See next page for inserts
S Part .
Parl’:llr\?una:b:r Description Torque
290-0269-00 Insert Screw M3.5 X 0.6 L-7.7 mm 5.0Nm
290-0132-00 Key(Torx T20)
290-0149-00 Driver (Torx T20)
290-ASEIZE-03| Thread Anti-Seize 3-gm pack
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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Die & Mold RD-TORO Milling System

Cutting Tools

palbit RD-TORO Inserts

Primary Applications

Steel
O Stainless Steel
% Cast Irons
— Non-Ferrous
E Heat Resistant Alloys
PVD Coated
3 e I S a
8 8 8 o )
Description Geometry Code = P z P z Feature iC S
RDHW 1003 MOT 111-0087- 54 68 Flat T
o op 0.394 0.125
RDMW 1003 MOT 111-0549- 78 86 General Purpose
RDHT 1273 MOT 111-0083- 86 Top Form
RDHW 1273 MOT 111-0090- 64 54 68 Flat Top 0.472 0.156
RDMW 1273 MOT 111-0096- 68 78 86 General Purpose
RDHW 1604 MOT 111-0092- 54 68 Flat T
P 0630 0.187
RDMW 1604 MOT 111-0097- 68 86 General Purpose

To order please use the geometry code plus the grade code
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Die & Mold RD-TORO Milling System

Cutting Tools

RD-TORO Speeds and Feeds

Speed SFM (m/min) Feed ipt (mm/tooth)
Material PVD COATED (Increasing Toughness —>) Geometry / Edge Preparation g
PH6903 | PH6910 | PH6920 | PH6125 | PH6135 Insert Size T ﬁ
980-1140 | 590750 | 550-680 | 520-620 | 490-590 0.004-0.018 S
Low Carbon Steels | 300.350) | (180230) | (170210) | (160-190) | (150-180) 10 (0.10-0.45) E
Allov Stecls 810-1040 | 550-680 | 520720 | 460-590 | 460-550 o 0.002-0.019
y (250-320) | (170210) | (160-200) | (140-180) | (140-170) (0.10-0.49)
Tool Steels 810980 | 520720 | 460620 | 420520 | 390-490 o 0.004-0.020
(250-300) | (160-200) | (140-190) | (130-160) | (120-150) (0.10-0.50)
Ferritic and Martensitic ([gg?;g) 10 0,004.0.012
N 330-520 (0.10-0.30)
M Austenitic (100-160) 12
330490 0.004-0.014
PH and Duplex (100-150) 16 (0.10-035)
980-1140 | 590850 | 550-810 0.004-0.018
Graylron Class 2535 | 300.350) | (180-260) | (170-250) 10 (0.10-0.45)
8101040 | 490680 | 490-680 0.004-0.019
Castion Class 45| 950.320) | (150-210) | (140-200) 12 (0.10-0.49)
. 810980 | 290620 | 260-590 0.004-0.020
Ductile ron (250-300) | (90-190) | (80-180) 16 (0.10-0.50)
Aluminum < 8% Si
Copper and Brass
Aluminum > 8% Si
ron Based 100200 | 100200 | 100-160 o 0.003.0.008
(30-60) (30-60) (30-50) 0.08-0.20)
. 70-230 70-230 70-200 0.004-0.010
Nickel and Cobalt Based (20-70) (20-70) (20-60) 12 (0.10-0.25)
Tianium Allovs 130200 | 130290 | 130-230 , 0.002-0.012
Y (40-90) (40-90) (40-70) (0.10-0.30)
200330 | 200330
Steels Rc> 50 (60-100) (60-100) } 10
. 0.003-0.008
Stainless Steels Rc > 45 12 0.08-0.20)
Tool Steels RC > 50 16

H = Hard Steel

S = High-Temp Alloy

K = Cast Iron N = Aluminum

M = Stainless Steel
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Cutting Tools

Correction Factors for Copy Mills

Due to the large radius of Button style inserts, the feed rate
should be adjusted when the depth-of-cut (DOC) is less than
1/2 the insert diameter.

CF DOC = Correction Factor for the Depth of Cut
Ins Dia = Insert Diameter

Die & Mold RD-TORO Milling System

If the width-of-cut (WOC) is less than half the cutter diameter,
the feed rate should be adjusted. In some applications, both
factores should be applied.

Example: Cutter Diameter = 2" 241-0535-00 (5 flutes)

DOC = Depth of Cut WOC =0.125
DOC = 0.050
. . Insert Size 12 (0.472"
Feed Rate Correction Factor (CF) for DOC (inch) Desired|Feed r(ate - 0).006 ipt
DOC IS G From the table Feed Rate Correction Factor for DOC
(inch) 10 12 16 CFDOC = 1.62
0.394 0.472 0.630
1 n

0.010 3.18 3.47 4.00 B ppi TR Dig/DoC) From the table Feed Rate Correction Factor (CF) for WOC
0.025 2.05 2.23 2.56 (fns Din)_, CFWOC = 2.066

0.050 1.50 1.62 1.85 The corected Feed Rate is = 0.006 x 1.62 x 2.066

0.100 1.15 1.22 1.37 - 1 '—— ipt =0.020 ipt

0.150 1.03 1.07 1.17 \

0.200 101 107 ) |‘

0.250 1.02 7 voc /

0.300 1.00 : |

Feed Rate Correction Factor (CF) for WOC
X‘r’fc’,f) 0375 | 0500 | 0625 | 0750 | 1.00 125 1.50 2.00 2,50 3.00 4.00 5.00 6.00
0.025 2.004 2.294 2.552 2.785 3.203 3.571 3.906 4.500 5.025 5.500 6.344 7.089 7.762
0.050 1.471 1.667 1.843 2.004 2.294 2.552 2.785 3.203 3.57 3.906 4.500 5.025 5.500
0.075 1.250 1.400 1.539 1.667 1.898 2.105 2.294 2.632 2.931 3.203 3.686 4113 4,500
0.100 1.131 1.250 1.364 1.471 1.667 1.843 2.004 2.294 2.552 2.785 3.203 3.57 3.906
0.125 1.061 1.155 1.250 1.342 1.512 1.667 1.809 2.066 2.294 2.502 2.874 3.203 3.501
0.150 1.021 1.091 1.171 1.250 1.400 1.539 1.667 1.898 2.105 2.294 2.632 2.931 3.203
0.175 1.002 1.048 1.114 1.182 1.316 1.441 1.558 1.769 1.960 2.133 2.445 2.721 2.971
0.250 1.000 1.021 1.061 1.155 1.250 1.342 1.512 1.667 1.809 2.066 2.294 2.502
0.500 1.000 1.021 1.061 1.155 1.250 1.342 1.512 1.667 1.809
0.750 1.000 1.033 1.091 1.155 1.281 1.400 1.512
1.000 1.000 1.021 1.061 1.155 1.250 1.342
1.250 1.000 1.014 1.079 1.155 1.231
1.500 1.000 1.033 1.091 1.155
2.000 1.000 1.021 1.061
2.500 1.000 1.014
3.000 1.000
Cutter Ratation " jan
crwor - —1IWOCl —_ e e
2 J-W%t -1 P P
- < o —u O (Diameter}
" & " ‘ Chip Thickness
L -
|
Conventional Milling Climb Milling
Table Feed < JobleFeed
MILLING Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




Die & Mold SP-HI Feed Milling sttsm

Cutting Tools
. . . . Number of In-
System Main Feature Insert Sizes Mill Type Diameters -
SP-HI FEED
SPKT 08 T3
SPKW 08 T3 END MILL 0.75-1.50 2-5
Four Cutting Edges per Insert
Medium Duty

SPKT 13 03
SPKW 13 03 FACE MILL 2.00 - 4.00 4-6

palbit SP-H| Feed Mills

e Four Cutting Edges per Insert
e Available in both End Mill and Face Mill Styles
* Feed Rates up to 0.118 ipt (3.0 mm/t)
e Through Coolant Capable

“\‘-‘\N._

e Ramping

© Diameter Range: 1.0 to 4.0

[

palbit SP-HI Feed End Mills

e Number |Effective Ramp | Shank Insert
Part Number Description of Inserts | Teeth @Dc ad L L1 Rp Angle Style ap Max Style
181-0549-00 SP90D.750-W.750/5.00-02-08 2 2 0.75 0.750 5.00 2.76 3.0
181-0550-00 SP90D.750-W.750/8.00-02-08 2 2 0.75 0.750 8.00 433 3.0
181-0551-00 SP90D1.00-W1.00/5.00-03-08 3 3 1.00 1.000 5.00 2.84 2.0
181-0552-00 SP90D1.00-W1.00/8.00-03-08 3 3 1.00 1.000 8.00 4.84 0.071 2.0 Weld 0.047 SPKT/
181-0553-00 SP90D1.25-W1.25/6.00-04-08 4 4 1.25 1.250 6.00 3.54 ’ 1.5 edon ' SPKW-08
181-0554-00 SP90D1.25-W1.25/8.00-04-08 4 4 1.25 1.250 8.00 4.84 1.5
181-0555-00 SP90D1.50-W1.25/6.00-05-08 5 5 1.50 1.250 6.00 3.54 1.0
181-0556-00 SP90D1.50-W1.25/8.00-05-08 5 5 1.50 1.250 8.00 3.54 1.0
See next page for inserts
Pszg?ﬁupmagg 0 Description Torque
290-0091-00 Insert Screw M3 X 0.5 L-7.4 mm 1.4Nm
290-0257-00 Driver (Torx T9)
290-ASEIZE-03 | Thread Anti-Seize 3-gm pack
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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Die & Mold SP-HI Feed Milling System

Cutting Tools

P i . ®dg
palbit SP and SO Hi-Feed Face Mills Ny
L| I
w N\ =l i | ‘ /
Z — — ~
= 4 /
= ] P J ﬂ
|
@ De
s Number |Effective Ramp ap Insert
Part Number Description of Inserts | Teeth @Dc ad @dg L Rp Angle Mount Max Style
181-0495-00 SP90D2.00-A.750/1.75-04-13 4 4 2.00 0.75 1.77 1.75 0.098 1.5
181-0697-00 SP90D2.50-A1.00/1.75-05-13 5 5 2.50 1.00
181-0382.00 | SP90D2.50-A1.00/2.00-05-13 5 5 | 250 | 100 | 221 10| abor | 0079 |0
181-0381-00 SP90D3.00-A1.00/2.00-06-13 6 6 3.00 1.00 2.21 2.00 0.098 0.5
181-0696-00 SP90D4.00-A1.25/2.00-06-13 6 6 4.00 1.25 2.87 0.5
181-0739-00 S090 D2.50-A1.00/1.75-05-16 5 5 2.50 1.00 291 157 3.0
181-0740-00 5090 D3.00-A1.00/2.00-06-16 6 6 3.00 ' ’ ' 2.0
181-0741-00 S090 D4.00-A1.25/2.00-08-16 8 8 4.00 1.25 2.85 2.00 A77 1.5 Arbor 138 SOE-16
181-0742-00 5090 D5.00-A1.50/2.50-10-16 10 10 5.00 1.50 3.39 250 1.0
181-0743-00 S090 D6.00-A2.00/2.50-12-16 12 12 6.00 2.00 4.88 ' 0.5
SparﬁquaLt:rPart Description Torque
290-0475-00 Insert Screw M4 X 0.7 L-11.0mm 3.0Nm
290-0124-00 Driver (Torx T15)
290-ASEIZE-03 | Thread Anti-Seize 3-gm pack
pPalbit SP and SO Hi-Feed Inserts
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant Alloys
PVD Coated
2 2 .Y 0
2 2 S 5
Description Geometry Code z z z z Feature iC S F
SPKT 08T308-E 111-1314- 54 68 78 86 E 0.335 0.156 -
SPKT 130510-E 111-1195- 54 68 78 86 E 0.512 0.219 0.079
SPKW 08T308-E 111-1364- 54 68 E 0.335 0.156 -
SPKW 130510-E 111-1355- 68 E 0.512 0.219 0.079
SPKW 08T308-S 112-1227- 54 68 S 0.335 0.156 -
SPKW 130510-S 111-0888- 54 68 86 S 0.512 0.219 0.079
SOEW 160512 S 111-1907- 68 S 0.646 0.207 0.059

60
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To order please use the geometry code plus the grade code
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Die & Mold SP-HI Feed Milling System

Cutting Tools
SP-HI Feed Speeds and Feeds
Speed SFM (m/min) Feed ipt (mm/tooth)
. . Geometry / Edge Preparation
Material PVD COATED (Increasing Toughness —3) (Increasing Toughness —>) g
PH6910 PH6920 PH6125 PH6135 Insert Size E S E
590-750 550-680 520-620 490-590 -
Low Carbon Steels 08 0.012-0.059 0.012-0.059 p=
(180-230) (170-210) (160-190) (150-180) (0.30-1.50) (0.30-1.50) )
Alloy Steels 550-680 520-720 460-590 460-550
y (170-210) (160-200) (140-180) (140-170)
13 0.012-0.079 0.012-0.079
Tool Steels 520-720 460-620 420-520 390-490 (0.30-2.00) (0.30-2.00)
(160-200) (140-190) (130-160) (120-150)
. . 490-620
08 0.012-0.059 0.012-0.059
Ferritic and Martensitic (150-190)
" 330-520
13 0.30-1.50, 0.30-1.50,
M Austenitic (100-160) ( ) ( )
330-490 0.012-0.079 0.012-0.079
PH and Duplex (100-150) (0.30-2.00) (0.30-2.00)
590-850 550-810
_ 08 0.012-0.059 0.012-0.059
Gray Iron Class 25-35 (180-260) (170-250)
490-680 490-680
13 0.30-1.50, 0.30-1.50,
Cast Iron Class 45 (150.210) (140-200) ( ) ( )
Ductile | 290-620 260-590 0.012-0.079 0.012-0.079
uctile Iron (90-190) (80-180) (0.30-2.00) (0.30-2.00)
Aluminum < 8% Si
Copper and Brass
Aluminum > 8% Si
100-200 100-200 100-160 08 0.012-0.039 0.012-0.039
Iron Based (30-60) (30-60) (30-50)
. 70-230 70-230 70-200 13 0.30-1.00 0.30-1.00
Nickel and Cobalt Based | 5050 (20.70) (20-60) ( ) ( )
. 130-290 130-290 130-230 0.012-0.059 0.012-0.059
Titanium Alloys (40-90) (40-90) (40-70) (0.30-1.50) (0.30-1.50
200-330
Steels Re> 50 (60-100) }
) 0.003-0.008
Stainless Steels Rc > 45 (0.08-0.20)
Tool Steels RC > 50
m M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel

TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING 61
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Cutting Tools

Technical Data

Tolerance when setting with master insert

CNC Program - Corner Radius Definition

Insert Rp X b
SP... 08 T3 08 0.071 0.028 0.256
SP... 130510 0.098 0.046 0.416
WN... 12 07 - SP 0.138 -

|

i

—

TR |
|

(P2 RE

T

1
.

AR ——
Die & Mold SP-HI Feed Milling System

a° = max ramp angle utilizing full contact + internal corner radius

.)‘_,\!_ _h

@Dc ° @DHmin = 2Dc - 2b @DHmax = 2Dc - .079
0.750 0° - -
1.00 0° - -
1.25 1.5° 1.988 2.421
1.50 1° 2.488 2.921

Helical Interpolation

@Dc S DR Feed (f2)
0.750 0.38 0.080-0.216 0.003 -0.008
1.00 0.50 0.080-0.216 0.003 -0.008
1.25 0.63 0.080-0.216 0.003 -0.008
1.50 0.75 0.080-0.216 0.003 -0.008
2.00 1.00 0.080-0.216 0.003 -0.008
2.50 1.25 0.080-0.216 0.003 -0.008
3.00 1.50 0.080-0.216 0.003 -0.008
4.00 2.00 0.080-0.216 0.003 -0.008

Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




Die & Mold WN-HI Feed Milling System

Cutting Tools

System

Main Feature

Insert Sizes

Mill Type

Diameters

Number of Inserts

WN-HI FEED

Three Cutting Edges per Insert

Feed Rates up to 0.118 ipt
(3.0 mm/t)

WNMW 12 07

FACE MILL

2.00 - 4.00

palbit

WN-HI

Feed Mills

e Three Cutting Edges per Insert

e Insert Designed with Integral Shim

e Feed Rates up to 0.118 ipt (3.0 mm/t)
e Through Coolant Capable

* Ramping Capable

e Diameter Range: 2.0 t0 4.0

P d

@ Dc
palbit \WN-HI FEED Face Mills
i Number | Effective Ramp ap Insert
Part Number Description of Inserts| Teeth @Dc ad @dg L Angle Rp Max Style
181-0546-00 WN60 D2.00-A.750/1.75-03-12 3 3 2.00 0.75 1.77 1.5
181-0547-00 WN60 D2.50-A.750/1.75-04-12 4 4 2.50 0.75 1.77 1.75 09
181-0807-00 WN60 D2.50-A1.00/1.75-04-12 4 4 2.50 1.00 1.77 ’ 0138 | o071 |whmw 12
181-0548-00 WN60 D3.00-A1.00/2.00-05-12 5 5 3.00 1.00 2.28 0.8 ’ '
181-0729-00 WN60 D4.00-A1.25/2.00-05-12 5 5 4.00 1.00 2.87 2.00 0.5
181-0825-00 WN60 D4.00-A1.50/2.00-05-12 5 5 4.00 1.50 2.87 0.5
Part Number Clamping System
181-0837-00 WN60-D2.00-A.750/2.00-03-12 3 3 2.00 0.75 1.77 1.97 1.5
181-0838-00 WN60-D2.50-A1.00/2.00-04-12 4 4 2.50 1.00 2.21 2.00 0.9
0.138 | 0.071 | WNMW 12
181-0839-00 WN60-D3.00-A1.00/2.50-05-12 5 5 3.00 1.00 2.28 250 0.8
181-0840-00 WN60-D4.00-A1.50/2.50-05-12 5 5 4.00 1.50 2.87 ’ 0.5
Spare Parts Part Number Description Torque
290-0067-00 Insert Screw M4.5 X 0.75 L-14.0 mm 5.0Nm
290-0132-00 Driver (Torx T20)
290-ASEIZE-03 Thread Anti-Seize 3-gm pack
‘& Palbit WN-HI Feed Inserts
F/ Primary Applications R
Steel
Stainless Steel m ¢
Cast Irons
Non-Ferrous (\QQ O}/ )
Heat Resistant Alloys - -
PVD Coated ic s
S S < o
8 8 by 5
Description Geometry Code z z z z Geometry iC S | R
WNMW 1207-SP 112-1148- 54 | 68 | 78 | 86 0.472 0.187 0.469 0.079
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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Cutting Tools

WN-HI Feed Speeds and Feeds

Die & Mold WN-HI Feed Milling System

Speed SFM (m/min) Feed ipt (mm/tooth)
Material PVD COATED (Increasing Toughness —3) Geometry / Edge Preparation
(U) (Increasing Toughness —>)
% PH6910 PH6920 PH6125 PH6135 SP
— 590-750 550-680 520-620 490-590
= Low Carbon Steels (180-230) (170-210) (160-190) (150-180)
550-680 520-720 460-590 460-550 0.012-0.118
Alloy Steels (170-210) (160-200) (140-180) (140-170) (0.30-3.00)
520-720 460-620 420-520 390-490
Tool Steels (160-200) (140-190) (130-160) (120-150)
.. . 490-620
Ferritic and Martensitic (150-190)
. 330-520 0.012-0.039
M Austenitic (100-160) (0.30-1.00)
330-490
PH and Duplex (100-150)
590-850 550-810
Gray Iron Class 25-35 (180-260) (170-250)
490-680 490-680 0.012-0.118
CastIron Class 45 (150-210) (140-200) 0.30-3.00)
Ductile Iron 290-620 260-590
(90-190) (80-180)
Aluminum < 8% Si
Copper and Brass
Aluminum > 8% Si
100-200 100-200 100-160
Iron Based (30-60) (30-60) (30-50)
. 70-230 70-230 70-200 0.010-0.031
Nickel and Cobalt Based (20-70) (20-70) (20-60) (0.25-0.80)
o 130-290 130-290 130-230
Titanium Alloys (20-90) (40-90) (40-70)
200-330
Steels Rc> 50 (60-100)
. 0.003-0.008
Stainless Steels Rc > 45 0.08-0.20)
Tool Steels RC > 50

P = Steel

M = Stainless Steel

K = Cast Iron

64 MILLING
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N = Aluminum

S = High-Temp Alloy

H = Hard Steel




Cutting Tools

System Main Feature Insert Sizes Mill Type Diameters Nl;mber of
nserts
AP-90 / APX-90
Medium Duty

High Ramping RD...10 03 END MILL - INTEGRAL 1.00-2.50 2-6
Side Milling SHANK R-8 g
|=
TP-90 —
END MILL - INTEGRAL 1.00 ) =
90° Triangle Insert, Square Shoul- SHANK R-8 ’ (n)

< der Mills
3 Utilize Common TPG and TPU
(TPUN) Style insets END MILL - INTEGRAL i i
SHANK R-8 1.25-3.00 2-5

TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING 65
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) R8 Shank Tools

Cutting Tools

s AP-90 R8 Shank End Mills

o1\

= ]
- Insert Screw | Wrench
s Number | Effective Shank ap Insert
Part Number Description oD | od L | Part Part
of Inserts| Teeth Number Wil Style Max Style
6-941-105 APK-D1.00-R8-5.8-2-16 2 2 1.00 5.80 1.70
6-941-110 APK-D1.25-R8-5.8-3-16 3 3 1.25 5.80 1.70 | 6-998-4008M
6-941-115 APK-D1.50-R8-6.1-4-16 4 4 1.50 R8 | 6.00 2.00 6-998-015 R8 0.570 APKT16
6-941-120 APK-D2.00-R8-6.1-5-16 5 5 2.00 6.00 2.00 6-998-4011
6-941-125 APK-D2.50-R8-6.1-6-16 6 6 2.50 6.00 2.00
See next page for inserts
Spare Parts e
Part Number Description Torque
6-998-4008M Insert Screw M4 X 0.7 L-8.4 mm 3.0Nm
6-998-4011 Insert Screw M4 X 0.7 L-11.4mm 3.0Nm
6-998-015 Key (Torx T15)
290-ASEIZE-03 | Thread Anti-Seize 3-gm pack
= palbit APKT 16 Inserts
Primary Applications
Steel
Stainless Steel
Cast Irons
APKT-LN
Non-Ferrous i!
Heat Resistant ll
Alloys \,'E
S
PVD Coated
o n o n o mn
- o o m m
[=2] m =2} - [=2) -
Descripti GeometryCode | £ | £ | Z | Z | E| B Ly ic s L R F
escription eometryCode | = | Z | = | =2 | = | = Edge / Geometry
APKT 160408 PDER 111-1073- 54 78 86 Hone
0.372 0.210 0.629 0.631 0.069
APKT 160408 PDTR 111-0937- 86 T-Land
APKT 160416 PDFR 111-1049- 68 Hone
APKT 160416 PDER 111-1074- 68 Hone
0.372 0.210 0.629 0.629 0.047
APKT 160416 PDTR 111-0988- 78 T-Land
APKT 160416 PDSR 111-1050- 68 | 78 | 66 T-Land & Hone
APKT 160432 PDER 111-1075- 68 Hone
APKT 160432 PDTR 111-1051- 86 T-Land 0.372 0.210 0.629 0.126 -
APKT 160432 PDSR 111-1052- 68 | 78 86 T-Land & Hone

MILLING

To order please use the geometry code plus the grade code
Note: Additional Inserts available in AP90 Milling Section (pages XXX)
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Cutting Tools

myss  1P-90 R8 Shank End Mills
D R8
=7
=)
L
Insert |=
- Wrench
o Number | Effective Screw Shank | ap Insert —
Part Number Description of Inserts| Teeth D d L | Part Part style | Max Style >
Number
Number )
6-901-510 TPG-D1.00-R8-5.4-2-2 2 2 1.00 | 0949 | 538 1.33 6-999-262 | 6-999-583 | R8 0.437 | TPG/TPU-22
6-901-515 TPG-D1.25-R8-5.6-2-3 2 2 1.25 | 0.949 | 558 1.52 6-999-270
6-901-520 TPG-D1.50-R8-5.6-3-3 3 3 150 | 0.949 | 558 1.52 6-999-268
6-901-525 TPG-D1.75-R8-5.6-3-3 3 3 1.75
6-999-584 | R8 0.656 | TPG/TPU-32
6-901-530 TPG-D2.00-R8-5.6-3-3 3 3 2.00
0.949 | 5.8 1.52 6-999-270
6-901-535 TPG-D2.50-R8-5.6-4-3 4 4 2.50
6-901-540 TPG-D3.00-R8-5.6-5-3 5 5 3.00
See next page for inserts
Spare Parts A
Pa’:t Number Description Torque
6-999-262 Insert Clamping Screw M5 x 0.8 L-8.0 mm 6Nm
6-999-583 3 mm Hex Wrench
6-999-268 Insert Clamping Screw M6 x 0.75 L-8.0mm 8Nm
6-999-270 Insert Clamping Screw M6 x 0.75 L-12.0mm 8Nm
6-999-584 4 mm Hex Wrench

290-ASEIZE-03

Thread Anti-Seize 3-gm pack

Spare Parts .

Part Number Sets Available
6-901-5501 R8 End Mill Set, 1%in, 1%in, 2in
6-901-5505 R8 End Mill Set, 2in, 2%in, 3in

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

MILLING 67



U
2
=
—
=

68

Cutting Tools

S ———

R8 Shank Tools

poalbit 90° Lead High Performance Carbide Inserts

Steel

Stainless Steel
Cast Irons
Non-Ferrous

Heat Resistant

Primary Applications

TPMR-12

11°

Finishing to Fine

Finishing

TPMR-13

11°

Alloys £ D § d
MTCVD % i ®/ .'
Y| Loe W e Lo
PVD Coated Coated Uncoated potmped ol T,
el 8@ g gl 8|8
L § § 2| e = § = § Cutting Edge/ | .
Description GeometryCode | = | = | = | £ a x| a | a Features Geometry iC S | R F
Utility w
TPMR 222-12 112-0743- 56 Top Farm 12
iy 0.250{0.125| 0.4 {0.031] -
ity w
TPMR 222-13 112-0744- 56 Top Form -13
TPMR 321-12 112:0745- 68 e 13 0375[0125 0.6 [0.015| -
Precision
TPGN 322 111-0426- 68 10 | 02 | 09 Hat Top -
TPMR 322-12 112:0748- 02 e 12 0375[0125 0.6 [0.031| -
Utility w
TPMR 322-13 112-0749- 68 Top Farm -13
TPGN 323 111-0427- 78 Fat1on - 0375/0.125| 0.6 |0.047| -
TPKN 32 PDTR 111-0455- 68 86 Flatted Corner, R.H. T-Land
TPKN 1603 PDTR
TPKR 32 PDSR Flatted Comer, R.H 0375]0125] 06 10028 0.047
111-0476- 86 | T-Land & Hone
TPKR 1603 PDSR w Top Form
TPGN 432 111-0431- 56 FatTon - 0.500/0.187| 0.8 [0.031| -
TPKR 43 PDSR Flat Corner
TPKR 2204 PDSR 111-0477- 86 with Top Form | T-Land & Hone

MILLING

Note: Additional TPGN, TPUN and TPMR inserts can be located in the Turning Insert section of the catalog, pages XXX
To order please use the geometry code plus the grade code
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SFM calculated by RPM and Cutter Diameter

CUTTER DIAMETER

R8 Shank Toa!i

Cutting Tools

High Temp
Alloys

500 131 164
600 157 197
700 183 229
800 210 262
900 236 295
1000 262 328

852 1022 1192 1362 1703 2044
884 1061 1238 1415 1769 2122
917 1100 1284 1467 1834 2201
950 1140 1330 1520 1900 2279
983 1179 1376 1572 1965 2358
1015 1218 1421 1624 2031 2437
3200 838 1048 1258 1467 1677 2096 2515
3300 865 1081 1297 1513 1729 2162 2594

Stainless Steeld

Low Silicon Aluminum, Copper and Bra s

Example:

1.50 (6-941-115) diameter
cutter , 4-flute, with Grade
PH6920 (111-1073-68) to
machine Ductile Iron at 230
SFM, 0.004 ipt, 0.150 DOC

1. Select Speed for material
to be cut directly under cutter

diameter.

2. determine RPM.

Important Safety Notes:

Always follow machine tool manufacturer's recommendations. Estimating the power
required for machining should always be done prior to any machining to avoid
damaging the machine and/or personal injury. Always ensure that inserts are
properly seated and secured prior to spinning cutter to avoid inserts from becoming a
danger to equipment and personnel. Always utilize protective guarding - Hardened
tools may fracture during machining and become dangerous projectiles.

HP of the motor is not the same as HP at the spindle. Some loss of power due to
machine effeciency and general wear should be considered. A 2 HP machine will
have less than 2HP at the spindle.

HP est. =WOC x DOC x IPM x PF

WOC = Width of Cut (in)

DOC - Depth of Cut (in)

IPM= Inch Per Minute (Table speed in/min)

PF = Material Power Factor (see Chart HP(min/in3))

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

Material Power Factor HP(min/in3)
Aluminum 0.25
Brass 0.33
Brass - Hard 0.50
Bronze 0.71
Bronze - Hard 1.54
Cast Iron (<200BHN) 0.67
Cast Iron (>200BHN) 1.00
Ductile Iron 0.80
Steel (100 BHN) 1.25
Steel (150 BHN) 1.43
Steel (200 BHN) 1.54
Steel (250 BHN) 1.67
Steel (300 BHN) 1.82
Steel (400 BHN) 2.00
Stainless Steels 1.28
HTA 1.58

MILLING
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) R8 Shank Tools

Cutting Tools

Speeds by Grade

Speed SFM (m/min)
Uncoated
. CVD Coated p
. PVD COATED (Increasing Toughness —) . (Increasing
U] Material (Increasing Toughness —>») Toughness >)
2
= PH6910 PH6215 PH6315 PH6920 PH6125 PH6135 PH3125 PH3225 PH3235 PH0910 PHO0135
—
E Low Carbon 590-750 550-680 520-620 490-590 390-490 390-490 | 290-390 200-300
Steels (180-230) (170-210) | (160-190) | (150-180) | (120-150) | (120-150) | (90-120) (60-90)
Allov Steels 550-680 520-720 460-590 460-550 290-390 290-390 | 200-300 150-250
Y (170-210) (160-200) | (140-180) | (140-170) | (90-120) | (90-120) | (60-90) (50-80)
Tool Steels 520-720 460-620 420-520 390-490
(160-200) (140-190) | (130-160) | (120-150)
Ferritic and 300-450 490-620 315-400 170-350 | 150-300
Martensitic (90-140) (150-190) (100-120) | (50-110) (50-90)
M Austenitic 150-350 330-520 170-350 150-300 | 100-200
(50-110) (100-160) (50-110) (50-90) (30-60)
PH and Dublex 100-300 330-490 150-300 100-200 75-150
P (30-90) (100-150) (50-90) | (30-60) | (25-50)
Gray Iron Class | 590-850 490-850 490-750 280-420
25-35 (180-260) (150-260) | (130-230) (85-130)
Cast Iron Class | 490-680 490-720 420-680 210-390
45 (150-210) (150-220) | (130-200) (65-120)
Ductile Iron 290-620 260-590 230-520 160-260
(90-190) (80-180) (70-160) (50-80)
Aluminum 2630-3070
< 8% Si (810-945)
Copper and 1320-1530
Brass (405-470)
Aluminum 800-930
> 8% Si (245-285)
Iron Based 100-200 100-200 100-160
(30-60) (30-60) (30-50)
Nickel and 70-230 70-230 70-200
Cobalt Based (20-70) (20-70) (20-60)
Titanium Allovs 130-290 130-290 130-230
Y1 (40-90) (40-90) | (40-70)
Steels Rc> 50
Stainless Steels
Rc>45
Tool Steels RC
>50
M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel
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R8 Shank Tools

e
Cutting Tools

Feeds by Insert Style and Edge Preparation

Feed ipt (mm/tooth)
Geometry / Edge Preparation (Increasing Toughness —>)

Material g
TPG/TPU | TPG/TPUPVD | TPG/TPUCVD | ppyr1604 | APKT1604 | APKT1604 | APKT1604 | APKT 1604 -
dgeeizs SomiiE SomiE PDFR-AL PDFR(X) PDER(X) PDTR(X) PDSR(X) —

Grades Grades Grades =2
()]
Low Carbon Steels
Alloy Steels 0.002-0.005 0.003-0.006 0.003-0.004 0.003-0.012 0.004-0.012 0.004-0.012
Y (0.05-0.13) (0.08-0.15) (0.08-0.10) (0.07-0.25) (0.10-0.25) (0.10-0.25)
Tool Steels
Ferritic and
Martensitic
M Austenitic 0.002-0.004 0.003-0.005 0.003-0.005 0.002-0.004 0.003-0.004 0.003-0.006 0.004-0.008
(0.05-0.10) (0.08-0.13) (0.08-0.13) (0.05-0.10) (0.07-0.10) (0.08-0.15) (0.10-0.20)
PH and Duplex
Gray Iron Class 25-35
Cast Iron Class 45 0.002-0.005 0.003-0.008 0.003-0.008 0.003-0.012 0.004-0.012 0.004-0.012
(0.05-0.13) (0.08-0.20) (0.08-0.20) (0.07-0.25) (0.10-0.25) (0.10-0.25)
Ductile Iron
Aluminum
<8%Si
Copoer and Brass 0.002-0.010 0.004-0.013
PP (0.05-0.25) (0.10-0.33)
Aluminum
> 8% Si
Iron Based
Nickel and 0.002-0.004 0.002-0.006 0.003-0.004 0.003-0.006 0.004-0.008
Cobalt Based (0.05-0.10) (0.05-0.15) (0.07-0.10) (0.08-0.15) (0.1-0.20)
Titanium Alloys
Steels Rc> 50
Stainless Steels Rc
> 45
Tool Steels RC > 50
M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel
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Uti ity Milling Inserts

Cutting Tools

> Negative Square Utility Inserts, SNGN/SNUN

Primary Applications

Steel
Stainless Steel
Y
=2 Cast Irons
j Non-Ferrous
E Heat Resistant
Alloys SHUN
T™MX
cvD Uncoated
Increasing Toughness | Increasing Toughness
—_— —_— Rotighing 1o Mediim
= =
[ [ 3] 10 i
Description Geometry Code B o) g v Application Feiﬁd(:]ﬁi - D(()nfr;)m
SNGN 421 0.002-0.010 0.008-0.177
SNGN 120304 6-SNG-421 LA 2 > Flat-Top (0.05-0.25) (0.20-4.5)
To order please use the geometry code plus the grade code
TMX
CVD Uncoated
Increasing Toughness | Increasing Toughness
—> —>
Z E o~ n
[ (= :
Description Geometry Code o ) Y Y Application Feiid(x:)e - D?rr?n-l)m
SNGN 422 0.003-0.015 0.008-0.177
SNGN 120308 6-5NG-422 LA 2 > Flat-Top (0.08-0.38) (0.20-4.5)

To order please use the geometry code plus the grade code
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Utility Milling In

Cutting Tools
Negative Square Utility Inserts, SNGN/SNUN (continued)
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys SNUN
TMX Palbit TMX
cvD PVD Coated Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
—_ —_— —_— Rotighing to Meditim
= = S @ 8
L = = 5 5 S (b] ] I Feed Rate - DOC-in
Description Geometry Code o ] z x z Application in (mm) (mm)
6-SNG-433 LA 2 5
SNGN 433 Flat-To 0.003-0.018 0.008-0.197
SNGN 120412 P (0.08-0.46) (0.20-5.0)
112-0544- 78 86
To order please use the geometry code plus the grade code
TMX Palbit TMX
CcvD PVD Coated Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
—> —> —>
= =z ] a 8
L = = 5 5 S o] 9] _ Feed Rate - DOC - in
Description Geometry Code b 3] T T T Application in (mm) (mm)
6-SNG-434 LA 2 5
SNUN 434 Flat-To 0.006-0.024 0.008-0.197
SNUN 120416 P (0.15-0.60) (0.20-5.0)
112-0547- 86
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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Cutting Tools

S———

Utility Milling Inserts

Negative Square Utility Inserts, SNGN/SNUN (continued)

Steel

Stainless Steel

Cast Irons
Non-Ferrous

Heat Resistant

Primary Applications

Alloys
T™MX Palbit TMX
cvD PVD Coated Uncoated
Increasing Toughness | Increasing Toughness | Increasing Toughness
—_ —_ Roughindg 16 Mediurm
Z Z S
(= [= - (o] n .
Description Geometry Code B ) E Y Y Application Fei‘:‘d(";":s - D(()nf n")'"
6-SNG-632 LA 2 5
SNUN 632 Flat-To 0.006-0.020 0.118-0.394
SNUN 190408 P (0.15-0.50) (3.00-10.0)
112-0553- 78
To order please use the geometry code plus the grade code
T™MX Palbit T™MX
CcvD PVD Coated Uncoated
Increasing Toughness | Increasing Toughness | Increasing Toughness
—> —
= = Y
(= (= - o~ n .
Description | Geometry Code 5 o) ? Y v Application Fﬁ?‘d(sl?;‘; - D?rsr;)m
SNGN 633 0.009-0.031 0.118-0.394
SNGN 1904012 | OSNG633 LA 2 > Flat-Top (0.25-0.80) (3.00-10.0)
To order please use the geometry code plus the grade code
T™MX Palbit T™MX
CcVvD PVD Coated Uncoated
Increasing Toughness | Increasing Toughness | Increasing Toughness
—> —> —>
= Z 2
= = -— o~ [Te) B
Description | Geometry Code B @ i © Y Application Feif‘d(x:‘)* - D?nfn")'"
SNGN 634 0.012-0.031 0.118-0.39%4
SNGN 1904016 | 6SNG634 LA 2 > Flat-Top (0.30-1.07) (3.00-10.0)

To order please use the geometry code plus the grade code
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Utility Milling Inserts
e ——

Cutting Tools
Positive Square Utility Inserts, SPGN/SPUN
\ / Primary Applications
. %
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
TMX Palbit TMX
CvD PVD Uncoated
Increasing Toughness | Increasing Toughness | Increasing Toughness
—>
= =z S
(= (= - (o] n .
Description | Geometry Code o B % Y Y Application Fei(:‘d(xrts - D(('.)"(‘Z"—‘)ln
SPUN 321 0.003-0.009 0.009-0.079
SPUN 090304 6-5PG-321 LA 2 > FlatTop | GROUND (0.08-0.23) (0.25-2.00)
To order please use the geometry code plus the grade code
TMX Palbit TMX
cvD PVD Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
—>
= Z S
= = -— ~ [Te) q
Description Geometry Code ] 9 i b Y Application Feif‘d(:?rt:)e - D?nfr;)m
SPGN 322 0.003-0.010 0.009-0.118
spGN 090308 | OSP6322 LA 2 > FlatTop | GROUND | (4 5g .25 (0.25-3.00)
To order please use the geometry code plus the grade code
TMX Palbit TMX
CvD PVD Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
—>
= Z S
= = - ~N n q
Description | Geometry Code | O 3} % b v Application Fei(re\d(:?-rt:)e - D?n$n:)ln
SPGN 421 0.003-0.010 0.009-0.157
sPGN 120304 |  OSPOA2T LA 2 > FlatTop | GROUND | (4 5g 75 (0.25-4.00)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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Cutting Tools

S —
Utility Milling Inserts

Positive Square Utility Inserts, SPGN/SPUN (continued)

Steel
Stainless Steel
Cast Irons
Non-Ferrous

Heat Resistant

Primary Applications

Alloys
TMX Palbit TMX Palbit
CVvD PVD Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
—_—> —_—> e
z | z|8l8/8/ 8|8 g
= = - — o~ n q
Description Geometry Code S ] E E % E % g % Application Fei?‘d(;?s - D?nfr;)m
6-SPG-422 LA 2 5
SPGN 422 Flat GROUND 0.003-0.015 | 0.020-0.157
SPGN 120308 Top (0.08-0.38) | (0.50-4.00)
111-0300-
6-SPU-422 LA 2 5
GENERAL
SPUN 422 Lc‘:]'?g PURPOSE TOP %)g;gg;; %)ég%g;
SPUN 120308 p FORM . . . X
112-0581- 78 07 09

To order please use the geometry code plus the grade code
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Utility Milling Inserts

Cutting Tools
Positive Square Utility Inserts, SPGN/SPUN (continued)
- / Primary Applications
. Steel
Stainless Steel g
Cast Irons —
—
Non-Ferrous -
Heat Resistant Gz’
Alloys
TMX TMX
CcvD PVD Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
— — —
S-S - T - " A
Description | Geometry Code o B g ? % Y Y Application Fei‘:ld(:‘?:‘; - D(()nfr;)'"
SPGN 423
SPGN 120312 6-SPG-423 LA 2 5 Flat Top GROUND
6-SPU-423 LA 2 0.006-0.018 | 0.020-0.157
GENERAL
SPUN 423 . (0.16-0.46) (0.50-4.00)
Long Chip | PURPOSE TOP
SPUN 120312 FORM
112-0583- 78 86
To order please use the geometry code plus the grade code
TMX TMX
CcvD PVD Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
— — —
EIE|E B8 5| s
Description | Geometry Code o S ? ? % © C Application Fei?\d(r':;t\? - D(()n(]:r;)m
SPGN 424
SPGN 120316 ORG24 LA 2 5 FlatTop | GROUND
0.008-0.020 | 0.020-0.118
GENERAL (0.20-0.50) (0.50-3.00)
gggm ?53316 112-0926- 78 Long Chip PURPOSE
TOP FORM
To order please use the geometry code plus the grade code
TMX TMX
cvD PVD Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
—_—> —_—> —_—>
= = S a §
- ke = ) ) 3 (b] 9] o Feed Rate- | DOC-in
Description Geometry Code o ] z z z Application M e
SPGN 432
SPGN 120408 6-SPG-432 LA 2 5 Flat Top GROUND
0.003-0.018 | 0.020-0.197
GENERAL (0.08-0.46) (0.50-5.00)
N2 0g | EsPUa2 LA 2 5 | LongChip | PURPOSE
TOP FORM
To order please use the geometry code plus the grade code
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Utility Milling Inserts

Cutting Tools

Positive Square Utility Inserts, SPGN/SPUN (continued)

Primary Applications

Steel
U] Stainless Steel
Z Cast Irons
j Non-Ferrous
E Heat Resistant
Alloys
TMX Palbit T™MX Palbit
CVD PVD Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
—> —> —>
z | z 8 g SAEIEAR:

. = = o S| 0|8 8|38 8 _ Feed Rate - | DOC-in
Description Geometry Code o 4] T z T ||| Z Application T, )
SPGN 433 Flat 0.006-0.018 |0.020-0.197
SPGN 120412 6-5PG-433 LA 215 Top GROUND | 16-0.46) | (0.50-5.00)

To order please use the geometry code plus the grade code
TMX Palbit T™MX | Palbit
CVD PVD Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
—> e
z| g 8 |8yl |Bl8|8|E

. = = o S| 0|8 |S8|a|g]| s _ Feed Rate - | DOC-in
Description Geometry Code o 4] T z T ||| Z Application T, )
SPGN 434 Flat 0.008-0.020 (0.020-0.197
SPGN 120416 6-5PG-434 LA 215 Top GROUND |9 20-0.50) | (0.50-5.00)

To order please use the geometry code plus the grade code
TMX Palbit TMX | Palbit
cvD PVD Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
—> —> —>
=l 2| 8 |8lols|8|8l8E
. = = % 2| 0|8 |8|s|e| 3 Feed Rate-| DOC-in
o~ n f .
Description Geometry Code o 4] T I T | E| X Application i T
SPGN 533 Flat
SPGN 150412 RS R LA 2|5 Tog | cROUND
0.006-0.018 |0.020-0.197
6-SPU-533 LA 2 5
SPUN 533 Long GENERAL (0.16-0.46) | (0.50-5.00)
. PURPOSE
SPUN 150412 Chip | 1op ForRM
112-0595- 86 15

78

To order please use the geometry code plus the grade code
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Utility Milling Inserts
e ——

Cutting Tools
Positive Square Utility Inserts, SPGN/SPUN (continued)
'\,ﬁ_ / Primary Applications
3 Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
TMX Palbit TMX Palbit
cvD PVD Uncoated
Increasing Tough Increasing Tough Increasing Toughness
—_—> e —>
z | =z B 5 Sla|gla
. = = o S| 0|8 8|38 8 _ Feed Rate - | DOC-in
Description Geometry Code o 4] T T T || E|Z Application T ) i)
SPGN 632 Flat
SPGN 190408 CRICE e LA 2|5 Top | GROUND
0.003-0.018 |0.020-0.197
SPUN 632 o5PU-632 o 2] Long | GENERAL | (0.08-0.46) | (0.50-5.00)
SPUN 150408 C?:i]g PURPOSE
112-0597- 86 TOP FORM
To order please use the geometry code plus the grade code
™X Palbit ™X | Palbit
cvD PVD Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
=l 2| &8 |[8|s|olB|E|8|E
o © 2| 0|0 ||| o] e o Feed Rate-| DOC-in
Description Geometry Code b 4] T I T T T T Application ) e
SPGN 633 Flat
SPGN 190412 FHRGEE LA 2 Top | SROUND
6-SPU-633 LA 2 5 0.006-0.018 {0.020-0.197
SPUN 633 Long gﬁ';ggg‘é (0.16-0.46) | (0.50-5.00)
SPUN 150412 Chip | 1op ForM
112-0598- 86 14
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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Cutting Tools

.
v Steel

Stainless Steel

ility Milling Inserts

Primary Applications

Positive Square Utility Inserts, SPGN/SPUN (continued)

Y
=2 Cast Irons
j Non-Ferrous
E Heat Resistant
Alloys
TMX
cvD Uncoated
Increasing Toughness Increasing Toughness
= =
(= (= o n .
N o~ o o ¥ - Feed Rate - DOC-in
Description Geometry Code o 4] Application in (mm) (mm)
SPGN 634
SPGN 190416 6-SPG-634 LA 2 5 Flat Top GROUND
0.008-0.020 0.020-0.197
SPUN 634 GENERAL PURPOSE 020030 030500
SPUN 150416 6-SPU-634 LA Long Chip TOP FORM

To order please use the geometry code plus the grade code
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Utility MiI%

Cutting Tools

Positive Square Utility Inserts, SDNT

Primary Applications

Steel
Stainless Steel

Cast Irons

\
5

Non-Ferrous

DNITIIIN

Heat Resistant Alloys

/
e .

Palbit ~
PVD .
Increasing Toughness ic S
—>
o n n (=]
g | &1 2| 8
Description Geometry Code ? ? ? ? Geometry iC S | R F
SDNT 322
SDNT 090308 111-0204- 78 Top Form 0.375 0.125 0.650 0.031 -

To order please use the geometry code plus the grade code

o .
H 90° Lead Standard Carbide 5
! -:,___};___\ : - R 7
- Primary Applications PE—
Coated Uncoated K\ ]
Steel — C > |
Stainless Steel KJ |
\ Y ~—
Cast Irons
Non-Ferrous iC S
TMX
= =
Description Geometry Code = = O ] iC S | R
(8] (]
SPMT 32.51 6-SPMT-3251 0.016
0.250 0.156 0.375
SPMT 32.52 6-SPMT-3252 H LA 2 5 0.031
SPMT 431 6-SPMT-431 H LA 2 5 0.016
0.375 0.187 0.500
SPMT 432 6-SPMT-432 H LA 2 5 0.031

To order please use the geometry code plus the grade code
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Utility Milling Inserts

Cutting Tools

Positive Triangular Utility Inserts, TPKN

Primary Applications

Steel
g Stainless Steel .
— Cast Irons
—
— Non-Ferrous B
E Heat Resistant Alloys / L
—
. OO
Palbit v s
PVD
Increasing Toughness I
(=] mn n (=]
o (o] m <
s 3 by o ) .
Description Geometry Code I T I T Geometry iC S | R F
o [-% o [-%
TPKN 32 PDTR
TPKN 1603 PDTR 111-0455- 68 T-Land 0.375 0.125 0.650 0.028 0.047
To order please use the geometry code plus the grade code
Palbit
PVD
Increasing Toughness
e
S S 0 g
s 3 o o 5 -
Description Geometry Code 52 e 52 e Geometry iC S | R F
o o o o
TPKN 43 PDSR T-Land &
TPKN 2204 PDSR 111-0467- 15 Hone 0.500 0.187 0.866 0.020 0.067

To order please use the geometry code plus the grade code

Positive Triangular Utility Inserts, TPGN/TPUN/TPMR

"1 Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat
Resistant
Alloys
TMX
cvD Uncoated
Increasing Toughness Increasing Toughness
—> —>
= =
. Geometry o~ L= b} S _— Feed Rate - DOC-in
Description Code B} 5 Application in (mm) (mm)
TPGN 221 0.003-0.009 0.009-0.079
TPGN 110304 6-TPG-221 LA 2 > Flat Top GROUND (0080.23) (0.252.00)
TPUN 221 0.003-0.009 0.009-0.079
TPUN 110304 6-TPU-221 LA 2 > Flat Top umury (0.08-0.23) (0.25-2.00)
TPMR 221 . 0.003-0.009 0.009-0.079
TPMR 110304 6-TPM-221 LA 2 5 Short Chip FINISHING (0.08:0.23) 0.25-2.00)

To order please use the geometry code plus the grade code
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Steel
Stainless Steel
Cast Irons

Non-Ferrous

Utility Milling |

Cutting Tools

Positive Triangular Utility Inserts, TPGN/TPUN/TPMR (continued)

Primary Applications

Heat
Resistant
Alloys
T™MX Palbit T™MX
CcvD PVD Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
—_— —> — >
. Geometry 5 = () 9] _ Feed Rate — DOC - in
Description Code o 8 = Application in (mm) (mm)
TPGN 222
TPGN 110308 6-TPG-222 2 5 Flat Top GROUND
TPUN 222
6-TPU-222 LA 2 5 Flat Top UTILITY
TPUN 110308 0.003-0.009 0.009-0.079
TPMR 222 ) (0.08-0.23) (0.25-2.00)
TPMR 110308 112-0743- 56 Short Chip | FINISHING
TPMR 222-13 . GENERAL
TPMR 110308-13 112-0744- 56 Short Chip PURPOSE
To order please use the geometry code plus the grade code
T™X Palbit T™X
CcvD PVD Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
—> e
= z s
- Geometry 5 = 1] O S . Feed Rate - DOC - in
Description Code o S T Application in (mm) (mm)
TPGN 320 0.003-0.009 0.009-0.079
TPGN 160300 6-TPG-320 LA 2 5 Flat Top GROUND 0.08.0.23) 0.25-2.00)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING
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Cutting Tools

——
Utility Milling Inserts

Positive Triangular Utility Inserts, TPGN/TPUN/TPMR (continued)

Non-Ferrous

Primary Applications
Steel
Stainless Steel -- -n- ------
Cast Irons

Heat
Resistant
Alloys
T™X Palbit T™X Palbit
cvD PVD Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
—> e —_—>
Z z |8|8|18]18|8 S
I Geometry IS Sl 8|8|0|8 || - Feed Rate - DOC-in
Description Code g 9] =22 2] E |z Application in (mm) (mm)
TPGN 321 6-TPG-321 LA 2 5
Flat Top
TPGN 160304 GROUND
111-0425- 08 | 10 02
TPUN 321 6-TPU-321 LA 2 5
0.003-0.009 0.009-0.079
TPUN 160304 FlatTop | umumY (008-0.23) (025-2.00)
112-0765- 68 78
TPMR 321 6-TPM-321 LA 2 5
TPMR 160304 Short Chip FINISHING
112-0745- 68

MILLING
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Utility Milling |

Cutting Tools

Positive Triangular Utility Inserts, TPGN/TPUN/TPMR (continued)

Steel

Stainless Steel

Cast Irons I=
Non-Ferrous :
Heat =
Resistant m
Alloys
TMX Palbit TMX Palbit
cvD PVD Uncoated
Increasing Toughness | Increasing Toughness Increasing Toughness
e e e
z |z g | glslqB|B|8 8|8
- Geometry = - ] 8 |[O0|8|a|2|a|g|2 . Feed Rate— | DOC-in
Description Code ] ] T z T|E|Z| £ | Z| Application in (mm) (mm)
TPGN 322 6-TPG-322 LA 2|5
Flat
TPGN 160308 Top GROUND
111-0426- 10 09
TPUN 322 Flat
6-TPU-322 LA 215 uTILITY
TPUN 160308 Top 0.003-0.009 | 0.009-0.079
(0.08-0.23) (0.25-2.00)
TPMR 32 6-TPM-322 LA 2|5
Short
TPMR 160308 Chip FINISHING
112-0748- 02
TPMR 322-13 GENERAL
TPMR 16030813 | 112:0749 68 PURPOSE

To order please use the geometry code plus the grade code
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Cutting Tools

——
Utility Milling Inserts

Positive Triangular Utility Inserts, TPGN/TPUN/TPMR (continued)

Steel
Stainless Steel
Cast Irons

Non-Ferrous

Primary Applications

Heat
Resistant
Alloys
TMX
CcvD Uncoated
Increasing Toughness Increasing Toughness
— —
G t! = = o iy Feed Rat DOC-i
e eometry = = o 5 _— eed Rate - -in
Description Code g %) Application in (mm) (mm)
TPUN 323 0.003-0.009 0.009-0.079
TPUN 160312 | OTTU323 LA 2 > Flat Top ULy (008023 (025200
To order please use the geometry code plus the grade code
TMX
CcvD Uncoated
Increasing Toughness Increasing Toughness
G t! = = Feed Rat DOC-i
s eometry = e o ] A eed Rate - -in
Description Code o ) Application in (mm) (mm)
TPGN 324 0.003-0.009 0.009-0.079
TPGN 160316 6-TPG-34 LA 2 > Flat Top GROUND 0.08-0.23) 0.25-2.00)
TPUN 324 0.003-0.009 0.009-0.079
TPUN 160316 | O TPU324 LA 2 > Flat Top uniiTY 0.08-0.23) 0.25-2.00)

To order please use the geometry code plus the grade code

MILLING
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Utility Milling |

Cutting Tools

Positive Triangular Utility Inserts, TPGN/TPUN/TPMR (continued)

Primary Applications

Steel
Stainless Steel g
Cast Irons I=
Non-Ferrous :
Heat =
ea
Resistant ()
Alloys
T™X Palbit T™X
CcvD PVD Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
—_—> —> —_—>
G t) = g g Feed Rat DOC-i
L eometry = - & o g N eed Rate - -in
Description Code o ) z Application in (mm) (mm)
TPGN 430 0.003-0.009 0.009-0.079
TGN 220400 | OPG430 LA 2 > Flat Top GROUND (0.08-0.23) 0.25-2.00)
To order please use the geometry code plus the grade code
T™X Palbit T™X
cvD PVD Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
—> —> —_—>
Geomet £ | E § Feed Rat DOC-i
_ eometry = = = & ) _— eed Rate - -in
Description Code o ) z Application ini(mm) (mm)
TPGN 431 0.003-0.009 0.009-0.079
PGN 220404 | O PG4T LA 2 > Flat Top GROUND (0.08.0.23) (0.25-2.00)

To order please use the geometry code plus the grade code

TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING 87
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Cutting Tools

Utility Milling Inserts

Positive Triangular Utility Inserts, TPGN/TPUN/TPMR (continued)

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Primary Applications

Heat
Resistant
Alloys
T™X Palbit T™X Palbit
CVD PVD Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
b —> —_—>
coomet z z | 2| 8|8 S Feed Rate- | DOC-i
s eometry = = [>] o o 5 o &= - eed Rate - -in
Description Code o ) z z z z Application iy e
6-TPG-432 LA 2 5
TPGN 432
TPGN 220408
111-0431- 56
0.003-0.009 | 0.009-0.079
FlatTop GROUND | 10.08-023) | (0.25-2.00)
TPUN 432 6-TPU-432 LA 2 5
TPUN 220408
112-0779- 78 09
To order please use the geometry code plus the grade code
T™X Palbit T™X Palbit
cvD PVD Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
—> —> —>
G t = g E < g o \n ﬁ Feed Rat DOC-i
i eometry = = & 5 5 = A eed Rate - -in
Description Code o 1 I z I b Y I Application in (mm) (mm)
TPGN 433
TPGN 220412 6-TPG-433 LA 2 >
0.003-0.009 0.009-0.079
TPUN 433 6-TPU-433 LA 2 5 Flat Top GROUND 0.08-0.23) 0.252.00)
TPUN 220412
112-0783- 86

To order please use the geometry code plus the grade code

MILLING
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Milling Formulas

Milling Formulas

Cutting Tools

=
-
=
=
@

U.S. Units
SPEED METRIC
SFM =0.262XRPMxXDIA SMM = 7/1000 x RPM X DIA
RPM= 3.820xSFM/DIA RPM = 1000 /7 X SFM/DIA
FEED

(ipt) fr=fmszxrrm
(ipm ) Jm=[TXZXRPM

(in/REV) szev=pmrrm

Feed Rate correction if WOC < DIA/2
Jme= DIAX fTXZXRPM /2% \/(D/A— woo)yxwoc

fme= DIAX fn/2xV(DIA—WOC)x WOC

(mm/tooth) sr= fm/zxrem
(mm/minute) fm=/rxzxzrm

(mm/REV) frzv=fm/eem

SFM=Surface Feet per Minute

SMM=Surface Meters per Minute

DIA=Diameter of the cutter

RPM=Rotations per Minute

Z=Number of Teeth

pt=inch per tooth

TMX Cutting Tools, part of the Toolmex Industrial Solutions family MILLING

[T=feed per tooth (in or mm)
ipm=inch per minute
JSm=feed per minute (in or mm)
Jmc=Corrected feed per minute (in or mm)
Woc=Width of Cut

[REV=feed per revolution (in or mm)
Used for determining wiper coverage

89
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Cutting Tools

Correction Factors for Large Radii

Due to the large radius of Button style inserts, the feed rate
should be adjusted when the depth-of-cut (DOC) is less than

1/2 the insert diameter.

CF DOC = Correction Factor for the Depth of Cut

Ins Dia = Insert Diameter
DOC = Depth of Cut

Feed Rate Correction Factor (CF) for DOC (inch)

CFDOC=

O

(

Ins Dia
noc

=1

If the width-of-cut (WOC) is less than half the cutter diameter, the

feed rate should be adjusted. In some applications, both factors

should be applied.

%-(ms Dia/DOC)

ipt

boc

DOC Radius

(inch) | 0.064 | 0.125 | 0.197 | 0.236 | 0.315
0.010 | 1.86 | 255 | 3.18 | 3.47 | 4.00
0.025 | 1.26 | 167 | 2.05 | 2.23 | 2.56
0.050 | 1.02 | 125 | 150 | 1.62 | 1.85
0.100 | 1.21 | 1.02 | 115 | 1.22 | 1.37
0.150 1.02 | 1.03 | 1.07 | 117
0.200 1.01 | 1.07
0.250 1.02
0.300 1.00

Correction Factors for Width of Cut (WOC) Less

Example: Cutter Diameter = 2" 241-0535-00 (5 flutes)

WOC =0.125
DOC = 0.050

Insert Size 12 (0.472")
Desired Feed rate = 0.006 ipt

From the table Feed Rate Correction Factor for DOC

CFDOC = 1.62

From the table Feed Rate Correction Factor (CF) for WOC

CF WOC = 2.066
The corected Feed Rate is = 0.006 x 1.62 x 2.066

=0.020 ipt

FeedTooth

A

than 1/2 Diameter Chp Thickness bk
In Face milling when the width of cut is less than 1/2 the diameter of the cutter, the Y i
feed rate may need to be increased to maintain proper chip load. To determine the ; ot
correction factor locate the cutter diameter along the top then locate the width-of-cut
(WOC) along the left side of the table. The intersection of these two is the correction
factor. Multiple this time your feed to determine the corrected feed to program into the
machine. This can be calculated by using the formula given below the table.

Feed Rate Correction Factor (CF) for WOC

Cutter Diameter (D) (inch)

WOC (inch) 0.375 0.500 0.625 0.750 1.00 1.25 1.50 2.00 2.50 3.00 4.00 5.00 6.00
0.025 2.004 2.294 2.552 2.785 3.203 3.571 3.906 4.500 5.025 5.500 6.344 7.089 7.762
0.050 1.471 1.667 1.843 2.004 2.294 2.552 2.785 3.203 3.571 3.906 4.500 5.025 5.500
0.075 1.250 1.400 1.539 1.667 1.898 2.105 2.294 2.632 2.931 3.203 3.686 4113 4.500
0.100 1.131 1.250 1.364 1.471 1.667 1.843 2.004 2.294 2.552 2.785 3.203 3.571 3.906
0.125 1.061 1.155 1.250 1.342 1.512 1.667 1.809 2.066 2.294 2.502 2.874 3.203 3.501
0.150 1.021 1.091 1.171 1.250 1.400 1.539 1.667 1.898 2.105 2.294 2.632 2.931 3.203
0.175 1.002 1.048 1.114 1.182 1.316 1.441 1.558 1.769 1.960 2.133 2.445 2.721 2.971
0.250 1.000 1.021 1.061 1.155 1.250 1.342 1.512 1.667 1.809 2.066 2.294 2.502
0.500 1.000 1.021 1.061 1.155 1.250 1.342 1.512 1.667 1.809
0.750 1.000 1.033 1.091 1.155 1.281 1.400 1.512
1.000 1.000 1.021 1.061 1.155 1.250 1.342
1.250 1.000 1.014 1.079 1.155 1.231
1.500 1.000 1.033 1.091 1.155
2.000 1.000 1.021 1.061
2.500 1.000 1.014
3.000 1.000

CEWOC = M Cutter Rotation Cutter Rotation
2+ Jwror -1 . L
- s -
A |}
3 L5
Conventional Milling Climb Milling
Table Feed Table Feed
MILLING Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxteels.com




Turning Inserts
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& ) Turning Inserts — Technical Reference

Cutting Tools

Chip Breaker Summary — Negative Turning Inserts
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Cutting Tools

Grade Speeds

T e el
Turning Inserts — Technical Reference

MTCVD (Increasing Toughness —3»)

CVD (Increasing Toughness —>)

Material

PH5705 PH5115 PH5320 PH5125 PH5740 C2 (TiN) C5 (TiN)

Low Carbon Steels 560-1150 490-965 430-890 460-720 460-720
(170-350) (150-295) (130-270) (140-220) (140-220)

Allov Steels 460-820 390-750 330-690 460-690 460-690
Y (140-250) (120-230) (100-210) (140-210) (140-210)
Tool Steels 390-790 330-720 295-660 390-660 390-660
w (120-240) (100-220) (90-200) (120-200) (120-200)
=2 Ferritic and Mar- 262-850 165-750 165-490 295-400 260-600
— tensitic (80-260) (50-230) (50-150) (90-155) (80-260)
=

g M Austenitic 262-950 180-790 165-660 295-400 260-400
- (80-290) (55-240) (50-200) (90-155) (80-155)
PH and Dublex 390-720 295-620 230-345 295-400

P (120-220) (90-190) (70-105) (90-155)

Gray Iron Class 490-1150 390-820 490-980 360-660 390-690 390-690

25-35 (150-350) (120-250) (150-300) (110-200) (120-210) (120-210)

Cast Iron Class 45 390-1080 260-790 360-980 260-660 295-460 295-460

(120-330) (80-240) (110-300) (80-200) (90-140) (90-140)

Ductile Iron 390-820 260-660 360-720 260-620 330-660 330-660

(120-250) (80-200) (110-220) (80-190) (100-200) (100-200)

Aluminum < 8% Si

Copper and Brass

Aluminum > 8% Si

Iron Based

Nickel and Cobalt
Based

Titanium Alloys

Alloy Steels Re>
50

Stainless Steels
Rc>45

Tool Steels RC
>50

Important Note: Speed range is given based on Ideal conditions. Please adjust the speed according to your conditions and set-up. Always follow Machine

Tool Manufacturer’s recommendations and safe machining practices.

P = Steel

M = Stainless Steel

K = Cast Iron

94 TURNING
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N = Aluminum

S = High-Temp Alloy

H = Hard Steel




Turning Inserts — Technical Reference

e '
Cutting Tools
Grade Speeds
PVD (Increasing Toughness —>) UNCOATED
Material (@) PH0120 c5
PH6910 | PH6705 | PH6215 | PH6325 | PH6920 | PH6225 | PH6740 | PH0705 | PH0910 | PH0905 | PH0320 | PH0230 HO1
PH0309 | PHO0125 | PHO135
Low Carbon | 490-850 490-790 490-750 | 460-720 | 430-690 100-200 | 100-200 | 100-200
Steels (150-260) (150-240) (150-230) | (140-220) | (130-210) (30-60) | (30-60) | (30-60)
Alloy Steels | 490-820 490-750 490-720 | 460-690 | 360-660 75150 | 75-150 | 75-150
¥ (150-250) (150-230) (150-220) | (140-210) | (110-200) (20-45) | (20-45) | (20-45)
Tool Steels | 230-790 490-720 430-690 | 390-660 | 295-620 -
(130-240) (130-220) (130-210) | (120-200) | (90-190) C
Ferriticand | 520-1080 390-1020 360-980 | 330-920 | 260-850 2
Martensitic | (160-330) (120-310) (110-300) | (100-280) | (80-260) E
.| 475-1350 390-850 360-735 | 330-720 | 260-660 ()]
M | Austenitic | 140 1i0) (120-260) (110-225) | (100-220) | (80-200)
PH and 590-1020 430-850 390-820 | 360-690 | 295-620
Duplex | (180-315) (130-260) (120-250) | (110-210) | (90-190)
Gray Iron 660-1150 460-690 | 430-690 390-690 | 390-690 100-200 | 100-200 | 100-200
Class 25-35 (200-350) (140-210) | (130-210) (120-210) | (120-210) (30-60) | (30-60) | (30-60)
Cast Iron 390-1080 520-720 | 360-690 295-460 | 295 - 140 75150 | 75-150 | 75-150
Class 45 (120-330) (160-220) | (110-210) (90-140) | (90-140) (20-45) | (20-45) | (20-45)
Ductile | 390-820 520-720 | 360-690 330-660 | 330-460
uctile Iron (120-250) (160-220) | (110-210) (100-200) | (100-140)
Aluminum 130-3000 130-1000
<8%Si (40-1000) (40-300)
Copper and 115-2000 | 115-2000 | 115-2000 | 115-2000 | 115-660
Brass (35-630) | (35-630) | (35-630) | (35-630) | (35-200)
Aluminum
> 8% Si
Iron Based 197-490 165-390
(60-150) (50-120)
N'éléi';l‘t"d 75-295 60-230
Based (24-90) (19-70)
Titanium 145-590 145-260 | 145-260 | 145-260 | 145-260
Alloys (45-180) (45-80) (45-80) (45-80) (45-80)
Alloy Steels
Rc> 50
Stainless
Steels Rc
> 45
Tool Steels
RC > 50

Important Note: Speed range is given based on Ideal conditions. Please adjust the speed according to your conditions and set-up. Always follow Machine
Tool Manufacturer’'s recommendations and safe machining practices.

P = Steel M = Stainless Steel K = Cast Iron N = Aluminum S = High-Temp Alloy H = Hard Steel

TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING 95
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Cutting Tools

Grade Summary

P —
Turning Inserts — Technical Reference

HEAT
STAINLESS [SN@.\5y NON- | RESISTANT . . -
Grade STEEL IRONS FERROUS = ALLOYS Coating / Substrate Primary Application
(HRSA)
PH5705 K00 - K010 Hard substrate for deformation Irons
resistance
PH5115 | P10-P25 | M10-M20 | K15-K30 $10-520 Cobalt Gradiant for enhanced Steels and Irons
: Toughness
a Medium
S Temperature . .
O | PHs320 K10- K30 CVD Coating | Ennanced coating for Abrasive | o
- . Materials
s with AI203
and Ti(C,N) :
PH5125 | P15-P30 K25 - K35 Superior toughness and Steels
deformation resistance
PH5740 | P25- P45 K25 - K50 Medium WC gains size and Steels and Irons
Cobalt for heavy inerruptions
PHE705 K05 - K15 505 - 520 \deal for high cutting speedsin | | 0. hpsa
Irons and HRSA
PHE910 | PO5-P10 | MOS - M10 Micro-grain Carbide -Forlight | ¢\ . 214 Stainless Steel
Turning
PH6215 | P10-P25 | M10-M25 TiAIN sy | Good General Purpose Steeland | ¢y 1 g Siainess Steel
Stainless Steel
PH6315 M15-M25 | K10-K30 Enhanced coafing for Abrasive | | 1 Stainless Steel
g Materials
& Steels, Stainless Steel
PH6920 | P10-P35 | M15-M25 | K10-K30 $10 - 530 Excellent all-around grade e e e
rons, HRSA
PH6325 P10-P30 M10-M30 K10 - K30 $05-525 TiAIN Fme_Gram f|n|sf_1|ng to Steel, Stainless Steels and
medium operation Cast Iron
PH6225 P15-P30 | M15-M30 Good Shock Resitance at
Moderate Speeds
TiAIN SN
PH6740 P25-P50 | M25-Mdo | K25 - Kas $20-535 Extrerpely Tough grade for most | Steels, Stainless Steels,
materials Irons, HRSA
PHO705 K10-k30 $10- 530 Fine grain for machining nodular | o
- cast irons and light alloys
[J]
i) . ) :
S| pHooto NOO-N20 | SO05-510 | Uncoated | Micro-grain Carbide - Good wear | i isRa, Titanium
g resistance and Tough
>
HO1 NO5 - N20 General Purpose Polish Carbide Aluminum, HSRA, Titanium
TURNING Customer Service ° +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




Negative Turning Inserts

S S,

Cutting Tools

CNMG/CNMA Inserts

Primary Applications
Steel

CNMG-MF CNMG-MS CNMG-ST

Fimizhing Medium to Finishing Medium

Cast Irons

Non-Ferrous

Heat Resistant

Alloys CNMG-MR CNMG-SS

Palbit ™X ’ - -
MTCVD PVD Coated ; C
CNMG 431 Increasing Toughness Increasing Toughness Uncoate - o)
CNMG 120404 Modhm Roughing to Madium Z
THEEHEBERREBEE T =
o m|luwm|uvw|lvwnlnlow|lwvw|w|vw|wv|w . . ee ate — -In
Description GeometryCode (£ |2 |2 (22| 2|2|2|2(E|2|2|E| T Application in (mm) (mm) Q)
CNMG 431-MF . N 0.002-0.008 0.004-0.060
CNMIG 120404-MF 112-1478- L7 L8 67 + Medium Finishing 0.050.2) 0.10-1.5)
CNMG 431-MS g 8 | General Purpose Long | 0.004-0.007 0.008-0.140
CNMG 1204045 | 12147 68 o Chip 010018 | (02036)
Q5
CNMG 431-ST ES |Generl Purpose Short|  0.006-0.020 0.008-0.235
oNMG 12040457 | 12134 6 » e chip 01505 | (02060)
aoxn
m <T
CNMG 431-MR v . . 0.004-0.012 0.016-0.215
CNMG 120404-MR 112-1180- L7 L8 | L9 56 E % Medium Roughing 0100.3) 0.40.5.5)
CNMG 431-SS + Medium Roughing 0.005-0.018 0.020-0.225
CNMG 120404-s5 | 1121243 6| |68 Long Chip 012045 | (05057)
To order please use the geometry code plus the grade code
CNMG-MF CNMG-MS CNMG-ST CNMG-MR
Finiahing Madiurm to Finishing Medium Medium
CNMG-SS CNMG-HR CNMA
Palbit | ax -
CNMG 432 MTCVD PVD Coated , l - . .
1 ing Tough 1 ing Tough Uncoate!
CN MG 1 20408 ncreamg ness ncreaﬂl;ug ness R e B ot
slialslalslelalalaials ==
s BB R|H|IS|S|8|8|8|s8]S|8| A Feed Rate - DOC-in
Description GeometryCode £ |2 |2 |2 (2| 2|2|2|2(E|2|2|E| T Application in (mm) (mm)
CNMG 432-MF Medium 0.004-0.016 0.004-0.059
CNMG 120408-MF 112-1480- L7 L8 67 77 Finishing (0.10-0.40) (0.10-1.50)
CNMG 432-MS General 0.005-0.009 0.016-0.142
CNMG 120408-MS 1121481 68 A e 013024) | (0.40-3.60)
CNMG 432-ST o8 General 0.006-0.020 0.008-0.236
onviG 120a0psT | 12116 LS| (L6 » X urpese 015050 |  (0206.00)
v P
CNMG 432-MR é e . . 0.006-0.020 0.020-0.217
CNMG 120408-MR 112-1174- L7 L6 |L8|L9 77| 15 lé g Medium Roughing (0.15-0.50) 0.50-5.50)
o9
w <
CNMG 432-5S Qe Medium Roughing 0.005-0.018 0.020-0.224
CNMG 120408-SS 112-1201- 8|19 56 10 é f Long Chip (0.12-0.45) (0.50-5.70)
o
CNMG 432-HR . 0.008-0.024 0.079-0.299
CNMG 120408-HR N21193- 1511711611819 Roughing 020060 | (2007.60)
CNMA 432 0.006-0.024 0.004-0.299
CNMA 120408 12:0220- 15| |16 FLATTOP 015060 | (0.107.60

To order please use the geometry code plus the grade code
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) Negative Turning Inserts

Cutting Tools

CNMG/CNMA Inserts (continued)

Primary Applications CNMG-MF CNMG-MS CNMG-ST
Stainless Steel .-.-n .----n ..- Finshing Medium fo Finishing Medium
Cast Irons CNMG-MW CNMG-MR CNMG-SS
Non-Ferrous . , . ’
Heat Resistant
A"OyS Madium Winer Mot Reughing te Medium
Palbit TMX GNMG-HR CNMA
MTCVD PVD Coated
CNMG 433 Increasing Toughness Increasing Toughness Uncoated
CNMG 120412 —> —> Roughing Aosaghing
slelgis|glelalsls|slglelgl =
Descripti G Cod ARS8 8(8|8[(&8|S5|3 2 Aoplicati Feed Rate - DOC-in
escription eometryCode | = | X (T |Z(Z|Z|ZE|(Z|ZE|Z|(ZE|E|Z pplication in (mm) (mm)
CNMG 433-MF Medium 0.008-0.024 0.004-0.079
CNMG 120412-MF 112-1482- L7 L8 56 | 67 77 Finishing 0.20-0.60) (0.10-2.00)
CNMG 433-MS General 0.006-0.012 0.016-0.142
MG 120a12m5 | 121483 6] |8 T oo 016029 | (040350)
CNMG 433-ST " General 0.007-0.024 0.012-0.236
CNMG 120412-5T NZ1166- 115\ L7) 16 2 24 s 018060) | (0306.00)
o =
CNMG 433-MW =5 ) 0.008-0.035 0.031-0.236
MG 120412-Mw | 1121191 L 28 Wiper 020090 |  (0.80-6.00)
=
CNMG 433-MR O = ' ) 0.006-0.020 0.031-0.217
CNMG 120412-MR 112-1198- L7 L8| L9 56 77115 @ é Medium Roughing (0.15-0.50) (0.80-5.50)
29
CNMG 433-5S = Medium Roughing 0.006-0.024 0.020-0.224
CNMG 120412:55 112:1202- 8 6| 6877115 (10 l Long Chip 015060 | (050:5.70)
CNMG 433-HR ) 0.008-0.024 0.079-0.299
CNMG 120412-HR 112-1192- L5|L7|L6|L8 L9 56 77|15 Roughing 0.200.60) 2.00-7.60)
CNMA 433 0.008-0.031 0.004-0.299
CNMA 120412 12:0221- 1151 |16 FLATTOP 0.200.80) 0.10-7.60)
To order please use the geometry code plus the grade code
CNMG-MS CNMG-ST CNMG-MR
Medium 1o Finishing Medium Meadium
Palbit TMX CNMG-HR CHNMA
CNMG 434 MTCVD PVD Coated ; . .
Increasing Toughness Increasing Toughness Uncoate
CNMG 120416 —_ —_ e e
SHHEHBAEERHBEE T
- Bwnuw| | nlnjlow|lv|lvw|lew|lvw|lvls| S . . ee ate - =1n
Description GeometryCode | Z |Z |Z |Z|ZE|Z|E|E(ZE|(ZE|E|Z|E| T Application s e
CNMG 434-MS General 0.006-0.012 0.016-0.142
CNMG 120416-MS 112-1486- 68 T Lg:g’g;?p (0.16-0.29) (0.40-3.60)
CNMG 434-ST g8 General 0.008-0.028 0.012-0.236
CNMG 120416-ST 2R 5 L6 e = Sﬁg:f‘c’shelp (0.20-0.70) (0.30-6.00)
=3
CNMG 434-MR Er ' ) 0.009-0.026 0.031-0.217
CNMG 1200416 MR | 1121485 L7 L o2 | MedumRoughing | )53 0 65) (0.80-5.50)
o v
m <
CNMG 434-HR od ) 0.010-0.028 0.079-0.299
CNMG 120416-HR [l - | é S Roughing (0.25-0.70) (2.00-7.60)
CNMA 434 l 0.008-0.039 0.004-0.299
CNMA 120416 st zes 15 L6 FLATTOP (0.20-1.00) (0.10-7.60)

To order please use the geometry code plus the grade code
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Negative Turning Inserts

el
Cutting Tools
CNMG/CNMA Inserts (continued)
Primary Applications
Steel
subessseel ||| |ele] Jelelelelef | | |
CNMG-MR CNMG-SS
Cast Irons .
Non-Ferrous . l -
Heat Resistant Madim Roughing to Madium
Alloys
CNMG-HR
Palbit T™X -
MTCVD PVD Coated . C
Increasing Toughness Increasing Toughness Uncoated x
CNMG 542 N N Roughing z
CNMG 160608 E
ni wmn o|lum|o nimiwm| o|wmio n| o
RI=|ASIRIRIS[RISNIRIR| S| 5 ()
L ol e e e e e e e g Aoplicati Feed Rate - DOC-in
Description GeometryCode | T | T T /T |T|T T /T | T T T|T T pplication in (mm) (mm)
CNMG 542-MR + . . 0.006-0.020 0.031-0.283
CNMG 160608-R | 1121239 e gy | MedumPBoushing | 515050 | (050720
Sz
o T
23
CNMG 542-SS ER Medium Roughing 0.005-0.018 0.031-0.283
CNMG 160608-SS [ 18 68 % g Long Chip (0.12-0.45) (0.50-7.20)
83
=&
o
CNMG 542-HR = . 0.013-0.024 0.079-0.335
CNMG 160608-HR | 121331 L L8| L9 v Roughing (0.35-0.60) (2.00-8.50)
To order please use the geometry code plus the grade code
Palbit | TMX | cume MR CNMG-SS CNMG-HR CNMA
MTCVD PVD Coated | -‘v
CNMG 543 Increasing Toughness Increasing Toughness Uncoated l -
—> —>
CNMG 16061 2 Madium Roughing to Medium Roughing Roughing
un wn (=] n| o wn|wn mn (=] n| o n|o
ol |dla|F|o-|d|Ad|dN|F]IS| | -
S d GihB b LRSS S|SS S|s|8| 2 Applicati Feed Rate - DOC-in
escription GeometryCode | = | T | T | T (Z|Z|E(ZE(Z|ZEIEIZZ pplication in (mm) (mm)
CNMG 543-MR Medium 0.007-0.024 0.031-0.283
CNMG 160612-MR | 121355 L7y (L8t A Roughing | (018060) | (0.80720)
CNMG 543-ST g A | General Purpose | 0.007-0.024 | 0.031-0.236
CNMG 160612-ST L) L6 2 § S Short Chip (0.18-0.60) (0.80-6.00)
28
== Medium
CNMG 543-55 EG h 0.007-0.024 0.020-0.283
CNMG 160612-5S et 5 25 R°”92'}:‘i?) Long | 918.0.60) (0.50-7.20)
S
CNMG 543-HR B ) 0.008-0.024 0.079-0.394
CNMG 160612-HR | 121398 LS L7 18 L9 “} Roughing (020060 | (2.00-10.00)
CNMA 543 0.008-0.031 0.012-0.394
CNMA 160612 122-0225- L6 FLAT TOP 0.20-0.80) 0.30-10.00)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING 99
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) Negative Turning Inserts

Cutting Tools

CNMG/CNMA Inserts (continued)

Primary Applications

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant
Alloys
CNMG-MR CHNMG-HR
U] Palbit VX
2 =5 B
= Increasing Toughness Increasing Toughness Uncoated
E CNMG 544 —_— —_— Madium RAoughsng
S CNMG 160616
wn wn (=] wn (=] wn wn wn (=] wn (=] (=]
- HEEIHEEEREIERIR ERS Feed Rat DOC-i
Description GeometryCode | T | Z [ Z || Z|Z|Z|E|ZE|Z|Z|E| T Application ei?, (m?,.,‘; - (mn;)m
CNMG 544-MR o Medium 0.007-0.024 0.031-0.283
CNMG 160616-MR Ji L7 18|19 g 2 Roughing (0.18-0.60) (0.80-7.20)
23
ER
=
o2
22
55
CNMG 544-HR 265 . 0.008-0.024 0.079-0.394
CNMG 160616-HR esikEs Sl 15 g i Roughing (0.20-0.60) (2.00-10.00)
To order please use the geometry code plus the grade code
Palbit TMX CNMG-MR CNMG-HR
MTCVD PVD Coated
CNMG 643 Increasing Toughness Increasing Toughness Uncoated
CNMG 190612 - Roughng
un wn (=] wn (=] un wn wn (=] wn (=] (=]
S|l | NN |- (NIAN| NS =
. Lhh| B H|R|SISSB|S|S|8| 2 o Feed Rate — DOC -in
Description GeometryCode | T | Z | Z | Z | Z| 2|2 ZE|ZE|ZE|E|E = Application in (mm) (mm)
CNMG 643-MR A Medium 0.007-0.024 0.031-0.283
CNMG 190612-MR | 11271302 Ly |8y o £2 | Roughing | (018060 | (0807.20)
=g
= >
ER
=
o=
22
=S
CNMG 643-HR 2 S . 0.008-0.024 0.079-0.450
CNMG 190612-HR 112-1359- L5|L7|L6|L8|L9 15 2 i Roughing 0.20-0.60) (2.00-11.40)
To order please use the geometry code plus the grade code
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Negative Turning

Cutting Tools

CNMG/CNMA Inserts (continued)
Primary Applications
Steel
sonssea |_|+| 1+ o] ol lelele] |
Cast Irons CAMGHR
Non-Ferrous .
Heat Resistant Macm
Alloys
Palbit ™X Goich
MTCVD PVD Coated
Increasing Toughness Increasing Toughness Uncoated
CNMG 644 D — —_— — Roughing
CNMG 190616
wn wn (=] mn (=] wn wn wn (=] wn (=] (=]
o = o o < o - o o o < - -
Descripti GeometryCode | £ | 2|2 (2 |E| (€[22 2|E|2| 2 Applicati gsilling el
escription eometryCode | T (T | | T (Z|X(Z(ZE|E(Z|E|Z pplication in (mm) (mm)
CNMG 644-MR ﬁa Medium 0.007-0.024 | 0.031-0.283
CNMG 190616-MR Ul L7 18119 SZ | Roughing | (0.18-0.60) | (0.80-7.20)
5o
=3
E =
50
o=
22
CNMG 644-HR Se . 0.008-0.024 | 0.079-0.450
CNMG 190616-HR 112-1360- I5|L7|L6|L8|L9 gf Roughing 0.20-0.60) | (2.00-11.40)

To order please use the geometry code plus the grade code

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

DNMG/ DNMA Inserts

) Negative Turning Inserts

Primary Applications

Steel
Stainless Steel

Cast Irons

Non-Ferrous

DNMG-MF

DNMG-ST

<

Heat Resistant Piine M
Alloys
DNMG-MR
Palbit T™MX
O
= MTCVD PVD Coated
— Increasing Toughness Increasing Toughness Uncoated
= DNMG 331 —_— — b
o DNMG 110404
2 RN EENEREE
- E— d Hho R SRS 383|513 é Applicati Feed Rate - DOC-in
escription GeometryCode | = | T | T | T (Z|Z|E(Z(Z|ZIEIE pplication in (mm) (mm)
DNMG 331-MF + Medium 0.002-0.008 0.004-0.060
DNMG 110404-MF | 1121497 I %6 7 4 Finishing 00502) 0.10-15)
gg
o T
2 3 General
DNMG 331-ST == 0.002-0.008 0.008-0.138
" . ER
DNMG 11040457 | 1121346~ |15 Se S:g:fgﬁp (0.05-0.2) (0.20:3.50)
aoun
m <T
S
DNMG 331-MR 2 E 0.004-0.012 0.016-0.197
= o . . . 'S 8 -U.
DNMG 110404-MR 112-1498- L7 L8 77 + Medium Roughing 0100.3) 0.40-5.0)
To order please use the geometry code plus the grade code
DNMG-MF DNMG-ST
Fiiwarung Medim
Palbit TMX DNMG-MR DNMG-5S
MTCVD PVD Coated
DNMG 332 Increasing Toughness Increasing Toughness Uncoated e
DNMG 110408 Macium Roughing o Medam
ni wmi o|lum|o niwmiwm| o |wmlio o
SlE8 555888858 s Feed Rate DOC-in
- = . - -
Description GeometryCode | T (T | T |Z(Z|E(Z(ZE|ZE(ZIE|Z Application in (mm) (mm)
DNMG 332-MF Medium 0.004-0.016 0.004-0.060
DNMG 110408-MF 112-1499- L7 L8 56 n $ Finishing (0.10-0.40) (0.10-1.5)
§ E General
DNMG 332-ST = 0.006-0.020 0.008-0.138
DNMG 110408-ST N2:4347- 15 L6 g3 S:z:fgﬁp (0.15-0.50) (0.20-3.50)
E =
50
=
DNMG 332-MR g %) . . 0.006-0.020 0.016-0.197
DNMG 110408-MR 112-1500- L7 L8 77 ug é Medium Roughing (0.15-0.50) 0.40.5.0)
82
o
DNMG 332-SS 112-1501- 56 68 + Medium Roughing 0.005-0.018 0.020-0.173
DNMG 110408-SS Long Chip (0.12-0.45) (0.50-4.4)
To order please use the geometry code plus the grade code
102  TURNING Customer Service * +1-508-653-8897 * 844-869-8665 * www.tmxtools.com




Negative Turning In

Cutting Tools
DNMG/DNMA Inserts (continued)
Primary Applications
Steel
Stainless Steel
DNMG-MF DNMG-MS DNMG-ST
Cast Irons
Non-Ferrous - e -
Heat Resistant Fiewshing Medium to Finshing M
Alloys
Palbit TMX DNMG-MR DNMG-55 _|
MTCVD PVD Coated C
Increasing Toughness Increasing Toughness Uncoated x
DNMG 431 —> — 3 hsestng by =
ledium o
DNMG 150404 =
wn wn o mn (=] wn wn mn (=] mn o (=]
Sl |a|a|F|o|c ||V |NFI=|
i REEEHEEHEEEEEEE Aoicat FeedRate- | DOC-in (A
escription GeometryCode | = | T | T | T (Z|Z|E(Z(Z|Z|ZEIZ pplication in (mm) (mm)
DMNG 431-HA .
DNMG 150404-HA B 2 Aluminum
0.002-0.008 0.004-0.060
DNMG 431-MF e (0.05-0.2) (0.10-1.5)
- edium
DNMG 150404-MF [ L 18 7 T Finishing
g8 General
DNMG 431-MS = enera 0.004-0.007 0.008-0.140
112-1503- 56 68 o} Purpose
DNMG 150404-MS é § Long Chip (0.10-0.18) (0.20-3.6)
=
DNMG 431-ST a3z General 0.006-0.020 0.008-0.197
112-1255- L5 o Purpose ) ¥
DNMG 150404-ST § g Short Chip (0.15-0.5) (0.20-5.0)
2=
DNMG 431-MR ¢ ) ) 0.004-0.012 0.016-0.215
DNMG 150404-MR 112-1218- L7 L8| L9 56 77 Medium Roughing 010-03) 0.405.5)
DNMG 431-SS Medium Roughing 0.005-0.018 0.016-0.203
DNMG 150404-SS 12:1291- % 68 Long Chip (0.12-0.45) (0.40-5.16)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING 103
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Cutting Tools

Negative Turning Inserts

DNMG/DNMA Inserts (continued)

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Primary Applications

DNMG-MF

Fiuwatung

DNMG-MR

DNMG-MS

Madium to Fiishing

DNMG-SS

DNMG-ST

S & S

Medmim

s o

Heat Resistant
Alloys Medium Poughing 1o Médwim
Palbit TMX DNMA DNMG-HR
MTCVD PVD Coated
Increasing Toughness Increasing Toughness Uncoated - ‘
DNMG 432 — —
DNMG 150408 Roughing
wn wn o un o wn un un o un (=] o
Ol |d|N|F|o| (NN N|F]=|
Descrioti d Glh Ao hSSS|SSS|S] Applicati Feed Rate - DOC-in
escription GeometryCode | T (T | T | Z|Z|Z|E(E|Z|EIE pplication in (mm) (mm)
DNMG 432-HA . 0.004-0.016 0.004-0.059
DNMG 150408-HA Rl 2 Aluminum (0.10-0.40) (0.10-1.50)
DNMG 432-MF Medium 0.004-0.016 0.004-0.059
DNMG 150408-MF 112-1504- L7 L8 56 Finishing (0.10-0.40) (0.10-1.50)
General
DNMG 432-MS 0.005-0.009 0.016-0.142
DNMG 150408-MS s %6 68 T Lzﬁ;pg;fp (0.13-0.24) (0.40-3.60)
g
o wl
DNMG 432-ST o= General 0.006-0.020 0.008-0.276
DNMG 150408-ST lilese | L6 2 § sﬁﬁifté?f.p (0.15-0.50) (0.20-7.00)
E =
=
DNMG 432-MR 22 . ) 0.006-0.020 0.020-0.217
DNMG 150408-MR | 1271219 L7 18|19 %6 g3 | MedumRoughing |5 15.950) (0.50-6.00)
o
2=
DNMG 432-55 ¢ Medium Roughing 0.005-0.018 0.020-0.224
DNMG 150408-SS 112-1292- 56 68 15 Long Chip (0.12-0.45) (0.50-5.70)
DNMG 432-HR ) 0.008-0.024 0.079-0.295
DNMG 150408-HR 0 IR 26 Roughing (0.20-0.60) (2.00-7.50)
DNMA 432 0.006-0.024 0.004-0.236
DNMA 150408 [C o L6 FLATTOP (0.15-0.60) (0.10-6.00)

To order please use the geometry code plus the grade code
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Negative Turning In

Cutting Tools
DNMG/DNMA Inserts (continued)
Primary Applications
Steel
Stainless Steel DNMG-MF DNMG-MS DNMG-ST
Non-Ferrous
Finwahing Madium to Finishing Medium
Heat Resistant
Alloys DNMG-MR ONMG-55 DNMG-HR
MTCVD PVD Coated C
Increasing Toughness Increasing Toughness Uncoated Modium Roughing 1o Medim Roughing -
DNMG 433 —_— —_— =
DNMG 150412 E
ni nl o|lun|o niwm|umn| o|lumn|o (=]
S|l |([NNF|o| ||| |F]| <= -
N HEHEIEEHEEHEEIE EHES o FeedRate- | DOC-in Q)
Description GeometryCode | T | T | (T ||| E|E|E|E|Z Application i o
DNMG 433-MF Medium 0.008-0.024 0.004-0.059
DNMG 150412-MF 112:-1507- L L8 %6 Finishing (0.20-0.60) (0.10-1.50)
General
DNMG 433-MS 0.006-0.012 0.016-0.142
DNMG 150412-MS (bt %6 68 T LZ:"’“? (0.16-0.29) (0.40-3.60)
«» g Chip
o wn
== General
DNMG 433-ST = 0.007-0.024 0.008-0.276
112-1512- L5 L6 o} Purpose
DNMG 150412-ST % § short Chip (0.18-0.60) (0.20-7.00)
)
DNMG 433-MR Z é . . 0.006-0.020 0.020-0.217
DNMG 150412-MR 112-1508- L7 L8| L9 56 77|15 g E Medium Roughing (0.15-0.50) 0.50-5.50)
52
DNMG 433-SS ¢ Medium Roughing 0.006-0.024 0.020-0.224
DNMG 150412-SS 121511 %6 68 Long Chip (0.15-0.60) (0.50-5.70)
DNMG 433-HR . 0.008-0.024 0.079-0.295
DNMG 150412-HR [t 18|19 %6 7115 Roughing (0.20-0.60) (2.00-7.50)

To order please use the geometry code plus the grade code
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Cutting Tools

RNMG Inserts

Steel

Stainless Steel

Negative Turning Inserts

Primary Applications

Cast Irons
Non-Ferrous RNMG-ST
Heat Resistant
Alloys
LD Palbit ™x Medium
2 MTCVD PVD Coated
— Increasing Toughness Increasing Toughness Uncoated
= —_— —
o RNMG
=) HEHEEHEREHEBEHE
= Descrioti G d A h| B L L|SSS[B|S|5|3 § Aoplicati Feed Rate — DOC-in
escription eometryCode | T | T | T |Z | Z|ZE|E|E|ZE|E|E|ZE pplication iy )
RNMG 32-ST General Purpose 0.008-0.029 0.012-0.315
RNMG 090300-ST 112:0439- L9 Short Chip (0.20-0.70) (0.30-8.0)
RNMG 43-ST General Purpose 0.008-0.029 0.012-0.315
RNMG 120400-ST 112:0440- L8 Short Chip (0.20-0.70) (0.30-8.0)
RNMG 53-ST 112-0441- 18 General Purpose 0.008-0.029 0.012-0.315
RNMG 150600-ST Short Chip (0.20-0.70) (0.30-8.0)
RNMG 64-ST General Purpose 0.008-0.029 0.012-0.315
RNMG 190600-ST 112:0442- L8| L19]54 Short Chip (0.20-0.70) (0.30-8.0)

106 TURNING
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Negative Turning Inssﬁi

Cutting Tools
SNMG/SNMA Inserts
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant SNMA
Alloys
Palbit -
. q
MTCVD PVD Coated e C
Increasing Toughness Increasing Toughness uc -
SNMA 322 — o =
SNMA 090308 =
n n (=] n (=] n n n (=] n (=] (=]
o - o o < o - o o o < -
i REHEEHBHBEE R IR FeedRate— | DOC-in (0]
escription GeometryCode | T | T | T | Z |Z|E|ZE|ZE|ZE|ZE|E|E pplication in (mm) (mm)
SNMA 322 .008-.024 .016-.177
SNMA 090308 12:0474- 1 15 L6 Flat Top (20- 60) (4-45)
To order please use the geometry code plus the grade code
Palbit SNMG-MF SNMG-MR SNMG-SS
MTCVD PVD Coated
S NM G 431 Increasing Toughness Increasing Toughness uc
SNMG 120404 > > — .
Finishing Medium Roughing to Medasn
un wn (=] wn (=] wn wn wn (=) n (=) o
E E ﬁ E E E § g § g E § Feed Rate - DOC-in
Description GeometryCode | T | T | T (Z |Z|Z|Z|Z|E|ZE|E| X Application i e
SNMG 431-MF i . N 0.002-0.008 0.004-0.060
SNMG 120404-MF 112-1528- L7 18 | L9 56 77 ,g_, 4 Medium Finishing 0.05-0.2) 010-15)
o=
o T
23
SNMG 431-MR == . . 0.004-0.012 0.016-0.215
SNMG 120404-MR 112-1529- L7 8| L9 56 77 5 9 Medium Roughing 010-03) 0.405.5)
22
28
SNMG 431-SS 112-1365- 68 é Z | Medium Rou_ghing 0.005-0.018 0.020-0.225
SNMG 120404-5S + Long Chip (0.12-0.45) (0.50-5.7)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING 107



TURNING

108

) Negative Turning Inserts

Cutting Tools

SNMG/SNMA Inserts (continued)

Steel

Stainless Steel

Primary Applications

SNMG-MF SNMG-ST SNMG-MR
Cast Irons
Non-Ferrous ! et .
Heat Resistant Findshing Medium Medium
Alloys
SNMG-55 SNMG-HR SNMA
Palbit
MTCVD PVD Coated -
Increasing Toughness Increasing Toughness ucC
SNMG 432 — — Roughing to Metfsm Roughing to Madium Roughing
SNMG 120408
nimio|wn niwm|wm|o|wm o
_ hlh|BR LGRS SIS SIS (S]|S _— Feed Rate - DOC-in
Description GeometryCode ([T | T | T | T |T|T| || Z|E(Z|Z Application in (mm) (mm)
SNMG 432-MF . L 0.004-0.016 0.004-0.059
SNMG 120408-MF 112-1530- L7 L8 56 77 * Medium Finishing 0.10-0.40) 0.10-1.50)
SNMG 432-ST 112-1181- L5 6 - General Purpose 0.006-0.020 0.008-0.236
SNMG 120408-ST § a Short Chip (0.15-0.50) (0.20-6.00)
o=
SNMG 432-MR S 5 . . 0.006-0.020 0.020-0.217
SNMG 120408-MR 112-1179- L7 L8| L9 56 15 2 E Medium Roughing (0.15-0.50) 0.505.50)
=
SNMG 432-SS 112-1315- 68 5 SE: Medium Roughing | 0.005-0.018 0.020-0.224
SNMG 120408-55 22 Long Chip (0.12-0.45) (0.50-5.70)
S e
SNMG 432-HR o] E . 0.008-0.024 0.079-0.299
SNMG 120408-HR ik L7|16| 1819 %6 715 = v Roughing (0.20-0.60) (2.00-7.60)
SNMA 432 0.006-0.024 0.004-0.299
SNMA 120408 [0 > L6 FLATTOP (0.15-0.60) (0.10-7.60)
To order please use the geometry code plus the grade code
SNMG-MF SNMG-ST SNMG-MR
Findshing Medum Medium
Palbit SNMG-SS SNMG-HR SNMA
MTCVD PVD Coated =
SNMG 433 Increasing Toughness Increasing Toughness uc -
— —
SNMG 120412 RoughingtoMedism  Roughing to Mediom Roughing
niwmlio|lun| o niwm|um| o|lum|o (=]
Ol NINFJIO|—= NN N| | =
. LB KIS S S SIS SIS I Feed Rate - DOC-in
Description GeometryCode | T | T | T | T |T|Z|E(Z|(ZE|E(E|Z Application i (mm) (mm)
SNMG 433-MF . N 0.008-0.024 0.004-0.079
SNMG 120412-MF 112-1531- L7 L8 Medium Finishing 0.20-0.60) 0.10-2.00)
SNMG 433-ST 112-1310 L5 6 * General Purpose 0.007-0.024 0.012-0.236
SNMG 120412-ST e D e Short Chip (0.18-0.60) (0.30-6.00)
g8
=
SNMG 433-MR e 5 . . 0.006-0.020 0.031-0.217
SNMG 120412-MR 112-1311- L7 L8| L9 77|15 % § Medium Roughing 0.15-0.50) 0.80-5.50)
50
SNMG 433-SS o= Medium Roughing 0.006-0.024 0.020-0.224
SNMG 120412-55 112-1366- 68 5 g & Long Chip (0.15-0.60) (0.50-5.70)
8z
SNMG 433-HR < . 0.008-0.024 0.079-0.299
SNMG 120412-HR 112-1195- L7|{L6|L8|L9 56 77|15 + Roughing 0.20-0.60) (2.00-7.60)
SNMA 433 0.008-0.031 0.004-0.299
SNMA 120412 112-0478- L5 L6 FLAT TOP 0.20-0.80) (0.10-7.60)

To order please use the geometry code plus the grade code

TURNING

Customer Service * +1-508-653-8897 -

844-869-8665 ¢ www.tmxtools.com




Negative Turning Inserts
e ——

Cutting Tools
SNMG/SNMA Inserts (continued)
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
SNMG-ST SNMG-MR J
Palbit WA e -
MTCVD PVD Coated E . . C
Increasing Toughness Increasing Toughness uc -
SNMG 434 e e Meodium Medium Poughing to Medim Roughing Z
SNMG 120416 E
HEHEEHEREEEREE
N HEEHEEHEHEEHE o Feed Rate - DOC - in (A
Description Geometry Code TIZIEIEIZIZIEIZEIZEIZEIZIZ Application in (mm) (mm)
SNMG 434-ST General Purpose Short] 0.008-0.028 0.012-0.236
SNMG 120416-sT | 121242 L5 116 i Chip 020-0.70) (0:30-6.00)
gz
SNMG 434-MR 2 B . . 0.009-0.026 0.031-0.217
SNMG 120416-MR | 121357 18119 98 | MedumRoughing | 053065 (080-550)
[
=
SNMG 434-HR Z § . 0.010-0.028 0.079-0.299
SNMG 120416-4R | 1121361 LS TLTIL6 B g2 Roughing (0.25:0.70) (2.00-7.60)
2z
o=
SNMA 434 ¢ 0.008-0.039 0.004-0.299
SNMA 120416 112:0479- 15 t6 FLATTOP (0.20-1.00) (0.10-7.60)
To order please use the geometry code plus the grade code
: SNMG-MR
Palbit
MTCVD PVD Coated
SNMG 542 Increasing Toughness Increasing Toughness uc
SNMG 150608 —> —> WMadiom
ni nlo|lun| o niwm|umn| olumn|o (=]
Ol N|N| Ol | NIN|IN | -
. LR HBS IS SS[(E]|S s Feed Rate - DOC-in
Description GeometryCode | T | T | (T ||| E|E|Z|E|Z Application s e
SNMG 542-MR . . 0.006-0.020 0.031-0.283
SNMG 150608-MR IR L7 18|19 Wedium Roughing (0.15-0.50) (0.50-7.20)

To order please use the geometry code plus the grade code

TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING 109
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Cutting Tools

Negative Turning Inserts

SNMG/SNMA Inserts (continued)

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant
Alloys

Primary Applications

SNMG-MR

SNMG-HR

MTCVD PVD Coated Medium Roughing to Mediom
Increasing Toughness Increasing Toughness uc
SNMG 543 — —
SNMG 150612
mn n (=] nl o n| wn n o nl o o
E E a E E E § E’ § § E § Feed Rate - DOC-in
Description GeometryCode | T | T (T (T Z|Z(Z|Z|E|Z|E|E Application R T
SNMG 543-MR g a 0.007-0.024 0.031-0.283
- _ L &= . . . -0. . -0.
SNMG 150612-MR 112-1536 L7 L8 | L9 s % Medium Roughing (0.18-0.60) (0.80-7.20)
o9
=2
=0
EF
o2
awn
SNMG 543-HR 5 5 0.008-0.024 0.079-0.394
- _ L = . . -0. . -0.
SNMG 150612-HR 121535 18|19 ag Roughing (0.200.60) (2.00-10.00)
B
To order please use the geometry code plus the grade code
Palbit SR
MTCVD PVD Coated
SNMG 643 Increasing Toughness Increasing Toughness uc
SNMG 190612 —> —> Roughing to Medim
R B
L hlbh|BR L GBS S IS|S(S]|S _— Feed Rate - DOC - in
Description GeometryCode ([T | T | T | T |T|T| || Z|E(E|ZE Application in (mm) (mm)
SNMG 643-HR . 0.008-0.024 0.079-0.450
SNMG 190612-HR | 121942 5 Roughing (0200.60) (2.00-11.40)

TURNING

To order please use the geometry code plus the grade code

Customer Service ° +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




Negative Turning In

Cutting Tools
SNMG/SNMA Inserts (continued)
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
SNMG-5S SNMG-HR
Palbit
MTCVD PVD Coated .
Increasing Toughness Increasing Toughness ucC
SNMG 644 — — i Gl
SNMG 190616
sleiglalglslelslglslgls
e A LB L L|S(S|3(8|8|5]3 A Feed Rate - DOC - in
Description GeometryCode | T | T | T | T | T ||| X || (| X Application in (mm) (mm)
iy
SNMG 644-SS 112-1547- 5 Q& | Medium Roughing | 0.007-0.024 0.031-0.283
SNMG 190616-SS o= Long Chip (0.18-0.60) (0.80-7.20)
0o
=2
ER
=JC)
o=z
£2
SNMG 644-HR g o . 0.008-0.024 0.079-0.450
SNMG 190616-HR 121545 5 gy | Roughing (0.200.60) (2.00-11.40)
i
To order please use the geometry code plus the grade code
Palbit it
MTCVD PVD Coated .
SNMG 866 Increasing Toughness Increasing Toughness ucC
SNMG 250924 . - e
mn mn (=] wn (=] mn wn n o n (=] o
o - o o~ < o - o o o < -

L G cdREmE'BSGS%G!BS licati Feed Rate - DOC-in
Description eometryCode| T | T | T | X (X | T | T | T | T T |T|T Application in (mm) (mm)
SNMG 866-HR . 0.010-0.027 0.098-0.669
SNMG 250924-HR [l 7 Roughing (0.25-0.65) (2.50-17.00)

To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

S ———

Negative Turning Inserts

SNGN/SNUN Inserts

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Primary Applications

Alloys
SNUN
U] Palbit TMX Palbit T™MX Palbit
2 MTCVD CvD PVD Coated Uncoated .
— Increasing Toughness Increasing Increasing Toughness Increasing Toughness
2 SNGN 421 Toughness Roughing to Medium
g SNGN 120304 — — —> —>
n n (=] n (=] (=] (=] n n n wn (=] wn
= HEEIEHEEEEIRIEE N
L. h|lb|@A|D_|D S| 8|S b|v|s|T|8|s]|3S . .. |Feed Rate-| DOC-in
Description GeometryCode| T (T | | Z | Z|IO|Q|Z(E(Z|ZE|E|Z I | T | Application i .
SNGN 421 0.002-0.010 | 0.008-0.177
SNGN 120304 Celigd LA 2> FlatTop | (005.0.25) | (0.2045)
To order please use the geometry code plus the grade code
- - SNUN
Palbit T™X Palbit | x| Palbit
SNGN 422 MTCVD D PVD Coated Uncoated
SNGN 120308 Increasing Toughness Increasing Increasing Toughness Increasing Toughness
Toughness i
SNUN 422 3 Roughing to Medium
SNUN 120308
RISIANVRIEIEIZSN| T2 | w2 S T
.. n|(wvm|wm|w|L olo|lvw|lvwlwlo|lUu|lUu|o| o . eed Rate - -in
Description GeometryCode| T | T | T | Z |Z|O|S|Z(ZE|E|Z| 2| E T | T | Application G e
NN 308 6-NG-422 LA 2|5
Flat-Top 0.003-0.015 | 0.008-0.177
SNUN 422 6-SNU-422 A ) (0.08-0.38) (0.20-4.5)
SNUN 120308
To order please use the geometry code plus the grade code
112  TURNING Customer Service * +1-508-653-8897 * 844-869-8665 » www.tmxtools.com




Negative Turning Inserts

L .
Cutting Tools
SNGN/SNUN Inserts (continued)
Primary Applications
Steel
sulesssee | @ |ele]elefelele] [of | | | ||
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
SNUN
Palbit TMX Palbit TMX | Palbit
MTCVD CcvD PVD Coated Uncoated
Increasing Toughness Increasing Increasing Toughness Increasing Toughness
SNUN 432 —_— Tothness — —_— Roughing to Medium
SNUN 120408
RISINISIRIEIEISS|NIT 2| ~|n|S2 ot e
.. n|iwm|wm|w;m|Ln o|lolvwlwlwlo|lUu|Uu|o| o .. eed Rate - -in
Description GeometryCode T | T (T | T || D|S|E(Z|E|EE|ZE Z | Z| Application in (mm) (mm)
SNUN 432 0.003-0.018 0.008-0.197
SNUN 120408 6-SNU-432 215 Flat-Top (0.08-0.46) 0205.0)
To order please use the geometry code plus the grade code
- - SNUN
Palbit ™X Palbit | Tvx | palbit
MTCVD CcvD PVD Coated Uncoated
Increasing Toughness Increasing Increasing Toughness Increasing Toughness
SNGN 433 Toughness Roughing to Medium
—> —> —> —>
SNGN 120412
n n (=] n|l o oo n n n mn (=] n
SIe|RISIEIEIElZ|S]8|2|2]8|glulElE
L A|(ih|@|0|6 S| e|ee|e|l8|T|8|2|s _— Feed Rate - DOC-in
Description GeometryCode T | T (T | T || D|S|E(Z|E|EE|ZE T | Z| Application in (mm) (mm)
6-SNG-433 LA 2|5
SNGN 433 Flat-To 0.003-0.018 0.008-0.197
SNGN 120412 P (0.08-0.46) (0.205.0)
112-0544- 7886
To order please use the geometry code plus the grade code
SNUN
Palbit T™MX Palbit | Tvx | palbit
MTCVD cvD PVD Coated Uncoated
Increasing Toughness Increasing Increasing Toughness Increasing Toughness
SNGN 434 y TOUghnless 3 Roughing to Medium
SNGN 120416
ni wmio|lum|o = = olo|wun|iwLv| wn (=N
SlEISISIEIEIElZ|Sl8]S(2]|8lalnlElE Cdr ooc
L. n|w|wn|w|in vlolvw|lvwlvwles|U|lu|e|e . eed Rate — -in
Description GeometryCode T | T (T | T || O |Q|E(Z(ZE|ZEE|ZE I || Application ini(men) (mm)
6-SNG-434 LA 2|5
SNGN 434 Flat-To 0.006-0.024 0.008-0.197
SNGN 120416 P (0.15-0.60) (0.20-5.0)
112-0547- 86
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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) Negative Turning Inserts

Cutting Tools

Steel
Stainless Steel

Cast Irons

Non-Ferrous

SNGN/SNUN Inserts (continued)

Primary Applications

Heat Resistant
Alloys —
SNGN 632 Palbit TMX Palbit TMX | Palbit
SNGN 190408 MTCVD CcvD PVD Coated Uncoated .
Increasing Toughness Increasing Increasing Toughness Increasing Toughness
SNUN 632 Toughness Roughing to Medium
SNUN 190408 o o e —
glnfgiwligl=zl=zl2slglalals S
NI B A B R R R R IR RS Feed Rate - DOC-in
o " o
Description GeometryCode T | T (T |Z|Z|O|Q|E(Z|E|EE|ZE I || Application in (mm) (mm)
SNGN 632
SNGN 190408 6-5NG-632 LA 2|5
0.006-0.020 0.118-0.394
SNUN 632 6-SNU-632 LA 2 Flat-Top (0.15-0.50) (3.00-10.0)
SNUN 190408
112-0553- 78
To order please use the geometry code plus the grade code
SNGN 633 Palbit ™X Palbit | Tmx | palbit SNUN
SNGN 190412 MTCVD cvD PVD Coated Uncoated
SNUN 633 Increasing Toughness | Increasing |  Increasing Toughness Increasing Toughness
Toughness
SNUN 1 9041 2 > —_— —_— — Roughing to Medium
HEHEEIHEEHEEHREE BN eod Rt ocoi
.. n|iwm|wmn|w;m|wn [CARCHERCHRCRECE RSN RO NN N K- - . eed Rate - -=1In
Description GeometryCode T | T (T | T || D|S|E(Z(E|E(E|ZE T | Z| Application in (mm) (mm)
Flat-Top 0.009-0.031 0.118-0.394
SNUN 633 6 SNU.633 , (0.25-0.80) (3.00-10.0)
SNUN 190412
To order please use the geometry code plus the grade code
SNGN 634 Palbit ™X Palbit | Tvx | Palbit SNUN
SNGN 190416 MTCVD cvD PVD Coated Uncoated
SNUN 634 Increasing Toughness Increasing Increasing Toughness Increasing Toughness
Toughness
SNUN 1 9041 6 — — — — Roughing to Medium
S22 R Slzz|2 K K @S Q=
NI E B BRI B RIEIRERS Feed Rate - DOC-in
Description GeometryCode | T (T T T Z|J|S|Z|E(ZE(Z(E|Z T || Application o (mm)
NN o 6-SNG-634 LA 2|5
Flat-Top 0.012-0.031 0.118-0.394
SNUN 634 6.SNU-634 A 2 s (0.30-1.07) (3.00-10.0)
SNUN 190416

TURNING

Customer Service ° +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com

To order please use the geometry code plus the grade code




Negative Turning Inserts

L .
Cutting Tools
TNMG/TNMA Inserts
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
Palbit ™X i i
MTCVD PVD Coated
Increasing Toughness Increasing Toughness Uncoated
TNMG 321 —_— NG
TNMG 160304 M
SI2RQSI8I2R[ I 812 -

Descriot . o |B|E|B|S|5|5|8|8(E|E|E|E| & Aot eeios || et
escription eometryCode | T | T | T | |Z|ZE|E|E|E(ZE(EIE pplication e e
TNMG 321-ST 112-1211- L7 General Purpose 0.006-0.020 0.008-0.138
TNMG 160304-ST Short Chip (0.15-0.5) (0.20-3.50)

To order please use the geometry code plus the grade code
Palbit ™X i i
MTCVD PVD Coated
TNMG 322 Increasing Toughness Increasing Toughness Uncoated
TNMG 160308 Medium
wn wn (=] n| o wn|wn mn (=] n| o (=]
Sl |a|a|F|o|c ||V |INFI=| «

S d Glh B o BSISB|S(E5]S] Applicati Feed Rate - DOC-in
escription GeometryCode | T | T | T | T (X |Z|E(Z(Z|Z|ZIZ pplication in (mm) (mm)
TNMG 322-ST General Purpose 0.006-0.020 0.008-0.138
TNMG 160308-ST nz1212- L7|Le Short Chip (0.15-0.5) (0.20-3.50)

To order please use the geometry code plus the grade code
TNMG-MF TNMG-MS
Finishing Madium to Finishing
Palbit ™X TR b g
MTCVD PVD Coated
TNMG 331 Increasing Toughness Increasing Toughness Uncoated
TNMG 160404 — — el > ey
mn mn o n| o wn|wn mn (=] n| o (=]
Ol NN | O || N NN — -—
S dBEREBBSS%%S%g Anplicati Feed Rate - DOC-in
escription GeometryCode | T |T|T | T T|T|T| (||| pplication in (mm) (mm)
TNMG 331-HA . 0.002-0.008 0.004-0.060
TNMG 160404-HA 6-TNJ-331 2 t Aluminum (0.05-0.2) (0.10-1.5)
TNMG 331-MF g E Medium 0.002-0.008 0.004-0.060
TNMG 160404-MF (2415565 L7 18|19 56 n 8% Finishing (0.05-0.20) (0.10-1.5)
>
TNMG 331-MS =] General Purpose 0.004-0.008 0.008-0.118
TNMG 160404-MS 11215572 68177 é g Long Chip (0.11-0.20) (0.20-3.0)
oo
TNMG 331-MR SR Medium 0.004-0.012 0.016-0.157
TNMG 160404-mR | 1271281 A 7 25 Roughing (010-030) (040-4.0)
o=
TNMG 331-SS + Medium Roughing 0.004-0.012 0.016-0.157
TNMG 16040455 | 1121289 68177 Long Chip (0.10-0.30) 0.40-4.0)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

Negative Turning Inserts

TNMG/TNMA Inserts (continued)

Steel

Stainless Steel

Primary Applications

TNMG-MS

TNMG-ST

Finishing Medium to Finishing Medium
Cast Irons
TNMG-MR TNMG-SS
Non-Ferrous
Heat Resistant ‘ é
Alloys
Mecthim Roughing 1o Medium
Palbit TMX
MTCVD PVD Coated THNGHR THMA
Increasing Toughness Increasing Toughness Uncoated
— —
TNMG 332
TNMG 160408 niw|loluw|loluvn|wvw|(n|o|n|o|lw|o Reughing P
Sl |d|la|(F]|o|c|a(d|dN|F|O=|
G| nB|SS 3 BS|S|S[8| 2
Description Geometry Code Z|Z|Z|Z|Z|Z|z|z|z|z(Z|Z|x = Application Feed Rate - DOC-in
p ry PP in (mm) (mm)
TNMG 332-MF Medium 0.004-0.016 0.004-0.059
TNMG 160408-MF (1235595 L7 L8 56 7 Finishing (0.10-0.40) (0.10-1.50)
TNMG 332-MS General Purpose 0.005-0.009 0.016-0.142
TNMG 160408-MS 11241559 68 (77 Long Chip (0.13-0.24) (0.40-3.60)
TNMG 332-ST N General Purpose 0.006-0.020 0.008-0.217
TNMG 160408-ST 121268 L> L6 25 g 2 Short Chip (0.15-0.50) (0.20-5.50)
EE
TNMG 332-MR E =) Medium 0.006-0.020 0.020-0.217
TNMG 160408-MR 1121269 L7 18|19 g2 Roughing (0.15-0.50) (0.50-6.00)
82 -
TNMG 332-55 =R} Medium 0.005-0.018 0.020-0217
TNMG 160408-SS 112-1271- 56 68 (77|15 o f E(;:Jgg?‘g 012-0.45) 0.50-5.50)
g Chip
TNMG 332-HR . 0.013-0.022 0.079-0.217
TNMG 160408-HR 112-1270- L5|L7|L6|L8 L9 56 Roughing (0.35-0.55) (2.005.50)
TNMA 332 0.006-0.024 0.004-0.236
TNMA 160408 hPRIERS R FLATTOP (0.15060) |  (0.10.00)

To order please use the geometry code plus the grade code

TURNING

Customer Service ° +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




TNMG/TNMA Inserts (continued)

Primary Applications

Steel
Stainless Steel

Cast Irons

Non-Ferrous

TNMG-MF

Negative Turning Inserts

el —

=

TNMG-ST

Cutting Tools

TNMG-MR

o

Heat Resistant Finishing FE, Mectium
Alloys
Palbit TMX TNMG-SS TNMG-HR —
MTCVD PVD Coated Cc
Increasing Toughness Increasing Toughness Uncoated -
— — =
TNMG 333 Roughing 1o Medium Reughing —
TNMG 160412 ol olololnlnlnlelnlelo =
S|I2|RISSIS 2RI 8|2 - (n)
N (M|~ NN Mo NS [=2] o
A EHE HEBEEEHEH B FeedRate- | DOC-in
Description Geometry Code | & (& | & & fafa Q| oA ja)a e Application irilmen) (an)
TNMG 333-MF Medium 0.008-0.024 0.004-0.059
TNMG 160412-MF gt L7 L8 Finishing (0.20-0.60) (0.10-150)
TNMG 333-ST (A1 General Purpose 0.007-0.024 0.008-0.217
TNMG 160412-ST 121348115 L6 24 Short Chip (0.18-0.60) (0.20-5.50)
TNMG 333-MR é = Medium 0.006-0.020 0.020-0.217
TNMG 160412-MR S L7 L8| L9 15 2 g Roughing (0.15-0.50) (0.50-5.50)
a9un
w <t
Se dium
TNMG 333-SS 2 S Me . 0.006-0.024 0.020-0.217
112-1290- 15 o =2 Roughing ! !
TNMG 160412-SS °=+ Long Chip (0.15-0.60) (0.50-5.50)
TNMG 333-HR . 0.008-0.024 0.079-0.217
TNMG 160412-HR | 121283 L5716 /1819 15 Roughing (0.20-0.60) (2.00-5.50)
To order please use the geometry code plus the grade code
palbit e TNMG-ST
MTCVD PVD Coated
TNMG 431 Increasing Toughness Increasing Toughness Uncoated
TNMG 220404 > > ki
wn wn (=] n| o n| wn wn (=] n| o (=]
Ol N|IN | FJ|O|~| NN NS — =]
L GlhR LRSS SSSE|S 2 I Feed Rate - DOC - in
Description GeometryCode | T | T | T T | T|T /|| Z|Z|2 Application in (mm) (mm)
TNMG 431-ST 112-1349- L7 General Purpose 0.006-0.020 0.008-0.315
TNMG 220404-ST Short Chip (0.15-0.5) (0.20-8.00)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING 117



) Negative Turning Inserts

Cutting Tools

TNMG/TNMA Inserts (continued)

Primary Applications TNMG-MF THMG-SY
Stainless Steel
Finishing Medium
Cast Irons
N . TNMG-MR TNMG-SS
on-Ferrous
Heat Resistant ‘ ﬁ
A”Oys Roughing 1o Medium
Palbit TMX Mactium
O MTCVD PVD Coated TNMG-HR TNMA
Z Increasing Toughness Increasing Toughness Uncoated
= —> —>
o TNMG 432
oD TNMG 220408 min|o|ln|o|uw|fw|[uw|o|un|la]o Raughing e
- RIS|NTIRIRISIASINIRIS| 5
EIEIEEE|2222 2B FeedRate- | DOC-in
Description Geometry Code (& | & (& | A |jaja Ao a6 6o Application o) (ron)
TNMG 432-MF Medium 0.004-0.016 0.004-0.118
TNMG 220408-MF 112-1369- L7 Finishing (0.10-0.40) (0.10-3.50)
TNMG 432-ST 112-1350- 15 6 * General Purpose 0.006-0.020 0.008-0.315
TNMG 220408-ST D2 Short Chip (0.15-0.50) (0.20-8.00)
g8
=
TNMG 432-MR ez Medium 0.006-0.020 0.020-0.217
TNMG 220408-MR 1121305 L7 18|19 ms 2 § Roughing (0.15-0.50) (0.50-5.50)
=
EXS) Medi
TNMG 432-5§ o= edium 0.005-0.018 0.020-0.217
TNMG 22040855 | 21330 o7 b B3 | [ (0.12:0.45) (0.50:5:50)
Sz
TNMG 432-HR =y . 0.013-0.022 0.079-0.315
TNMG 220408-HR 112-1306- L5|L7|L6|L8|L9 15 + Roughing 0.35-0.55) (2.00-8.00
TNMA 432 0.006-0.024 0.004-0.394
TNMA 220408 112-0635- L5 FLAT TOP (0.15-0.60) (0.10-10.00)
To order please use the geometry code plus the grade code
TNMG-ST TNMG-MR
Mediom Mecium
Palbit T™X TNMG 55 TNMG-HR THNMA
MTCVD PVD Coated
TNMG 433 Increasing Toughness Increasing Toughness Uncoated
—_—> —_—>
TNMG 220412 oy Fiicibia o
n mn o mn o n n n o mn (=] (=]
ol |d|aN|F|oe(c|N(N|N[F|o| «
E— J Glh Ao bSSS|SSS|S] Applicati Feed Rate - DOC-in
escription GeometryCode | T | T | T /T ||| T (|| (| pplication in (mm) (mm)
TNMG 433-ST General Purpose 0.007-0.024 0.008-0.315
TNMG 220412-5T 121354 115|116 A Short Chip (0.18-0.60) 0.208.00)
TNMG 433-MR Za Medium 0.006-0.020 0.020:0217
TNMG 220412-MR | 1121307 L 1819 5 Sz Roughing (0.15-0.50) (0.50-5.50)
TS -
TNMG 433-55 =X Medium 0.006-0.024 0.020:0.217
™NMG 220412-55 | 1121368 o Se i (0.15-0.60) (0505.50)
aovu
m <t
TNMG 433-HR SE . 0.008-0.024 0.079-0.315
TNMG 220412-HR | 1121308 L5 L7168 19 15 E Roughing 0.20-0.60) (2.00-8.00)
TNMA 433 + 0.008-0.031 0.004-0.394
TNMA 220412 A FLATTOP (0.20-0.80) (0.10-10.00)

To order please use the geometry code plus the grade code
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Negative Turning Inserts

R
Cutting Tools
TNMG/TNMA Inserts (continued)
Primary Applications
Steel
Stainless Steel
Cast Irons
TNMG-ST TNMG-MR
Non-Ferrous
Heat Resistant é ‘
Alloys
Medium Medium
Palbit TMX
;i TNMA
MTCVD PVD Coated e
Increasing Toughness Increasing Toughness Uncoated
e —_—>
TNMG 434
TNMG 220416 niw|o|ln|o|u|wvw|in|oc|lun|a]e Rovating s
ofl-(N(a|[F|o(=|a|8|a|F|=| «
N (M|~ NN Mmoo NS [=2] o
ZIZEEEI2EE2EEIE T Feed Rate - DOC-in
Description Geometry Code | & (& | & |afaja Q| a6 a6 )a)a Application () a
TNMG 434-ST * General Purpose 0.008-0.028 0.012-0.236
TNMG 220416-ST 124351115 L6 R Short Chip (0.20-0.70) (0.30-6.00)
o wn
€=
TNMG 434-MR 2z Medium 0.009-0.026 0.031-0.217
TNMG 220416-MR el L8 (L9 E § Roughing (0.23-0.65) (0.80-5.50)
E =
59
TNMG 434-HR U é . 0.010-0.028 0.079-0.299
TNMG 220416-HR 1121309 {15\ L7116| L8 L9 § o Roughing (0.25-0.70) (2.00-7.60)
2z
TNMA 434 e 0.008-0.039 0.004-0.299
TNMA 220416 12:0637- 115|116 D2 v FLATTOP 0.20-1.00) (0.10-7.60)
To order please use the geometry code plus the grade code
palbit o TNMG-ST TNMG-HR
MTCVD PVD Coated
TNMG 543 Increasing Toughness Increasing Toughness Uncoated
TNMG 270612 > > Eo Roughing
wn wn o n| o wn|wn mn o n| o o
Ol NN |FJ|O || N NN — =
L Glh/B L EIEES SIS SIS 2 I Feed Rate - DOC - in
Description GeometryCode | T | T | T T ||/ T |Z(Z|Z|Z|2 Application in (mm) (mm)
TNMG 543-ST 112-1569- 77 Q 2 General Purpose 0.007-0.024 0.008-0.346
TNMG 270612-ST § = Short Chip (0.18-0.60) (0.20-8.80)
28
ER
32
22
TNMG 543-HR g& . 0.008-0.024 0.079-0.433
TNMG 270612-HR | 1121967 75 gz Roughing (0.20-0.60) (2.00-11.00)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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) Negative Turning Inserts

Cutting Tools

TNMG/TNMA Inserts (continued)

Primary Applications

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant
Alloys
U] Palbit Ul TNMG-ST TNMG-HR
2 MTCVD PVD Coated
— Increasing Toughness Increasing Toughness Uncoated
= — —
o TNMG 544 g Ao
- TNMG 270616 nlw|lo|n|e|w|lv|n|a|ln|e|eo
~ HEEEHEHEEEIHEE
IZIE2IEI2EEEIEIBIE T Feed Rate - DOC-in
Description Geometry Code Application in (mm) (mm)
TNMG 544-ST 21571 - %S EE:;E:; 0.008-0.028 0.008-0.346
- bt 0.20-0.70 0.20-8.80
TNMG 270616-ST § £ Short Chip ( ) ( )
g8
=N
==
S g
22
O wi
TNMG 544-HR = S . 0.013-0.030 0.079-0.433
TNMG 270616-HR T 7 S f Roughing (0.35-0.75) (2.00-11.00)

To order please use the geometry code plus the grade code

Palbit TMX TNMG-ST TNMG-HR
MTCVD PVD Coated
TNMG 666 Increasing Toughness Increasing Toughness Uncoated
TNMG 330924 > > 2 Roughing
mni wm o|lwm|o niwmiumlio|lum|o (=]
Sl (N|N|[F]o || NIT] = -

L Lh|h| AL G|IS|ISSSIE|S| 2 L Feed Rate - DOC-in
Description GeometryCode | T | T | T T | T|T /|| Z|Z|Z 25 Application in (mm) (mm)
TNMG 666-ST D General Purpose 0.017-0.063 0.043-0.413
TNMG 330924-ST 12-1572- 7115 % 2 Short Chip (0.45-1.60) (1.10-10.50)

o T

23

=

cF

22

O W
TNMG 666-HR 2 S . 0.016-0.039 0.079-0.472
TNMG 330924-HR 2l 7115 Ef Roughing (0.40-1.00) (2.00-12.00)

To order please use the geometry code plus the grade code
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Negative Turning Inserts

L .
Cutting Tools
VNMG/VNMA Inserts
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Res;\sﬁz;: VNMG-MS RRGHR
Palbit TMX
s w —
MTCVD PVD Coated (e
Increasing Toughness Increasing Toughness Uncoated Medium to Finishing Medium > v
VNMG 331 — — =2
VNMG 160404 nlw|olw|alw[w[wlanlale >
ol |dla|F|o-|dd|AN|F]=| z
S 030D g EE g ElE . Feed Rate - DOC-in o
Description GeometryCode |Z (Z ([ Z | ZE|ZEIZIZEIZIEIZEIZEIZ Application A
in (mm) (mm)
VNMG 331-MS g a General Purpose 0.004-0.007 0.008-0.140
VNMG 160404-MS 12:1579- 6877 Sz Long Chip (0.10-0.18) (0.20-3.6)
28
ER
=
o=
22
VNMG 331-MR Qe Medium 0.004-0.012 0.039-0.157
VNMG 160404-MR | 1121278 L8| 7 52 Roughing 0.10-03) (1.04.0)
To order please use the geometry code plus the grade code
Palbit | T™MX VNMG-MS VNMG-MR VNMG-ST
MTCVD PVD Coated
VNMG 332 Increasing Toughness Increasing Toughness Uncoated ¢
VNMG 160408 Medium Finishi Medium Medium
miwi ool v unloln|eofo SIS
ol-|la|la|Flo|c|a|a|NFlIo|
I d GlhBbbLsS|ISSS(SS|S 2 Applicati Feed Rate - DOC-in
escription GeometryCode | = | T | T | T (Z|Z|E|Z(Z|Z|EIZ pplication in (mm) (mm)
VNMG 332-MS + General Purpose 0.004-0.009 0.008-0.140
VNMG 160408-MS AL 68|77 g Long Chip (0.15-0.25) 02036)
g8
=
VNMG 332-ST ez General Purpose 0.006-0.020 0.008-0.138
VNMG 160408-sT | 1121277 15 L7116 119 g3 Short Chip (0.15-0.5) 0.20350)
=~
50
VNMG 332-MR Y % Medium 0.006-0.020 0.039-0.157
VNMG 160408-MR | 121279 L7 8| 7 83 Roughing 0.1505) (10-4.0)
=
VNMA 332 =T .004-.019 .004-.130
VNMA 160408 112-1077- |15 v Flat Top 009 01033
To order please use the geometry code plus the grade code
Palbit | x Viiio-en
MTCVD PVD Coated
VNMG 432 Increasing Toughness Increasing Toughness Uncoated
VNMG 220408 > ? Medium
mn i wm oo mniwmimlio|lum|o o
S|l N|IN|IFIOoO(-I NN N | =
. e cod LhibhlBbhbls|SS|S(S|s|S| 2 licati Feed Rate - DOC-in
Description eometryCode ([T /T /T /T T|T T T T T T|T Application in (mm) (mm)
VNMG 432-MR Medium 0.006-0.020 0.059-0.197
VNMG 220408-MR 112:1581- AR Roughing 0.15-05) (1.50-5.00)

To order please use the geometry code plus the grade code

TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING 121
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Cutting Tools

) Negati

S———

ve Turning Inserts

WNMG/WNMA Inserts

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Primary Applications

Heat Resistant
Alloys WNMG-MF WHNMG-MR
Palbit TMX
MTCVD PVD Coated ‘
Increasing Toughness Increasing Toughness Uncoated
WNMG 331 —_— D — Finishing Medium
WNMG 060404
ni wmM o|lum|o niwm i wm o | wmlio o
Ol I NN | IO |~ N N N[~ —
SRR D Dlgg e g g gl FeedRate- | DOC-in
Description GeometryCode |Z ([Z ([ Z | Z|ZEIZIZEIZIEIZEIZIE (1.50-5.00)" e )
WNMG 331-MF 112-1207- L7 2 3 Medium 0.002-0.008 0.004-0.060
WNMG 060404-MF Sz Finishing (0.05-0.2) (0.10-1.5)
g
=N
Eg
p}
2%
WNMG 331-MR SE Medium 0.004-0.012 0.020-0.118
WNMG 060404-MR | 1121240- %6 g= Roughing 010:0.3) 0503.0
To order please use the geometry code plus the grade code
Palbit TMX WNMG-MF WNMG-MR WNMG-SS
MTCVD PVD Coated
WNMG 332 Increasing Toughness Increasing Toughness Uncoated
— —
WNMG 060408 Finishing Medium Roughing 1o Medhim
mniwm oo mniwmimlio|lum|o o
S|l |N|IN|IFIO (N NN TS| =
i . Cod LihlBbbls|SSS(S|s|S| 2 licati Feed Rate - DOC-in
Description eometryCode ([T T /T /T T|T T T T T T|T Application in (mm) (mm)
WNMG 332-MF i Medium 0.004-0.016 0.004-0.060
WNMG 060408-MF 112:1208- 1 8 %6 <34 Finishing 0.10-0.40) (0.10-1.5)
o=
28
WNMG 332-MR ER Medium 0.006-0.024 0.020-0.118
WNMG 060408-MR | 1121168 L7 L8 15 32 Roughing (0.15-0.60) (0.50-3.0)
22
28 Medi
WNMG 332-55 PR 5 2=z Roughine 0.006-0.020 0.020-0.118
WNMG 060408-55 v Long Chip (0.15-050) (0.50-3.0)

To order please use the geometry code plus the grade code
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WNMG/WNMA Inserts (continued)

Steel
Stainless Steel
Cast Irons

Non-Ferrous

Heat Resistant
Alloys

Primary Applications

Negative Turning

WNMG-MF

WHNMG-MR

Cutting Tools

WHNMG-SS

Palbit TMX
MTCVD PVD Coated A e
Increasing Toughness Increasing Toughness Uncoated
WNMG 431 e —_— Finishing Medium Roughing to Medium
WNMG 080404 almlalmlellwlmlalalnlelle
Sl ||l o|dNlNAN|ITI| -

L YRRy R R AR R g R R g N Feed Rate - DOC-in
Description GeometryCode | Z ([ ([ Z | E|ZEIZIZIZEIEIEIEIE Application I (mm)
WNMG 431-MF * . B 0.002-0.008 0.004-0.060
WNMG 080404-MF 112-1213- L7 56 77 g ” Medium Finishing 0.05-0.2) 0.10-1.5)

& W
2=
g3
WNMG 431-MR ER Medium 0.004-0.012 0.016-0.215
WNMG 0godoa-mR| 1121356 Lo cE: Roughing (0.10-03) (0405.5)
22
==
2z
WNMG 431-SS 112-1323- 19 e = Medium Roughing 0.006-0.020 0.020-0.118
WNMG 080404-SS + Long Chip (0.15-0.50) (0.50-3.0)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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y

Cutting Tools

Negative Turning Inserts

WNMG/WNMA Inserts (continued)

Primary Applications WNMG-MF WNMG-MS WNMG-ST
Stainless Steel
Finighing to Finishing A
Cast Irons
WNMG-MR WNMG-SS
Non-Ferrous
Heat Resistant ‘ é
Alloys
Medium Roughmg to Medium
Palbit VX
WNMG-HR WNMA
MTCVD PVD Coated
Increasing Toughness Increasing Toughness Uncoated
WNMG 432 —_— NG
WNMG 080408 Roughiog
m|iw|lo|wvw|o|wv|wv|wvw|lo|w|a]e Rouahing oughing
S| | NN TN NN S =
ShRbEls|g eSS e ElS 2 Feed Rate - DOC-in
Description GeometryCode | Z (T ([ Z | Z|ZEIZIZIZIEIZEIZEIE Application .
in (mm) (mm)
WNMG 432-HA . 0.004-0.016 0.004-0.059
WNMG 0g0d0gHa | O VN2 2 Aluminum (0.10-0.40) (0.10-1.50)
WNMG 432-MF Medium 0.004-0.016 0.004-0.059
WNMG 080408-MF Lz L7 L8 26 Finishing (0.10-0.40) (0.10-1.50)
WNMG 432-MS General Purpose 0.005-0.009 0.016-0.142
WNMG 080408-Ms | 11271588 6877 A Long Chip 0.13-024) (0.40-3.60)
o
WNMG 432-ST 112-1163 L5 lE= General Purpose 0.006-0.020 0.008-0.236
WNMG 080408-ST iaad Q2 § Short Chip (0.15-0.50) (0.20-6.00)
E =
=
WNMG 432-MR Z % Medium 0.006-0.020 0.020-0.217
WNMG 080408-MR 112-1327- L5(L7|L6|L8|L9 56 77|15 g é Roughing (0.15-050) (0.50-5.50)
a o
& f Medium
WNMG 432-SS . 0.005-0.018 0.020-0.224
WNMG 08040855 | 1271326 % 68177115 f:nugh'".g (0.12-0.45) (0.50-5.70)
g Chip
WNMG 432-HR . 0.008-0.024 0.079-0.217
WNMG 080408-HR | 121127 R B 15 Roughing (0.20-0.60) (2.00-5.50)
WNMA 432 0.006-0.024 0.004-0.217
WNMA 080408 112:0835- 1 L5 Lo FLATTOP (0.15-0.60) (0.10-5.50)

To order please use the geometry code plus the grade code

TURNING
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Negative Turning Inserts

e el
Cutting Tools
WNMG/WNMA Inserts (continued)
Primary Applications WNMG-MF WNMG-MS WNMG-ST
Stainless Steel
Finiahing Mad to Finishing
Cast Irons
WNMG-MW WNMG-MR WNMG-SS
Non-Ferrous
Heat Resistant ‘ ‘ é
Alloys
= X Medium Wiper Modium Roughing to Medium
albit
WNMG-HR WHMA
MTCVD PVD Coated
Increasing Toughness Increasing Toughness Uncoated
WNMG 433 — —
WNMG 080412 I P
n|iw|o|unn|o|luw|wvw|wn|o|wn|elo oA -
ol |d|N| o~ N(NIN|[F|—
- AHEEREE BB EEE AR - FeedRate- | DOC-in
Description GeometryCode | Z |Z (X | ZE|ZIZEIZEIZEIZEIE|E Application A
in (mm) (mm)
WNMG 433-MF Medium 0.008-0.024 0.004-0.059
WNMG 080412-MF 112-1589- L7 L8 % n Finishing (0.20-0.60) (0.10-1.50)
WNMG 433-MS General Purpose 0.006-0.012 0.004-0.059
WNMG 080412-MS 112-1590- 68177 Long Chip (0.16-0.29) (0.10-1.50)
WNMG 433-ST 112-1164- L5 * General Purpose 0.007-0.024 0.008-0.236
WNMG 080412-ST D Short Chip (0.18-0.60) (0.20-6.00)
o wn
£z
WNMG 433-MW ez . 0.008-0.035 0.020-0.197
WNMG 080a12-mw | 1121371 L7]L6 |18 g3 Wiper (0.20-0.90) (0.50-5.00)
EF
=
WNMG 433-MR 4 % Medium 0.006-0.020 0.031-0.217
WNMG 080412-MR 112-1261- L7 18|19 % n @ g Roughing (0.15-0.50) (0.80-5.50)
2z
WNMG 433-SS e Medium Roughing 0.006-0.024 0.020-0.224
WNMG 080412-5S 12:1591- % 68177115 + Long Chip (0.15-0.60) (0.50-5.70)
WNMG 433-HR . 0.008-0.024 0.079-0.217
WNMG 080412-HR | 11271128 15|17 189 %6 7 Roughing 0.20-0.60) (2.00-5.50)
WNMA 433 0.008-0.031 0.004-0.217
WNMA 080412 lesierie= B FLATTOP (0.20-0.80) (0.10-5.50)
To order please use the geometry code plus the grade code
Palbit TMX WNMG-ST WNMA
MTCVD PVD Coated
WNMG 434 Increasing Toughness Increasing Toughness Uncoated
WNMG 080416 — — Rough
ek s oughing
un n o mn o n mn mn o mn o o e
Ol NN IO~ NN N |} — =
ShRhh|S S S S e sle 2 Feed Rate - DOC-in
Description GeometryCode | Z |Z |Z | Z|Z|Z(Z|Z|Z|Z|ZEIZ| T Application A
in (mm) (mm)
WNMG 434-ST i General Purpose 0.008-0.028 0.012-0.236
WNMG 080416-ST elseEs L5 % e Short Chip (0.20-0.70) (0.30-6.00)
°3
= >
ER
SE
aovu
w <t
WNMA 434 2 % 0.008-0.039 0.004-0.217
WNMA 080416 12:1382- 15| 116 £ f FLATTOP 0.20-1.00) (0.10-5.50)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

I ——

Positive Turning Inserts

CCMT/CCAGT Inserts

Steel

Stainless Steel

Primary Applications

CCGTAK 7° CCMT-FP
Cast Irons O
Non-Ferrous Q -
-
Heat Resistant ’ Fine Finishing
AIons Aluminum
Palbi TMX CCMT-FM CCGT-FS
CCMT 21.50.5 albit
CCGT 21.50.5 MTCVD PVD Coated 5
CCMT 060202 Increasing Toughness Increasing Toughness Uncoated
—_ e Vs Fvinhing Fine Finishing
CCGT 060202 to Finishing
slelsigiel822|SRSF]S
Geometry Bla|Blo|BlE|8|8e|8 2|k é Feed Rate DOC-in
HoL X I I I I . . - -
Description Code i (N [ [ R N LR (R R R SRR R BN R Application in (mm) (mm)
CCGT 21.50.5-AK 0.001-0.005 0.002-0.118
CCGT 060202-AK 6-CCG-210 2 ALUMINOM. |0 03.012) | (0.053.0)
CCMT 21.50.5-FP . 0.001-0.004 0.024-0.066
COMT 060202-FP 112-1655- 54 Short Chip | FINE FINISHING | ") 027"y (0.60-1.70)
CCMT 21.50.5-FM FINE FINISHING 0.001-0.003 0.002 - 0.067
CCMT 060202-FM U325 6768 ToughMat. | ‘16 EINISHING | (0.03-0.08) (0.06-1.7)
CCGT 21.50.5 -FS FINE FINISHING 0.005-0.018 0.004-0.039
CCGT 060202-FS s 68 ToughMat. | 1o EinisHiNG | (0.03-0.06) (0.10-1.0)
To order please use the geometry code plus the grade code
CCGT-AK  7° CCMT-FP
I.
- ’
Aluminum Fine Finishing
CCMT 21.51 [t |TMX CCGT-FS CCMT-FM CCMT-MP COMT-MM
€CaT 21.51 MTCVD PVD Coated
CCMT 060204 Increasing Toughness Increasing Toughness Uncoated H . H
CCGT 0602042 > >
Fine Finishing Firvs Finvishing Finishing Fustiing
e || m - n|io|wn|n|o|wn = s Finishing
HHEHHEHHEEEREE v | pocs
. o eed Rate — -in
Description GeometryCode | | £ |Z | £ |2 |Z|Z|Z|Z|Z|Z(Z|Z|T Application in (mm) (mm)
CCGT 21.51-AK 0.001-0.006 0.004-0.118
CCGT 060204-AK 6-CCG211 2 ALUMINOM |0 03.015) | (0.10-3.0)
Egm 325§OZPFP 112-1658- | | 54 68 Short Chip | FINE FINISHING
) 0.002-0.004 0.024-0.066
(0.03-0.11) (0.60-1.70)
CCMT 21.51-FM )
COMT 060204-FM 112-1657- 67| 68 Long Chip | FINE FINISHING
CCGT 21.51-FS FINE FINISHING 0.005-0.018 0.004-0.039
CCGT 060204-FS e >4 68 ToughMat. | 1o einiskinG | (0.03-0.06) (0.10-1.0)
CCMT 21.51-MP . 0.003-0.009 0.016-0.094
CCMT 060204-MP eGEr= 68 Short Chip FINISHING (0.08-0.23) (0.40-2.40)
CCMT 21.51-MM . 0.002-0.007 0.008-0.094
CCMT 060204-MM 112-1696- 67| 68 Long Chip FINISHING (0.06-0.17) 0.20-2.40)

To order please use the geometry code plus the grade code
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Positive Turning Inserts
e ——

Cutting Tools
CCMT /CCGT Inserts (continued)
Primary Applications
Steel
suiesssied | || [s]o] Jeleelele]e] |
Cast Irons
Non-Ferrous
Heat Resistant
Alloys CCGT-AK  7° CCMT-MP
O
Palbi TMX
CCMT 21.52 albit @ . —
CCGT 21.52 MTCVD PVD Coated C
H H y Firanhin,
CCMT 060208 Increasing Toughness Increasing Toughness Uncoated Aluminum a 2
CCGT 060208 —
slelglalelslelelslslale|e =
AR ElE N il | e @
. s eed Rate - -in
Description GeometryCode | %= [z |Z |2 |2 |Z(ZE(Z|Z|Z(ZE(Z|E|T Application i) )
CCGT 21.52-AK 0.001-0.020 0.004-0.118
CCGT 060208-AK 6-CC6212 2 ALUMINOM | 03.050) | (0.103.0)
CCMT 21.52-MM . 0.003-0.009 0.008-0.094
CCMT 060208-MM 112-1660- 67 | 68 Long Chlp FINISHING 0.08-0.23) 0.20-2.40)
To order please use the geometry code plus the grade code
CCGT-AK 7° CCMT-FP
b,
o .
Aliminum Fine Finishing
CCMT 32.50.5 Palbit ™X CCGT-FS COMT-FM
€CGT 32.50.5 MTCVD PVD Coated
CCMT 0971302 Increasing Toughness Increasing Toughness Uncoated
CCGT 097302 > > Fine Finishing e
to Finkshin
mlnlo|lnw|lolw|o|vn|nun|o(un|la] o S
AR BRI BE Feed Rat DOC-i
. e o eed Rate - -in
Description GeometryCode | £ |Z |Z |Z |2 |Z|E(ZE(Z|E[(Z(E|E Application ) i)
CCGT 32.50.5-AK 0.001-0.006 0.004-0.118
CCGT 09T302-AK 6-CC6-320 2 ALUMINOM. |0 03015 | (0.103.0)
CCMT 32.50.5-FP .
CCMT 09T302-FP 112-1690- 54 Short Chip | FINE FINISHING
0.002-0.004 0.024-0.066
COMT 32.50.5-EM (0.03-0.11) (0.60-1.70)
COMT 0oTson v | 1121689 67 |68 Long Chip | FINE FINISHING
CCGT 32.50.5-FS FINE FINISHING 0.005-0.018 0.004-0.039
CCGT 09T302-FS vl D2 68 Tough Mat. | 1o EiniskiNG | (0.03-0.06) (0.10-1.0)
CCGT 32.50.5-FN 0.001-0.006 0.004-0.118
CCGTO9T302FN | 11271886 10 ALUMINOM |0 03015 | (0.10.3.0)

To order please use the geometry code plus the grade code

TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING 127



Cutting Tools

Positive Turning Inserts

CCMT /CCGT Inserts (continued)

Primary Applications CCGTAK 7° COMT-FP
suesssee | o oo |elelelelelef | | ;
Aluminum Fine Finishing
Cast Irons GBS
CCMT-FM CCMT-FW
Non-Ferrous
Heat Resistant ! ’
Alloys FOOFASN e cocamg  Pon s o
o CCMT 32.51 Palbit L cemT-MP comT-MM
= CCGT 32.51 | MTﬁVDh | PVD C;)at(:d Uncosted
e ncreasing foughness ncreasing foughness ncoatet
2 CCMT 097304 > — >
oc CCGT 097304 Finithing [—
: nlnlo|luwle|l8[(2|ILIRIKISQ S =
- HHEIHEHE HEHEERBREE i
Description GeometryCode | £ [ [Z |2 |2 |Z(ZE|(Z|Z|Z(Z(Z|E|T Application Feiﬁd(:a"t‘t)a - D?nfr;)m
CCGT 32.51-AK 0.001-0.012 0.004-0.197
CCGT 09T304-AK 6-cca31 2 ALUMINOM | 6.03.030) | (0.105.0)
CCMT 32.51-FP . 0.002-0.009 0.004-0.079
CCMT 09T304-FP 112-1666- 68 Short Chip | FINE FINISHING 0.06-0.23) 0.11-2.00)
CCMT 32.51-FM . 0.002-0.004 0.024-0.076
COMT 09T304-FM 112-1692- 67|68 Long Chip | FINE FINISHING 0.03.0.11) 0.60-2.00)
CCGT 32.51-FS FINE FINISHING | 0.003-0.010 0.020-0.118
CCGT 09T304-FS AR D2 68 Tough Mat. | 1o ENisHING | (0.08-0.25) (0.50-3.0)
CCMT 32.51-FW . 0.003-0.012 0.012-0.118
CCMT 09T304-FW 112-1399- 67 | 68 Wiper FINISHING 0.07-0.30) 0.30-3.0)
ggm 33%5310'2’_'&[, 112-1700- 54 Short Chip FINISHING
0.003-0.009 0.010-0.118
CCMT 32.51-MM (0.08-0.23) (0.25-3.0)
CoMT 09'T30' avm | 1121699 54 67 | 68 Long Chip FINISHING

To order please use the geometry code plus the grade code
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CCMT /CCGT Inserts continued

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Primary Applications

Positive Turning Inserts

CCGT-AK  7° CCMT-FP
gD
2 .
Aluminum Fine Finishing
CCMT-FM COMT-FW

Cutting Tools

Alloys
Finw Finishng Wipss
Palbi TMX
CCMT 32.52 albit p—
CCGT 32.52 MTCVD PVD Coated
CCMT 09T308 Increasing Toughness Increasing Toughness Uncoated H !
CCGT 097308 Piichleg Fiishing
m|ln|lo|lnw|lolw| o vio|lwie]e
g8 loc|lr|an|lala|T] =
e E R clg|8lg g gkl é Feed Rate - DOC-in
Description GeometryCode |z |z [z |z |z |Z|Z(Z|ZIZEIZIEIZ Application in (mm) (mm)
CCGT 32.52-AK 0.001-0.012 0.004-0.197
CCGT 09T308-AK 6-CC6-322 2 ALUMINOM. | “003.030) | (0.105.0)
CCMT 32.51-FP . 0.002-0.009 0.004-0.079
CCMT 09T308-FP 112-1652- L7 54 68|77 Short Chip | FINE FINISHING 0.06-0.23) 0.11-2.00)
CCMT 32.52-FM . 0.002-0.004 0.024-0.076
CCMT 09T308-FM 112-1651- L8 54 67|68 Long Chip | FINE FINISHING 0.03-0.11) 0.602.00)
CCMT 32.52-FW - 005 -.020 .012-.118
CcMT 09308 Fw | 121744 67 Wiper FNISHING | (012.050) | (033.0)
CCMT32.52-MP .
CCMT 097308-MP 112-1687- 68 Short Chip FINISHING
0.003-0.009 0.010-0.118
COMT 32.52-MM (0.08-0.23) (0.25-3.0)
CCMT 09T308-MM 112-1686- L7 D2 67|68 Long Chip FINISHING
CCMT 32.52-MK 0.004-0.012 0.020-0.118
CCMT 09T308-MK | 11271685 D2 FINISHING | “010.030) |  (0503.0)
To order please use the geometry code plus the grade code
Palbit VX ceeTAK 70
)
MTCVD PVD Coated 0
CCGT 430 Increasing Toughness Increasing Toughness Uncoated <
CCGT 120400 - - Al
m|ln|lo|lnw|lolw|o|vw|vio|lvwie]eo
JHHHHHBHEERHBE v ooc
s P22 22 I P eed Rate - -in
Description GeometryCode |z |Z |z |2 |2 |Z|Z(Z(ZEIEIEI|E Application oy i
CCGT 430-AK 0.001-0.012 0.004-0.197
CCGT 120400-AK 6-CCG-430 2 ALUMINUM (0.03-0.30) 0.105.0)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

—

Positive Turning Inserts

CCMT/CCGT

Inserts

(continued)

Steel

Stainless Steel

Primary Applications

CCGT-AK  7° CCGT-AL CCMT-FP
Cast Irons . c
! - |
Non-Ferrous 0 Q’ .
' b =——
Heat Reisl::ant Al F;:I.‘F:II:;::I;U Fire Fiihing
oys
Palbi CCMT-MP COMT-MM CCMT-FM
TMX
CCMT 431 albit
CCGT 431 MTCVD PVD Coated
I ing Tough I ing Toughl Uncoated
w CCMT 120404 ncreasmg_o;g ness ncreamg ness s s i R
= o d 5lohlnlEls|e|S|ee|e|s]S é licati Feed Rate- | DOC-in
E Description GeometryCode | £ | Z | Z | £ | £ TIZEIZIZEIZEIZEIZIZ Application in (mm) (mm)
- CCGT431-AK 6-CCG-431 2
= CCGT 120404-AK ALUMINUM 0.001-0.020 0.004-0.197
CCGT 431-AL 211-0062- 10 (0.03-0.50) (0.10-5.0)
CCGT 120404-AL
CCMT 431-FP 112-1665- L7 54 68 Short Chip
CCMT 120404-FP 0.002-0.011 0.006-0.094
FINE FINISHING g ’ g ’
CCMT 431-FM . (0.07-0.27) (0.14-2.40)
112-1664- L8 68 Long Chip
CCMT 120404-FM
CCMT 431-MP 112-1719- 54 68 Short Chip
CCMT 120404-MmP 0.004-0.011 0.010-0.142
FINISHING g ’ g ’
CCMT 431MM . (0.09-0.27) (0.30-3.60)
112-1718- 68 Long Chip
CCMT 120404-MM
To order please use the geometry code plus the grade code
CCGT-AK 7° g
CCMT 432 Palbit |TMX CCMT-MP CCMT-MW COMT-MM
CCGT 432 MTCVD PVD Coated @
CCMT 120408 Increasing Toughness Increasing Toughness Uncoated ~
CCGT 120408 A e RS e ity
AR BEBHRBEBE
ARG EE HEE R EEE RS Feed Rate DOC-in
e 2 A = =
Description GeometryCode | Z | Z [Z | Z | £ TIZIZZEIZEIZEIZEIZ Application i) ()
CCGT 432-AK 0.001-0.031 0.004-0.217
CCGT 120408-AK 6-CC6-432 2 ALUMINUM 19 04.0.80) 0.105.5)
CCMT 432-MP . 0.005-0.014 0.010-0.142
CCMT 120408-MP 112-1722- L8 54 68 Short Chip FINISHING 0.13-036) (0.60-3.60)
CCMT 432-MW ) 0.005-0.020 0.028-0.157
CCMT 120408-FM 112-1413- 54 Wiper FINISHING (0.15-0.50) 0.70-4.00)
CCMT 432-MM . 0.005-0.014 0.010-0.142
CCMT 120408-MM 112-1721- 54 67 | 68 Long Chip FINISHING 0.13-0.36) (0.30-3.60)
To order please use the geometry code plus the grade code
palbit —— CCMT-MP CCMT-MM
MTCVD PVD Coated H
CCMT 433 Increasing Toughness Increasing Toughness Uncoated
CCMT 120412 > —> Finishing Fiushing
sl=lslalgla]2]elalalalg]e
- d E E g ; E S8 8|e|e(s|8|2 licati Feed Rate- | DOC-in
Description GeometryCode | Z | Z | Z | £ | £ TIZEIZEIEIZEIZEIZEIZ Application in (mm) (mm)
CCMT 433-MP .
CCMT 120412-MP 121724 Lp e Shart Chip 0005-0014 | 410,012
FINISHING (0.13-0.36) y )
CCMT 433-MM 112-1723- 7 Lona Chi (0.30-3.60)
CCMT 120412-MM g-hip

To order please use the geometry code plus the grade code
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Cutting Tools

DCMT /DCGT

Steel
Inserts
Stainless Steel
DCGT-AK 7° DCMT-FP P
Cast Irons
Non-Ferrous -
Heat Resistant Aluminum Fine Finishing
Alloys
Palbit — DCMT-FM T DCGT-FS T
DCMT 21.50.5
DCGT 21.50.5 PVD Coated o 2
Increasing Toughness Uncoated
DCMT 070202 —_— Fine Finishing _|
DCGT 070202 Fine Finishing 10 Finishing C
n|lo|w|wm|o| wn|o = -
o - - o o o < - =
glglglglg|lg|elg|e Feed Rate DOC - in =
inti T x| ||| || Rt - - —
Description GeometryCode | £ ([ ZE [ ZE | ZE | ZE|E|E| £ Application e o =
(n)]
DCGT 21.50.5-AK 0.001-0.008 0.002-0.118
DCGT 070202-AK 6-0¢G-210 2 ALUMINUM (0.03-0.20) 0053.0)
DCMT 21.50.5-FP .
112-1675- 77 Short Chip FINE FINISHING
DCMT 070202-FP 0.001-0.004 0.003-0.059
DCMT 21.50.5-FM . ANEFNISHING T | (03-011) (0.06-1.50)
DCMT 070202-FM 112-1674- 68 Long Chip FINISHING
DCGT 21.50.5-FS FINE FINISHING TO 0.005-0.005 0.004-0.059
DCGT 070202-FS Ulertlze. - 68 Tough Mat. FINISHING (0.03-0.12) (0.10-1.50)
To order please use the geometry code plus the grade code
DCMT-MM 7
Palbit TMX
PVD Coated o
DCMT 21.51 Increasing Toughness Uncoated
DCMT 070204 > Finishing
wn o wn n o n (=) o
o - - o o o < - =
s 8| 8|l8|8| &8s g Feed Rate - DOC-in
Description GeometryCode | £ | Z | X | Z | ZE | ZE | ZE| £ Application e T
DCMT 21.51-MM . 0.003-0.009 0.004-0.089
DCMT 070204-MM 112-1680- 67 | 68 Short Chip FINISHING 0.08-0.23) 0.19-2.25)
To order please use the geometry code plus the grade code
) . DCMT-MM 7
palbit o DCMT-MP T
PVD Coated °
DCMT 21.52 Increasing Toughness Uncoated
DCMT 070208 > Finishing Finishing
wn o wn n o n S o
o - - o o o - =
sl g|e|g|lglk|lg|e Feed Rate - DOC - in
Description GeometryCode | £ | Z [ Z | ZE | ZE | E | E| £ Application o) i)
DCMT 21.52-MP . 0.003-0.009 0.004-0.089
DCMT 070208-MP Uiz 68 Short Chip FINISHING (0.08-0.23) (0.19-2.25)
DCMT 21.52-MM . 0.003-0.009 0.004-0.089
DCMT 070208-Mm | 1121683- | D2 68 Long Chip FINISHING (0.08-0.23) 0.19-2.25)
To order please use the geometry code plus the grade code
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Cutting Tools

DCMT/DCGT Inserts (continued)

Steel
Stainless Steel
Cast Irons

Non-Ferrous

Primary Applications

DCGT-AK 7°

DCMT-FP

I

<z~

Heat Resistant
AlloyS Aluminum Fine Finishing
U] DCMT 32.50.5 Palbit ™ ot
=2 DCGT 32.50.5 PVD Coated
E DCMT 117302 Increasing Toughness Uncoated
z DCGT 1 1T302 Fine Finishing
oD nle|lwiniglulgle
= HHHEEIFHHE T
L I N eed Rate - -in
Description GeometryCode | £ | Z [ X | ZE | ZE | E | £ | £ Application in (mm) (mm)
DCGT 32.50.5-AK 0.001-0.012 0.002-0.157
DCGT 11T302-AK 6-0CG-320 2 ALUMINUM (003-030) 0.05-4.0)
DCMT 32.50.5-FP ) 0.001-0.006 0.003-0.079
DCMT 117302-FP 112-1668- 77 Short Chip FINE FINISHING 0.03.0.15) (0.06.2.00)
DCMT 32.50.5-FM ) FINE FINISHING TO 0.001-0.006 0.003-0.079
DCMT117302FM | 1271667 68 Long Chip FINISHING 0.03-0.15) (0.06-2.00)
To order please use the geometry code plus the grade code
DCGT-AK  7° DCMT-FP ™
Aluminum Fine Finishing
DCMT 32.51 Palbit TMX DCMT-FM ™ DCMT-MP 7
DCGT 32.51 PVD Coated
DCMT 117304 Increasing Toughness Uncoated °
DCGT 117304 —_
Fine Finishing Finishing
n o wn n o n o o
L L eed Rate - -in
Description GeometryCode | £ | Z |ZE | Z | ZE|Z|Z|E| T Application ) )
DCGT 32.51-AK 0.001-0.020 0.004-0.157
DCGT 11T304-AK 6-DCG-321 2 ALUMINUM (0.03-0.50) 0.10-4.0)
DCMT 32.51-FP .
112-1711- 54 68 Short Chi FINE FINISHING
DCMT 11T304-FP P 0.003-0.009 0.005-0.079
DCMT 32.51-FM ) FINEFINISHING To | (0:06-0.23) 0-11-2.00)
DCMT 11T304-FM 112-1710- 68 Long Chip FINISHING
DCMT 32.51-MP . 0.003-0.009 0.010-0.118
DCMT 117304-MP 112-1648- 54 68 Short Chip FINISHING 0.08-0.23) (0.25.3.00)
To order please use the geometry code plus the grade code
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DCMT/DCGT Inserts (continued)

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Primary Applications

DCGT-AK 7°

Cutting Tools

DCMT-FM il

<>

Heat Resistant Aluminum Fine Finishing Fine Finishing
Alloys
Palbi TMX DCMT-MP b DCMT-MM 7 DCMT-MW T
DCMT 32.52 albit -
DCGT 32.52 PVD Coated o o e C
DCMT 117308 Increasing Toughness Uncoated 2
DCGT 117308 Finishing Finishing Finishing Wiger —
un (=] wn n (=] n (=] o z
o - - o o o~ < -
S|g| e8| g|gltle|g Feed Rate - DOC - in @
Description GeometryCode | £ | £ | X | ZE | ZE|ZE|E| £ Application e ol
DCGT 32.52-AK 0.001-0.020 0.004-0.197
DCGT 11T308-AK 6-0CG-322 2 ALUMINUM (0.03-0.50) 0.105.0)
DCGT 32.52-TA 0.001-0.020 0.004-0.197
DCGT117308-TA | OPCA322 2 ALUMINUM (0.03-0.50) 0.105.0)
DCMT 32.52-FP
112-1713- 68 Short Chip FINE FINISHING
DCMT 11T308-FP 0.003-0.012 0.005-0.079
DCMT 32.52-FM . FINEFINISHING TO | (0:08-0.30) (0.11-2.00)
DCMT117308FM | & 1712 68 Long Chip FINISHING
DCMT 32.52-MP . 0.005-0.014 0.020-0.118
DCMT 117308-MP 112-1706- 54 Short Chip FINISHING 0.12-0.36) (0.50.3.00)
DCMT 32.52-MM . 0.004-0.012 0.020-0.118
DCMT 11T308-MM 112-1705- 68 Long Chip FINISHING 0.10-0.30) 0.50-3.00)
DCMT 32.52-MW - 0.006-0.020 0.020-0.157
DeMT 117308-mMw | 112176- | D2 Wiper FINISHING 0.15-0.50) (0.50-4.00)
To order please use the geometry code plus the grade code
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys DCMT-MM 7
Palbit TMX °
PVD Coated
DCMT 32.53 Increasing Toughness Uncoated Finishing
DCMT 117312 —>
mn (=] mn mn (=] mn (=] o
o - - = o o~ < - =
s 8 88|88 e|8 2 Feed Rate - DOC-in
Description GeometryCode | £ | Z (X | E | ZE | E | £E| £ Application i i)
DCMT 32.53-MM . 0.005-0.014 0.024-0.118
DCMT 117312-MM Ul 68 Long Chip FINISHING (0.12-0.36) (0.60-3.00)
To order please use the geometry code plus the grade code
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Cutting Tools

RPGN Inserts

Steel
Stainless Steel
Cast Irons

Non-Ferrous
Heat Resistant

ositive Turning Inserts

Primary Applications

Alloys
TMX Palbit T™MX
cvD PVD Coated \ ‘
Increasing Toughness Increasing Toughness Uncoated
—_—> —_—>
RPGN
= z |a|S2|R|IQ|” (8|S
= F e8| 8|8|e|e|8]/T0 |0 Feed Rate—| DOC-in
P o~ n A - -
Description Geometry Code (8] (¥) mlElElElelEll e Application S e
0.006-0.020 0.025-0.118
RPGN 32 6-RPG-32 LA 2 5 Flat Top GROUND (0.14-0.50) (0.65-3.00)
0.010-0.030 0.025-0.138
RPGN 42 6-RPG-42 LA 2 5 Flat Top UTILITY 0.26-0.75) (0.65-3.50)
0.015-0.035 0.035-0.157
RPGN 43 6-RPG-43 LA 2 5 Flat Top UTILITY 0.38-0.90) (0.90-4.00)

To order please use the geometry code plus the grade code
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SCMT Inserts

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Cutting Tools

Heat Resistant
Alloys
Palbit TMX SOMTMM "7,
PVD Coated [{
Increasing Tough -4
SCMT 32.51 Increasing Toughness Uncoated -
SCMT 097304 Hriining cC
n (=] n n o n o o
E 8|8 g § g E § 2 Feed Rate DOC-in 2
A e L - -

Description GeometryCode | T | = (T | = (T || Z| £ Application in (mm) (mm) E
SCMT 32.51-MM . 0.003-0.009 0.009-0.118
scMTooTs0aMm | 1217610 68 Long Chip FINISHING (0.08023) (0.25-3.00) )

To order please use the geometry code plus the grade code
SCMT-MM 7+
Palbit T™MX
PVD Coated - I:
SCMT 32.52 Increasing Toughness Uncoated »
SCMT 09T308 Firushing
un (=] n n o n (=) o
E § E 5 % 3 E § 2 Feed Rate DOC-in
A 2 L - -

Description GeometryCode | T | X | X (T | | X || Application Ry e
SCMT 32.52-MM . 0.004-0.012 0.020-0.118
SCMT 09T308-MM 12:-1767- 68 Long Chip FINISHING 0.10-0.30) (0.50-3.00)

To order please use the geometry code plus the grade code
SCMT-MM 7+
Palbit T™MX
PVD Coated e~ '}
SCMT 431 Increasing Toughness Uncoated .
SCMT 120404 Firushing
n (=] n n o n o o
E § § 5 § g E § 2 Feed Rate DOC-in
- =] L - -

Description GeometryCode | T | T | X (T | | X || Application i e
SCMT 431-MM . 0.004-0.012 0.020-0.118
SCMT 120404-MM 112-1769- 68 Long Chip FINISHING 0.10-0.30) (0.50.3.00)

To order please use the geometry code plus the grade code
- SCMT-MM 7+
Palbit T™MX
PVD Coated - I}
SCMT 432 Increasing Toughness Uncoated .
SCMT 120408 Firushing
n (=] n N o N o o
E § § 5 § g E § 2 Feed Rate DOC-in
- = L - -
Description GeometryCode | T | X | X (T | | X || Application i e
SCMT 432-MP .
112-1783- 68 Short Chip FINISHING
SCMT 120408-MP 0.005-0.014 0.012-0.142
SCMT 432-MM ) (0.12-0.36) (0.30-3.60)
SCMT 120408-MM 112-1782- 68 Long Chip FINISHING
To order please use the geometry code plus the grade code
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Cutting Tools

SPGN/SPUN Inserts

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Primary Applications

Alloys SPUN 11
TMX Palbit TMX Palbit
CVD PVD Coated Uncoated .
Increasing Toughness Increasing Toughness Increasing Toughness
SPGN 321 —> —> Medium to Finishing
SPGN 090304
= = o n (=] n mn mn 0n o mn (=] n
£ | E |2/5|8|5|5IE|8|s|0|BIE|B|E PP
A Geomet L eed Rate - -in
Description Codery ) 8 |Z|Z[Z[Z[Z[Z]Z SAEEEE Application in (mm) (mm)
SPGN 321 0.003-0.009 | 0.009-0.079
SPGN 090304 6-5PG-321 LA S FlatTop | GROUND | 0g.033) | (0.25-2.00)
To order please use the geometry code plus the grade code
SPUN 11*
™X Palbit | ™x [ pabit
CVD PVD Coated Uncoated
SPGN 322 Increasing Toughness Increasing Toughness Increasing Toughness
SPGN 090308 —> —>
Medium to Finishing
= = o 0n (=] n mn mn 0n o mn (=] mn
- Geometry ~ n L2222V IVI2I2|2|2 N Feed Rate -| DOC-in
Description Code O o z( x| E[(Z|E|E]E T Application in (mm) (mm)
SPGN 322 0.003-0.010 | 0.009-0.118
SPGN 090308 6-5PG-322 LA 2153 FlatTop | GROUND | 406.035) | (0.253.00)
To order please use the geometry code plus the grade code
SPUN 11*
SPGN 421 ™X Palbit | ™x [ pabit
SPGN 120304 CVvD PVD Coated Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
SPUN 421
SPUN 120304 — —>
Medium to Finishing
= = o 0n (=] n mn n 0n o mn o n
- Geometry ~ n 22|22 (2]|2IYIVI2I22]|2 A Feed Rate -| DOC-in
Description Code O o z( x| E[(Z|E|E]E T Application in (mm) (mm)
SPGN 421 6-SPG-421 LA 2|5
SPGN 120304
Flat T GROUND 0.003-0.010 | 0.009-0.157
SPUN 421 attop (0.08-0.25) | (0.25-4.00)
SPUN 120304 112:0580- 8

To order please use the geometry code plus the grade code
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SPGN/SPUN Inserts (continued)

Steel
Stainless Steel
Cast Irons
Non-Ferrous

Heat Resistant
Alloys

Positive Turning In

Primary Applications

Cutting Tools

SPUN 1°

TMX T™MX Palbi
SPGN 422 albit
SPGN 120308 CcvD PVD Coated Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
SPUN 422 > 5 >
SPUN 120308 Medium to Finishing
= = 22|38 [MSE MR
Geomet 5 o 2|18 8|g|2|2|2|0|8(2|2|g|2 Feed Rate-| DOC-in
Description Co dery g S |ZE|EIZEIEIZIZEIZ FEAE A Application in (mm) (mm)
SPGN 422 0.003-0.015 | 0.020-0.157
SPGN 120308 R LA 2|5 FlatTop | GROUND | g 05038) | (0.50-4.00)
6-SPU-422 LA 215
GENERAL
SPUN 422 . 0.003-0.015 | 0.020-0.157
SPUN 120308 Long Chip PURES;,EATOP (0.08-0.38) | (0.50-4.00)
112-0581- 78 07 09
To order please use the geometry code plus the grade code
SPUN 11°
SPGN 423 ™X | ax | paibit
SPGN 120312 CcvD PVD Coated Uncoated
SPUN 423 Increasing Toughness Increasing Toughness Increasing Toughness
SPUN 120312 > > > ;
Medium to Finishing
= = I R MR
- Geometry E E § § § § “;" E § o8 § § § é — Feed Rate-| DOC-in
Description Code (Y] v |E x| E[(E(Z(Z]|Z z|E|Z|x Application in (mm) (mm)
SPGN 423 0.006-0.018 | 0.020-0.157
SPGN 120312 6-5PG-423 tA e FlatTop | GROUND | 16046) | (0.504.00)
6-SPU-423 LA 2
GENERAL
SPUN 423 . 0.006-0.018 | 0.020-0.157
SPUN 120312 Long Chip PUerg;,EATOP (0.16-0.46) | (0.50-4.00)
112-0583- 78 86
To order please use the geometry code plus the grade code
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Cutting Tools

——
Positive Turning Inserts

SPGN/SPUN Inserts (continued)

Steel

Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Primary Applications

Alloys SPUN
11°
T™MX Palbit T™MX Palbit
U] SPGN 424 abt &bt
2 SPGN 120316 CcvD PVD Coated Uncoated .
e Increasing Toughness Increasing Toughness Increasing Toughness
=2 SPUN 424
e —_—> —>
oc SPUN 120316 Medium to Finishing
: ol i o|ln|iwn|un wn olun|io|lun
- E | E |z|512812|2|8|nln|B|E|]]|2
e Geomet PIRI2[RI2IRIZ2IYIVIZ2I2I22 Aot Feed Rate- | DOC-in
Description Codery o S |E(E £ E(E|E Z|Z|E|Z Application in (mm) (mm)
ggn ?53316 6-SPG-424 LA 2|5 Flat Top GROUND
0.008-0.020 0.020-0.118
GENERAL (0.20-0.50) (0.50-3.00)
SPUN 424 .
112-0926- 78 Long Chip | PURPOSE TOP
SPUN 120316 FORM
To order please use the geometry code plus the grade code
SPUN 11*
SPGN 432 ™X Palbit | ™x | Ppalbit
SPGN 120408 cvD PVD Coated Uncoated
SPUN 432 Increasing Toughness Increasing Toughness Increasing Toughness
SPUN 120408 —> —> —> )
Medium to Finishing
=2 =2 Ol io|lwn|in|iun 0n QN | o|ln
= ZE |58 N Y28 |~ Q2 :
A Geomet LleIgiLleel2/V|U 2222 . Feed Rate- | DOC-in
Description Codery o S |E(E|£E(EEE|E z|Z|Z|Z Application in (mm) (mm)I
é::gm ?Zé 408 6-SPG-432 LA 2|5 Flat Top GROUND
0.003-0.018 0.020-0.197
GENERAL (0.08-0.46) (0.50-5.00)
SPUN 432 .
6-SPU-432 LA 2|5 Long Chip | PURPOSE TOP
SPUN 120408 FORM
To order please use the geometry code plus the grade code
SPUN 11*
™X Palbit | x| palbit
cvD PVD Coated Uncoated
SPGN 433 Increasing Toughness Increasing Toughness Increasing Toughness
SPGN 120412 > > >
Medium to Finishing
N HEEE I A
A Geomet S22 2 SIS [ S S Feed Rate- | DOC-in
Description Codery (] S |E(E|Z|E|E[(Z]|Z =|=| =] = Application in (mm) (mm)
SPGN 433 0.006-0.018 0.020-0.197
SPGN 120412 6-5PG-433 LA 213 FlatTop | GROUND | 016046) | (0.505.00)

To order please use the geometry code plus the grade code
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Positive Turnin

g Inserts

e '
Cutting Tools
SPGN/SPUN Inserts (continued)
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys SPUN 11°
T™MX Palbit T™MX Palbit
cVvD PVD Coated Uncoated
SPGN 434 Increasing Toughness Increasing Toughness Increasing Toughness
SPGN 120416 —> —> —> Maedium to Finishing
= = o n o wn wn|un n o wn o wn
Geomet 5 = § § § § E E § S8 5 E § E Feed Rate DOC-in
Description cOdery o S |Z|2|2|E|E|E|E z|z|E|E Application in (mm) (mm)
SPGN 434 0.008-0.020 0.020-0.197
SPGN 120416 6-5PG-434 LA 215 FlatTop | GROUND | (050050) | (0.505.00)
To order please use the geometry code plus the grade code
SPUN 11*
SPGN 533 ™X Palbit | x| pabit
SPGN 150412 CvD PVD Coated Uncoated
SPUN 533 Increasing Toughness Increasing Toughness Increasing Toughness
SPUN 150412 > > >
Medium to Finishing
= z |22 [Q QM8 QLR =
et Geometry E o § % § § § E § 8|S § é § é S Feed Rate-| DOC-in
Description Code (o) U |x(xz(E|Z[E|E]E Tx|E|E Application in (mm) (mm)
SPGN 533 0.006-0.018 0.020-0.197
SPGN 150412 6-5PG-533 LA 2|3 FlatTop | GROUND | 516 046) | (0.505.00)
6-SPU-533 LA 2|5 GENERAL
SPUN 150412 Long Chip. | puReosE Top | {RE00" | (0505 00y
112-0595- 86 15 FORM R B
To order please use the geometry code plus the grade code
SPUN 11*
SPGN 632 ™X Palbit | x| pabit
SPGN 190408 CvD PVD Coated Uncoated
SPUN 632 Increasing Toughness Increasing Toughness Increasing Toughness
SPUN 190408 > > >
Medium to Finishing
= z |22 [Q(Q(m]S QLR =
A Geometry ﬁ E 2|e2|e| 2|20 |8|22(2|2 . Feed Rate- | DOC-in
Description Code ) S ||| E| EllEl =l = T z|x|=x Application in (mm) (mm)
SPGN 632 0.003-0.018 0.020-0.197
SPGN 190408 6-5PG-632 LA 2|3 FlatTop | GROUND | 508046 | (0.505.00)
6-SPU-632 LA 215 GENERAL
SPUN 632 Long Chip | PURPOSE TOP 0.003-0.018 0.020-0.197
SPUN 150408 SOp— o FORM (0.080.46) | (0.505.00)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

SPGN/SPUN Inserts (continued)

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Positive Turning Inserts

Primary Applications

Heat Res:\slfant SPUN 110
oys
SPGN 633 T™MX Palbit TMX Palbit .
SPGN 190412 cvD PVD Coated Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
SPUN 633 Medium to Finishing
—_—> —_—> —_—>
SPUN 190412
=2 =2 olniolwnimv|iunjiun Qln|io|wmn
= = I NININ MNNIO N|INIMmIMmMm
er Geometry & in § § § § § E § 8|8 § § § é - Feed Rate- | DOC-in
Description Code V) S |E(E|E(ZF|E(E|E T|E|X|E Application in (mm) (mm)
gﬁgm ?33412 6-SPG-633 LA 2 Flat Top GROUND
0.006-0.018 0.020-0.197
SPUN 633 oSPU63 v 213 GENERAL (0.16-0.46) (0.50-5.00)
Long Chip | PURPOSE TOP
SPUN 190412
112-0598- 36 14 FORM
To order please use the geometry code plus the grade code
SPUN 11*
SPGN 634 ™X Palbit | x| Pait
SPGN 190416 cvD PVD Coated Uncoated
SPUN 634 Increasing Toughness Increasing Toughness Increasing Toughness
SPUN 19041 6 —> —> —> Medium to Finishing
= =2 olniojwniuvi i unjiun Qln|io|wmn
= — I NININ MNNIO N|INIMmIm
Description Geometry E E § § § § § E § U 5 § é § é Application Feed Rate - DOC-in
P Code ala|a|a|a|ala ala|a|a pPp in (mm) (mm)
ggg“ ?33416 6-SPG-634 LA 2|5 Flat Top GROUND
0.008-0.020 0.020-0.197
GENERAL (0.20-0.50) (0.50-5.00)
SPUN 634 .
6-SPU-634 LA 2 Long Chip | PURPOSE TOP
SPUN 190416 FORM

To order please use the geometry code plus the grade code
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Positive Turning |

Cutting Tools

SPMR Inserts

Primary Applications

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant
Alloys

TMX Palbit TMX Palbit -
CcVvD PVD Coated Uncoated C
Increasing Toughness Increasing Toughness Increasing Toughness -
SPMR 321 — — — pd
SPMR 090304 =
= = SOl |o|w|iwn|iwn wn Q|lun|io|wn
£ | E |8|5|8|8|8|E(8]s|s|BIE|B|E — o)
— Geomet A eed Rate - -in
Description Codery o S || E(Z|2|£E(E]Z T|x|x|Z Application in (mm) (mm)
GENERAL
SPMR 321 . 0.003-0.009 0.009-0.079
SPMR 090304 6-SPMR-321 LA 2|5 Long Chip PURL’(());,I\EATOP (0.08-023) 0.25-2.00)
To order please use the geometry code plus the grade code
™X Palbit | x| Palbit
CcvD PVD Coated Uncoated
SPMR 322 Increasing Toughness Increasing Toughness Increasing Toughness
SPMR 090308 — —> —>
= z 122|323 [=]|38 SRR M
A Geometry 5 E 2|2 ee|E(0|S|22|g|s i Feed Rate- | DOC-in
Description Code O O |EI(EIZIZEIZIZIE TIE[EIE Application i [
GENERAL
o 6-SPMR-322 LA 2[5 Long Chip | PURPOSE TOP
FORM 0.003-0.010 | 0.009-0.079
SPMR 322-13 GENERAL (0.08-0.25) (0.25-2.00)
: 112-0562- 68 Long Chip | PURPOSE TOP
SPMR 090308-13 FORM

To order please use the geometry code plus the grade code
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Cutting Tools

SPMR Inserts (continued)

T —
Positive Turning Inserts

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Primary Applications

Alloys
U] TMX Palbit TMX Palbit
2 CVvD PVD Coated Uncoated
— Increasing Toughness Increasing Toughness Increasing Toughness
P SPMR 421 — —_— —_—
e SPMR 120304
= z | z |2|2|slglala]ls SR
- fec Geometry & = § § % § § E § S8 § § § § _— Feed Rate- | DOC-in
Description Code O ¥ zlzlzlz|lz|lz]l=z zlzlz|l= Application in (mm) (mm)
6-SPMR-421 LA 2|5
GENERAL
SPMR 421 . 0.003-0.010 0.009-0.118
SPMR 120304 Long Chip PUR;S;,SITOP (0.08025) | (0.25-3.00)
112-0580- 78 14
To order please use the geometry code plus the grade code
™X Palbit | x| Palbit
CvD PVD Coated Uncoated
SPMR 422 Increasing Toughness Increasing Toughness Increasing Toughness
SPMR 120308 —> —> —>
z | z |glelglglals]s SEEE
e Geometry E E % § § § § E § g8 § é § § Aol Feed Rate- | DOC-in
Description Code o [} el =l el s Application in (mm) (mm)
GENERAL
SPMR 422 . 0.004-0.015 0.009-0.118
SPMR 120308 6-SPMR-422 LA 2|5 Long Chip PUR;(;);&TOP 010-038) 0.25-3.00)

To order please use the geometry code plus the grade code
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Positive Turning Inserts
e ——

Cutting Tools

Primary Applications

SPMT/SPGH

Steel
Inserts
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
TMX Palbit TMX Palbit
cvD PVD Coated Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
SPGH 322 — — — -
SPGH 090308 Cc
z | =z |2l2|gls|s|8]s SERE X
e Geometry 5 E § § § § § E § 0|8 § é § é o Feed Rate- | DOC-in =
Description Code (8] v 1ZIZEIZIZIZIZIE TIZ(EIZ Application in (mm) (mm) E
SPGH 322 Flat 0.003-0.010 0.009-0.079 m
SPGH 090308 6-5PH-322 LA 2|5 Top GROUND 1 “0.080.25) | (025-2.00)
To order please use the geometry code plus the grade code
™X Palbit | x| Palbit
cvD PVD Coated Uncoated
SPMT 32.51 Increasing Toughness Increasing Toughness Increasing Toughness \
|
SPMT 097304 —> —> —> T
= = o|lun|o wn|iwm|wn wn (=] nl o|wn
Geomet 5 o é § 5 & E E § S8 5 g g g Feed Rate DOC-in
Description Codery o S |EIEEIZIZEIZEIZ Bk Application in (mm) (mm)
GENERAL
SPMT 32.51 . 0.003-0.010 0.009-0.118
SPMT 097304 6-SPMT-3251 H LA 2|5 Long Chip TI;UPR;’(());'EA 0.08-025 0.253.00)
To order please use the geometry code plus the grade code
™X Palbit | x| Palbit
cvD PVD Coated Uncoated
SPMT 32.52 Increasing Toughness Increasing Toughness Increasing Toughness \
SPMT 097308 T
= z 122|838 [RA|38 MBI
fc Geometry E E 2888 2|8(0|8(8|2(g|2 o Feed Rate- | DOC-in
Description Code O o |1E(EIEIZEIZEEZFIZE =l =l = = Application in (mm) (mm)
GENERAL
SPMT 32.52 . 0.003-0.012 0.009-0.118
SPMT 09T308 6-SPMT-3252 H LA 215 Long Chip T';UPRL’S;IEA (0.08:0.32) | (0.25-3.00)

To order please use the geometry code plus the grade code
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Cutting Tools

——
Positive Turning Inserts

SPMT/SPGH Inserts (continued)

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Primary Applications

Alloys
TMX Palbit TMX Palbit
CvD PVD Coated Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
SPMT 120404
= z 122|838 [=|38 SIS R =
e Geometry E E 2888 e|g(0|8(8|2(g|2 . Feed Rate- | DOC-in
Description Code O v 1Z(EIEIZEIZEEZFIE =2l = = Application in (mm) (mm)
SPMT 431 0.003-0.010 0.020-0.157
SPMT 120404 R H LA 215 Flat Top GROUND (0.08-0.26) | (0.50-4.00)
To order please use the geometry code plus the grade code
™X Palbit | ax | Palbit
cvD PVD Coated Uncoated
SPMT 432 Increasing Toughness Increasing Toughness Increasing Toughness > A |
SPMT 120408 > > > i
= z |S|I2|IR8|8 [RS8 SIS R =
A Geometry E E E § T EEIEEIREE - Feed Rate- | DOC-in
Description Code o v 1ZIZEIZIZIZIZIE FIEIZI|E Application MG (mm)
SPMT 432 0.004-0.018 0.020-0.197
SPMT 120408 G £ H LA 215 Flat Top GROUND (0.10-0.46) | (0.50-5.00)
To order please use the geometry code plus the grade code
™X Palbit | ™x | palbit
cvD PVD Coated Uncoated
SPGH 433 Increasing Toughness Increasing Toughness Increasing Toughness
SPGH 120412 —> —> —>
= z |2|2RQ[8|M]S IR
- Geometry E E glglg|e|ee|g|C|8(gg|g|d e Feed Rate- | DOC-in
Description Code O JINE R PR T === Application i () {mm)
SPGH 433 0.006-0.018 | 0.020-0.197
SPGH 120412 6-SPH-433 LA 2|5 Flat Top GROUND 016-0.46) | (0.50-5.00)

To order please use the geometry code plus the grade code
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TCMT/TCGT Inserts

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Primary Applications

Cutting Tools

Alloys
TCMT-MP ™
Palbit TMX -
PVD Coated A c
TCMT 21.51 Increasing Toughness Uncoated :U
TCMT 110204 —> Frvahing E
mn o mn mn o n (=) o z
o - - o o o~ < -
Geometry S| 8| 38|88 (e]8 § Feed Rate - DOC-in (A
ipti I I I I I I I a5 i 1l
Description Code mlelelElEsl=z2 & 6 Application in (mm) (mm)
TCMT 21.51-FM . FINE FINISHING 0.001-0.007 0.003-0.067
TCMT 110204-FM Uiz 67 Long Chip TO FINISHING (0.050.17) (0.08-1.70)
TCMT 21.51-MP . 0.002-0.008 0.009-0.098
TCMT 110204-MP Ty 68 Short Chip FINISHING (0.05-0.19) (0.25-2.50)
TCMT 21.51-MM . 0.003-0.008 0.009-0.098
TCMT110204-Mm | 11271968 68 Long Chip FINISHING (0.06-0.19) 0.25-2.50)
TCMT 21.51-MK 0.003-0.008 0.009-0.098
TCMT 110204-MK U b2 67 FINISHING (0.06-0.19) (0.25-2.50)
To order please use the geometry code plus the grade code
TCMT-FM ™ TCMT-MP )
Fine Fiminhing Finiahing
Palbit TMX TCMT-MM > TCMT-MK r
PVD Coated
TCMT 21.52 Increasing Toughness Uncoated y
TCMT 110208 >
Fine Fimshing Finishing
mn o wn mn (=] mn S o
o - - o o o -
Geometry s 8 88|\ 8 e|8 é Feed Rate - DOC-in
oti 25 25 25 25 25 25 25 2= i 1
Description Code =l Eml=|lElEll=®=lE]ll = Application in (mm) (mm)
TCMT 21.52-FM . FINE FINISHING TO 0.001-0.007 0.003-0.067
TCMT 110208-FM 112:1959- 68 Long Chip FINISHING (0.05-0.17) (0.08-1.70)
TCMT 21.52-MP . 0.002-0.008 0.009-0.098
TCMT 110208-MP 112-1971- 68 Short Chip FINISHING (0.05-0.19) 0.25-2.50)
TCMT 21.52-MM . 0.003-0.008 0.009-0.098
TCMT 110208-MM 112-1969- 54 68 Long Chip FINISHING 0.06-0.19) 0.25-2.50)
TCMT 21.52-MK 0.003-0.008 0.009-0.098
TCMT 110208-MK 112-1967- 67 FINISHING 0.06-0.19) 0.25-2.50)
To order please use the geometry code plus the grade code
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Positive Turning Inserts

Cutting Tools

TCMT/TCGT Inserts (continued)

Primary Applications

Steel

Stainless Steel

TCGT-AK

70

A

ALUMINUM

Cast Irons TCMT-FM L TCMT-MP 7"
Non-Ferrous A A
Heat Res:\sﬁz;: Fine Fimishing Finishing
g TCMT-MM P TCMT-MK r
U] TCMT 32.51 Palbit TMX
= TCGT 32.51 MTCVD PVD Coated
E TCMT 16T304 Increasing Toughness Increasing Toughness Uncoated
z TCGT 16T304 Fine Finishing Fintshing
=) B EHEEHEHEEE
ol |8~ bl B o ~ -—
~ - Geometry i E § § § § § E § g A Feed Rate- | DOC-in
Description Code ala|la|la|a|lZ|Z|ZIZIZIZIE] £ Application in (mm) (mm)
TCGT 32.51-AK 0.001-0.016 0.004-0.217
TCGT 16T304-AK 6-TCG-321 2 ALUMINUM |0 03.040) | (0.105.5)
TCMT 32.51-FP . FINE FINISHING
112-1832- 68 Short Chip
TCMT 167304-FP TOFINISHING 0.002-0.009 0.004-0.067
TCMT 32.51-FM 112-1831- 67|68 Lona Chin | FINE FINISHING 0.06:023) (010-200
TCMT 16T304-FM 9P| 10 FiNisHING
TCMT 32.51-MP .
TCMT 16T304-MP 112-1836- L8 54 Short Chip FINISHING
TCMT 32.51-MM . 0.004-0.009 0.009-0.118
TCMT 16T304-MM 112-1835- 67 | 68 Long Chip FINISHING 0.08-0.23) 0.25-3.00)
TCMT 32.51-MK
TCMT 16T304-MK 112-1834- D2 FINISHING
To order please use the geometry code plus the grade code
TCGT-AK 7
ALUMINUM
TCMT 32.52 Palbit TMX — . TCMT-MM -
TCGT 32.52 MTCVD PVD Coated
TCMT 16T308 Increasing Toughness Increasing Toughness Uncoated A A
TCGT 167308 > »
HHEHEEHEEEHEE T,
- Geometi S8 hih|lo|lo|eele|le|e|l 2| _— FeedRate— | DOC-in
Description Code ry T|E|Z2|Z2(E|Z|Z|ZIZIZEIZIZEIZE|T Application TRy i)
TCMT 32.52-AK 0.001-0.020 0.004-0.217
TCMT 16T308-AK 61cG32 ’ AN eosesn | 01059
TCMT 32.52-MP . 0.004-0.009 0.009-0.118
TCMT 16T308-MP 112-1840- 54 Short Chip FINISHING (0.08-0.23) 0.253.00)
TCMT 32.52-MW . 0.006-0.020 0.009-0.118
TCMT 16T308-MW 112-1841- D2 Wiper FINISHING 0.15-0.50) 0.25-3.00)
TCMT 32.52-MM . 0.003-0.009 0.010-0.118
TCMT 16T308-MM 112-1839- 67 Long Chip FINISHING (0.08-0.23) 0.25-3.0)
To order please use the geometry code plus the grade code
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Positive Turnine

Cutting Tools
TCMT/TCGT Inserts (continued)
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
Palbit TMX TCMT-MP ™ TEMT-MM T o
PVD Coated c
TCMT 32.53 Increasing Toughness Uncoated =)
TCMT 167312 —> T ST =
nizhing ine Fimishing —
slele|s|glglels <
. Geometry ‘E % % § § % ‘E % § A Feed Rate - DOC-in (0]
Description Code TIZ|EIZ|E|ZE|ZE| Z Application in (mm) (mm)
TCMT 32.53-MP . 0.005-0.014 0.009-0.118
TCMT 16T312-MP s i 68 Short Chip FINISHING (0.12:0.36) (0.25-3.00)
TCMT 32.53-MM . 0.005-0.014 0.009-0.118
TeMT 167312-Mm | 11218437 68 Long Chip FINISHING (0.12:0.36) (0.25-3.00)
To order please use the geometry code plus the grade code
Palbit TMX TOMT-MM.© 7T
PVD Coated
TCMT 432 Increasing Toughness Uncoated
TCMT 220408 Fine Fitiishing
slele|slglslgls
_n Geometry ":E % § § % § ":E § 2 licati Feed Rate - DOC-in
Description Code =lElElEmlElzl=] &= Application in (mm) (mm)
TCMT 21.52-FM . 0.005-0.014 0.009-0.142
TCMT 110208-FM 112-1849- 68 Short Chip FINISHING 012-0.36) 0.25-3.60)

To order please use the geometry code plus the grade code
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Positive Turning Inserts

Cutting Tools

TPGN /TPUN Inserts

Primary Applications

Steel
Stainless Steel
Cast Irons

Non-Ferrous

Heat
Resistant
Alloys
. . TPUN 1n*
w TPGN 221 TMX Palbit TMX Palbit
=2 TPUN 221 CcvD PVD Coated Uncoated
E TPGN 110304 Increasing Toughness Increasing Toughness Increasing Toughness
z TPUN 110304 Medium to Finishing
o wn o wn wn wn wn (2] o o o wn o wn
= SN HHEEEE HE PR R E —
Descripton | eOMmety | 3 | v |ZEE|E|Z|E|E|E|Z Z|Z|Z|Z|Z| Application |7 (mf:“;‘ ?nfr;)'“
m ﬁ(1)304 AT e LA 2|5 ?at GROUND
op 0.003-0.009 | 0.009-0.079
(0.08-0.23) | (0.25-2.00)
TPUN 221 Flat
TPUN 110304 (A2 LA 2|5 Top | UTLTY
To order please use the geometry code plus the grade code
TPUN 1"
TPGN 222 ™X Palbit | x | pabit
TPUN 222 cvD PVD Coated Uncoated
TPGN 110308 Increasing Toughness Increasing Toughness Increasing Toughness
—_ — —_
TPUN 110308 Medium to Finishing
=z z l2|2|R|8|Q|w]l8(g|e QIR|IS|]| ™
Geometry 5 o 2|82 g|2(|8|2(2|0|C|2|2|2(g|2 Feed Rate -| DOC-in
Description Code o S |z|Z|Z|Z|Z2|Z|E|E|Z T|Z|£|x|Z£| Application in (mm) (mm)
m ﬁ§308 lie LA 2|5 ?at GROUND
P 0.003-0.010 | 0.009-0.079
(0.08-0.26) | (0.25-2.00)
TPUN 222 Flat
TPUN 110308 i LA 2|5 Top | UTLTY
To order please use the geometry code plus the grade code
TPUN e
™X Palbit | ™ax | paibit
cvD PVD Coated Uncoated
TPGN 320 Increasing Toughness Increasing Toughness Increasing Toughness
—_ — —
TPGN 160300 Medium to Finishing
=z z l2|2|R|Q|KQ|w]l8lg|e QIR|IS|]| ™
o Geometry 5 o |82 8|2(|8|2(2|0|C|2|2|2(g|2 Feed Rate -| DOC-in
Description Code S S |E|Z|xz|Z|Z2|E|Z|E|E Z|Z|Z|Z|Z| Application in (mm) (mm)
TPGN 320 Flat 0.001-0.008 |0.009-0.118
TPGN 160300 6-TPG-320 LA 215 Top GROUND | "(9.06-0.20) | (0.25-3.00)
To order please use the geometry code plus the grade code
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Positive Turning Inserts
e ——

Cutting Tools
TPGN/TPUN Inserts (continued)
Primary Applications
Steel
suesssiest | @ | @ fololole] Jof | | | || || ]]]
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
TPUN 1
TPGN 321 TMX Palbit TMX Palbit -
TPUN 321 cVvD PVD Coated Uncoated C
Increasing Toughness|  Increasing Toughness Increasing Toughness -
TPGN 160304
TPUN 160304 Medium to Finishing E
= | = |2|2|s|s|s|=lslzlg] | |5lglalgs =
. Geometry 5 u':a §§§§§§ §§§UO§§§§§ o Feed Rate- | DOC-in o
Description Code i o alajlala|la|laja|a|a o|la|a|a|a Application in (mm) (mm)
6-TPG-321 LA 25
TPGN 321 0.003-0.009 0.009-0.118
TPGN 160304 FlatTop | GROUND | 5,08 023) | (0.253.00)
111-0425- 08(10 02
6-TPU-321 LA 25
TPUN 321 0.003-0.009 0.009-0.118
TPUN 160304 FlatTop | UTLTY | “08.023) | (0.253.00)
112-0765- 68 78 14
To order please use the geometry code plus the grade code
TPUN 1
TPGN 322 ™X Palbit | x| paibit
TPUN 322 cvD PVD Coated Uncoated
TPGN 160308 Increasing Toughness|  Increasing Toughness Increasing Toughness
TPUN 160308 —> —> —> Medium to Finishing
= z |22k 24882 SIR|IQ|R| M
. Geometry S i §§§§§§ §§§35§§§§§ - Feed Rate- | DOC-in
Description Code Y o |Z|F|F|F|Z|Z|x|F|Z S S Application in (mm) (mm)
6-TPG-322 LA 25
TPGN 322 0.003-0.010 0.009-0.118
TPGN 160308 FlatTop | GROUND | " 08.026) | (0.25-3.00)
111-0426- 68 10 02|09
6-TPU-322 LA 25
TPUN 322 0.003-0.010 0.009-0.118
TPUN 160308 FlatTop | UTLTY | "08.026) | (0.253.00)
112-0766- 78|86 15 14
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING 149
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Cutting Tools
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Positive Turning Inserts

TPGN /TPUN Inserts (continued)

Steel

Stainless Steel

Cast Irons
Non-Ferrous

Heat Resistant

Primary Applications

Alloys
. . TPUN 1"
TPGN 323 T™MX Palbit TMX Palbit
TPUN 323 CcvD PVD Coated Uncoated A
Increasing Toughness |  Increasing Toughness Increasing Toughness
TPGN 160312 > > >
TPUN 160312 Medium to Finishing
= = ool LinNiunnia| o o|lo|lun| o|un
= = = NININMIO|O| =« NININIMIM
s Geometry = = § § § § § § § § § S|8 § § § § é - Feed Rate - DOC-in
Description Code e VU laja|a|a|a|ala|a|a ala|ala|a Application in (mm) (mm)
TPGN 323 0.004-0.012 0.009-0.118
TPGN 160312 111-0427- 78 Flat Top | GROUND 0.10-0.30) 0.25-3.00)
6-TPU-323 LA 2|5
TPUN 323 0.004-0.012 0.009-0.118
TPUN 160312 FlatTop | UTLTY | 6100300 | (0.253.00)
112-0770- 78 15
To order please use the geometry code plus the grade code
TPUN 1"
TPGN 324 ™ Palbit | x| Palbit
TPUN 324 cvD PVD Coated Uncoated
TPGN 160316 Increasing Toughness |  Increasing Toughness Increasing Toughness
TPUN 160316 Medium to Finishing
= z |2|2||1Q|Q|A18(8[2 QRNL ][ A
Geomet = = 858{5‘338855558585 Feed Rate DOC-in
0 - ~N n . . -_ -
Description COdery 8] C |Z|Z|E(Z|Z|Z|E|Z(E ||| Application B )
TPGN 324 0.006-0.014 0.012-0.118
TPGN 160316 6-TPG-34 LA 2|3 FlatTop | GROUND | (4160363 | (0.303.00
TPUN 324 0.006-0.014 0.012-0.118
TPUN 160316 AR LA 215 FlatTop | UTIITY | 5 16.0.363) (0.30-3.00)
To order please use the geometry code plus the grade code
TPUN n*
TPGN 430 ™ Palbit | x| Palbit
TPUN 430 cvD PVD Coated Uncoated
TPGN 220400 Increasing Toughness |  Increasing Toughness Increasing Toughness
TPUN 220400 Medium to Finishing
3 z |2|2||1Q[Q|A18[(8[2 QRNL ][ A
Geomet = = 853'3338855358585 Feed Rate DOC-in
0 - o~ n . . -_ -
Description COdery 8] C |Z|Z|E(Z|Z|Z|E|Z(E ||| Application N )
TPGN 430 0.001-0.008 0.009-0.118
TPGN 220400 6-TPG-430 LA K FlatTop | GROUND | "g06020) | (0.253.00)

To order please use the geometry code plus the grade code
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Positive Turnin

g Inserts

e
Cutting Tools
TPGN /TPUN Inserts (continued)
Primary Applications
Steel
suesssteel | ¢ | @ Jololele] [of | | ||| [ ]] ]|
Cast Irons
Non-Ferrous
Heat Resistant
Alloys TPUN 1n*
TMX Palbit TMX Palbit
cvD PVD Coated Uncoated A
Increasing Tougk Increasing Tough Increasing Toughness
TPGN 431 Medium to Finishing
TPGN 220404
z z |22’ (R8BS MR
= = NN |s(sloma|N|n| | Mo N = .
Description Ge&;t:ieetry b} N HEHHBH EEHEMMEEEHHE Application Fﬁf\d(:?:;_ D?"fn_‘)m
TPGN 431 0.003-0.009 0.009-0.157
TPGN 220404 6-TPG-431 LA 2(5 Flat Top GROUND 0.08-0.23) 0.25-4.00)
To order please use the geometry code plus the grade code
TPUN 1"
TPGN 432 ™™X Palbit |tvx|  palbit
TPUN 432 CcvD PVD Coated Uncoated A
TPGN 220408 Increasing Tougt Increasing Tough Increasing Toughness
TPUN 220408 Medium to Finishing
= z |2|2|R(R(’(1]8(8|2 QRQ|R| A
= = NN |l m NN (M| = 2
Description Geg::jitry g s |EEE 222 E E % bl e E § % E E Application Fﬁf‘d(;?rts_ D?"Cm—l)ln
TPGN 432 6-TPG-432 LA 215
0.003-0.010 0.009-0.157
TPGN 220408 FlatTop | GROUND | (08026) | (0.254.00)
111-0431- 56
TPUN 432 6-TPU-432 LA 215
0.003-0.010 0.009-0.157
TPUN 220408 FlatTop | GROUND | ‘408026 | (0.25-4.00)
112-0779- 78 09
To order please use the geometry code plus the grade code
TPUN 1*
TPGN 433 ™™X Palbit [vx | Palbit
TPUN 433 CcvD PVD Coated Uncoated A
TPGN 220412 Increasing Tougt Increasing Tougt Increasing Toughness
TPUN 220412 Medium to Finishing
= z 122|119 (RIS (2 RRI R =
= = aln|a|nN|s(=lama|lN|n|s(m|es (o= a
Description Ge&r’réztry ] ] E § § § § E § § % g § % % % ? Application Fei‘:‘d(:ﬁ‘)*' D?nﬁn:)m
TPGN 433 0.004-0.012 0.009-0.157
TPGN 220412 6-TPG-433 LA 215 FlatTop | GROUND | “10.030) | (0.254.00)
TPUN 433 0.004-0.012 0.009-0.157
TPUN 220412 6-TPU-433 LA 2|5 Flat Top GROUND 0.10:0.30) (0.25-4.00)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Positive Turning Inserts

Cutting Tools

Primary Applications

TPMR Inserts

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Alloys
TMX Palbit TMX | Palbit 5
v
CVvD PVD Coated Uncoated o
TPMR 221 Increasing Toughness Increasing Toughness Increasing Toughness
LD —_—> —> —_—>
> TPMR 110304
— = z |2|12|IR|]|]|"™]2 S
= Geomet ~ = gl geglee|8|0|8 2 Feed Rate- | DOC-in
o Description Code ry O S |E|Z|E|ZEIZE|E|Z z Application in (mm) (mm)
)
| TPMR 221 . 0.003-0.009 0.009-0.079
TPMR 110304 6-TPM-221 LA 2|5 Short Chip FINISHING 0.08-0.23) 0.25-2.00)

To order please use the geometry code plus the grade code

™X Palbit | x| paibit
cvD PVD Coated Uncoated
TPMR 222 Increasing Toughness Increasing Toughness Increasing Toughness
TPMR 110308 > > >
= z |2|2(R|Q|IQ M| <
Geometry ~ 288|282 e|8|C|8 & Feed Rate- | DOC-in
rasd I |Z|Z|Z|Z|Z B icati
Description Code O 9] clzlalz|lalal=z = Application in (mm) (mm)
TPMR 222-12 . 0.003-0.010 0.009-0.60
TPMR 110308-12 leE %6 Short Chip | FINISHING | "0 08 06) | (0.25-150)
TPMR 222-13 GENERAL 0.005-0.015 | 0.04-0.118
TPMR 110308-13 112-0744- 56 PURPOSE (0.13-0.40) (1.0-3.0)

To order please use the geometry code plus the grade code

™X Palbit | x| paibit
CVD PVD Coated Uncoated o
TPMR 321 Increasing Toughness Increasing Toughness Increasing Toughness
TPMR 160304 > > >
olw|ofwv|mw|m]|o =)
G t E E § E § g g 8 § o 8 g Feed Rat DOC-i
e eometry ~ n 21222 2|21 2 it eed Rate - -in
Description Code O 9] clzlalz|lala]l=z = Application in (mm) (mm)
Igmg ?22)304 6-TPM-321 LA 2|5 Short Chip FINISHING
0.003-0.009 0.009-0.118
(0.08-0.23) (0.25-3.00)
TPMR 321-12 112-0745- 68 GENERAL
TPMR 160304-12 PURPOSE

To order please use the geometry code plus the grade code
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TPMR Inserts (continued)

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Positive Turning In

Primary Applications

Cutting Tools

Alloys
TMX Palbit TMX | Palbit
cvD PVD Coated Uncoated 5
Increasing Toughness Increasing Toughness Increasing Toughness e,
TPMR 322 I Gy — .
TPMR 160308
z | z |glelg|gl8la]e 8
G t = = % "3 % "3 S S 8 LN) B S Feed Rat DOC-i
A eometry ~ n PIRIR|RIRIRIE 2 A eed Rate - -in
Description Code O 9] clzlalz|lalal=z = Application in (mm) (mm)
6-TPM-322 LA 2|5 Short Chip FINISHING
TPMR 322
TPMR 160308
. GENERAL 0.003-0.010 0.009-0.118
112:0748- 02 | ShortChip | pgpose (0.08026) | (0.25-3.00)
TPMR 322-13 . GENERAL
TPMR 160308-13 112-0749- 68 Short Chip PURPOSE
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

TPEE/TPGC
TPGH

Steel

Stainless Steel

——
Positive Turning Inserts

Primary Applications

Inserts
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
VX Palbit X ’
CVvD PVD Coated Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
w Medi Finishi
i to Fink U
= TPEET730 = |zlglglgla|ale
= Dereintion Geometry 5 E % § % % ‘E § 8|8 Application Feed Rate- | DOC-in
g p Code o v a|la|la|la|a|a PP in (mm) (mm)
|— 0.001-0.004 0.009-0.039
TPEE 730 6-TPE-730 LA 2 5 Flat-Top 0.04-0.10) 0.25-1.00)
To order please use the geometry code plus the grade code
TMX Palbit TMX .
cvD PVD Coated Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
— — —
TPEE 731 Medium to Finishin
o Geometry 5 E § % g § § § 8|8 — Feed Rate- | DOC-in
Description Code O [9) alz =zl = Application in (mm) (mm)
0.003-0.006 0.009-0.039
TPEE 731 6-TPE-731 LA 2 5 Flat-Top 0.08-0.16) 0.25-1.00)
To order please use the geometry code plus the grade code
TMX Palbit TMX
cvD PVD Coated Uncoated
TPGH 21.50 Increasing Toughness Increasing Toughness Increasing Toughness
TPGH 110202 —> —> —>
= z |2 R 8]
r Geometry E E § § % % ‘E § 8|8 licati Feed Rate- | DOC-in
Description Code O o sl zlzl 2]l z] = Application in (mm) (mm)
TPGH 21.50 0.001-0.006 0.009-0.079
TPGH 110202 GTPGHIS0 | H | LA 205 FatTop | 004016 | (0.25-2.00)
To order please use the geometry code plus the grade code
TMX Palbit TMX
cvD PVD Coated Uncoated
TPGH 21.51 Increasing Toughness Increasing Toughness Increasing Toughness
TPGH 110204 > > >
= z |2 R|Q[”| 8]
r Geometry E E § § % % ‘E § 8|8 P Feed Rate- | DOC-in
Description Code (8] o =lEl=|=E]=]| = Application in (mm) (mm)
TPGH 21.51 0.003-0.009 0.009-0.079
TPGH 110204 6-TPGH-151 Ho| WA 205 FlatTop | 008023 | (0.25-2.00)
To order please use the geometry code plus the grade code
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TPEE/TPGC/TPGH Inserts (continued)

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Primary Applications

Positive Turning Inssﬁi

Cutting Tools

Alloys
TMX Palbit TMX
cvD PVD Coated Uncoated
Increasing Toughness Increasing Toughness Increasing Toughness
TPGC 221
—_—> —_—> —_—>
TPGC 110304
= z |2/ 8|S8|& 8]
_ Geometry E 5 § % % E E § S| S Feed Rate- | DOC-in
Description Code o 9] alzlz|laz|l | = Application in (mm) (mm)
TPGC 221 . 0.003-0.009 0.009-0.079
TPGC 110304 6-TPGC-221 LA 2 5 | Short Chip FINISHING 0.08-023) 0.25-2.00)
To order please use the geometry code plus the grade code
TMX Palbit TMX
cvD PVD Coated Uncoated
TPGC 222 Increasing Toughness Increasing Toughness Increasing Toughness
TPGC 110308 — —> —>
= = o o n n n o
Geomet ElE|g|g|8|8|&8|B|cls Feed Rate- | DOC- i
A eometry ~ 0 P22 22| 2 S eed Rate - -in
Description Code o (9] Tl ==l =l = Application . e
TPGC 222 . 0.003-0.012 | 0.009-0.079
TPGC 110308 6-TPGC-222 LA 2 | 5 | ShortChip | FINISHING (0.08030) | (0.25-2.00)
To order please use the geometry code plus the grade code
TMX Palbit TMX
cvD PVD Coated Uncoated
TPGH 320.5 Increasing Toughness Increasing Toughness Increasing Toughness
TPGH 160302 » » »
Geometry E E e % & g E 810|8 Feed Rate DOC-in
ipti r|lx|l x| x| x| X icati - ~
Description Code o v alzlaz|la|lal| = Application in (mm) (mm)
TPGH 320.5 0.003-0.009 | 0.009-0.118
TPGH 160302 6-TPGH-3205 H LA 2 5 Flat-Top 0.080.23) | (0.253.00)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

TPEE/TPGC/TPGH Inserts (continued)

Steel
Stainless Steel

Cast Irons
Non-Ferrous

Heat Resistant

T —
Positive Turning Inserts

Primary Applications

Alloys

LD TPGH 321 T™MX Palbit T™MX

2 TPGC 321 | _C\ITD ) | PVD C:)at:d | Ur_\:()Tateﬁ

E TPGH 160304 ncreasing foughness ncreasing fToughness ncreasing loughness

o TPGC 160304

) z|=z]|e|slglalale

= Dot Geometry P in § § % E ‘% § SR Al Feed Rate- | DOC-in

p Code o (%] a|la|la|lax|al|a PP in (mm) (mm)
TPGC 321 . 0.003-0.009 0.009-0.118
TPGC 160304 6-TPGC-321 LA 2 5 Short Chip FINISHING 0.08-0.23) 0.253.00)
TPGH 321 0.003-0.009 0.009-0.118
TPGH 160304 6-TPGH-321 H LA 2 5 Flat-Top 0.08-0.23) 0.25-3.00)
To order please use the geometry code plus the grade code
TPGH 322 TMX Palbit TMX
TPGC 322 cvD PVD Coated Uncoated
TPGH 160308 Increasing Toughness Increasing Toughness Increasing Toughness
TPGC 160308 > > >
z z |2 R|I|%| 8|
Dy Geometry E ﬁ % % % E § % 8|8 Aoplication Feed Rate— | DOC-in
p Code o v T la|ax ||| a pp in (mm) (mm)
TPGC 322 . 0.003-0.012 0.009-0.118
TPGC 160308 6-TPGC-322 LA 2 5 Short Chip FINISHING 0.08-0.30) 0.25-3.00)
TPGH 322 0.003-0.012 0.009-0.118
TPGH 160308 6-TPGH-322 H LA 2 5 Flat-Top 0.08-0.30) 0.25-3.00)
To order please use the geometry code plus the grade code
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Positive Turning |

Cutting Tools
VBMT Inserts
Primary Applications
Steel
Stainless Steel
Cast Irons
Non-Ferrous
Heat Resistant
Alloys
Palbit TMX VBMT-FP 5 VBMT-MM s -
PVD Coated cC
Increasing Toughness Uncoated - @ o)
VBMT 331 —_ P
VBMT 1 60404 o - n n - n s o Fine Finishing Fine Finishing E
Geomet Sl23|8|8|8|8|&8| B Feed Rat DOC-i (9]
- eometry el 8|8| = A eed Rate - -in
Description Code = = = = = = | =& e Application in (mm) (mm)
VBMT 331-FP . FINE 0.002-0.008 0.004-0.071
VBMT 160404-FP il 68 Short Chip FINISHING (0.05-0.20) (0.10-1.80)
VBMT 331-MM . 0.003-0.009 0.004-0.106
VBMT 160404-MM | 1121867 68 Short Chip | FINISHING 008023 | (0.10-2.70)
To order please use the geometry code plus the grade code
VBMT-FP s
Fine Finishing
Palbit TMX VEMT-MM s VBMT-MP 5
PVD Coated
VBMT 332 Increasing Toughness Uncoated @ ‘
VBMT 160408 >
Fine Finishing Finishing
n (=] mn n (=] n (=] o
o - - o o o < -
Geometry o 2 e 2 2 S| s S Feed Rate - DOC-in
ipti T | T | x| T | x| x| I icati
Description Code sleElElzll=z2l2|= = Application in (mm) (mm)
VBMT 332-FP . FINE 0.003-0.011 0.004-0.071
VBMT 160408-FP [l 68 Short Chip FINISHING (0.08-027) (0.10-1.80)
VBMT 332-MM . 0.003-0.011 0.006-0.106
VBMT 160408-MM 112-1790- 68 Short Chip FINISHING 0.08-027) 0.16-2.70)
VBMT 332-MP . 0.003-0.011 0.006-0.106
VBMT 160408-MP 112-1791- 77 Long Chip FINISHING 0.08:0.27) 0.16-2.70)

To order please use the geometry code plus the grade code

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

VCMT/NCGT Inserts

Steel
Stainless Steel

Cast Irons

Non-Ferrous

Primary Applications

Heat Resistant
Alloys
Palbit T™MX
cvD PVD Coated
VCGT 220.5 Increasing Toughness Increasing Toughness Uncoated @ ;
: — —
VCGT 110302
n mn n (=] n (=] n mn (=] mn (=] (=]
I Nlm|Flos|c|al8(N|F] = «
- Geometry AN 2|2 eelS 2 A Feed Rate- | DOC-in
Description Code ZlElElzllElzElzslsElmlElzE]l= Application in (mm) (mm)
VCGT 220.5-AK 0.002-0.008 0.004-0.071
VCGT 110302-AK 6-VCG-225 2 ALUMINUM 0.05-0.20) (0.10-1.80)
To order please use the geometry code plus the grade code
VCMT 221 Palbit TMX VCMT-MM T
VCGT 221 D PVD Coated
VCMT 110304 Increasing Toughness Increasing Toughness Uncoated @ o
VCGT 110304 > >
n mn n (=] n (=] n n (=] n (=] (=] e
s Nlmm|Flos|c|al8(N|F] = «
;o Geometry ANl 2|ge|2eelS 2 A Feed Rate- | DOC-in
Description Code ZlElElzllgElzslzsislizlzlz]le Application in (mm) (mm)
VCGT 221-HFP 0.002-0.010 0.004-0.071
VCGT 110304-HFP 6-vCG-221 2 ALUMINUM | (6 05-0.25) | (0.10-1.80)
VCMT 221-MM . 0.003-0.009 0.004-0.071
VCMT 110304-MM 112-1780- 68 Short Chip FINISHING 0.08:0.23) 0.10-1.80)
To order please use the geometry code plus the grade code
Palbit TMX VEMT-MM T
CcvD PVD Coated
VCMT 222 Increasing Toughness Increasing Toughness Uncoated @
VCMT 110308 > >
wn wn n (=] mn o n mn (=] mn (=] o Fiikhing
“|lalm|Flo|c|lc|la|lN|la|lFl=| «
et Geometry el g|ge2glelS 2 —_— Feed Rate- | DOC-in
Description Code = REREIENE N E EINE =R E N E = Application inimm) (mm)
VCMT 222-MM 0.002-0.012 0.004-0.071
VCMT 110308-MM 12:1751- 68 FINISHING 1 (0.05-030) | (0.10-1.80)

To order please use the geometry code plus the grade code
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Steel
Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Cutting Tools

Alloys
Palbit T™MX
PVD Coated @
I ing Tough ;
VCGT 3305 ncreasing Toughness Uncoated
VCGT 160402
mn o n n o n (=] o
o - - o o o < -
Geometry sl 8|le/8|e|e|8 é Feed Rate - DOC-in
inti rT|x|x|xx|xT|xT| x| icati
Description Code mlElEllelelelex]| e Application in (mm) (mm)
VCGT 330.5-AK 0.002-0.008 0.004-0.157
VCGT 160402-AK 6-VCG-335 2 ALUMINUM (0.05-0.20) (0.10-4.00)
To order please use the geometry code plus the grade code
Palbit T™MX Veolth: ;
PVD Coated @ : ~
VCGT 331 Increasing Toughness Uncoated @
—_—> inishing 1o
VCGT 160404 Five Feieting
mn o mn n o n o o
o - - o o o~ < -
Geometry sl 8|8/ 8|e|e|8 é Feed Rate - DOC-in
inti ||| |T| || icati
Description Code o B B = B = - = Application in (mm) (mm)
VCGT 331-AK 0.003-0.016 0.004-0.197
VCGT 160404-AK 6-VCG-331 2 ALUMINUM (0.08-0.40) (0.10-5.00)
VCGT 331-LN 0.003-0.016 0.004-0.197
VCGT 160404-LN 111533 10 ALUMINUM (0.08-0.40) (0.10-5.00)
To order please use the geometry code plus the grade code
Palbit T™MX
PVD Coated - =
VCGT 332 Increasing Toughness Uncoated @
VCGT 160408 >
mn o n n o n (=] o
o - - o N N < - -
Geometry sl 8|8/ 8|e|e|8 2 Feed Rate - DOC-in
inti T|x|x|xTx|T|xT| x| icati
Description Code =lEl=E2lEl=le|E]| = Application in (mm) (mm)
VCGT 332-AK 0.004-0.018 0.004-0.071
VCGT 160408-AK 6-VCG-332 2 ALUMINUM (0.1-0.46) (0.10-1.80)
To order please use the geometry code plus the grade code
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Positive Turning Inserts

Cutting Tools

WCMT Inserts

Steel

Primary Applications

Stainless Steel

Cast Irons

Non-Ferrous

Heat Resistant

Alloys
TMX T™MX
CVvD PVD Coated
WCMT 21.51 Increasing Toughness Increasing Toughness Uncoated
O WCMT 040204 — —
Z = = n | © n n | o n | o o
= ey | | E|E|B|8|E(E E[E| B Feed Rate— | DOC-i
_— eometry ~ 0 Pl 22| 222 = o eed Rate - -in
g Description Code O 9 zlzlzslzslzlz |z &= Application in (mm) (mm)
- WCMT 21.51 General 0.002-0.008 0.004-0.071
WCMT 040204 GRS H Purpose (0.05-0.20) | (0.10-1.80)
To order please use the geometry code plus the grade code
TMX TMX
CVvD PVD Coated
WCMT 32.52 Increasing Toughness Increasing Toughness Uncoated
WCMT 067308 —— —>
= z |8 2| 2| Q|| KQ|2 =
o Geometry 5 E E § % g % § ‘E § A Feed Rate- | DOC-in
Description Code O 9 s lzlz|lz|lz|l x| a= Application in (mm) (mm)
WCMT 32.52 General .002-0.008 0.004-0.071
WCMT 067308 Bt H Purpose (0.05-0.20) | (0.10-1.80)

To order please use the geometry code plus the grade code
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Cutting Tools

Negative Tool Holders

Negative Turning Tool Holders Overview

Insert Sizes
System ;(ANS)I Styles Available Shank Sizes Operations Lead
1SO;
CNMG - CNMA — CNMM - CNMP - CNGG - CNGP
MCLN (R/L) (right shown)
43_
(1204 __)
54_ FACING o
(1606 ) RIGHT / LEFT 0.75-1.50 TURNING -5
64_
(1906 __)
-5° Lead
MCLN R/L
6-710-
43_
(1204 )
54_ TURNING 5
(1606 ) NEUTRAL 1.00-1.25 PROFILING 40
64_
f (1906 __)
40° Lead
MCMNN
6-711-
MCRN (R/L) (right shown)
(1204 )
54_ o
(1606 ) RIGHT / LEFT 1.00-1.25 TURNING 15
64_
(1906 __)
15° Lead
MCRN R/L
6-712-
MCKN (R/L) (right shown)
43_
(12(5)2 —) RIGHT / LEFT 1.00-1.25 FACING 15°
(1606 __)

15° Lead
MCKN R/L
6-737-

TURNING
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R ——
Negative Turning Tool Holders Ove

Cutting Tools
Negative Tool Holders
Insert Sizes
System ?NS; Styles Available Shank Sizes Operations Lead
150
DNMG - DNMA - DNMM
MDJN (R/L) (right shown)
a 58431_ ) TURNING
54_ RIGHT / LEFT 0.75-1.50 PROFILING -3° -
a 906__ ) BACKFACING C
x
=
MDJN R/L =
6-715- Q
MDPNN
43_
(1504 __) TURNING o
‘ 54 NEUTRAL 1.00 - 1.50 PROFILING 27.5
(1906 __)
27.5° Lead
MDPNN
6-714-
RNMG - RNMA
MRGN (R/L) (right shown)
ﬂ 32
‘QS FACING
43 RIGHT / LEFT 0.75-1.25 0°
._l | (INCH SIZES ONLY) TURNING
0° Lead
MRGN R/L
6-700-
SNMG - SNMA - SNMM
MSSN (R/L) (right shown)
43_
(1204 __)
54_ FACING o
(1606 ) RIGHT / LEFT 0.75-1.50 TURNING 45
64_
(1906 __)
45° Lead
MSSN R/L
6-735-

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Negative Tool Holders

Negative Turning Tool Holders Overview

Insert Sizes
System ;(tl\;\lg)l Styles Available Shank Sizes Operations Lead
SNMG - SNMA - SNMM (cont.)
MSDNN
(1204 __)
54_ TURNING o
l (1606 ) NEUTRAL 0.75-1.50 PROFILING 45
64_
(1906 __)
45° Lead
MSDNN
6-734-
MSRN (R/L) (right shown)
43_
D (1204 )
3 54_ o
’J (1606 ) RIGHT / LEFT 0.75-1.50 TURNING 15
64_
(1906 __)
15° Lead
MSRN R/L
6-736-
MSKN (R/L) (right shown)
43_
(1204 )
54_ o
(1606 ) RIGHT / LEFT 0.75-1.50 FACING 15
64_
(1906 __)
15° Lead
MSKN R/L
6-737-
TNMG - TNMA - TNMM
MTIN (R/L) (right shown)
33 _
(1604 __) FACING
43_ TURNING o
(2204 ) RIGHT / LEFT 0.625-1.50 PROFILING -3
54 _ BACKFACING
(2706 __)
-3° Lead
MTIJIN R/L
6-740-
TURNING Customer Service ° +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




Negative Tool Holders

Cutting Tools

Insert Sizes
System i\;lg; Styles Available Shank Sizes Operations Lead
{
TNMG - TNMA - TNMM (cont.)
MTENN
33 _
(1604 __)
43_ TURNING o
2204 ) NEUTRAL 0.625-1.50 PROFILING 30
l 54_
LN (2706 __)
30° Lead
MTENN
6-741-
MTGN (R/L) (right shown)
33 _
(1604 __)
) 43_ o
® 2200 ) RIGHT / LEFT 0.75-1.25 TURNING 0
54_
‘7 L\/ (2706 __)
0° Lead
MTGN R/L
6-742-
MTFN (R/L) (right shown)
33 _
(1604 __)
43_ "
(2200 ) RIGHT / LEFT 0.75-1.25 FACING 0
54
(2706 __)
0° Lead
MTFN R/L
6-746-
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

Negative Tool Holders

_..-‘

Insert Sizes
System a\;‘lg)l Styles Available Shank Sizes Operations Lead
VNMG - VNMA
MVIJN (R/L) (right shown)
33_
% (1604 __) RIGHT / LEFT 0.75-1.50 J#gFTimGG 3°
43_ B -
(2204 ) BACKFACING
-3° Lead
MVIJN R/L
6-755-
MVVNN
33_
_l_ (1604 __) TURNING R
3 NEUTRAL 0.75-1.00 PROFILING 17.5
(2204 _ )
17.5° Lead
MVVNN
6-754-
WNMG - WNMA
MWLN (R/L) (right shown)
33 _
' (062‘31 ) FACING
& 0804 ) RIGHT / LEFT 0.75-1.50 TURNING -5°
54 BACKFACING
(1006 __)
-5° Lead
MWLN (R/L)
6-750-
TURNING Customer Service ° +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com



Negative Turning Tool Holders — CN

Cutting Tools

Tool Holders for 80° Diamond Negative Inserts
CNMG - CNMA - CNMM

FACING, TURNING MCLNR MCLNL C SraRitdnton B i Claa
H,=H " System
H, H | -
MCLNR | B
right shown | )
_ ’ _—
F 9?* g MCLNR B : 1 — Toolholder
y E t ;’;I‘IE:‘;S!J‘) E
L o
‘ ; - E:nm:k . x
=
Dimensions Part Number Spare Part List 2
Insert . Shim . Clamp (A
Style Shank OAL | Head Size Right Left Shim3 Screw* Lock Pin4 Clamp® Qs Hex Key
Hand Hand
H B L F Part Number
MCLNR/L12-4B | 0.75 | 0.75 | 45 | 1.00 6-710-012R 6-710-012L
MCLNR/L 16-4D_| 1.00 | 1.00 125 | o [ 6710016 | 6710016 | (o0 ool ¢ a0 coas | 6-098.6265 | 6-098.615 | 6-998.6526 | &9%8150
MCLNR/L20-4D | 1.25 | 1.25 | 6.0 | 1.50 6-710-020R 6-710-020L 6-998-153
MCLNR/L 24-4D | 1.50 | 1.50 2.00 6-710-024R 6-710-024L
MCLNR/L 16-5D | 1.00 | 1.00 1.25 6-710-116R 6-710-116L £-998-153
MCLNR/L20-5D | 1.25 | 1.25 | 6.0 | 1.50 | 54_ | 6-710-120R 6-710-120L | 6-998-6015 | 6-998-6545 | 6-998-6270 | 6-998-6411 | 6-998-6531 6:998:159
MCLNR/L 24-5D | 1.50 | 1.50 2.00 6-710-124R 6-710-124L
MCLNR/L 16-6D | 1.00 | 1.00 6.0 1.25 6-710-216R 6-710-216L
MCINRIL20-6D | 125 [ 125 | *° [ 150 | 64_ [ 6-710220R | 6710-220L |6-998-6020 69986547 | 6-998-6275 | 69986411 | 6:9986531 | & ooo >0
MCLNR/L24-6E | 1.50 | 1.50 | 7.0 | 2.00 6-710-224R 6-710-224L
Tool Holder Plus Inserts Sets Set Number
MCLNR 12-4B 10 CNMG 432 6-710-512R
MCLNR 16-4B 10 CNMG 432 6-710-516R
on Pin & Clamp
TURNING, PROFILING MCMNN * System
H=H _——
| @
o vonn 1+ el | — S5
|
‘—L’ 3 1 — Toolholder
2 — Insert
MCMNN B 3 — Shim (Seat)
4 — Lock Pin
* L R
Dimensions Spare Part List
Insert Part . Shim .
Style Shank | OAL |Head r;?zee Nur?1ber Shim3 Screw* Lock Pin4 Clampé  |Clamp Screw5| Hex Key
H B L F Part Number
6-998-150
MCMNN 16-4D | 1.00 | 1.00 | 6.0 - 43_ 6-711-016 6-998-6009 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526 6-998-153
6-998-153
MCMNN 20-5D | 1.25 | 1.25 | 6.0 - 54_ 6-711-120 6-998-6015 | 6-998-6545 | 6-998-6270 | 6-998-6411 6-998-6531 6-998-159
6-998-156
MCMNN 20-6D | 1.25 | 1.25 | 6.0 - 64_ 6-711-220 6-998-6020 | 6-998-6547 | 6-998-6275 | 6-998-6411 6-998-6531 6-998-159
* Shim Screw to replace Lock Pin (4) when using Inserts without hole
— .
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Cutting Tools

CNMG = CNMA — CNMM (continued)

TURNING

TURNING MCRNR MCRNL z -
n Pin & Clamp
" System
H H
right shown —[
> M N 1 — Toolholder
p 2 — Insert
3 — Shim (Seat)
4 — Lock Pin
L 5 — Clamp Screw
6 — Clamp
Dimensions Part Number Spare Part List
Insert . Shim . Clam
Style Shank OAL | Head 2?; Right Left Shim3 Screw* Lock Pin% Clamp® S crev:;' Hex Key
Hand Hand
H B L F Part Number
MCRNR/L16-4D | 1.00 | 1.00 | 6.0 | 1.25 | 43_ | 6-712-016R | 6-712-016L | 6-998-6009 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526 gggg: gg
MCRNR/L20-5D | 1.25 | 1.25 | 6.0 | 1.50 | 54_ | 6-712-120R | 6-712-120L | 6-998-6015 | 6-998-6545 | 6-998-6270 | 6-998-6411 | 6-998-6531 gggg: g;
MCRNR/L20-6D | 1.25 | 1.25 | 6.0 | 1.50 | 64_ | 6-712-220R | 6-712-220L | 6-998-6020 | 6-998-6547 | 6-998-6275 | 6-998-6411 | 6-998-6531 gggg: gg
FACING MCKNR MCKNL Combination Pin & Clamp
“M” System
z W 'II. — T ]—L e
" ! 9 -
| - E'E‘ . | @
right shown - =3
1 _ /
VJ\L“] gy
T SRR © e
_l_,_[__,_ 3 — Shim (Seat)
v 4 — Lock Pin
B* 5 — Clamp Screw
s f— — L — — 6 — Clamp
G
Dimensions Part Number Spare Part List
Insert . Shim . Clam
Style Shank OAL | Head Size Right Left Shim3 Serew* Lock Pin4 Clamp$ Screvs% Hex Key
Hand Hand
H B L F Part Number
MCKNR/L12-4B | 0.75 | 0.75 | 4.5 | 1.00 6-705-012R -
MCKNR/L16-4D | 1.00 | 1.00 | 6.0 | 1.25 | 43_ | 6-705-016R | 6-705-016L | 6-998-6009 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526 2333: ;g
MCKNR/L20-4D | 1.25 | 1.25 | 6.0 | 1.50 6-705-020R | 6-705-020L
MCKNR/L 165D | 1.00 | 1.00 125 6-705-116R - 6-998-153
6.0 54_ 6-998-6015 | 6-998-6545 | 6-998-6270 | 6-998-6411 | 6-998-6531
MCKNR/L 20-5D | 1.25 | 1.25 1.50 6-705-120R = 6-998-159
* Shim Screw to replace Lock Pin (4) when using Inserts without hole ———
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Tool Holders for 55° Diamond Negative Inserts
DNMG — DNMA

TURNING, PROFILING, BACKFACING

MDINR

Negative Turning Tool Holders — DN

Cutting Tools

ion Pin & Clamp

"o " System
H M N H
right shown
M N ;: ;:':-l:‘mldm
3 — Shim (Seat) q
4 — Lock Pin
y 55— I&Ia(np Screw c
| L 6 — Clamp x
P
Dimensions Part Number Spare Part List E
Insert . Shim i Clamp (n)
Style Shank OAL | Head Size Right Left Shim3 Serew* Lock Pin4 Clamp® Screw’ Hex Key
Hand Hand
H B L F Part Number
MDJNR/L12-4B | 0.75 | 0.75 | 4.5 | 1.00 6-715-124R 6-715-124L
MDJNR/L16-4D | 1.00 | 1.00 1.25 6-715-165R 6-715-165L
MDJNR/L20-4D | 1.25 | 1.25 6.0 1.50 | 43_ | 6-715-204R 6-715-204L | 6-998-6081 | 6-998-6543 | 6-998-6265 | 6-998-6411 | 6-998-6531 23331 gg
MDJNR/L 24-4D | 1.50 | 1.50 ' 2.00 6-715-244R 6-715-244L
MDJNR/L85-4D | 1.25 | 1.00 1.25 6-715-285R 6-715-285L
MDJNR/L16-5D | 1.00 | 1.00 1.25 6-715-416R 6-715-416L
MDINR/L 20-5D | 1.25 | 1.25 | 6.0 | 1.50 6-715-420R | 6-715-420L 6-998-153
54_ 6-998-6086 | 6-998-6545 | 6-998-6270 | 6-998-6411 | 6-998-6531
MDIJNR/L 24-5D 150 1.50 2.00 6-715-424R 6-715-424L 6-998-159
MDIJNR/L 86-5E ’ 1.00 | 70 | 1.25 6-715-486R 6-715-486L
Combination Pin & Clamp
TURNING, PROFILING MDPNN “M” System
H,=H
H, r MDPNN ! - .
=
|
MDPNN B = ; ~ ;:':ll:nldm
_/ ' 3 — Shim (Seat)
62,5° 4 — Lock Pin
5 — Clamp Screw
| L 6 — Clamp
Dimensions Spare Part List
Insert Part . Shim i Clamp
Style Shank OAL |Head | "c:oo iy Shim3 Screw* Lock Pin4 Clamp$ Screwd Hex Key
H B L F Part Number
MDPNN 16-4D | 1.00 | 1.00 - 6-714-165 6-998-150
6.0 43_ 6-998-6081 | 6-998-6543 | 6-998-6265 | 6-998-6411 | 6-998-6531 6-098-153
MDPNN 20-4D | 1.25 | 1.25 - 6-714-204 796"
MDPNN 205D | 1.25 | 1.25 - 6-714-320 6-998-153
6.0 54_ 6-998-6086 | 6-998-6545 | 6-998-6270 | 6-998-6411 6-998-6531
MDPNN 24-5D | 150 | 1.50 - 6-714-324 6-998-159
* Shim Screw to replace Lock Pin (4) when using Inserts without hole ——— .
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Cutting Tools

Tool Holders for Round Negative Inserts
RNMG - RNMA

FACING, TURNING MRGNR MRGNL

HT M N H

right shown

e

Combination Pin & Clamp
“M” System

1 — Toolholder

w 2= lm_m
z <‘, 3 : S::T l'?:nt)
— L ; — IElﬂl'n: Screw
Z 6 — Clamp
o
-
|—
Dimensions Part Number Spare Part List
Insert . Shim . Clam|
Style Shank OAL | Head f;zee Right Left Shim3 Screw* Lock Pin4 Clamp® SCI’GV\?S Hex Key
Hand Hand
H B L F Part Number
MRGNR/L12-3B | 0.75 | 0.75 | 4.5 | 1.00 6-700-012R | 6-700-012L 6-998-147
32 6-998-6122 | 6-998-6541 | 6-998-6254 | 6-998-6405 | 6-998-6515 6-998-150
MRGNR/L16-3D | 1.00 | 1.00 | 6.0 | 1.25 6-700-016R | 6-700-016L 270
MRGNR/L12-4B | 0.75 | 0.75 | 4.5 | 1.00 6-700-112R | 6-700-112L
MRGNR/L16-4D | 1.00 | 1.00 60 1.25 | 43 | 6-700-116R | 6-700-116L | 6-998-6123 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526 gggg: gg
MRGNR/L20-4D | 1.25 | 1.25 ' 1.50 6-700-204R | 6-700-204L

* Shim Screw to replace Lock Pin (4) when using Inserts without hole ———
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Negative Turning Tool Holders — SN

Cutting Tools

Tool Holders for 90° Square Negative Inserts
SNMG - SNMA

FACING, TURNING MSSNR MSSNL Combination Pin & Clamp
" System
H H
MSSN H
right shown

4 MSSN —] 1 — Toolholder
¢ o —
- 4 — Lock mn‘ c
L e =
=2
Dimensions Part Number Spare Part List =
Insert Shim Clamp @
Style Shank OAL | Head Size Right Left Shim3 Screw* Lock Pin4 Clamp$ C—" Hex Key
Hand Hand
H B L F Part Number
MSSNR/L12-4B | 0.75 | 0.75 | 4.5 |0.675 6-735-124R 6-735-124L 6-998-150
43_ 6-998-6100 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526
MSSNR/L16-4D | 1.00 | 1.00 | 6.0 |0.925 6-735-165R 6-735-165L 6-998-153
MSSNR/L16-5D | 1.00 | 1.00 0.847 6-735-216R 6-735-216L 6-998-153
6.0 54_ 6-998-6108 | 6-998-6545 | 6-998-6270 | 6-998-6411 | 6-998-6531
MSSNR/L20-5D | 1.25 | 1.25 1.09 6-735-220R - 6-998-159
MSSNR/L20-6D | 1.25 | 1.25 | 6.0 | 1.01 6-735-320R 6-735-320L 6-998-150
64_ 6-998-6113 | 6-998-6547 | 6-998-6275 | 6-998-6411 | 6-998-6531
MSSNRI/L 24-6E 1.50 | 1.50 | 7.0 | 1.49 6-735-324R 6-735-324L 6-998-159

TURNING, PROFILING MSDNN Combination Pin & Clamp
“M” System
H=H

MSDNN B 1=Tachoide
45° 3 — Shim (Seat)
L 4 — Lock Pin
5 — Clamp Screw
6 — Clamp
Dimensions Spare Part List
Style Shank OAL | Head Ig?:: N:;rt:er Shim3 Si:‘elv"\; . Lock Pin4 Clamp$ SCCI?:A% Hex Key
H B L F Part Number

MSDNN 1248 | 0.75 | 0.75 | 45 | - 6-734-412

MSDNN 164D | 100 | T T | 43 [ 6734416 | 69986100 | 6-998.6543 | 6:998.6265 | 6-998.6415 | 6:998:6526 | ¢ goc )
MSDNN 85-4D_| 1.25 . 6-734-485
MSDNN 16:50_| 1.00 | 1.00 - 6734516

MSDNN20-5D | 1.25 | 1.25 | 60 | - 6-734-520 6-998-153

o g550 125 |- T S [oayaegs | G996108 | 6:998.6505 | 69986270 | 69986411 | 6-998.6531 | o oo
MSDNN 86:5E | 1.50 70 | - 6-734-586
MSDNN 16:60 | 1.00 [ 100 | - 6734616
MSONN20-6D | 1.25 | 1.25 | *° | - 6-734-620

MSDNN24-6 | 150 | 150 | 70 | — | 64_ | 6734624 | 69986113 | 6-998:6547 | 69986275 | 69986411 | 6:9986531 | o ooo >0
MSDNN 8560 | 125 | 160 | - 6-734-685
MSDNN 86-6E_| 1.50 70 | - 6-734-686

* Shim Screw to replace Lock Pin (4) when using Inserts without hole

4
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Negative Turning Tool Holders — SN

Cutting Tools

SNMG — SNMA (continued)

TURNING MSRNR MSRNL :
n Pin & Clamp
System
H H
H . s
right shown
I MS N — —
1 — Toolholder
2 — Insert
— Shim (Sea
V . et
G) R
=
E Dimensions Part Number Spare Part List
oc In: i
sert . Shim . Clamp
E Style Shank OAL | Head Size :igh; HLeﬁd Shim3 Screw* Lock Pin4 Clamp® Screws Hex Key
an an
H B L F Part Number

MSRNR/L12-4B | 0.75 | 0.75 | 4.5 | 0.88 6-736-124R | 6-736-124L

MSRNR/L 16-4D | 1.00 100 | 60 113 | 43_ | 6-736-165R | 6-736-165L | 6-998-6100 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526 gggg}gg

MSRNR/L 20-4D | 1.25 | ' 1.35 6-736-204R | 6-736-204L

MSRNR/L 16-5D | 1.00 | 1.00 1.10 6-736-316R | 6-736-316L 6-998-153

6.0 54 6-998-6108 | 6-998-6545 | 6-998-6270 | 6-998-6411 | 6-998-6531

MSRNR/L 20-5D | 1.25 | 1.25 1.35 ~ | 6-736-320R | 6-736-320L 6-998-159

MSRNR/L 16-6D | 1.00 | 1.00 60 1.07 6-736-416R | 6-736-416L

MSRNR/L 20-6D | 1.25 | 1.25 ' 132 | 64_ | 6-736-420R | 6-736-420L | 6-998-6113 | 6-998-6547 | 6-998-6275 | 6-998-6411 | 6-998-6531 gggglgg

MSRNR/L 24-6E | 1.50 | 1.50 | 7.0 | 1.82 6-736-424R | 6-736-424L

System
2

|'I ,l‘
H H | - .
MSKN / -
right shown /
MSKN 1 — Toolholder
2 — Insert
— Shim a
r e
L T
Dimensions Part Number Spare Part List
Insert . Shim i Clamp
Style Shank OAL | Head Size Right Left Shim3 o Lock Pin4 Clamp6 s Hex Key
Hand Hand
H B L F Part Number
MSKNR/L12-4B | 0.75 | 0.75 | 4.5 | 1.00 6-737-012R | 6-737-012L -993-
3 6-998-6100 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526 | & 220 120
MSKNR/L 16-4D | 1.00 | 1.00 | 6.0 | 1.25 6-737-016R | 6-737-016L 6-998-153
MSKNRL16-5D | 1.00 | 1.00 | o [ 125 | o) | 6737-116R | 6737-116L | ¢ 550 o106 | 6.998-6545 | 6-998-6270 | 6-998-6411 | 6-998-6531 | 6998153
MSKNR/L20-5D | 1.25 | 1.25 | ~ [ 1550 | 7= | 6-737-120R | 6-737-120L 6-998-159
MSKNR/L 20-6D | 1.25 | 1.25 | 6.0 | 1.50 6-737-220R | 6-737-220L 6-998-156
64_ 6-998-6113 | 6-998-6547 | 6-998-6275 | 6-998-6411 | 6-998-6531
MSKNR/L 24-6E | 1.50 | 1.50 | 7.0 | 2.00 6-737-224R | 6-737-224L 6-998-159

* Shim Screw to replace Lock Pin (4) when using Inserts without hole ———
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Negative Turning Tool Holders — TN

Tool Holders for 60° Triangle Negative Inserts
TNMG — TNMA

Cutting Tools

FACING, TURNING, PROFILING, MTJNR MTJNL Combination Pin & Clamp
BACKFACING M” System
H H 1 =
| -
MT N H | B -
—/ -«
right shown |
MT N —1 1 — Toolholder
2 — Insert
— Shim (Sea
L :— Eock ms: N -]
5 — Clamp Screw
6— Clnm:: %
. X P
Dimensions Part Number Spare Part List E
Insert . Shim . Clamp
Style Shank OAL | Head Size Right Left Shim3 o Lock Pin% Clamp6 G Hex Key m
Hand Hand
H B L F Part Number
MTINR/L10-3B | 0.75 | 0.75 | 4.5 | 0.63 6-740-010R | 6-740-010L 6-998-147
MTINR/L12-3B | 1.00 | 1.00 6.0 1.00 | 33_ | 6-740-012R | 6-740-012L | 6-998-6053 | 6-998-6541 | 6-998-6255 | 6-998-6405 | 6-998-6515 6:998:1 50
MTINR/L16-3D | 1.25 | 1.25 ) 1.25 6-740-016R | 6-740-016L
MTINR/L16-4D | 1.00 | 1.00 1.25 6-740-116R | 6-740-116L 6-998-150
MTINRIL202D | 125 1 125 6.0 125 43_ 6720-120R | 6.740-120L 6-998-6060 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6520 6-998-153
MTINR/L 16-5D | 1.00 | 1.00 1.25 6-740-216R | 6-740-216L
MTINR/L20-5D | 1.25 | 1.25 | 6.0 | 1.50 6-740-220R | 6-740-220L
MTINR/L 24-5D 150 2.00 | 54_ | 6-740-224R | 6-740-224L | 6-998-6070 | 6-998-6547 | 6-998-6270 | 6-998-6415 | 6-998-6520 | 6-998-153
MTINR/L 24-5E | 1.50 | 70 2.00 6-740-226R | 6-740-226L
MTINR/L 86-5E 1.00 ) 1.25 6-740-235R | 6-740-235L
TURNING, PROFILING MTENN ion Pin & Clamp
" System
H1=H
= e ] ey
)
MTENN B . 1 — Toolholder
2 — Insert
3 — Shim (Seat)
L 4 — Lock Pin
5 — Clamp Screw
6 — Clamp
Dimensions Spare Part List
Insert Part . Shim . Clamp
Style Shank OAL | Head Size Number Shim3 Serew* Lock Pin4 Clamp$ Screw’ Hex Key
H B L F Part Number
MTENN 10-3B 0.75 | 0.75 45 0.63 6-741-310 6.998-147
MTENN 12-3B 1.00 | 1.00 ) 075 | 33_ 6-741-312 6-998-6053 | 6-998-6541 | 6-998-6255 | 6-998-6405 | 6-998-6515 6:998:150
MTENN 64-3D 1.00 | 0.75 | 6.0 | 1.00 6-741-364
MTENN 12-4B 0.75 | 0.75 | 45 | 0.75 6-741-412
MTENN 16-4D 1.00 1.00 6-741-416 6-998-150
6.0 43 6-998-6060 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526
MTENN 85-4D 1.25 | 1.00 1.25 - 6-741-485 6-998-153
MTENN 86-4E 1.50 7.0 | 1.25 6-741-486
MTENN 16-5D 1.00 | 1.00 1.00 6-741-516
WITENN 20-5D 125 1125 | 60 1 1.55 54 6741520 6-998-6070 | 6-998-6547 | 6-998-6270 | 6-998-6415 | 6-998-6526 6-998-153
MTENN 24-5E 150 1.50 1.50 - 6-741-524
MTENN 86-5E ) 1.00 | 7.0 | 1.50 6-741-585
v —

* Shim Screw to replace Lock Pin (4) when using Inserts without hole

_d

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

TNMG — TNMA (continued)

TURNING MTGNR MTGNL

B
right shown E
] MT N .

- LJ

ion Pin & Clamp
" System

1 — Toolholder
2 — Insert

3 — Shim (Seat)
4 — Lock Pin

5 — Clamp Screw

u 6 — Clamp
<
2 Dimensions Part Number Spare Part List
e .
Insert . Shim . Clamp
D Style Shank OAL | Head Size Right Left Shim3 Sorew* | Lock Pin | Clamp Screwd Hex Key
= Hand Hand
H B L F Part Number
MTGNR/L12-38 | 0.75 | 0.75 | 45 | 1.00 6-742-012R | 6-742-012L 6-998-147
33_ 6-998-6053 | 6-998-6541 | 6-998-6255 | 6-998-6405 | 6-998-6515 6-998-150
MTGNR/L16-3D | 1.00 | 1.00 | 6.0 | 1.25 6-742-016R 6-742-016L el
MTGNR/L 16-4D | 1.00 | 1.00 1.25 6-742-216R | 6-742-216L 6-998-150
6.0 43_ 6-998-6060 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526
MTGNR/L20-4D | 1.25 | 1.25 1.50 6-742-220R | 6-742-220L 6-998-153
MTGNR/L20-5D | 1.25 [ 1.25 | 6.0 | 1.50 | 54_ | 6-742-320R 6-742-320L | 6-998-6070 | 6-998-6545 | 6-998-6270 | 6-998-6415 | 6-998-6526 | 6-998-153

FACING MTFNR MTFNL

T
N T | E

Combination Pin & Clamp
“M” System

I

1 — Toolholder
2 — Insert

3 — Shim (Seat)
4 — Lock Pin

5 — Clamp Screw

6 — Clamp
Dimensions Part Number Spare Part List
Insert . Shim i Clamp
Style Shank OAL | Head Size Right Left Shim3 o — Lock Pin4 Clamp6 " Hex Key
Hand Hand
H B L F Part Number
MTFNR/L12-38 | 0.75 | 075 | 45 | 1.00 6-746-012R | 6-746-012L 6-998-147
33_ 6-998-6053 | 6-998-6541 | 6-998-6255 | 6-998-6405 | 6-998-6515 6-998-150
MTFNR/L16-3D | 1.00 | 1.00 | 6.0 | 1.25 6-746-016R 6-746-016L 220"
MTFNR/L 16-4D | 1.00 | 1.00 1.25 6-746-216R | 6-746-216L 6-998-150
6.0 43_ 6-998-6060 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526
MTFNR/L 20-4D | 1.25 | 1.25 1.50 6-746-220R | 6-746-220L 6-998-153
MTENR/L20-5D | 1.25 | 1.25 | 6.0 | 1.50 | 54_ | 6-746-320R 6-746-320L | 6-998-6070 | 6-998-6545 | 6-998-6270 | 6-998-6415 | 6-998-6526 | 6-998-153

* Shim Screw to replace Lock Pin (4) when using Inserts without hole ——
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Tool Holders for 35° Diamond Negative Inserts

VNMG - VNMA

Negative Turning Tool Holders — VN

Cutting Tools

TURNING, PROFILING, BACKFACING MVINR MVINL Combination Pin & Clamp
“M” System
H H
< - -
: L U ey ey -
right shown A‘ ’L J
M N ; = ;l::l:nldm
./ :— %iT;Seal}
o — Lo N
'y . ' 5 — Clamp Screw
‘ 6 — Clamp
Dimensions Part Number Spare Part List
Insert . Shim : Clam
Style Shank OAL | Head Size Right Left Shim3 S Lock Pin4 Clamp6 Screvy5 Hex Key
Hand Hand
H B L F Part Number
MVINR/L12-3B | 0.75 | 0.75 | 45 | 1.00 6-755-012R 6-755-012L
MVINR/L16-3D | 1.00 | 1.00 60 1.25 | 33_ | 6-755-016R 6-755-016L | 6-998-6074P | 6-998-6541 | 6-998-6255 | 6-998-6423 | 6-998-6531 gggg}g;
MVINR/L20-3D | 1.25 | 1.25 ' 1.50 6-755-020R 6-755-020L
MVINR/L16-4D | 1.00 | 1.00 1.25 6-755-116R 6-755-116L
MVINR/L20-4D | 1.25 | 1.25 | 6.0 | 1.50 | 44_ | 6-755-220R 6-755-220L | 6-998-6077 | 6-998-6543 | 6-998-6265 | 6-998-6423 | 6-998-6531 gggg} gg
MVINR/L 24-4E | 1.50 | 1.50 2.00 6-755-224R 6-755-224L
TURNING, PROFILING MVVNN Combination Pin & Clamp
“M” System
H1=H
Hy MVVNN H [ }. -
4
g 1
MVVNN B 1 — Toolholder
2 — Insert
72°50 f: :::":‘ ;?:‘“’
L e
Dimensions Spare Part List
Insert Part . Shim . Clamp
Style Shank OAL | Head Size Number Shim3 e Lock Pin4 Clamp® Com—" Hex Key
H B L F Part Number
MVVNN 12-3B | 0.75 | 0.75 | 4.5 | 1.00 6-754-012 6-998-147
33_ 6-998-6074P | 6-998-6541 | 6-998-6255 | 6-998-6423 | 6-998-6531 6-998-159
MVVNN 16-3D 1.00 [ 1.00 | 6.0 | 1.25 6-754-016 aad
MVVNN 16-4D | 1.00 | 1.00 | 6.0 | 1.25 | 44_ 6-754-116 6-998-6077 | 6-998-6543 | 6-998-6265 | 6-998-6423 | 6-998-6531 gggg}gg
* Shim Screw to replace Lock Pin (4) when using Inserts without hole ——
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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) Negative Turning Tool Holders — WN

Cutting Tools

Tool Holders for 80° Trigon Negative Inserts
WNMG — WNMA

FACING, TURNING, BACKFACING MWLNR MWLNL : :
n Pin & Clamp
" System
H H
H MWLN H
right shown
1 — Toolholder
U] A ® MWLN 3 Shim (seat)
=2 95° 4 — Lock Pin
= / S — Clamp Screw
E /95" L 6 — Clamp
)
- Dimensions Part Number Spare Part List
Insert . Shim . Clamp
Style Shank OAL | Head Size Right Left Shim3 o Lock Pin% Clamp6 s Hex Key
Hand Hand
H B L F Part Number
MWLNR/L12-3B | 0.75 | 0.75 | 4.5 | 1.00 6-750-012R | 6-750-012L 6-998-147
33_ 6-998-6033 | 6-998-6541 | 6-998-6255 | 6-998-6405 | 6-998-6515 6-998-150
MWLNR/L16-3D | 1.00 | 1.00 | 6.0 | 1.25 6-750-016R | 6-750-016L 270"
MWLNR/L12-4B | 0.75 | 0.75 | 4.5 | 1.00 6-750-112R | 6-750-112L
MWLNR/L 16-4D | 1.00 | 1.00 1.25 6-750-116R | 6-750-116L 6-998-153
6.0 43_ 6-998-6035 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526 6-998-150
MWLNR/L20-4D | 1.25 | 1.25 1.50 6-750-120R | 6-750-120L
MWLNR/L 24-4E | 1.50 | 1.50 | 7.0 | 2.00 6-750-124R | 6-750-124L
MWLNR/L 16-5D | 1.00 | 1.00 60 1.25 6-750-216R | 6-750-216L
MWLNR/L20-5D | 1.25 | 1.25 ’ 1.50 | 54_ | 6-750-220R | 6-750-220L | 6-998-6041 | 6-998-6547 | 6-998-6270 | 6-998-6415 | 6-998-6526 | 6-998-153
MWLNR/L 24-5 | 1.50 | 1.50 | 7.0 | 2.00 6-750-224R | 6-750-224L

* Shim Screw to replace Lock Pin (4) when using Inserts without hole ———

% 4

176 TURNING Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com



——

Positive Turning Tool Holders Ove

Cutting Tools
Positive Tool Holders
Insert Sizes
System a;lg; Styles Available Shank Sizes Operations Lead
CCGT - CCMT - CCMW
SCLC (R/L) (right shown)
il
(0602 __)
>, 32.5_ FACING o
(0913 ) RIGHT / LEFT 0.315-1.00 TURNING -5 -
43_ Cc
(1204 __) -
5° Lead =
- O ea —
SCLCR/L %
6-800-
SCMCN
(0602 )
32.5_ TURNING o
0973 ) NEUTRAL 0.375-0.75 PROFILING 40
l 43_
(1204 __)
40° Lead
SCMCN
6-801-
DCMT - DCGT - DCMW
SDJC (R/L) (right shown)
(073325_ ) TURNING
;‘ (11Té - ) RIGHT / LEFT 0.375-1.00 PROFILING -3°
13 - BACKFACING
' (1504 _)
-3° Lead
SDJCR/L
6-805-
SDPCN
21.5_
(0702 __) TURNING o
M 325 NEUTRAL 0.375-1.00 PROFILING 27.5
‘—]—» Mmm3_)
27.5° Side Cutting Edge Angle
SDPCN
6-804-

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Positive Tool Holders

ool Holders Overview

Insert Sizes
System ANSI Styles Available Shank Sizes Operations Lead
(1S0)
SCMT - SCGT - SCMW
SSDCN
21.5_
(0602 __)
32.5_ TURNING o
0973 ) NEUTRAL 0.315-1.25 PROFILING 45
43_
(1204 __)
45° Lead
SSDCN
6-810-
TCMT - TCGT - TCMW
STECN
21.5_
(1102 __) TURNING 5
325 NEUTRAL 0.375-1.00 PROFILING 30
(1673 __)
30° Lead
STECN
6-813-
STJC (R/L) (right shown)
1 13225—) RIGHT / LEFT 0.50-0.75 TURNING -3°
. (1673 _)

-3° Lead
STICR/L
6-816-

TURNING
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Positive Turning Tool Holders O

Cutting Tools
Positive Tool Holders
Insert Sizes
System a;\lg; Styles Available Shank Sizes Operations Lead
TCMT - TCGT - TCMW (cont.)
STGC (R/L) (right shown)
@ 215
a 132?5—) RIGHT / LEFT 0.375-1.00 TURNING 1°
(1673 __)
0° Lead
STGCR/L
6-815-
STFC (R/L) (right shown)
¥ |
l . a 13225— ) RIGHT / LEFT 0.375-1.00 FACING 0
(1673 _)
0° Lead
STFCR/L
6-814-
VCGT - VCMT - VCMW
SVIC (R/L) (right shown)
22_
% o5 ) TURNING )
X 3 RIGHT / LEFT 0.375-1.00 PROFILING -3
. (1604 ) BACKFACING
-3° Lead
SVJCR/L
6-806-
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

Tool Holders for 80° Diamond Positive Inserts

CCMT - CCGT

FACING, TURNING

P ——
Positive Turning Tool Holders — CC

SCLCR

right shown
R JEEL ! — PR—
Z ) .
_/ s
L _ L
O
= — -
E Dimensions Part Number Spare Part List
e Style Shank OAL | Head Irs'?ze: Right Left Insert Screw Hex Key Anti-Seize
E H B L F Hand Hand Part Number
SCLCR/L 04-2 0315 | 0315 | 2.36 | 0.39 6-800-042R -
21.5 6-998-2506 6-998-007 290-ASEIZE-03
SCLCR/L 06-2) 0375 | 0375 | 35 0.50 6-800-062R 6-800-062L
SCLCR/L 08-3A 0.50 | 0.50 40 | 0.625 6-800-103R 6-800-103L
SCLCR/L10-3B | 0.625 | 0.625 0.75 6-800-113R 6-800-113L
45 325 6-998-4008T 6-998-015 290-ASEIZE-03
SCLCR/L 12-3B 0.75 | 0.75 1.00 6-800-123R 6-800-123L
SCLCR/L 16-3D 1.00 1.00 6.0 1.25 6-800-163R 6-800-163L
SCLCR/L 12-4B 0.75 | 0.75 45 1.00 6-800-224R 6-800-224L
43_ 6-998-5012 6-998-015 290-ASEIZE-03
SCLCR/L 16-4D 1.00 1.00 6.0 1.25 6-800-264R 6-800-264L
TURNING, PROFILING SCMCN
SCMCN B B W
0 H
| L L
Dimensions Spare Part List
Style Shank OAL Head Ir;?:ert Part Number Insert Screw Hex Key Anti-Seize
H B L F Part Number
SCMCN 06-2 0.375 0.375 2.36 - 21.5_ 6-801-062 6-998-2506 6-998-007 290-ASEIZE-03
SCMCN 08-3A 0.50 0.50 35 - 6-801-103
SCMCN 10-3B 0.625 0.625 4.0 - 325 6-801-113 6-998-4008T 6-998-015 290-ASEIZE-03
SCMCN 12-3B 1.00 0.50 4.5 - 6-801-123
SCMCN 12-4B 0.75 0.75 4.5 - 43_ 6-801-224 6-998-5012 6-998-015 290-ASEIZE-03

180 TURNING
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Tool Holders for 55° Diamond Positive Inserts
DCMT —

DCGT

TURNING, PROFILING, BACKFACING

SDIJCR

Positive Turning Tool Holders —

SDICL

Cutting Tools

right shown
: o [+| [ el el
H
93° %
L
Dimensions Part Number Spare Part List
Style Shank OAL | Head Ir;iszeert Right Left Insert Screw Hex Key Anti-Seize
H B L F Hand Hand Part Number
SDJCR/L06-2) | 0375|0375 | 3.5 | 050 6-805-062R 6-805-062L
21.5_ 6-998-2506 6-998-007 290-ASEIZE-03
SDJCR/L08-2A | 0.50 | 0.50 | 4.0 | 0.625 6-805-082R 6-805-082L
SDJCR/L08-3A | 0.50 | 0.50 | 4.0 | 0.625 6-805-103R 6-805-103L
SDJCR/L10-3B | 0.625 | 0.625 0.75 6-805-113R 6-805-113L
45 32.5_ 6-998-4008T 6-998-015 290-ASEIZE-03
SDJCR/L12-3B | 0.750 | 0.750 0.88 6-805-123R 6-805-123L
SDJCR/L16-3D | 1.00 | 1.00 | 6.0 | 1.250 6-805-163R 6-805-163L
SDJCR/L12-4B | 0.75 | 0.75 45 1.00 6-805-224R 6-805-224L
43_ 6-998-5012 6-998-015 290-ASEIZE-03
SDJCR/L16-4D | 1.00 | 1.00 | 6.0 1.25 6-805-264R 6-805-264L
TURNING, PROFILING SDPCN
7 e
B
& SDPCN %
62.5° L H
‘ -
Dimensions Spare Part List
Style Shank OAL Head Ig?ze;t Part Number Insert Screw Hex Key Anti-Seize
H B L F Part Number
SDPCN 06-2 0.375 0.375 236 - 6-804-062
215 6-998-2506 6-998-007 290-ASEIZE-03
SDPCN 08-2A 0.500 0.500 4.0 - 6-804-082
SDPCN 10-3B 0.625 0.625 4.0 - 6-804-113
SDPCN 12-3B 0.750 0.750 45 - 32.5 6-804-123 6-998-4008T 6-998-015 290-ASEIZE-03
SDPCN 16-3D 1.00 1.00 6.0 - 6-804-163

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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ng Tool Holders — SC

Cutting Tools

Tool Holders for 90° Square Positive Inserts
SCMT - SCGT

TURNING, PROFILING SSDCN
=T B el
b L L H ]
‘ L
O
Z Dimensions Spare Part List
= Insert o
o Style Shank OAL Head Size Part Number Insert Screw Hex Key Anti-Seize
l:_) H B L F Part Number
SSDCN 04-2 0.315 0.315 236 - 21.5_ 6-810-042 6-998-2506 6-998-007 290-ASEIZE-03
SSDCN 08-3A 0.50 0.50 4.0 - 6-810-108
SSDCN 10-3B 0.625 0.625 45 - 32.5_ 6-810-110 6-998-4008T 6-998-015 290-ASEIZE-03
SSDCN 12-3B 0.75 0.75 ' - 6-810-112
SSDCN 16-4D 1.00 1.00 - 6-810-216
6.0 43_ 6-998-5012 6-998-015 290-ASEIZE-03
SSDCN 20-4D 1.25 1.25 - 6-810-220
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_ Positive Turning Tool Holde

Tool Holders for 60° Triangle Positive Inserts

TCMT = TCGT

TURNING, PROFILING

STECN

Cutting Tools

right shown
STECN B Bl W
“%0° L H =
1
Dimensions Spare Part List
Style Shank OAL Head Ir;?:;t Part Number Insert Screw Hex Key Anti-Seize
H B L F Part Number

STECN 06-2 0.375 0.375 25 0.50 6-813-006

21.5_ 6-998-2506 6-998-007 290-ASEIZE-03
STECN 08-2) 0.50 0.50 35 0.625 6-813-008
STECN 10-3B 0.75 0.75 4.5 0.625 6-813-112

325_ 6-998-4008T 6-998-015 290-ASEIZE-03
STECN 64-3B 0.75 1.00 6.0 0.75 6-813-164

TURNING STICR STICL
g 7] - [N—
-H -
s =
L S .
Dimensions Part Number Spare Part List
Style Shank OAL | Head Ir;?zeert Right Left Insert Screw Hex Key Anti-Seize
H B L E Hand Hand Part Number
STICR/L 08-2) 0.50 | 0.50 35 | 0625 | 21.5_ 6-816-082R 6-816-082L 6-998-2506 6-998-007 290-ASEIZE-03
STICR/L 13-3B 0.75 | 0.75 45 | 0875 | 32.5_ 6-816-123R 6-816-123L 6-998-4008T 6-998-015 290-ASEIZE-03
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

Tool Holders for 55° Diamond Positive Inserts (continued)

TCMT - TCGT

TR ——
Positive Turning Tool Holders — TC

TURNING STGCR STGCL
right shown
s L T
Jo -
L - .
Dimensions Part Number Spare Part List
Style Shank OAL | Head Ig?ze;t Right Left Insert Screw Hex Key Anti-Seize
H B L F Hand Hand Part Number
STGCRI/L 06-2 0.375 | 0.375 25 0.50 6-815-062R 6-815-062L
STGCR/L 08-2) 0.50 0.50 35 0.625 | 21.5 6-815-082R 6-815-082L 6-998-2506 6-998-007 290-ASEIZE-03
STGCR/L10-2A | 0.625 | 0.625 4.0 0.75 6-815-110R 6-815-110L
STGCR/L10-3B | 0.625 | 0.625 45 0.75 6-815-113R 6-815-113L
STGCR/L 12-3B 0.75 0.75 45 0.875 | 32.5 6-815-123R 6-815-123L 6-998-4008T 6-998-015 290-ASEIZE-03
STGCR/L 16-3D 1.00 1.00 6.0 1.125 6-815-163R 6-815-163L
FACE STFCR STFCL
right shown
; s [ ')
_H
L
| |
Dimensions Part Number Spare Part List
Style Shank OAL | Head Ig?ze;t Right Left Insert Screw Hex Key Anti-Seize
H B L F Hand Hand Part Number
STFCR/L 06-2 0.375 | 0.375 25 0.50 6-814-006R 6-814-006L
STFCR/L 08-2J 0.50 0.50 35 0.625 | 21.5 6-814-008R 6-814-008L 6-998-2506 6-998-007 290-ASEIZE-03
STFCR/L10-2A | 0.625 | 0.625 4.0 0.75 6-814-010R 6-814-010L
STFCR/L 10-3B 0.625 | 0.625 45 0.75 6-814-110R 6-814-110L
STFCR/L 12-3B 0.75 0.75 ' 0.875 | 32.5 6-814-112R = 6-998-4008T 6-998-015 290-ASEIZE-03
STFCR/L 16-3D 1.00 1.00 6.0 1.125 6-814-116R 6-814-116L

TURNING
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VCMT - VCGT

— Positive Turning Tool Holde

Tool Holders for 35° Diamond Positive Inserts

Cutting Tools

TURNING, PROFILING, BACKFACING SVICR SVICL
right shown
S
H ﬁ =
2/
L
Dimensions Part Number Spare Part List
Style Shank OAL | Head Ir;?ze: Right Left Insert Screw Hex Key Anti-Seize
H B L F Hand Hand Part Number
SVJCR/L 06-2) 0375 0375 | 35 0.50 6-806-062R 6-806-062L
SVICR/L 08-2A 0.50 | 0.50 40 | 0625 | 22_ 6-806-082R 6-806-082L 6-998-2506 6-998-007 290-ASEIZE-03
SVICR/L10-2B | 0.625 | 0.625 | 4.5 0.75 6-806-102R 6-806-102L
SVJCR/L 12-3B 0.75 | 0.75 45 1.00 6-806-123R 6-806-123L
SVICRIL 16-3C 100 | 100 5.0 1.25 33_ 6-806-163R 6-806-163L 6-998-3509 6-998-015 290-ASEIZE-03
SVICRL16-3D | ’ 60 | 1.25 6-806-167R | 6-806-167L
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

Negative Boring Bars

S ——
Negative Boring Bars Overview

System

Insert Sizes
ANS|
(1s0)

Styles Available

Diamters

Minimum Bore Range

Lead

CNMG - CNMA - CNMM - CNMP - CNGG - CNGP

SI-MCLNR (R/L) (right shown)
NO THROUGH COOLANT

v

43_
(1204 _)
,.\ = (16(5)3—_) RIGHT / LEFT 1.0-2.0 1.280 - 2.562 50
6‘* i =1 64
//// I (1906 _)
-5° Lead
SI-MCLN R/L
6-760-
AI-MCLN (R/L) (right shown)
THROUGH COOLANT
2,
43_ o
(1204 ) RIGHT / LEFT 1.00 - 1.50 1.280 - 1.780 5
-5° Lead
AI-MCLN R/L
6-760-
DNMG - DNMA - DNMM
SI-MDUN (R/L) (right shown)
NO THROUGH COOLANT
43_
“522 ) RIGHT / LEFT 1.125-2.0 1.705 - 3.000 30
(1906 __)
-3° Lead
SI-MDUN R/L
6-770-
TNMG - TNMA
SI-MTUN (R/L) (right shown)
NO THROUGH COOLANT
33_
(162‘;’ ) RIGHT / LEFT 0.75 - 2.00 1.000 - 2.562 30
(2204 _)
-3° Lead
SI-MTUN R/L
6-783-
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Negative Boring Bars Ov

Cutting Tools
Negative Boring Bars
Insert Sizes
System a;lg; Styles Available Diamters Minimum Bore Range Lead
VNMG - VNMA
SI-MVUN (R/L) (right shown)
NO THROUGH COOLANT
33_
(1604 _) .
B RIGHT / LEFT 1.00 - 2.00 2.000 - 3.250 -3 -
!'J (2204 _) C
V0777 =
-3° Lead E
SI-MVUN R/L ()
6-785-
WNMG - WNMA
SI-MWLN (R/L) (right shown)
NO THROUGH COOLANT
/// W,
pommema ;s
(062‘3‘—) RIGHT / LEFT 0.75 - 1.50 0.930 - 1.780 5°
(0804_)
-5° Lead
SI-MWLN (R/L)
6-765-
AI-MWLN (R/L) (right shown)
THROUGH COOLANT
33
(062‘3‘—) RIGHT / LEFT 1.00-1.50 1.280-1.780 5°
(0804_)
-5° Lead
AI-MWLN R/L
6-765-

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Boring Bars for 80° Diamond Negative Inserts
CNMG - CNMA — CNMM

NO THROUGH COOLANT SI-MCLNL SI-MCLNR ination Pin & Clamp

“M” System

right shown

i
é EI-MCLNR
-

1 — Toolholder
2 — Insert

3 — Shim (Seat)
4 — Lock Pin

w 5 — Clamp Screw
2 6 — Clamp
E Dimensions Part Number Spare Part List
- ] Insert . . Shim : Clamp
- Style Shank | OAL |Head | 'c. Right Left Shim3 screw* | LOckPind | Clampé | o ' | HexKey
Hand Hand
H B L F Part Number
SI-MCLNR/L16-4 | 1.00 | 1.280| 12.0 | 0.640 6-760-164R 6-760-164L
SI-MCLNR/L 20-4 | 1.25 [1.530 0.765 6-760-204R 6-760-204L
SI-MCLNR/L 24-4 | 1.50 | 1.780 | 14.0 {0.890 | 43_ | 6-760-244R 6-760-244L | 6-998-6009 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526 gggg: gg
SI-MCLNR/L 28-4 | 1.75 | 2.030 1.015 6-760-284R 6-760-284L
SI-MCLNR/L 32-4 | 2.00 |2.562 | 16.0 | 1.281 6-760-294R 6-760-294L
SI-MCLNR/L 24-5 | 1.50 |2.374| 14.0 |1.187| 54_ | 6-760-315R 6-760-315L | 6-998-6015 | 6-998-6545 | 6-998-6270 | 6-998-6411 | 6-998-6531 gggg} g;
SI-MCLNR/L32-6 | 2.00 [2.562 | 18.0 [1.281| 64_ | 6-760-326R 6-760-326L | 6-998-6020 | 6-998-6547 | 6-998-6275 | 6-998-6411 | 6-998-6531 23321 gg

THROUGH COOLANT A-MCLNL AI-MCLNR Combingtion FinE Clamp
“M” System

right shown

T
é AlMCLNR
=

1 — Toolholder

2 — Insert

3 — Shim (Seat)
4 — Lock Pin

§ — Clamp Screw

6 — Clamp
Dimensions Part Number Spare Part List
Insert i 5 Shim | Clamp
Style Shank | OAL |Head | 'c. Right Left Shim3 Screw* | LockPind | ClampS | g s | HexKey
Hand Hand
H B L F Part Number
AI-MCLNR/L 16-4 | 1.00 [1.280 | 12.0 |0.640 6-760-564R | 6-760-564L
AI-MCLNR/L 20-4 | 1.25 [1.530 140 0.765| 43_ | 6-760-604R | 6-760-604L | 6-998-6009 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526 gggg}gg
AI-MCLNR/L24-4 | 150 {1.780|  |0.890 6-760-644R | 6-760-644L

* Shim Screw to replace Lock Pin (4) when using Inserts without hole ———
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Boring Bars for 55° Diamond Negative Inserts

DNMG - DNMA

Cutting Tools

NO THROUGH COOLANT SI-MDUNL SI-MDUNR z :
tion Pin & Clamp
right shown = S taat
g S1-MODUNR
é"I
R ——— . i
"Eﬁ' a 1 — Toolholder
| ; 2 — Insert
3 — Shim (Seat)
4 — Lock Pin
5 — Clamp Serew
6 — Clamp
Dimensions Part Number Spare Part List
Insert . . Shim . Clam
Style Shank | OAL | Head | 'c.. Right Left Shim3 Screw* | Lock Pind | Clamp6 Screvr5 Hex Key
Hand Hand
H B L F Part Number
SI-MDUNR/L 20-4 | 1.25 [1.705 1.000 6-770-120R | 6-770-120L
SI-MDUNR/L 24-4 | 1.50 [2.000 | 14.0 | 1.125 6-770-124R | 6-770-124L -998-
43_ 6-998-6081 | 6-998-6543 | 6-998-6265 | 6-998-6411 | 6-998-6531 6-998-150
SI-MDUNR/L 28-4 | 1.75 |2.250 1.250 6-770-128R | 6-770-128L 6-998-159
SI-MDUNR/L 32-4 | 2.00 |2.500| 16.0 | 1.375 6-770-132R | 6-770-132L
SI-MDUNR/L 32-5 | 2.00 {3.000| 16.0 |1.375| 54_ | 6-770-232R | 6-770-232L | 6-998-6086 | 6-998-6545 | 6-998-6270 | 6-998-6423 | 6-998-6531 gggg: 253)
* Shim Screw to replace Lock Pin (4) when using Inserts without hole ——— N
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING
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Cutting Tools

S ——
) Negative Boring Bars — TN

Boring Bars for 90° Square Negative Inserts

TNMG - TNMA

NO THROUGH COOLANT SI-MTUNL SI-MTUNR z s
ion Pin & Clamp
“M” System
right shown
ﬁ‘ SI-MTUNR
Ay
— —_e——
Fmy " T 1 — Toolholder
w L A 2= :;‘\er!rse
3 — shim at)
4 — Lodck Pin
2 5 — Clamp Screw
— 6 — Clamp
P
g Dimensions Part Number Spare Part List
| Insert . . Shim . Clamp
Style Shank OAL | Head Size Right Left Shim3 Screw* | Lock Pin# | ClampS - Hex Key
Hand Hand
H B L F Part Number
6-998-147
SI-MTUNR/L12-3 | 0.75 | 1.000 | 10.0 | 0.500 6-783-012R 6-783-012L - - 6-998-6251 | 6-998-6405 | 6-998-6513 6-998-150
SI-MTUNR/L 16-3 | 1.00 | 1.280| 12.0 [ 0.640 | 33_ | 6-783-016R 6-783-016L
SI-MTUNR/L 20-3 | 1.25 | 1.530 140 0.765 6-783-020R 6-783-020L | 6-998-6053 | 6-998-6541 | 6-998-6255 | 6-998-6405 | 6-998-6515 gggg}gg
SI-MTUNR/L 24-3 | 1.50 |2.060 ~ 10.890 6-783-024R 6-783-024L
SI-MTUNR/L 20-4 | 1.25 | 1.530 0.765 6-783-120R 6-783-120L
SI-MTUNR/L 24-4 | 1.50 [2.060 | 14.0 | 0.890| 43_ | 6-783-124R 6-783-124L | 6-998-6060 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526 gggg,} gg
SI-MTUNR/L 32-4 | 2.00 |2.562 1.281 6-783-132R 6-783-132L

* Shim Screw to replace Lock Pin (4) when using Inserts without hole
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Boring Bars for 35° Diamond Negative Inserts

VNMG - VNMA

NO THROUGH COOLANT
right shown
Ay

SI-MTUNL

SI-MTUNR

Cutting Tools

nation Pin & Clamp

M” System

1 — Toolholder

L — I
R - 3 S s —
4 — Lock Pin C
5 — Clam oW
6— gl-wn.:as< :U
<
Dimensions Part Number Spare Part List 2
Insert . . Shim ; Clam| ()]
Style Shank OAL | Head Size Right Left Shim3 Screw® Lock Pin# | Clamp® Screv«% Hex Key
Hand Hand
H B L F Part Number
SI-MVUNR/L 16-3 | 1.00 |2.000| 12.0 |0.500 6-785-016R | 6-785-016L
SIMVUNRIL203 | 125 [2.250] 140 [0.640| 33 | 67850208 | 6785020 |6-998-6047P | 6-998-6541 | 6-098-6255 | 6:998-6423 | 6-998-6531 | oo o7
SI-MVUNR/L 24-3 | 1.50 |2.500 | 14.0 | 0.765 6-785-024R | 6-785-024L
SI-MVUNR/L 28-4 | 1.75 |3.000 | 14.0 | 0.765 6-785-128R | 6-785-128L 6-998-150
43_ 6-998-6077 | 6-998-6543 | 6-998-6265 | 6-998-6423 | 6-998-6531
SI-MVUNR/L 32-4 | 2.00 |3.250| 16.0 | 0.890 6-785-132R | 6-785-132L 6-998-159
* Shim Screw to replace Lock Pin (4) when using Inserts without hole — -
TMX Cutting Tools, part of the Toolmex Industrial Solutions family TURNING 191



TURNING

192

Cutting Tools

Boring Bars for 80° Trigon Negative Inserts
WNMG - WNMA

NO THROUGH COOLANT SI-MWNL SI-MWLNR

Combination Pin & Clamp
“M” System

right shown

ﬁ SIMWLNR 'j

. A

1 — Toolholder
2 — Insert

3 — Shim (Seat)
4 — Lock Pin

5 — Clamp Screw

6 — Clamp
Dimensions Part Number Spare Part List
Insert . . Shim . Clamp
Style Shank OAL | Head Size Right Left Shim3 G Lock Pin4 Clamp® o Hex Key
Hand Hand
H B L F Part Number
SI-MWLNR/L 12-3 | 0.75 | 0.930| 10.0 | 0.500 6-765-123R | 6-765-123L 6-998-147
33_ - - 6-998-6251** | 6-998-6405 | 6-998-6513
SI-MWLNR/L 16-3 | 1.00 | 1.800 | 12.0 | 0.640 6-765-163R = 6-998-159
SI-MWLNR/L 12-4 | 0.75 | 0.930| 10.0 | 0.500 6-765-124R | 6-765-124L 6-998-150
- - 6-998-6220 | 6-998-6415 | 6-998-6520
SI-MWLNR/L 16-4 | 1.00 | 1.280 | 12.0 |0.640 i3 6-765-164R | 6-765-164L 6-998-153
SI-MWLNR/L 20-4 | 1.25 {1.530| 14.0 | 0.765| | 6-765-204R | 6-765-204L 6-998-150
6-998-6035 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526
SI-MWLNR/L 24-4 | 1.50 | 1.780| 14.0 | 0.890 6-765-244R | 6-765-244L 6-998-153

** 6-998-6251 (NL33) IS SHORTER THAN INDUSTRY STANDARD TO ALLOW BORING SMALLER DIAMETERS

THROUGH COOLANT Al-MWLNL MWLNR

ion Pin & Clamp
" System

right shown

ﬁ AL-MWLNR. 1
I

A_[ 1 — Toolholder
=y — - 5 2 — Insert
3 — Shim (Seat)
4 — Lock Pin
5 — Clamp Screw
6 — Clamp
Dimensions Part Number Spare Part List
Insert i . Shim | Clam
Style Shank OAL | Head | 'c. Right Left Shim3 Screw* Lock Pin4 | Clamp$ Screv:)5 Hex Key
Hand Hand
H B L F Part Number
AI-MWLNR/L 16-4T| 1.00 |1.280 | 12.0 | 0.640 6-765-564R | 6-765-564L - - 6-998-6260 | 6-998-6415 | 6-998-6520 ggggl 2(3)
43_
AI-MWLNR/L 20-4T| 1.25 |1.530 | 14.0 | 0.765 6-765-604R | 6-765-604L 6-998-150
6-998-6035 | 6-998-6543 | 6-998-6265 | 6-998-6415 | 6-998-6526
AI-MWLNR/L 24-4T| 1.50 [1.780 | 14.0 |0.890 6-765-644R | 6-765-644L 6-998-153
Coolant Through bars have 3/8 NPT thread
* Shim Screw to replace Lock Pin (4) when using Inserts without hole ———
TURNING Customer Service * +1-508-653-8897  844-869-8665 ¢ www.tmxtools.com
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Positive Boring Bars O

Cutting Tools
Positive Boring Bars
Insert Sizes
System a\glg; Styles Available Diamters Minimum Bore Range Lead
CCGT - CCMT - CCMW
SI-SCLC (R/L) (right shown)
NO THROUGH COOLANT
L
W/////////M
]
215
(063%25—) RIGHT / LEFT 0.315-1.00 0.354-1.120 50 -
5 (=
- 0973 _) =
727 =
=
-5° Lead ()
SI-SCLC R/L
6-870-
DCMT - DCGT - DCMW
SI-SDUC (R/L) (right shown)
NO THROUGH COOLANT
215
(15;?—) RIGHT / LEFT 0375-125 0.625 - 1.750 30
1173_)
-3° Lead
SI-SDUCR/L
6-875-
TCMT - TCGT - TCMW
SI-STUC (R/L) (right shown)
NO THROUGH COOLANT
215
“;325—) RIGHT / LEFT 0.375-1.50 0.500 - 1.680 30
(16T3_)
-3° Lead
SI-STUCR/L
6-884-

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Positive Boring Bars

‘..‘

Insert Sizes
System ;(tl\;\los)l Styles Available Diamters Minimum Bore Range Lead
TPUN - TPGN - TPMR
SI-CTUPR
21_
(1102_)
32_ o
(1603 ) RIGHT 0.625-2.0 0.827 - 2.559 0
43
(2204_)
0° Lead
SI-CTUPR (RIGHT HAND)
6-939-
VCGT - VCMT - VCMW
SI-SVUC (R/L) (right shown)
NO THROUGH COOLANT
r
H ,ﬁ a 13033—) RIGHT / LEFT 0.75-1-25 1.125-2.250 -3°
y (1604_)
-3° Lead [
SI-SVUCR/L
6-887-
WCMT - WCGT
SI-SWUC (R/L) (right shown)
NO THROUGH COOLANT
]
" 325 RIGHT / LEFT 0.50-0.75 0.625 - 1.000 -3°
(0613 __) ’ ' ' ’

-3° Lead
SI-SWUCR/L
6-889-

TURNING
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Positive Boring Bars — CC, DC
 ell— |

Cutting Tools
. o . L
Boring Bars for 80° Diamond Positive Inserts
NO THROUGH COOLANT SI-SCLCL SI-SCLCR
A
1
F| 9571 ! 'Fl:
A
L
-
C
Dimensions Part Number Spare Part List 2
Min. Center| Insert e —
Style Shank Bore OAL Line | Size Right Left Insert Screw Hex Key Anti-Seize =
Hand Hand ()
d Dmin L F Part Number
SI-SCLCR/L04-2 | 0.315 | 0.354 | 4.0 | 0.188 6-870-042R 6-870-042L
SI-SCLCR/L06-2 | 0.375 | 0.468 | 6.0 | 0.250 6-870-062R 6-870-062L
21.5_ 6-998-2506 6-998-007 290-ASEIZE-03
SI-SCLCR/L08-2 | 0.50 | 0.560 | 7.0 | 0.290 6-870-082R 6-870-082L
SI-SCLCR/L10-2 | 0.625 | 0.810 | 8.0 | 0.405 6-870-085R 6-870-085L
SI-SCLCR/L08-3 | 0.50 | 0.625 | 7.0 | 0.312 6-870-093R 6-870-093L
SI-SCLCR/L10-3 | 0.625 | 0.812 8.0 | 0.406 6-870-103R 6-870-103L
32.5_ 6-998-4008T 6-998-015 290-ASEIZE-03
SI-SCLCR/L12-3 | 0.75 | 1.000 | 10.0 | 0.500 6-870-123R 6-870-123L
SI-SCLCR/L16-3 | 1.00 | 1.120 | 12.0 | 0.609 6-870-163R 6-870-163L
. o . Lo
Boring Bars for 55° Diamond Positive Inserts
NO THROUGH COOLANT SI-SDUCL SI-SDUCR
Dimensions Part Number Spare Part List
Min. Center| Insert e
Style Shank Bore OAL Line | Size Right Left Insert Screw Hex Key Anti-Seize
Hand Hand
d Dmin L F Part Number
SI-SDUCR/L06-2 | 0.375 | 0.625 | 6.0 | 0.375 6-875-006R 6-875-006L
SI-SDUCR/L08-2 | 0.50 | 0.780 | 6.0 | 0.437 | 21.5_ 6-875-008R 6-875-008L 6-998-2506 6-998-007 290-ASEIZE-03
SI-SDUCR/L10-2 | 0.625 | 0.840 | 8.0 | 0.500 6-875-010R 6-875-010L
SI-SDUCR/L12-3 | 0.75 | 1.125 | 10.0 | 0.562 6-875-012R 6-875-012L
SI-SDUCR/L16-3 | 1.00 | 1.500 | 12.0 | 0.750 | 32.5_ 6-875-016R 6-875-016L 6-998-4008T 6-998-015 290-ASEIZE-03
SI-SDUCR/L20-3 | 1.25 | 1.750 | 14.0 | 0.875 6-875-020R 6-875-020L
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Cutting Tools

Positive Boring Bars — TC, TP

Boring Bars for 60° Triangle Positive Inserts

TCMT = TCGT

NO THROUGH COOLANT

SI-STUCL

SI-STUCR

O Dimensions Part Number Spare Part List
Z Mi C Insert
2 Style Shank B c::le' OAL Ei?\?r rs'fze A Right Left Insert Screw Hex Key Anti-Seize
(o' - Hand Hand
oD d Dmin L E Part Number
- SI-STUCR/L06-2 | 0.375 | 0.500 | 5.0 | 0.208 6-884-006R 6-884-006L
SI-STUCR/L08-2 | 0.50 | 0.590 | 6.0 | 0.287 | 21.5 6-884-008R 6-884-008L 6-998-2506 6-998-007 290-ASEIZE-03
SI-STUCR/L10-2 | 0.625 | 0.750 | 8.0 | 0.350 6-884-010R 6-884-010L
SI-STUCR/L12-3 | 0.75 | 0.845 | 10.0 | 0.422 6-884-012R 6-884-012L
SI-STUCR/L16-3 | 1.00 | 1.115 | 12.0 | 0.555 6-884-016R 6-884-016L
325 6-998-4008T 6-998-015 290-ASEIZE-03
SI-STUCR/L20-3 | 1.25 | 1.370 | 12.0 | 0.682 6-884-020R 6-884-020L
SI-STUCR/L24-3 | 1.50 | 1.680 | 12.0 | 0.840 6-884-024R 6-884-024L
TPGN — TPUN — TPMR o
NO THROUGH COOLANT SI-CTUPR F

- A-A
0 f I -
F 90" I | 72748 : |
- E - !
- L - M
Dimensions Part Number Spare Part List
Min. Center Insert . .
Style Shank Bore OAL | "Iin 3 Size Right Shim Shim Screw Lock Screw Hex Key
Hand
d Dmin L F E Part Number
SI-CTUPR 10-2 0.625 | 0.827 83 0.709 | 1.181 21_ 6-939-172 - - 6-999-265 6-999-583
SI-CTUPR 12-3 0.75 | 1.063 99 | 0925 | 1.378 6-939-173
32_ - - 6-999-271 6-999-584
SI-CTUPR 16-3 1.000 | 1.339 | 11.8 | 1.201 | 1.575 6-939-174
SI-CTUPR 20- 1.25 | 1.693 | 14.0 | 1.516 | 1.772 -939-17 -999-
v 3 32_ 6:939175 6-999-391 6-999-400 6-999-271 6-999-582
SI-CTUPR 24-3 1.50 | 2.086 | 15.0 | 1.889 | 1.968 6-939-176 6-999-584
6-999-582
SI-CTUPR 32-4 2.00 | 2559 | 16.0 | 2.362 | 1.968 43_ 6-939-178 6-999-394 6-999-400 6-999-275 6-999-585
Spare Part List - Mechanical Chip Breakers
Style Fine Medium Coarse
<0.004 ipr 0.003-0.006 ipr > 0.006 ipr
(< 0.1 mm/rev) (0.08 - 0.14 mm/rev) (>0.14 mm/rev)
SI-CTUPR 10-2 - - 6-999-265
SI-CTUPR 12-3
6-999-863 6-999-864 6-999-865
SI-CTUPR 16-3
SI-CTUPR 20-3
6-999-863 6-999-864 6-999-865
SI-CTUPR 24-3
SI-CTUPR 32-4 6-999-867 6-999-868 6-999-869
196  TURNING Customer Service * +1-508-653-8897 * 844-869-8665 ¢ www.tmxtools.com




Boring Bars for 35° Diamond Positive Inserts

VCMT - VCGT

NO THROUGH COOLANT

F rsa-}’_

SI-SVUCL

SI-SVUCR

Cutting Tools

Y [
g
Dimensions Part Number Spare Part List
Min. Center| Insert : cat
Style Shank Bore OAL Line | Size Right Left Insert Screw Hex Key Anti-Seize
Hand Hand
d Dmin L F Part Number
SI-SVUCR/L12-2 | 0.750 | 1.125 | 10.0 | 0.625 6-887-122R 6-887-122L
22_ 6-998-2506 6-998-007 290-ASEIZE-03
SI-SVUCR/L 16-2 | 1.000 | 1.500 | 12.0 | 0.750 6-887-162R 6-887-162L
SI-SVUCR/L16-3 | 1.00 | 2.000 | 12.0 | 0.750 6-887-163R 6-887-163L
33_ 6-998-3509 6-998-015 290-ASEIZE-03
SI-SVUCR/L20-3 | 1.25 | 2.250 | 14.0 | 1.000 6-887-203R 6-887-203L
. o . e
Boring Bars for 80° Trigon Positive Inserts
NO THROUGH COOLANT SI-SWUCL SI-SWUCR
A
1
e e e
e m—r—y
L A
Dimensions Part Number Spare Part List
Min. Center| Insert ;i
Style Shank Bore OAL Line | Size Right Left Insert Screw Hex Key Anti-Seize
Hand Hand
d Dmin L F Part Number
SI-SWUCR/L 08-3 | 0.500 | 0.625 | 6.0 | 0.311 6-889-083R =
SI-SWUCR/L10-3 | 0.63 | 0.812 | 8.0 | 0.405 | 32.5_ 6-889-103R 6-889-103L 6-998-4008T 6-998-015 290-ASEIZE-03
SI-SWUCR/L 12-3 | 0.75 | 1.000 | 10.0 | 0.500 6-889-123R 6-889-123L

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Boring Bar Sets

Part Number Set Description Qty Description
1 SI-SCLCR 06-3 Boring Bar
1 SI-SCLCR 08-3 Boring Bar
6-870-505 5 Piece Boring Bar Set with CCMT Inserts 1 SI-SCLCR 10-3 Boring Bar
4 CCMT 21.51 Inserts
6 CCMT 32.52 Inserts
1 SI-SCLCR 06-3 Boring Bar
6-870-510 3 Piece Larger Diameter Boring Bars with CCMT Inserts ! SSCLCR 083 Bor!ng Bar
1 SI-SCLCR 10-3 Boring Bar
6 CCMT 32.52 Inserts
1 SI-SCLCR 06-2 Boring Bar
1 SI-SCLCR 08-3 Boring Bar
6-870-515 3 Piece Boring Bars with CCMT Inserts 1 SI-SCLCR 10-3 Boring Bar
2 CCMT 21.51 Inserts
4 CCMT 32.52 Inserts
1 SI-STUCR 06-2 Boring Bar
. . . 1 SI-STUCR 08-2 Boring Bar
6-884-500 3 Piece Boring Bars with TCMT Inserts -
1 SI-STUCR 10-2 Boring Bar
6 TCMT 21.51 Inserts
1 SCLCR 04-2 Toolholder
1 SDJCR 04-2 Toolholder
1 SDJCL 04-2 Toolholder
6-890-510 5 Piece Mini Toolholder and Boring Bar Set ! SSDCN 04-2 Too.lholder
1 SI-SCLCR 04-2 Boring Bar
4 CCMT 21.51 Inserts
4 DCMT 21.51 Inserts
SCMT 21.51 Inserts
TURNING Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




Parting and Grooving
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Cutting Tool

T —— ;
Parting and Grooving Overview

Overview
System | Insert Sizes Width Hand Application Lead or Clearance Angle
GTN System
GTN Inserts GTN-2 0.087 (2 mm) N, R, L 0°, 8°
; :*‘! GTN-3 0.122 (3 mm) N, R, L 0°, 4°, 8°, 15°
. GTN-4 0.161 (4 mm) N, R, L 0°, 4°, 8°
4 CUT-OFF / GROOVE
GTN-4.8 0.188 (4.8 mm) N, R, L 0°, 8°
\\\ GTN-5 0.201 (5 mm) N, R, L 0°, 8°
GTN-6 0.252 (6 mm) N, R L 0°
Holders
BLADES HEIGHT 1.02, 1.26 NEUTRAL CUT-OFF / GROOVE
INTEGRAL CLAMPING
BLOCKS CUT-OFF / GROOVE
1 and 2-PIECE DESIGN
Notch System
NG2 3,4 0.031-0.250 RIGHT / LEFT GROOVE 3°
NR 3, 4 0.031-0.125 FULL RADIUS GROOVE AND PROFILE -
NT2,3,4 0.075-0.128 THREADING 60°V -
SHANK SIZES
NS(RIL) 0.625 -1.50
GROOVING AND
NE(R/L) RIGHT /LEFT THREADING
(gang style) 0.625 -1.25
NE (R/L) DIAMETERS MIN BORE GROOVING AND
0.625-2.0 1.0-2.75 THREADING
TNMA On-Edge System
TNMA Inserts GROOVING .
32,43,54 0.031 - 0.250 RIGHT / LEFT GROOVING 2
THREADING 0.125-0.250 NEUTRAL THZ%&?}NG
32,43, 54
External
SHANK SIZES
32,43,54 0.625-1.25
32,43,54 0.625-1.25
DIAMETERS MIN BORE
32,4354 1.0-3.0 0.687 - 1.891

PARTING AND GROOVING
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Parting and Grooving Overview

Cutting Tools
Grade Speeds
Heat
Material Stainless SRl R COATING / SUBSTRATE PRIMARY APPLICATION
Steel Iron Ferrous | Alloys
(HRSA)
PH5705 K00 - K010 Hard substrate for deformation ||
resistance
PH5115 | P10-P25 | M10- M20| K15 - K30 $10- 520 Cobalt Gradiant for Steels and Irons
enhanced Toughness
PH5320 K10 - K30 Medium | Enhanced coafing for Irons
MTCVD Temperature | Abrasive Materials
. CVD Coating | gyper h d Steels includi
Palbit ) i ! uperior toughness an eels including
PHS125 | P15-P30 K25 -K35 with Al203 | deformation resistance Stainless Steels
and Ti(C,N) - :
High toughness for a wide Steels, Stainless Steels
PH5135 | P20 - P40 | M15-M35] K15 - K30 range of materials including g
. and Cast Irons
interrupted cuts
PH5740 | P25 - P45 K25 - K50 Medium WC gains size and Steels and Irons
Cobalt for heavy inerruptions
First Choice for Austenitic .
VD PH3225 M20 - M30 and Duplex S5 at Low Speeds Stainless Steels
Palbit | py13535 M30 - M40 Good shock resistance at Stainless Steels
Low to Moderate Speeds
PH6705 K05 - K15 505 - 520 Ideal for high cutting speeds Irons and HRSA
in Irons and HRSA
PH6910 | P05 - P10 | MO5 - M10 Micro-grain Carbide Steel and Stainless Steel
For light Turning
PH6215 | P10-P25 | M10-M25 Good General Purpose Steel Steel and Stainless Steel
and Stainless Steel
PVD 1 pe3rs M15 - M25 | K10 - K30 Enhanced coating for Irons and Stainless Steel
Palbit Abrasive Materials
PHE920 | P10- P35 | M15-M25 | K10-K30 $10-530 Excellent all-around grade Steels, Stainless Steels,
Irons, HRSA
pr622s | P15 -p30 I wmits - m3o Good Shock Resitance at
Moderate Speeds
prs740 | P25 - 50 | mzs - maol k25 - kas $20- 535 Extremely T_ough grade for Steels, Stainless Steels,
most materials Irons, HRSA
Uncoated | PH0910 N0O - N20 | S05- 510 Micro-grain Carbide Aluminum, HSRA, Titanium
Good wear resistance and Tough ! '
GTN System — Tech Tips
Application

e When cutting off, position the insert at least .002" above center.

e GTN inserts should be selected primarily for cut off use. Grooving applications may experience variations in groove depth, insert to insert.

¢ We recommend the one piece block and the narrowest insert practical to reduce cut off waste, this would suggest the # 2 and # 3 size blades.
e Palbit GTN inserts are interchangeable with the leading brand GTN inserts.

Lead Angles

e The lowest lead angle gives the best tool life, hence N (neutral) results in the best tool life.
o If burrs occur in the cutoff operations we recommended using a higher lead angle insert.
e For a right hand insert in a normal lathe operations the burr will be reduced in the part that falls off and not the part remaining in the chuck.

e The more ductile the material the higher the lead angle to reduce the burrs, thus the 15 degree angle is recommend for aluminum, other soft materials and very small
diameter parts with less rigidity.

TMX Cutting Tools, part of the Toolmex Industrial Solutions family PARTING AND GROOVING
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Cutting Tools

palbit

Steel
GTN Inserts
Stainless Steel
Cast Irons
Heat Resistant
Alloys
CVD Coated PVD Coated
o w3 T @ o @ Dimensions Feed Rates
- o~ m m - m
in = o in 8 o
Description Geometry Code = = = = = Z | Hand w B Re o
0.002-0.006
GTN-2N 113-0165- 37 N2 86 Neutral 0.087 0.071 0.006 - 0.05-0.16)
GTN-2R 8 113-0167- N2 Right 0.087 0.071 0.006 8°
0.002-0.004
(0.06-.09)
GTN-2L 8 113-0220- 37 Left 0.087 0.071 0.006 8°
GTN-3N 113-0169- L7 36 37 N2 56 86 Neutral 0.122 0.102 0.008 - Oigﬂ%o'zog)o
GTN-3R 4 113-0170- 56 86 Right
0.122 0.102 0.008 4°
GTN-3L4 113-0221- 86 Left
GTN-3R 8 113-0171- 86 Right 0.002-0.005
0.122 0.102 0.008 8° 0.05-0.15)
GTN-3L 8 113-0168- 37 56 86 Left
GTN-3R 15 113-0253- 86 Right
0.122 0.102 0.008 15°
GTN-3L 15 113-0254- 86 Left
GTN-4N 113-0174- L7 37 N2 86 | Neutral | 0.161 0.138 0.010 - 0(%0?82)12
) o 0.003-008
GTN-4R 4 113-0261- 86 Right 0.161 0.138 0.010 4 (0.08-0.20)
. o 0.003-005
GTN-4R 8 113-0222- 86 Right 0.161 0.138 0.010 8 (0.08-0.12)
0.008-0.014
GTN-4.8N 113-0229- 37 Neutral | 0.189 0.165 0.011 - (0.12-0.35)
o 0.004-0.007
GTN-4.8L 8 113-0231- 37 Left 0.189 0.165 0.011 8 (0.1-0.18)
0.005-0.014
GTN-5N 113-0175- 37 N2 86 | Neutral | 0.201 0.177 0.011 - (0.12-0.35)
GTN-5R 8 113-0224- 86 Right 0.004-0.007
0.201 0.177 0.01 8 (0.1-0.18)
GTN-5L 8 113-0225- 86 Left
0.006-0.016
GTN-6N 113-0176- 37 Neutral | 0.252 0.217 0.014 - 0.15-0.4)

To order please use the geometry code plus the grade code

PARTING AND GROOVING
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GT

N System

R '
Cutting Tools
r
’llli: Blades B
W, q H
Wt: 5 .l
Dimensions
Blade Insert Né?;';:d Blade Blade | Assoiated Tool Insert
Size Size Number H H1 L w A D Part Number Size | Blocks for Blade | Extractor

GTN-2 | 150.19-26-2 0.087 | 0.065 | 1.97 | 6-895-262
102" | GIN3 | 150.19-26-3 0.122 | 0091 | 295 | 6895263 6-895-6195
(26 mm) 1.02 | 083 | 433 26 mm 6-896-001
GTN-4 | 150.19-26-4 0.161 | 0126 | 3.15 | 6-895-264 6-896-003

GTN-5 | 150.19-26-5 0.201 | 0.169 | 3.15 | 6-895-265

6-998-913

GTN-3 | 150.19-32-3 0122 | 0.091 | 394 | 6895-323

6-895-6196
y GTN-4 | 150.19-32-4 0.166 | 0.126 | 3.94 | 6-895-324 805

1.26 126 | 097 | 5091 32 mm 6-895-6256
(B2mm) | GTN-5 | 150.19-32-5 0.201 | 0.169 | 4.70 | 6-895-325 6-896-002
6-896-004

GTN-6 | 150.19-32-6 0240 | 0217 | 470 | 6-895-326

Extractor included with blades
Application Notes: When cutting off solid bar, adjust center height 0.004 to 0.006 above center

v One-Piece Flexible Clamp Tool Blocks

B
G F
J
Machine Mounting Dimensions
Block Blade Dimensions Tool Block
Number Size Part Number
C F H H1 E B J G

19-5 1.02" (26 mm) 0.79 0.79 1.02 0.83 1.5 0.315 1.42 35 6-895-6195
19-6 0.79 0.512 4.0 6-895-6196

1.26" (32 mm) 0.79 1.26 0.97 1.89 1.42
25-6 1.00 0.315 43 6-895-6256

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

vz Two-Piece Clamp Tool Blocks

|
E FT iy N
Ha 43 Hl
1
F - | II"3
L i
Machine Mounting Dimensions
Block Blade Dimensions Tool Block
Number Size Part Number
C F H H3 L3 E B J G
19-5X 0.75 0.79 1.70 0.39 1.45 34 6-896-001
(L) 1.02" (26 mm) 1.02 0.843 0.16
= 25-4-5X 1.00 1.03 1.75 0.20 1.70 4.33 6-896-003
> 19-6X 0.75 0.79 1.94 0.55 1.50 3.95 6-896-002
O 1.26" (32 mm) 1.26 0.976 0.21
O 25.4-6X 1.00 1.03 1.95 0.30 1.75 4.33 6-896-004
o
O
[a)]
= ’lm: Blades and Insert Sets
g Blade Marked Insert Size Insert Set
I: Size Blade Number QTY Part Number
o 150.19-26-2 GTN-2 10 6-895-722 o
< 1.02" (26 mm) '
o. 150.19-26-3 GTN-3 10 6-895-723
150.19-32-4 GTN-4 10 6-895-734 e
1.26" (32 mm) 150.19-32-5 GTN-5 10 6-895-735
150.19-32-6 GTN-6 10 6-895-736

Each set includes one Blade and 10 Inserts

’illﬁ Tool Block, Blade and Insert Sets

leiazc:e Blatl;lcleall;lll(.le:'::ber Insert Size Ir(\;le-svrt Nltallr(r)lcbker SetPart Number

150.19-26-3 GTN-3 10 6-895-903

1.02" (26 mm) 150.19-26-4 GTN-4 10 19-5 6-895-904
150.19-26-5 GTN-5 10 6-895-905
150.19-32-3 GTN-3 10 6-895-913

1.26" (32 mm) 19-6
150.19-32-4 GTN-4 10 6-895-914
150.19-32-3 GTN-3 10 6-895-923

1.26" (32 mm) 150.19-32-4 GTN-4 10 25-6 6-895-924
150.19-32-5 GTN-5 10 6-895-925

Each set includes one Flexable-Clamp Tool Block, one Blade and 10 Inserts

204 PARTING AND GROOVING Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com



GTN System

e
Cutting Tools
Grade Speeds
Speed SFM (m/min)
Material CVD (Increasing Toughness —>) PVD (Increasing Toughness —3)

PH5115 PH3225 PH3235 PH51325 PH6215 PH6315 PH6920 PH6135

Low Carbon Steels 280-540 280-540 230-490 230-475 280-560 280-540 230-490

(85-165) (85-165) (70-150) (70-145) (85-170) (85-165) (70-150)

Alloy Steels 200-460 200-460 180-410 180-390 200-480 200-460 180-410

y (60-140) (60-140) (55-125) (55-120) (60-145) (60-140) (55-125)

Tool Steels 165-430 165-430 150-375 150-360 165-450 165-430 150-375

(50-130) (50-130) (45-115) (45-110) (50-135) (50-130) (45-115)
Ferritic and 165-475 165-475 145-590 145-490 180-490 180-475 -
Martensitic (50-145) (50-145) (45-180) (45-150) (55-150) (55-145) S
X
M Austenitic 165-430 165-430 145-560 165-430 180-445 180-430 =
(50-130) (50-130) (45-170) (50-130) (55-135) (55-130) =
(n)]
PH and Duplex 165-390 165-390 150-520 165-390 180-410 180-390 >
P (50-120) (50-120) (45-160) (50-120) (55-125) (55-120) >
O
Gray Iron Class 245-490 330-660 245-460 ()
25-35 (75-150) (100-200) (75-140) 8
Cast Iron 230-460 310-660 230-460 o
Class 45 (70-140) (95-200) (70-140) S
P
Ductile Iron 130-390 210-590 130-390 (n)

(45-120) (65-180) (45-120)

TMX Cutting Tools, part of the Toolmex Industrial Solutions family PARTING AND GROOVING 205
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) Notch System

Cutting Tools

v Right and Left Handed Notch-Grooving Inserts

* General Purpose - :’_E .
e Industry Standard Widths N e |
4 \ % \
w T
Primary Applications 550 /\' N R— )
Steel
Stainless Steel
Cast Irons
Non-Ferrous
CVD Coated Right-hand diagram shown dimension purposes
Right-Hand Left-Hand o s Dimensions Fet_ed/Rates
in/rev
Description | Geometry Code | Description | Geometry Code w T E A A (mm/rev)
NG-2031R | 6-NG-2031R - 6-NG-2031L H LA 0.031
G — — 0.002-0.004
0.06-.09
= NG-2041R | 6-NG-2041R__ | NG-2041L | 6-NG-2041L__ H LA 0.041 0.002/0.005 ( )
C>) 0.050
NG-2047R | 6-NG-2047R NG-2047L | 6-NG-2047L H LA 0.047
o — — 0.002-0.005
0.05-0.15
% NG-2056R | 6-NG-2056R__ | NG-2056L | 6-NG-2056L__ H LA 0.056 | 0.150 0.219 ¢ )
2 NG-2062R | 6-NG-2062R__ | NG-2062L | 6-NG-2062L__ H LA 0.062 0.002-0.006
(0.05-0.16)
< 0.005/0.010
NG-2094R -NG- NG-2094L -NG- H LA 094 0.110
G) G-209 6-NG-2094R__ G-209 6-NG-2094L__ 0.09 0.002-0.010
= (0.05-0.25)
e NG-2125R | 6-NG-2125R__ | NG-2125L | 6-NG-2125L__ H LA 0.125
[«
< _ e ) o 0.002-0.004
a NG-3031R | 6-NG-3031R__ | NG-3031L | 6-NG-3031L__ H LA 0.031 s (0.05-09)
NG-3047R | 6:NG-3047R__ | NG-3047L | 6-NG-3047L__ H A | 0047 0.002-0.004
(0.06-.09)
NG-3062R | 6-NG-3062R__ | NG-3062L | 6-NG-3062L__ H LA 0.062
0.005/0.010
NG-3072R | 6:NG-3072R__ | NG-3072L | 6-NG-3072L H A |oon 0.002-0.006
0,094 (0.05-0.16)
NG-3088R | 6-NG-3088R__ | NG-3088L | 6-NG-3088L__ H LA 0.088
NG-3094R | 6-NG-3094R__ | NG-3094L | 6-NG-3094L__ H LA 0.094
NG-3097R | 6-NG-3097R__ | NG-3097L | 6-NG-3097L__ H LA 0.097 | 0.195 0.344 | 0.010/0.015
NG-3105R | 6-NG-3105R__ | NG-3105L | 6-NG-3105L__ H LA 0.105
0.005/0.010
NG-3125R -NG- NG-3125L -NG- H LA 12
G-3125 6-NG-3125R__ G-3125 6-NG-3125L__ 0.125 0.003-0.010
0.08-0.25
NG-3142R | 6-NG-3142R__ | NG-3142L | 6-NG-3142L__ H LA 0.142 0.150 0.010/0.015 ¢ )
NG-3156R | 6-NG-3156R__ | NG-3156L | 6-NG-3156L__ H LA 0.156
0.005/0.010
NG-3178R | 6-NG-3178R__ | NG-3178L | 6-NG-3178L__ H LA 0.178
NG-3189R | 6-NG-3189R__ | NG-3189L | 6-NG-3189L__ H LA 0.189 0.020/0.025
NG-4125R | 6-NG-4125RL__ | NG-4125L | 6-NG-4125LL H LA 0.125 0.005/0.010
NG-4189R | 6-NG-4189R__ | NG-4189L | 6-NG-4189L__ H LA 0.189 | 0.255 | 0.250 | 0.453 o(oogggg;?
0.020/0.025 R
NG-4250R | 6-NG-4250R__ | NG-4250L | 6-NG-4250L__ H LA 0.250

To order, please use the geometry code plus the grade code
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Notch System

Jrmr  Right Handed Notch-Full Radius Grooving Inserts

e General Purpose Grooving
e Light duty profiling

Primary Applications

o

4]
W
f

Cutting Tools

55° /\

Steel
Stainless Steel
Cast Irons
Non-Ferrous
CVD Coated
. Dimensions Feed Rates
Description Part Number (@] (&) in/rev
w T E A R (mm/rev)
0.002-0.004
NR-3031R 6-NR-3031R__ H LA 0.062 0.094 0.031 (0.05-.09)
0.002-0.004
NR-3047R 6-NR-3047R__ H LA 0.094 0.047 (0.06-.09)
NR-3062R 6-NR-3062R__ H LA 0.124 0.195 0.344 0.062
0.150 0.002-0.006
’ (0.05-0.16)
NR-3078R 6-NR-3078R__ H LA 0.156 0.078
0.003-0.010
NR-3094R 6-NR-3094R__ H LA 0.188 0.094 (0.08-0.25)
NR-4062R 6-NR-4062R__ H LA 0.124 0.062
0.003-0.010
NR-4094R 6-NR-4094R__ H LA 0.188 0.255 0.250 0.453 0.094 (0.08-0.25)
NR-4125R 6-NR-4125R__ H LA 0.250 0.125
To order, please use the geometry code plus the grade code
’llli: Right and Left Handed Notch-Threading Inserts
E
e General Purpose w— l
0 P f\\] 1
* 60 : 1
50' = ™ T
\
Ao N\
Primary Applications 'Ji‘\\
Steel 55 > T
Stainless Steel A
Cast Irons 5 |
Non-Ferrous ) _ )
CVD Coated Above diagram shown for dimension purposes
Right Hand Left Hand Dimensions
L. L. 2 c5
Description | Geometry Code | Description | Geometry Code w T E A R
NT-2R 6-NT-2R__ NT-2L 6-NT-2L__ H LA 0.075 0.150 0.114 0.219 0.003/0.005
NT-3R 6-NT-3R__ NT-3L 6-NT-3L__ H LA 0.098 0.195 0.146 0.344 0.005/0.008
NT-4R 6-NT-4R__ NT-4L 6-NT-4L__ H LA 0.128 0.225 0.194 0.453 0.005/0.008

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Z—\

) Notch Systeh

Cutting Tools

vz External Notch Holders — Right and Left Hand

¢ Right Hand Tools use Right Hand Inserts Tz
e Left Hand Tools use Left Hand Inserts 4
e i
Js
Right Hand Left Hand Dimensions
Insert Size
Description Part Number Insert Size Description Part Number A B C D E F
NS-102BR 6-NS-102BR NS-102BL 6-NS-102BL 45
0.625 0.625 0.88
NS-102DR 6-NS-102DR NS-102DL 6-NS-102DL 6.0
N_-2R N_-2L 0.138 0.75
NS-122BR 6-NS-122BR NS-122BL 6-NS-122BL 0.75 0.75 45 1.00
NS-162CR 6-NS-162CR NS-162CL 6-NS-162CL 1.00 1.00 5.0 1.25
NS-123AR 6-NS-123AR NS-123AL 6-NS-123AL 4.0
0.75 0.75 1.00
NS-123BR 6-NS-123BR NS-123BL 6-NS-123BL 45
N_-3R NS-163CR 6-NS-163CR N_-3L NS-163CL 6-NS-163CL 5.0 0.210 1.25
1.00 1.00 1.25
NS-163DR 6-NS-163DR NS-163DL 6-NS-163DL 60
NS-203DR 6-NS-203DR NS-203DL 6-NS-203DL 1.25 1.25 ’ 1.50
NS-164CR 6-NS-164CR NS-164CL 6-NS-164CL 5.0
1.00 1.00 1.25
NS-164DR 6-NS-164DR NS-164DL 6-NS-164DL 6.0
N_-4R NS-204CR 6-NS-204CR N_-4L NS-204CL 6-NS-204CL 1.25 1.25 5.0 0.294 1.38
1.50
NS-204DR 6-NS-204DR NS-204DL 6-NS-204DL 1.25 1.25 6.0
NS-244DR 6-NS-244DR NS-244DL 6-NS-244DL 1.50 1.50 6.0 1.75
Spare Parts
Clamp
n Seat 1 Seat Screw 2 Clamp 3 4
[EE6E Part Number Part Number Part Number SIS
Part Number 3
N_-2R 2
& - - 6-998-6674 6-998-6550
N_-2L 1
N_-3R
& - - 6-998-6672 6-998-6562
N_-3L
N_-4R
& 6-998-6720 6-998-6554 6-998-6672 6-998-6562
N_-4L
PARTING AND GROOVING Customer Service * +1-508-653-8897  844-869-8665  www.tmxtools.com




frmr=  Gang Style External Notch Holders — Right and Left Hand

¢ Right Hand Tools use Left Hand Inserts
e Left Hand Tools use Right Hand Inserts

Notc

h System

e NN

Cutting Tools

Right Hand Tool shown

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

Right Hand Left Hand Dimensions
Insert Size
Description Part Number Insert Size Description Part Number A B C D E F |
NE-102BR 6-NE-102BR NE-102BL 6-NE-102BL 0.625 | 0.625 - 0.750
N_-2L N_-2R 4.5 0.138 1.0
NE-122BR 6-NE-122BR NE-122BL 6-NE-122BL 0.75 | 0.75 0.50 | 1.00
NE-123BR 6-NE-123BR NE-123BL 6-NE-123BL 0.75 | 0.75 4.5 1125
N_-3L NE-163DR 6-NE-163DR N_-3R NE-163DL 6-NE-163DL 1.00 | 1.00 60 0210 | 075 | 1.25 2.0
NE-203DR 6-NE-203DR NE-203DL 6-NE-203DL 125 | 1.25 ' 1.50
NE-164DR 6-NE-164DR NE-164DL 6-NE-164DL 1.00 | 1.00 6.0 1.375
N_-4L N_-4R 0.294 | 0.75 2.0
NE-204DR 6-NE-204DR NE-204DL 6-NE-204DL 125 | 1.25 5.0 1.625
Spare Parts
Insert Size Seat 1 Seat Screw 2 Clamp 3 SE:-aer\:\‘/p4
Part Number Part Number Part Number Part Number 4 ——Clamp Screw
N_-2L 3 ~Clamp
" - - 6-998-6675 6-998-6550
& N_-2R Insert
2 Seat Screw
N_-3L ; 5 1 —Seal
&N_-3R - - 6-998-6673 6-998-656.
N_-4L
&N_-4R - - 6-998-6673 6-998-6562
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Z—\ ——

) Notch System

Cutting Tools

#rmvzz  Internal Notch Holders — Right Hand

e Right Hand Tools use Left Hand Inserts
e Left Hand Tools use Right Hand Inserts

Right Hand Tool shown

Right Hand Left Hand Dimensions
Insert Size
Description Part Number Insert Size Description Part Number A B C D F
NE-S102R 6-NE-S102R NE-S102L 6-NE-S102L 0.625 1.000 0.500
N_-2L N_-2R 10.0 0.138
NE-S122R 6-NE-S122R NE-S122L 6-NE-S122L 0.75 1.125 0.562
NE-S163R 6-NE-S163R NE-S163L 6-NE-S163L 1.00 1.375 12.0 0.688
O NE-S203R 6-NE-S203R NE-S203L 6-NE-S203L 1.25 1.750 0.875
= N_-3L N_-3R 0.210
S NE-S243R 6-NE-S243R NE-S243L 6-NE-S243L 1.50 2.000 14.0 1.000
8 NE-S283R 6-NE-S283R NE-S283L 6-NE-S283L 1.75 2.250 1.125
o NE-S284R 6-NE-S284R NE-S284L 6-NE-S284L 1.75 2.500 14.0 1.250
(U LN_-4L LN_-4R 0.294
o NE-S324R 6-NE-S324R NE-S324L 6-NE-S324L 2.00 2.750 16.0 1.375
=
<
g Spare Parts
|: . Seat 1 Seat Screw 2 Clamp 3 i
cc S Part Number | Part Number | Part Number S,
E Part Number
N_-2L s H
&N 2R - - 6-998-6675 6-998-6550 54— Clamp Screw
3 ~Clamp
Insert
&':‘.N-?’-ER - - 6-998-6673 6-998-6562 2 Seat Screw
- 1 —Seat
o - - 6-008-6673 | 6-098-6562
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Cutting Tools

Notch Speeds

Speed SFM (m/min)
Material
c2 c5
280-540
Low Carbon Steels (85-165)
200-460
Alloy Steels (60-140)
165-430
Tool Steels (50-130)
Ferritic and 165-475
Martensitic (50-145)
. )
M Austenitic 165-430 >
(50-130) -
=
150-350 =
PH and Duplex (50-105) o)
Gray Iron 200-600 5
Class 25-35 (60-185) (w)
Cast Iron 150-450 %
Class 45 (45-135) (@)
o
Ductile Iron 150-500 S
(45-150) >
()]
Aluminum 115-2000
<8%Si (35-630)
Copper 115-800
and Brass (35-245)
Aluminum
> 8% Si

M = Stainless Steel K = Cast Iron N = Aluminum

TMX Cutting Tools, part of the Toolmex Industrial Solutions family PARTING AND GROOVING 211



Cutting Tools

T ——
TNMA System Insert Nomenclature

System

TNMA On Edge triangle
Grooving / Threading

T}
=
>
o
o
oc
G
=
=
<
T}
=
&
<

Insert Hand

R = Right Hand

L = Left Hand

TNMA

031

PARTING AND GROOVING

Insert IC & Thickness

Form

32-1C=0.375T=0.125
43 -1C=0.500, T=0.187
54 -1C=0.625, T=0.250

NG = Groove

NV = 60° V-Profile Thread

Groove Width (inch)

031 =0.031
062 = 0.062
094 = 0.094
125=0.125
156 = 0.156
187 =0.187
250 =0.250

Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




System

M Clamping System

TNMA System Insert Nome

nclature

e NN

Cutting Tools

Insert Position

VO = End

Shank Size / Diameter
w X h

HO = Side (Internal Type)

10 =0.625 X 0.625 / 0.625
12=0.75X0.75/0.75
16=1.0X10/1.0
20=1.25X1.25/1.25
24=15X15/15
28=1.75X1.75/1.75
32=2.0X2.0/2.0
40=25X25/25
483=3.0X3.0/3.0

v

Tool Holder Length

A=4.0
B=45
C=5.0
D=6.0
E=70

—]

20

Ly

Insert Shape

T —Triangle

Connection

Insert Size

S — Boring Bar
Blank — External Holder

3=03751C,0.125T
4=0.5001C,0.187 T
5=0.6251C, 0250 T

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

Tool Holder Hand

R — Right
L — Left

PARTING AND GROOVING

£
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=
)
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=
o
)
X
o
o
S
=
)
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TNMA System

Cutting Tools

frmvas Right and Left Hand TNMA On Edge Inserts

e General Purpose

; 001
e Industry Standard Widths W=y '
¥ = i i3
Primary Applications + oo T
Steel
Stainless Steel °

Cast Irons
Non-Ferrous

TMX
Right hand shown
CVD Coated
Right Hand Left Hand Dimensions Feed Rates
. . Q (&} Max in/rev
Description Geometry Code Description Geometry Code w IC T DOC (mm/rev)
O !
> TNMA-32R031 | 6-TNMA-32R031_ | TNMA-32031 | 6-TNMA321031 |  H | 003 0075 | 0%eus)
= 0.002-0.006
(@) TNMA-32R062 | 6-TNMA-32R062__ | TNMA-32L062 | 6-TNMA-321062__ H LA 0.062
(0.05-0.16)
o 0375 | 0.125
= TNMA-32R094 | 6-TNMA-32R094__ | TNMA-32L094 | 6-TNMA-321094__ H LA 0.094 0.150
O 0.002-0.010
o (0.05-0.25)
= TNMA-32R125 | 6-TNMA-32R125__ - = H LA 0.125
< 0.002-0.006
(O] TNMA-43R062 | 6-TNMA-43R062__ | TNMA-43L062 | 6-TNMA-43L062__ H LA 0.062 0.125 ('0 05_0'1 6)
> .05-0.
E TNMA-43R094 | 6-TNMA-43R094__ | TNMA-43L094 | 6-TNMA-43L094__ H LA 0.094 0.150
E TNMA-43R125 | 6-TNMA-43R125__ | TNMA-43L125 | 6-TNMA-43L125__ H LA 0.125 | 0.500 | 0.187 0.003-0.010
(0.08-0.25)
TNMA-43R156 | 6-TNMA-43R156__ | TNMA-43L156 | 6-TNMA-43L156__ H LA 0.156 0.210
TNMA-43R187 | 6-TNMA-43R187__ | TNMA-43L187 | 6-TNMA-43L187__ H LA 0.187
0.003-0.010
TNMA-54R250 | 6-TNMA-54R250__ - = H LA 0.250 | 0.625 | 0.250 | 0.270 (0.08-0.25)

To order, please use the geometry code plus the grade code
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vz External TNMA On Edge Holders — Right and Left Hand

* OD Threading
¢ Shallow Grooving

TNMA System

Cutting Tools

Right Hand Tool shown

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

PARTING AND GROOVING

Right Hand Dimensions
Insert Size
Geometry Code Part Number Geometry Code Part Number C E F G \'
MTVO-103BR 6-MTVO-103BR MTVO-103BL 6-MTVO-103BL 0.750
45 1.02
TNMA-32 MTVO-123BR 6-MTVO-123BR MTVO-123BL 6-MTVO-123BL 0.875 0.25 0.150
MTVO-163DR 6-MTVO-163DR MTVO-163DL 6-MTVO-163DL 6.0 1.16 1.25
MTVO-124BR 6-MTVO-124BR MTVO-124BL 6-MTVO-124BL 45 0.875
MTVO-164DR 6-MTVO-164DR MTVO-164DL 6-MTVO-164DL 1.25
TNMA-43 6.0 1.25 0.25 0.230
MTVO-204DR 6-MTVO-204DR MTVO-204DL 6-MTV0O-204DL 1.50
MTVO-244ER 6-MTVO-244ER MTVO-244EL 6-MTVO-244EL 7.0 1.75
MTVO-165DR 6-MTVO-165DR MTVO-165DL 6-MTVO-165DL 1.25
TNMA-54 6.0 1.50 0.25 0.292
MTVO-205DR 6-MTV0O-205DR MTVO-205DL 6-MTV0O-205DL 1.50
Spare Parts
i Lock Pin 1
Insert Size Lock Pin 1 Clamp 2 Clamp Screw 3
Part Number | Part Number | Part Number Insert
Clamp Serew 3
Clamp 2
TNMA-32 6-998-6521 6-998-6675 6-998-6513
TNMA-43 6-998-6260 6-998-6675 6-998-6513
TNMA-54 6-998-6266 6-998-6675 6-998-6513
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Cutting Tools

P ——
TNMA System

frmvzz  External 90° TNMA On Edge Holders — Right and Left Hand

e Gang Toolholder
¢ |D Threading
e Shallow Grooving

Right Hand Tool shown

Right Hand Dimensions
Insert
Size Geometry Part Geometry Part Max | Max | Depth
Code Number Code Number A : < = F e S . M | Groove| V
MTHO-103BR | 6-MTHO-103BR | MTHO-103BL | 6-MTHO-103BL | 0.625 | 0.625 1.000 -
TNMA-32 4.5 10.875 0.3750.250 2.00 | 0.100 | 0.125
MTHO-123BR | 6-MTHO-123BR | MTHO-123BL | 6-MTHO-123BL | 0.75 | 0.75 1.125 1.50
MTHO-124BR | 6-MTHO-124BR | MTHO-124BL | 6-MTHO-124BL | 0.75 | 0.75 | 4.5 1.250 -
TNMA-43 | MTHO-164DR | 6-MTHO-164DR | MTHO-164DL | 6-MTHO-164DL | 1.00 | 1.00 0.875 | 1.500 | 0.500 | 0.250 3.00 | 0.125 | 0.194
6.0 2.00
MTHO-204DR | 6-MTHO-204DR | MTHO-204DL | 6-MTHO-204DL | 1.25 | 1.25 1.750
MTHO-165DR | 6-MTHO-165DR | MTHO-165DL | 6-MTHO-165DL | 1.00 | 1.00 1.500
TNMA-54 6.0 | 1.00 0.6250.250| 2.50 | 3.00 | 0.170 | 0.242
MTHO-205DR | 6-MTHO-205DR | MTHO-205DL | 6-MTHO-205DL | 1.25 | 1.25 1.750
Spare Parts
Insert Size Lock Pin 1 Clamp 2 Clamp Screw 3
Part Number Part Number Part Number Lock Pin 1
Insert
Clamp Serew 3
TNMA-32 6-998-6521 6-998-6675 6-998-6513 :
~)————Clamp 2
TNMA-43 6-998-6260 6-998-6675 6-998-6513
TNMA-54 6-998-6266 6-998-6675 6-998-6513
PARTING AND GROOVING Customer Service * +1-508-653-8897  844-869-8665  www.tmxtools.com




vz Internal TNMA On Edge Boring Bars — Right and Left Hand

e Gang Toolholder
* ID Threading
e Shallow Grooving

TNMA System

Cutting Tools

T

|
el

>

Right Hand shown
Left Hand Opposite

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

Right Hand Dimensions
Insert Max
Size Geometry Part Geometry Part D Min C F X Groove
Code Number Code Number Bore B Depth
\
MTHO-S163R 6-MTHO-S163R MTHO-S163L 6-MTHO-S163L 1.00 1.388 12 0.687
TNMA-32 0.250 0.120
MTHO-S203R 6-MTHO-S203R MTHO-S203L 6-MTHO-S203L 1.25 1.656 14 0.828
MTHO-S204R 6-MTHO-S204R MTHO-5204L 6-MTHO-5204L 1.25 1.812 0.875
14
TNMA-43 MTHO-S244R 6-MTHO-S244R MTHO-5244L 6-MTHO-S244L 1.50 2.25 1.000 0.250 0.190
MTHO-S324R 6-MTHO-S324R MTHO-5324L 6-MTHO-5324L 2.00 3.00 16 1.328
MTHO-S235R 6-MTHO-S235R MTHO-5235L = 2.00 3.50 1.375
16
TNMA-54 MTHO-S405R 6-MTHO-S405R MTHO-5405L 6-MTHO-5405L 2.50 3.75 1.687 0.250 0.250
MTHO-S485R 6-MTHO-S485R MTHO-5485L 6-MTHO-5485L 3.00 4.00 18 1.891
Spare Parts
. Lock Pin 1 Clamp 2 Clamp Screw 3
B Part Number Part Number Part Number
<P Lock Pin 1
TNMA-32 6-998-6521 6-998-6675 6-998-6513 ,_ Inséit
4 /@ Clamp Screw 3
| —Cl 2
\__‘,!!._5,‘@ Clamp
TNMA-43 6-998-6260 6-998-6675 6-998-6513
TNMA-54 6-998-6266 6-998-6675 6-998-6513

PARTING AND GROOVING
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Cutting Tools

TNMA Speeds

TNMA System

Speed SFM (m/min)
Material
(@) 5
Low Carbon Steels (2885(2-1%45(;
Alloy Steels (26%91?(3
Tool Steels (15%5_1433(3
Ferritic and 165-475
Martensitic (50-145)
g M Austenitic (15%5_1433(3
>
8 PH and Duplex (15%9-13055(;
oc
O Gray Iron 200-600
()] Class 25-35 (60-185)
=
< Cast Iron 150-450
O Class 45 (45-135)
=
E Ductile Iron 150-500
< (45-150)
o
Aluminum 115-2000
< 8% Si (35-630)
Copper 115-800
and Brass (35-245)
Aluminum
> 8% Si

218 PARTING AND GROOVING

K = Cast Iron N = Aluminum
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Cutting Tools

Overview
Threading
System Insert Sizes TPI Pitch Hand Internal/External
Partial Profile 60°
11 (0.250 ic)
16 (0.500 ic) 48t05 Right / Left Internal / External
22 (0.625 ic)
Partial Profile 55°
11 (0.250 ic)
16 (0.500 ic) 48t05 Right / Left Internal / External
22 (0.625 ic)
1SO Metric
11 (0.250 ic)
16 (0.500 ic) 0.51t05.0 Right / Left Internal / External
22 (0.625 ic
U] ( )
=
2
Ll
o
L .
= 11 (0.250 ic)
16 (0.500 ic) 32t05 Right / Left Internal / External
22 (0.625 ic)
UNJ
16 (0.500 ic) 32t08 Right External

220 THREADING
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Cutting Tools

Overview
Threading
System Insert Sizes TPI Pitch Hand Internal/External
NPT
11 (0.250 ic) .
16 (0,500 ic) 27108 Right Internal / External
NPTF
11 (0.250 i) .
16 (0,500 ic) 18t0 11.5 Right Internal / External
API Round
16 (0.500 ic) .
22 (0,625 id) 10to4 Right Internal / External
-
L
)
>
Stub ACME (w)
&
16 (0.500 ic) .
22 (0,625 id) 16to4 Right Internal / External
Threading Holders
h 11(0.2501ic) Shank Sizes
L] 16 (0.500 ic) Right / Left External
P ] 22 (0.625 ic) 0.375t0 1.25
1 b
S
- —H - ——
Threading Boring Bars
Diameters
=_—— 110250 i0 037510 1.50
16 (0.500 ic) Right / Left Internal
¢ :1 22 (0.625 ic) Min. Bore Dia.
f 0.470 to 1.75
Iz
h

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Insert Size

=0.157 (4.00 mm)
=0.197 (5.00 mm)
=0.250 (6.35 mm)
=0.375(9.525 mm)
=0.500 (12.70 mm)

=0.625 (15.875 mm)

Pitch Pitch
Partial Profile Inch Metric
tpi (mm) 4 12 0.5
48-8 (0.5-3.0) 45 13 0.75
5 14
A 48-16 (0.5-1.5) . i
G 14-8 (1.75-3.0) ; 18
N 7-5 (3.5-5.0) 8 19
Q 4.5-4 (5.5-6.0) 9 20
. 10 24
Full Profile ; 8
(mm) ns| 3
72-4 (0.35-6.0)

16

THREADING

THREADING

UN 28

Insert Type PROFILE

ER = EXTERNAL RIGHT HAND SELUEL il
60 60°

EL = EXTERNAL LEFT HAND
55 550

IR = INTERNAL RIGHT HAND ;

Full Profile

IL = INTERNAL LEFT HAND
1SO 1SO METRIC (1SO 965-1:1998, DIN 13)
BSPT BRITISH STANDARD PIPE THREAD (BS21: 1985)
ABUT AMERICAN BUTTRESS (ANSI B 1.9 - 1973)
BUT API BUTTRESS CASING
APIRD API ROUND
NPT NATIONAL PIPE THREAD (ANSI/ASME B 1.2.1 - 1983)
NPTF NATIONAL PIPE THREAD DRY SEAL (ANSI B1.20.3 -1976)
RRD ROUND (DIN 405 - 1997)
R TRAPEZ (DIN 103 -1977)
UN UNIFIED SCREW THREADS (UNC COARSE-THREAD, UNF FINE-THREAD,

UNEF EXTRA- FINE-THREAD)

UNJ UNIFIED SCREW THREADS "J" (MIL-S-8879A)
M METRIC "J" 150 5855-1:1989
ACME ACME ANSI/ASME 1.5 - 1988
STACME STUB ACME ANSI/ASME 1.8 - 1988
w WHITWORTH (BRITISH STANDARD B.S.84: 1956, 1SO 228 - 1982

Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




[ ————

Tool Style

SE
SI

= External Holders

= Internal (Boring Bars)

Threading Holder Nomen

Size

External

0375 =10.375x0.375
0500 = 0.50 x 0.50
0625 = 0.625 x 0.625
0750=0.75x0.75
1000 =1.00 x 1.00
1250 =1.25x1.25

Internal

0375 = 0.375 dia
0500 = 0.50 dia
0625 = 0.625 dia
0750 = 0.75 dia
1000 = 1.00 dia
1250 = 1.25 dia

0375

Cutting Tools
Insert Size
1" 0.250 ic
16 0.500 ic
22 0.625 ic

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

Insert Type

R = RIGHT HAND
L = LEFT HAND

O

16

Holder Length

D=25

F=3.25

H=4.0

K=5.0

M=6.0

P=7.0

R=8.0

$=10.0

T=12.0

DNIQV3IYHL
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THREADING

224

Cutting Tool

palbit

Partial Profile 60°

Threading Inserts

External Inserts
";f:: TPU/Pitch (mm) Right Hand il
N::lrt:er Stock Description N::ger Stock Description
16__ A0 (oﬁj fr’s) 188-0429-68 ° 16 ER A0 PH6920 188-0771-68 16 ER A0 PH6920
16__ AG60 (oflss-;O) 188-0388-68 ° 16 ER AG60 PH6920 188-0524-68 ° 16 ER AG60 PH6920
16 G60 (17530) 188043168 | @ 16 ER G60 PH6920 188077368 | ® 16 ER G60 PH6920
22 NGO (3;:;0) 188-0046-68 ° 22 ER N60 PH6920 188-0853-68 ° 22 ER N60 PH6920
Internal Inserts
|';?ze: TPI/Pitch (mm) Right Hand Left Hand
N::\rl:er Stock Description N::lrl:er Stock Description
11_ A60 ((fg:}.ss) 188-0595-68 ° 11 IR A60 PH6920 188-0855-68 ° 11 1L AG0 PH6920
16__ A60 ((fg:} _65) 188-0045-68 ° 16 IR AG0 PH6920 188-0772-68 ° 16 IL A0 PH6920
16__ AG60 (028_'38.0) 188-0437-68 ° 16 IR AG60 PH6920 188-0775-68 ° 16 IL AG60 PH6920
16_ G60 a .17‘5‘:3_0) 188-0435-68 ° 16 IR G60 PHE920 188-0774-68 ° 16 IL G60 PH6920
22 NGO (3_;:2_0) 188-0769-68 ° 22 IR N60 PH6920 188-0854-68 ° 22 IL N60 PH6920

@ stock standard

QO stock available with 2-3 week lead time

THREADING
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palbit

Partial Profile 55°

Cutting Tools

External Inserts

'27:: TPI/Pitch (mm) Right Hand Rl
N::\:er Stock Description N::\rl:er Stock Description
16__AS5 (égj _65) 188-0430-68 ° 16 ER AS5 PH6920 188-0776-68 o 16 EL AS5 PH6920
16__AGS5 (oflsiiﬁm 188-0433-68 ° 16 ER AG55 PH6920 188-0780-68 o 16 EL AG55 PH6920
16_ G55 (17530) 188043268 | @ 16 ER G55 PH6920 188077868 | @ 16 EL G55 PH6920
2 N55 (3;:;0) 188-0770-68 o 22 ER N55 PH6920 188-0858-68 o 22 EL N55 PH6920
Internal Inserts
h;?ze: TPI/Pitch (mm) Right Hand Left Hand
N:r:rl:er Stock Description N::1rl:er Stock Description
11__ASs (ég::.es) 188-0006-68 o 11 IR A5 PH6920 188-0856-68 o 11 1L AS5 PH6920
16_ ASS (:g::i) 188-0434-68 ° 16 IR AS5 PH6920 188-0777-68 o) 16 IL AS5 PH6920
16 __ AGS5 (0?-_38.0) 188-0438-68 ° 16 IR AG55 PH6920 188-0781-68 ° 16 IL AG55 PH6920
16__ G55 r _;‘5‘:2.0) 188-0436-68 ° 16 IR G55 PH6920 188-0779-68 o 16 IL G55 PH6920
2 NS5 (3_;:2_0) 188-0047-68 o 22 IR NS5 PH6920 188-0857-68 o 22 IL N55 PH6920

@ stock standard

O stock available with 2-3 week lead time

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

THREADING
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Cutting Tools

palbit 1SO Metric
External Inserts

1SO 965-1: 1999-11
DIN 13: 2005-08

External Inserts
Ir;§en Pitch Right Hand Left Hand
ize
Part Number Stock Description Part Number Stock Description

16 __ 150 0.50 0.50 188-0819-68 [ J 16 ER 1SO .50 PH6920 = - -

16 __1S00.75 0.75 188-0447-68 [ J 16 ER 1SO .75 PH6920 = - -

16 __1500.80 0.80 188-0804-68 [ J 16 ER 1SO .80 PH6920 = - -

16 __1S0 1.00 1.00 188-0479-68 [ ] 16 ER SO 1.00 PH6920 188-0782-68 @] 16 EL1SO 1.00 PH6920

16 __1S01.25 1.25 188-0007-68 [ ] 16 ER ISO 1.25 PH6920 188-0651-68 @] 16 EL1SO 1.25 PH6920

16 __1S0 1.50 1.50 188-0262-68 [ ] 16 ER SO 1.50 PH6920 188-0652-68 @] 16 EL1SO 1.50 PH6920

16 __1SO1.75 1.75 188-0732-68 [ ] 16 ER SO 1.75 PH6920 188-0653-68 @] 16 EL1SO 1.75 PH6920
G) 16 __1S0 2.00 2.00 188-0018-68 [ J 16 ER I1SO 2.00 PH6920 188-0654-68 [ J 16 EL1SO 2.00 PH6920
Z 16 __1S0 2.50 2.50 188-0020-68 @] 16 ER I1SO 2.50 PH6920 188-0788-68 @] 16 EL1SO 2.50 PH6920
2 16 __1S0 3.00 3.00 188-0022-68 @] 16 ER 1SO 3.00 PH6920 188-0488-68 [ J 16 EL ISO 3.00 PH6920
g 22 __1S03.50 3.50 188-0823-68 @] 22 ER1SO 3.5 PH6920 188-0844-68 @] 22 EL1SO 3.5 PH6920
E 22 __1S04.00 4.00 188-0811-68 @] 22 ER1SO 4 PH6920 188-0845-68 @] 22 EL 1SO 4 PH6920

22 __1S04.50 4.50 188-0824-68 @] 22 ER1SO 4.5 PH6920 188-0846-68 @] 22 EL1SO 4.5 PH6920

22 __1S05.00 5.00 188-0649-68 @] 22 ER SO 5 PH6920 188-0847-68 @] 22 EL 1SO 5 PH6920

@ stock standard
QO stock available with 2-3 week lead time
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Threading Inserts

e NN

Cutting Tools

palbit 1SO Metric
Internal Inserts

1SO 965-1: 1999-11
DIN 13: 2005-08

Internal Inserts
";ert Pitch Right Hand Left Hand
ize
Part Number Stock Description Part Number Stock Description
11 __1S00.50 0.50 188-0825-68 @] 11 1R 1SO .50 PH6920 188-0837-68 @] 111L1SO .50 PH6920
11__1S00.75 0.75 188-0762-68 @] 11 1R 1SO .75 PH6920 188-0838-68 @] 111L1SO .75 PH6920
11 __1S01.00 1.00 188-0604-68 @] 11 IR 1SO 1.00 PH6920 188-0839-68 @] 111L1SO 1.00 PH6920
11__1S01.25 1.25 188-0827-68 @] 11 IR 1SO 1.25 PH6920 188-0840-68 @] 111L1SO 1.25 PH6920
11 __1S01.50 1.50 188-0605-68 @] 11 IR 1SO 1.50 PH6920 188-0841-68 @] 11 1L1SO 1.50 PH6920
11__1S01.75 1.75 188-0828-68 @] 11 IR 1SO 1.75 PH6920 188-0842-68 @] 111L1SO 1.75 PH6920
11 __150 2.00 2.00 188-0829-68 @] 11 IR 1SO 2.00 PH6920 188-0843-68 @] 111L1SO 2.00 PH6920
16 __1S0 0.50 0.50 188-0830-68 [ J 16 IR 1SO .50 PH6920 = - - -
16 __1S00.75 0.75 188-0831-68 [ J 16 IR I1SO .75 PH6920 = - - %
16 __1S00.80 0.80 188-0832-68 [ J 16 IR I1SO .80 PH6920 = - - ;
16 __1SO 1.00 1.00 188-0025-68 [ ] 16 IR 1SO 1.00 PH6920 188-0783-68 @] 16 1L 1SO 1.00 PH6920 g
16 __1S01.25 1.25 188-0026-68 [ ] 16 IR 1SO 1.25 PH6920 188-0784-68 @] 16 IL1SO 1.25 PH6920 E
16 __1SO 1.50 1.50 188-0619-68 [ J 16 IR 1SO 1.50 PH6920 188-0785-68 [ J 16 IL1SO 1.50 PH6920
16 __1SO1.75 1.75 188-0733-68 [ J 16 IR 1SO 1.75 PH6920 188-0786-68 [ J 16 IL1SO 1.75 PH6920
16 __1S0 2.00 2.00 188-0039-68 @] 16 IR 1SO 2.00 PH6920 188-0787-68 @] 16 1L 1SO 2.00 PH6920
16 __1S0 2.50 2.50 188-0041-68 @] 16 IR 1SO 2.50 PH6920 188-0789-68 @] 16 IL1SO 2.50 PH6920
16 __1S0 3.00 3.00 188-0042-68 [ ] 16 IR 1SO 3.00 PH6920 188-0790-68 @] 16 IL 1SO 3.00 PH6920
22 __1S03.50 3.50 188-0834-68 @] 22 IR 1SO 3.50 PH6920 188-0848-68 @] 22 1L1SO 3.50 PH6920
22 __1S04.00 4.00 188-0818-68 @] 22 IR 1SO 4.00 PH6920 188-0849-68 @] 22 1L1SO 4.00 PH6920
22 __1S04.50 4.50 188-0835-68 @] 22 IR I1SO 4.50 PH6920 188-0850-68 @] 22 1L1SO 4.50 PH6920
22 __1S05.00 5.00 188-0650-68 @] 22 IR 1SO 5.00 PH6920 188-0851-68 @] 22 1L1SO 5.00 PH6920

@ stock standard
O stock available with 2-3 week lead time
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Cutting Tool

palbit UN (UNC, UNF, UNEF)

External Inserts
ANSI B1.1-1982

External Inserts
Ir;§en TPI Right Hand Left Hand
ize
Part Number Stock Description Part Number Stock Description
16 __UN32 32 188-0870-68 @] 16 ER UN 32 PH6920 188-0886-68 @] 16 EL UN 32 PH6920
16 __UN 28 28 188-0869-68 @] 16 ER UN 28 PH6920 188-0885-68 @] 16 EL UN 28 PH6920
16 __UN24 24 188-0868-68 @] 16 ER UN 24 PH6920 188-0884-68 @] 16 EL UN 24 PH6920
16 __UN 20 20 188-0021-68 @] 16 ER UN 20 PH6920 188-0883-68 @] 16 EL UN 20 PH6920
16__UN18 18 188-0867-68 [ J 16 ER UN 18 PH6920 188-0882-68 [ J 16 EL UN 18 PH6920
16__UN16 16 188-0616-68 @] 16 ER UN 16 PH6920 188-0881-68 @] 16 EL UN 16 PH6920
16_UN14 14 188-0014-68 @] 16 ER UN 14 PH6920 188-0880-68 @] 16 EL UN 14 PH6920
16__UN13 13 188-0866-68 @] 16 ER UN 13 PH6920 188-0879-68 @] 16 EL UN 13 PH6920
16__UN12 12 188-0865-68 @] 16 ER UN 12 PH6920 188-0878-68 @] 16 EL UN 12 PH6920
16__UNT1 " 188-0864-68 [ J 16 ER UN 11 PH6920 188-0877-68 [ J 16 EL UN 11 PH6920
16__UN10 10 188-0863-68 @] 16 ER UN 10 PH6920 188-0876-68 @] 16 EL UN 10 PH6920
16 _UN9 9 188-0862-68 [ J 16 ER UN 9 PH6920 188-0875-68 [ J 16 EL UN 9 PH6920
16_UNS8 8 188-0024-68 @] 16 ER UN 8 PH6920 188-0874-68 @] 16 EL UN 8 PH6920
22 __UN7 7 188-0861-68 @] 22 ER UN 7 PH6920 188-0873-68 @] 22 EL UN 7 PH6920
22 _UNG6 6 188-0860-68 @] 22 ER UN 6 PH6920 188-0872-68 @] 22 EL UN 6 PH6920
22 __UNS 5 188-0859-68 @] 22 ER UN 5 PH6920 188-0871-68 @] 22 EL UN 5 PH6920

@ stock standard
QO stock available with 2-3 week lead time
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palbit UN (UNC, UNF, UNEF)

Internal Inserts
ANSI B1.1-1982

Cutting Tools

Internal Inserts
";ert T Right Hand Left Hand
ize
Part Number Stock Description Part Number Stock Description

11 __UN32 32 188-0910-68 @] 11 IR UN 32 PH6920 188-0935-68 @] 11 IL UN 32 PH6920
11 _UN28 28 188-0909-68 @] 11 IR UN 28 PH6920 188-0934-68 @] 11 IL UN 28 PH6920
11 _UN24 24 188-0908-68 @] 11 IR UN 24 PH6920 188-0933-68 @] 11 IL UN 24 PH6920
11 _UN20 20 188-0907-68 @] 11 IR UN 20 PH6920 188-0932-68 @] 11 IL UN 20 PH6920
11 _UN18 18 188-0906-68 @] 11 IR UN 18 PH6920 188-0931-68 @] 11 IL UN 18 PH6920
11 _UN16 16 188-0905-68 @] 11 IR UN 16 PH6920 188-0930-68 @] 11 IL UN 16 PH6920
11 _UN14 14 188-0904-68 @] 11 IR UN 14 PH6920 188-0929-68 @] 11 IL UN 14 PH6920
11 _UN13 13 188-0903-68 @] 11 IR UN 13 PH6920 188-0928-68 @] 11 IL UN 13 PH6920
11 _UN12 12 188-0902-68 @] 11 IR UN 12 PH6920 188-0927-68 @] 11 IL UN 12 PH6920
11 _UNTI 1 188-0901-68 @] 11 IR UN 11 PH6920 188-0926-68 @] 11 ILUN 11 PH6920
16 __UN32 32 188-0900-68 @] 16 IR UN 32 PH6920 188-0925-68 @] 16 IL UN 32 PH6920
16 __UN28 28 188-0899-68 @] 16 IR UN 28 PH6920 188-0924-68 @] 16 IL UN 28 PH6920
16 __UN24 24 188-0898-68 @] 16 IR UN 24 PH6920 188-0923-68 @] 16 IL UN 24 PH6920
16 __UN20 20 188-0618-68 @] 16 IR UN 20 PH6920 188-0922-68 @] 16 IL UN 20 PH6920
16 _UN18 18 188-0897-68 [ J 16 IR UN 18 PH6920 188-0921-68 [ J 16 IL UN 18 PH6920
16 _UN16 16 188-0037-68 @] 16 IR UN 16 PH6920 188-0920-68 @] 16 IL UN 16 PH6920
16 __UN14 14 188-0034-68 @] 16 IR UN 14 PH6920 188-0919-68 @] 16 IL UN 14 PH6920
16 _UN13 13 = - - = - -

16 __UN12 12 188-0894-68 @] 16 IR UN 12 PH6920 188-0918-68 @] 16 IL UN 12 PH6920
16 __UN11 1 188-0893-68 @] 16 IR UN 11 PH6920 188-0917-68 @] 16 IL UN 11 PH6920
16 _UN10 10 188-0892-68 @] 16 IR UN 10 PH6920 188-0916-68 @] 16 IL UN 10 PH6920
16__UN9 9 188-0891-68 @] 16 IR UN 9 PH6920 188-0915-68 @] 16 IL UN 9 PH6920
16__UNS8 8 188-0044-68 @] 16 IR UN 8 PH6920 188-0914-68 @] 16 IL UN 8 PH6920
22 __UN7 7 188-0889-68 @] 22 IR UN 7 PH6920 188-0913-68 @] 22 ILUN 7 PH6920
22 __UNG6 6 188-0888-68 @] 22 IR UN 6 PH6920 188-0912-68 @] 22 IL UN 6 PH6920
22 __UNS 5 188-0887-68 @] 22 IRUN 5 PH6920 188-0911-68 @] 22 ILUN 5 PH6920

@ stock standard
O stock available with 2-3 week lead time
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Cutting Tools

palbit UNJ

MIL - S - 8879A
External Inserts
et ™ Right Hand
Part Number Stock Description
16 __ UNJ 32 32 188-1165-68 @] 16 ER UNJ 32 PH6920
16 __UNJ28 28 188-1164-68 @] 16 ER UNJ 28 PH6920
16 __ UNJ 24 24 188-1163-68 @] 16 ER UNJ 24 PH6920
16 __UNJ 20 20 188-1162-68 @] 16 ER UNJ 20 PH6920
16 __UNJ18 18 188-1161-68 @] 16 ER UNJ 18 PH6920
16 __UNJ16 16 188-1160-68 [ J 16 ER UNJ 16 PH6920
16 __UNJ 14 14 188-1159-68 @] 16 ER UNJ 14 PH6920
16 __UNJ13 13 188-1158-68 @] 16 ER UNJ 13 PH6920
16 __UNJ12 12 188-1157-68 @] 16 ER UNJ 12 PH6920
U} 16 __UNJ11 1" 188-1156-68 @] 16 ER UNJ 11 PH6920
Z 16 __UNJ10 10 188-1155-68 @] 16 ER UNJ 10 PH6920
@] 16 __UNJ9 9 188-1154-68 @] 16 ER UNJ 9 PH6920
5 16 __UNJ8 8 188-1153-68 @] 16 ER UNJ 8 PH6920
[a'<
- @ stock standard
[
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Cutting Tools

palbit NPT

ANSI/ASME B 1.20.1 - 1983

External Inserts
Ioert 1 Right Hand
Part Number Stock Description
16 __ NPT 27 27 188-1017-68 [ J 16 ER NPT 27 PH6920
16__NPT18 18 188-1016-68 [ 16 ER NPT 18 PH6920
16 __NPT 14 14 188-0013-68 [ J 16 ER NPT 14 PH6920
16 __NPT11.5 11.5 188-0009-68 [} 16 ER NPT 11.5 PH6920
16 __NPT8 8 188-0023-68 O 16 ER NPT 8 PH6920
Internal Inserts
II;?zeert TPI Right Hand -
Part Number Stock Description -
11 __NPT18 18 188-1020-68 @] 11 IR NPT 18 PH6920 %
11 _NPT 14 14 188-0003-68 @] 11 IR NPT 14 PH6920 >
16 __ NPT 27 27 188-1019-68 [} 16 IR NPT 27 PH6920 g
16 __ NPT 18 18 188-1018-68 [} 16 IR NPT 18 PH6920 ()
16 __ NPT 14 14 188-0033-68 [} 16 IR NPT 14 PH6920
16 __NPT11.5 1.5 188-0029-68 [} 16 IR NPT 11.5 PH6920
16 __NPT8 8 188-0043-68 @] 16 IR NPT 8 PH6920

@ stock standard
QO stock available with 2-3 week lead time
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Cutting Tools

palbit NPTF

ANSI/ASME B 1.20.3 - 1976

External Inserts
Ieert T Right Hand
Part Number Stock Description
16 __ NPTF 27 27 188-1030-68 @] 16 ER NPTF 27 PH6920
16 __NPTF 18 18 188-1029-68 O 16 ER NPTF 18 PH6920
16 __ NPTF 14 14 188-1028-68 @] 16 ER NPTF 14 PH6920
16 __ NPTF11.5 1.5 188-1027-68 @] 16 ER NPTF 11.5 PH6920
Internal Inserts
Ir;?ze;t TPI Right Hand
U] Part Number Stock Description
= 11 __NPT18 18 188-1026-68 @) 11 IR NPTF 18 PH6920
E 11 _NPT14 14 188-1025-68 O 11 IR NPTF 14 PH6920
5 16 __ NPT 27 27 188-1024-68 @) 16 IR NPTF 27 PH6920
% 16 __NPT18 18 188-1023-68 @) 16 IR NPTF 18 PH6920
- 16 __NPT 14 14 188-1022-68 @) 16 IR NPTF 14 PH6920
16 __NPT11.5 15 188-1021-68 [ ] 16 IR NPTF 11.5 PH6920

@ stock standard

QO stock available with 2-3 week lead time
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palbit APl Round

DIN 405: 1997
External Inserts
Insert
Size TPI Right Hand
Part Number Stock Description
16__RD 10 10 188-1031-68 O 16 ER RD 10 PH6920
16__RD8 8 188-1032-68 O 16 ER RD 8 PH6920
16_RD6 6 188-1033-68 O 16 ER RD 6 PH6920
22 _RD6 6 188-1034-68 O 22 ER RD 6 PH6920
22__RD4 4 188-1035-68 (@) 22 ER RD 4 PH6920
Internal Inserts
Insert
Size TPI Right Hand
Part Number Stock Description
11 __NPT18 18 188-1039-68 [} 16 IR RD 10 PH6920
11 __NPT14 14 188-1040-68 [} 16 IR RD 8 PH6920
16 __NPT27 27 188-1041-68 (@) 16 IR RD 6 PH6920
16 __NPT18 18 188-1042-68 (@) 22 IR RD 6 PH6920
16 __NPT14 14 188-1043-68 (@) 22 IRRD 4 PH6920

@ stock standard

QO stock available with 2-3 week lead time
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Cutting Tools

palbit Stub ACME

ANSI/ASME B 1.8-1988

External Inserts

Ieert T Right Hand
Part Number Stock Description
16 __ STACME 16 16 188-1116-68 O 16 ER STACME 16 PH6920
16 __ STACME 14 14 188-1117-68 @] 16 ER STACME 14 PH6920
16 __ STACME 12 12 188-1118-68 @] 16 ER STACME 12 PH6920
16 __ STACME 10 10 188-1119-68 O 16 ER STACME 10 PH6920
16 __ STACME 8 8 188-1120-68 O 16 ER STACME 8 PH6920
16 __ STACME 6 6 188-1121-68 [} 16 ER STACME 6 PH6920
22 _ STACME5 5 188-1122-68 O 22 ER STACME 5 PH6920
22 _ STACME 4 4 188-1123-68 [} 22 ER STACME 4 PH6920
Internal Inserts
Ir;ze;t TPI Right Hand
Part Number Stock Description

16 __ STACME 16 16 188-1108-68 O 16 IR STACME 16 PH6920
16 __ STACME 14 14 188-1109-68 O 16 IR STACME 14 PH6920
16 __ STACME 12 12 - - -

16 __ STACME 10 10 188-1111-68 O 16 IR STACME 10 PH6920
16 __ STACME 8 8 188-1112-68 O 16 IR STACME 8 PH6920
16 __ STACME 6 6 188-1113-68 O 16 IR STACME 6 PH6920
22 _ STACME 5 5 188-1114-68 O 22 IR STACME 5 PH6920
22 _ STACME 4 4 188-1115-68 O 22 IR STACME 4 PH6920

@ stock standard
QO stock available with 2-3 week lead time
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Threading Tool Holders
i ——

vz External Threading Tool Holders

Insert Bl Dimensions Right Hand Left Hand
Size h b h1 ] f Part Number Part Number
1 SE(R/L) 375 H11 0.375 0.375 0.375 4.00 0.430 6-SER-375-H11 =
SE(R/L) 375 D16 0.375 0.375 0.375 2.50 0.630 6-SER-375-D16 =
SE(R/L) 500 F16 0.500 0.500 0.500 3.25 0.630 6-SER-500-F16 6-SEL-500-F16
1 SE(R/L) 625 H16 0.625 0.625 0.625 4.00 0.630 6-SER-625-H16 6-SEL-625-H16
SE(R/L) 750-K16 0.750 0.750 0.750 5.00 0.750 6-SER-750-K16 6-SEL-750-K16
SE(R/L) 1000 M16 1.000 1.000 1.000 6.00 1.000 6-SER-1000-M16 6-SEL-1000-M16
SE(R/L) 1250 P16 1.250 1.250 1.250 7.00 0.125 6-SER-1250-P16 6-SEL-1250-P16
SE(R/L) 1000 M22 1.000 1.000 1.000 6.00 1.000 6-SER-1000-M22 6-SEL-1000-M22
22 SE(R/L) 1250 P22 1.250 1.250 1.250 7.00 1.250 6-SER-1250-P22 6-SEL-1250-P22
SE(R/L) 1500 R22 1.500 1.500 1.500 8.00 1.500 = 6-SEL-1500-R22

@ -
v T

=)

>

Insert Spare Parts (w)
Size Shim Shim Screw Insert Screw Torx Key >
1 - - 6-998-725N 6-998-7008 ()

= = 6-998-73509 6-998-7015

16
6-998-716N 6-998-73006 6-998-73512 6-998-7015

22 6-998-722N 6-998-74010 6-998-74016 6-998-7020
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Cutting Tools

#rmvz |nternal Threading Tool Holders (Boring Bars)

T ——

Threading Tool Holders

lrs]f: Description pinensions Right Hand Left Hand
d D min ] 2 f Part Number Part Number
SI(R/L) 0375 H11 0.375 0.47 4.00 - 0.290 6-SIR-375-H11 6-SIL-375-H11
1" SI(R/L) 0375 K11 0.625 0.47 5.00 1.00 0.260 6-SIR-375-K11 6-SIL-375-K11
SI(R/L) 0500 L11 0.625 0.63 5.50 1.25 0.320 6-SIR-500-L11 6-SIL-500-L11
SI(R/L) 0500 M16 0.625 0.64 6.00 1.25 0.390 6-SIR-500-M16 6-SIL-500-M16
SI(R/L) 0625 P16 0.750 0.75 7.00 1.50 0.450 6-SIR-625-P16 6-SIL-625-P16
16 SI(R/L) 0750 P16 0.750 1.00 7.00 - 0.510 6-SIR-750-P16 6-SIL-750-P16
SI(R/L) 1000 R16 1.000 1.20 8.00 - 0.650 6-SIR-1000-R16 6-SIL-1000-R16
SI(R/L) 1250 S16 1.250 1.42 10.00 - 0.770 6-SIR-1250-516 6-SIL-1250-516
SI(R/L) 1500 T16 1.500 1.65 12.00 - 0.900 6-SIR-1500-T16 6-SIL-1500-T16
SI(R/L) 0750 P22 0.750 0.95 7.00 - 0.510 6-SIR-750-P22 6-SIL-750-P22
SI(R/L) 1000 R22 1.000 1.20 8.00 - 0.710 6-SIR-1000-R22 6-SIL-1000-R22
2 SI(R/L) 1250 S22 1.250 1.50 10.00 - 0.850 6-SIR-1250-522 =
SI(R/L) 1500 T22 1.500 1.75 12.00 - 0.980 6-SIR-1500-T22 =
O
<
{1 & &S
[
= -—
I
-
Insert Spare Parts
Size Shim Shim Screw Insert Screw Torx Key
1 - - 6-998-725N 6-998-7008
6-998-716N 6-998-73006 6-998-73516 6-998-7015
16
6-998-716N 6-998-73006 6-998-73512 6-998-7015
= = 6-998-74016 6-998-7020
22
6-998-722N 6-998-74010 6-998-74016 6-998-7020
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Cutting Tools

Drilling

System Diameters Drlllln?L!l.;engths (:SL Features
SCI-3X
Inch Drills
Through Coolant
0.531t0 1.938 1.59 t0 5.81 4.34109.94 Side or Rear Ports
Expanded Flute Size
SCl-4X
Inch Drills
Through Coolant
0.531t0 1.938 212t07.75 4.871011.88 Side or Rear Ports
Expanded Flute Size
SCS -3X
Metric
Through Coolant
13 to 50 39t0 150 112 to 260 Side or Rear Ports
Expanded Flute Size
SCS-4X
Metric Drills
Through Coolant
13 to 50 75 to 240 12510310 Side or Rear Ports

Expanded Flute Size

DRILLING
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Cutting Tools

SCI Special Features

New Larger Capacity Flutes Offer Excellent Chip Evacuation

¢ Innovative new design features an expanded flute size, resulting in excellent chip evacuation
e Extreme chip evacuation at high speeds

¢ Rigid shank for smooth quiet operation, extending tool life

o Excellent hole diameter repeatability

Indexable Dirills are stocked in the following sizes

SCl Drills
e 531" -1.938"

Nickel Plated Drill Body

o Excellent surface finish

Performance Drilling Inserts in two General Purpose Grades

PH6920

e Excellent balance between wear resistance and Toughness
¢ TiAIN PVD Coating for Improved High Speed capability

e Micro-Grain Carbide Substrate

PH6930

e Superior Toughness for interrupted cutting

¢ TiAIN PVD Coating for Improved High Speed capability
e Micro-Grain Carbide Substrate

)
2
—
—
=
(q)
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Nomenclature

Cutting Tools

System Diameter
Inch Examples Metric Examples
SCI = Inch Drills 0531 =0.531in 0130 =13.0 mm
SCS = Metric Drills 0625 = 0.625 in 0155 =15.5 mm
0844 = 0.844 in 0215=21.5mm
1000 = 1.000 in 0255 = 25.5 mm
1125 =1.125in 0285 = 28.5 mm
1406 = 1.406 in 0360 = 36.0 mm

SCI- 100- 0844- 4D

Shank Diameter Depth Capability
Inch Metric
G) 075=0.751in 20 =20 mm 3D = 3 x Diameter
E 100 =1.00in 25=25mm 4D = 4 x Diameter
= 125=125in 32=32mm
oc 150 = 1.50 in 40 = 40 mm
(&)

240 DRILLING Customer Service ¢ +1-508-653-8897 * 844-869-8665 » www.tmxtools.com



Drilling

S
Cutting Tools
pPalbit SCl Indexable Drills 3XD
e 3 x Diameter Drilling Depth
¢ Through Coolant
e Insert with four cutting edges for improved economy
in L e Ls -
Dimensions Spare Parts
Description i Insert Part Number
oo |ttt 1 [ | gw | T | S
$CI-075-0531-3D | 0.531 159 | 234 | 075 | 2.00 184-1979-00
$C1-075-0563-3D | 0.563 +%%%‘é 169 | 244 | 075 | 2.00 | SPKX050204 | 184-1980-00 290-0314-00 6-998-006
$CI-075-0594-3D | 0.594 178 | 253 | 075 | 2.00 184-1981-00
$CI-100-0625-3D | 0.625 188 | 288 | 1.00 | 225 184-1982-00
SCI-100-0656-3D | 0.656 197 | 297 | 100 | 225 184-1983-00
$CI-100-0688-3D | 0.688 206 | 306 | 1.00 | 225 184-1984-00
$CI-100-0703-3D | 0.703 211 | 311 | 100 | 225 184-1985-00
$CI-100-0734-3D | 0.734 +%%%‘é 220 | 320 | 1.00 | 225 | SPKX060204 | 184-1986-00 290-0306-00 6-998-006
$CI-100-0750-3D | 0.750 225 | 325 | 1.00 | 225 184-1987-00
$CI-100-0781-3D | 0.781 234 | 334 | 100 | 225 184-1988-00
$CI-100-0813-3D | 0.813 244 | 344 | 100 | 225 184-1989-00
$CI-100-0844-3D | 0.844 253 | 353 | 1.00 | 225 184-1990-00
$CI-125-0875-3D | 0.875 263 | 375 | 125 | 238 184-1991-00
$CI-125-0906-3D | 0.906 272 | 384 | 125 | 238 184-1992-00
$CI-125-0938-3D | 0.938 281 | 393 | 125 | 238 184-1993-00
$CI-125-0969-3D | 0.969 291 | 403 | 125 | 238 184-1994-00
$CI-125-0984-3D | 0.984 +(()>%%53 295 | 407 | 125 | 238 | SPKX077T308 | 184-1995-00 290-0313-00 6-998-008
$CI-125-1000-3D | 1.000 300 | 412 | 125 | 238 184-1996-00 o
SCI-125-1031-3D | 1.031 309 | 421 | 125 | 238 184-1997-00 =
SCI-125-1063-3D | 1.063 319 | 431 | 125 | 238 184-1998-00 -
$CI-125-1094-3D | 1.094 328 | 440 | 125 | 238 184-1999-00 -
SCI-125-1125-3D | 1.125 338 | 450 | 1.25 | 238 184-2000-00 %
$CI-125-1156-3D | 1.156 347 | 459 | 125 | 238 184-2001-00
SCI-125-1188-3D | 1.188 -0.005 356 | 468 | 1.25 | 238 184-2002-00
SCI-125-1219-3D | 1.219 +0.008 366 | 478 | 125 | 238 | 090408 e 00300 290:0309-00 6-998-013
$CI-125-1250-3D | 1.250 375 | 487 | 125 | 238 184-2004-00
SCI-125-1281-3D | 1.281 384 | 49 | 125 | 238 184-2005-00
SCI-150-1375-3D | 1.375 413 | 550 | 150 | 275 184-2007-00
SCI-150-1406-3D | 1.406 422 | 559 | 150 | 275 184-2008-00
SCI-150-1438-3D | 1.438 431 | 569 | 150 | 275 184-2009-00
SCI-150-1469-3D | 1.469 -0.005 441 | 578 | 150 | 275 | 0o | 184201000 290.0475.00 6.998.015
$CI-150-1500-3D | 1.500 | +0.008 450 | 588 | 150 | 2.75 184-2011-00
SCI-150-1531-3D | 1.531 459 | 597 | 150 | 275 184-2012-00
SCI-150-1563-3D | 1.563 469 | 606 | 150 | 275 184-2013-00
SCI-150-1625-3D | 1.625 48 | 625 | 150 | 275 184-2014-00
SCI-150-1688-3D | 1.688 506 | 644 | 150 | 2.75 184-2015-00
$CI-150-1750-3D | 1.750 525 | 663 | 1.50 | 2.75 184-2016-00
SCI-150-18133D | 1.813 +%%%58 544 | 681 | 150 | 275 | SPKX140512 | 184-2017-00 290-0317-00 6-998-020
SCI-150-1875-3D | 1.875 563 | 7.00 | 150 | 2.75 184-2018-00
$CI-150-1938-3D | 1.938 58 | 719 | 150 | 2.75 184-2019-00
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Palbit SCI Indexable Drills 4XD

e 4 x Diameter Drilling Depth
e Through Coolant
e Insert with four cutting edges for improved economy

Dimensions Spare Parts
Description oD Drilled Hole | 1 b ds Ls Insert Part Number Insert Screw Torx Key
Tolerance Part Number Part Number

SCI-075-0531-4D 0.531 2.12 4.87 0.75 2.00 184-2020-00

SCI-075-0563-4D 0.563 +%%%% 2.25 5.00 0.75 2.00 SPKX050204 184-2021-00 290-0314-00 6-998-006
SCI-075-0594-4D 0.594 2.38 5.13 0.75 2.00 184-2022-00
SCI-100-0625-4D 0.625 2.50 5.25 1.00 2.25 184-2023-00
SCI-100-0656-4D 0.656 2.62 5.37 1.00 2.25 184-2024-00
SCI-100-0688-4D 0.688 2.75 5.50 1.00 2.25 184-2025-00
SCI-100-0703-4D 0.703 2.81 5.56 1.00 2.25 184-2026-00

SCI-100-0734-4D 0.734 +%%%Z 2.94 5.69 1.00 2.25 SPKX060204 184-2027-00 290-0306-00 6-998-006
SCI-100-0750-4D 0.750 3.00 6.25 1.00 2.25 184-2028-00
SCI-100-0781-4D 0.781 3.12 6.37 1.00 2.25 184-2029-00
SCI-100-0813-4D 0.813 3.25 6.50 1.00 2.25 184-2030-00
SCI-100-0844-4D 0.844 3.38 6.63 1.00 2.25 184-2031-00
SCI-125-0875-4D 0.875 3.50 6.75 1.25 2.38 184-2032-00
SCI-125-0906-4D 0.906 3.62 6.87 1.25 2.38 184-2033-00
SCI-125-0938-4D 0.938 3.75 7.00 1.25 2.38 184-2034-00
SCI-125-0969-4D 0.969 3.88 713 1.25 2.38 184-2035-00

SCI-125-0984-4D 0.984 +%(()](‘)I% 3.94 7.19 1.25 2.38 SPKX07T308 184-2036-00 290-0313-00 6-998-008
SCI-125-1000-4D 1.000 4.00 7.50 1.25 2.38 184-2037-00
u SCI-125-1031-4D 1.031 4.12 7.62 1.25 2.38 184-2038-00
Z SCI-125-1063-4D 1.063 4.25 7.75 1.25 2.38 184-2039-00
j SCI-125-1094-4D 1.094 4.38 7.88 1.25 2.38 184-2040-00
E SCI-125-1125-4D 1.125 4.50 8.00 1.25 2.38 184-2041-00
(&) SCI-125-1156-4D 1.156 4.62 8.12 1.25 2.38 184-2042-00
SCI-125-1188-4D 1.188 4.75 8.25 1.25 2.38 184-2043-00

SCI-125-1219-4D 1.219 +%(()](‘)I% 4.88 8.38 1.25 2.38 SPKX090408 184-2044-00 290-0309-00 6-998-015
SCI-125-1250-4D 1.250 5.00 8.50 1.25 2.38 184-2045-00
SCI-125-1281-4D 1.281 5.12 8.62 1.25 2.38 184-2046-00
SCI-125-1313-4D 1.313 5.25 8.75 1.25 2.38 184-2047-00
SCI-150-1375-4D 1.375 5.50 9.00 1.50 2.75 184-2048-00
SCI-150-1406-4D 1.406 5.62 9.12 1.50 2.75 184-2049-00
SCI-150-1438-4D 1.438 5.75 9.25 1.50 2.75 184-2050-00

SCI-150-1469-4D 1.469 -0.006 5.88 9.38 1.50 2.75 SPKX110408 184-2051-00 290-0475-00 6-098-015
SCI-150-1500-4D 1.500 +0.010 6.00 10.13 1.50 2.75 184-2052-00
SCI-150-1531-4D 1.531 6.12 10.25 1.50 2.75 184-2053-00
SCI-150-1563-4D 1.563 6.25 10.38 1.50 2.75 184-2054-00
SCI-150-1625-4D 1.625 6.50 10.63 1.50 2.75 184-2055-00
SCI-150-1688-4D 1.688 6.75 10.88 1.50 2.75 184-2056-00
SCI-150-1750-4D 1.750 7.00 11.13 1.50 2.75 184-2057-00

SCI-150-1813-4D 1.813 +%(()](‘)I% 7.25 11.38 1.50 2.75 SPKX140512 184-2058-00 290-0317-00 6-998-020
SCI-150-1875-4D 1.875 7.50 11.63 1.50 2.75 184-2059-00
SCI-150-1938-4D 1.938 7.75 11.88 1.50 2.75 184-2060-00
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palbit SCS Metric Indexable Drills 3XD

e 3 x Diameter Drilling Depth
¢ Through Coolant

Dimensions Spare Parts
Description ¢ Drilled Hole | L od s Insert Part Number Insert Screw Torx Key
L Tolerance S Part Number Part Number
5CS-20-0130-3D 13.0 39 62 20 50 184-0414-00
5CS-20-0135-3D 135 010 M 64 20 50 184-0415-00
5C5-20-0140-3D 14.0 015 42 65 20 50 SPKX050204 184-0416-00 290-0314-00 6-998-006
SCS-20-0145-3D 145 44 67 20 50 184-0417-00
5CS-20-0150-3D 15.0 45 68 20 50 184-0418-00
5CS-25-0155-3D 15.5 47 75 25 56 184-0419-00
5C5-25-0160-3D 16.0 48 76 25 56 184-0420-00
5C5-25-0165-3D 16.5 50 78 25 56 184-0421-00
5CS-25-0170-3D 17.0 51 79 25 56 184-0422-00
5CS-25-0175-3D 175 53 81 25 56 184-0423-00
5CS-25-0180-3D 18.0 010 54 82 25 56 184-0424-00
5C5-25-0185-3D 185 ;0'_1 s 56 84 25 56 SPKX060204 184-0425-00 290-0306-00 6-998-006
5C5-25-0190-3D 19.0 57 85 25 56 184-0426-00
5SCS-25-0195-3D 195 59 87 25 56 184-0427-00
5CS-25-0200-3D 20.0 60 88 25 56 184-0428-00
5CS-25-0205-3D 205 62 90 25 56 184-0429-00
5C5-25-0210-3D 21.0 63 91 25 56 184-0430-00
5C5-25-0215-3D 215 65 93 25 56 184-0431-00
5CS-32-0220-3D 22.0 66 99 32 60 184-0432-00
5CS-32-0225-3D 225 68 101 32 60 184-0433-00
5CS-32-0230-3D 23.0 69 102 32 60 184-0434-00
5C5-32-0235-3D 235 71 104 32 60 184-0435-00
5CS-32-0240-3D 24.0 72 105 32 60 184-0436-00
SCS-32-0245-3D 245 -0.12 74 107 32 60 184-0437-00
5CS-32-0250-3D 25.0 +0.20 75 108 32 60 SPKX071308 184-0438-00 290-0313-00 6-998-008
5CS-32-0255-3D 255 77 110 32 60 184-0439-00 v
5CS-32-0260-3D 26.0 78 111 32 60 184-0440-00 =
5C5-32-0265-3D 26.5 80 113 32 60 184-0441-00 -
$CS-32-0270-3D 27.0 81 114 32 60 184-0442-00 [
SCS-32-0275-3D 275 83 116 32 60 184-0444-00 E
5CS-32-0280-3D 28.0 84 117 32 60 184-0445-00 Q
5C5-32-0285-3D 285 86 119 32 60 184-0446-00
5C5-32-0290-3D 29.0 87 120 32 60 184-0447-00
SCS-32-0295-3D 295 -0.12 89 123 32 60 184-0448-00
5CS-32-0300-3D 30.0 +0.20 EN) 125 32 60 SPKX090408 184-0449-00 290-0309-00 6-998-015
5CS-32-0310-3D 31.0 23 128 32 60 184-0450-00
5C5-32-0320-3D 32.0 % 131 32 60 184-0451-00
5C5-32-0330-3D 33.0 99 134 32 60 184-0452-00
SCS-40-340-3D 34.0 102 142 40 70 184-0453-00
SCS-40-0350-3D 35.0 105 145 40 70 184-0454-00
5CS-40-0360-3D 36.0 108 148 40 70 184-0455-00
5CS-40-0370-3D 37.0 -0.12 111 151 40 70 184-0456-00
5CS-40-0380-3D 38.0 +0.20 114 154 40 70 SPKX110408 184-0457-00 290-0475-00 6:998:015
SCS-40-0390-3D 39.0 117 157 40 70 184-0458-00
SCS-40-0400-3D 40.0 120 0.16 40 70 184-0459-00
SCS-40-0410-3D 41.0 123 163 40 70 184-0460-00
SCS-40-0420-3D 42.0 126 166 40 70 184-0461-00
5CS-40-0430-3D 43.0 129 169 40 70 184-0462-00
SCS-40-0440-3D 44.0 132 172 40 70 184-0463-00
SCS-40-0450-3D 45.0 135 175 40 70 184-0464-00
SCS-40-0460-3D 46.0 +%12% 138 178 40 70 SPKX140512 184-0465-00 290-0317-00 6-998-020
5CS-40-0470-3D 47.0 141 181 40 70 184-0466-00
5CS-40-0480-3D 48.0 144 184 40 70 184-0467-00
SCS-40-0490-3D 49.0 147 187 40 70 184-0468-00
SCS-40-0500-3D 50.0 150 190 40 70 184-0469-00
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Palbit SCS Metric Indexable Drills 4XD

e 4 x Diameter Drilling Depth
e Through Coolant

Dimensions Spare Parts
Description oD Drilled Hole | L b ds s Insert Part Number Insert Screw Torx Key
Tolerance Part Number Part Number

5C5-20-0130-4D 13.0 52 75 20 50 184-0471-00
5C5-20-0135-4D 135 010 54 77 20 50 184-0472-00

5CS-20-0140-4D 14.0 <015 56 79 20 50 SPKX050204 184-0473-00 290-0314-00 6-998-006
SCS-20-0145-4D 145 58 81 20 50 184-0474-00
5C5-20-0150-4D 15.0 60 83 20 50 184-0475-00
5CS-25-0155-4D 155 62 90 25 56 184-0476-00
5C5-25-0160-4D 16.0 64 92 25 56 184-0477-00
5CS-25-0165-4D 16.5 66 9% 25 56 184-0478-00
SCS-25-0170-4D 17.0 68 % 25 56 184-0479-00
5$CS-25-0175-4D 175 70 98 25 56 184-0480-00
5CS-25-0180-4D 18.0 010 72 100 25 56 184-0481-00

5C5-25-0185-4D 185 015 74 102 25 56 SPKX060204 184-0482-00 290-0306-00 6-998-006
5CS-25-0190-4D 19.0 76 104 25 56 184-0483-00
SCS-25-0195-4D 195 78 106 25 56 184-0484-00
5CS-25-0200-4D 20.0 80 108 25 56 184-0485-00
5CS-25-0205-4D 20.5 82 110 25 56 184-0486-00
5C5-25-0210-4D 21.0 84 112 25 56 184-0487-00
5CS-25-0215-4D 215 86 114 25 56 184-0488-00
SCS-32-0220-4D 22.0 88 121 32 60 184-0489-00
SCS-32-0225-4D 225 90 123 32 60 184-0490-00
5CS-32-0230-4D 23.0 92 125 32 60 184-0491-00
5C5-32-0235-4D 23.5 9% 127 32 60 184-0492-00
5CS-32-0240-4D 24.0 % 129 32 60 184-0493-00
SCS-32-0245-4D 245 -0.12 98 131 32 60 184-0494-00

5CS-32-0250-4D 25.0 +0.20 100 133 32 60 SPKX07T308 184-0495-00 290-0313-00 6-998-008
G) 5CS-32-0255-4D 25.5 102 135 32 60 184-0496-00
= 5C5-32-0260-4D 26.0 104 137 32 60 184-0497-00
= 5CS-32-0265-4D 26.5 106 139 32 60 184-0498-00
= SCS-32-0270-4D 27.0 108 141 32 60 184-0499-00
2 SCS-32-0275-4D 27.5 110 143 32 60 184-0500-00
[a) SCS-32-0280-4D 28.0 112 145 32 60 184-0501-00
SCS-32-0285-4D 28.5 114 147 32 60 184-0502-00
5CS-32-0290-4D 29.0 116 150 32 60 184-0503-00
SCS-32-0295-4D 29.5 -0.12 118 153 32 60 184-0504-00

5CS-32-0300-4D 30.0 +0.20 120 155 32 60 SPKX090408 184-0505-00 290-0309-00 6-998-015
SCS-32-0310-4D 31.0 124 159 32 60 184-0506-00
SCS-32-0320-4D 32.0 128 163 32 60 184-0507-00
5CS-32-0330-4D 33.0 132 167 32 60 184-0508-00
SCS-40-0340-4D 34.0 136 176 40 70 184-0509-00
SCS-40-0350-4D 35.0 140 180 40 70 184-0510-00
SCS-40-0360-4D 36.0 144 184 40 70 184-0511-00
SCS-40-0370-4D 37.0 -0.12 148 188 40 70 184-0512-00

SCS-40-0380-4D 38.0 +0.20 152 192 40 70 SPKX110408 184-0513-00 290-0475-00 6998013
SCS-40-0390-4D 39.0 156 196 40 70 184-0514-00
SCS-40-0400-4D 40.0 160 200 40 70 184-0515-00
SCS-40-0410-4D 41.0 164 204 40 70 184-0516-00
SCS-40-0420-4D 42.0 168 208 40 70 184-0517-00
SCS-40-0430-4D 43.0 172 212 40 70 184-0518-00
SCS-40-0440-4D 44.0 176 216 40 70 184-0519-00
SCS-40-0450-4D 45.0 o 180 220 40 70 184-0520-00

SCS-40-0460-4D 46.0 100 184 224 40 70 SPKX140512 184-0521-00 290-0317-00 6-998-020
SCS-40-0470-4D 47.0 : 188 228 40 70 184-0522-00
SCS-40-0480-4D 48.0 192 232 40 70 184-0523-00
SCS-40-0490-4D 49.0 196 236 40 70 184-0524-00
SCS-40-0500-4D 50.0 200 240 40 70 184-0525-00
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Cutting Tools

Drill Size Decimal Equivalent

Drill — Size Equivalents

Sre | ™ | couvaiont ore | ™ | couvaiont Sre | ™ | cquvaiont Sre | ™ | cquwaiont
- 0.10 .0039 45 2.08 .0820 4 5.31 .2090 15/32 11.91 4688
- 0.20 .0079 44 218 .0860 3 5.41 2130 - 12.00 4724
- 0.25 .0098 43 2.26 .0890 7132 5.56 2188 31/64 12.30 4844
- 0.30 .0118 42 2.37 .0935 2 5.61 2210 12 12.70 .5000
80 0.34 .0135 3/32 2.38 .0938 1 5.79 .2280 - 13.00 5118
79 0.37 0145 a 2.44 .0960 A 5.94 2340 33/64 13.10 5156
1/64 0.40 0156 40 2.50 .980 15/64 5.95 2344 17132 13.49 5312
78 0.41 0160 39 2.53 .0995 - 6.00 2362 35/64 13.89 5469
77 0.46 0180 38 2.58 1015 B 6.05 .2380 - 14.00 5512
- 0.50 0197 37 2.64 1040 C 6.15 2420 916 14.29 5625
76 0.51 .0200 36 2.71 .1065 D 6.25 2460 37/64 14.68 5781
75 0.53 .0210 7/64 2.78 1094 1/4 6.35 .2500 - 15.00 .5906
74 0.57 .0225 35 2.79 1100 E 6.35 .2500 19/32 15.08 .5938
- 0.60 .0236 34 2.82 1110 F 6.53 2570 39/64 15.48 .6094
73 0.61 .0240 33 2.87 1130 G 6.63 .2610 5/8 15.88 .6250
72 0.64 .0250 32 2.95 1160 17/64 6.75 2656 - 16.00 6299
Ul 0.66 0260 - 3.00 1181 H 6.76 .2660 41/64 16.27 6406
- 0.70 0276 31 3.05 11200 I 6.91 2720 21132 16.67 6562
70 0.71 .0280 1/8 3.18 1250 - 7.00 2756 - 17.00 6693
69 0.74 10292 30 3.26 1285 J 7.04 2770 43/64 17.07 6719
- 0.75 .0295 29 3.45 1360 K 714 2810 11/16 17.46 6875
68 0.79 0310 28 3.57 .1405 9/32 7.14 2812 45/64 17.86 7031
1/32 0.79 .0313 9/64 3.57 1406 L 7.37 .2900 - 18.00 .7087
- 0.80 .0315 27 3.66 1440 M 7.49 2950 23/32 18.26 .7188
67 0.81 .0320 26 3.73 1470 19/64 7.54 .2969 47/64 18.65 7344
66 0.84 .0330 25 3.80 1495 N 7.67 .3020 - 19.00 .7480
65 0.89 .0350 24 3.86 1520 516 7.94 3125 3/4 19.05 .7500
- 0.90 0354 23 3.91 1540 - 8.00 3150 49/64 19.45 7656
64 0.91 .0360 5/32 3.97 11562 0 8.03 3160 24/32 19.84 7812
63 0.94 0370 22 3.99 1570 p 8.20 3230 - 20.00 7874
62 0.97 .0380 - 4.00 1575 21/64 8.33 3281 51/64 20.24 7969
61 0.99 .0390 21 4.04 1590 Q 8.43 .3320 13/16 20.64 8125
- 1.00 .0394 20 4.09 1610 R 8.61 13390 - 21.00 8269
60 1.02 .0400 19 4.22 .1660 11/32 8.73 .3438 53/64 21.03 .8282
59 1.04 .0410 18 431 1695 S 8.84 .3480 27132 21.43 .8438
58 1.07 .0420 11/64 437 1719 - 9.00 .3543 55/64 21.84 .8594
57 1.09 .0430 17 4.39 1730 T 9.09 .3580 - 22.00 .8661
56 1.18 .0465 16 450 1770 23/64 9.13 3594 718 22.23 8750
3/64 1.19 0469 15 457 .1800 U 9.35 .3680 57/64 22.62 .8906
55 1.32 .0520 14 462 1820 3/8 9.53 3750 - 23.00 .9055
54 1.40 .0550 13 4.70 11850 v 9.56 3770 29/32 23.02 .9062
53 1.51 .0595 3/16 4.76 1875 W 9.80 .3860 59/64 23.42 9219
116 1.59 .0625 12 4.80 1890 25/64 9.92 .3906 1516 23.81 19375
52 1.61 0635 " 4.85 1910 - 10.00 3937 - 24.00 .9449
51 1.70 0670 10 491 1935 X 10.08 3970 61/64 2421 9531
50 1.78 .0700 9 498 11960 Y 10.26 4040 31/32 24.61 .9688
49 1.85 0730 - 5.00 1968 13132 10.32 4062 - 25.00 9842
48 1.93 .0760 8 5.05 .1990 z 10.49 4130 63/64 25.00 .9844
5/64 1.98 .0781 7 5.1 2010 27164 10.72 4219 1 25.40 1.0000
47 1.99 .0785 13/64 5.16 2031 - 11.00 4331

- 2.00 0787 6 5.18 .2040 716 1.1 4375

46 2.06 .0810 5 5.22 .2055 29/64 11.51 4531
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Tap Drill Chart

Drill Technical Refe

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

Tap Drill Probable Tap Drill Probable
Size Size % thread Size Size % thread
0-80 3/64 71-81 3/8-24 Q 71-79
M1.6 x .35 1.25 mm 67-77 M10x 1.5 8.4 mm 76 - 82
1-64 53 59 - 67 716 -14 U 70-75
M2x .4 1716 72-79 716 - 20 25/64 65-72
1-72 53 67-75 M12 x 1.75 13/32 69-74
2-56 51 62 -69 1/2-13 27164 73-78
2-64 50 70-79 1/2-20 29/64 65-72
M2.5 x .45 2.05 mm 69-77 M14 x2 15/32 76 - 81
3-48 5/64 70-77 9/16 - 12 31/64 68 -72
3-56 46 69-78 9/16-18 33/64 58 - 65
4-40 44 65-71 5/8 - 11 17132 75-79
4-48 42 61 - 68 5/8 37/64 58-65
M3 x.5 40 70-79 M16 x 2 35/64 76 - 81
5-40 39 65-72 3/4-10 21/32 68 -72
5-44 38 63-71 3/4-16 1116 mn-77
M3.5x.6 33 72 -81 M20x 2.5 1116 74-78
6-32 36 71-78 7/8-9 49/64 72-76
6-40 33 69-77 7/8-14 13/16 62 -67
M4 x .7 3.25 mm 74-82 M24 x 3 53/64 72-76
8-32 29 62 -69 1-8 7/8 73-77
8-36 29 70-78 1-12 59/64 67-72
10-24 25 69 -75 1-14 15/16 61-67
10-32 21 68 - 76 1-1/8-7 63/64 72-76
M5 x .8 4.2 mm 69 -77 1718-12 1-3/64 66 - 72
12-24 17 66 - 72 M30x 3.5 1-3/64 75
12-28 15 70-78 -1/4-7 1-7/64 76
M6 x 1 10 76 - 84 1-1/4-12 1-11/64 72
114 -20 7 70-75 1-3/8-6 1-7/32 72
1/4 - 28 3 72 - 80 1-3/8-12 1-19/64 72
5/16-18 F 72-77 M36 x 4 1-1/4 82
5/16 - 24 | 67-75 1-12-6 1-11/32 72
M8 1.25 6.7 mm 74 - 80 1-1/2-12 1-27/64 72
3/8-16 5/16 72-77
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Cutting Tools

Solid Carbide Drills Technical Reference

Speeds and Feeds for Carbide Dirills

Cutting Speed SFM Cutting Speed SFM Cutting Speed SFM
Material Group Material Typle Carbide 5XD and 8XD Coolant Drills S%Bbégﬁl?;tog:;ﬁs Carbide Jobber Drills
ﬂ Structural Steel 263 -328 197 - 230 197 - 230
=| Free Cutting Steel 328-393 197 -230 197 - 230
e Steel Unalloyed Heat Treatable Steel 263 - 295 197 -230 197 - 230
o Unalloyed Case Hard Steel 295 -328 197 - 230 197 - 230
Alloyed Case Hardened Steel 164 - 246 164 - 197 164 - 197
Nitriding Steel 230 - 262 131-164 131-164
Alloyed Heat Treatable Steel 197 - 262 131-164 131 -164
. X Tool Steel 131-164 131-164 131-164
High Tensile Steel -
High Speed Steel 98- 131
Spring Steel 98 -131 66- 82 66- 82
Cast Iron 328 - 426 230 - 263 230 - 263
Cast Materials Spheroidal Graphite and Malleable Ci 263 - 238 197 - 230 197 - 230
Chilled Ci 66 - 98 32-49 32-49
Aluminium Alloys 574 - 656 492 - 590 492 - 590
Aluminium and Al Wrought Alloys 574 - 656 492 - 590 492 - 590
Aluminium Alloys Al Cast Alloys < 10%si 525 - 590 328 - 427 328-427
Al Cast Alloys > 10%si 525- 590 328 -427 328 - 427
special Alloys S_peciaI.AIons 66 - 82 15 15
Ti and Ti Alloys 66 - 98 15-20 15-20
Copper Low Alloys 246 - 295 60-70 60-70
Non Ferrous Metals Brass 524 -590 130-150 130-150
Bronze 246 - 295 100-110 100-110
Magnesium Alloys Magnesium Alloys 574 - 656 120-150 120-150
Minimum recommended coolant pressure:
for 1/4" diameter = 400 PSI
for 1/2" diameter = 200 PSI
for 3/4" diameter = 150 PSI
Feed Rate IPR
. Feed (inch/rev) Dia
Material
0.079 0.118 0.197 0.236 0.315 0.394 0.472 0.63 0.787 1
Steel 0.002 0.004 0.005 0.006 0.007 0.009 0.009 0.011 0.012 0.014
High Tensile Steels / Acid Resistant 0.002 0.002 0.003 0.004 0.005 0.006 0.006 0.008 0.010 0.012
Cast Material 0.003 0.004 0.006 0.007 0.008 0.009 0.009 0.011 0.012 0.014
Aluminium Alloys 0.004 0.005 0.007 0.009 0.010 0.012 0.012 0.014 0.016 0.017
Titanium Alloys 0.001 0.002 0.002 0.003 0.004 0.004 0.004 0.006 0.007 0.008
Non Ferrous 0.002 0.003 0.004 0.005 0.007 0.008 0.008 0.010 0.012 0.014
Magnesium Alloys 0.003 0.004 0.005 0.007 0.008 0.010 0.010 0.011 0.012 0.014
Recommended starting points
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Solid Carbide Dirills

Cutting Tools
2 Flute Jobber Length Drills
Features and Applications: — Nickel / -
¢ Designed for high feed rates with good chip removal Aluﬂ':,';,um cS{S:." é{:,?,’ Is'ltaeﬁ Inconel 5‘2{2‘:.“ ﬁf,srf Titanium
o Excellent results in highly abrasive materials Alloy
e For most general purpose applications @ @ O O O @
* Excellent heat and wear resistance for drilling abrasive @ excellent @ Good
materials generating high temperature See Speeds and Feeds on page 8
2 Flute
Upto30 — e
HRe
Tolerance: Shank Dia h6, Cut Dia h7
Series 1-200 Series 1-202
Fractional . ' S Flute overall Fractlongli zaer;d Metric Wirs?zggge
and Gage Letter Metric Equiv
Metric Uncoated
Length Part Number
N 80 - 34 1350 3/16" 3/4" = 1-202-080
- 79 - 37 0145 3/16" 3/4" = 1-202-079
1/64" - - 40 0156 3/16" 3/4" 1-200-0016 =
- 78 - 41 0160 3/16" 3/4" = 1-202-078
- 77 - 46 0180 3/16" 3/4" - 1-202-077
- 76 - 51 0200 114" 7/8" - 1-202-076
- 75 - 53 0210 114" 7/8" - 1-202-075
- 74 - 57 0225 14" 7/8" - 1-202-074
- 73 - 61 0240 14" 7/8" - 1-202-073
- 72 - 64 0250 516" 1" = 1-202-072
- 71 N 66 0260 516" 1" = 1-202-071
- 70 N 7 0280 n" 1-1/4" = 1-202-070
- 69 - 74 0292 n" 1-1/4" = 1-202-069
- 68 - 79 0310 n" 1-1/4" = 1-202-068
132" - - - 0312 n" 1-1/4" 1-200-0031 =
.80mm - - 80 3150 10mm 30mm 1-200-0032 =
- 67 - 81 0320 n" 1-1/4" - 1-202-067
- 66 - 84 0330 n" 1-1/4" - 1-202-066
- 65 - 89 0350 5/8" 1-3/8" - 1-202-065
- 64 - 91 0360 5/8" 1-3/8" - 1-202-064
- 63 - 94 0370 5/8" 1-3/8" - 1-202-063
- 62 - 97 0380 5/8" 1-3/8" = 1-202-062
N 61 - 99 0390 5/8" 1-3/8" = 1-202-061
1.00mm - - 1.00 .0393 12mm 34mm 1-200-0039 =
- 60 - 1.02 0400 3/4" 1-12" = 1-202-060
- 59 - 1.04 0410 3/4" 1-12" = 1-202-059
- 58 - 1.07 0420 3/4" 112" - 1-202-058
- 57 - 1.09 0430 3/4" 1-172" = 1-202-057
1.10mm - - 1.10 0433 14mm 36mm 1-200-0043 -
- 56 - 118 0465 3/4" 1-172" - 1-202-056
3/64" - - 1.19 0469 34" 1-172" 1-200-0047 -
1.20mm - - 1.20 0472 16mm 38mm 1-200-0048 -
1.30mm - - 1.30 0512 16mm 38mm 1-200-0051 -
- 55 - 1.32 0520 3/4" 112" = 1-202-055
- 54 - - 0550 3/4" 112" - 1-202-054
1.40mm - N 1.40 0551 18mm 40mm 1-200-0055 =
TMX Cutting Tools, part of the Toolmex Industrial Solutions family DRILLS
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) Solid Carbide Drills

Cutting Tools

2 Flute Jobber Length Dirills (continued)

FSerigs 1-|200d S‘:,r‘ies G1-202
Fractional | wire - Vi Decimal Flute Overall Mietric Sizes 'Sizes
Metric Gage B Uncoated
Length Part Number
1.50mm - - 1.50 .0591 18mm 40mm 1-200-0059 -

- 53 - 1.51 .0595 3/4" 1-172" - 1-202-053
116" - - 1.59 .0625 3/4" 1-112" 1-200-0063 -
1.60mm - - 1.60 .0630 20mm 43mm 1-200-0064 -

- 52 - 1.61 .0635 3/4" 1-12" - 1-202-052
1.70mm - - 1.70 .0669 20mm 43mm 1-200-0067 -

- 51 - - .0670 3/4" 1-12" - 1-202-051

- 50 - 1.78 .0700 718" 1-3/4" - 1-202-050
1,80mm - - 1.80 .0709 22mm 46mm 1-200-0071 -

- 49 - 1.85 .0730 7/8" 1-3/4" - 1-202-049
1.90mm - - 1.90 0748 22mm 46mm 1-200-0075 -

- 48 - 1.93 .0760 718" 1-3/4" - 1-202-048
5/64" - - 1.98 .0781 7/8" 1-3/4" 1-200-0078 -

- 47 - 1.99 .0785 7/8" 1-3/4" - 1-202-047
2.0mm - - 2.00 0787 24mm 49mm 1-200-0079 -

- 46 - 2.06 .0810 7/8" 1-3/4" - 1-202-046

- 45 - 2.08 .0820 7/8" 1-3/4" - 1-202-045
2.10mm - - 2.10 .0827 24mm 49mm 1-200-0083 -

- 44 - 2.18 .0860 1" 2" - 1-202-044
2.20mm - - 2.20 .0866 27mm 53mm 1-200-0087 -

- 43 - 2.26 .0890 1" 2" - 1-202-043
2.30mm - - 2.30 .0906 27mm 53mm 1-200-0091 -

- Ly) - 2.37 .0935 1" 2" - 1-202-042
3/32" - - 2.38 .0938 1" 2" 1-200-0094 -
2.40mm - - 2.40 .0945 30mm 57mm 1-200-0095 -

- M - 2.44 .0960 1" 2" - 1-202-041

- 40 - 2.49 .0980 1" 2" - 1-202-040
2.50mm - - 2.50 .0984 30mm 57mm 1-200-0099 -

- 39 - 2.53 .0995 1-1/4" 2-1/4" - 1-202-039

- 38 - 2.58 1015 1-1/4" 2-1/4" - 1-202-038
2.60mm - - 2.60 1024 30mm 57mm 1-200-0100 -

- 37 - 2.64 .1040 1-1/4" 2-1/4" - 1-202-037
2.70mm - - 2.70 .1063 33mm 61mm 1-200-0101 -

- 36 - 2.7 .1065 1-1/4" 2-1/4" - 1-202-036
7/64" - - 2.78 .1094 1-1/4" 2-1/4" 1-200-0109 -

- 35 - 2.79 .1100 1-1/4" 2-1/4" - 1-202-035
2.80mm - - 2.80 1102 33mm 61mm 1-200-0110 -

- 34 - 2.82 1110 1-1/4" 2-1/4" - 1-202-034

- 33 - 2.87 1130 1-1/4" 2-1/4" - 1-202-033
2.90mm - - 2.90 1142 33mm 6Tmm 1-200-0114 -

- 32 - 2.95 .1160 1-1/4" 2-1/4" - 1-202-032
3.00mm - - 3.00 1181 33mm 6Tmm 1-200-0118 -

- 31 - 3.05 .1200 1-1/4" 2-1/4" - 1-202-031
3.10mm - - 3.10 1220 36mm 65mm 1-200-0122 -

118" - - 3.18 11250 1-1/4" 2-1/4" 1-200-0125 -
3.20mm - - 3.20 .1260 36mm 65mm 1-200-0126 -

- 30 - 3.26 .1285 1-1/4" 2-1/4" - 1-202-030
3.30mm - - 3.30 11299 36mm 65mm 1-200-0130 -
3.40mm - - 3.40 11339 39mm 70mm 1-200-0134 -

- 29 - 3.45 .1360 1-3/8" 2-112" - 1-202-029
3.50mm - - 3.50 1378 39mm 70mm 1-200-0138 -
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Solid Carbide Dirills

Cutting Tools
2 Flute Jobber Length Drills (continued)
FSerigs 1-|200d Svevr_ies (‘iI-ZOZ
Fra;tr:gnal e Letter Metric pecd Flute Overall l;\a’lcet'::,igizags Irseize:ge
Metric Gage Equiv. Torrs
Length Part Number
- 28 - 3.57 .1405 1-3/8" 2-1/2" - 1-202-028
9/64" - - 3.57 .1406 1-3/8" 2-12" 1-200-0141 =
3.60mm - - 3.60 1417 39mm 70mm 1-200-0142 =
- 27 - 3.66 1440 1-3/8" 2-12" = 1-202-027
3.70mm - - 3.70 1457 39mm 70mm 1-200-0146 =
- 26 - 3.73 1470 1-3/8" 2-12" = 1-202-026
- 25 - 3.80 .1495 1-3/8" 2-12" = 1-202-025
3.80mm - - 3.80 .1496 43mm 75mm 1-200-0150 =
N 24 - 3.86 .1520 1-3/8" 2-1/2" = 1-202-024
3.90mm - - 3.90 .1535 43mm 75mm 1-200-0154 =
- 23 - 391 .1540 1-3/8" 2-1/2" - 1-202-023
5/32" - - 3.97 .1562 1-3/8" 2-1/2" 1-200-0156 -
- 22 - 3.99 1570 1-3/8" 2-12" = 1-202-022
4.00mm - - 4.00 1575 43mm 75mm 1-200-0158 -
- 21 - 4.04 .1590 1-3/8" 2-12" = 1-202-021
- 20 - 4.09 1610 1-3/8" 2-12" = 1-202-020
4.10mm - - 4.10 1614 43mm 75mm 1-200-0161 =
4.20mm - - 4.20 .1654 43mm 75mm 1-200-0165 =
- 19 - 4.22 .1660 1-5/8" 2-3/4" = 1-202-019
4.30mm - - 4.30 .1693 47mm 80mm 1-200-0169 =
N 18 - 4.31 .1695 1-5/8" 2-3/4" = 1-202-018
11/64" - - 4.37 1719 1-5/8" 2-3/4" 1-200-0172 =
- 17 - 4.39 1730 1-5/8" 2-3/4" - 1-202-017
4.40mm - - 4.40 1732 47mm 80mm 1-200-0173 -
- 16 - - 1770 1-5/8" 2-3/4" = 1-202-016
4.50mm - - 4.50 1772 47mm 80mm 1-200-0177 =
- 15 - 4.57 .1800 1-5/8" 2-3/4" = 1-202-015
4.60mm - - 4.60 1811 47mm 80mm 1-200-0181 =
- 14 - 4.62 1820 1-5/8" 2-3/4" = 1-202-014
4.70mm - - 4.70 .1850 47mm 80mm 1-200-0185 =
- 13 - - .1850 1-5/8" 2-3/4" = 1-202-013
3/16" - - 4.76 1875 1-5/8" 2-3/4" 1-200-0187 =
4.80mm N - 4.80 .1890 52mm 86mm 1-200-0189 =
- 12 - - .1890 1-5/8" 2-3/4" = 1-202-012
- 11 - 4.85 1910 1-5/8" 2-3/4" - 1-202-011
4.90mm - - 4.90 1929 52mm 86mm 1-200-0193 -
- 10 - 4.91 1935 1-5/8" 2-3/4" = 1-202-010
- 9 - 4.98 .1960 1-3/4" 3" = 1-202-009
5.00mm - - 5.00 .1968 52mm 86mm 1-200-0197 =
- - 5.05 .1990 1-3/4" 3" = 1-202-008
5.10mm - - 5.10 .2008 52mm 86mm 1-200-0201 =
- 7 - 5.11 .2010 1-3/4" 3" = 1-202-007
13/64" - - 5.16 .2031 1-3/4" 3" 1-200-0203 =
- 6 - 5.18 .2040 1-3/4" 3" = 1-202-006
5.20mm - - 5.20 .2047 52mm 86mm 1-200-0205 =
- 5 - 5.22 .2055 1-3/4" 3" = 1-202-005
5.30mm - - 5.30 .2087 52mm 86mm 1-200-0209 =
- 4 - 5.31 .2090 1-3/4" 3" - 1-202-004
5.40mm - - 5.40 2126 57mm 93mm 1-200-0213 =
- 3 - 5.41 2130 1-3/4" 3" = 1-202-003
5.50mm - - 5.50 .2165 57mm 93mm 1-200-0217 =
TMX Cutting Tools, part of the Toolmex Industrial Solutions family DRILLS
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) Solid Carbide Drills

Cutting Tools

2 Flute Jobber Length Drills (continued)

. §erie|s 1-¢210|\(l)l ) Sv(;r_ies c‘li-202 Serli_es 1-201
Metric Gage Equiv. Tl
Length Part Number
7132" - - 5.55 2187 1-3/4" 3" 1-200-0219 - -
5.60mm - - 5.60 .2205 57mm 93mm 1-200-0221 - -

- 2 - 5.61 2210 1-3/4" 3" - 1-202-002 -
5.70mm - - 5.70 2244 57mm 93mm 1-200-0225 - -

- 1 - 5.79 .2280 1-3/4" 3" - 1-202-001 -
5.80mm - - 5.80 2283 57mm 93mm 1-200-0228 - -
5.90mm - - 5.90 2323 57mm 93mm 1-200-0232 - -

- - A 5.94 .2340 2" 3-1/4" - - 1-201-001
15/64" - 5.95 2344 2" 3-1/4" 1-200-0234 - -
6.00mm - - 6.00 .2362 57mm 93mm 1-200-0236 - -

- - B 6.04 .2380 2" 3-1/4" - - 1-201-002
6.10mm - - 6.10 .2402 63mm 101mm 1-200-0240 - -

- - C 6.15 2420 2" 3-1/4" - - 1-201-003
6.20mm - - 6.20 2441 63mm 101mm 1-200-0244 - -

- - D 6.25 .2460 2" 3-1/4" - - 1-201-004
6.30mm - 6.30 .2480 63mm 101mm 1-200-0249 - -

1/4" - E 6.35 .2500 2" 3-1/4" 1-200-005 - 1-201-005
6.40mm - - 6.40 .2520 63mm 10Tmm 1-200-0252 - -
6.50mm - - 6.50 .2559 63mm 10Tmm 1-200-0256 - -

- - F 6.53 .2570 2" 3-1/4" - - 1-201-006
6.60mm - - 6.60 .2598 63mm 10Tmm 1-200-0260 - -

- - G 6.63 2610 2-1/8" 3-12" = = 1-201-007
6.70mm - - 6.70 .2638 63mm 101mm 1-200-0264 - -
17/64" - - 6.75 .2656 2-1/8" 3-1/2" 1-200-0266 - -

- - H 6.76 .2660 2-1/8" 3-1/2" - - 1-201-008
6.80mm - - 6.80 2677 69mm 109mm 1-200-0267 - -
6.90mm - - 6.90 2717 69mm 109mm 1-200-0272 - -

- - | 6.91 2720 2-1/8" 3-1/2" - - 1-201-009
7.00mm - - 7.00 .2756 69mm 109mm 1-200-0276 - -

- - J 7.04 2770 2-1/8" 3-1/2" - - 1-201-010
7.10mm - - 7.10 2795 69mm 109mm 1-200-0280 - -

- - K 7.14 2810 2-1/8" 3-1/2" - - 1-201-011
9/32" - - 7.14 2812 2-1/8" 3-1/2" 1-200-0281 - -
7.20mm - - 7.20 2835 69mm 109mm 1-200-0284 - -
7.30mm - - 7.30 2874 69mm 109mm 1-200-0287 - -

- - L 737 .2900 2-1/8" 3-1/2" - - 1-201-012
7.40mm - - 7.40 2913 69mm 109mm 1-200-0291 - -

- - M 7.49 .2950 2-3/8" 3-3/4" - - 1-201-013
7.50mm - - 7.50 2953 69mm 109mm 1-200-0295 - -
19/64" - - 7.54 .2969 2-3/8" 3-3/4" 1-200-0297 - -
7.60mm - - 7.60 .2992 75mm 117mm 1-200-0300 - -

- - N 7.67 .3020 2-3/8" 3-3/4" - - 1-201-014
7.70mm - - 7.70 3031 75mm 117mm 1-200-0303 - -
7.80mm - - 7.80 3071 75mm 117mm 1-200-0307 - -
7.90mm - - 7.90 3110 75mm 117mm 1-200-0311 - -
5/16" - - 7.94 3125 2-3/8" 3-3/4" 1-200-0313 = =
8.00mm - - 8.00 .3150 75mm 117mm 1-200-0315 - -

- - 0 8.03 .3160 2-3/8" 3-3/4" - - 1-201-015
8.10mm - - 8.10 .3189 75mm 117mm 1-200-0319 - -
8.20mm - - 8.20 3228 75mm 117mm 1-200-0323 - -

- - P 8.21 .3230 2-3/8" 3-3/4" - - 1-201-016
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Solid Carbide Dirills

Cutting Tools
2 Flute Jobber Length Dirills (continued)
Series 1-200 Series 1-201
Fractional Wire . Decimal Flute Overall Fractiong! and Metric Lse.:tter
and Metric Gage LT ERE Equiv. zes zes
Uncoated
Length Part Number
8.30mm - - 8.30 .3268 75mm 117mm 1-200-0327 -
21/64" - - 8.33 .3281 2-112" 4" 1-200-0328 =
8.40mm - - 8.40 .3307 75mm 117mm 1-200-0331 =
- - Q 8.43 .3320 2-12" 4" = 1-201-017
8.50mm - - 8.50 .3346 75mm 117mm 1-200-0335 =
8.60mm - - 8.60 .3386 81mm 125mm 1-200-0339 =
- - R 8.61 .3390 2-112" 4" = 1-201-018
8.70mm - - 8.70 .3425 81mm 125mm 1-200-0343 =
11/32" - - 8.73 .3438 2-112" 4" 1-200-0344 =
8.80mm - - 8.80 .3465 81mm 125mm 1-200-0346 =
- - S 8.84 .3480 2-1/2" 4" - 1-201-019
8.90mm - - 8.90 .3504 81mm 125mm 1-200-0350 -
9.00mm - - 9.00 .3543 81mm 125mm 1-200-0354 =
- - T 9.09 .3580 2-112" 4" = 1-201-020
9.10mm - - 9.10 .3583 81mm 125mm 1-200-0358 =
23/64" - - 9.13 .3594 2-3/4" 4-1/4" 1-200-0359 =
9.20mm - - 9.20 .3622 81mm 125mm 1-200-0362 =
9.30mm - - 9.30 .3661 81mm 125mm 1-200-0366 =
- - U 9.35 .3680 2-3/4" 4-1/4" = 1-201-021
9,40mm - - 9.40 .3701 81Tmm 125mm 1-200-0370 =
9.50mm - - 9.50 .3740 81Tmm 125mm 1-200-0374 =
3/8" - - 9.53 .3750 2-3/4" 4-1/4" 1-200-0375 =
- - V 9.58 .3770 2-3/4" 4-1/4" - 1-201-022
9.60mm - - 9.60 .3780 87mm 133mm 1-200-0378 -
9.70mm - - 9.70 .3819 87mm 133mm 1-200-0382 =
9.80mm - - 9.80 .3858 87mm 133mm 1-200-0386 =
- - 9.81 .3860 2-7/8" 4-1/2" = 1-201-023
9.90mm - - 9.90 .3898 87mm 133mm 1-200-0390 =
25/64" - - 9.92 .3906 2-7/8" 4-1/2" 1-200-0391 =
10.00mm - - 10.00 .3937 87mm 133mm 1-200-0394 =
- - X 10.08 .3970 2-7/8" 4-1/2" = 1-201-024
10.20mm - - 10.20 4016 87mm 133mm 1-200-0402 =
- - Y 10.26 4040 2-7/8" 4-1/2" = 1-201-025
10.30mm - - 10.30 .4055 87mm 133mm 1-200-0405 =
13/32" - - 10.32 4062 2-7/8" 4-1/2" 1-200-0406 =
- - JA 10.49 4130 2-7/8" 4-1/2" - 1-201-026
10.50mm - - 10.50 4134 87mm 133mm 1-200-0413 =
27/64" - - 10.72 4219 2-7/8" 4-1/2" 1-200-0422 =
11.00mm - - 11.00 4331 94mm 142mm 1-200-0433 =
716" - - 11.11 4375 2-7/8" 4-1/2" 1-200-0437 =
11.50mm - - 11.50 4528 94mm 142mm 1-200-0452 =
29/64" - - 11.51 4531 3" 4-3/4" 1-200-0453 =
15/32" - - 11.91 4688 3" 4-3/4" 1-200-0469 =
12.00mm - - 12.00 4724 10Tmm 151Tmm 1-200-0472 =
31/64" - - 12.30 4844 3" 4-3/4" 1-200-0484 =
12.50mm - - 12.50 4920 10Tmm 151Tmm 1-200-0492 =
12" - - 12.70 .5000 3" 4-3/4" 1-200-0500 =
12.90mm - - 12.90 .5079 10Tmm 151Tmm 1-200-0508 -
13.00mm - - 13.00 5118 10Tmm 151Tmm 1-200-0512 -
17/32" - - 13.49 5313 4" 6" 1-200-0531 =
13.50mm - - 13.50 .5315 108mm 160mm 1-200-0532 =
TMX Cutting Tools, part of the Toolmex Industrial Solutions family DRILLS
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Cutting Tools
2 Flute Jobber Length Drills (continued)

FSerigs 1-|200d

; ractional an

w Fra;::g.nal gvai ;2 Letter Metric DEZCL?;'I?I Sk Overall Metric Sizes
j Metric Uncoated

E Length Part Number
[a) 14.00mm - - 14.00 .5512 108mm 160mm 1-200-0551
9/16" - - 14.29 .5625 4" 6" 1-200-0563
14.50mm - - 14.50 .5709 114mm 169mm 1-200-0571
15.00mm - - 15.00 .5906 114mm 153mm 1-200-0591

19/32" - - 15.08 .5937 4" 6" 1-200-0594

15.50mm - - 15.50 .6102 120mm 178mm 1-200-0610

5/8" - - 15.88 .6250 4" 6" 1-200-0625

16.00mm - - 16.00 .6299 120mm 178mm 1-200-0630

16.50mm - - 16.50 .6496 125mm 184mm 1-200-0650

21/32" - - 16.67 .6562 4" 6" 1-200-0656

17.00mm - - 17.00 .6693 125mm 184mm 1-200-0669

11/16" - - 17.46 6875 4" 6" 1-200-0687

17.50mm - - 17.50 .6890 130mm 191mm 1-200-0689

18.00mm - - 18.00 .7087 130mm 191mm 1-200-0709

23/32" - - 18.25 7187 4" 6" 1-200-0719

18.50mm - - 18.50 7283 130mm 191mm 1-200-0728

19.00mm - - 19.00 .7480 130mm 191mm 1-200-0748

3/4" - - 19.05 .7500 4" 6" 1-200-0750

25/32 - - 19.87 7812 4" 6" 1-200-0782

20.00mm - - 20.00 7874 130mm 191mm 1-200-0787

7/8" - - 22.22 .8750 4" 6" 1-200-0875

1" - - 24.40 1.0000 4" 6" 1-200-1000
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Solid Carbide Dirills

Cutting Tools

2 Flute High Performance Coolant Feeding Drills 5xD

Features and Applications:

. . . Nickel / q
* 140° angle provides excellent chip flow A'”A‘I'I'(’)‘)'{”'“ Carbon | Mlloy | Hare | inconel | Stainless | Cast | gjeapiym
over entire cutting edge Alloy

e Coolant holes result in higher penetration rates O o o () O () (D) (D)

¢ TiAIN coated provides wear resistance in abrasive @ Excellent © Good
and high temperature materials

See Speeds and Feeds on page 8

Tolerance: Shank Dia h6, Cut Dia h7

2 Flute

Series 1-215

o i Fractional Dia

Drill Dia Shank Dia Flute Length Overall Length TiAIN coated

Part Number
1/4 1/4 2-5/64 3-9/16 1-215-250
17/64 5/16 2-5/64 3-9/16 1-215-266
9/32 5/16 2-5/64 3-9/16 1-215-281
19/64 5/16 2-5/64 3-9/16 1-215-297
5/16 5/16 2-5/64 3-9/16 1-215-313
21/64 3/8 2-3/8 4-3/64 1-215-328
11/32 3/8 2-3/8 4-3/64 1-215-344
23/64 3/8 2-3/8 4-3/64 1-215-359
3/8 3/8 2-3/8 4-3/64 1-215-375
25/64 7116 2-25/32 4-3/64 1-215-390
13/32 7116 2-25/32 4-5/8 1-215-406
27/64 7116 2-25/32 4-5/8 1-215-422
7116 7116 2-25/32 4-5/8 1-215-438
29/64 112 3-1/32 4-7/8 1-215-453
15/32 112 3-1/32 4-7/8 1-215-469
31/64 112 3-1/32 4-7/8 1-215-484
112 112 3-1/32 4-7/8 1-215-500
33/64 9/16 3-1/32 4-7/8 1-215-516
17132 9/16 3-1/32 4-7/8 1-215-531
35/64 9/16 3-1/32 4-7/8 1-215-547
9/16 9/16 3-1/32 4-7/8 1-215-563
37/64 5/8 3-17/64 5-1/4 1-215-579
19/32 5/8 3-17/64 5-1/4 1-215-594
39/64 5/8 3-17/64 5-1/4 1-215-609
5/8 5/8 3-17/64 5-1/4 1-215-625
41/64 1116 3-5/8 5-5/8 1-215-640
21/32 1116 3-5/8 5-5/8 1-215-656
43/64 1116 3-5/8 5-5/8 1-215-672
1116 1116 3-5/8 5-5/8 1-215-687
45/64 3/4 3-31/32 6 1-215-703
23/32 3/4 3-31/32 6 1-215-719
47/64 3/4 3-31/32 6 1-215-734
3/4 3/4 3-31/32 6 1-215-750
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Cutting Tools

2 Flute High Performance Coolant Feeding Dirills 5xD (continued)

) Solid

S E—
Carbide Coolant Drills

Series 1-225
Drill Dia Shank Dia Flute Length Overall Length Metric Dia

TiAIN coated

Metric Part Number

3 4 28 66 1-225-0304
3.1 4 28 66 1-225-0314
33 4 28 66 1-225-0334
35 4 28 66 1-225-0354
3.7 4 28 66 1-225-0374
3.8 4 36 74 1-225-0384
4 4 36 74 1-225-0404
4.2 6 36 74 1-225-042
4.5 6 36 74 1-225-045
4.8 6 44 82 1-225-048
5 6 44 82 1-225-050
5.1 6 44 82 1-225-051
5.2 6 44 82 1-225-052
5.5 6 44 82 1-225-055
5.8 6 44 82 1-225-058
6 6 44 82 1-225-060
6.3 8 53 91 1-225-063
6.5 8 53 91 1-225-065
6.8 8 53 91 1-225-068
7 8 53 91 1-225-070
7.5 8 53 91 1-225-075
7.8 8 53 91 1-225-078
8 8 53 91 1-225-080
8.5 10 61 103 1-225-085
8.8 10 61 103 1-225-088
9 10 61 103 1-225-090
9.2 10 61 103 1-225-092
9.5 10 61 103 1-225-095
9.8 10 61 103 1-225-098
10 10 61 103 1-225-100
10.2 12 7 118 1-225-102
10.5 12 7 118 1-225-105
10.8 12 7 118 1-225-108
1" 12 7 118 1-225-110
11.5 12 7 118 1-225-115
11.8 12 7 118 1-225-118
12 12 7 118 1-225-120
12.3 14 77 124 1-225-123
12.5 14 77 124 1-225-125
12.8 14 77 124 1-225-128
13 14 77 124 1-225-130
13.5 14 77 124 1-225-135
14 14 77 124 1-225-140
14.5 16 83 133 1-225-145
15 16 83 133 1-225-150
15.5 16 83 133 1-225-155
16 16 83 133 1-225-160
16.5 18 93 143 1-225-165
17 18 93 143 1-225-170
17.5 18 93 143 1-225-175
18 18 93 143 1-225-180
20 20 101 153 1-225-200
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2 Flute High Performance Coolant Feeding Drills 8xD

Features and Applications:

® 140° angle provides excellent chip flow
over entire cutting edge

e Coolant holes result in higher penetration rates
* TiAIN coated will provide wear resistance in

abrasive and high temperature materials

Tolerance: +.000/-.0005 Metric=h7

2 Flute

Solid Carbide Coolant Drills

|
Cutting Tools
o Nickel / ;
Aluminium | Carbon | Alloy Hard Stainless | Cast S
Alloy Steel Steel Steel "}:ﬁ’:;l Steel Iron LEID
@ Excellent @ Good

Series 1-228 Metric Dia

Drill Dia Shank Dia Flute Length Overall Length TiAIN coated
Part Number
3.5 4 34 72 1-228-0354
3.7 4 34 72 1-228-0374
3.8 4 43 81 1-228-0384
4 4 43 81 1-228-0404
4.2 6 43 81 1-228-042
45 6 43 81 1-228-045
4.8 6 57 95 1-228-048
5 6 57 95 1-228-050
5.1 6 57 95 1-228-051
5.2 6 57 95 1-228-052
5.5 6 57 95 1-228-055
5.8 6 57 95 1-228-058
6 6 57 95 1-228-060
6.3 8 76 114 1-228-063
6.5 8 76 114 1-228-065
6.8 8 76 114 1-228-068
7 8 76 114 1-228-070
75 8 76 114 1-228-075
7.8 8 76 114 1-228-078
8 8 76 114 1-228-080
8.5 10 95 142 1-228-085
8.8 10 95 142 1-228-088
9 10 95 142 1-228-090
9.2 10 95 142 1-228-092
9.5 10 95 142 1-228-095
9.8 10 95 142 1-228-098
10 10 95 142 1-228-100
10.2 12 114 162 1-228-102
10.5 12 114 162 1-228-105
10.8 12 114 162 1-228-108
n 12 114 162 1-228-110
1.5 12 114 162 1-228-115
1.8 12 114 162 1-228-118
12 12 114 162 1-228-120
12.3 14 133 178 1-228-123
12.5 14 133 178 1-228-125
12.8 14 133 178 1-228-128
13 14 133 178 1-228-130
13.5 14 133 178 1-228-135
14 14 133 178 1-228-140
14.5 16 152 203 1-228-145
15 16 152 203 1-228-150
155 16 152 203 1-228-155
16 16 152 203 1-228-160
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) HSS Jobber Drills

Cutting Tools

Twist Drills and Drill Sets

Fractional Diameters - Straight Shank

° Dia Inches Flute Overall HSS GP
o Jgfnbeer;:-lir:ﬁ:;se (GP) 118 point Fractional Decimal Length Length Part Number
(7, . ! 1/64 0156 3116 3/4 5-160-005
— High Speed Steel Black Oxide 132 0312 172 1318 5-160-010
= ¢ ANSI Standard 3/64 0469 3/4 1-3/4 5-160-015
g 116 .0625 718 1-7/8 5-160-020
5/64 .0781 1 2 5-160-025
Sold in the following package quantities: 3/32 0938 11/4 2-1/4 5-160-030
1/64" thru 17/64" = 10/envelope 7/64 1094 111 75/8 5160-035
6/32" thru 1/2" = 5/envelope
over 12" = 1/ube P 1/8 .1250 1-5/8 2-3/4 5-160-040
9/64 .1406 1-3/4 2-718 5-160-045
5/32 .1562 2 3-1/8 5-160-050
11/64 1719 2-1/8 3-1/4 5-160-055
3/16 .1875 2-5/16 3-112 5-160-060
13/64 .2031 2-7116 3-5/8 5-160-065
7132 .2188 2-12 3-3/4 5-160-070
15/64 2344 2-5/8 3-718 5-160-075
1/4 .2500 2-3/4 4 5-160-080
17/64 .2565 2-718 4-1/8 5-160-085
9/32 .2812 2-15/16 4-1/4 5-160-090
19/64 .2969 3-1/16 4-3/8 5-160-095
5/16 3125 3-3/16 4-112 5-160-100
21/64 .3281 3-5/16 4-5/8 5-160-105
11/32 .3438 3-7/16 4-3/4 5-160-110
23/64 .3594 3-112 4-718 5-160-115
3/8 .3750 3-5/8 5 5-160-120
25/64 .3906 3-3/4 5-1/8 5-160-125
13/32 4062 3-7/8 5-1/4 5-160-130
27164 4219 3-15/16 5-1/2 5-160-135
7116 4375 4-116 5-5/8 5-160-140
29/64 4531 4-3/16 5-5/8 5-160-145
15/32 4688 4-5/16 5-3/4 5-160-150
31/64 4844 4-3/8 5-7/8 5-160-155
12 .5000 4-112 6 5-160-160
33/64 .5156 4-13/16 6-5/8 5-160-165
17/32 .5313 4-13/16 6-5/8 5-160-170
35/64 .5469 4-13/16 6-5/8 5-160-175
9/16 .5625 4-13/16 6-5/8 5-160-180
37/64 .5781 4-13/16 6-5/8 5-160-185
19/32 .5938 5-3/16 7-1/4 5-160-190
39/64 .6094 5-3/16 7-1/4 5-160-195
5/8 .6250 5-3/16 7-1/4 5-160-200
41/64 .6406 5-3/16 7-1/4 5-160-205
21/32 .6563 5-3/16 7-1/4 5-160-210
43/64 .6719 5-5/8 7-5/8 5-160-215
11/16 .6875 5-5/8 7-5/8 5-160-220
45/64 .7031 5-5/8 7-5/8 5-160-221
23/32 .7188 5-5/8 7-5/8 5-160-222
47/64 7344 5-5/8 7-5/8 5-160-223
3/4 .7500 5-5/8 7-5/8 5-160-225
49/64 .7656 6-1/8 8-1/8 5-160-226
25/32 7812 6-1/8 8-1/8 5-160-230
Twist Drill Sets
. . . HSS GP
Set Size Sizes Included in Kit Case Part Number
13 Piece 1/16" to 1/4" by 64ths Metal Case 5-160-600
15 Piece 1/16" to 1/2" by 32nds Plastic Case 5-160-905
29 Piece 1/16" t0 1/2" by 64ths Plastic Case 5-160-705
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HSS Jobber Drills

Cutting Tools

Twist Drills and Drill Sets

Wire Gage Diameters — Straight Shank

e Jobber Length ¢ Designed for high production drilling in a wide range of materials

e General Purpose (GP) 118 point e Performs well in various operating conditions

High Speed Steel Black Oxide
Size Decimal Flute Length OAL HSS GP Part Number Size Decimal Flute Length OAL HSS GP Part Number

80 0135 1/8 3/4 5-170-400 35 1100 1-112 2-5/8 5-170-175
79 0145 1/8 3/4 5-170-395 34 1110 1-112 2-5/8 5-170-170
78 0160 3116 7/8 5-170-390 33 1130 1-112 2-5/8 5-170-165
77 0180 3116 718 5-170-385 32 1160 1-5/8 2-3/4 5-170-160
76 .0200 3116 7/8 5-170-380 31 11200 1-5/8 2-3/4 5-170-155
75 0210 1/4 1 5-170-375 30 1285 1-5/8 2-3/4 5-170-150
74 0225 1/4 1 5-170-370 29 1360 1-3/4 2-718 5-170-145
73 .0240 5/16 1-1/8 5-170-365 28 1405 1-3/4 2-718 5-170-140
72 .0250 5/16 1-1/8 5-170-360 27 1140 1-7/8 3 5-170-135
71 .0260 3/8 1-1/4 5-170-355 26 1470 1-7/8 3 5-170-130
70 .0280 3/8 1-1/4 5-170-350 25 1495 1-7/8 3 5-170-125
69 0292 12 1-3/8 5-170-345 24 1520 2 3-1/8 5-170-120
68 0310 12 1-3/8 5-170-340 23 1540 2 3-1/8 5-170-115
67 0320 112 1-3/8 5-170-335 22 1570 2 3-1/8 5-170-110
66 .0330 112 1-3/8 5-170-330 21 11590 2-1/8 3-1/4 5-170-105
65 .0350 5/8 1-112 5-170-325 20 1610 2-1/8 3-1/4 5-170-100
64 .0360 5/8 1-172 5-170-320 19 .1660 2-1/8 3-1/4 5-170-095
63 0370 5/8 1-112 5-170-315 18 1695 2-1/8 3-1/4 5-170-090
62 .0380 5/8 1-172 5-170-310 17 1730 2-3/16 3-3/8 5-170-085
61 .0390 1116 1-5/8 5-170-305 16 1770 2-3/16 3-3/8 5-170-080
60 .0400 1116 1-5/8 5-170-300 15 .1880 2-3/16 3-3/8 5-170-075
59 0410 1116 1-5/8 5-170-295 14 1820 2-3/16 3-3/8 5-170-070
58 0420 1116 1-5/8 5-170-290 13 11850 2-5/16 3112 5-170-065
57 0430 3/4 1-3/4 5-170-285 12 11890 2-5/16 3112 5-170-060
56 0465 3/4 1-3/4 5-170-280 11 1910 2-5/16 3-12 5-170-055
55 0520 7/8 1-7/8 5-170-275 10 1935 2-7116 3-5/8 5-170-050
54 .0550 718 1-7/8 5-170-270 9 11960 2-7116 3-5/8 5-170-045
53 0595 718 1-7/8 5-170-265 8 11990 2-7116 3-5/8 5-170-040
52 .0635 718 1-7/8 5-170-260 7 2010 2-7116 3-5/8 5-170-035
51 .0670 1 2 5-170-255 6 2040 2-112 3-3/4 5-170-030
50 .0700 1 2 5-170-250 5 2055 2-112 3-3/4 5-170-025
49 .0730 1 2 5-170-245 4 2090 2-112 3-3/4 5-170-020
48 .0760 1 2 5-170-240 3 2130 2-112 3-3/4 5-170-015
47 0785 1 2 5-170-235 2 2210 2-5/8 3718 5-170-010
46 .0810 1-1/8 2-1/8 5-170-230 1 2280 2-5/8 3718 5-170-005
4 0820 1-1/8 218 >-170-225 Sold in the following packages quanitites:
44 .0860 1-1/8 2-1/8 5-170-220 All wire gage diameters are 10/ pack
43 .0890 1-1/4 2-1/4 5-170-215
42 0935 1-1/4 2-1/4 5-170-210
4 .0960 1-3/8 2-3/8 5-170-205
40 .0980 1-3/8 2-3/8 5-170-200 Twist Drill Sets
39 .0995 1-3/8 2-3/8 5-170-195
38 1015 1-7116 2-112 5-170-190 ] ] o HSS GP
37 1040 1716 2112 5170185 s || e el b e Part Number
36 .1065 1-7116 2-112 5-170-180 60 Piece 110 60 Complete Metal 5-170-505

Sold in the following packages quanitites: See page 225 for all our drill sets

All wire gage diameters are 10/ pack
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) HSS Jobber Drills

Cutting Tools

Twist Drills and Drill Sets
Letter Diameters - Straight Shank e

e Jobber Length
e General Purpose (GP) 118 point High Speed Steel Black Oxide

ﬂ o ANSI Standard

—

e

o Size Decir_nal Flute Overall HSS GP

Equiv. Length Length Part Number

A .2340 2-5/8 3-7/8 5-180-005
B .2380 2-3/4 4 5-180-010
C 2420 2-3/4 4 5-180-015
D .2460 2-3/4 4 5-180-020
E .2500 2-3/4 4 5-180-025
F .2570 2-7/8 4-1/8 5-180-030
G .2610 2-7/8 4-1/8 5-180-035
H .2660 2-7/8 4-1/8 5-180-040
| 2720 2-7/8 4-1/8 5-180-045
J 2770 2-7/8 4-1/8 5-180-050
K .2810 2-15/16 4-1/4 5-180-055
L .2900 2-15/16 4-1/4 5-180-060
M .2950 3-1/16 4-3/8 5-180-065
N .3020 3-1/16 4-3/8 5-180-070
0 3160 3-3/16 4-1/2 5-180-075
P .3230 3-5/16 4-5/8 5-180-080
Q 3320 3-7/16 4-3/4 5-180-085
R .3390 3-7/16 4-3/4 5-180-090
S .3480 3-112 4-7/8 5-180-095
T .3580 3-112 4-7/8 5-180-100
U .3680 3-5/8 5 5-180-105
Vv 3770 3-5/8 5 5-180-110
w .3860 3-3/4 5-1/8 5-180-115
X .3970 3-3/4 5-1/8 5-180-120
Y .4040 3-7/8 5-1/4 5-180-125
VA 4130 3-7/8 5-1/4 5-180-130

Sold in the following package quanitites:
A thru | = 10/envelope
J thru Z = 5/envelope

26 Piece Drill Sets

. . HSS GP
Sizes Included in Kit Case Part Number
A to Z Complete included 5-180-505

115 Piece 3-in-1 Master Drill Sets

HSS GP

Sizes Included in Kit Case Part Number

Fractional: 1/16" to 1/4" by 64ths
Wire Gage: #1 to #60 Complete included 5-199-005
Letter: A to Z Complete

See page 39 for additional drill sets
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HSS Jobber Drills

Cutting Tools

Twist Drills

Metric Diameters — Straight Shank

e General Purpose (GP) 118 point e Black Oxide
High Speed Steel, ISO Standards e Jobber Length

. . Flute Overall . . Flute Overall
oI5 bl Length Length Gl Bl i Length Length ar
mm inch m% m% Number mm inch m% m% Number
0.30 .0118 3 19 5-161-018 2.75 .1083 33 61 5-161-087
0.35 .0138 4 19 5-161-021 2.80 1102 33 61 5-161-088
0.40 .0157 5 20 5-161-024 2.85 1122 33 61 5-161-089
0.45 .0177 5 20 5-161-026 2.90 1142 33 61 5-161-090
0.50 .0197 6 22 5-161-028 2.95 1161 33 61 5-161-091
0.55 .0217 7 24 5-161-031 3.00 1181 33 61 5-161-092
0.60 .0236 7 24 5-161-034 3.10 1220 36 65 5-161-093
0.65 .0256 8 26 5-161-037 3.15 1240 36 65 5-161-094
0.70 .0276 9 28 5-161-040 3.20 .1260 36 65 5-161-095
0.75 .0295 9 28 5-161-043 3.25 .1280 36 65 5-161-0955
0.80 .0315 10 30 5-161-045 3.30 1299 36 65 5-161-096
0.85 .0335 10 30 5-161-047 3.40 1339 39 70 5-161-097
0.90 .0354 1 32 5-161-049 3.50 1378 39 70 5-161-098
0.95 .0374 1 32 5-161-051 3.55 1397 39 70 5-161-099
1.00 .0394 12 34 5-161-053 3.60 1417 39 70 5-161-100
1.05 .0413 12 34 5-161-054 3.70 1457 39 70 5-161-101
1.10 .0433 14 36 5-161-055 3.75 1476 39 75 5-161-102
1.15 .0452 14 36 5-161-056 3.80 .1496 43 75 5-161-103
1.20 .0472 16 38 5-161-057 3.90 1535 43 75 5-161-104
1.25 .0492 16 38 5-161-058 4.00 1575 43 75 5-161-105
1.30 .0512 16 38 5-161-059 4.10 1614 43 75 5-161-106
1.35 .0531 18 40 5-161-060 4.20 1654 43 75 5-161-107
1.40 .0551 18 40 5-161-061 4.25 1673 43 75 5-161-1075
1.45 .0570 18 40 5-161-062 4.30 1693 47 80 5-161-108
1.50 .0591 18 40 5-161-063 4.40 1732 47 80 5-161-109
1.55 .0610 20 43 5-161-064 4.50 1772 47 80 5-161-110
1.60 .0630 20 43 5-161-065 4.60 1811 47 80 5-161-111
1.65 .0650 20 43 5-161-066 4.70 .1850 47 80 5-161-112
1.70 .0669 20 43 5-161-067 4.75 1870 47 80 5-161-1125
1.75 .0689 22 46 5-161-068 4.80 .1890 52 86 5-161-113
1.80 .0709 22 46 5-161-069 4.90 1929 52 86 5-161-114
1.85 .0728 22 46 5-161-070 5.00 .1969 52 86 5-161-115
1.90 .0748 22 46 5-161-071 5.10 .2008 52 86 5-161-116
1.95 .0767 24 46 5-161-072 5.20 .2047 52 86 5-161-117
2.00 .0787 24 49 5-161-073 5.25 .2067 52 86 5-161-118
2.05 .0807 24 49 5-161-074 5.30 .2087 52 86 5-161-119
2.10 .0827 24 49 5-161-075 5.40 2126 57 93 5-161-120
2.15 .0846 27 53 5-161-076 5.50 .2165 57 93 5-161-121
2.20 .0866 27 53 5-161-077 5.60 .2205 57 93 5-161-122
2.25 .0886 27 53 5-161-078 5.70 2244 57 93 5-161-123
2.30 .0906 27 53 5-161-079 5.75 2264 57 93 5-161-1230
2.35 .0925 27 53 5-161-0795 5.80 2283 57 93 5-161-124
2.40 .0945 30 57 5-161-080 5.90 2323 57 93 5-161-125
2.45 .0964 30 57 5-161-081 6.0 .2362 57 93 5-161-126
2.50 .0984 30 57 5-161-082 6.1 .2402 63 101 5-161-127
2.55 .1003 30 57 5-161-083 6.2 2441 63 101 5-161-128
2.60 1024 30 57 5-161-084 6.25 2461 63 101 5-161-129
2.65 1043 30 57 5-161-085 6.3 .2480 63 101 5-161-130
2.70 1063 33 61 5-161-086 6.4 .2520 63 101 5-161-131
Sold In the following package quantities: 6.5 2560 63 101 SlOsE?
thru 6.7 mm = 10/envelope 6.6 2598 63 101 5-161-133
6.8 mm thru 13.00 mm = 5/envelope 6.7 2638 63 101 >-161-134
over 13.00 mm = 1/tube 6.8 2677 69 109 5-161-135
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) HSS Jobber Drills

Cutting Tools

Twist Drills (continued) e

Metric Diameters — Straight Shank
e Genral Purpose (GP) 118 point High Speed Steel, 1SO Standards

e Black Oxide
(Vs
- Dia Dia Flute o] Part Dia Dia Flute el Part
=| mm inch Length T Number mm inch Length T Number
o mm mm
(a) 6.9 2717 69 109 5-161-136 11.4 4488 94 142 5-161-185
7.0 2756 69 109 5-161-137 11.5 4528 94 142 5-161-186
7.1 .2795 69 109 5-161-138 11.6 4567 94 142 5-161-187
7.2 .2835 69 109 5-161-139 11.7 .4606 94 142 5-161-188
7.25 .2854 69 109 5-161-140 11.8 4646 94 142 5-161-189
7.3 .2874 69 109 5-161-141 11.9 4685 101 151 5-161-190
7.4 2913 69 109 5-161-142 12.0 A724 101 151 5-161-191
7.5 .2953 69 109 5-161-143 12.1 4764 101 151 5-161-192
7.6 2992 75 117 5-161-144 12.2 4803 101 151 5-161-1935
7.7 .3031 75 117 5-161-145 12.25 4823 101 151 5-161-193
7.8 .3071 75 117 5-161-146 12.3 4843 101 151 5-161-194
7.9 3110 75 117 5-161-147 12.4 .4882 101 151 5-161-195
8.0 .3150 75 117 5-161-148 12.5 4921 101 151 5-161-196
8.1 3189 75 117 5-161-149 12.6 4961 101 151 5-161-197
8.2 .3228 75 117 5-161-150 12.8 .5039 101 151 5-161-199
8.25 .3248 75 117 5-161-151 12.9 .5079 101 151 5-161-200
8.3 .3268 75 117 5-161-152 13.0 5118 101 151 5-161-201
8.4 .3307 75 117 5-161-153 13.1 .5187 101 151 5-161-202
8.5 .3346 75 117 5-161-154 13.2 .5197 101 151 5-161-203
8.6 .3386 81 125 5-161-155 133 .5236 101 160 5-161-204
8.7 .3425 81 125 5-161-156 13.4 .5276 101 160 5-161-205
8.8 .3465 81 125 5-161-157 13.5 .5315 108 160 5-161-206
8.9 .3504 81 125 5-161-158 13.6 .5354 108 160 5-161-207
9.0 .3543 81 125 5-161-159 13.7 .5394 108 160 5-161-208
9.1 .3583 81 125 5-161-160 13.75 .5413 108 160 5-161-209
9.2 .3622 81 125 5-161-161 13.8 .5433 108 160 5-161-210
9.25 .3642 81 125 5-161-162 13.9 .5472 108 160 5-161-211
9.3 .3661 81 125 5-161-163 14.0 .5512 108 160 5-161-212
9.4 .3701 81 125 5-161-164 14.25 .5610 114 169 5-161-213
9.5 .3740 81 125 5-161-165 14.5 .5709 114 169 5-161-214
9.6 .3780 87 133 5-161-166 14.75 .5807 114 169 5-161-215
9.7 .3819 87 133 5-161-167 15.0 .5906 114 169 5-161-216
9.8 .3858 87 133 5-161-168 15.25 .6004 120 178 5-161-217
9.9 .3898 87 133 5-161-169 15.5 .6102 120 178 5-161-218
10.0 .3937 87 133 5-161-170 15.75 .6201 120 178 5-161-219
10.1 .3976 87 133 5-161-171 16.0 .6299 120 178 5-161-220
10.2 4016 87 133 5-161-172 16.25 .6398 125 184 5-161-221
10.25 .4035 87 133 5-161-173 16.5 .6495 125 184 5-161-222
10.3 .4055 87 133 5-161-174 16.75 .6594 125 184 5-161-223
10.4 .4094 87 133 5-161-175 17.0 .6693 125 184 5-161-224
10.5 4134 87 133 5-161-176 17.25 .6791 130 191 5-161-225
10.6 4173 87 133 5-161-177 17.5 .6890 130 191 5-161-226
10.7 4213 94 142 5-161-178 17.75 .6988 130 191 5-161-227
10.8 4252 94 142 5-161-179 18.0 .7087 130 191 5-161-228
10.9 4291 94 142 5-161-180 18.25 .7185 135 198 5-161-229
11.0 4331 94 142 5-161-181 18.5 .7283 135 198 5-161-230
11.1 4370 94 142 5-161-182 18.75 .7382 135 198 5-161-231
11.2 4409 94 142 5-161-183 19.0 .7480 135 198 5-161-232
11.3 4449 94 142 5-161-184 19.25 .7579 140 205 5-161-233
Sold in package the following package quantities: 195 1677 140 205 5-161-234
thru 6.7 mm = 10/envelope 19.75 7776 140 205 5-161-235
6.8 mm thru 13.00 mm = 5/envelope 20.0 7874 140 205 5-161-236

over 13.00 mm = 1/tube
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HSS and Cobalt Jobber Drills

Cutting Tools

General Purpose HSS TiN Coated Jobber Drills with 118° Point

The basic all purpose drill of the industry just got better, TiN coatings offers the
ability to increase speeds and feeds with extended tool life

e Series 5-131 Fractional — page 24
e Series 5-132 Wire Gage — page 25
e Series 5-133 Letter — page 26
e Series 5-134 Metric — page 27

Heavy Duty HSS TiN Coated Jobber Drills with 135° Split Point

For rugged applications that do not require the heat retention properties of

Cobalt, this heavy duty drill is a great economical alternative to Cobalt, the TiN W
coating offers wear and heat resistance as well as increased surface hardness

resulting in the ability to run at higher speeds and feeds. In addition to the

TiN coating the split point feature reduces walking with its self centering ability

® Series 5-141 Fractional — page 29
e Series 5-142 Wire Gage — page 30
e Series 5-143 Letter — page 31

e Series 5-144 Metric — page 32

Heavy Duty Cobalt Jobber Drills with 135° Split Point
Cobalt offers increase heat resistance. Recommended for drilling high S = — ——————— |

temperature Alloys such as Titanium and high Nickel Alloys

 #53 (.0595") and smaller have 135 point only — no notch
e Cobalt drils are amber/straw in color

e Series 5-158 Fractional — page 34
e Series 5-175 Wire Gage — page 35
e Series 5-185 Letter — page 36
e Series 5-174 Metric — page 37

All jobber drills sold in the following package quantities:

Fractional:  thru 17/64" = 10/envelope
9/32" thru 1/2" = 5/envelope Wire:  all = 10/envelope
over 112" = 1/tube

Metric: thru 6.7 mm = 10/envelope
Letter: A thru | = 10/envelope 6.8 mm thru 13.00 mm = 5/envelope
Jthru Z = S/envelope over 13.00 mm = 1/tube
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Z—\.

) HSS

Cutting Tools

Sold in the following package quantities:

S —
TiN Coated Jobber Drills

General Purpose HSS TiN Coated Jobber Drills with 118° Point

Fractional Diameters

(7, 1/64" thru 17/64" = 10/envelope
— 6/32" thru 1/2" = 5/envelope
=| over 1/2" = 1/tube
('
(a]
1/64 .0156 3/16 3/4 5-131-0016
1/32 .0313 12 1-3/8 5-131-0031
3/64 .0469 3/4 1-3/4 5-131-0047
1/16 .0625 718 1-7/18 5-131-0063
5/64 .0781 1 2 5-131-0078
3/32 .0938 1-1/4 2-1/4 5-131-0094
7164 1094 1-1/2 2-5/8 5-131-0109
1/8 .1250 1-5/8 2-3/4 5-131-0125
9/64 .1406 1-3/4 2-7/8 5-131-0141
5/32 .1563 2 3-1/8 5-131-0156
11/64 1719 2-1/8 3-1/4 5-131-0172
3/16 1875 2-5/16 3-1/2 5-131-0187
13/64 .2031 2-7116 3-5/8 5-131-0203
7132 .2188 2-1/2 3-3/4 5-131-0219
15/64 2344 2-5/8 3-7/8 5-131-0234
1/4 .2500 2-3/4 4 5-131-0250
17/64 .2656 2-7/8 4-1/8 5-131-0266
9/32 2813 2-15/16 4-1/4 5-131-0281
19/64 .2969 3-1/16 4-3/8 5-131-0297
5/16 3125 3-3/16 4-1/2 5-131-0313
21/64 .3281 3-5/16 4-5/8 5-131-0328
11/32 .3438 3-7/16 4-3/4 5-131-0344
23/64 .3594 3-1/2 4-7/8 5-131-0359
3/8 .3750 3-5/8 5 5-131-0375
25/64 .3906 3-3/4 5-1/8 5-131-0391
13/32 4063 3-7/8 5-1/4 5-131-0406
27164 4219 3-15/16 5-3/8 5-131-0422
7116 4375 4-1/16 5-1/2 5-131-0437
29/64 4531 4-3/16 5-5/8 5-131-0453
15/32 4688 4-5/16 5-3/4 5-131-0469
31/64 4844 4-3/8 5-7/8 5-131-0484
12 .5000 4-1/2 6 5-131-0500
33/64 .5156 4-13/16 6-5/8 5-131-0515
17/32 .5313 4-13/16 6-5/8 5-131-0531
35/64 .5156 4-13/16 6-5/8 5-131-0547
9/16 .5625 4-13/16 6-5/8 5-131-0563
37/64 .5781 4-13/16 6-5/8 5-131-0578
19/32 .5938 5-3/16 7-1/8 5-131-0594
39/64 .6094 5-3/16 7-1/8 5-131-0609
5/8 .6250 5-3/16 7-1/8 5-131-0625
41/64 .6406 5-3/16 7-1/8 5-131-0641
21/32 .6563 5-3/16 7-1/8 5-131-0656
43/64 6719 5-5/8 7-5/8 5-131-0672
11/16 .6875 5-5/8 7-5/8 5-131-0687
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HSS TiN Coated Jobber Drills

Cutting Tools
General Purpose HSS TiN Coated Jobber Drills with 118° Point
Wire Gage Diameters e
%V)a'iéi P 3;3:,‘2:“ LZ':;fh OAL | Part Number %a:é: E 3;32,‘::“ LZ':;fh OAL | Part Number
80 0135 18 304 5-132-0013 40 0980 1318 238 5-132-0098
79 0145 18 304 5-132-0014 39 0995 1318 238 5-132-0099
78 0160 316 718 5-132-0016 38 1015 | 17716 2112 5-132-0101
77 0180 316 718 5-132-0018 37 1040 | 17716 2112 5-132-0104
76 0200 316 718 5-132-0020 36 1065 | 1-7/16 2112 5-132-0106
75 0210 14 1 5-132-0021 35 1100 1172 258 5-132-0110
74 0225 14 1 5-132-0022 34 1110 1172 258 5-132-0111
73 0240 5/16 1178 5-132-0024 33 1130 1172 258 5-132-0113
7 0250 5/16 1178 5-132-0025 2 1160 15/8 234 5-132-0116
71 0260 38 1-1/4 5-132-0026 31 1200 15/8 234 5-132-0120
70 0280 38 1-1/4 5-132-0028 30 1285 15/8 234 5-132-0128
69 0292 17 1318 5-132-0029 29 1360 13/4 278 5-132-0136
68 0310 17 1318 5-132-0031 28 1405 13/4 278 5-132-0140
67 0320 17 1318 5-132-0032 27 1440 1778 3 5-132-0114
66 0330 17 1318 5-132-0033 26 1470 1718 3 5-132-0147
65 0350 5/8 1172 5-132-0035 25 1495 1718 3 5-132-0149
64 0360 5/8 1172 5-132-0036 24 1520 2 3178 5-132-0152
63 0370 5/8 1172 5-132-0037 23 1540 2 3178 5-132-0154
62 0380 5/8 1172 5-132-0038 2 1570 2 3178 5-132-0157
61 0390 11716 15/8 5-132-0039 21 1590 2178 3-1/4 5-132-0159
60 0400 1116 15/8 5-132-0040 20 1610 2178 3-1/4 5-132-0161
59 0410 1116 15/8 5-132-0041 19 1660 218 3-1/4 5-132-0166
58 0420 11716 15/8 5-132-0042 18 1695 2178 3-1/4 5-132-0169
57 0430 304 13/4 5-132-0043 17 1730 | 23016 338 5-132-0173
56 0465 304 1-3/4 5-132-0046 16 1770 | 23716 338 5-132-0177
55 0520 718 1-7/8 5-132-0052 15 1800 | 23716 338 5-132-0188
54 0550 718 1-7/8 5-132-0055 14 1820 | 23116 338 5-132-0182
53 0595 718 1-7/8 5-132-0059 13 1850 | 2:5/16 31 5-132-0185
52 0635 718 1-7/8 5-132-0063 12 1890 | 2:5/16 31 5-132-0189
51 0670 1 2 5-132-0067 1 1910 | 25716 31 5-132-0191
50 0700 1 2 5-132-0070 10 1935 | 27716 358 5-132-0193
49 0730 1 2 5-132-0073 9 1960 | 2-7/16 358 5-132-0196
48 0760 1 2 5-132-0076 8 1990 | 27716 358 5-132-0199
47 0785 1 2 5-132-0078 7 2010 | 27716 358 5-132-0201
46 0810 1-1/8 2178 5-132-0081 6 2040 211 3-3/4 5-132-0204
45 0820 1178 2178 5-132-0082 5 2055 211 3-3/4 5-132-0205
44 0860 1178 2178 5-132-0086 4 2090 211 3-3/4 5-132-0209
43 0890 1-1/4 2-1/4 5-132-0089 3 2130 211 3-3/4 5-132-0213
22 0935 1-1/4 2-1/4 5-132-0093 2 2210 258 3718 5-132-0221
41 0960 1318 238 5-132-0096 1 2280 258 3718 5-132-0228

Sold in the following packages quanitites:
All wire gage diameters are 10/ pack
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ﬂ!! ||N Coated Jobber Dirills

Cutting Tools

General Purpose HSS TiN Coated Jobber Drills with 118° Point
Letter Diameters m

Sold in the following package quanitites:

w A thru | = 10/envelope

:II J thru Z = 5/envelope

e .

a e |Equaient| Length | OAL Part Number
A .2340 2-5/8 3-7/8 5-133-0234
B .2380 2-3/4 4 5-133-0238
C .2420 2-3/4 4 5-133-0242
D .2460 2-3/4 4 5-133-0246
F 2570 2-7/8 4-1/8 5-133-0257
G .2610 2-7/8 4-1/8 5-133-0261
H .2660 2-7/8 4-1/8 5-133-0266
| 2720 2-7/8 4-1/8 5-133-0272
J 2770 2-7/8 4-1/8 5-133-0277
K 2810 2-15/16 4-1/4 5-133-0281
L .2900 2-15/16 4-1/4 5-133-0290
M .2950 3-1/16 4-3/8 5-133-0295
N .3020 3-1/16 4-3/8 5-133-0302
0 .3160 3-3/16 4-1/2 5-133-0316
P 3230 3-5/16 4-5/8 5-133-0323
Q .3320 3-7116 4-3/4 5-133-0332
R .3390 3-7116 4-3/4 5-133-0339
S .3480 3-1/2 4-7/8 5-133-0348
T .3580 3-1/2 4-7/8 5-133-0358
U .3680 3-5/8 5 5-133-0368
\ .3770 3-5/8 5 5-133-0377
W .3860 3-3/4 5-1/8 5-133-0386
X .3970 3-3/4 5-1/8 5-133-0397
Y .4040 3-7/8 5-1/4 5-133-0404
z 4130 3-7/8 5-1/4 5-133-0413
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HSS TiN Coated Jobber Drills

Cutting Tools

General Purpose HSS TiN Coated Jobber Drills with 118° Point

Metric Diameters

Sold In the following package quantities: thru 6.7 mm = 10/envelope
6.8 mm thru 13.00 mm = 5/envelope
over 13.00 mm = 1/tube

e EE&SQZLt Li'.i';fh OAL | PartNumber Mo Ec?:ﬁ:?::\t LZ'r‘,’;?h OAL | PartNumber
30 0118 3 19 5-134-0012 3.00 1181 3 61 51340118
35 0138 2 19 5-134-0014 3.0 1220 36 6 5-134-0122
40 0157 5 20 5-134-0016 315 1240 36 6 5-134-0124
45 0177 5 20 5-134-0018 3.20 1260 36 6 5-134-0126
50 0197 6 2 5-134-0020 3.5 1280 36 6 5-134-0128
55 0217 7 2 5-134-0022 330 1299 36 6 5-134-0130
60 0236 7 2 5-134-0024 3.40 1339 39 70 5-134-0133
65 0256 8 2 5-134-0026 350 1378 39 70 5-134-0138
70 0276 9 28 5-134-0028 3.60 1417 39 70 5-134-0142
75 0295 9 28 5-134-0029 3.70 1457 39 70 5-134-0146
80 0315 10 30 5-134-0031 375 1476 39 7 5-134-0148
85 0335 10 30 5-134-0033 3.80 149 43 7 5-134-0150
90 0354 1 2 5-134-0035 3.90 1535 23 7 5-134-0153
95 0374 1 2 5-134-0037 2.00 1575 23 7 5-134-0157
1.00 0394 12 3 5-134-0039 2.10 1614 23 7 5-134-0161
1.05 0413 12 3 5-134-0041 2.20 1654 23 7 5-134-0165
1.10 0433 14 36 5-134-0043 4.5 1673 23 7 5-134-0167
115 0453 14 36 5-134-0045 230 1693 47 80 5-134-0169
120 0472 16 38 5-134-0047 2.40 1732 47 80 5-134-0173
125 0492 16 38 5-134-0049 250 1772 47 80 5-134-0172
1.30 0512 16 38 5-134-0051 260 1811 47 80 5-134-0181
135 0531 18 20 5-134-0053 2.70 1850 47 80 5-134-0185
1.40 0551 18 20 5-134-0055 475 1870 47 80 5-134-0187
1.45 0571 18 20 5-134-0057 2.80 1890 52 86 5-134-0189
1.50 0591 18 20 5-134-0059 2.90 1929 52 86 5-134-0193
1.5 0610 20 23 5-134-0061 5.00 1969 52 86 5-134-0197
1.60 0630 20 23 5-134-0063 510 2008 52 86 5-134-0201
1.65 0650 20 23 5-134-0065 520 2047 52 86 5-134-0205
1.70 0669 20 23 5-134-0067 525 2067 52 86 5-134-0207
1.75 0689 2 26 5-134-0069 530 2087 52 86 5-134-0209
1.80 0709 2 26 5-134-0071 540 2126 57 93 5-134-0213
1.85 0728 2 26 5-134-0073 550 2165 57 93 5-134-0216
1.90 0748 2 26 5-134-0075 5.60 2205 57 93 5-134-0220
1.95 0768 2 29 5-134-0077 570 2244 57 93 5-134-0224
2.00 0787 2 29 5-134-0079 575 2264 57 93 5-134-0226
2.05 0807 2 29 5-134-0081 5.80 2283 57 93 5-134-0228
2.10 0827 2 29 5-134-0083 590 2323 57 93 5-134-0232
215 0846 27 53 5-134-0085 6.00 2362 57 93 5-134-0236
2.20 0866 27 53 5-134-0087 6.10 2402 63 101 5-134-0240
225 0886 27 53 5-134-0089 6.20 2441 63 101 5-134-0244
230 0906 27 53 5-134-0091 6.25 2461 63 101 5-134-0246
235 0925 27 53 5-134-0092 630 2480 63 101 5-134-0248
2.40 0945 30 57 5-134-0094 6.40 2520 63 101 5-134-0252
245 0965 30 57 5-134-0096 6.50 2559 63 101 5-134-0256
250 0984 30 57 5-134-0098 6.60 2598 63 101 5-134-0260
255 1004 30 57 5-134-0100 6.70 2638 63 101 5-134-0264
2.60 1024 30 57 5-134-0102 6.75 2657 69 109 5-134-0266
265 1043 30 57 5-134-0104 6.80 2677 69 109 5-134-0268
2.70 1063 3 61 5-134-0106 6.90 2717 69 109 5-134-0272
275 1083 33 61 5-134-0108 7.00 2756 69 109 5-134-0276
2.80 1102 33 61 5-134-0110 7.10 279 69 109 5-134-0279
2.85 1122 33 61 5-134-0112 7.20 2835 69 109 5-134-0283
2.90 1142 33 61 5-134-0114 7.5 2854 69 109 5-134-0285
2.9 1161 33 61 51340116 730 2874 69 109 5-134-0287
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) HSS TiN Coated Jobber Drills

Cutting Tools

General Purpose HSS TiN Coated Jobber Drills with 118° Point (continued)

Metric Diameters

Sold In the following package quantities: thru 6.7 mm = 10/envelope m

6.8 mm thru 13.00 mm = 5/envelope

(V,) over 13.00 mm = 1/tube

—

—

o “Dia® |Equivaient| Longth | OAL | PartNumber “Dia® |Equivaient| Longth | OAL | PartNumber
7.40 2913 69 109 5-134-0291 11.90 .4685 101 151 5-134-0468
7.50 .2953 69 109 5-134-0295 12.00 AT724 101 151 5-134-0472
7.60 .2992 75 117 5-134-0299 12.10 4764 101 151 5-134-0476
7.70 .3031 75 117 5-134-0303 12.20 .4803 101 151 5-134-0480
7.80 .3071 75 117 5-134-0307 12.25 4823 101 151 5-134-0482
7.90 3110 75 117 5-134-0311 12.30 4843 101 151 5-134-0484
8.00 .3150 75 117 5-134-0315 12.40 4882 101 151 5-134-0488
8.10 .3189 75 117 5-134-0319 12.50 4921 101 151 5-134-0492
8.20 3228 75 117 5-134-0323 12.60 .4961 101 151 5-134-0496
8.25 .3248 75 117 5-134-0325 12.80 .5039 101 151 5-134-0504
8.30 .3268 75 117 5-134-0327 12.90 .5079 101 151 5-134-0508
8.40 .3307 75 117 5-134-0331 13.00 5118 101 151 5-134-0512
8.50 .3346 75 117 5-134-0335 13.10 .5157 101 151 5-134-0516
8.60 .3386 81 125 5-134-0337 13.20 .5197 101 151 5-134-0520
8.70 .3425 81 125 5-134-0342 13.30 .5236 101 151 5-134-0524
8.80 .3465 81 125 5-134-0346 13.40 .5276 101 151 5-134-0528
8.90 .3504 81 125 5-134-0350 13.50 .5315 108 160 5-134-0531
9.00 .3543 81 125 5-134-0354 13.60 .5354 108 160 5-134-0535
9.10 .3583 81 125 5-134-0358 13.70 .5394 108 160 5-134-0539
9.20 .3622 81 125 5-134-0362 13.75 .5413 108 160 5-134-0541
9.25 .3642 81 125 5-134-0364 13.80 .5433 108 160 5-134-0543
9.30 .3661 81 125 5-134-0366 13.90 .5472 108 160 5-134-0547
9.40 .3701 81 125 5-134-0370 14.00 .5512 108 160 5-134-0551
9.50 .3740 81 125 5-134-0374 14.25 .5610 114 169 5-134-0561
9.60 .3780 87 133 5-134-0376 14.50 .5709 114 169 5-134-0571
9.70 .3819 87 133 5-134-0382 14.75 .5807 114 169 5-134-0581
9.80 .3858 87 133 5-134-0386 15.00 .5906 114 169 5-134-0591
9.90 .3898 87 133 5-134-0389 15.25 .6004 120 178 5-134-0600
10.00 .3937 87 133 5-134-0394 15.50 .6102 120 178 5-134-0610
10.10 .3976 87 133 5-134-0398 15.75 .6201 120 178 5-134-0620
10.20 4016 87 133 5-134-0402 16.00 .6299 120 178 5-134-0630
10.25 4035 87 133 5-134-0403 16.25 .6398 125 184 5-134-0640
10.30 .4055 87 133 5-134-0405 16.50 .6496 125 184 5-134-0649
10.40 4094 87 133 5-134-0409 16.75 .6594 125 184 5-134-0659
10.50 4134 87 133 5-134-0413 17.00 .6693 125 184 5-134-0669
10.60 4173 87 133 5-134-0417 17.26 .6794 130 191 5-134-0679
10.70 4213 94 142 5-134-0421 17.50 .6890 130 191 5-134-0689
10.80 4252 94 142 5-134-0425 17.75 .6988 130 191 5-134-0699
10.90 4291 94 142 5-134-0429 18.00 .7087 130 191 5-134-0709
11.00 4331 94 142 5-134-0433 18.25 .7185 135 198 5-134-0718
11.10 4370 94 142 5-134-0437 18.50 .7283 135 198 5-134-0728
11.20 4409 94 142 5-134-0441 18.75 .7382 135 198 5-134-0738
11.30 4449 94 142 5-134-0445 19.00 .7480 135 198 5-134-0748
11.40 4488 94 142 5-134-0449 19.25 .7579 140 205 5-134-0758
11.50 4528 94 142 5-134-0453 19.50 7677 140 205 5-134-0768
11.60 4567 94 142 5-134-0457 19.75 7776 140 205 5-134-0778
11.70 4606 94 142 5-134-0461 20.00 7874 140 205 5-134-0787
11.80 4646 94 142 5-134-0465
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Cutting Tools

Heavy Duty HSS TiN Coated Jobber Drills with 135° Split Point

Fractional Diameters

Sold in the following package quantities: 1/64" thru 17/64" = 10/envelope
6/32" thru 1/2" = 5/envelope
over 1/2" = 1/tube

116 .0625 718 1-718 5-141-0063
5/64 .0781 1 2 5-141-0078
3/32 .0938 1-1/4 2-1/4 5-141-0094
7/64 1094 1-1/2 2-5/8 5-141-0109
1/8 1250 1-5/8 2-3/4 5-141-0125
9/64 .1406 1-3/4 2-7/8 5-141-0141
5/32 .1563 2 3-1/8 5-141-0156
11/64 1719 2-1/8 3-1/4 5-141-0172
3/16 1875 2-5/16 3-112 5-141-0187
13/64 2031 2-7116 3-5/8 5-141-0203
7132 2188 2-112 3-3/4 5-141-0219
15/64 2344 2-5/8 3-7/8 5-141-0234
114 .2500 2-3/4 4 5-141-0250
17164 .2656 2-7/8 4-1/8 5-141-0266
9/32 2813 2-15/16 4-1/4 5-141-0281
19/64 .2969 3-1/16 4-3/8 5-141-0297
5/16 3125 3-3/16 4-112 5-141-0313
21/64 3281 3-5/16 4-5/8 5-141-0328
11/32 .3438 3-7116 4-3/4 5-141-0344
23/64 .3594 3-112 4-7/8 5-141-0359
3/8 .3750 3-5/8 5 5-141-0375
25/64 .3906 3-3/4 5-1/8 5-141-0391
13/32 .4063 3-7/8 5-1/4 5-141-0406
27/64 4219 3-15/16 5-3/8 5-141-0422
7116 4375 4-116 5-1/2 5-141-0437
29/64 4531 4-3/16 5-5/8 5-141-0453
15/32 4688 4-5/16 5-3/4 5-141-0469
31/64 4844 4-3/8 5-7/8 5-141-0484
12 .5000 4-112 6 5-141-0500
33/64 5156 4-13/16 6-5/8 5-141-0515
17132 5313 4-13/16 6-5/8 5-141-0531
35/64 5156 4-13/16 6-5/8 5-141-0547
916 .5625 4-13/16 6-5/8 5-141-0563
37/64 5781 4-13/16 6-5/8 5-141-0578
19/32 .5938 5-3/16 7-1/8 5-141-0594
39/64 .6094 5-3/16 7-1/8 5-141-0609
5/8 .6250 5-3/16 7-1/8 5-141-0625
41/64 .6406 5-3/16 7-1/8 5-141-0641
21/32 .6563 5-3/16 7-1/8 5-141-0656
43/64 6719 5-5/8 7-5/8 5-141-0672
1116 .6875 5-5/8 7-5/8 5-141-0687
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) HSS

Cutting Tools

T

Heavy Duty TiN Coated Jobber Dirills

Heavy Duty HSS TiN Coated Jobber Drills with 135° Split Point

Wire Gage Diameters

NE——" S S

Wire N Sold in the following packages quanitites:
Sy E:ﬁf:g;::,t Lzl,:gfh OAL Part Number All wire gage chameters are 10 pack
52 .0635 718 1-718 5-142-0063
51 0670 1 2 5-142-0067
50 .0700 1 2 5-142-0070
49 0730 1 2 5-142-0073
48 .0760 1 2 5-142-0076
47 .0785 1 2 5-142-0078
46 .0810 1-1/8 2-1/8 5-142-0081
45 .0820 1-1/8 2-1/8 5-142-0082
44 .0860 1-1/8 2-1/8 5-142-0086
43 .0890 1-1/4 2-1/4 5-142-0089
42 .0935 1-1/4 2-1/4 5-142-0093
41 .0960 1-3/8 2-3/8 5-142-0096
40 .0980 1-3/8 2-3/8 5-142-0098
39 .0995 1-3/8 2-3/8 5-142-0099
38 1015 1-7116 2-1/2 5-142-0101
37 1040 1-7116 2-112 5-142-0104
36 1065 1-7116 2-1/2 5-142-0106
35 1100 1-112 2-5/8 5-142-0110
34 1110 1-172 2-5/8 5-142-0111
33 1130 1-172 2-5/8 5-142-0113
32 1160 1-5/8 2-3/4 5-142-0116
31 1200 1-5/8 2-3/4 5-142-0120
30 1285 1-5/8 2-3/4 5-142-0128
29 1360 1-3/4 2-7/8 5-142-0136
28 1405 1-3/4 2-7/8 5-142-0140
27 1440 1-7/8 3 5-142-0114
26 1470 1-718 3 5-142-0147
25 .1495 1-7/8 3 5-142-0149
24 1520 2 3-1/8 5-142-0152
23 1540 2 3-1/8 5-142-0154
22 1570 2 3-1/8 5-142-0157
21 .1590 2-1/8 3-1/4 5-142-0159
20 1610 2-1/8 3-1/4 5-142-0161
19 .1660 2-1/8 3-1/4 5-142-0166
18 1695 2-1/8 3-1/4 5-142-0169
17 1730 2-3/16 3-3/8 5-142-0173
16 1770 2-3/16 3-3/8 5-142-0177
15 1800 2-3/16 3-3/8 5-142-0188
14 1820 2-3/16 3-3/8 5-142-0182
13 .1850 2-5/16 3-112 5-142-0185
12 1890 2-5/16 3-1/2 5-142-0189
1 1910 2-5/16 3-112 5-142-0191
10 1935 2-7/16 3-5/8 5-142-0193
9 1960 2-116 3-5/8 5-142-0196
8 1990 2-7/16 3-5/8 5-142-0199
7 2010 2-116 3-5/8 5-142-0201
6 .2040 2-112 3-3/4 5-142-0204
5 .2055 2-112 3-3/4 5-142-0205
4 .2090 2-1/2 3-3/4 5-142-0209
3 2130 2-112 3-3/4 5-142-0213
2 2210 2-5/8 3-7/8 5-142-0221
1 2280 2-5/8 3-7/8 5-142-0228
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Cutting Tools

Heavy Duty HSS TiN Coated Jobber Drills with 135° Split Point

Letter Diameters

Sold in the following package quanitites:
A thru | = 10/envelope
J thru Z = 5/envelope

g | jDucma | fue | oa | ranumber
A .2340 2-5/8 3-7/18 5-143-0234
B .2380 2-3/4 4 5-143-0238
C 2420 2-3/4 4 5-143-0242
D .2460 2-3/4 4 5-143-0246
F 2570 2-718 4-1/8 5-143-0257
G 2610 2-718 4-1/8 5-143-0261
H .2660 2-718 4-1/8 5-143-0266
| 2720 2-718 4-1/8 5-143-0272
J 2770 2-718 4-1/8 5-143-0277
K .2810 2-15/16 4-1/4 5-143-0281
L .2900 2-15/16 4-1/4 5-143-0290
M .2950 3-1/16 4-3/8 5-143-0295
N .3020 3-1/16 4-3/8 5-143-0302
0 .3160 3-3/16 4-1/12 5-143-0316
P 3230 3-5/16 4-5/8 5-143-0323
Q 3320 3-7/16 4-3/4 5-143-0332
R .3390 3-7/16 4-3/4 5-143-0339
S .3480 3-112 4-718 5-143-0348
T .3580 3-112 4-718 5-143-0358
U .3680 3-5/8 5 5-143-0368
\ 3770 3-5/8 5 5-143-0377
w .3860 3-3/4 5-1/8 5-143-0386
X .3970 3-3/4 5-1/8 5-143-0397
Y 4040 3-7/18 5-1/4 5-143-0404
z 4130 3-7/18 5-1/4 5-143-0413
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) HSS Heavy Duty TiN Coated Jobber Drills

Cutting Tools

Heavy Duty HSS TiN Coated Jobber Drills with 135° Split Point (continued)
Metric Diameters = —
—_— e et

Sold In the following package quantities: thru 6.7 mm = 10/envelope
6.8 mm thru 13.00 mm = 5/envelope
over 13.00 mm = 1/tube

(V)]

=

E b Ec?ji‘\::gll::lt LZ'.ﬁ‘éfh OAL | PartNumber e EE&%Q;ZLt L«Fel:éteh OAL [ PartNumber
155 0610 20 23 5-144-0061 5.00 1969 52 86 5-144-0197
1.60 0630 20 23 5-144-0063 5.10 2008 52 86 5-144-0201
1.65 0650 20 23 5-144-0065 5.20 2047 52 86 5-144-0205
1.70 0669 20 23 5-144-0067 5.25 2067 52 86 5-144-0207
1.75 0689 2 26 5-144-0069 5.30 2087 52 86 5-144-0209
1.80 0709 2 26 5-144-0071 5.40 2126 57 93 5-144-0213
185 0728 2 26 5-144-0073 5.50 2165 57 93 5-144-0216
1.90 0748 2 26 5-144-0075 5.60 2205 57 93 5-144-0220
1.95 0768 2 29 5-144-0077 5.70 2044 57 93 5-144-0224
2.00 0787 2 29 5-144-0079 5.75 2264 57 93 5-144-0226
205 0807 2 29 5-144-0081 5.80 2283 57 93 5-144-0228
2.10 0827 2 29 5-144-0083 5.90 2323 57 93 5-144-0232
215 0846 27 53 5-144-0085 6.00 2362 57 93 5-144-0236
2.20 0866 27 53 5-144-0087 6.10 2402 63 101 5-144-0240
225 0886 27 53 5-144-0089 6.20 2441 63 101 5-144-0244
230 0906 27 53 5-144-0091 6.25 2461 63 101 5-144-0246
235 0925 27 53 5-144-0092 6.30 2480 63 101 5-144-0248
2.40 0945 30 57 5-144-0094 6.40 2520 63 101 5-144-0252
245 0965 30 57 5-144-0096 6.50 2559 63 101 5-144-0256
250 0984 30 57 5-144-0098 6.60 2598 63 101 5-144-0260
255 1004 30 57 5-144-0100 6.70 2638 63 101 5-144-0264
2.60 1024 30 57 5-144-0102 6.75 2657 69 109 5-144-0266
265 1083 30 57 5-144-0104 6.80 2677 69 109 5-144-0268
2.70 1063 3 61 5-144-0106 6.90 2717 69 109 5-144-0272
275 1083 3 61 5-144-0108 7.00 275 69 109 5-144-0276
2.80 1102 3 61 51440110 7.10 279 69 109 5-144-0279
285 N2 33 61 5-144-0112 7.20 2835 69 109 5-144-0283
2.90 na 3 61 5-144-0114 7.5 2854 69 109 5-144-0285
295 1161 3 61 51440116 7.30 2874 69 109 5-144-0287
3.00 1181 3 61 51440118 7.40 2913 69 109 5-144-0291
3.0 1220 36 6 5-144-0122 7.50 2953 69 109 5-144-0295
315 1240 36 6 5-144-0124 7.60 299 75 17 5-144-0299
3.20 1260 36 6 5-144-0126 7.70 3031 75 17 5-144-0303
3.5 1280 36 6 5-144-0128 7.80 3071 75 17 5-144-0307
330 1299 36 6 51440130 7.90 3110 75 17 5-144-0311
3.40 1339 39 70 5-144-0133 8.00 3150 75 17 5-144-0315
350 1378 39 70 5-144-0138 8.10 3189 75 17 5-144-0319
3.60 1417 39 70 5-144-0142 820 3228 75 17 5-144-0323
3.70 1457 39 70 5-144-0146 825 3248 75 17 5-144-0325
375 1476 39 75 5-144-0148 830 3268 75 17 5-144-0327
3.80 149 43 75 5-144-0150 8.40 3307 75 17 5-144-0331
3.90 1535 23 75 5-144-0153 850 3346 75 17 5-144-0335
2.00 1575 23 75 5-144-0157 860 3386 81 125 5-144-0337
4.10 1614 43 75 5-144-0161 8.70 3425 81 125 5-144-0342
4.20 1654 23 75 5-144-0165 8.80 3465 81 125 5-144-0346
425 1673 23 75 5-144-0167 8.90 3504 81 125 5-144-0350
230 1693 47 80 5-144-0169 9.00 3543 81 125 5-144-0354
4.40 1732 47 80 5-144-0173 9.10 3583 81 125 5-144-0358
450 7 47 80 5-144-0172 9.20 3622 81 125 5-144-0362
4.60 1811 47 80 5-144-0181 925 3642 81 125 5-144-0364
2.70 1850 47 80 5-144-0185 930 3661 81 125 5-144-0366
475 1870 47 80 5-144-0187 9.40 3701 81 125 5-144-0370
2.80 1890 52 86 5-144-0189 9.50 3740 81 125 5-144-0374
2.90 1929 52 86 5-144-0193 9.60 3780 87 133 5-144-0376
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HSS Heavy Duty TiN Coated Jobber Dirills

Cutting Tools

Heavy Duty HSS TiN Coated Jobber Drills with 135° Split Point (continued)

Metric Diameters —

Sold In the following package quantities: thru 6.7 mm = 10/envelope
6.8 mm thru 13.00 mm = 5/envelope
over 13.00 mm = 1/tube

ort | Decma | e | oaL | pantumber ovt | Decma | e | onL | pantumber
9.70 .3819 87 133 5-144-0382 13.10 .5157 101 151 5-144-0516
9.80 .3858 87 133 5-144-0386 13.20 .5197 101 151 5-144-0520
9.90 .3898 87 133 5-144-0389 13.30 .5236 101 151 5-144-0524
10.00 .3937 87 133 5-144-0394 13.40 .5276 101 151 5-144-0528
10.10 .3976 87 133 5-144-0398 13.50 .5315 108 160 5-144-0531
10.20 4016 87 133 5-144-0402 13.60 .5354 108 160 5-144-0535
10.25 4035 87 133 5-144-0403 13.70 .5394 108 160 5-144-0539
10.30 4055 87 133 5-144-0405 13.75 .5413 108 160 5-144-0541
10.40 4094 87 133 5-144-0409 13.80 .5433 108 160 5-144-0543
10.50 4134 87 133 5-144-0413 13.90 .5472 108 160 5-144-0547
10.60 4173 87 133 5-144-0417 14.00 .5512 108 160 5-144-0551
10.70 4213 94 142 5-144-0421 14.25 .5610 114 169 5-144-0561
10.80 4252 94 142 5-144-0425 14.50 .5709 114 169 5-144-0571
10.90 4291 94 142 5-144-0429 14.75 .5807 114 169 5-144-0581
11.00 4331 94 142 5-144-0433 15.00 .5906 114 169 5-144-0591
11.10 4370 94 142 5-144-0437 15.25 .6004 120 178 5-144-0600
11.20 4409 94 142 5-144-0441 15.50 .6102 120 178 5-144-0610
11.30 4449 94 142 5-144-0445 15.75 .6201 120 178 5-144-0620
11.40 4488 94 142 5-144-0449 16.00 .6299 120 178 5-144-0630
11.50 4528 94 142 5-144-0453 16.25 .6398 125 184 5-144-0640
11.60 4567 94 142 5-144-0457 16.50 .6496 125 184 5-144-0649
11.70 4606 94 142 5-144-0461 16.75 .6594 125 184 5-144-0659
11.80 4646 94 142 5-144-0465 17.00 .6693 125 184 5-144-0669
11.90 4685 101 151 5-144-0468 17.26 .6794 130 191 5-144-0679
12.00 4724 101 151 5-144-0472 17.50 .6890 130 191 5-144-0689
12.10 4764 101 151 5-144-0476 17.75 .6988 130 191 5-144-0699
12.20 .4803 101 151 5-144-0480 18.00 .7087 130 191 5-144-0709
12.25 4823 101 151 5-144-0482 18.25 .7185 135 198 5-144-0718
12.30 4843 101 151 5-144-0484 18.50 .7283 135 198 5-144-0728
12.40 4882 101 151 5-144-0488 18.75 .7382 135 198 5-144-0738
12.50 4921 101 151 5-144-0492 19.00 .7480 135 198 5-144-0748
12.60 4961 101 151 5-144-0496 19.25 .7579 140 205 5-144-0758
12.80 .5039 101 151 5-144-0504 19.50 7677 140 205 5-144-0768
12.90 .5079 101 151 5-144-0508 19.75 7776 140 205 5-144-0778
13.00 5118 101 151 5-144-0512 20.00 .7874 140 205 5-144-0787
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Cutting Tools

Heavy Duty Cobalt Jobber Drills with 135° Split Point
Fractional Diameters &m

Sold in the following package quantities: 1/64" thru 17/64" = 10/envelope

(7, 6/32" thru 1/2" = 5/envelope
— over 1/2" = 1/tube
—
('
o Fractional Decimal Flute
Dia Equivalent Length OAL Part Number
1/64 .0156 3/16 3/4 5-158-005
1/32 .0313 112 1-3/8 5-158-010
3/64 .0469 3/4 1-3/4 5-158-015
116 .0625 7/8 1-718 5-158-020
5/64 .0781 1 2 5-158-025
3/32 .0938 1-1/4 2-1/4 5-158-030
7164 1094 1-112 2-5/8 5-158-035
1/8 1250 1-5/8 2-3/4 5-158-040
9/64 .1406 1-3/4 2-7/8 5-158-045
5/32 .1563 2 3-1/8 5-158-050
11/64 1719 2-1/8 3-1/4 5-158-055
3/16 1875 2-5/16 3-1/2 5-158-060
13/64 .2031 2-7116 3-5/8 5-158-065
7132 2188 2-1/2 3-3/4 5-158-070
15/64 2344 2-5/8 3-7/8 5-158-075
114 .2500 2-3/4 4 5-158-080
17164 .2656 2-7/8 4-1/8 5-158-085
9/32 2813 2-15/16 4-1/4 5-158-090
19/64 .2969 3-1/16 4-3/8 5-158-095
5/16 3125 3-3/16 4-1/2 5-158-100
21/64 .3281 3-5/16 4-5/8 5-158-105
11/32 .3438 3-7116 4-3/4 5-158-110
23/64 .3594 3-1/2 4-7/8 5-158-115
3/8 .3750 3-5/8 5 5-158-120
25/64 .3906 3-3/4 5-1/8 5-158-125
13/32 4063 3-7/8 5-1/4 5-158-130
27/64 4219 3-15/16 5-3/8 5-158-135
7116 4375 4-1/16 5-1/2 5-158-140
29/64 4531 4-3/16 5-5/8 5-158-145
15/32 4688 4-5/16 5-3/4 5-158-150
31/64 4844 4-3/8 5-7/8 5-158-155
12 .5000 4-1/2 6 5-158-160
33/64 .5156 4-13/16 6-5/8 5-158-165
17132 5313 4-13/16 6-5/8 5-158-170
35/64 .5156 4-13/16 6-5/8 5-158-175
9/16 .5625 4-13/16 6-5/8 5-158-180
37/64 5781 4-13/16 6-5/8 5-158-185
19/32 .5938 5-3/16 7-1/8 5-158-190
39/64 .6094 5-3/16 7-1/8 5-158-195
5/8 .6250 5-3/16 7-1/8 5-158-200
41/64 .6406 5-3/16 7-1/8 5-158-205
21/32 .6563 5-3/16 7-1/8 5-158-210
43/64 6719 5-5/8 7-5/8 5-158-215
1116 6875 5-5/8 7-5/8 5-158-220
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Cobalt Jobber Drills

el
Cutting Tools

Heavy Duty Cobalt Jobber Drills with 135° Split Point

Wire Gage Diameters -

Wire . Wire .

Gage Ee'mgl'::n LZ':;fh OAL | PartNumber Gage Eo?:if:'gl‘:Lt LZ':;fh OAL | PartNumber
60 0400 11716 15/8 5-175-300 30 1285 1-5/8 2:3/4 5175150
59 0410 11716 15/8 5-175-295 29 1360 1-3/4 2718 5175145
58 0420 11716 15/8 5-175-290 28 1405 1-3/4 2718 5175140
57 0430 3/4 1314 5-175-285 27 1440 1778 3 5175135
56 0465 3/4 1314 5-175-280 26 1470 1778 3 5175130
55 0520 718 1758 5175275 25 1495 1718 3 5175125
54 0550 718 1758 5-175-270 2% 1520 2 3178 5175120
53 0595 718 1758 5-175-265 23 1540 2 3178 5175115
52 0635 718 1758 5-175-260 2 1570 2 3178 5175110
51 0670 1 2 5-175-255 21 1590 2118 3-1/4 5175105
50 0700 1 2 5-175-250 20 1610 2118 31/ 5175100
49 0730 1 2 5-175-245 19 1660 2118 3-1/4 5175095
48 0760 1 2 5-175-240 18 1695 2118 3-1/4 5-175-090
47 0785 1 2 5-175-235 17 1730 23016 3318 5-175-085
4 0810 1158 2178 5-175-230 16 1770 23016 3318 5175080
45 0820 1158 2178 5-175-225 15 1800 23016 3318 5175075
44 0860 1158 2158 5-175-220 14 1820 23116 3318 5175070
83 0890 11/4 2114 5175215 13 1850 2-5/16 3112 5175065
2 0935 1-1/4 21/4 5175210 12 1890 2-5/16 3112 5-175-060
41 0960 138 238 5-175-205 11 1910 2-5/16 3112 5175055
40 0980 138 238 5-175-200 10 1935 2716 35/ 5175050
39 0995 138 238 5-175-195 9 1960 2716 35/ 5175045
38 1015 17716 2172 5-175-190 8 1990 2716 35/8 5175040
37 1040 17716 2172 5-175-185 7 2010 2716 35/8 5175035
36 1065 17716 2172 5-175-180 6 2040 2112 33/4 5-175-030
35 1100 1112 2578 5175-175 5 2055 2112 33/4 5175025
34 1110 1112 2578 5-175-170 4 2090 2112 33/4 5175020
33 1130 1112 2578 5-175-165 3 2130 2112 33/4 5175015
32 1160 15/8 2304 5-175-160 2 2210 2578 3718 5175010
31 1200 1558 23/4 5-175-155 1 2280 25/8 3718 5-175-005

Sold in the following packages quanitites:
All wire gage diameters are 10/ pack
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obalt Jobber Drills

Cutting Tools

Heavy Duty Cobalt Jobber Drills with 135° Split Point
Letter Diameters LTl CRaeSeT——]——

Sold in the following package quanitites:

(7, Athru | = 10/envelope
— Jthru Z = 5/envelope
—
(a'<
& Letter Decimal Flute
Dia Equivalent Length ok Part Number
A 2340 2-5/8 3-7/8 5-185-005
B .2380 2-3/4 4 5-185-010
C 2420 2-3/4 4 5-185-015
D .2460 2-3/4 4 5-185-020
F .2570 2-7/8 4-1/8 5-185-030
G .2610 2-7/8 4-1/8 5-185-035
H .2660 2-7/8 4-1/8 5-185-040
| 2720 2-7/8 4-1/8 5-185-045
J 2770 2-7/8 4-1/8 5-185-050
K 2810 2-15/16 4-1/4 5-185-055
L .2900 2-15/16 4-1/4 5-185-060
M .2950 3-1/16 4-3/8 5-185-065
N .3020 3-1/16 4-3/8 5-185-070
0 .3160 3-3/16 4172 5-185-075
P 3230 3-5/16 4-5/8 5-185-080
Q 3320 3-7/16 4-3/4 5-185-085
R .3390 3-7/16 4-3/4 5-185-090
S .3480 3-1/2 4-7/8 5-185-095
T .3580 3-1/2 4-7/8 5-185-100
U .3680 3-5/8 5 5-185-105
\ 3770 3-5/8 5 5-185-110
w .3860 3-3/4 5-1/8 5-185-115
X .3970 3-3/4 5-1/8 5-185-120
Y 4040 3-7/8 5-1/4 5-185-125
Z 4130 3-7/8 5-1/4 5-185-130
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Heavy Duty Cobalt Jobber Drills with 135° Split Point

Metric Diameters

Sold In the following package quantities: thru 6.7 mm = 10/envelope
6.8 mm thru 13.00 mm = 5/envelope
over 13.00 mm = 1/tube

Cobalt Jobber Drills

Vvt | Dednal | e | onw | rortumber
.30 .0118" 3 19 5-174-0012
.35 .0138" 4 19 5-174-0014
40 .0157" 5 20 5-174-0016
45 .0177" 5 20 5-174-0018
.50 .0197" 6 22 5-174-0020
.55 .0217" 7 24 5-174-0022
.60 .0236" 7 24 5-174-0024
.65 .0256" 8 26 5-174-0026
.70 .0276" 9 28 5-174-0028
.75 .0295" 9 28 5-174-0029
.80 .0315" 10 30 5-174-0031
.85 .0335" 10 30 5-174-0033
.90 .0354" 1 32 5-174-0035
.95 .0374" 1 32 5-174-0037
1.00 .0394" 12 34 5-174-0039
1.05 .0413" 12 34 5-174-0041
1.10 .0433" 14 36 5-174-0043
1.15 .0453" 14 36 5-174-0045
1.20 .0472" 16 38 5-174-0047
1.25 .0492" 16 38 5-174-0049
1.30 .0512" 16 38 5-174-0051
1.35 .0531" 18 40 5-174-0053
1.40 .0551" 18 40 5-174-0055
1.45 .0571" 18 40 5-174-0057
1.50 .0591" 18 40 5-174-0059
1.55 .0610" 20 43 5-174-0061
1.60 .0630" 20 43 5-174-0063
1.65 .0650" 20 43 5-174-0065
1.70 .0669" 20 43 5-174-0067
1.75 .0689" 22 46 5-174-0069
1.80 .0709" 22 46 5-174-0071
1.85 .0728" 22 46 5-174-0073
1.90 .0748" 22 46 5-174-0075
1.95 .0768" 24 49 5-174-0077
2.00 .0787" 24 49 5-174-0079
2.05 .0807" 24 49 5-174-0081
2.10 .0827" 24 49 5-174-0083
2.15 .0846" 27 53 5-174-0085
2.20 .0866" 27 53 5-174-0087
2.25 .0886" 27 53 5-174-0089
2.30 .0906" 27 53 5-174-0091
2.35 .0925" 27 53 5-174-0092
2.40 .0945" 30 57 5-174-0094
2.45 .0965" 30 57 5-174-0096
2.50 .0984" 30 57 5-174-0098
2.55 .1004" 30 57 5-174-0100
2.60 .1024" 30 57 5-174-0102
2.65 .1043" 30 57 5-174-0104
2.70 .1063" 33 61 5-174-0106
2.75 .1083" 33 61 5-174-0108
2.80 1102" 33 61 5-174-0110
2.85 1122" 33 61 5-174-0112
2.90 1142" 33 61 5-174-0114
2.95 1161" 33 61 5-174-0116

Cutting Tools
e T . ———
Vet | Dol | (e | oaL | portumbe
3.00 1181" 33 61 5-174-0118
3.10 .1220" 36 65 5-174-0122
3.15 .1240" 36 65 5-174-0124
3.20 .1260" 36 65 5-174-0126
3.25 .1280" 36 65 5-174-0128
3.30 .1299" 36 65 5-174-0130
3.40 .1220" 39 70 5-174-0133
3.50 .1378" 39 70 5-174-0138
3.60 417" 39 70 5-174-0142
3.70 .1457" 39 70 5-174-0146
3.75 .1476" 43 75 5-174-0148
3.80 .1496" 43 75 5-174-0150
3.90 .1535" 43 75 5-174-0153
4.00 1575" 43 75 5-174-0157
4.10 1614" 43 75 5-174-0161
4.20 .1654" 43 75 5-174-0165
4.25 1673" 43 75 5-174-0167
4.30 .1693" 47 80 5-174-0169
4.50 1772 47 80 5-174-0172
4.40 1732" 47 80 5-174-0173
4.60 1811" 47 80 5-174-0181
4.70 .1850" 47 80 5-174-0185
4.75 .1870" 47 80 5-174-0187
4.80 .1890" 52 86 5-174-0189
4.90 .1929" 52 86 5-174-0193
5.00 .1969" 52 86 5-174-0197
5.10 .2008" 52 86 5-174-0201
5.20 .2047" 52 86 5-174-0205
5.25 .2067" 52 86 5-174-0207
5.30 .2087" 52 86 5-174-0209
5.40 2126" 57 93 5-174-0213
5.50 .2165" 57 93 5-174-0216
5.60 .2205" 57 93 5-174-0220
5.70 2244" 57 93 5-174-0224
5.75 .2264" 57 93 5-174-0226
5.80 .2283" 57 93 5-174-0228
5.90 .2323" 57 93 5-174-0232
6.00 .2362" 57 93 5-174-0236
6.10 .2402" 63 101 5-174-0240
6.20 2441" 63 101 5-174-0244
6.25 .2461" 63 101 5-174-0246
6.30 .2480" 63 101 5-174-0248
6.40 .2520" 63 101 5-174-0252
6.50 .2559" 63 101 5-174-0256
6.60 .2598" 63 101 5-174-0260
6.70 .2638" 63 101 5-174-0264
6.75 .2657" 69 109 5-174-0266
6.80 .2677" 69 109 5-174-0268
6.90 277" 69 109 5-174-0272
7.00 .2756" 69 109 5-174-0276
7.10 .2795" 69 109 5-174-0279
7.20 .2835" 69 109 5-174-0283
7.25 .2854" 69 109 5-174-0285
7.30 .2874" 69 109 5-174-0287
DRILLS
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) Cobalt Jobber Drills

Cutting Tools

Heavy Duty Cobalt Jobber Drills with 135° Split Point (continued)
Metric Diameters » g.ﬁw

Sold In the following package quantities: thru 6.7 mm = 10/envelope
6.8 mm thru 13.00 mm = 5/envelope

(Vs over 13.00 mm = 1/tube

-

—

o Metric Decimal Flute Metric Decimal Flute

(@] Dia Equivalent | Length oLk ST R Dia Equivalent | Length ol ST L
7.40 2913 69 109 5-174-0291 11.90 4685 101 151 5-174-0468
7.50 2953 69 109 5-174-0295 12.00 4724 101 151 5-174-0472
7.60 .2992 75 117 5-174-0299 12.10 4764 101 151 5-174-0476
7.70 .3031 75 117 5-174-0303 12.20 4803 101 151 5-174-0480
7.80 .3071 75 117 5-174-0307 12.25 4823 101 151 5-174-0482
7.90 3110 75 117 5-174-0311 12.30 4843 101 151 5-174-0484
8.00 .3150 75 117 5-174-0315 12.40 4882 101 151 5-174-0488
8.10 3189 75 117 5-174-0319 12.50 4921 101 151 5-174-0492
8.20 3228 75 117 5-174-0323 12.60 4961 101 151 5-174-0496
8.25 .3248 75 117 5-174-0325 12.80 .5039 101 151 5-174-0504
8.30 .3268 75 117 5-174-0327 12.90 .5079 101 151 5-174-0508
8.40 .3307 75 117 5-174-0331 13.00 5118 101 151 5-174-0512
8.50 .3346 75 117 5-174-0335 13.10 5157 101 151 5-174-0516
8.60 .3386 81 125 5-174-0337 13.20 5197 101 151 5-174-0520
8.70 .3425 81 125 5-174-0342 13.30 .5236 101 151 5-174-0524
8.80 .3465 81 125 5-174-0346 13.40 .5276 101 151 5-174-0528
8.90 .3504 81 125 5-174-0350 13.50 5315 108 160 5-174-0531
9.00 .3543 81 125 5-174-0354 13.60 .5354 108 160 5-174-0535
9.10 .3583 81 125 5-174-0358 13.70 .5394 108 160 5-174-0539
9.20 3622 81 125 5-174-0362 13.75 5413 108 160 5-174-0541
9.25 .3642 81 125 5-174-0364 13.80 .5433 108 160 5-174-0543
9.30 .3661 81 125 5-174-0366 13.90 5472 108 160 5-174-0547
9.40 .3701 81 125 5-174-0370 14.00 .5512 108 160 5-174-0551
9.50 .3740 81 125 5-174-0374 14.25 .5610 114 169 5-174-0561
9.60 .3780 87 133 5-174-0376 14.50 .5709 114 169 5-174-0571
9.70 3819 87 133 5-174-0382 14.75 .5807 114 169 5-174-0581
9.80 .3858 87 133 5-174-0386 15.00 .5906 114 169 5-174-0591
9.90 .3898 87 133 5-174-0389 15.25 .6004 120 178 5-174-0600
10.00 3937 87 133 5-174-0394 15.50 6102 120 178 5-174-0610
10.10 .3976 87 133 5-174-0398 15.75 .6201 120 178 5-174-0620
10.20 4016 87 133 5-174-0402 16.00 .6299 120 178 5-174-0630
10.25 4035 87 133 5-174-0403 16.25 .6398 125 184 5-174-0640
10.30 4055 87 133 5-174-0405 16.50 .6496 125 184 5-174-0649
10.40 4094 87 133 5-174-0409 16.75 .6594 125 184 5-174-0659
10.50 4134 87 133 5-174-0413 17.00 .6693 125 184 5-174-0669
10.60 4173 87 133 5-174-0417 17.26 6794 130 191 5-174-0679
10.70 4213 94 142 5-174-0421 17.50 .6890 130 191 5-174-0689
10.80 4252 94 142 5-174-0425 17.75 .6988 130 191 5-174-0699
10.90 4291 94 142 5-174-0429 18.00 7087 130 191 5-174-0709
11.00 4331 94 142 5-174-0433 18.25 7185 135 198 5-174-0718
11.10 4370 94 142 5-174-0437 18.50 7283 135 198 5-174-0728
11.20 4409 94 142 5-174-0441 18.75 7382 135 198 5-174-0738
11.30 4449 94 142 5-174-0445 19.00 .7480 135 198 5-174-0748
11.40 4488 94 142 5-174-0449 19.25 7579 140 205 5-174-0758
11.50 4528 94 142 5-174-0453 19.50 1677 140 205 5-174-0768
11.60 4567 94 142 5-174-0457 19.75 1776 140 205 5-174-0778
11.70 4606 94 142 5-174-0461 20.00 1874 140 205 5-174-0787
11.80 4646 94 142 5-174-0465
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HSS and Cobalt Jobber Dirills

General Purpose HSS Black Oxide

Jobber Drills with 118° Point

General Purpose HSS TiN Coated
Jobber Drills with 118° Point

pi e'::s"il::LZfS o Sizes included in Set Part Number
15 1/16 to 1/2 by 32 rds 5-160-905
29 1/16 to 1/2 by 64 ths 5-160-705
60 # 1 thru # 60 5-170-505
26 AtoZ 5-180-505
115 1/16 to 1/2 by 64 ths + #1 to # 60 + A to Z 5-199-005
19 1.0 mm to 10.0 mm by .5 5-161-605
25 1.0 mm to 13.0 mm by .5 5-161-705

pi e’::;?:i;gfs © Sizes included in Set Part Number
15 1/16 to 1/2 by 32 rds 5-131-905
29 1/16 to 1/2 by 64 ths 5-131-705
60 # 1 thru # 60 5-132-505
26 AtoZ 5-133-505
19 1.0 mm to 10.0 mm by .5 5-134-605
25 1.0 mm to 13.0 mm by .5 5-134-705

Cutting Tools

Heavy Duty HSS TiN Coated

Jobber Drills with 135° Point N e e N —

pi e':::il:i:\:]; o Sizes included in Set Part Number
15 1/16 to 1/2 by 32 rds 5-141-905
29 1/16 to 1/2 by 64 ths 5-141-705

Heavy Duty Cobalt Jobber Drills with 135° Point

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

pi e';l:sni‘rl\)i:l:fSet Sizes included in Set Part Number
15 1/16 to 1/2 by 32 rds 5-158-905
29 1/16 to 1/2 by 64 ths 5-158-705
60 #1 thru # 60 5-175-505
26 AtoZ 5-185-505
19 1.0 mm to 10.0 mm by .5 5-174-605
25 1.0 mm to 13.0 mm by .5 5-174-705
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Cutting Tools

6" OAL Heavy Duty HSS Black Oxide with 135° Split Point

for Self Centering
Fractional Diameters
Fagioral | pecmat | e | parthumber
116 0625 718 5-183-0063
5/64 0781 1 5-183-0078
3132 0938 1-1/4 5-183-0094
7164 1094 1-172 5-183-0109
1/8 11250 1-5/8 5-183-0125
964 .1406 1-3/4 5-183-0141
5/32 1563 2 5-183-0156
11/64 1719 2-1/8 5-183-0172
3/16 1875 2-5/16 5-183-0187
13/64 2031 2-7116 5-183-0203
7132 2188 2-112 5-183-0219
15/64 2344 2-5/8 5-183-0234
1/4 2500 2-3/4 5-183-0250
17/64 2656 2-718 5-183-0266
9132 2813 2-15/16 5-183-0281
19/64 2969 3-1/16 5-183-0297
5/16 3125 3-3/16 5-183-0313
21/64 3281 3-5/16 5-183-0328
1132 3438 3-7116 5-183-0344
23/64 359 3112 5-183-0359
3/8 3750 3-5/8 5-183-0375
25/64 3906 3-3/4 5-183-0391
13/32 4063 3-7/8 5-183-0406
27/64 4219 3-15/16 5-183-0422
7116 4375 4116 5-183-0437
29/64 4531 4-3/16 5-183-0453
15/32 4688 4-5/16 5-183-0469
31/64 4844 4-3/8 5-183-0484
12 5000 4112 5-183-0500

Aircraft Extension Drills are sold in the following package quantities:

Fractional:

DRILLS

thru 17/64" = 10/envelope or tube

15/64" thru 11/32" = 5/envelope or tube

23/64" and larger = 1/tube
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Aircraft Extension Drills

Cutting Tools

6" OAL Heavy Duty HSS Black Oxide with 135° Split Point for Self Centering

Wire Gage Diameters

Wire GageDia | Decimal Equivalent | Flute Length | Part Number Wire Gage Dia | Decimal Equivalent | Flute Length | Part Number
52 .0635 718 5-184-0063 26 1470 1-7/8 5-184-0147
51 .0670 1 5-184-0067 25 .1495 1-7/8 5-184-0149
50 .0700 1 5-184-0070 24 1520 2 5-184-0152
49 .0730 1 5-184-0073 23 .1540 2 5-184-0154
48 .0760 1 5-184-0076 22 1570 2 5-184-0157
47 .0785 1 5-184-0078 21 .1590 2-1/8 5-184-0159
46 .0810 1-1/8 5-184-0081 20 1610 2-1/8 5-184-0161
45 .0820 1-1/8 5-184-0082 19 .1660 2-1/8 5-184-0166
44 .0860 1-1/8 5-184-0086 18 1695 2-1/8 5-184-0169
43 .0890 1-1/4 5-184-0089 17 1730 2-3/16 5-184-0173
42 .0935 1-1/4 5-184-0093 16 1770 2-3/16 5-184-0177
41 .0960 1-3/8 5-184-0096 15 .1880 2-3/16 5-184-0188
40 .0980 1-3/8 5-184-0098 14 1820 2-3/16 5-184-0184
39 .0995 1-3/8 5-184-0099 13 .1850 2-5/16 5-184-0185
38 1015 1-7116 5-184-0101 12 .1890 2-5/16 5-184-0189
37 .1040 1-7/16 5-184-0104 11 .1910 2-5/16 5-184-0191
36 .1065 1-7116 5-184-0106 10 1935 2-716 5-184-0193
35 .1100 1-172 5-184-0110 9 .1960 2-7/16 5-184-0196
34 1110 1-1/2 5-184-0111 8 .1990 2-716 5-184-0199
33 1130 1-172 5-184-0113 7 .2010 2-7/16 5-184-0201
32 1160 1-5/8 5-184-0116 6 .2040 2-112 5-184-0204
31 .1200 1-5/8 5-184-0120 5 .2055 2-1/2 5-184-0205
30 1285 1-5/8 5-184-0128 4 .2090 2112 5-184-0209
29 .1360 1-3/4 5-184-0136 3 .2130 2-1/2 5-184-0213
28 .1405 1-3/4 5-184-0140 2 2210 2-5/8 5-184-0221
27 .1140 1-7/8 5-184-0114 1 .2280 2-5/8 5-184-0228

Aircraft Extension Drills are sold in the following package quantities: Wire Gage: all = 10/envelope or tube

12" OAL Heavy Duty HSS Black Oxide with 135° Split Point for Self Centering

Fractional Diameters

116 0625 78 5-186-0063 19/64 2969 3-1/16 5-186-0297
5/64 0781 1 5-186-0078 5/16 3125 3316 5-186-0313
3132 0938 1-1/4 5-186-0094 21/64 3281 3-5/16 5-186-0328
7/64 1094 1-172 5-186-0109 11732 3438 37116 5-186-0344
18 1250 1-5/8 5-186-0125 23/64 359 3112 5-186-0359
9/64 1406 1-3/4 5-186-0141 318 3750 3-5/8 5-186-0375
532 1563 2 5-186-0156 25/64 3906 3-3/4 5-186-0391
11/64 A719 2-1/8 5-186-0172 13132 4063 3-7/8 5-186-0406
3/16 1875 2516 5-186-0187 27/64 4219 3-15/16 5-186-0422
13/64 2031 27116 5-186-0203 16 4375 4116 5-186-0437
732 2188 2112 5-186-0219 29/64 4531 43016 5-186-0453
15/64 2344 2-5/8 5-186-0234 15/32 4688 45/16 5-186-0469
114 2500 2-3/4 5-186-0250 31/64 4844 4318 5-186-0484
17/64 2656 2-7/8 5-186-0266 11 5000 411 5-186-0500
9132 2813 2-15/16 5-186-0281
Aircraft Extension Drills are sold in the following package quantities: Fractional: thru 17/64" = 10/envelope or tube

15/64" thru 11/32" = 5/envelope or tube
23/64" and larger = 1/tube
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) Aircraft Extension Drills

Cutting Tools

12" OAL Heavy Duty HSS Black Oxide with 135° Split Point
for Self Centering

Wire Gage Diameters

(V)]

el . .

= VRS | couvment | Longth Part Number

(a) 52 0635 718 5-187-0063
51 0670 1 5-187-0067
50 10700 1 5-187-0070
49 0730 1 5-187-0073
48 0760 1 5-187-0076
47 0785 1 5-187-0078
46 0810 1-1/8 5-187-0081
45 0820 1-1/8 5-187-0082
44 10860 1-1/8 5-187-0086
43 10890 1-1/4 5-187-0089
4 10935 1-1/4 5-187-0093
41 10960 1-3/8 5-187-0096
40 10980 1-3/8 5-187-0098
39 10995 1-3/8 5-187-0099
38 1015 1-7116 5-187-0101
37 1040 1-7116 5-187-0104
36 1065 1-7116 5-187-0106
35 1100 1-112 5-187-0110
34 1110 1-1/2 5-187-0111
33 1130 1-112 5-187-0113
32 1160 1-5/8 5-187-0116
31 1200 1-5/8 5-187-0120
30 1285 1-5/8 5-187-0128
29 1360 1-3/4 5-187-0136
28 1405 1-3/4 5-187-0140
27 1140 1-7/8 5-187-0114
26 1470 1-7/8 5-187-0147
25 1495 1-7/8 5-187-0149
24 1520 2 5-187-0152
23 1540 2 5-187-0154
n 1570 2 5-187-0157
21 1590 2-1/8 5-187-0159
20 1610 2-1/8 5-187-0161
19 1660 2-1/8 5-187-0166
18 1695 2-1/8 5-187-0169
17 1730 2-3/16 5-187-0173
16 1770 2-3/16 5-187-0177
15 1880 2-3/16 5-187-0188
14 1820 2-3/16 5-187-0187
13 1850 2-5/16 5-187-0185
12 1890 2-5/16 5-187-0189
11 1910 2-5/16 5-187-0191
10 1935 2-7116 5-187-0193
9 1960 2-7/16 5-187-0196
8 1990 2-7116 5-187-0199
7 2010 27116 5-187-0201
6 2040 2112 5-187-0204
5 2055 2-112 5-187-0205
4 2090 2112 5-187-0209 . . . . . "
3 130 i 1870213 Aircraft Extension Drills are sold in the following package quantities:
2 2210 2-5/8 5-187-0221 Wire Gage: all = 10/envelope or tube
1 2280 2-5/8 5-187-0228
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HSS Taper Shank Dirills

Cutting Tools

Twist Drills with Standard Taper Shanks

Taper Shank - Fractional Diameter Twist Drills *
* High Speed Steel ' :

* 118° Point General Purpose

e Black Oxide
Dia Dia Flute Overall | Morse Taper Part Dia Dia Flute Overall | Morse Taper Part
Inches Decimal | Length Length Shank Size Number Inches Decimal | Length Length Shank Size Number
1/8 1250 1-718 5-1/8 1 5-190-040 61/64 .9531 6-3/8 11 3 5-190-285
9/64 .1406 2-1/8 5-3/18 1 5-190-045 31/32 .9688 6-3/8 11 3 5-190-290
5/32 1563 2-1/8 5-3/18 1 5-190-050 63/64 .9844 6-3/8 11 3 5-190-295
11/64 1719 2-1/2 5-3/4 1 5-190-055 1 1.0000 6-3/8 11 3 5-190-300
3/16 1875 2-12 5-3/4 1 5-190-060 1-1/64 1.0156 6-1/2 11-1/8 3 5-190-301
13/64 .2031 2-3/4 6 1 5-190-065 1-1/32 1.0313 6-1/2 11-1/8 3 5-190-302
7132 .2188 2-3/4 6 1 5-190-070 1-3/64 1.0469 6-5/8 11-1/4 3 5-190-303
15/64 2344 2-7/8 6-1/8 1 5-190-075 1-1/16 1.0625 6-5/8 11-1/4 3 5-190-304
1/4 .2500 2-7/8 6-1/8 1 5-190-080 1-7/64 1.1094 7-1/8 12-3/4 4 5-190-3071
17/64 .2656 3 6-1/4 1 5-190-085 1-1/8 1.1250 7-1/8 12-3/4 4 5-190-3081
9/32 2813 3 6-1/4 1 5-190-090 1-9/64 1.1406 7-1/4 12-7/8 4 5-190-3091
19/64 .2969 3-1/8 6-3/8 1 5-190-095 1-5/32 1.1563 7-1/4 12-7/8 4 5-190-3100
5/16 3125 3-1/8 6-3/8 1 5-190-100 1-11/64 1.1719 7-3/18 13 4 5-190-3111
21/64 .3281 3-1/4 6-1/2 1 5-190-105 1-3/16 1.1875 7-3/18 13 4 5-190-3121
11/32 .3438 3-1/4 6-1/2 1 5-190-110 1-7/32 1.2188 7-112 13-1/8 4 5-190-3145
23/64 .3594 3-1/2 6-3/4 1 5-190-115 1-1/4 1.2500 7-718 13-172 4 5-190-3161
3/8 .3750 3-1/2 6-3/4 1 5-190-120 1-17/64 1.2656 8-1/2 14-1/8 4 5-190-317
25/64 .3906 3-5/8 7 1 5-190-125 1-9/32 1.2813 8-1/2 14-1/8 4 5-190-318
13/32 4063 3-5/8 7 1 5-190-130 1-19/64 1.2969 8-5/8 14-1/4 4 5-190-319
27/64 4219 3-7/8 7-1/4 1 5-190-135 1-5/16 13125 8-5/8 14-1/4 4 5-190-320
7116 4375 3-7/18 7-1/4 1 5-190-140 1-21/64 1.3281 8-3/4 14-3/8 4 5-190-321
29/64 4531 4-1/8 7-112 1 5-190-145 1-11/32 1.3438 8-3/4 14-3/8 4 5-190-322
15/32 4688 4-1/8 7-112 1 5-190-150 1-23/64 1.3594 8-7/8 14-1/2 4 5-190-323
31/64 4844 4-3/8 8-1/4 2 5-190-1551 1-3/8 1.3750 8-7/8 14-112 4 5-190-324
12 .5000 4-3/8 8-1/4 2 5-190-1601 1-25/64 1.3906 9 14-5/8 4 5-190-325
33/64 .5156 4-5/8 8-112 2 5-190-1651 1-13/32 1.4063 9 14-5/8 4 5-190-326
17/32 5313 4-5/8 8-12 2 5-190-172 1-27/64 1.4219 9-1/8 14-3/4 4 5-190-327
35/64 .5469 4-7/8 8-3/4 2 5-190-177 1-7/16 1.4375 9-1/8 14-3/4 4 5-190-328
9/16 .5625 4-7/8 8-3/4 2 5-190-1801 1-29/64 1.4531 9-1/4 14-7/8 4 5-190-329
37/64 .5781 4-7/8 8-3/4 2 5-190-185 1-15/32 1.4688 9-1/4 14-7/8 4 5-190-330
19/32 .5938 4-7/8 8-3/4 2 5-190-190 1-31/64 1.4844 9-3/8 15 4 5-190-331
39/64 .6094 4-7/8 8-3/4 2 5-190-195 1-1/2 1.5000 9-3/8 15 4 5-190-332
5/8 .6250 4-7/8 8-3/4 2 5-190-200 1-5/8 1.6250 10 17 5 5-190-3405
41/64 .6406 5-1/8 9 2 5-190-205 1-3/4 1.7500 10-1/8 17-1/8 5 5-190-3481
21/32 .6563 5-1/8 9 2 5-190-210 1-13/16 1.8125 10-1/8 17-1/8 5 5-190-3525
43/64 .6719 5-3/18 9-1/4 2 5-190-215 1-7/8 1.8750 10-3/8 17-3/8 5 5-190-3561
1116 .6875 5-3/18 9-1/4 2 5-190-220 1-15/16 1.9375 10-3/8 17-3/8 5 5-190-3601
45/64 .6923 5-3/18 9-12 2 5-190-221 2 2.0000 10-3/8 17-3/8 5 5-190-401
23/32 .7188 5-5/8 9-12 2 5-190-222 2-1/32 2.0313 10-5/8 17-3/8 5 5-190-402
47164 7344 5-7/18 9-3/4 2 5-190-223 2-1/16 2.0625 10-1/4 17-3/8 5 5-190-404
3/4 .7500 5-7/18 9-3/4 2 5-190-225 2-1/8 2.1250 10-1/4 17-3/8 5 5-190-408
49/64 .7656 6 9-7/8 2 5-190-227 2-3/16 2.1875 10-1/4 17-3/8 5 5-190-412
25/32 7813 6 9-7/8 2 5-190-230 2-1/4 2.2500 10-1/8 17-3/8 5 5-190-416
51/64 .7969 6-1/8 10-3/4 3 5-190-237 2-5/16 2.3125 10-1/8 17-3/8 5 5-190-420
13/16 .8125 6-1/8 10-3/4 3 5-190-2401 2-3/8 2.3750 10-1/8 17-3/8 5 5-190-424
53/64 .8281 6-1/8 10-3/4 3 5-190-2451 2-71/16 2.4375 11-1/4 18-3/4 5 5-190-428
27132 .8438 6-1/8 10-3/4 3 5-190-252 2-1/2 2.5000 11-1/4 18-3/4 5 5-190-432
55/64 .8594 6-1/8 10-3/4 3 5-190-257 2-9/16 2.5625 11-7/8 19-1/2 5 5-190-436
7/8 .8750 6-1/8 10-3/4 3 5-190-262 2-5/8 2.6250 11-7/8 19-1/2 5 5-190-440
57/64 .8906 6-1/8 10-3/4 3 5-190-267 2-3/4 2.7500 12-3/4 20-3/8 5 5-190-448
29/32 .9063 6-1/8 10-3/4 3 5-190-272 2-7/8 2.8750 13-3/8 21-1/8 5 5-190-456
59/64 9219 6-1/8 10-3/4 3 5-190-275 3 3.0000 14 21-3/4 5 5-190-500
15/16 .9375 6-1/8 10-3/4 3 5-190-280

TMX Cutting Tools, part of the Toolmex Industrial Solutions family DRILLS 285



Z—\ —
) HSS Taper Shank Drills

Cutting Tools

Twist Drills with Smaller or Larger Taper Shanks

Taper Shank - Fractional Diameter Twist Drills *
e High Speed Steel :

 118° Point General Purpose

ﬂ e Black Oxide
—
('
a Dia Dia | Flute | Overall | Yo Part Dia Dia | Fute | Overall | Yo Part
Inches Decimal | Length Length TG Number Inches Decimal | Length Length Shank Size Number
12 .5000 4-3/8 7-3/4 1 5-190-160 1-3/16 1.1875 7-318 12 3 5-190-312
33/64 .5156 4-5/8 8 1 5-190-165 1-7/32 1.2188 7-112 12-1/8 3 5-190-314
17132 .5313 4-5/8 8 1 5-190-170 1-1/4 1.2500 7-718 12-12 3 5-190-316
35/64 .5469 4-718 8-1/4 1 5-190-175 1-33/64 1.5156 9-3/8 15 4 5-190-333
9/16 .5625 4-718 8-1/4 1 5-190-180 1-17/32 1.5313 9-3/8 15 4 5-190-334
51/64 .7969 6-1/8 10 2 5-190-235 1-9/16 1.5625 9-5/8 15-1/4 4 5-190-336
13/16 4063 6-1/8 10 2 5-190-240 1-5/8 1.6250 10 15-5/8 4 5-190-340
53/64 .8281 6-1/8 10 2 5-190-245 1-11/16 1.6875 10-1/8 15-3/4 4 5-190-344
27132 .8438 6-1/8 10 2 5-190-250 1-23/32 1.7188 10-1/8 15-3/4 4 5-190-346
55/64 .8594 6-1/8 10 2 5-190-255 1-3/4 1.7500 10-3/8 16-1/4 4 5-190-348
718 .8750 6-1/8 10 2 5-190-260 1-25/32 1.7813 10-3/8 16-1/4 4 5-190-350
57164 .8906 6-1/8 10 2 5-190-265 1-13/16 1.8125 10-3/8 16-1/4 4 5-190-352
29/32 .9063 6-1/8 10 2 5-190-270 1-53/64 1.8281 10-3/8 16-1/4 4 5-190-353
1 1.000 6-3/8 12 4 5-190-3001 1-27/32 1.8438 10-3/8 16-1/4 4 5-190-354
1-3/32 1.0938 6-7/8 11-1/2 3 5-190-306 1-7/8 1.8750 10-1/2 16-1/2 4 5-190-356
1-7/64 1.1094 7-1/8 11-3/4 3 5-190-307 1-29/32 1.9063 10-1/2 16-1/2 4 5-190-358
1-1/8 1.1250 7-1/8 11-3/4 3 5-190-308 1-15/16 2.0000 10-5/8 16-5/8 4 5-190-360
1-9/64 1.1406 7-1/4 11-7/8 3 5-190-309 1-31/32 1.9688 10-5/8 16-5/8 4 5-190-362
1-5/32 1.1563 7-1/4 11-7/8 3 5-190-310 2 2.0000 10-5/8 16-5/8 4 5-190-400

Stub Length Taper Shank Drills

e High Speed Steel
e 5" Flute length

Size Morse Taper OAL Part Number Size Morse Taper OAL Part Number
2 4 11-3/8 5-194-049 2-7116 5 12 5-194-085
2 5 12 5-194-050 2-112 4 11-3/8 5-194-087
2-116 4 11-3/8 5-194-052 2-112 5 12 5-194-090
2-1/16 5 12 5-194-055 2-9/16 5 12 5-194-093
2-1/8 4 11-3/8 5-194-057 2-5/8 4 11-3/8 5-194-094
2-1/8 5 12 5-194-060 2-5/8 5 12 5-194-095
2-13/16 4 11-3/8 5-194-062 2-3/4 5 12 5-194-100
2-13/16 5 12 5-194-065 2-7/18 5 12 5-194-105
2-1/4 4 11-3/8 5-194-067 3 5 12 5-194-110
2-1/4 5 12 5-194-070 3-1/8 5 12 5-194-115
2-15/16 4 11-3/8 5-194-072 3-1/4 5 12 5-194-120
2-3/8 4 11-3/8 5-194-077 3-1/2 5 12 5-194-130
2-3/8 5 12 5-194-080
2-7/16 4 11-3/8 5-194-082
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HSS Taper Shank Dirills

Cutting Tools

Twist Drills with Standard Taper Shanks — DIN 345

Taper Shank — Metric Diameters
¢ High Speed Steel “

* 118° Point Genral Purpose

e Black Oxide
Dia Dia Flute Overall | Morse Taper Part Dia Dia Flute Overall | Morse Taper Part
Decimal | Length Length Shank Size Number Decimal | Length Length Shank Size Number
8.0 .3150 75 156 1 5-191-148 24.5 .9646 160 281 3 5-191-254
8.5 .3346 75 156 1 5-191-154 25.0 .9843 160 281 3 5-191-256
9.0 .3543 81 162 1 5-191-159 25.5 1.0039 165 286 3 5-191-258
9.5 .3740 81 162 1 5-191-165 26.0 1.0236 165 286 3 5-191-260
10.0 3937 87 168 1 5-191-170 26.5 1.0433 165 286 3 5-191-262
10.5 4134 87 168 1 5-191-176 27.0 1.0630 170 291 3 5-191-264
11.0 4331 94 175 1 5-191-181 27.5 1.0827 170 291 3 5-191-266
11.5 4528 94 175 1 5-191-186 28.0 1.1024 170 291 3 5-191-268
12.0 4724 101 182 1 5-191-191 28.5 1.1220 175 296 3 5-191-270
12.5 4921 101 182 1 5-191-196 29.0 11417 175 296 3 5-191-272
13.0 5118 101 182 1 5-191-201 29.5 1.1614 175 296 3 5-191-274
13.5 5315 101 182 1 5-191-206 30.0 1.1811 175 296 3 5-191-276
14.0 .5512 108 189 1 5-191-212 30.5 1.2008 180 301 3 5-191-278
14.5 .5709 114 212 2 5-191-214 31.0 1.2205 180 301 3 5-191-280
15.0 .5906 114 212 2 5-191-216 31.5 1.2402 180 301 3 5-191-282
15.5 .6102 120 218 2 5-191-218 32.0 1.2598 185 334 4 5-191-284
16.0 .6299 120 218 2 5-191-220 32.5 1.2795 185 334 4 5-191-285
16.5 .6496 125 223 2 5-191-222 33.0 1.2992 185 334 4 5-191-286
17.0 .6693 125 223 2 5-191-224 335 1.3189 185 334 4 5-191-287
17.5 .6890 130 228 2 5-191-226 34.0 1.3386 190 339 4 5-191-288
18.0 .7087 130 228 2 5-191-228 34.5 1.3583 190 339 4 5-191-289
18.5 7283 135 233 2 5-191-230 35.0 1.3780 190 339 4 5-191-290
19.0 .7480 135 233 2 5-191-232 35.5 1.3976 190 339 4 5-191-291
19.5 7677 140 238 2 5-191-234 36.0 1.4173 195 344 4 5-191-292
20.0 7874 140 238 2 5-191-236 36.5 1.4370 195 344 4 5-191-293
20.5 .8071 145 243 2 5-191-238 37.0 1.4567 195 344 4 5-191-294
21.0 .8268 145 243 2 5-191-240 37.5 1.4764 195 344 4 5-191-295
22.0 .8661 150 248 2 5-191-2441 38.0 1.4961 200 349 4 5-191-296
22.5 .8858 155 253 2 5-191-2461 38.5 1.5157 200 349 4 5-191-297
23.0 .9055 155 253 2 5-191-247 39.0 1.5354 200 349 4 5-191-298
23.5 .9252 155 276 3 5-191-250 39.5 1.5551 200 349 4 5-191-299
24.0 .9449 160 281 3 5-191-252 40.0 1.5748 200 349 4 5-191-300

Twist Drills with Larger Taper Shanks — DIN 346

Taper Shank — Metric Diameters
* High Speed Steel “

e 118° Point Genral Purpose

e Black Oxide
Dia D_ia Flute Overall | Morse Taper Part
Decimal | Length Length Shank Size Number
21.5 .8465 150 271 3 5-191-242
22.0 .8661 150 271 3 5-191-244
22.5 .8858 155 278 3 5-191-246
23.0 9055 155 278 3 5-191-248
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Cutting Tools

Silver and Deming Dirills

) Silver

P ——
and Deming Dirills Sets

1/2" Diameter Shanks - Fractional Sizes
6" overall length

e 3" Flute length
* High Speed Steel or Cobalt

Drill Size Inches HSS Cobalt
Fraction Decimal Part Number Part Number
12 .5000 5-166-008 -
33/64 5156 5-166-010 =
17132 .5312 5-166-012 5-169-012
35/64 .5469 5-166-014 5-169-014
9/16 .5625 5-166-016 5-169-016
37/64 .5781 5-166-018 5-169-018
19/32 .5938 5-166-020 5-169-020
39/64 .6094 5-166-022 5-169-022
5/8 .6250 5-166-024 5-169-024
41/64 .6406 5-166-026 5-169-026
21/32 .6562 5-166-028 5-169-028
43/64 6719 5-166-030 5-169-030
1116 .6875 5-166-032 5-169-032
45/64 .7031 5-166-034 5-169-034
23/32 7188 5-166-036 5-169-036
47/64 7344 5-166-038 5-169-038
3/4 .7500 5-166-040 5-169-040
49/64 .7656 5-166-042 5-169-042
25/32 7812 5-166-044 5-169-044
51/64 .7969 5-166-046 5-169-046
13/16 .8125 5-166-048 5-169-048
53/64 .8281 5-166-050 5-169-050
27132 .8438 5-166-052 5-169-052
55/64 .8594 5-166-054 5-169-054
718 .8750 5-166-056 5-169-056
57/64 .8906 5-166-058 5-169-058
29/32 9062 5-166-060 5-169-060
59/64 9219 5-166-062 5-169-062
15/16 .9375 5-166-064 5-169-064
61/64 .9531 5-166-066 5-169-066
31/32 .9688 5-166-068 5-169-068
63/64 .9844 5-166-070 5-169-070
1 1.0000 5-166-072 5-169-072
1-1/64 1.0156 5-166-074 -
1-1/32 1.0312 5-166-076 -
1-3/64 1.0469 5-166-078 -
1-1/16 1.0625 5-166-080 5-169-080
1-5/64 1.0781 5-166-082 -
1-3/32 1.0938 5-166-084 -
1-7/64 1.1094 5-166-086 -
1-1/8 1.1250 5-166-088 5-169-088
1-9/64 1.1406 5-166-090 -
1-5/32 1.1562 5-166-092 =
1-11/64 1.1719 5-166-094 -
1-3/16 1.1875 5-166-096 5-169-096
1-13/64 1.2031 5-166-098 -
1-7132 1.2188 5-166-100 -
1-15/64 1.2344 5-166-102 -
DRILLS
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Silver and Deming Dirills

1/2" Diameter Shanks — Fractional Sizes (continued)

¢ 6" overall length
¢ 3" Flute length
¢ High Speed Steel or Cobalt

Silver and Deming Dirills Sets

Cutting Tools

Drill Size Inches HSS Cobalt
Fraction Decimal Part Number Part Number
1-1/4 1.2500 5-166-104 5-169-104
1-17/64 1.2656 5-166-106 =
1-9/32 1.2812 5-166-108 -
1-19/64 1.2969 5-166-110 -
1-5/16 1.3125 5-166-112 5-169-112
1-21/64 1.3281 5-166-114 -
1-11/32 1.3438 5-166-116 —
1-23/64 1.3594 5-166-118 -
1-3/8 1.3750 5-166-120 5-169-120
1-25/64 1.3906 5-166-122 -
1-13/32 1.4062 5-166-124 -
1-27/64 1.4219 5-166-126 -
1-7116 1.4375 5-166-128 5-169-128
1-29/64 1.4531 5-166-130 -
1-15/32 1.4688 5-166-132 -
1-31/64 1.4844 5-166-134 -
1-112 1.5000 5-166-136 5-169-136

Silver and Deming Dirills

3/4" Diameter Shanks - Fractional Sizes

* High Speed Steel

¢ 6" overall length and 3" Flute length

Drill Size Inches
- - Part Number

Fraction Decimal
25/32 7812 5-168-044
13/16 8125 5-168-048
27132 .8438 5-168-052
718 .8750 5-168-056
29/32 .9062 5-168-060
15/16 9375 5-168-064
31/32 .9688 5-168-068
1 1.0000 5-168-072
1-1/32 1.0312 5-168-076
1-1/16 1.0625 5-168-080
1-3/32 1.0938 5-168-084
1-1/8 1.1250 5-168-088
1-5/32 1.1562 5-168-092
1-3/16 1.1875 5-168-096
1-7/32 1.2188 5-168-100
1-1/4 1.2500 5-168-104
1-9/32 1.2812 5-168-108
1-5/16 13125 5-168-112
1-11/32 1.3438 5-168-116
1-3/8 1.3750 5-168-120
1-13/32 1.4062 5-168-124

Drill Size Inches

- - Part Number
Fraction Decimal
1-7/16 1.4375 5-168-128
1-15/32 1.4688 5-168-132
1-172 1.5000 5-168-136
1-17/32 1.5313 5-168-140
1-9/16 1.5625 5-168-144
1-19/32 1.5938 5-168-148
1-5/8 1.6250 5-168-152
1-21/32 1.6562 5-168-156
1-1116 1.6875 5-168-160
1-23/32 1.7188 5-168-164
1-3/4 1.7500 5-168-168
1-25/32 1.7812 5-168-172
1-13/16 1.8125 5-168-176
1-27/32 1.8438 5-168-180
1-7/18 1.8750 5-168-184
1-29/32 1.9062 5-168-188
1-15/16 1.9375 5-168-192
1-31/32 1.9688 5-168-196
2 2.0000 5-168-200
2 Piece Set: 1" thru 1-1/2" 5-168-510

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Silver and Deming Dirills

) Silv

1/2" Diameter Shanks - Metric Sizes
e Eliminates tool presetting
¢ High Speed Steel

¢ 6" overall length
e 3" Flute length

—
er and Deming Drills Sets

DRILLS

Drill Size mm Drill Size mm
- - Part Number - - Part Number
Size Decimal Size Decimal
12.5 MM 4921 5-167-125 25.5 MM 1.0039 5-167-255
13.0 MM 5118 5-167-130 26.0 MM 1.0236 5-167-260
13.5 MM .5315 5-167-135 26.5 MM 1.0433 5-167-265
14.0 MM 5512 5-167-140 27.0 MM 1.0630 5-167-270
14.5 MM .5709 5-167-145 27.5 MM 1.0837 5-167-275
15.0 MM .5906 5-167-150 28.0 MM 1.1024 5-167-280
15.5 MM .6102 5-167-155 28.5 MM 1.1220 5-167-285
16.0 MM .6299 5-167-160 29.0 MM 1.1417 5-167-290
16.5 MM .6496 5-167-165 29.5 MM 1.1614 5-167-295
17.0 MM .6693 5-167-170 30.0 MM 1.1811 5-167-300
17.5 MM .6890 5-167-175 30.5 MM 1.2008 5-167-305
18.0 MM .7087 5-167-180 31.0 MM 1.2205 5-167-310
18.5 MM 7283 5-167-185 31.5MM 1.2402 5-167-315
19.0 MM .7480 5-167-190 32.0 MM 1.2598 5-167-320
19.5 MM 7677 5-167-195 325 MM 1.2795 5-167-325
20.0 MM 7874 5-167-200 33.0 MM 1.2992 5-167-330
20.5 MM .8071 5-167-205 33.5 MM 1.3189 5-167-335
21.0 MM .8268 5-167-210 34.0 MM 1.3386 5-167-340
21.5 MM .8465 5-167-215 345 MM 1.3583 5-167-345
22.0 MM .8661 5-167-220 35.0 MM 1.3780 5-167-350
22.5 MM .8858 5-167-225 35.5 MM 1.3976 5-167-355
23.0 MM .9055 5-167-230 36.0 MM 1.4173 5-167-360
23.5 MM .9252 5-167-235 36.5 MM 1.4370 5-167-365
24.0 MM .9449 5-167-240 37.0 MM 1.4567 5-167-370
24.5 MM .9646 5-167-245 37.5 MM 1.4764 5-167-375
25.0 MM 9843 5-167-250 38.0 MM 1.4961 5-167-380

Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com
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Cutting Tools

Silver and Deming Drill Sets

¢ High Speed Steel or Cobalt
® 1/2" diameter shanks, 6" overall length and 3" Flute length
* Design allows for minimal adjustments during tool changes

e Eliminates tool presetting

5 Piece Drill Sets

Sizes: 1", 1-1/8", 1-1/4", 1-3/8" & 1-1/2"

Sets Include Hardwood Block

13 Piece Drill Sets

Sizes: 17/32",9/16", 19/32", 5/8", 21/32", 11/16", 23/32", 3/4",

13/16",7/8", 15/16" & 1"
Sets Include Hardwood Block

8 Piece Drill Sets

Sizes: 9/16", 5/8", 11/16", 3/4",
13/16", 7/8", 15/16" & 1"
Sets include case

Description Part Number
HSS Drill Set with 1/2" dia shanks 5-166-510 Description Part Number
Cobalt Drill Set with 1/2" dia shanks 5-169-510 HSS Drill Set with 1/2" dia shanks 5-166-502
HSS Drill Set with 3/4" dia shanks 5-168-510 Coblat Drill Set with 1/2" dia shanks 5-169-502

8 Piece Drill Sets

Sizes: 9/16", 5/8", 11/16", 3/4",
13/16", 7/8", 15/16" & 1"
Sets Include Hardwood Block

Description Part Number Description Part Number
HSS Drill Set with 1/2" dia shanks 5-166-505 HSS Drill Set with 1/2" dia shanks 5-166-504
Cobalt Drill Set with 1/2" dia shanks 5-169-505 Cobalt Drill Set with 1/2" dia shanks 5-169-504

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Spotting and Centering Drills

e High Speed Steel

© 90° and 118° Point Angles
Body | Overall | Flute 90 Degree 118 Degree
Die, | tenath | Length " igne ana | Right ang
Part Number | Part Number
1/8 1-1/4 3/8 5-164-301 5-164-001
3/16 1-3/8 12 5-164-302 5-164-002
14 1-172 5/8 5-164-303 5-164-003
5/16 1-172 5/8 5-164-304 5-164-004
3/8 2 1 5-164-305 5-164-005
7116 2 1 5-164-310 5-164-010
12 2 1 5-164-320 5-164-020
5/8 2-1/4 1-1/8 5-164-340 5-164-040
3/4 2-1/4 1-1/8 5-164-350 5-164-050
7/8 2-112 1-1/4 5-164-360 5-164-060
1 2-112 1-1/4 5-164-370 5-164-070
1-1/4 4 2 - 5-164-080
1-172 5 2-112 5-164-390 5-164-090
NC Spotting Drills
e High Speed Steel L
* Right Hand Cut S, e
© 90° and 120° Point Angles
Body Dia | Overall Length | Flute Length 90 Degree 120 Degree
Inches Inches Inches Part Number Part Number
1/4 2-112 3/4 5-165-0912 5-165-1212
1/4 4 3/4 5-165-0914 5-165-1214
14 6 3/4 5-165-0916 5-165-1216
3/8 3-1/8 1-1/8 5-165-0933 5-165-1233
3/8 5 1-1/8 5-165-0935 5-165-1235
3/8 7 1-1/8 5-165-0937 5-165-1237
12 3-3/4 1-3/8 5-165-0943 5-165-1243
12 6 1-3/8 5-165-0946 5-165-1246
12 8 1-3/8 5-165-0948 5-165-1248
5/8 4-3/8 1-5/8 5-165-0954 5-165-1254
5/8 7 1-5/8 5-165-0957 5-165-1257
5/8 9 1-5/8 5-165-0959 -
3/4 5 1-7/18 5-165-0965 5-165-1265
3/4 8 1-7/18 5-165-0968 5-165-1268
3/4 10 1-7/18 5-165-0969 5-165-1269
1 6 2-1/4 5-165-0996 5-165-1296
1 8 2-1/4 5-165-0998 -
1 10 2-1/4 5-165-0999 5-165-1299
DRILLS Customer Service * +1-508-653-8897  844-869-8665  www.tmxtools.com



Core Dirills — Taper Shank

e Taper Shank
e 4 Flute

¢ High Speed Steel

Dia .Srr;:';l: Flute Overall Part Dia _SrI;aglr( Flute Overall Part
Inches Number Length Length Number Inches Nun‘:b - Length Length Number
13/32 1 3-5/8 7 5-215-005 1-7/16 4 9-1/8 14-3/4 5-215-270
7116 1 2-7/8 7-1/4 5-215-010 1-112 4 9-3/18 15 5-215-280
12 2 4-3/8 8-1/4 5-215-025 1-17/132 5 9-3/8 16-3/8 5-215-290
17/32 2 4-5/8 8-1/2 5-215-035 1-9/16 5 9-5/8 16-5/8 5-215-300
9/16 2 4-7/8 8-3/4 5-215-040 1-19/32 5 9-718 16-7/8 5-215-310
19/32 2 4-7/8 8-3/4 5-215-045 1-5/8 5 10 17 5-215-320
5/8 2 4-7/8 8-3/4 5-215-050 1-21/32 5 10-1/8 17-1/8 5-215-325
21/32 2 5-1/8 9 5-215-060 1-23/32 5 10-1/8 17-1/8 5-215-335
11/16 2 5-3/8 9-1/4 5-215-065 1-3/4 5 10-1/8 17-1/8 5-215-345
23/32 2 5-5/8 9-1/2 5-215-075 1-25/32 5 10-1/8 17-1/8 5-215-350
3/4 2 5-7/8 9-3/4 5-215-080 1-27/132 5 10-1/8 17-1/8 5-215-360
49/64 2 6 9-7/8 5-215-085 1-718 5 10-3/8 17-3/8 5-215-365
25/32 2 6 9-7/8 5-215-090 1-29/32 5 10-3/8 17-318 5-215-370
13/16 3 6-1/8 10-3/4 5-215-100 1-15/16 5 10-3/8 17-318 5-215-375
718 3 6-1/8 10-3/4 5-215-115 1-31/32 5 10-3/8 17-3/8 5-215-380
15/16 3 6-1/8 10-3/4 5-215-130 2 5 10-3/8 17-3/8 5-215-385
31/32 3 6-3/8 11 5-215-140 2-1/32 5 10-3/8 17-3/8 5-215-390
63/64 3 6-3/8 11 5-215-145 2-1/16 5 10-1/4 17-3/8 5-215-395
1 3 6-3/8 11 5-215-150 2-1/8 5 10-1/4 17-3/8 5-215-400
1-3/32 4 6-7/8 12-172 5-215-175 2-1/4 5 10-1/8 17-3/8 5-215-410
1-1/8 4 7-1/8 12-3/4 5-215-180 2-71116 5 11-1/4 18-3/4 5-215-425
1-5/32 4 7-1/4 12-718 5-215-185 2-172 5 11-1/4 18-3/4 5-215-430
1-3/16 4 7-3/8 13 5-215-195 2-5/8 5 11-7/8 19-1/2 5-215-440
1-7/32 4 7-112 13-1/8 5-215-205 2-11/16 5 12-3/4 20-3/8 5-215-445
1-1/4 4 7-718 13--172 5-215-215 2-3/4 5 12-3/4 20-3/8 5-215-450
1-9/32 4 8-1/2 14-1/8 5-215-225 2-13/16 5 13-3/8 21-1/8 5-215-455
1-5/16 4 8-5/8 14-1/4 5-215-235 2-7/8 5 13-3/8 21-1/8 5-215-460

1-3/8 4 8-7/8 14-112 5-215-250
TMX Cutting Tools, part of the Toolmex Industrial Solutions family DRILLS
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Cutting Tools

TR —
) HSS Core Drills

Core Dirills — Straight Shank

e Straight Shank
e 4 Flute

¢ High Speed Steel

Dia Flute Overall Part
Inches Length Length Number
13/16 10 6-1/8 5-205-055
27132 10 6-1/8 5-205-056
7/8 10 6-1/8 5-205-060
29/32 10 6-1/8 5-205-061
31/32 1 6-3/8 5-205-066
1 1 6-3/8 5-205-070
1-1/32 11-1/8 6-1/2 5-205-071
1-1/16 11-1/4 6-5/8 5-205-075
1-3/32 11-112 6-7/8 5-205-076
1-1/8 11-3/4 7-1/8 5-205-080
1-3/16 12 7-3/8 5-205-082
1-1/4 12-112 7-718 5-205-085
1-9/32 14-1/8 8-1/2 5-205-086
1-5/16 14-1/4 8-5/8 5-205-087
1-11/32 14-3/8 8-3/4 5-205-088
1-13/32 14-5/8 9 5-205-091
1-15/32 14-7/8 9-1/4 5-205-093
1-5/8 15-5/8 9-7/18 5-205-105
1-11/16 15-3/4 10 5-205-110
1-3/4 16-1/4 10-1/2 5-205-115
1-7/8 16-1/2 10-3/4 5-205-125
1-15/16 16-5/8 10-3/4 5-205-130
2 16-5/8 10-3/4 5-205-135

Dia Flute Overall Part
Inches Length Length Number
1/4 3-1/2 6-1/8 5-205-00
17164 3-3/4 6-1/8 5-205-000
9/32 3-7/8 6-1/4 5-205-0000
5/16 4 6-3/8 5-205-0005
21/64 4-1/8 6-1/2 5-205-001
11/32 4-1/8 6-1/2 5-205-0015
3/8 4-1/4 6-3/4 5-205-002
11/32 4-3/8 7 5-205-0025
27/64 4-5/8 7-1/4 5-205-003
7116 4-5/8 7-1/4 5-205-004
15/32 4-3/4 7112 5-205-0045
112 4-3/4 7-3/4 5-205-005
33/64 4-3/4 8 5-205-006
17132 4-3/4 8 5-205-010
9/16 4-718 8-1/4 5-205-015
19/32 4-718 8-3/4 5-205-020
5/8 4-718 8-3/4 5-205-025
41/64 5 9 5-205-026
21/32 5-1/8 9 5-205-030
1116 5-3/8 9-1/4 5-205-035
23/32 5-5/8 9-1/2 5-205-040
3/4 5-7/8 9-3/4 5-205-045
49/64 6 9-7/8 5-205-046
25/32 9-7/8 6 5-205-050
DRILLS
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nical Reference

Cutting Tools

Speeds and Feeds Annular Cutters

Material being Cut I-(Ig:;inr:i\ls)s SFM
Steels:
Carbon Steel 125-175 85-95
Soft Alloyed Steels 175-225 60-75
Medium Alloyed Steels 225-250 50-75
Hard Alloyed Steels 250-300 30-45
Tool Steels ( D2, H13) 200-250 35-55
Stainless - Ferritic (400 series) 125-175 80-110
Stainless - Austenitic (300 series) 125-175 50-75
Stainless - Austenitic (300 series) 200-275 40-60
Cast Iron:
Soft 110-150 75-100
Medium 150-225 50-80
Aluminum
Wrought 50-150 500-750
Cast 45-125 450-750
Cast Copper = 115-130

SFM = Surface Feet per Minute

RPM (Revolutions per Minute) = (SFM *3.82) / Cutter Diameter (inches)

Feed:

e Typical Feed Rate per Tooth is.003" /.004" inches per tool

Inches per Minute = # of teeth(flutes) X Feed Rate per Tooth X RPM

ANNULAR CUTTERS Customer Service * +1-508-653-8897 ¢ 844-869-8665 » www.tmxtools.com



Annular Cutters

¢ Eliminate multi-step drillling
e Lower cost per hole

e Better finishing

e More accurate, cleaner hole

e Longer tool life (can be resharpened)

e 3/4" shank diameter with two flats
for both inch and metric cutters

o Cutters are interchangeable with
other standard hole cutting systems

¢ High Speed Steel

Inch Number Part Number Part Number Part Number
Sizes of Flutes 1 inch Depth 2 inch Depth 3 inch Depth
716 4 5-530-110 5-530-210 -
1/2 4 5-530-111 5-530-211 -
916 4 5-530-113 5-530-213 -
5/8 5 5-530-116 5-530-216 -
1116 5 5-530-119 5-530-219 -
3/4 6 5-530-121 5-530-221 -
13/16 6 5-530-124 5-530-224 5-530-324
718 6 5-530-127 5-530-227 5-530-327
15/16 6 5-530-130 5-530-230 5-530-330
1 6 5-530-133 5-530-233 5-530-333
1-116 8 5-530-136 5-530-236 5-530-336
1-1/8 8 5-530-139 5-530-239 5-530-339
1-3/16 8 5-530-142 5-530-242 5-530-342
1-1/4 8 5-530-145 5-530-245 5-530-345
1-5/16 8 5-530-148 5-530-248 5-530-348
1-3/8 10 5-530-151 5-530-251 5-530-351
1-7116 10 5-530-154 5-530-254 5-530-354
1-1/2 10 5-530-157 5-530-257 5-530-357
1-9/16 10 5-530-160 5-530-260 5-530-360
1-5/8 10 5-530-163 5-530-263 5-530-363
1-11/16 10 5-530-166 5-530-266 5-530-366
1-3/4 10 5-530-169 5-530-269 5-530-369
1-13/16 10 5-530-172 5-530-272 5-530-372
1-7/8 10 5-530-175 5-530-275 5-530-375
1-15/16 10 5-530-178 5-530-278 5-530-378
2 12 5-530-181 5-530-281 5-530-381
2-116 12 5-530-183 5-530-283 5-530-383
2-1/8 12 5-530-186 = -
2-3/16 12 5-530-187 = -
2-1/4 12 5-530-189 = -
2-5/16 12 5-530-190 = -
2-3/8 12 5-530-192 - -
2-7116 12 5-530-193 - -
2-1/2 12 5-530-195 - -
Set of 5 Pieces
Includes: 9/16,
11/16, 13116, - 5530501 - N
15/16 and 1-1/16
Ejector Pilots
o= >
Description Part Number
Ejector — Pilot, Short for 7/16" diameter cutter x 1" cutter depths 5-530-903
Ejector — Pilot, Short for all 1" cutter depths except 7/16" dia. 5-530-905
Ejector — Pilot, Long for 7/16" diameter cutter x 2" cutter depths 5-530-913
Ejector — Pilot, Long for all 2" cutter depths except 7/16" dia. 5-530-915

Ejector — Pilot, Extra-Long for all 3" cutter depths

5-530-925

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Annular Cutter Holders

e Straight, R8 or MT Shank

e Holder shank allows different machines to drive cutter

* Easily reaches out of the way places

o Select adapter lengths reduce the number of machine set ups
e For 1" depth of cut Annular Cutters

wv Straight Shank - 3 Flats
E Sh.ank Cutter Shank Gage Part
t Type Size Size Length Number
Inches Inches Inches
a HEN-1 12 3/4 2-1/8 7-980-100
oc HEN-2 3/4 3/4 2 7-980-200
S HEN-2-6 3/4 3/4 6 7-980-206
HEN-2-12 3/4 3/4 12 7-980-212
g Straight Shank - 2 Flats
=2 . Sg_ank Cutt:l_' Shank I-Gag:h Part
< ype Im!lz:es Im!lz:es I:cnhges Number
HEN-9-6 3/4 3/4 6 7-983-906
Morse Taper Shank
HEN-3 MT2 3/4 2 7-981-300
HEN-3-6 MT2 3/4 6 7-981-306
HEN-4 MT3 3/4 2 7-981-400
HEN-4-6 MT3 3/4 6 7-981-406
HEN-4-12 MT3 3/4 12 7-981-412
HEN-8 MT3 1-1/4 2-3/4 7-981-800
R8 Shank
HEN-5 R8 3/4 1-3/4 7-982-500

298 ANNULAR CUTTERS Customer Service ¢ +1-508-653-8897 * 844-869-8665 » www.tmxtools.com
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Reamer Technical Reference

Cutting Tools

Recommended Feeds and Speeds for HSS Finish Reamering

Material being Cut I-(I;lr';inr:ils)s SFM Feepdef:fjtg"')
Aluminum - 130-150 .002 - .003
Brass & Bronze - 100-130 .002 -.003
Bronze — High Tensil - 40-60 .002 - .003
Cast Iron — Soft 120-175 65-90 .002 -.003
Cast Iron — Mediun Hard 200-275 50-70 .002 - .003
Cast Iron — Chilled 300-375 20-30 .002 -.003
Malleable Cast iron 110-160 45-70 .002 -.003

150-225 55-65 .002 -.003
Plain Carbon Steel 230-325 40-50 .002 -.003

330-400 25-35 .001 -.002

150-225 55-65 .002 -.003
Alloyed Steel 230-325 30-40 .002 -.003

330-400 20-30 .002 - .003

150-250 40-50 .002 -.003
Tool Steel

255-375 20-30 .002 -.003
Stainless — Free machining 135-185 40-50 .001 -.002
Stainless — 300 series 135-300 35-45 .001 -.002
Stainless — PH 300-375 20-30 .001 -.002

Calculations:

RPM'’s = (3.82 X SFM)/ reamer diameter in inches
Inches per Min (IPM) = Feed per flute X # of flutes X RPM

Recommendated stock removal in inches for Reaming

0.03

0.025

002 /
stock R . /
Amount  00%° /
0.01

/

0.005

25" .50" 75" 1.0" 1.25" 1.5" 1.75" 20"  2.25" 2.5"
Hole Diameter

Tech Tips:

e Chatter may result when speed is too high

* Too low a feed may produce chatter and excessive reamer wear

* Too high a feed may reduce hole size accuracy

¢ When not enough material is being reamed, increase feed rate or decrease pre-reaming hole size

e Reamer will follow the existing hole. Only end cutting reamers (like an end mill) can cut their own path

e Standard reamer chamfer angle is 45 degrees. If difficulty when starting the reamer, reduce angle to 30 degrees

300 REAMERS Customer Service ¢ +1-508-653-8897 * 844-869-8665 » www.tmxtools.com



Chucking Reamers

Straight Shank, Straight Flute — Fractional Sizes E_ = —— \
¢ High Speed Steel and Cobalt _ 4

¢ Right-Hand Cut

. Dia Number HSS Cobalt
Faciomisie | Decmal | SBC | e ontieng | o | P | R
116 .0625 .0625 12 2112 4 5-015-001 -

5/64 .0781 .0781 3/4 3 4 5-015-002 -
3/32 .0938 .0938 7/8 3172 4 5-015-003 -
7/64 1094 1094 718 3172 4 5-015-004 -

1/8 1250 1190 718 3172 6 5-015-005 5-022-005
9/64 1406 1350 1 4 6 5-015-010 5-022-010
5/32 1563 1510 1 4 6 5-015-015 5-022-015

11/64 1719 1645 1-1/8 4172 6 5-015-020 5-022-020
3/16 1875 .1805 1-1/8 412 6 5-015-025 5-022-025
13/64 2031 1945 1-1/4 5 6 5-015-030 5-022-030
7/32 2188 2075 1-1/4 5 6 5-015-035 5-022-035
15/64 2344 2265 1-12 6 6 5-015-040 5-022-040
1/4 .2500 .2405 1-1/2 6 6 5-015-045 5-022-045
17/64 .2656 .2485 1-12 6 6 5-015-050 5-022-050
9/32 2813 2485 1-1/2 6 6 5-015-055 5-022-055
19/64 .2969 .2807 1-112 6 6 5-015-060 5-022-060
5/16 3125 2807 1-112 6 6 5-015-065 5-022-065
21/64 3281 .2807 1-112 6 6 5-015-070 5-022-070
11/32 3438 2807 1-112 6 6 5-015-075 5-022-075
23/64 3594 3120 1-3/4 7 6 5-015-080 5-022-080
3/8 3750 3120 1-3/4 7 6 5-015-085 5-022-085
25/64 .3906 3120 1-3/4 7 6 5-015-090 5-022-090
13/32 .4063 3120 1-3/4 7 6 5-015-095 5-022-095
27164 4219 3745 1-3/4 7 8 5-015-100 5-022-100
7116 4375 3745 1-3/4 7 8 5-015-105 5-022-105
29/64 4531 3745 1-3/4 7 8 5-015-110 5-022-110
15/32 .4688 3745 1-3/4 7 8 5-015-115 5-022-115
31/64 4844 4370 2 8 8 5-015-120 5-022-120
112 .5000 4370 2 8 8 5-015-125 5-022-125
33/64 5156 4370 2 8 8 5-015-130 -
17132 5313 4370 2 8 8 5-015-135 5-022-135
35/64 .5469 4370 2 8 8 5-015-140 -
9/16 .5625 4370 2 8 8 5-015-145 5-022-145
37/64 5781 4370 2 8 8 5-015-150 -
19/32 .5938 4370 2 8 8 5-015-155 5-022-155
39/64 .6094 .5620 2-1/4 9 8 5-015-160 5-022-160
5/8 .6250 .5620 2-1/4 9 8 5-015-165 5-022-165
41/64 .6406 .5620 2-1/4 9 8 5-015-170 -
21/32 .6563 .5620 2-1/4 9 8 5-015-175 5-022-175
43/64 6719 .5620 2-1/4 9 8 5-015-180 -

Chucking Reamer Diameter Tolerances

Up to and including %": +.0001" to +.0004"
Over %" to include 1": +.0001" to +.0005"
Over 1": +.0002" to .0006"
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Cutting Tools

Chucking Reamers

Straight Shank, Straight Flute — Fractional Sizes (continued)

¢ High Speed Steel and Cobalt

¢ Right-Hand Cut

Straight Shank Chucking Reamers

—_—

. Dia Number HSS Cobalt
Fractional ize |  Decimal "B Length | OverallLength | of R
1116 .6875 .5620 2-1/4 9 8 5-015-185 5-022-185
45/64 .7031 .5620 2-1/4 9 8 5-015-190 =
23/32 .7188 .5620 2-1/4 9 8 5-015-195 5-022-195
47164 7344 .6245 2-1/2 9-112 8 5-015-200 =
3/4 .7500 .6245 2-112 9-112 8 5-015-205 5-022-205
49/64 .7656 .6245 2-112 9-12 10 5-015-210 -
25/32 .7813 .6245 2-112 9-1/2 10 5-015-215 5-022-215
51/64 .7969 .6245 2-112 9-172 10 5-015-220 -
13/16 .8125 .6245 2-112 9-1/2 10 5-015-225 5-022-225
53/64 .8281 6245 2-112 9-1/2 10 5-015-230 -
27132 .8438 6245 2-112 9-1/2 10 5-015-235 5-022-235
55/64 .8594 .7495 2-5/8 10 10 5-015-240 =
718 .8750 .7495 2-5/8 10 10 5-015-245 5-022-245
57164 .8906 .7495 2-5/8 10 10 5-015-250 =
29/32 .9063 .7495 2-5/8 10 10 5-015-255 5-022-255
59/64 9219 .7495 2-5/8 10 10 5-015-260 =
15/16 9375 .7495 2-5/8 10 10 5-015-265 5-022-265
61/64 .9531 .7495 2-5/8 10 10 5-015-270 -
31/32 .9688 .7495 2-5/8 10 10 5-015-275 5-022-275
63/64 .9844 .8745 2-3/4 10-1/2 10 5-015-280 -

1 1.0000 .8745 2-3/4 10-1/2 10 5-015-285 5-022-285
1-1/32 1.0313 8745 2-3/4 10-1/2 10 5-015-290 -
1-116 1.0625 8745 2-3/4 10-1/2 10 5-015-295 -
1-3/32 1.0938 8745 2-7/18 1" 10 5-015-300 -

1-1/8 1.1250 .8745 2-7/8 11 10 5-015-305 =
1-5/32 1.1563 .8745 2-7/8 11 12 5-015-310 =
1-3/16 1.1875 .9995 2-718 11 12 5-015-315 =
1-7/32 1.2188 .9995 3 11-1/2 12 5-015-318 =
1-1/4 1.2500 .9995 3 11-1/2 12 5-015-320 -
1-5/16 1.3125 .9995 3 11-1/2 12 5-015-325 -
1-3/8 1.3750 .9995 3-1/4 12 12 5-015-330 =
1-716 1.4375 1.2495 3-1/4 12 12 5-015-335 =
1-112 1.5000 1.2495 3-12 12-1/2 12 5-015-340 =
1-9/16 1.5625 1.2495 3-1/2 12-112 12 5-015-345 -
1-5/8 1.6250 1.2495 3-1/2 13 12 5-015-350 -
1-11/16 1.0625 1.2495 3-1/2 13 12 5-015-355 =
1-3/4 1.7500 1.2495 4 13-1/2 12 5-015-360 =
1-718 1.8750 1.5000 4 14 12 5-015-365 =
2 2.0000 1.5000 4 14 14 5-015-370 =
29 piece SET - 1/16" thru 1/2" by 64ths in index 5-015-529 -

Chucking Reamer Diameter Tolerances

Up to and including %": +.0001" to +.0004"
Over %" to include 1": +.0001" to +.0005"
Over 1": +.0002" to .0006"

REAMERS
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Straight Shank Chucking Reamers

Cutting Tools
Chucking Reamers
Straight Shank, Straight Flute - Letter Sizes E \
* High Speed Steel = -
¢ Right-Hand Cut
Letter Sizes: A thru Z
Letter Decimal Shank Flute Overall Number Part Number
Sizes Dia Dia Length Length of Flutes

A 2340 .2265 1-172 6 6 5-017-005

B .2380 2329 1-172 6 6 5-017-010

C 2420 2329 1-112 6 6 5-017-015

D 2460 2329 1-112 6 6 5-017-020

E .2500 .2405 1-112 6 6 5-017-025

F 2570 .2485 1-112 6 6 5-017-030

G 2610 .2485 1-112 6 6 5-017-035

H .2660 .2485 1-12 6 6 5-017-040

| 2720 .2485 1-172 6 6 5-017-045

J 2770 .2485 1-172 6 6 5-017-050

K 2810 .2485 1-172 6 6 5-017-055

L .2900 .2807 1-172 6 6 5-017-060

M 2950 .2807 1-172 6 6 5-017-065

N .3020 .2807 1-172 6 6 5-017-070

0 3160 .2807 1-172 6 6 5-017-075

P 3230 .2807 1-112 6 6 5-017-080

Q 3320 .2807 1-112 6 6 5-017-085

R .3390 .2807 1-112 6 6 5-017-090

S .3480 3120 1-3/4 7 6 5-017-095

T .3580 3120 1-3/4 7 6 5-017-100

u .3680 3120 1-3/4 7 6 5-017-105

Vv 3770 3120 1-3/4 7 6 5-017-110

W .3860 3120 1-3/4 7 6 5-017-115

X .3970 3120 1-3/4 7 6 5-017-120

Y 4040 3120 1-3/4 7 6 5-017-125

z 4130 .3745 1-3/4 7 6 5-017-130

26 piece SET — Letter A-Z in index 5-017-260

Chucking Reamer Diameter Tolerances
Up to and including %": +.0001" to +.0004"
Over ¥4" to include 1": +.0001" to +.0005"
Over 1": +.0002" to .0006"
TMX Cutting Tools, part of the Toolmex Industrial Solutions family REAMERS
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Cutting Tools

Chucking Reamers

Straight Shank, Straight Flute — Wire Gage Sizes
¢ High Speed Steel

¢ Right-Hand Cut

—_—

Straight Shank Chucking Reamers

Wire Gage Sizes: 1 thru 32

Number Decimal Shank Flute Overall Number Part Number
Dia Dia Length Length of Flutes
1 .2280 2173 1-172 6 6 5-016-005
2 2210 2173 1-172 6 6 5-016-010
3 2130 2075 1-1/4 5 6 5-016-015
4 .2090 2016 1-1/4 5 6 5-016-020
5 .2055 2016 1-1/4 5 6 5-016-025
6 .2040 .1945 1-1/4 5 6 5-016-030
7 2010 .1945 1-1/4 5 6 5-016-035
8 .1990 .1895 1-1/4 5 6 5-016-040
9 .1960 .1895 1-1/4 5 6 5-016-045
10 1935 .1860 1-1/4 5 6 5-016-050
1" 1910 .1860 1-1/4 5 6 5-016-055
12 1890 1805 1-1/8 4-1/2 6 5-016-060
13 .1850 1805 1-1/8 4-1/2 6 5-016-065
14 1820 1755 1-1/8 4-1/2 6 5-016-070
15 .1800 1755 1-1/8 4-1/2 6 5-016-075
16 1770 1704 1-1/8 4-1/2 6 5-016-080
17 1730 1645 1-1/8 4-1/2 6 5-016-085
18 1695 .1595 1-1/8 4-1/2 6 5-016-090
19 .1660 .1595 1-1/8 4-1/2 6 5-016-095
20 1610 1530 1-1/8 4-1/2 6 5-016-100
21 .1590 .1530 1-1/8 4-1/2 6 5-016-105
22 1570 1510 1 4 6 5-016-110
23 1540 1460 1 4 6 5-016-115
24 1520 1460 1 4 6 5-016-120
25 1495 1430 1 4 6 5-016-125
26 1470 1430 1 4 6 5-016-130
27 1440 1350 1 4 6 5-016-135
28 1405 1350 1 4 6 5-016-140
29 1360 1275 1 4 6 5-016-145
30 1285 1190 7/8 3-1/2 6 5-016-150
31 .1200 1120 7/8 3-112 6 5-016-155
32 1160 1120 718 3-112 6 5-016-160

Chucking Reamer Diameter Tolerances

Up to and including %": +.0001" to +.0004"
Over %" to include 1": +.0001" to +.0005"
Over 1": +.0002" to .0006"

REAMERS
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Straight Shank Chucking Reamers

Cutting Tools

Chucking Reamers

Straight Shank, Straight Flute — Metric Sizes E—_ S N
¢ High Speed Steel : = S— -

e Right Hand Cut

Dia Flute Overall Shank DINpg:tZ/ L Dia Flute Overall Shank DINP§:t2/ b
mm Length Length Dia DTy mm Length Length Dia Dy
2.5 14 57 2.5 5-019-030 14 47 160 12.5 5-019-110
3 15 61 3 5-019-040 14.5 50 162 125 5-019-112
3.2 16 65 3.2 5-019-045 15 50 162 125 5-019-115
35 18 70 4 5-019-050 15.5 52 170 12.5 5-019-117
4 19 75 45 5-019-055 16 52 170 12.5 5-019-120
45 21 80 5 5-019-060 16.5 54 175 14 5-019-122
5 23 86 5.6 5-019-065 17 54 175 14 5-019-125
5.5 26 93 5.6 5-019-067 17.5 56 182 14 5-019-127
6 26 93 6.3 5-019-070 18 56 182 14 5-019-130
6.5 28 101 7.1 5-019-072 18.5 58 189 16 5-019-132
7 31 109 7.1 5-019-075 19 58 189 16 5-019-135
1.5 31 109 8 5-019-077 19.5 60 195 16 5-019-137
8 33 17 8 5-019-080 20 60 195 16 5-019-140
8.5 33 17 9 5-019-082 20.5 60 215 18 5-019-142
9 36 125 9 5-019-085 21 60 215 18 5-019-145
9.5 36 125 10 5-019-087 21.5 60 225 18 5-019-147
10 38 133 10 5-019-090 22 60 225 18 5-019-150
10.5 38 133 10 5-019-092 225 60 230 18 5-019-152
1" 41 142 10 5-019-095 23 60 230 18 5-019-155
11.5 1 142 10 5-019-097 235 60 240 20 5-019-157
12 44 151 10 5-019-100 24 60 240 20 5-019-160
12.5 44 151 10 5-019-102 24.5 60 245 20 5-019-162
13 44 151 10 5-019-105 25 60 245 20 5-019-165
13.5 47 160 12.5 5-019-107
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Cutting Tools

Chucking Reamers

Straight Shank, Straight Flute — Decimal Sizes

¢ High Speed Steel
¢ Right-Hand Cut

Size #Flutes | Flute Length | Overall Length | Part Number
1230 6 7/8" 3-1/2" 5-018-123
1240 6 7/8" 3-1/2" 5-018-124
1245 6 7/8" 3-1/2" 5-018-1245
1247 6 7/8" 3-1/2" 5-018-1247
1255 6 718" 3-1/2" 5-018-1255
1260 6 718" 3-1/2" 5-018-126
1265 6 718" 3-1/2" 5-018-1265
1270 6 718" 3-1/2" 5-018-127
.1280 6 718" 3-1/2" 5-018-128
1290 6 7/8" 3-1/2" 5-018-129
1295 6 7/8" 3-1/2" 5-018-1295
.1300 6 1" 4" 5-018-130
1370 6 1" 4" 5-018-137
.1380 6 1" 4" 5-018-138
.1400 6 1" 4" 5-018-140
1410 6 1" 4" 5-018-141
1415 6 1" 4" 5-018-1415
1420 6 1" 4" 5-018-142
1470 6 1" 4" 5-018-147
1520 6 1" 4" 5-018-152
.1560 6 1" 4" 5-018-156
.1580 6 1" 4" 5-018-158
.1640 6 1-1/8" 4-112" 5-018-164
1670 6 1-1/8" 412" 5-018-167
1720 6 1-1/8" 412" 5-018-172
1740 6 1-1/8" 412" 5-018-174
1750 6 1-1/8" 412" 5-018-175
1760 6 1-1/8" 4-12" 5-018-176
1770 6 1-1/8" 4-12" 5-018-177
1810 6 1-1/8" 412" 5-018-181
.1820 6 1-1/8" 4-12" 5-018-182
.1840 6 1-1/8" 4-12" 5-018-184
1845 6 1-1/8" 4-112" 5-018-1845
.1850 6 1-1/8" 4-112" 5-018-185
.1855 6 1-1/8" 4-112" 5-018-1855
.1860 6 1-1/8" 4-112" 5-018-186
.1865 6 1-1/8" 4-112" 5-018-1865
1870 6 1-1/8" 412" 5-018-187

Size #Flutes | Flute Length | Overall Length | Part Number
1875 6 1-1/8" 4-12" 5-018-1875
.1880 6 1-1/8" 4-112" 5-018-188
.1885 6 1-1/8" 4-172" 5-018-1885
.1895 6 1-1/8" 4-12" 5-018-1895
.1900 6 1-1/8" 4-172" 5-018-190
.1905 6 1-1/8" 4-172" 5-018-1905
1910 6 1-1/4" 5" 5-018-191
1915 6 1-1/4" 5" 5-018-1915
.1920 6 1-1/4" 5" 5-018-192
.1930 6 1-1/4" 5" 5-018-193
.1940 6 1-1/4" 5" 5-018-194
.1950 6 1-1/4" 5" 5-018-195
.1960 6 1-1/4" 5" 5-018-196
.1970 6 1-1/4" 5" 5-018-197
.1980 6 1-1/4" 5" 5-018-198
.1990 6 1-1/4" 5" 5-018-199
.2000 6 1-1/4" 5" 5-018-200
.2020 6 1-1/4" 5" 5-018-202
2024 6 1-1/4" 5" 5-018-2024
.2030 6 1-1/4" 5" 5-018-203
.2050 6 1-1/4" 5" 5-018-205
.2060 6 1-1/4" 5" 5-018-206
.2070 6 1-1/4" 5" 5-018-207
.2080 6 1-1/4" 5" 5-018-208
.2090 6 1-1/4" 5" 5-018-209
.2100 6 1-1/4" 5" 5-018-210
2110 6 1-1/4" 5" 5-018-211
2140 6 1-1/4" 5" 5-018-214
2150 6 1-1/4" 5" 5-018-215
.2155 6 1-1/4" 5" 5-018-2155
.2160 6 1-1/4" 5" 5-018-216
2170 6 1-1/4" 5" 5-018-217
2180 6 1-1/4" 5" 5-018-218
2190 6 1-1/4" 5" 5-018-219
.2200 6 1-1/4" 5" 5-018-220
2211 6 1-1/2" 6" 5-018-2211
2270 6 1-1/2" 6" 5-018-227
.2300 6 1-1/2" 6" 5-018-230

Chucking Reamer Diameter Tolerances

Up to and including %": +.0001" to +.0004"
Over %" to include 1": +.0001" to +.0005"
Over 1": +.0002" to .0006"
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Straight Shank Chucking Reamers

Chucking Reamers (continued)

Straight Shank, Straight Flute — Decimal Sizes E ——— _:,

* High Speed Steel ' -
e Right-Hand Cut

Size # Flutes | Flute Length | Overall Length | Part Number Size #Flutes | Flute Length | Overall Length | Part Number
2310 6 1-112" 6" 5-018-231 2770 6 1-112" 6" 5-018-277
2320 6 1-12" 6" 5-018-232 .2800 6 1-12" 6" 5-018-280
.2340 6 1-112" 6" 5-018-234 .2820 6 1-12" 6" 5-018-282
.2350 6 1-1/2" 6" 5-018-235 .2830 6 1-1/2" 6" 5-018-283
.2360 6 1-1/2" 6" 5-018-236 .2840 6 1-1/2" 6" 5-018-284
.2370 6 1-1/2" 6" 5-018-237 .2860 6 1-1/2" 6" 5-018-286
.2380 6 1-172" 6" 5-018-238 .2870 6 1-172" 6" 5-018-287
.2390 6 1-1/2" 6" 5-018-239 .2890 6 1-1/2" 6" 5-018-289
.2400 6 1-1/2" 6" 5-018-240 .2900 6 1-1/2" 6" 5-018-290
.2410 6 1-112" 6" 5-018-241 .2920 6 1-172" 6" 5-018-292
.2420 6 1-112" 6" 5-018-242 .2930 6 1-172" 6" 5-018-293
.2430 6 1-1/2" 6" 5-018-243 .2940 6 1-112" 6" 5-018-294
.2440 6 1-112" 6" 5-018-244 .2960 6 1-112" 6" 5-018-296
.2450 6 1-112" 6" 5-018-245 .2990 6 1-12" 6" 5-018-299
.2460 6 1-12" 6" 5-018-246 .3030 6 1-112" 6" 5-018-303
2470 6 1-12" 6" 5-018-247 .3050 6 1-12" 6" 5-018-305
2475 6 1-112" 6" 5-018-2475 .3060 6 1-1/2" 6" 5-018-306
.2480 6 1-12" 6" 5-018-248 .3070 6 1-1/2" 6" 5-018-307
.2485 6 1-1/2" 6" 5-018-2485 .3090 6 1-1/2" 6" 5-018-309
.2490 6 1-1/2" 6" 5-018-249 .3100 6 1-1/2" 6" 5-018-310
.2495 6 1-172" 6" 5-018-2495 3105 6 1-1/2" 6" 5-018-3105
.2505 6 1-1/2" 6" 5-018-2505 3110 6 1-1/2" 6" 5-018-311
2510 6 1-112" 6" 5-018-251 3115 6 1-172" 6" 5-018-3115
2515 6 1-172" 6" 5-018-2515 3120 6 1-12" 6" 5-018-312
.2520 6 1-112" 6" 5-018-252 3130 6 1-172" 6" 5-018-313
.2530 6 1-112" 6" 5-018-253 3135 6 1-112" 6" 5-018-3135
.2540 6 1-112" 6" 5-018-254 .3140 6 1-172" 6" 5-018-314
.2550 6 1-112" 6" 5-018-255 3145 6 1-12" 6" 5-018-3145
.2560 6 1-12" 6" 5-018-256 .3150 6 1-112" 6" 5-018-315
.2570 6 1-12" 6" 5-018-257 .3160 6 1-12" 6" 5-018-316
.2580 6 1-12" 6" 5-018-258 3165 6 1-1/2" 6" 5-018-3165
.2590 6 1-1/2" 6" 5-018-259 3170 6 1-1/2" 6" 5-018-317
.2600 6 1-1/2" 6" 5-018-260 .3180 6 1-1/2" 6" 5-018-318
.2620 6 1-1/2" 6" 5-018-262 .3190 6 1-1/2" 6" 5-018-319
.2650 6 1-172" 6" 5-018-265 .3200 6 1-1/2" 6" 5-018-320
.2690 6 1-172" 6" 5-018-269 .3220 6 1-1/2" 6" 5-018-322
2710 6 1-1/2" 6" 5-018-271 .3240 6 1-1/2" 6" 5-018-324
.2760 6 1-172" 6" 5-018-276 .3250 6 1-1/2" 6" 5-018-325

Chucking Reamer Diameter Tolerances

Up to and including %": +.0001" to +.0004"
Over %" to include 1": +.0001" to +.0005"
Over 1": +.0002" to .0006"
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Straight Shank Chucking Reamers

Cutting Tools

Chucking Reamers (continued)

Straight Shank, Straight Flute — Decimal Sizes E — \
¢ High Speed Steel _ ol

¢ Right-Hand Cut

Size #Flutes | Flute Length | Overall Length | Part Number Size #Flutes | Flute Length | Overall Length | Part Number
.3270 6 1-12" 6" 5-018-327 4560 4 1-3/4" 7" 5-018-456
.3280 6 1-12" 6" 5-018-328 4820 4 2" 8" 5-018-482
.3290 6 1-1/2" 6" 5-018-329 .4900 4 2" 8" 5-018-490
.3300 6 1-1/2" 6" 5-018-330 4970 4 2" 8" 5-018-497
.3360 6 1-1/2" 6" 5-018-336 4980 4 2" 8" 5-018-498
.3370 6 1-1/2" 6" 5-018-337 4990 4 2" 8" 5-018-499
.3440 6 1-1/2" 6" 5-018-344 4995 4 2" 8" 5-018-4995
.3490 6 1-3/4" 7" 5-018-349 5010 4 2" 8" 5-018-501
.3550 6 1-3/4" 7" 5-018-355 .5015 4 2" 8" 5-018-5015
.3590 6 1-3/4" 7" 5-018-359 .5020 4 2" 8" 5-018-502
.3690 6 1-3/4" 7" 5-018-369 .5030 4 2" 8" 5-018-503
.3730 6 1-3/4" 7" 5-018-373 .5040 4 2" 8" 5-018-504
.3740 6 1-3/4" 7" 5-018-374 .5050 4 2" 8" 5-018-505
.3745 6 1-3/4" 7" 5-018-3745 .5240 4 2" 8" 5-018-524
.3755 6 1-3/4" 7" 5-018-3755 .5250 4 2" 8" 5-018-525
.3760 6 1-3/4" 7" 5-018-376 .5260 4 2" 8" 5-018-526
3765 6 1-3/4" 7" 5-018-3765 .5300 4 2" 8" 5-018-530
3770 6 1-3/4" 7" 5-018-377 .5500 4 2" 8" 5-018-550
.3790 6 1-3/4" 7" 5-018-379 .5580 4 2" 8" 5-018-558
.3800 6 1-3/4" 7" 5-018-380 .5590 4 2" 8" 5-018-559
.3860 6 1-3/4" 7" 5-018-386 5615 4 2" 8" 5-018-5615
.3880 6 1-3/4" 7" 5-018-388 .5690 4 2" 8" 5-018-569
.4000 6 1-3/4" 7" 5-018-400 .5740 4 2" 8" 5-018-574
4070 6 1-3/4" 7" 5-018-407 .5840 4 2" 8" 5-018-584
4300 4 1-3/4" 7" 5-018-430 .5850 4 2" 8" 5-018-585
4320 4 1-3/4" 7" 5-018-432 .5860 4 2" 8" 5-018-586
4355 4 1-3/4" 7" 5-018-4355 .5880 4 2" 8" 5-018-588
4365 4 1-3/4" 7" 5-018-4365 .6050 4 2" 8" 5-018-605
4370 4 1-3/4" 7" 5-018-437 .6220 4 2-1/4" 9" 5-018-622
4385 4 1-3/4" 7" 5-018-4385 .6240 4 2-1/4" 9" 5-018-624
4390 4 1-3/4" 7" 5-018-439 .6250 4 2-1/4" 9" 5-018-625
4410 4 1-3/4" 7" 5-018-441 .6255 4 2-1/4" 9" 5-018-6255
4420 4 1-3/4" 7" 5-018-442 .6260 4 2-1/4" 9" 5-018-626
4430 4 1-3/4" 7" 5-018-443 .6300 4 2-1/4" 9" 5-018-630
4440 4 1-3/4" 7" 5-018-444 .7480 4 2-12" 9-1/2" 5-018-748
4480 4 1-3/4" 7" 5-018-448 .7490 4 2-1/2" 9-1/2" 5-018-749
4490 4 1-3/4" 7" 5-018-449 .7510 4 2-1/2" 9-1/2" 5-018-751
.4550 4 1-3/4" 7" 5-018-455 .7580 4 2-1/2" 9-1/2" 5-018-758

Chucking Reamer Diameter Tolerances

Up to and including %": +.0001" to +.0004"
Over %" to include 1": +.0001" to +.0005"
Over 1": +.0002" to .0006"
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Straight Shank Chucking Reamers

Cutting Tools

Chucking Reamers

Straight Shank, Spiral Flute — Fractional Sizes k

¢ High Speed Steel
e Right Hand Cut

Chucking Reamer Diameter Tolerances
Frac.tional De_cimal Sha_mk Flute Overall Number Part Number Up to and including %": +.0001" to +.0004"
Sizes Sizes Dia Length Length of Flutes Over %" to include 1": +.0001" to +.0005"
18 0.1250 1190 718 3112 6 5-020-005 Over 1%: +.0002" to .0006"
9/64 0.1406 1350 1 4 6 5-020-010
5/32 0.1563 1510 1 4 6 5-020-015
11/64 0.1719 1645 1-1/8 4-112 6 5-020-020
3116 0.1875 .1805 1-1/8 4-112 6 5-020-025
13/64 0.2031 .1945 1-1/4 5 6 5-020-030
7132 0.2188 .2075 1-1/4 5 6 5-020-035
15/64 0.2344 .2265 1-12 6 6 5-020-040
1/4 0.2500 .2405 1-12 6 6 5-020-045
17/64 0.2656 .2485 1-12 6 6 5-020-050
9/32 0.2813 .2485 1-12 6 6 5-020-055
19/64 0.2969 .2807 1-172 6 6 5-020-060
5/16 0.3125 .2807 1-1/2 6 6 5-020-065
21/64 0.3281 .2807 1-112 6 6 5-020-070
11/32 0.3438 .2807 1-1/2 6 6 5-020-075
23/64 0.3594 3120 1-3/4 7 6 5-020-080
3/8 0.3750 2120 1-3/4 7 6 5-020-085
25/64 0.3906 .3120 1-3/4 7 6 5-020-090
13/32 0.4063 .3745 1-3/4 7 6 5-020-095
27164 0.4219 .3745 1-3/4 7 8 5-020-100
7116 0.4375 .3745 1-3/4 7 8 5-020-105
29/64 0.4531 .3745 1-3/4 7 8 5-020-110
15/32 0.4688 .4370 1-3/4 7 8 5-020-115
31/64 0.4844 4370 2 8 8 5-020-120
12 0.5000 4370 2 8 8 5-020-125
33/64 0.5156 4370 2 8 8 5-020-130
17132 0.5313 4370 2 8 8 5-020-135
35/64 0.5469 4370 2 8 8 5-020-140
96 0.5625 4370 2 8 8 5-020-145
37/64 0.5781 4370 2 8 8 5-020-150
19/32 0.5938 .5620 2 8 8 5-020-155
39/64 0.6094 .5620 2-1/4 9 8 5-020-160
5/8 0.6250 .5620 2-1/4 9 8 5-020-165
41/64 0.6406 .5620 2-1/4 9 8 5-020-170
21/32 0.6563 .5620 2-1/4 9 8 5-020-175
43/64 0.6719 .5620 2-1/4 9 8 5-020-180
1116 0.6875 .5620 2-1/4 9 8 5-020-185
23132 0.7188 .5620 2-1/4 9 8 5-020-190
3/4 0.7500 .6245 2-112 9-1/2 8 5-020-195
25/32 0.7813 .6245 2-112 9-1/2 10 5-020-200
1316 0.8125 .6245 2-112 9-1/2 10 5-020-205
27132 0.8438 .6245 2-112 9-12 10 5-020-210
718 0.8750 .7495 2-5/8 10 10 5-020-215
29/32 0.9063 .7495 2-5/8 10 10 5-020-220
15/16 0.9375 .7495 2-5/8 10 10 5-020-225
1 1.0000 .8745 2-3/4 10-1/2 10 5-020-235
1-1/32 1.0313 .8745 2-3/4 10-1/2 10 5-020-238
1-1/16 1.0625 .8745 2-3/4 10-1/2 10 5-020-240
1-1/8 1.1250 .8745 2-718 11 10 5-020-245
1-3/16 1.1875 .9995 2-718 " 12 5-020-250
1-1/4 1.2500 .9995 3 11172 12 5-020-255
1-5/16 1.3125 .9995 3 11112 12 5-020-260
1-3/8 1.3750 .9995 3-1/4 12 12 5-020-265
1-7116 1.4375 1.2495 3-1/4 12 12 5-020-270
1-12 1.5000 1.2495 3-112 12-1/2 12 5-020-275
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Cutting Tools

Chucking Reamers

Taper Shank, Straight and Helical Flute - Fractional Sizes

* High Speed Steel

® Right Hand Cut

Frac_tional De_cimal Flute Overall Number ;rﬁg:;; Stralgla\:tFlute Heh;zlrilute
Sizes Sizes Length Length of Flutes Number Number Number
1/4 0.2500 1-172 6 6 1 5-025-005 5-030-005
9/32 0.2813 1-172 6 6 1 5-025-010 -
516 0.3125 1-172 6 6 1 5-025-015 5-030-015
11/32 0.3438 1-172 6 6 1 5-025-020 -
3/8 0.3750 1-3/4 7 6 1 5-025-025 5-030-025
13/32 0.4063 1-3/4 7 6 1 5-025-030 5-030-030
6 0.4375 1-3/4 7 8 1 5-025-035 5-030-035
15/32 0.4688 1-3/4 7 8 1 5-025-040 5-030-040
12 0.5000 2 8 8 1 5-025-045 5-030-045
17132 0.5313 2 8 8 1 5-025-050 5-030-050
9/16 0.5625 2 8 8 1 5-025-055 5-030-055
19/32 0.5938 2 8 8 1 5-025-060 5-030-060
5/8 0.6250 2-1/4 9 8 2 5-025-065 5-030-065
21/32 0.6563 2-1/4 9 8 2 5-025-070 5-030-070
1116 0.6875 2-1/4 9 8 2 5-025-075 5-030-075
23/32 0.7188 2-1/4 9 8 2 5-025-080 5-030-080
3/4 0.7500 2-112 9-1/2 8 2 5-025-085 5-030-085
25/32 0.7813 2-112 9-1/2 10 2 5-025-090 5-030-090
13/16 0.8125 2-112 9-1/2 10 2 5-025-095 5-030-095
27132 0.8438 2-112 9-1/2 10 2 5-025-100 5-030-100
718 0.8750 2-5/8 10 10 2 5-025-105 5-030-105
29/32 0.9063 2-5/8 10 10 2 5-025-110 5-030-110
15/16 0.9375 2-5/8 10 10 3 5-025-115 5-030-115
31/32 0.9688 2-5/8 10 10 3 5-025-120 5-030-120
1 1.0000 2-3/4 10-1/2 10 3 5-025-125 5-030-125
1-1/32 1.0313 2-3/4 10-1/2 10 3 5-025-130 5-030-130
1-1/16 1.0625 2-3/4 10-1/2 10 3 5-025-135 5-030-135
1-3/32 1.0938 2-3/4 10-1/2 10 3 5-025-138 -
1-1/8 1.1250 2-7/18 1 10 3 5-025-140 5-030-140
1-5/32 1.1563 2-7/18 1 10 3 5-025-143 5-030-143
1-3/16 1.1875 2-7/18 1 10 3 5-025-145 5-030-145
1-1/4 1.2500 3 11-1/2 12 4 5-025-150 5-030-150
1-9/32 1.2813 3 11-1/2 12 4 5-025-153 -
1-5/16 1.3125 3 11-112 12 4 5-025-155 5-030-155
1-3/8 1.3750 3-1/4 12 12 4 5-025-160 5-030-160
1-7116 1.4375 3-1/4 12 12 4 5-025-165 5-030-165
1-172 1.5000 3-1/2 12-1/2 12 4 5-025-170 5-030-170
1-9/16 1.5625 3-1/2 12-1/2 12 4 5-025-300 5-030-300
1-5/8 1.6250 3-1/2 13 12 4 5-025-330 5-030-330
1-11/16 1.0625 4 13-1/2 12 4 5-025-350 5-030-350
1-3/4 1.7500 4 13-1/2 12 4 5-025-370 5-030-370
1-7/8 1.8750 4 14 12 4 5-025-380 5-030-380
2 2.0000 4 14-1/2 14 4 5-025-400 5-030-400

Chucking Reamer Diameter Tolerances

Up to and including %": +.0001" to +.0004"
Over %" to include 1": +.0001" to +.0005"
Over 1": +.0002" to .0006"
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Chucking Reamers

Taper Shank Chucking Reamers

Taper Shank, Straight Flute — Metric Sizes

¢ High Speed Steel
¢ Right Hand Cut

Dia Flute Overall Nur;]fber '.\I.n: r:f DIN 208/A
mm Length Length Flutes Sha’:nk Part Number

5 23 133 6 1 5-026-005

6 26 138 6 1 5-026-010

7 31 150 6 1 5-026-015

8 33 156 6 1 5-026-020

9 36 162 6 1 5-026-025
10 38 168 6 1 5-026-030
12 44 182 8 1 5-026-040
13 44 182 8 1 5-026-045
14 47 189 8 1 5-026-050
15 50 204 8 2 5-026-055
16 52 210 8 2 5-026-060
17 54 214 8 2 5-026-065
18 56 219 8 2 5-026-070
19 58 223 10 2 5-026-075
20 60 228 10 2 5-026-080
21 62 232 10 2 5-026-085
22 64 237 10 2 5-026-090
23 66 241 10 2 5-026-095
24 68 268 10 3 5-026-100
25 68 268 10 3 5-026-105
26 70 273 10 3 5-026-110
27 il 277 10 3 5-026-115
28 Al 277 10 3 5-026-120
29 73 281 10 3 5-026-125
30 73 281 10 3 5-026-130
31 75 285 12 3 5-026-135
32 77 317 12 4 5-026-140
33 77 317 12 4 5-026-145
34 78 321 12 4 5-026-150
35 78 321 12 4 5-026-155
36 79 325 12 4 5-026-160
37 79 325 12 4 5-026-165
38 81 329 12 4 5-026-170
40 81 329 12 4 5-026-175
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Cutting Tools

REAMERS 311



312

Cutting Tools

Expansion Chucking Reamers
¢ High Speed Steel

e Taper and Straight Shank

e Straight Flute

¢ Right-Hand Cut

Expansion Chucking Reamers

Sizes Flute Number Taper Shank Straight Shank
Fractional Decimal Length conel Flg'fes Taper Part Number Shank Di Part Number
pel art Numbe a a art Numbe
3/8 3750 3/4 7 6 1 5-034-025 5/16 5-033-025
716 4375 718 7 6 1 - 3/8 5-033-035
15/32 4688 718 7 6 1 - 3/8 5-033-040
12 .5000 1 8 6 1 5-034-045 76 5-033-045
17132 5312 1 8 6 1 - 7116 5-033-050
9/16 .5625 1-1/8 8 6 1 - 7116 5-033-055
5/8 .6250 1-1/4 9 6 2 5-034-065 9/16 5-033-065
21/32 .6562 1-1/4 9 6 2 - 9/16 5-033-070
1116 .6875 1-1/4 9 6 2 - 9/16 5-033-075
3/4 .7500 1-3/18 9-112 6 2 5-034-085 5/8 5-033-085
25/32 7812 1-3/18 9-112 6 2 - 5/8 5-033-090
13/16 8125 1-3/8 9-112 6 2 5-034-095 5/8 5-033-095
718 .8750 1-112 10 6 2 5-034-105 3/4 5-033-105
15/16 9375 1-112 10 6 3 - 3/4 5-033-115
31/32 .9688 1-112 10 6 3 - 3/4 5-033-120
1 1.0000 1-5/8 10-1/2 8 3 5-034-125 718 5-033-125
1-1/32 1.0312 1-5/8 10-1/2 8 3 - 7/8 5-033-130
1-1/16 1.0625 1-5/8 10-1/2 8 3 5-034-135 7/18 5-033-135
1-3/32 1.0938 1-3/4 10-1/2 8 3 - 7/18 5-033-140
1-1/8 1.1250 1-3/4 1 8 3 5-034-145 7/18 5-033-145
1-5/32 1.1563 1-3/4 11 8 3 - 7/18 5-033-150
1-3/16 1.1875 1-3/4 1" 8 3 5-034-155 1 5-033-155
1-7/32 1.2188 1-3/4 1" 8 3 5-034-160 1 -
1-1/4 1.2500 1-718 11-112 8 4 5-034-165 1 5-033-165
1-5/16 13125 1-718 11-112 8 4 5-034-170 1 -
1-3/18 1.3750 2 12 8 4 5-034-175 1-1/4 5-033-175
1-7116 1.4375 2 12 8 4 - 1-1/4 5-033-180
1-1/2 1.5000 2-1/8 12-172 10 4 5-034-185 1-1/4 5-033-185
1-9/16 1.5625 2-1/8 12-112 10 4 - 1-1/4 5-033-190
1-5/8 1.6220 2-1/4 13 10 4 5-034-195 1-1/4 5-033-195
1-3/4 1.7500 2-3/8 13-1/2 10 5 5-034-205 1-1/2 5-033-205
1-13/16 1.8125 2-3/8 13-1/2 10 5 - 1-1/2 5-033-210
1-7/8 1.8750 2-112 14 10 5 5-034-215 1-1/2 -
1-15/16 1.9375 2-1/2 14 10 5 5-034-220 1-172 -
2 2.0000 2-12 14 12 5 5-034-225 1-1/2 5-033-225
2-3/16 2.1875 2-3/4 14-1/2 12 5 5-034-240 - -
2-1/4 2.2500 2-3/4 14-112 12 5 5-034-245 - -
2-112 2.5000 3 15 14 5 5-034-265 - -
2-3/4 2.7500 3-1/4 15-1/2 14 5 5-034-270 - -

NOTE: Recommended Expansion Limit = 0.005 x Outside Diameter
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Hand Reamers

Straight Shank, Straight and Left Hand Helical Flutes -

Fractional Sizes

* High Speed Steel
e Cutting end is ground with a starting taper to provide easy entry

e Use Helical reamers for interrupted cuts

Dia Flute Overall Number Straig?:tFlute LH Hell’i;?tl Flute
Inches Length Length of Flutes Number e

1/8 1-172 3 6 5-005-005 5-010-005
9/64 1-5/8 3-1/4 6 5-005-008 -
5/32 1-5/8 3-1/4 6 5-005-010 5-010-010
11/64 1-3/4 3-112 6 5-005-012 -
3/16 1-3/4 3-112 6 5-005-015 5-010-015
7132 1-7/8 3-3/4 6 5-005-020 5-010-020

114 2 4 6 5-005-025 5-010-025
9/32 2-1/8 4-1/4 6 5-005-030 5-010-030
5116 2-1/4 4-1/2 6 5-005-035 5-010-035
11/32 2-3/8 4-3/4 6 5-005-040 5-010-040
25/64 2-112 4-3/4 6 5-005-042 -

3/8 2-1/2 5 6 5-005-045 5-010-045
13/32 2-5/8 5-1/4 6 5-005-050 5-010-050
6 2-3/4 5-112 8 5-005-055 5-010-055
15/32 2-7/8 5-3/4 8 5-005-060 -
31/64 3 6 8 5-005-062 -

112 3 6 8 5-005-065 5-010-065
17132 3-1/8 6-1/4 8 5-005-070 5-010-070
9/16 3-1/4 6-1/2 8 5-005-075 5-010-075
19/32 3-3/8 6-3/4 8 5-005-080 5-010-080

5/8 3-1/2 7 8 5-005-085 5-010-085
21/32 3-11/16 7-3/18 8 5-005-090 5-010-090
1116 3-7/8 7-3/4 8 5-005-095 5-010-095
23/32 4-1/16 8-1/8 8 5-005-100 5-010-100

3/4 4-3/16 8-3/8 8 5-005-105 5-010-105
25/32 4-3/8 8-3/4 10 5-005-110 5-010-110
13/16 4-9/16 9-1/8 10 5-005-115 5-010-115
27132 4-11/16 9-3/8 10 5-005-120 5-010-120

718 4-7/8 9-3/4 10 5-005-125 5-010-125
29/32 5 10 10 5-005-130 5-010-130
15/16 5-1/8 10-1/4 10 5-005-135 5-010-135
31/32 5-5/16 10-5/8 10 5-005-140 -

1 5-7116 10-7/8 10 5-005-145 5-010-145
1-116 5-5/8 11-1/4 10 5-005-150 5-010-150
1-1/8 5-13/16 11-5/8 10 5-005-155 5-010-155
1-3/16 6 12 10 5-005-160 5-010-160
1-1/4 6-1/8 12-1/4 12 5-005-165 5-010-165
1-5/16 6-1/4 1212 12 5-005-170 5-010-170
1-3/8 6-5/16 12-5/8 12 5-005-175 5-010-175
1-7116 6-7/16 12-7/8 12 5-005-180 -
1-12 6-1/2 13 12 5-005-185 5-010-185

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Hand Reamers

Straight Shank, Straight and Left Hand Helical Flutes - Metric Sizes
* High Speed Steel

e Cutting end is ground with a starting taper to provide easy entry

e Use Helical reamer for interrupted cuts

Dia Flute Overall Number Straight Flute DiN 206/A | LH Helical Flute DiN 206/B
mm Length Length of Flutes Part Number Part Number
3.0 31 62 6 5-006-005 5-011-005
3.2 33 66 6 5-006-010 5-011-010
3.5 35 7 6 5-006-015 5-011-015
4.0 38 76 6 5-006-020 5-011-020
4.5 4 81 6 5-006-025 5-011-025
5.0 44 87 6 5-006-030 5-011-030
5.5 47 93 6 5-006-035 5-011-035
6.0 47 93 6 5-006-040 5-011-040
6.5 50 100 6 5-006-042 -
7.0 54 107 6 5-006-045 5-011-045
8.0 58 115 6 5-006-050 5-011-050
8.5 58 115 6 5-006-052 -
9.0 62 124 6 5-006-055 5-011-055
9.5 62 124 6 5-006-057 -
10.0 66 133 6 5-006-060 5-011-060
10.5 66 133 6 5-006-062 -
11.0 71 142 8 5-006-065 5-011-065
11.5 71 142 8 5-006-067 -
12.0 76 152 8 5-006-070 5-011-070
12.5 76 152 8 5-006-072 -
13.0 76 152 8 5-006-075 5-011-075
13.5 81 163 8 5-006-077 -
14.0 81 163 8 5-006-080 5-011-080
15.0 81 163 8 5-006-085 5-011-085
16.0 87 175 8 5-006-090 5-011-090
16.5 87 175 8 5-006-092 -
17.0 87 175 8 5-006-095 5-011-095
18.0 93 188 8 5-006-100 5-011-100
19.0 93 188 10 - 5-011-105
20.0 100 201 10 5-006-110 5-011-110
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Straight Shank Hand Reamers

Expansion Hand Reamers

¢ High Speed Steel
e Available in Straight and Left Hand Helical Flutes

Dia Flute Overall Nur;\fber Straigra‘:t Flute Heligaalrlélute
inches Length Length Flutes Number Number
5/16 1-3/4 4 6 5-013-020 5-014-020
3/8 2 5 6 5-013-025 5-014-025
6 2 5 6 5-013-035 -
12 2 5-1/2 6 5-013-045 5-014-045
9/16 2-112 6 6 5-013-055 5-014-055
19/32 2-112 6 6 - 5-014-060
5/8 3 7 6 5-013-065 5-014-065
21/32 3 7 6 5-013-070 -
23/32 3 7 6 5-013-080 -
3/4 3-12 8 8 5-013-085 5-014-085
718 4 9 8 5-013-105 5-014-105
1 4-112 10 8 5-013-125 5-014-125
1-1/8 4-3/4 10-1/2 8 5-013-135 -
1-1/4 5 1" 8 5-013-145 5-014-145
1-112 5-1/2 12 10 5-013-165 -

Recommended Expansion Limit = 0.01 x Outside Diameter

Maximum Expansion Limit: Diameters 5/16" thru 15/32" = .006"
Diameters 1/2"” thru 7/8" = .010"
Diameters 1” thru 1-1/2" =.012"
Diameters over 1-1/2" = .015"
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Cutting Tools

Bridge Reamers

* High Speed Steel

e Taper Shank

e Available in Straight and Left Hand Helical Flutes
e Right Hand Cut

Dia Appr ox Dia Flute overall Nur:fber _SrI;:re\l: Stralgg:c‘t Flute Heh;aalrslute
Inches e i Length Length Flutes Number Number Number
5116 11/64 4-3/8 8-1/4 5 2 - 5-050-003
13/32 7/32 4-3/8 8-1/4 5 2 - 5-050-004
7116 17/64 4-3/8 8-1/4 5 2 5-055-005 5-050-005
15/32 9/32 5-1/8 9 5 2 - 5-050-007
12 5/16 5-1/8 9 5 2 5-055-010 5-050-010
17132 11/32 5-1/8 9 5 2 5-055-011 5-050-012
9/16 3/8 5-1/8 9 5 2 5-055-015 5-050-015
5/8 25/64 6-1/8 10 5 2 5-055-020 5-050-020
11/16 13/32 7-118 11-3/4 5 3 5-055-025 5-050-025
3/4 15/32 7-318 12 5 3 5-055-030 5-050-030
13/16 35/64 7-3/18 12 5 3 5-055-035 5-050-035
7/8 39/64 7-3/8 12 5 3 5-055-040 5-050-040
15/16 43/64 7-3/8 12 5 3 5-055-045 5-050-045
1 47164 7-3/8 12 5 3 5-055-050 5-050-050
1-1/16 13/16 7-3/18 12 5 3 5-055-055 5-050-055
1-1/8 55/64 7-3/18 12 5 3 5-055-060 5-050-060
1-3/16 59/64 7-3/18 12 5 3 5-055-065 5-050-065
1-1/4 63/64 7-318 13 5 4 5-055-070 5-050-070
1-5/16 1-1/16 7-318 13 5 4 5-055-075 5-050-075
1-3/8 1-1/8 7-318 13 5 4 5-055-080 5-050-080
1-7116 1-3/16 7-318 13 5 4 - 5-050-085
1-112 1-1/4 7-318 13 5 4 5-055-085 5-050-090
1-9/16 1-1/4 7-318 13 5 4 5-055-088 5-050-095
1-5/8 1-3/8 7-3/8 13 5 4 5-055-090 5-050-100
1-1116 1-3/8 7-3/8 13 5 4 - 5-050-105
1-3/4 1-7/16 7-3/8 13 5 4 - 5-050-110
1-13/16 1-7/16 7-3/8 13 5 4 - 5-050-115
1-7/18 1-1/2 7-3/18 13 5 4 - 5-050-120
1-15/16 1-1/2 7-318 13 5 4 - 5-050-125
2 1-3/4 7-318 13 5 4 - 5-050-130

Adjustable Blade Reamers =ﬁ

e High Speed Steel

Size Rzi:;e ©lL o'\#uBrlnat:iil; N:ﬂger Size Rgi:;e Ol o'\:‘uBrlnal:ieers N: ;r;er
8/A 1/4 10 9/32 3-112 4 5-012-001 E 23/32 to 25/32 7-1/4 6 5-012-012
7IA 9/32 t0 5/16 3-3/4 4 5-012-002 F 25/32 t0 27/32 7-3/4 6 5-012-013
6/A 5/16 to 11/32 4 4 5-012-003 G 27/32 t0 15/16 8-1/4 6 5-012-014
5/A 11/32 t0 3/8 4-1/4 4 5-012-004 H 1516 to 1-1/16 8-3/4 6 5-012-015
4/A 3/8 to 3/32 4-12 4 5-012-005 | 1-1/16 to 1-3/16 10 6 5-012-016
3/A 13/32t0 7116 4-3/4 6 5-012-006 J 1-3/16 to 1-11/32 " 6 5-012-017
2/A 7116 to 15/32 5 6 5-012-007 K 1-11/32t0 1-112 12 6 5-012-018
A 15/32 t0 17/32 5-1/4 6 5-012-008 L 1-1/2t0 1-13/16 13 6 5-012-019
B 17/32 t0 19/32 5-3/4 6 5-012-009 M 1-13/16 to 2-7/32 15 6 5-012-020
C 19/32 to 21/32 6-1/4 6 5-012-010 N 2-7/32 to 2-3/4 17 6 5-012-021
D 21/32 to0 23/32 6-3/4 6 5-012-011 0 2-3/4 t0 3-11/32 19 6 5-012-022
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Taper Pin Reamers

* High Speed Steel
e Taper 1/4" per foot
e Right-Hand Cut

e Available in Straight and Left Hand Helical Flutes B W= s
C
Size [S):: ac:r [I.);ar ;: Flute overall Straigl;t Flute | Slow HeLicaI Flute | High Helcical Flute
End End Length Length Part Number Part Number Part Number
5/0 0719 .0966 1-3/16 2-3/16 5-100-003 5-105-003 =
4/0 .0869 1142 1-5/16 2-5/16 5-100-004 5-105-004 =
3/0 11029 1302 1-5/16 2-5/16 5-100-005 5-105-005 =
2/0 1137 1462 1-9/16 2-9/16 5-100-010 5-105-010 =
0 1287 1638 1-11/16 2-15/16 5-100-015 5-105-015 5-110-015
1 1447 1798 1-11/16 2-15/16 5-100-020 5-105-020 5-110-020
2 .1605 .2008 1-15/16 3-3/16 5-100-025 5-105-025 5-110-025
3 1813 2294 2-5/16 3-11/16 5-100-030 5-105-030 5-110-030
4 2071 2604 2-9/16 41116 5-100-035 5-105-035 5-110-035
5 2409 2994 2-13/16 4-5/16 5-100-040 5-105-040 5-110-040
6 2773 3540 3-11/16 5-7/16 5-100-045 5-105-045 5-110-045
7 3297 4220 47116 6-5/16 5-100-050 5-105-050 5-110-050
8 3971 5050 5-3/16 7-3/16 5-100-055 5-105-055 5-110-055
9 4805 6066 6-1/16 8-5/16 5-100-060 5-105-060 5-110-060
10 5799 7216 6-13/16 9-5/16 5-100-065 5-105-065 5-110-065
Taper Pin Reamers, Metric
* High Speed Steel
e Right Hand Cut
¢ DIN 9A and 9B
e Taper is 1:50
= O | rwe | ownn | Mmber | sumsrumue | SO
Small End Large End g g Flutes Part Number PartINumber
3 2.9 4.06 58 80 5 5-101-005 =
4 3.9 5.26 68 93 5 5-101-010 5-106-010
5 4.9 6.36 73 100 5 5-101-015 5-106-015
6 5.9 8 105 135 6 5-101-020 5-106-020
7 6.9 9 105 135 6 5-101-025 5-106-025
8 7.9 10.8 145 180 7 5-101-030 5-106-030
10 9.9 13.4 175 215 7 5-101-035 5-106-035
12 11.86 16 210 255 7 5-101-040 5-106-040
13 12.86 17 220 265 7 5-101-042 5-106-042
16 15.8 20.4 230 280 9 5-101-045 5-106-045
20 19.8 24.8 250 310 9 5-101-050 5-106-050
25 24.7 30.7 300 370 9 5-101-055 5-106-055
30 29.7 36.1 320 400 9 5-101-060 5-106-060
40 39.7 46.5 340 430 1 5-101-065 5-106-065
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Cutting Tools

Car Reamers
¢ High Speed Steel

¢ 5 Flute

o Left Hand Helix
* Right-Hand Cut

Car Reamers

Hex Shank
Reamer Hex Shank Flute Overall Part
Dia Length Length Length Number
1116 1-1116 4-1/2 6-1/2 5-058-025
13/16 1-1/4 5 7 5-058-035
15/16 1-7116 5 7 5-058-045
1-1/16 1-5/8 5 7 5-058-055
3 Equal Flat Straight Shank
Reamer Shank Shank Flute Overall Part
Dia Dia Length Length Length Number
516 5/16 1-172 2-3/4 4-5/8 5-057-003
3/8 3/8 1-172 2-3/4 4-5/8 5-057-004
7116 7116 1-172 3-1/2 5-3/8 5-057-005
12 12 1-172 4 5-7/18 5-057-010
9/16 12 1-172 4 5-7/18 5-057-015
5/8 12 1-112 4-1/2 6-3/8 5-057-020
1116 12 1-112 4-1/2 6-3/8 5-057-025
3/4 12 1-112 5 6-7/8 5-057-030
13/16 12 1-112 5 6-7/8 5-057-035
718 12 1-112 5 6-7/8 5-057-040
15/16 12 1-12 5 6-7/8 5-057-045
1 112 1-172 5 6-7/8 5-057-050
1-116 12 1-172 5 6-7/8 5-057-055
Taper Shank
Reamer Morse Shank Flute Overall Part
Dia Length Length Length Number
516 No. 1 2-3/4 5-11/16 5-056-003
3/8 No. 1 2-3/4 5-11/16 5-056-004
76 No. 2 3-112 6-15/16 5-056-005
12 No. 2 4 7-9/16 5-056-010
9/16 No. 2 4 7-9/16 5-056-015
11716 No. 3 4-172 8-13/16 5-056-025
3/4 No. 3 5 9-1/2 5-056-030
13/16 No. 3 5 9-1/2 5-056-035
15/16 No. 3 5 9-1/2 5-056-045
1 No. 3 5 9-112 5-056-050
1-116 No. 3 5 9-1/2 5-056-055
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Taper Pipe Reamers

¢ High Speed Steel
e Taper 3/4" per foot
¢ Right-Hand Cut

e Available in Straight and Left Hand Helical Flutes

Taper Pipe Reamers

Size Large End SmaI_I End Flute Nu?fber Overall Stralgg;ctFlute
Dia Dia Length Flutes Length NeEeT
116 291 .245 3/4 6 2 5-060-005
1/8 .362 316 3/4 6 2-1/8 5-060-010
1/4 472 406 1-1/16 6 2-7116 5-060-015
3/8 .606 .540 1-1116 6 2-9/16 5-060-020
12 751 .665 1-3/8 6 3-1/8 5-060-025
3/4 .962 .876 1-3/8 8 3-1/4 5-060-030
1 1.212 1.103 1-3/4 10 3-3/4 5-060-035
1-1/4 1.553 1.444 1-3/4 10 4 5-060-040
1-1/2 1.793 1.684 1-3/4 10 4-1/4 5-060-045
2 2.268 2.159 1-3/4 12 4-1/2 5-060-050
2-1/2 2.772 2.561 2-5/8 12 5-1/2 5-060-055
3 3.380 3.202 2-3/4 12 6 5-060-060
5 Piece Set 1/8" thru 3/4" 5-060-105

Size Large End SmaI_I End Flute Nu?fber Overall Hellf)aalrflute

Dia Dia Length Flutes Length Number
116 291 .245 3/4 6 2 5-065-005
118 .362 316 3/4 6 2-1/8 5-065-010
114 472 406 1-116 6 2-7116 5-065-015
3/8 .606 .540 1-116 6 2-9/16 5-065-020
12 751 .665 1-3/8 6 3-1/8 5-065-025
3/4 .962 .876 1-3/8 8 3-1/4 5-065-030
1 1.212 1.103 1-3/4 10 3-3/4 5-065-035
1-1/4 1.553 1.444 1-3/4 10 4 5-065-040
1-112 1.793 1.684 1-3/4 10 4-1/4 5-065-045
2 2.268 2.159 1-3/4 12 4-12 5-065-050
2-112 2.772 2.561 2-5/8 12 5-112 5-065-055
3 3.380 3.202 2-3/4 12 6 5-065-060
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Cutting Tools

Shell Reamers

¢ High Speed Steel
e Available in Straight and Left Hand Helical Flutes

Straight Helical Flute
Flute LH 10°
13/16 2-112 112 10 5 5-150-010 =
718 2-112 112 10 5 5-150-015 5-155-015
15/16 2-112 112 10 5 5-150-020 5-155-020
1 2-112 112 10 5 5-150-025 5-155-025
1-1/16 2-3/4 5/8 10 6 5-150-030 5-155-030
1-1/8 2-3/4 5/8 10 6 5-150-035 5-155-035
1-3/16 2-3/4 5/8 10 6 5-150-040 5-155-040
1-1/4 2-3/4 5/8 12 6 5-150-045 5-155-045
1-5/16 3 3/4 12 7 5-150-050 5-155-050
1-3/8 3 3/4 12 7 5-150-055 5-155-055
1-7116 3 3/4 12 7 5-150-060 5-155-060
1-1/2 3 3/4 12 7 5-150-065 5-155-065
1-9/16 3 3/4 12 7 5-150-070 5-155-070
1-5/8 3 3/4 12 7 5-150-075 5-155-075
1-11/16 3-112 1 12 8 5-150-080 5-155-080
1-3/4 3-1/2 1 12 8 5-150-085 5-155-085
1-13/16 3-1/2 1 12 8 5-150-090 5-155-090
1-7/8 3-112 1 12 8 5-150-095 5-155-095
1-15/16 3-1/2 1 12 8 5-150-100 5-155-100
2 3-112 1 14 8 5-150-105 5-155-105
2-1/16 3-3/4 1-1/4 14 9 5-150-110 5-155-110
2-1/8 3-3/4 1-1/4 14 9 5-150-115 5-155-115
2-3/16 3-3/4 1-1/4 14 9 5-150-120 5-155-120
2-1/4 3-3/4 1-1/4 14 9 5-150-125 5-155-125
2-5/16 3-3/4 1-1/4 14 9 5-150-130 5-155-130
2-3/8 3-3/4 1-1/4 14 9 5-150-135 5-155-135
2-7116 3-3/4 1-1/4 14 9 5-150-140 5-155-140
2-112 3-3/4 1-1/4 14 9 5-150-145 5-155-145
2-9116 4 1-112 16 10 5-150-150 5-155-150
2-5/8 4 1-1/2 16 10 5-150-155 5-155-155
2-11116 4 1-112 16 10 5-150-160 5-155-160
2-3/4 4 1-112 16 10 5-150-165 5-155-165
2-1316 4 1-112 16 10 5-150-170 5-155-170
2-7/8 4 1-1/2 16 10 5-150-175 5-155-175
2-15/16 4 1-1/2 16 10 5-150-180 5-155-180
3 4 1-112 16 10 5-150-185 5-155-185
3-1/16 4-112 1-3/4 18 1 5-150-190 5-155-190
3-1/8 4-12 1-3/4 18 1 5-150-195 5-155-195
3-3/16 4-12 1-3/4 18 11 5-150-200 5-155-200
3-1/4 4-112 1-3/4 18 11 5-150-205 5-155-205
3-5/16 4-112 1-3/4 18 1 5-150-210 5-155-210
3-3/8 4-12 1-3/4 18 11 5-150-215 5-155-215
3-716 4-12 1-3/4 18 11 5-150-220 5-155-220
3-112 4-12 1-3/4 18 11 5-150-225 5-155-225
3-9/16 5 2 20 12 5-150-230 5-155-230
3-5/8 5 2 20 12 5-150-235 5-155-235
3-11/16 5 2 20 12 5-150-240 =
3-3/4 5 2 20 12 5-150-245 5-155-245
3-13/16 5 2 20 12 5-150-250 5-155-250
3-7/8 5 2 20 12 - 5-155-255
3-15/16 5 2 20 12 5-150-260 5-155-260
4 5 2 20 12 5-150-265 5-155-265
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Cutting Tools

Counterboring and Countersinking
Recommended starting points for Speeds and Feeds

Speed
Material Speed (SFM)
Mild Steel 75-85
Alloy Steel 40-80
Cast Iron - Soft 120-140
Brass 150-300
Feed
Cutting Major Diameter Inch per Rev.
1/4 10 3/8 .003 - .005
7/16 to 5/8 .004 - .006
11/16t0 7/8 .005 -.007
15/16 to 1-3/16 .006 - .008
1-1/4 10 1-1/2 .007 - .009

COUNTERBORES AND COUNTERSINKS Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




Fillister Head Counterbores

e Straight Shank
e 2 Flute
e High Speed Steel
Screw Pilot Shank Overall Part Pilot and Shank Overall Part
Size Size Dia Length Number Cutting Size Dia Length Number
4 0.111 0.198 2-1/2 5-625-060 114 x 13/32 5/16 3-5/8 5-650-020
5 0.124 0.220 2-12 5-625-080 5/16 x 15/32 3/8 4 5-650-040
6 0.137 0.241 2-112 5-625-100 3/8x19/32 716 4-3/8 5-650-060
8 0.163 0.285 2-3/4 5-625-120 716 x 21/32 12 4-3/4 5-650-080
10 0.189 0.328 2-3/4 5-625-140 112 x 25/32 916 5-1/4 5-650-100
12 0.215 0.372 3 5-625-160 5 Piece Set 1/4" thru 1/2" in Box 5-650-505
Capscrew Counterbores
«suaght sank ==y
* 3 Flute
¢ High Speed Steel
Cap Screw Size Pilot Dia Cutter Dia Shank Dia Overall Length N::\Iger
#5 0.141 0.221 3/16 3 5-610-005
#6 0.150 0.242 7132 3 5-610-006
#3 11/64 19/64 1/4 3 5-610-008
#10 13/64 21/64 516 3-1/2 5-610-010
1/4 9/32 13/32 3/8 5 5-610-015
516 11/32 12 7116 5 5-610-020
3/8 13/32 19/32 12 6 5-610-025
716 15/32 11/16 12 7 5-610-030
12 17132 25/32 12 7-112 5-610-033
12 17132 25/32 3/4 7-112 5-610-035
12 9/16 13/16 3/4 7-112 5-610-037
5/8 21/32 31/32 3/4 7-112 5-610-040
5/8 1116 1 3/4 7-112 5-610-043
3/4 13/16 1-3/16 1 8 5-610-045
7/8 15/16 1-3/8 1 8 5-610-050
1 1-116 1-9/16 1 10 5-610-055
7 Piece Set: 6-1/2 Metal Case 5-610-107
7 Piece Set: 6-1/2 No Block 5-610-117

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Capscrew Counterbores, Metric Sizes
e Straight Shank and Tapered Shank

3 Flute
¢ High Speed Steel
Cap Screw Pilot Dia Cutter Dia Shank Dia Overall Length Part
Size mm mm inches inches Number
M3 3.4 6 7132 3 5-614-003
M4 4.5 8 5/16 3-172 5-614-004
M5 5.5 10 3/8 4-1/2 5-614-005
M6 6.6 11 716 5 5-614-006
M8 9 15 12 6 5-614-008
M10 11 18 12 7 5-614-010
M12 14 20 12 7-112 5-614-012
M14* 15 24 MT2 8-1/4 5-614-014
M16* 17 26 MT2 9 5-614-016
M20* 21 33 MT2 10 5-614-020
7 Piece Set: 3 thru 12 mm, Includes Metal Case 5-614-107
* Taper Shank
Capscrew Counterbores, Fractional Sizes
e Taper Shank
3 Flute
e High Speed Steel
CapSiSzc;ew Pilot Dia Cutter Dia Shank Taper Ove:ra‘!hLeesngth N:::; o
1/4 9/32 13/32 2MT 5-3/4 5-612-015
5/16 11/32 12 2MT 6 5-612-020
3/8 13/32 19/32 2MT 6-1/2 5-612-025
7116 15/32 1116 2MT 7 5-612-030
12 17/32 25/32 2MT 7-1/4 5-612-035
5/8 21/32 31/32 2MT 7-112 5-612-040
3/4 13/16 1-3/16 3MT 9 5-612-045
718 15/16 1-3/8 3MT 9 5-612-050
1 1-1116 1-9/16 3MT 10 5-612-055

3 Flute Solid Capscrew Counterbore Sets

e Fractional and Metric Sizes
e High Speed Steel

A Part
Set Description Number
1/4, 5/16,3/8,1/2, #6, #8 & #10 5-610-107
3,456,810 & 12 mm 5-614-107

COUNTERBORES AND COUNTERSINKS
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Cutting Tools

Combined Drill and Countersinks
* High Speed Steel and Cobalt

® Plain Type
e Right Hand
® 60° - 82° - 90° degree
A i Part Number
size Number | 752 Dia ng!th (L)::;“ 60° 82° 90° Cobalt 60°
00 1/8 025 025 1-1/4 5-600-002 = = =
0 1/8 1132 132 1-1/4 5-600-005 - - -
1 1/8 3/64 3/64 1-1/4 5-600-010 5-600-210 - 5-601-010
2 3116 5/64 5/64 1-7/8 5-600-015 5-600-215 5-600-315 5-601-015
3 1/4 7164 7/64 2 5-600-020 5-600-220 5-600-320 5-601-020
4 5/16 1/8 1/8 2-1/8 5-600-025 5-600-225 5-600-325 5-601-025
5 716 3/16 3116 2-3/4 5-600-030 5-600-230 5-600-330 5-601-030
6 12 7132 7132 3 5-600-035 5-600-235 5-600-335 5-601-035
7 5/8 1/4 1/4 3-1/4 5-600-040 5-600-240 5-600-340 5-601-040
8 3/4 5/16 5/16 3-112 5-600-045 5-600-245 5-600-345 5-601-045
9 718 11/32 11/32 3-5/8 5-600-050 = = =
10 1 3/8 3/8 3-3/4 5-600-055 = = = =
5 Piece Set: #1 thru #5 5-600-100 5-600-300 5-600-400 5-601-100 o
=
m
* Bell Type * Long Type g —— — @
e Right Hand e Right Hand —— = —— o
m
Size Body Drill Drill Overall | Part Number Size Body Drill Drill Overall Part 2
Number Dia Dia Length | Length 60° Number Dia Dia Length | Length Number A
1 1/8 3/64 3/64 1-1/4 5-605-005 1 1/8 3/64 3/64 3 5-602-103 8
12 3/16 116 116 1-7/18 5-605-010 1 18 3/64 3/64 4 5-602-104 =2
13 1/4 3132 3132 2 5-605-015 1 1/8 3/64 3/64 5 5-602-105 m
14 5/16 7164 7164 2-1/8 5-605-020 1 1/8 3/64 3/64 6 5-602-106 a
15 716 5/32 5/32 2-3/4 5-605-025 2 3/16 5/64 5/64 4 5-602-204 =
16 12 3116 3116 3 5-605-030 2 3/16 5/64 5/64 5 5-602-205 %
17 5/8 7132 7132 3-1/4 5-605-035 2 3/16 5/64 5/64 6 5-602-206
18 3/4 1/4 1/4 3-112 5-605-040 3 1/4 7164 7164 4 5.602-304
3 1/4 7164 7164 5 5-602-305
3 1/4 7/64 7/64 6 5-602-306
. 4 5/16 1/8 1/8 4 5-602-404
* Metric Sizes 2 516 178 178 5 5-602-405
* DIN 333A 4 5/16 18 18 6 5-602-406
* Right Hand 4112 3/8 9/64 964 4 5-602-454
4102 3/8 964 964 5 5-602-455
size Shank Dia OAL Part 4112 3/8 964 964 6 5-602-456
on on Number 5 7116 3/16 3/16 4 5-602-504
0.8 3.15 21 5-603-008 5 7116 3/16 3/16 5 5-602-505
1 3.15 335 5-603-010 5 7116 316 3/16 6 5-602-506
1.6 4 375 5-603-016 6 112 732 7132 5 5-602-605
2 5 4 5-603-020 6 112 7132 7132 6 5-602-606
2.5 6.3 47 5-603-025 7 5/8 1/4 1/4 5 5-602-705
3.15 8 52 5-603-031 7 5/8 1/4 1/4 6 5-602-706
4 10 59 5-603-040 8 3/4 5/16 5/16 6 5-602-806
5 125 66 5-603-050
6.3 16 74 5-603-063
8 20 83 5-603-080
10 25 103 5-603-100

TMX Cutting Tools, part of the Toolmex Industrial Solutions family COUNTERBORES AND COUNTERSINKS 325



COUNTERBORES / COUNTERSINKS

326
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6 Flute Machine Countersinks

¢ High Speed Steel

Dia Dia 60° 82° 90°
of Mill of Shank Part Number Part Number Part Number
3/16 3/16 5-660-6005 5-660-8205 5-660-9005
1/4 1/4 5-660-6010 5-660-8210 5-660-9010
5116 1/4 5-660-6015 5-660-8215 5-660-9015
3/8 1/4 5-660-6020 5-660-8220 5-660-9020
12 1/4 5-660-6025 5-660-8225 5-660-9025
5/8 12 5-660-6030 5-660-8230 5-660-9030
3/4 12 5-660-6035 5-660-8235 5-660-9035
7/8 12 5-660-6040 5-660-8240 5-660-9040
1 12 5-660-6045 5-660-8245 5-660-9045
1-1/4 3/4 5-660-6050 5-660-8250 5-660-9050
1-112 3/4 5-660-6055 5-660-8255 5-660-9055
1-3/4 1 5-660-6060 5-660-8260 5-660-9060
2 1 5-660-6065 5-660-8265 5-660-9065
5 Piece Set: 1/4to0 1" 5-660-6085 5-660-8285 5-660-9085
8 Piece Set: 1/4to 1" 5-660-6088 5-660-8288 5-660-9088
10 Piece Set: 1/4 to 1-1/2" 5-660-6090 5-660-8290 5-660-9090
11 Piece Set: 3/16 to 1-1/2" 5-660-6091 5-660-8291 5-660-9091

Zero Flute Countersinks and Deburring Tools
e High Speed Steel

Size Range of Hole Shank 60° 82° 90°
Number | small Dia | Large Dia | Dia Part Number Part Number Part Number

0 116 15/64 1/4 5-652-6000 5-652-8200 5-652-9000
1 5/32 13/32 1/4 5-652-6001 5-652-8201 5-652-9001
2 3/16 17132 1/4 5-652-6002 5-652-8202 5-652-9002
3 5/16 25/32 12 5-652-6003 5-652-8203 5-652-9003
4 9/16 1-1/16 12 5-652-6004 5-652-8204 5-652-9004
5 5/8 1-15/32 12 - 5-652-8205 =
6 3/4 1-3/4 5/8 = 5-652-8206 =
7 1 2 5/8 = 5-652-8207 =
8 1-1/4 2-112 3/4 = 5-652-8208 =

0-4 Set of 5 Pieces 5-652-6010 5-652-8210 5-652-9010
1-5 Set of 5 Pieces - 5-652-8215 -
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Single Flute Countersinks
e High Speed Steel

Size Shan Shank Overall 60° 82° 90° 100°
Dia Length Length Part Number Part Number Part Number Part Number
3/16 3/16 3/4 1-112 5-654-6005 5-654-8205 5-654-9005 5-654-9505
1/4 1/4 3/4 2 5-654-6010 5-654-8210 5-654-9010 5-654-9510
5/16 1/4 1 2 5-654-6015 5-654-8215 5-654-9015 5-654-9515
3/8 114 1 2 5-654-6020 5-654-8220 5-654-9020 5-654-9520
12 1/4 1 2 5-654-6025 5-654-8225 5-654-9025 5-654-9525
5/8 3/8 1-1/8 2-3/4 5-654-6030 5-654-8230 5-654-9030 5-654-9530
5/8 112 1-1/8 2-3/4 5-654-6032 5-654-8232 5-654-9032 -
3/4 3/8 1-5/16 2-3/4 5-654-6035 5-654-8235 5-654-9035 5-654-9535
3/4 112 1-5/16 2-3/4 5-654-6037 5-654-8237 5-654-9037 5-654-9537
7/8 12 1-5/16 2-3/4 5-654-6040 5-654-8240 5-654-9040 =
1 112 1-5/16 2-3/4 5-654-6045 5-654-8245 5-654-9045 5-654-9545
1-1/4 3/4 1-5/8 3-3/8 5-654-6050 5-654-8250 5-654-9050 -
1-112 3/4 1-5/8 3-1/2 5-654-6055 5-654-8255 5-654-9055 5-654-9555
2 3/4 1-5/8 3-3/4 5-654-6060 5-654-8260 5-654-9060 5-654-9560
5 Piece Set: 1/4to 1" 5-654-6085 5-654-8285 5-654-9085 5-654-9585
9 Piece Set: 3/16t0 1" 5-654-6089 5-654-8289 5-654-9089 5-654-9589
12 Piece Set: 3/16 t0 2" 5-654-6092 5-654-8292 5-654-9092 5-654-9592
3 Flute Reamer Countersinks
¢ High Speed Steel
Size Sha?nk Shank Overall 60° 82° 90° 100°
Dia Length Length Part Number Part Number | Part Number Part Number
1/4 3/16 3/4 1-112 5-656-6005 5-656-8205 5-656-9005 5-656-9505
3/8 1/4 7/8 1-3/4 5-656-6010 5-656-8210 5-656-9010 5-656-9510
12 3/8 1 2 5-656-6015 5-656-8215 5-656-9015 5-656-9515
5/8 3/8 1 2-1/4 5-656-6020 5-656-8220 5-656-9020 5-656-9520
3/4 12 1-1/4 2-5/8 5-656-6025 5-656-8225 5-656-9025 5-656-9525
1 12 1-1/4 2-3/4 5-656-6030 5-656-8230 5-656-9030 5-656-9530
1-1/4 3/4 1-1/4 3 5-656-6035 5-656-8235 5-656-9035 5-656-9535
1-112 3/4 1-1/4 3 5-656-6040 5-656-8240 5-656-9040 5-656-9540
2 3/4 1-1/4 3-1/4 5-656-6045 5-656-8245 5-656-9045 5-656-9545
5 Piece Set: 1/4to 1" 5-656-6085 5-656-8285 5-656-9085 5-656-9585
6 Piece Set: 1/4t0 1" 5-656-6086 5-656-8286 5-656-9086 5-656-9586
4 Flute Machine Countersinks pr—
—
* High Speed Steel ‘ '
Size Sha'nk Shank Overall 60° 82° 90°
Dia Length Length Part Number Part Number Part Number
12 112 2-1/4 3-7/8 5-658-6005 5-658-8205 5-658-9005
5/8 112 2-1/4 4 5-658-6010 5-658-8210 5-658-9010
3/4 1/2 2-1/4 4-1/8 5-658-6015 5-658-8215 5-658-9015
7/8 112 2-1/4 4-1/4 5-658-6020 5-658-8220 5-658-9020
1 112 2-1/4 4-3/8 5-658-6025 5-658-8225 5-658-9025
1-1/4 12 2-1/4 5 5-658-6030 5-658-8230 5-658-9030
1-172 12 2-1/4 5-3/8 5-658-6035 5-658-8235 5-658-9035
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Countersink Sets
e High Speed Steel

Single Flute Countersink Sets

Part Number
Set Size
60° 82° 90° 100°
5 Piece: 1/4t0 1" 5-654-6085 5-654-8285 5-654-9085 5-654-9585
9 Piece: 3/16t0 1" 5-654-6089 5-654-8289 5-654-9089 5-654-9589
12 Piece: 3/16t02" 5-654-6092 5-654-8292 5-654-9092 5-654-9592

5 Piece Set Includes: 1/4, 3/8, 1/2, 3/4, and 1"
9 Piece Set Includes: 3/16, 1/4, 5/16, 3/8, 1/2, 5/8, 3/4, 7/8, and 1"
12 Piece Set Includes: 3/16, 1/4, 5/16, 3/8, 1/2, 5/8, 3/4, 7/8, 1, 1-1/4, 1-1/2, and 2"

3 Flute Center Countersink Sets

Part Number
Set Size
60° 82° 90° 100°
5 Piece: 1/4to 1" 5-656-6085 5-656-8285 5-656-9085 5-656-9585
6 Piece: 1/4t0 1" 5-656-6086 5-656-8286 5-656-9086 5-656-9586
5 Piece Set Includes: 1/4, 3/8, 1/2, 3/4, and 1"
6 Piece Set Includes: 1/4, 3/8, 1/2, 5/8, 3/4 and 1"
6 Flute Machine Countersink Sets
Part Number
Set Size
60° 82° 90°
5 Piece: 1/4to 1" 5-660-6085 5-660-8285 5-660-9085
8 Piece: 1/4t0 1" 5-660-6088 5-660-8288 5-660-9088
10 Piece: 1/4t0 1-1/2" 5-660-6090 5-660-8290 5-660-9090
11 Piece: 3/16to 1-1/2" 5-660-6091 5-660-8291 5-660-9091

5 Piece Set Includes: 1/4, 3/8, 1/2, 3/4, and 1"

8 Piece Set Includes: 1/4, 5/16, 3/8, 1/2, 5/8, 3/4, 7/8, and 1"

10 Piece Set Includes: 1/4, 5/16, 3/8, 1/2, 5/8, 3/4, 7/8, 1, 1-1/4, and 1-1/2"

11 Piece Set Includes: 3/16, 1/4, 5/16, 3/8, 1/2, 5/8, 3/4, 7/8, 1, 1-1/4, and 1-1/2"
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Cutting Tools

Carbide Burrs Technical Reference

Recommended Speeds for Carbide Headed Burrs

Double cut burrs are not recommended for machining aluminum, zinc or plastic

CARBIDE BURRS

Burr Diameter RPM
3/16" 30,000
1/4" - 3/8" 25,000
me-1/2" 20,000
5/8" - 3/4' 15,000
1" 12,000

Customer Service ° +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com




Cylinder Shape End Cut (SB)

® Double cut

* Superb geometry
e Consistency from tool to tool

Shape and Size| Cutting Dia Shank Dia | Length of Cut | Overall Length | Part Number Double Cut
SB-43 1/8 1/8 9/16 1-1/2 1-302-1013
SB-14 3/16 1/4 5/ 2-172 1-302-2019
SB-51 1/4 1/8 3/16 1-5/8 1-302-1025
SB-1 1/4 1/4 5/8 2-172 1-302-2025
SB-2 5/16 1/4 3/4 2-172 1-302-2031
SB-3 3/8 1/4 3/4 2-112 1-302-2038
SB-5 12 1/4 1 2-3/4 1-302-2050
SB-6 5/8 1/4 1 2-3/4 1-302-2063
SB-7 3/4 1/4 1 2-3/4 1-302-2075
SB-9 1 1/4 1 2-3/4 1-302-2100

Cylinder Shape Radius End (SC)

¢ Double cut

e Superb geometry
e Consistency from tool to tool

Shape and Size| Cutting Dia Shank Dia | Length of Cut | Overall Length| Part NumberDouble Cut
SC-41 3/32 18 7116 1-172 1-303-1009
SC-42 18 18 12 1-172 1-303-1013
SC-14 3/16 1/4 5/8 2-172 1-303-2019
SC-51 14 18 12 2 1-303-1025
SC-1 1/4 1/4 5/8 2 1-303-2025
SC-2 5/16 1/4 3/4 2-172 1-303-2031
SC-3 3/8 1/4 3/4 2-172 1-303-2038
SC-5 12 1/4 1 2-3/4 1-303-2050
SC-6 5/8 1/4 1 2-3/4 1-303-2063
SC-7 3/4 1/4 1 2-3/4 1-303-2075

Ball Shape (SD)

* Double cut

e Superb geometry

e Consistency from tool to tool

Shape and Size| Cutting Dia Shank Dia | Length of Cut | Overall Length| Part NumberDouble Cut
SD-41 3/32 1/8 3/32 1-1/2 1-304-1009
SD-42 1/8 1/8 1/8 1-1/2 1-304-1013
SD-14 3/16 1/4 5/8 2 1-304-2019
SD-51 1/4 1/8 1/4 1-3/4 1-304-1025
SD-1 1/4 1/4 1/4 2 1-304-2025
SD-2 5/16 1/4 5/16 2-1/16 1-304-2031
SD-3 3/8 1/4 3/8 2-1/8 1-304-2038
SD-5 12 1/4 12 2-1/4 1-304-2050
SD-6 5/8 1/4 5/8 2-3/8 1-304-2063
SD-7 3/4 1/4 3/4 2-112 1-304-2075
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Oval (SE)

e Double cut
* Superb geometry

e Consistency from tool to tool

Tree Shape Radius End (SF)

e Double cut
e Superb geometry
e Consistency from tool to tool

Shape | Cutting Shank Length | Overall | Part Number Shape Cutting Shank Length Overall | Part Number
and Size Dia Dia of Cut | Length | Double Cut and Size Dia Dia of Cut Length Double Cut
SE-41 18 18 7132 1-172 1-305-1013 SF-42 18 18 12 1-112 1-306-1013
SE-51 1/4 18 3/8 1-172 1-305-1025 SF-51 1/4 18 12 2 1-306-1025
SE-1 1/4 1/4 3/8 2-1/4 1-305-2025 SF-1 1/4 1/4 3/4 2-112 1-306-2025
SE-3 3/8 1/4 5/8 2-112 1-305-2038 SF-3 3/8 1/4 3/4 2-112 1-306-2038
SE-5 112 1/4 78 2-112 1-305-2050 SF-5 112 1/4 1 2-3/4 1-306-2050
SF-6 5/8 1/4 1 2-3/4 1-306-2063
SF-7 3/4 1/4 1 2-3/4 1-306-2075
Tree Shape Pointed End (SG) Flame (SH)
¢ Double cut o Double cut

e Superb geometry
e Consistency from tool to tool

® Superb geometry
e Consistency from tool to tool

Shape | Cutting | Shank | Length | Overall | Part Number Shape | Cutting | Shank | Length | Overall | Part Number
and Size Dia Dia of Cut Length Double Cut and Size Dia Dia of Cut Length Double Cut
SG-44 1/8 1/8 12 1-172 1-307-1013 SH-41 1/8 1/8 1/4 1-12 1-308-1013
SG-1 114 1/4 3/4 2-1/2 1-307-2025 SH-1 1/4 1/4 12 2-3/8 1-308-2025
SG-2 5/16 1/4 3/4 2-112 1-307-2031 SH-2 5/16 1/4 3/4 2-5/8 1-308-2031
SG-3 3/8 1/4 3/4 2-1/2 1-307-2038 SH-5 12 1/4 1-1/4 3 1-308-2050
SG-5 112 1/4 1 2-3/4 1-307-2050 SH-6 5/8 1/4 1-7/16 3-3/16 1-308-2063
SG-6 5/8 1/4 1 2-3/4 1-307-2063 SH-7 3/4 1/4 1-5/8 3-3/8 1-308-2075
SG-7 3/4 1/4 1 2-3/4 1-307-2075
Ta per S h a pe Ra d | us E N d (S I_) Shape Cutting Shank Length Included Overall Part Number
and Size Dia Dia of Cut Angle Length Double Cut
e Double cut SL-42 1/8 1/8 12 8° 1172 1-312-1013
° Superb geometry SL-1 1/4 1/4 5/8 14° 2-1/2 1-312-2025
° Consistency from tool to tool SL-2 5/16 1/4 718 14° 2-5/8 1-312-2031
SL-3 3/8 1/4 1 14° 2-13/16 1-312-2038
. ' Rase sL-4 12 1/4 1-1/8 14° 2-7/8 1-312-2050
’ " .,’:3-*-;.?.53- sL5 5/8 1/4 1-5/16 14° 21516 | 1-312-2063
Shape Cuttin Shank Length Included Overall Part Number
C one S h d pe (S M) and gize Dia o Dia of gut Angle Length Double Cut
e Double cut SM-2 1/4 1/4 3/4 14° 2112 1-313-2025
° Superb geometry SM-4 3/8 1/4 718 14° 2-1/2 1-313-2038
* Consistency from tool to tool M5 12 1" ! 1 231 | 13132050

CARBIDE BURRS
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Cutting Tools

Speeds and Feeds for Solid Carbide End Mills — Variable Helix End Mills

. Chip Load Per Tooth
Material SFM
1/8" 1/4" 1/2" 1"
Aluminum Alloys 1120 0.0010 0.0020 0.0040 0.0080
Carbon Steel 300-600 0.0010 0.0015 0.0030 0.0060
Cast Iron 350-550 0.0010 0.0015 0.0030 0.0060
Copper Alloys 500-900 0.0010 0.0020 0.0030 0.0060
Steel — Annealed 350-500 0.0010 0.0020 0.0030 0.0050
Steel — Rc 18-24 150-500 0.0004 0.0008 0.0015 0.0045
Steel — Rc 25-37 125-200 0.0003 0.0005 0.0010 0.0030
Stainless Steel — Free Machining 250-400 0.0005 0.0010 0.0020 0.0030
Stainless Steel — Other 150-300 0.0005 0.0010 0.0020 0.0030
Inconel/Monel 60-100 0.0005 0.0010 0.0015 0.0030
Titanium 175-300 0.0005 0.0008 0.0015 0.0030
Carbide Roughing End Mills
. SFM Chip Load Per Tooth
Material Example
Under 32 HRc Over 32 HRc 1/4" 3/8" 1/2"
Carbon Steel 200-450 100-250 10, 11, 13xx .0014-.0019 .0020-.0030 .0030-.0040
Alloy Steel 150-400 80-280 40, 41, 42xx .0012-.0017 .0018-.0025 .0025-.0035
Grey Cast Iron 250-500 140-300 - .0012-.0017 .0018-.0025 .0025-.0035
Ductile Cast Iron 120-400 90-150 - .0012-.0017 .0018-.0025 .0025-.0035
SS 300 Series 150-550 100-240 304, 316, 304L .0015-.0020 .0020-.0030 .0030-.0040
SS 400 Series 150-400 100-280 420, 420F .0015-.0020 .0020-.0030 .0030-.0040
Precipitation Steel 100-400 90-240 15-5PH,16-6PH .0015-.0020 .0018-.0030 .0025-.0040
High Temp. Alloys 60-150 50-160 Inconel .0010-.0015 .0015-.0025 .0020-.0030
Material SFM Er Chip Load Per Tooth
Under 32 HRc Over 32 HRc 5/8" 3/4" 1"
Carbon Steel 200-450 100-250 10, 11, 13xx .0038-.0044 .0038-.0053 .0060-.0080
Alloy Steel 150-400 80-280 40, 41, 42xx .0031-.0044 .0038-.0053 .0050-.0070
Grey Cast Iron 250-500 140-300 - .0031-.0044 .0038-.0053 .0050-.0070
Ductile Cast Iron 120-400 90-150 - .0031-.0044 .0038-.0053 .0050-.0070
SS 300 Series 150-550 100-240 304, 316, 304L .0035-.0050 .0040-.0060 .0055-.0080
SS 400 Series 150-400 100-280 420, 420F .0035-.0050 .0040-.0060 .0055-.0080
Precipitation Steel 100-400 90-240 15-5PH,16-6PH .0030-.0045 .0035-.0055 .0050-.0070
High Temp. Alloys 60-150 50-160 Inconel .0025-.0040 .0030-.0045 .0040-.0060
End Mills for Aluminum
. Chip Load Per Tooth
Material SFM
1/8" 1/4" 5/16" 3/8" 1/2" 5/8" 3/4" 1"
Aluminum Alloys 1120 1600-2000 0.0015 0.0040 0.0050 0.0060 0.0070 0.0080 0.0100
Brass/Bronze 300-600 800-1500 0.0015 0.0040 0.0050 0.0060 0.0070 0.0080 0.0100
Copper Alloys 350-550 800-1200 0.0015 0.0040 0.0050 0.0060 0.0070 0.0080 0.0100
Plastics 500-900 1200-1600 0.0030 0.0080 0.0100 0.0120 0.0140 0.0160 0.0180

Note: All speeds and feeds are suggested starting points. They may be increased or decreased

depending on machine condition, depth of cut, finished required, coolant, etc.

END MILLS
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2 Flute Single End — Square End

Features and Applications:

e Center cutting geometry

* Designed for increased chip removal rate

e Capable of slotting, profiling, and plunging operations

e Used for roughing and finishing operations

 Premium sub micro grain Carbide

2 Flute

~| 7

Tolerance: Shank dia: h6 and Cutting dia: h10

Square End

Z

e

Solid Carbide End Mills

Cutting Tools
. Nickel / :
Aluminium | Carbon | Alloy Hard Stainless | Cast —
Alloy Steel Steel Steel I%?:;I Steel Iron ULALL)
@ Excellent @ Good
2 Flute

2 Flute Standard Length — Fractional Diameters — Square End

Series 1-100 Series 1-102
(I::)Tat Srse::k Iff"cgl:,t' f_’::;::\l 2 Flute uncoated 2 Flute TiAIN coated
Part Number Part Number

132" 1/8" 1/8" 112" 1-100-2003 1-102-2003
3/64" 1/8" 1/8" 1-12" 1-100-2004 1-102-2004
116" 1/8" 3/16" 1-112" 1-100-2006 1-102-2006
5/64" 1/8" 1/4" 112" 1-100-2007 1-102-2007
3/32" 1/8" 3/8" 1-12" 1-100-2009 1-102-2009
7/64" 1/8" 3/8" 1-172" 1-100-2010 1-102-2010
1/8" 1/8" 12" 1-12" 1-100-2012 1-102-2012
9/64" 3/16" 9/16" 2" 1-100-2014 1-102-2014
5/32" 3/16" 9/16" 2" 1-100-2015 1-102-2015
11/64" 3/16" 5/8" 2" 1-100-2017 1-102-2017
3/16" 3/16" 5/8" 2" 1-100-2018 1-102-2018
13/64" 1/4" 5/8" 2-112" 1-100-2020 1-102-2020
7/32" 1/4" 5/8" 2-12" 1-100-2021 1-102-2021
15/64" 1/4" 3/4" 2-112" 1-100-2023 1-102-2023
1/4" 1/4" 3/4" 2-112" 1-100-2025 1-102-2025
17/64" 5/16" 3/4" 2-112" 1-100-2027 1-102-2027
9/32" 5/16" 3/4" 2-112" 1-100-2028 1-102-2028
19/64" 5/16" 13/16" 2-112" 1-100-2030 1-102-2030
5/16" 5/16" 13/16" 2-12" 1-100-2031 1-102-2031
11/32" 3/8" 1" 2-112" 1-100-2034 1-102-2034
3/8" 3/8" 1" 2-112" 1-100-2038 1-102-2038
13/32" 76" 1" 2-3/4" 1-100-2041 1-102-2041
716" 716" 1" 2-3/4" 1-100-2044 1-102-2044
12" 12" 1" 3" 1-100-2050 1-102-2050
9/16" 9/16" 1-1/8" 3-1/2" 1-100-2056 1-102-2056
5/8" 5/8" 1-1/4" 3-112" 1-100-2062 1-102-2062
11/16" 3/4" 1-3/8" 4" 1-100-2069 1-102-2069
3/4" 3/4" 1-12" 4" 1-100-2075 1-102-2075
7/8" 7/8" 1-12" 4" 1-100-2087 1-102-2087
1" 1" 112" 4" 1-100-2100 1-102-2100

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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) Solid Carbide End Mills

Cutting Tools

2 Flute Long and Extra Long Length — Fractional Diameters — Square End

Series 1-110 Series 1-112
(Vs ch,‘: SII?)aig « L;nc'qf: (I.):: r::: 2 Flute uncoated 2 Flute TiAIN coated
j 9 Part Number Part Number
E 1/8" 1/8" 3/4" 2-1/4" 1-110-20122 1-112-20122
o) 1/8" 1/8" 1" 3" 1-110-20123 1-112-20123
= 1/8" 1/8" 1-1/8" 4" 1-110-20124 1-112-20124
Lul 3/16" 3/16" 3/4" 2-112" 1-110-20182 1-112-20182
3/16" 3/16" 1-1/8" 3" 1-110-20183 1-112-20183
3/16" 3/16" 1-12" 4" 1-110-20184 1-112-20184
3/16" 3/16" 1-12" 6" 1-110-20186 1-112-20186
14" 14" 1-1/8" 3" 1-110-20253 1-112-20253
14" 14" 1-12" 4" 1-110-20254 1-112-20254
14" 14" 1-12" 6" 1-110-20256 1-112-20256
14" 14" 212" 6" 1-110-20257 1-112-20257
5/16" 5/16" 1-1/8" 3" 1-110-20313 1-112-20313
5/16" 5/16" 1-5/18" 4" 1-110-20314 1-112-20314
5/16" 5/16" 2-112" 6" 1-110-20316 1-112-20316
3/8" 3/8" 1-1/18" 3" 1-110-20373 1-112-20373
3/18" 3/18" 1-3/14" 4" 1-110-20374 1-112-20374
3/8" 3/8" 1-112" 6" 1-110-20376 1-112-20376
me”" me”" 2" 4" 1-110-20434 1-112-20434
me”" me”" 3" 6" 1-110-20436 1-112-20436
12" 12" 2" 4" 1-110-20504 1-112-20504
12" 12" 3" 6" 1-110-20506 1-112-20506
12" 12" 1-12" 6" 1-110-205061 1-112-205061
12" 12" 4" 7" 1-110-20507 1-112-20507
5/8" 5/8" 2-1/4" 5" 1-110-20625 1-112-20625
5/8" 5/8" 3" 6" 1-110-20626 1-112-20626
3/4" 3/4" 2-1/4" 5" 1-110-20755 1-112-20755
3/4" 3/4" 3" 6" 1-110-20758 1-112-20758
1" 1" 2-1/4" 5" 1-110-21005 1-112-21005
1" 1" 3" 6" 1-110-21006 1-112-21006
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2 Flute Standard Length — Metric Diameters — Square End

Solid Carbide End VM

Series 1-180 Series 1-182
Ic)l:: s':;:k I‘.;ncg::\ f::gr:ll: 2 Flute uncoated 2 Flute TiAIN coated
Part Number Part Number
1.0 3 4 38 1-180-2001 1-182-2001
1.5 3 4.5 38 1-180-20015 1-182-20015
2.0 3 6.3 38 1-180-2002 1-182-2002
25 3 9.5 38 1-180-20025 1-182-20025
3.0 3 12 38 1-180-2003 1-182-2003
3.5 4 12 50 1-180-20035 1-182-20035
4.0 4 14 50 1-180-2004 1-182-2004
4.5 6 16 50 1-180-20045 1-182-20045
5.0 6 16 50 1-180-2005 1-182-2005
6.0 6 19 50 1-180-2006 1-182-2006
7.0 8 20 63 1-180-2007 1-182-2007
8.0 8 20 63 1-180-2008 1-182-2008
9.0 10 22 75 1-180-2009 1-182-2009
10.0 10 22 75 1-180-20010 1-182-2010
11.0 12 25 75 1-180-20011 1-182-2011
12.0 12 25 75 1-180-20012 1-182-2012
13.0 14 32 89 1-180-20013 -
14.0 14 32 89 1-180-20014 1-182-2014
16.0 16 32 89 1-180-20016 1-182-2016

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

Cutting Tools
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) Solid Carbide End Mills

Cutting Tools

4 Flute Single End — Square End

Features and Applications: Aluminium | Carbon | Alloy Hard mg:le{ Stainless | Cast Titanium
wv) Y Center cutt|ng geometry AIon Steel Steel Steel A"Oy Steel Iron
=l * Designed for increased chip removal rate ) ) ) ) D) ) )
E e Capable of slotting, profiling, and plunging operations
a e Used for roughing and finishing operations @ Excellent @ Good
> e Premium sub micro grain Carbide
L

4 Flute
Up to 40
HRc
Shank tolerance h6 and Cutting dia - +0.000 to -0.050 mm 4 Flute

4 Flute Standard Length — Fractional Diameters — Square End

Series 1-100 Series 1-102
CDT: SI;;\k I;;"g:r (L)::gr::‘l 4 Flute uncoated 4 Flute TiAIN coated
Part Number Part Number
132" 1/8" 1/8" 1-172" 1-100-4003 1-102-4003
3/64" 1/8" 1/8" 1-172" 1-100-4004 1-102-4004
116" 1/8" 3/16" 1-172" 1-100-4006 1-102-4006
5/64" 1/8" 1/4" 1-172" 1-100-4007 -

3/32" 1/8" 3/8" 1-172" 1-100-4009 1-102-4009
7/64" 1/8" 3/8" 1-172" 1-100-4010 1-102-4010
1/8" 1/8" 12" 1-172" 1-100-4012 1-102-4012
9/64" 3/16" 9/16" 2" 1-100-4014 1-102-4014
5/32" 3/16" 9/16" 2" 1-100-4015 1-102-4015
11/64" 3/16" 5/8" 2" 1-100-4017 1-102-4017
3/16" 3/16" 5/8" 2" 1-100-4018 1-102-4018
13/64" 1/4" 5/8" 2-112" 1-100-4020 1-102-4020
7132" 1/4" 5/8" 2-112" 1-100-4021 1-102-4021
15/64" 114" 3/4" 2-112" 1-100-4023 1-102-4023
114" 114" 3/4" 2-112" 1-100-4025 1-102-4025
17/64" 5/16" 3/4" 2-112" 1-100-4027 1-102-4027
9/32" 5/16" 3/4" 2-112" 1-100-4028 1-102-4028
19/64" 5/16" 13/16" 2-112" 1-100-4030 1-102-4030
5/16" 5/16" 13/16" 2-112" 1-100-4031 1-102-4031
11/32" 3/8" 1" 2-112" 1-100-4034 1-102-4034
3/8" 3/8" 1" 2-112" 1-100-4038 1-102-4038
13/32" 716" 1" 2-3/4" 1-100-4041 1-102-4041
716" 716" 1" 2-3/4" 1-100-4044 1-102-4044
12" 12" 1" 3" 1-100-4050 1-102-4050
9/16" 9/16" 1-1/8" 3-12" 1-100-4056 1-102-4056
5/8" 5/8" 1-1/4" 3-12" 1-100-4062 1-102-4062
11/16" 3/4" 1-3/8" 4" 1-100-4069 1-102-4069
3/4" 3/4" 1-172" 4" 1-100-4075 1-102-4075
7/8" 7/8" 1-172" 4" 1-100-4087 1-102-4087
1" 1" 1-172" 4" 1-100-4100 1-102-4100
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4 Flute Long and Extra Long Lengths — Fractional Diameters — Square End

Solid Carbide E

nd Mills

Series 1-110 Series 1-112
CDT: Sl;;k I;ng::l :-)::gr;:l 4 Flute uncoated 4 Flute TiAIN coated

Part Number Part Number
1/8" 1/8" 3/4" 2-1/4" 1-110-40122 1-112-40122
1/8" 1/8" 1" 3" 1-110-40123 1-112-40123
1/8" 1/8" 1-1/8" 4" 1-110-40124 1-112-40124
3/16" 3/16" 3/4" 2-112" 1-110-40182 1-112-40182
3/16" 3/16" 1-1/8" 3" 1-110-40183 1-112-40183
3/16" 3/16" 1-12" 4" 1-110-40184 1-112-40184
3/16" 3/16" 1-12" 6" 1-110-40186 1-112-40186
1/4" 1/4" 1-1/8" 3" 1-110-40253 1-112-40253
1/4" 1/4" 1-12" 4" 1-110-40254 1-112-40254
1/4" 1/4" 1-12" 6" 1-110-40256 1-112-40256
1/4" 1/4" 2-112" 6" 1-110-40257 1-112-40257
5/16" 5/16" 1-1/8" 3" 1-110-40313 1-112-40313
5/16" 5/16" 1-5/8" 4" 1-110-40314 1-112-40314
5/16" 5/16" 2-112" 6" 1-110-40316 1-112-40316
3/8" 3/8" 1-1/8" 3" 1-110-40373 1-112-40373
3/8" 3/8" 1-3/4" 4" 1-110-40374 1-112-40374
3/8" 3/8" 1-12" 6" 1-110-40376 1-112-40376
3/8" 3/8" 2-112" 6" 1-110-40377 1-112-40377
me”" me”" 2" 4" 1-110-40434 1-112-40434
me”" me”" 3" 6" 1-110-40436 1-112-40436
12" 12" 2" 4" 1-110-40502 1-112-40502
12" 12" 3" 6" 1-110-40506 1-112-40506

12" 12" 1-1/2" 6" 1-110-405061 1-112-405061
12" 12" 4" 7" 1-110-40507 1-112-40507
12" 12" 4" 8" 1-110-40508 1-112-40508
5/8" 5/8" 2-1/4" 5" 1-110-40625 1-112-40625
5/8" 5/8" 3" 6" 1-110-40626 1-112-40626
5/8" 5/8" 4" 7" 1-110-40627 1-112-40627
3/4" 3/4" 2-1/4" 5" 1-110-40755 1-112-40755
3/4" 3/4" 3" 6" 1-110-40756 1-112-40756
1" 1" 2-1/4" 5" 1-110-41005 1-112-41005
1" 1" 3" 6" 1-110-41006 1-112-41006
1" 1" 4" 7" 1-110-41007 1-112-41007

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tool

Carbide End Mills

4 Flute Standard Length — Metric Diameters — Square End
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Series 1-180 Series 1-182
gl:at S:‘;;:k I;efng:r 8::;::" 4 Flute uncoated 4 Flute TiAIN coated
Part Number Part Number
1.0 3 4 38 1-180-4001 1-182-4001
1.5 3 45 38 1-180-40015 1-182-40015
2.0 3 6.3 38 1-180-4002 1-182-4002
2.5 3 9.5 38 1-180-40025 1-182-40025
3.0 3 12 38 1-180-4003 1-182-4003
35 4 12 50 1-180-40035 1-182-40035
4.0 4 14 50 1-180-4004 1-182-4004
4.5 6 16 50 1-180-40045 1-182-40045
5.0 6 16 50 1-180-4005 1-182-4005
6.0 6 19 50 1-180-4006 1-182-4006
7.0 8 20 63 1-180-4007 1-182-4007
8.0 8 20 63 1-180-4008 1-182-4008
9.0 10 22 75 1-180-4009 1-182-4009
10.0 10 22 75 1-180-4010 1-182-4010
11.0 12 25 75 1-180-4011 1-182-4011
12.0 12 25 75 1-180-4012 1-182-4012
13.0 14 32 89 1-180-4013 -
14.0 14 32 89 1-180-4014 1-182-4014
16.0 16 32 89 1-180-4016 1-182-4016
END MILLS
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2 Flute Single End — Ball Nose

Features and Applications:

e Center cutting geometry

* Designed for increased chip removal rate

e Capable of slotting, profiling, and plunging operations

e Used for roughing and finishing operations
 Premium sub micro grain Carbide

2 Flute Ball End

| (X

Z

Upta 40

HRe

Shank tolerance h6 and Cutting dia - +0.000 to -0.050 mm

2 Flute Standard Length — Fractional Diameters — Ball Nose

Solid Carbide End Mills

Cutting Tools
. Nickel / :
Aluminium | Carbon | Alloy Hard Stainless | Cast —
Alloy Steel Steel Steel I%T:;I Steel Iron ULALL)

@ O

©

(D)

@ Excellent @ Good

2 Flute

Series 1-103 Series 1-104
gl:; SlI;ai:k I:fncg‘f:' f::;::: 2 Flute uncoated 2 Flute TiAIN coated
Part Number Part Number

1/32" 1/8" 1/8" 112" 1-103-2003 1-104-2003
3/64" 1/8" 1/8" 1-112" 1-103-2004 1-104-2004
116" 1/8" 3/16" 112" 1-103-2006 1-104-2006
5/64" 1/8" 1/4" 1-112" 1-103-2007 1-104-2007
3/32" 1/8" 3/8" 112" 1-103-2009 1-104-2009
7/64" 1/8" 3/8" 1-112" 1-103-2010 1-104-2010
1/8" 1/8" 12" 1-112" 1-103-2012 1-104-2012
9/64" 3/16" 9/16" 2" 1-103-2014 1-104-2014
5/32" 3/16" 9/16" 2" 1-103-2015 1-104-2015
11/64" 3/16" 5/8" 2" 1-103-2017 1-104-2017
3/16" 3/16" 5/8" 2" 1-103-2018 1-104-2018
13/64" 1/4" 5/8" 212" 1-103-2020 1-104-2020
732" 1/4" 5/8" 212" 1-103-2021 1-104-2021
1/4" 1/4" 3/4" 212" 1-103-2025 1-104-2025
9/32" 5/16" 3/4" 212" 1-103-2028 1-104-2028
5/16" 5/16" 13/16" 2-112" 1-103-2031 1-104-2031
11/32" 3/8" 1" 212" 1-103-2034 1-104-2034
3/8" 3/8" 1" 2-112" 1-103-2038 1-104-2038
13/32" 76" 1" 2-3/4" 1-103-2041 1-104-2041
76" 76" 1" 2-3/4" 1-103-2044 1-104-2044
12" 12" 1" 3" 1-103-2050 1-104-2050
9/16" 9/16" 1-1/8" 3-12" 1-103-2056 1-104-2056
5/8" 5/8" 1-1/4" 3-112" 1-103-2062 1-104-2062
116" 3/4" 1-3/8" 4" 1-103-2069 1-104-2069
3/4" 3/4" 1-112" 4" 1-103-2075 1-104-2075
718" 718" 1-112" 4" 1-103-2087 1-104-2087
1" 1" 1-112" 4" 1-103-2100 1-104-2100

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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) Solid Carbide End Mills

Cutting Tools

2 Flute Long and Extra Long Lengths — Ball Nose

Cut Shank Length Overall Series 1-111 Series 1-113
Dia Dia of Cut Length 2 Flute uncoated Part Number | 2 Flute TiAIN coated Part Number
1/8" 1/8" 3/4" 2-1/4" 1-111-20122 1-113-20122
1/8" 1/8" 1" 4" 1-111-20124 1-113-20124
3/16" 3/16" 3/4" 2-12" 1-111-20182 1-113-20182
3/16" 3/16" 1-1/8" 3" 1-111-20183 1-113-20183
1/4" 1/4" 1-1/8" 3" 1-111-20253 1-113-20253
1/4" 1/4" 112" 4" 1-111-20254 1-113-20254
5/16" 5/16" 1-1/8" 3" 1-111-20313 1-113-20313
5/16" 5/16" 1-5/8" 4" 1-111-20314 1-113-20314
5/16" 5/16" 1-12" 6" 1-111-20316 1-113-20316
3/8" 3/8" 1-1/8" 3" 1-111-20373 1-113-20373
3/8" 3/8" 1-3/4" 4" 1-111-20374 1-113-20374
716" 716" 2" 4" 1-111-20434 1-113-20434
12" 12" 2" 4" 1-111-20502 1-113-20502
12" 12" 3" 6" 1-111-20506 1-113-20506
5/8" 5/8" 2-1/4" 5" 1-111-20625 1-113-20625
5/8" 5/8" 3" 6" 1-111-20626 1-113-20626
3/4" 3/4" 2-1/4" 5" 1-111-20755 1-113-20755
3/4" 3/4" 4" 7" 1-111-20757 1-113-20757
1" 1" 2-1/4" 5" 1-111-21005 1-113-21005
1" 1" 3" 6" 1-111-21006 1-113-21006

2 Flute Standard Length — Metric Diameters — Ball Nose

Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com

Series 1-181 Series 1-183
CDT:: S};:k I:fng:r 8::;::" 2 Flute uncoated 2 Flute TiAIN coated
Part Number Part Number
1.0 3 4 38 1-181-2001 1-183-2001
1.5 3 4.5 38 1-181-20015 1-183-20015
2.0 3 6.3 38 1-181-2002 1-183-2002
2.5 3 9.5 38 1-181-20025 1-183-20025
3.0 3 12 38 1-181-2003 1-183-2003
35 4 12 50 1-181-20035 1-183-20035
4.0 4 14 50 1-181-2004 1-183-2004
4.5 6 16 50 1-181-20045 1-183-20045
5.0 6 16 50 1-181-2005 1-183-2005
6.0 6 19 50 1-181-2006 1-183-2006
7.0 8 19 63 1-181-2007 1-183-2007
8.0 8 20 63 1-181-2008 1-183-2008
9.0 10 22 75 1-181-2009 1-183-2009
10.0 10 22 75 1-181-2010 1-183-2010
11.0 12 25 75 1-181-2011 1-183-2011
12.0 12 25 75 1-181-2012 1-183-2012
14.0 14 32 89 1-181-2014 1-183-2014
16.0 16 32 89 1-181-2016 1-183-2016
18.0 18 38 100 1-181-2018 1-183-2018
END MILLS




4 Flute Single End — Ball Nose

Features and Applications:

e Center cutting geometry

* Designed for increased chip removal rate

e Capable of slotting, profiling, and plunging operations
e Used for roughing and finishing operations

 Premium sub micro grain Carbide

4 Flute

Shank tolerance h6 and Cutting dia — +0.000 to -0.050 mm

4 Flute Standard Length — Fractional Diameters — Ball Nose

Solid Carbide End Mills

Cutting Tools
o Nickel / .
Aluminium | Carbon | Alloy Hard Stainless | Cast S
Alloy Steel Steel Steel I'XI?:;I Steel Iron VLA
@ Excellent @ Good

4 Flute

Series 1-103 Series 1-104
([:’T: S'["ai:k I;ng:: :Z-)::gr:ll: 4 Flute uncoated 4 Flute TiAIN coated
Part Number Part Number

1/32" 1/8" 1/8" 1-12" 1-103-4003 1-104-4003
3/64" 1/8" 1/8" 1-12" 1-103-4004 1-104-4004
116" 1/8" 3/16" 1-12" 1-103-4006 1-104-4006
5/64" 1/8" 1/4" 1-12" 1-103-4007 1-104-4007
3/32" 1/8" 3/8" 1-12" 1-103-4009 1-104-4009
764" 1/8" 3/8" 1-12" 1-103-4010 1-104-4010
1/8" 1/8" 12" 1-12" 1-103-4012 1-104-4012
9/64" 3/16" 9/16" 2" 1-103-4014 1-104-4014
5/32" 3/16" 9/16" 2" 1-103-4015 1-104-4015
11/64" 3/16" 5/8" 2" 1-103-4017 1-104-4017
3/16" 3/16" 5/8" 2" 1-103-4018 1-104-4018
13/64" 1/4" 5/8" 2-112" 1-103-4020 1-104-4020
7132" 1/4" 5/8" 2-1/2" 1-103-4021 1-104-4021
15/64" 1/4" 3/4" 2-1/2" 1-103-4023 1-104-4023
1/4" 1/4" 3/4" 2-112" 1-103-4025 1-104-4025
17/64" 5/16" 3/4" 2-12" 1-103-4027 1-104-4027
9/32" 5/16" 3/4" 2-112" 1-103-4028 1-104-4028
19/64" 5/16" 13/16" 2-12" 1-103-4030 1-104-4030
516" 516" 13/16" 2-1/2" 1-103-4031 1-104-4031
11/32" 3/8" 1" 2-1/2" 1-103-4034 1-104-4034
3/8" 3/8" 1" 2-1/2" 1-103-4038 1-104-4038
13/32" 716" 1" 2-3/4" 1-103-4041 1-104-4041
716" 716" 1" 2-3/4" 1-103-4044 1-104-4044
12" 12" 1" 3" 1-103-4050 1-104-4050
9/16" 916" 1-1/8" 3-12" 1-103-4056 1-104-4056
5/8" 5/8" 1-1/4" 3-1/2" 1-103-4062 1-104-4062
11/16" 3/4" 1-3/8" 4" 1-103-4069 1-104-4069
3/4" 3/4" 1-12" 4" 1-103-4075 1-104-4075
7/8" 7/8" 1-12" 4" 1-103-4087 1-104-4087
1" 1" 1-12" 4" 1-103-4100 1-104-4100

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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) Solid Carbide End Mills

Cutting Tools

4 Flute Long and Extra Long Lengths — Ball Nose

ries 1-111 ries 1-11
gl: SIg-;;k I‘.:fncg::\ (I.)ev:;:ll: 4 FiSteefmcoated 4 FI:tee '?iSAIN cgated

wv) Part Number Part Number
j 1/8" 1/8" 3/4" 2-1/4" 1-111-40122 1-113-40122
— 1/8" 1/8" 1" 3" 1-111-40123 1-113-40123
E 3/16" 3/16" 3/4" 2-12" 1-111-40182 1-113-40182
(a] 3/16" 3/16" 1-1/8" 3" 1-111-40183 1-113-40183
= 1/4" 1/4" 1-1/8" 3" 1-111-40253 1-113-40253
w 1/4" 1/4" 1-12" 4" 1-111-40254 1-113-40254
1/4" 1/4" 1-112" 6" 1-111-40256 1-113-40256
5/16" 5/16" 1-1/8" 3" 1-111-40313 1-113-40313
5/16" 5/16" 1-5/8" 4" 1-111-40314 1-113-40314
3/8" 3/8" 1-1/8" 3" 1-111-40373 1-113-40373
3/8" 3/8" 1-3/4" 4" 1-111-40374 1-113-40374
3/8" 3/8" 1-12" 6" 1-111-40376 1-113-40376
76" 716" 2" 4" 1-111-40434 1-113-40434
12" 12" 2" 4" 1-111-40502 1-113-40502
12" 12" 3" 6" 1-111-40506 1-113-40506

12" 12" 1-12" 6" 1-111-405061 1-113-405061
12" 12" 4" 7" 1-111-40507 1-113-40507
5/8" 5/8" 2-1/4" 5" 1-111-40625 1-113-40625
5/8" 5/8" 3" 6" 1-111-40626 1-113-40626
5/8" 5/8" 4" 7" 1-111-40627 1-113-40627
3/4" 3/4" 2-1/4" 5" 1-111-40755 1-113-40755
3/4" 3/4" 3" 6" 1-111-40756 1-113-40756
3/4" 3/4" 5" 8" 1-111-40758 1-113-40758
1" 1" 2-1/4" 5" 1-111-41005 1-113-41005
1" 1" 3" 6" 1-111-41006 1-113-41006
1" 1" 4" 7" 1-111-41007 1-113-41007

4 Flute Standard Length — Metric Diameters — Ball Nose

ries 1-181 ries 1-1
gl: Sls?gk I:fng::\ f::;:ll: 4 FiSteefmcozted 4 Fljtee '(I?is:AIN fgated
Part Number Part Number
1.0 3 4 38 1-181-4001 1-183-4001
1.5 3 4.5 38 1-181-40015 1-183-40015
2.0 3 6.3 38 1-181-4002 1-183-4002
2.5 3 9.5 38 1-181-40025 1-183-40025
3.0 3 12 38 1-181-4003 1-183-4003
3.5 4 12 50 1-181-40035 1-183-40035
4.0 4 14 50 1-181-4004 1-183-4004
4.5 6 16 50 1-181-40045 1-183-40045
5.0 6 16 50 1-181-4005 1-183-4005
6.0 6 19 50 1-181-4006 1-183-4006
7.0 8 19 63 1-181-4007 1-183-4007
8.0 8 20 63 1-181-4008 1-183-4008
9.0 10 22 75 1-181-4009 1-183-4009
10.0 10 22 75 1-181-4010 1-183-4010
11.0 12 25 75 1-181-4011 1-183-4011
12.0 12 25 75 1-181-4012 1-183-40112
14.0 14 32 89 1-181-4014 1-183-4014
16.0 16 32 89 1-181-4016 1-183-4016
18.0 18 38 100 1-181-4018 1-183-4018

344 END MILLS Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com



2 Flute Double End — Square End

Features and Applications:

e Center cutting geometry

* Designed for increased chip removal rate

e Used for roughing and finishing operations
 Premium sub micro grain Carbide

2 Flute Sguare End

Tolerance: Shank dia: h6 and Cutting dia: h10

Stub Length

Features and Applications:

Solid Carbide End Mills

Cutting Tools

e Center cutting geometry

e Designed for increased chip removal rate

e Used for roughing and finishing operations
e Premium sub micro grain Carbide

4 Flute

Stub Length

2 Flute
- Nickel / .
Aluminium | Carbon | Alloy Hard Stainless | Cast S
: 7 : : Inconel Titanium
e Capable of slotting, profiling, and plunging operations Alloy Steel | Steel | Steel | Ty l7 | Steel Iron
@ Excellent @ Good
2z
F‘ ’ Up to 40
<o 7 EE ]
Series 1-124
Gt | sk | legh | Ovml | it mosted
Part Number
1/32" 1/8" 5/64" 1-12" 1-124-2003
116" 1/8" 1/8" 1-1/2" 1-124-2006
3/32" 1/8" 3/16" 1-1/2" 1-124-2009
1/8" 1/8" 1/4" 1-12" 1-124-2012
5/32" 3/16" 5/16" 2" 1-124-2015
3/16" 3/16" 3/8" 2" 1-124-2018
1/4" 1/4" 12" 2-1/2" 1-124-2025
5/16" 5/16" 12" 2-1/2" 1-124-2031
3/8" 3/8" 12" 2-1/2" 1-124-2038
12" 12" 5/8" 3" 1-124-2050
4 Flute Double End — Square End ﬁ —
L E—
4 Flute
Aluminium | Carbon | Alloy Hard :\:":gre‘le{ Stainless | Cast Titanium
* Capable of slotting, profiling, and plunging operations Alloy | Steel | Steel | Steel | "y, " | Steel | lron
@ Excellent @ Good
Shank tolerance h6 and Cutting dia — +0.000 to -0.050 mm
Series 1-124
Cut Shank Length Overall
Dia Dia of Cut Length 4 Flute uncoated
Part Number
1/32" 1/8" 5/64" 1-12" 1-124-4003
116" 1/8" 1/8" 1-12" 1-124-4006
332" 1/8" 3/16" 1-12" 1-124-4009
1/8" 1/8" 1/4" 1-12" 1-124-4012
5/32" 3/16" 5/16" 2" 1-124-4015
3/16" 3/16" 3/8" 2" 1-124-4018
1/4" 1/4" 12" 2-12" 1-124-4025
5/16" 5/16" 12" 2-12" 1-124-4031
3/8" 3/8" 12" 2-12" 1-124-4038
12" 12" 5/8" 3" 1-124-4050
END MILLS
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Cutting Tools

Features and Applications:
e Center cutting geometry

® Premium sub micro grain Carbide
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* Designed for increased chip removal rate ®
e Capable of slotting, profiling, and plunging operations
e Used for roughing and finishing operations

2 and 4 Flute Double End — Weldon Shank — Square End

Aluminium
Alloy

Carbon | Alloy
Steel Steel

Hard
Steel

Nickel /
Inconel
Alloy

Stainless
Steel

Cast
Iron

Titanium

O

©

@ Excellent @ Good

2 Flute

Shank tolerance h6 and Cutting dia — +0.000 to -0.050 mm

2 Flute Sguare End 4 Flute Square End
-%’ 1 M‘ * - i
' HRe Vi
Tolerance: Shank dia: h6 and Cutting dia: h10
Standard Length
Series 1-134 Series 1-134
g‘:; S';:k I:f"g:? ?::;’;I‘I 2 Flute uncoated 4 Flute uncoated
Part Number Part Number
1/8" 3/8" 3/8" 3-1/16" 1-134-2012 1-134-4012
5/32" 3/8" 716" 3-1/8" 1-134-2015 1-134-4015
3/16" 3/8" 12" 3-1/4" 1-134-2018 1-134-4018
7132" 3/8" 9/16" 3-3/8" 1-134-2021 1-134-4021
1/4" 3/8" 5/8" 3-3/8" 1-134-2025 1-134-4025
9/32" 3/8" 11/16" 3-3/8" 1-134-2028 1-134-4028
5/16" 3/8" 3/4" 3-112" 1-134-2031 1-134-4031
11/32" 3/8" 3/4" 3-1/2" 1-134-2034 1-134-4034
3/8" 3/8" 3/4" 3-112" 1-134-2038 1-134-4038
716" 12" 718" 4" 1-134-2044 1-134-4044
12" 12" 1" 4" 1-134-2050 1-134-4050

346 END MILLS

4 Flute

Up to 40

HRc

| F |
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2 and 4 Flute Double End — Weldon Shank — Ball Nose

Features and Applications:
e Center cutting geometry

* Designed for increased chip removal rate
e Capable of slotting, profiling, and plunging operations
e Used for roughing and finishing operations
 Premium sub micro grain Carbide

2 Flute

Z

Up ta 40
HRc

Shank tolerance h6 and Cutting dia — +0.000 to -0.050 mm

Standard Length

Cutting Tools

- Nickel / .
Aluminium | Carbon | Alloy Hard Stainless | Cast N
Alloy Steel Steel Steel I"Acl?:; | Steel Iron UL

@ O

O

O

@ Excellent @ Good

4 Flute

@ | (X

Shank tolerance h6 and Cutting dia — +0.000 to -0.050 mm

Series 1-135 Series 1-135
gl:; Slg?:k Isefngl’:r ?e":;?}l‘l 2 Flute uncoated 4 Flute uncoated
Part Number Part Number
1/8" 3/8" 3/8" 3-1/16" 1-135-2012 1-135-4012
5/32" 3/8" 716" 3-1/8" 1-135-2015 1-135-4015
3/16" 3/8" 12" 3-1/4" 1-135-2018 1-135-4018
7132" 3/8" 9/16" 3-3/8" 1-135-2021 1-135-4021
1/4" 3/8" 5/8" 3-3/8" 1-135-2025 1-135-4025
9/32" 3/8" 11/16" 3-3/8" 1-135-2028 1-135-4028
5/16" 3/8" 3/4" 3-112" 1-135-2031 1-135-4031
11/32" 3/8" 3/4" 3-112" 1-135-2034 1-135-4034
3/8" 3/8" 3/4" 3-112" 1-135-2038 1-135-4038
716" 12" 718" 4" 1-135-2044 1-135-4044
12" 12" 1" 4" 1-135-2050 1-135-4050

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

4 Flute

STIIN dN3
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Cutting Tools

Features and Applications:

v
-
—
=
o
P
(T

* Helix angle varies along Flutes
e Substantial increase in metal removal rates
e Increased stability during cutting action
e Unequal Flutes reduces chatter
e Use for roughing and finishing operations
o Effective for slotting and profiling operations

P ——
Carbide End Mills

4 and 5 Flute Variable Helix — Corner Radius

Aluminium | Carbon
Alloy Steel

Alloy Hard
Steel Steel

Nickel /
Inconel
Alloy

Stainless
Steel

Cast
Iron

Titanium

O

@ | O

@ Excellent @ Good

4 Flute 5 Flute
4 &5 Flute L
virl |2
& |m|zE] =
Sell':erI 1-150 SersierI 1-150
CDII’; Sls?gk I;‘ng:? ?;’:;;I‘I gg:i?:; qunertllt?dius Cc_)rnerllll;edius
TiAIN coated TiAIN coated
Part Number Part Number
1/8" 1/8" 12" 112" .010-.015 1-150-401215 -
3/16" 3/16" 5/8" 2" .015-.020 1-150-40182 -
1/4" 1/4" 12" 2" .015-.020 1-150-40252 -
1/4" 1/4" 3/4" 2-112" .015-.020 1-150-402525 1-150-5025
1/4" 1/4" 1-1/8" 3" .015-.020 1-150-40253 -
5/16" 5/16" 12" 2" .015-.020 1-150-40312 -
5/16" 5/16" 13/16" 2-12" .015-.020 1-150-403125 -
516" 516" 1-1/8" 3" .015-.020 1-150-40313 -
3/8" 3/8" 5/8" 2" .015-.020 1-150-40382 -
3/8" 3/8" 1" 2-112" .015-.020 1-150-403825 1-150-5038
3/8" 3/8" 1-1/8" 3" .015-.020 1-150-40383 -
716" 716" 1" 2-3/4" .015-.020 1-150-404427 -
12" 12" 5/8" 2-112" .025-.030 1-150-405025 -
12" 12" 1-1/4" 3" .025-.030 1-150-40503 1-150-5050
12" 12" 2" 4" .025-.030 1-150-40504 -
5/8" 5/8" 3/4" 3" .030-.035 1-150-40623 -
5/8" 5/8" 1-1/4" 3-1/2" .030-.035 1-150-406235 1-150-5062
5/8" 5/8" 2-1/4" 5" .030-.035 1-150-40625 -
3/4" 3/4" 1" 3" .030-.035 1-150-40753 -
3/4" 3/4" 1-112" 4" .030-.035 1-150-40754 1-150-5075
3/4" 3/4" 2-1/4" 5" .030-.035 1-150-40755 -
1" 1" 1-12" 4" .030-.035 1-150-41004 1-150-5100

348 END MILLS
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4 Flute Variable Helix — Sharp and Ball Nose

Features and Applications:

e Helix angle varies along Flutes

e Substantial increases in metal removal rates
e Increase stability during cutting action

e Unequal Flutes reduces chatter

e Use as a rougher or finisher

¢ Slotting and profiling operations

4 Flute SHARP

4 Flute

Square End

T |

Shank Tolerance h6

Standard Length

.
Solid Carbide%

Cutting Tools

L Nickel / .
Aluminium | Carbon | Alloy Hard Stainless | Cast F
Alloy Steel Steel Steel InAcltia:; | Steel Iron LRI

©

@ O

@ Excellent

E1E3

@ Good

See Speeds and Feeds on page 92

L —

4 Flute Ball Nose

Series 1-150 Series 1-151
Cut Shank Length Overall 4 Flute SHARP 4 Flute Ball Nose
Dia Dia of Cut Length TiAIN coated TiAIN coated
Part Number Part Number
1/8" 1/8" 12" 1-12" - 1-151-4012
3/16" 3/16" 5/8" 2" = 1-151-4018
1/4" 1/4" 3/4" 2-112" 1-150-402525S 1-151-4025
5/16" 5/16" 7/8" 2-1/2" - 1-151-4031
3/8" 3/8" 1" 2-1/2" 1-150-403825S 1-151-4037
716" 716" 1-1/8" 2-3/4" - 1-151-4043
12" 12" 1-1/4" 3" 1-150-40503S 1-151-4050
5/8" 5/8" 1-12" 3-1/2" 1-150-406235S 1-151-4062
3/4" 3/4" 1-3/4" 4" 1-150-40754S 1-151-4075
1" 1" 1-3/4" 4" 1-150-41004S 1-151-4100

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

END MILLS
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Cutting Tools

2 R ———
Solid Carbide End Mills

6 Flute Single End — 45° Helix with Corner Radius

Features and Applications:
¢ Premium ultra fine Carbide grade

e Increased core diameter for added strength

e Use for light finishing cuts
o AITiN coated for increased tool life

- Nickel / .
Aluminium | Carbon | Alloy Hard Stainless | Cast S
Alloy Steel Steel Steel I%T:;I Steel Iron URETT
@ Excellent @ Good

8 Flite =
Upto 55
A HRe
6 Flute
Standard Length
Series 1-170
Cut Shank Length Overall Corner 6 Flute Corner Radius
Dia Dia of Cut Length Radius TiAIN coated
Part Number
1/4" 1/4" 3/4" 2-112" .015 1-170-60252
5/16" 5/16" 13/16" 2-112" .020 1-170-60312
3/8" 3/8" 1" 2-112" .020 1-170-60372
12" 12" 1" 3" .025 1-170-60503
5/8" 5/8" 1-1/4" 312" .030 1-170-60623
3/4" 3/4" 1-112" 4" .035 1-170-60754
1" 1" 1-112" 4" .035 1-170-61004
END MILLS
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Solid Carbide End Mills

Cutting Tools

2 and 3 Flute for Aluminium

Features and Applications: R
e Advance Flute geometry results in maximum metal removal and better chip evacuation Alloy

e Superb surface finish

e Choices for finishing and light roughing applications @ | 0
o Excellent for slotting and profiling at high speeds

® 3 Flute comes with small corner radius (.005") for added strength

Copper | Plastic

@ Excellent @ Good

2 Flute

Tolerance +.000/-.002

Standard Length

Soft
Gummy

Materials

See Speeds and Feeds on page 92

3 Flute

al Ed

Tolerance +.000/-.002

Cut Shank Length Overall 2 Sl el e 3 Fﬁﬁzf :l;clz?ced
Dia Dia of Cut Length ggg:j; 2 ;I::tel\tlx:;‘%a:red (.005 radius)
Part Number
1/4" 1/4" 3/4" 2-112" .010" 1-173-2025 1-173-3025
5/16" 5/16" 13/16" 2-112" .010" 1-173-2031 1-173-3031
3/8" 3/8" 1" 2-12" .015" 1-173-2037 1-173-3037
76" 76" 1" 2-3/4" - = 1-173-3044
12" 12" 1" 3" .020" 1-173-2050 -
12" 12" 1-1/4" 3" - - 1-173-3050
5/8" 5/8" 1-1/4" 3-1/2" .020" 1-173-2062 -
5/8" 5/8" 1-5/8" 3-1/2" - - 1-173-3062
3/4" 3/4" 1-1/4" 4" .030" 1-173-2075 -
3/14" 3/4" 1-5/8" 4" - - 1-173-3075
1" 1" 1-172" 4" - - 1-173-3100
Long Length
Cut Shank Length Overall 2 Flute series17d 3 Fslszgezgclzged
Dia Dia of Cut Length gg:i?ﬁ: 2 ;I::teﬁ:r;%aetfd (.005 radius)
Part Number
1/4" 174" 1-1/8" 3" 010" 1-174-2025 1-174-3025
5/16" 5/16" 1-1/8" 3" .010" 1-174-2031 1-174-3031
3/8" 3/8" 1-1/8" 3" 015" 1-174-2037 1-174-3037
1n" 1n" 112" 4" - - 1-174-3050
12" 12" 2" 4" .020" 1-174-2052 1-174-3052
5/8" 5/8" 2-1/4" 5" .020" 1-174-2062 1-174-3062
3/4" 3/4" 2-1/4" 5" .030" 1-174-2075 1-174-3075
1" 1" 2-1/4" 5 - = 1-174-3100

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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) Solid

Cutting Tools

P ——
Carbide End

4 Flute Roughing End Miills — Fine

Mills

Pitch

Features and Applications:
e Center cutting geometry

* Designed for increased chip removal rate

e Capable of slotting, profiling, and plunging operations

® Premium sub micro grain Carbide
e Form relieved
 Small corner radius for strength

4 Flute
L

Shank Tolerance h6 and Cutting dia: +0.000 to -0.050 mm

Standard Length

- Nickel / .
Aluminium | Carbon | Alloy Hard Stainless | Cast S
Alloy Steel Steel Steel I'}_\CITQ;I Steel Iron URETT
@ Excellent @ Good

See Speeds and Feeds on page 92

Series 1-160 Series 1-161

cDTat S'I‘)?:k ';"g::‘ ?::;:II‘I 4 Flute uncoated | 4 Flute TiAIN coated
Part Number Part Number
1/4" 1/4" 3/4" 2-112" 1-160-40252 1-161-40252
5/16" 5/16" 11/32" 2-112" 1-160-40312 1-161-40312
3/8" 3/8" 7/8" 2-112" 1-160-40372 1-161-40382
716" 716" 1" 2-3/4" 1-160-40442 1-161-40442
12" 12" 1-1/4" 3" 1-160-40503 1-161-40503
9/16 " 9/16 * 1-1/4" 312 1-160-40563 1-161-40563
5/8" 5/8" 1-1/4" 312" 1-160-40623 1-161-40623
3/4" 3/4" 1-12" 4" 1-160-40754 1-161-40754
1" 1" 1-112" 4" 1-160-41004 1-161-41004

Long Length

Series 1-163 Series 1-164

cDTat S'B?:k I;efngl’:? ?::‘;f:[l‘l 4 Flute uncoated | 4 Flute TiAIN coated
Part Number Part Number
1/4" 1/4" 1-1/8" 3" 1-163-40253 1-164-40253
3/8" 3/8" 1-1/8" 3" 1-163-40373 1-164-40383
12" 12" 2" 4" 1-163-40504 1-164-40504
5/8" 5/8" 2-1/4" 5" 1-163-40625 1-164-40625
3/4" 3/4" 2-1/4" 5" 1-163-40755 1-164-40755
1" 1" 2-1/4" 5" 1-163-41005 1-164-41005

END MILLS
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.
Solid Carbide%

2 and 4 Flute — Drill Mill = 90° point

Features and Applications:
® Premium sub micro grain Carbide

e Use for drilling, slotting, chamfering

and profile milling
e Available In 90° point angle

Cutting Tools
- Nickel / .
Aluminium | Carbon | Alloy Hard Stainless | Cast S
Alloy Steel Steel Steel Irm?:;l Steel Iron UL
@ Excellent @ Good

2 Flute 4 Flute
2 Flute ?
T L
% " “ HRC
L
Shank Tolerance h6 and Cutting dia: +0.000 to -0.050 mm
Standard Length
Series 1-190 Series 1-191 Series 1-190 Series 1-191
Cut Shank Length Overall 2 Flute uncoated 2 Flute TiAIN coated 4 Flute uncoated 4 Flute TiAIN coated
Dia Dia of Cut Length
Part Number
1/8" 1/8" 12" 112" 1-190-2012 1-191-2012 1-190-4012 1-191-4012
3/16" 3/16" 5/8" 2" 1-190-2018 1-191-2018 1-190-4018 1-191-4018
1/4" 14" 3/4" 2-12" 1-190-2025 1-191-2025 1-190-4025 1-191-4025
5/16" 5/16" 13/16" 2-12" 1-190-2031 1-191-2031 1-190-4031 1-191-4031
3/8" 3/8" 1" 2-112" 1-190-2037 1-191-2037 1-190-4037 1-191-4037
76" 76" 1" 2-112" 1-190-2043 1-191-2043 1-190-4043 1-191-4043
12" 12" 1" 3" 1-190-2050 1-191-2050 1-190-4050 1-191-4050
5/8" 5/8" 1-1/4" 3-1/2" 1-190-2062 1-191-2062 1-190-4062 1-191-4062
3/4" 3/4" 1-12" 4" 1-190-2075 1-191-2075 1-190-4075 1-191-4075
TMX Cutting Tools, part of the Toolmex Industrial Solutions family END MILLS
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) HSS and Cobalt End Mills

Cutting Tools

2 Flute Regular Length End Mills

e Single End
e Center Cutting

(V) ¢ Right Hand Cut
; e High Speed Steel and 8% Cobalt M-42
=
[a] Dia Dia of Length HSS Cobalt M-42 Dia Dia of Length HSS
2 of Mill Shank of Cut oEL Part Number Part Number of Mill Shank of Cut Ll Part Number
— 1/8 3/8 3/8 2-5/16 5-300-005 5-301-005 1-172 3/4 1-5/8 3-7/18 5-300-205
5/32 3/8 7116 2-5/16 5-300-010 5-301-010 1-5/8 3/4 1-5/8 3-718 5-300-207
3/16 3/8 716 2-5/16 5-300-015 5-301-015 1-3/4 3/4 1-5/8 3-718 5-300-208
7132 3/8 12 2-5/16 5-300-020 5-301-020 1-7/8 3/4 1-5/8 3-718 5-300-206
114 3/8 12 2-5/16 5-300-025 5-301-025 2 3/4 1-5/8 3-718 5-300-209
9/32 3/8 9/16 2-5/16 5-300-030 5-301-030 718 718 1-112 3-3/4 5-300-210
5/16 3/8 9/16 2-5/16 5-300-035 - 15/16 718 1-112 3-3/4 5-300-215
11/32 3/8 9/16 2-5/16 5-300-040 5-301-040 1 718 1-1/2 3-3/4 5-300-220
3/8 3/8 9/16 2-5/16 5-300-045 5-301-045 1-1/8 718 1-5/8 3-7/8 5-300-225
13/32 3/8 13/16 2-1/2 5-300-050 5-301-050 1 1 1-5/8 4-1/8 5-300-235
7116 3/8 13/16 2-1/2 5-300-055 5-301-055 1-1/8 1 1-5/8 4-1/8 5-300-240
15/32 3/8 13/16 2-1/2 5-300-060 - 1-1/4 1 1-5/8 4-1/8 5-300-245
12 3/8 13/16 2-1/12 5-300-065 5-301-065 1-112 1 1-5/8 4-1/8 5-300-255
12 12 1 3 5-300-070 5-301-070 1-1/4 1-1/4 1-5/8 4-1/8 5-300-260
9/16 12 1-1/8 3-1/8 5-300-075 5-301-075 1-112 1-1/4 1-5/8 4-1/8 5-300-265
5/8 12 1-1/8 3-1/8 5-300-080 5-301-080 1-5/8 1-1/4 1-5/8 4-1/8 5-300-270
11/16 12 1-5/16 3-1/16 5-300-085 5-301-085 1-3/4 1-1/4 1-5/8 4-1/8 5-300-275
3/4 112 1-5/16 3-1/16 5-300-090 5-301-090 2 1-1/4 1-5/8 4-1/8 5-300-285
13/16 112 1-112 3-5/8 5-300-095 - 2 1-1/4 2-112 5 5-300-290
7/8 12 1-112 3-5/8 5-300-100 5-301-100 2-1/2 2 4 7-5/8 5-300-300
15/16 12 1-1/2 3-5/8 5-300-105 -
1 12 1-1/2 3-5/8 5-300-110 5-301-110
5/8 5/8 1-5/16 3-7116 5-300-115 5-301-115
116 5/8 1-5/16 3-7116 5-300-120 5-301-120
3/4 5/8 1-5/16 3-7116 5-300-125 5-301-125
13/16 5/8 1-112 3-5/8 5-300-130 5-301-130
718 5/8 1-112 3-5/8 5-300-135 -
15/16 5/8 1-112 3-5/8 5-300-140 5-301-140
1 5/8 1-112 3-5/8 5-300-145 5-301-145
1-1/16 5/8 1-5/8 3-718 5-300-150 -
3/4 3/4 1-5/16 3-7116 5-300-155 5-301-155
13/16 3/4 1-112 3-3/4 5-300-160 5-301-160
7/8 3/4 1-112 3-3/4 5-300-165 5-301-165
15/16 3/4 1-172 3-3/4 5-300-170 —
1 3/4 1-172 3-3/4 5-300-175 5-301-175
1-116 3/4 1-5/8 3-718 5-300-180 -
1-1/8 3/4 1-5/8 3-718 5-300-185 5-301-185
1-1/4 3/4 1-5/8 3-718 5-300-190 5-301-190
1-3/16 3/4 1-5/8 3-718 5-300-195 -

354 END MILLS Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com



2 Flute Regular Length Metric End Mills

e Single End

e High Speed Steel

Dia of Cut Dia of Shank | Length of Cut OAL Part :?J?nb -
3 MM 3/8 3/8 2-5/16 5-302-003
4 MM 3/8 7116 2-5/16 5-302-004
5 MM 3/8 12 2-5/16 5-302-005
6 MM 3/8 12 2-5/16 5-302-006
7 MM 3/8 9/16 2-5/16 5-302-007
8 MM 3/8 9/16 2-5/16 5-302-008
9 MM 3/8 9/16 2-5/16 5-302-009
10 MM 3/8 13/16 2-112 5-302-010
11 MM 3/8 13/16 2-112 5-302-011
12 MM 3/8 13/16 2-1/2 5-302-012
12 MM 12 1-1/8 3-1/8 5-302-112
13 MM 12 1-1/8 3-1/8 5-302-113
14 MM 12 1-1/8 3-1/8 5-302-114
15 MM 12 1-1/8 3-1/8 5-302-115
16 MM 12 1-1/8 3-1/8 5-302-116
18 MM 12 1-5/16 3-7/16 5-302-118
24 MM 12 2 4-112 5-302-124
16 MM 5/8 1-5/16 3-7/16 5-302-216
18 MM 5/8 1-5/16 3-7/16 5-302-218
20 MM 5/8 1-1/2 3-3/4 5-302-220
19 MM 3/4 1-5/16 3-7/16 5-302-319
20 MM 3/4 1-1/2 3-3/4 5-302-320
22 MM 3/4 1-172 3-3/4 5-302-322
24 MM 3/4 2 4-112 5-302-324
25 MM 3/4 2 4-112 5-302-325
26 MM 3/4 2 4-112 5-302-326
25 MM 1 2 4-112 5-302-525
30 MM 1 2 4-112 5-302-530
32 MM 1 2 4-112 5-302-532
36 MM 1 2 4-112 5-302-536
2 Flute Long Length End Mills
e Single End
e High Speed Steel
Dia of Mill Dia of Shank | Length of Cut OAL b
Part Number
1/4 3/8 1 3-1/4 5-400-002
3/8 3/8 1-1/2 3-1/4 5-400-005
12 12 2 4 5-400-010
5/8 5/8 2 4-1/8 5-400-015
3/4 3/4 2-1/4 4-112 5-400-020
718 718 2-12 4-3/4 5-400-025
1 1 3 5-1/2 5-400-030
1-1/8 1 3 5-1/2 5-400-035
1-1/4 1 3 5-1/2 5-400-040
1-3/8 1 3 5-1/2 5-400-045
2 1-1/4 3 5-1/2 5-400-075

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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HSS and Cobalt End Mills

- e —
Cutting Tool

2 Flute Extended Length End Mills

e Single End
¢ Right Hand Cut
(V) ¢ Weldon Shank
; e High Speed Steel
=
a Dia of Mill Dia of Shank L i Length of Cut OAL akD
=2 Below Shank Part Number
— 1/4 3/8 1112 5/8 3-1/16 5-310-005
5/16 3/8 1-3/4 3/4 3-5/16 5-310-010
3/8 3/8 1-3/4 3/4 3-5/16 5310015
12 12 2-1/4 1 4 5-310-020
5/8 5/8 2-3/4 1-3/8 4-5/8 5-310-025
3/4 3/4 3-3/8 1-5/8 5-3/8 5-310-030
718 7/8 4 2 6 5-310-035
1 1 5 2112 7-1/4 5-310-040
1-1/4 1-1/4 5 3 7-1/4 5-310-045
2 Flute Double End, End Mills
e High Speed Steel and 8% Cobalt M-42
Dia of Mill Dia of Shank | Length of Cut OAL Part ll-\lli?rmber g:ga#u“:"gezr
1/8 3/8 3/8 3-1/16 5-250-005 5-251-005
532 3/8 716 3-1/8 5-250-010 5-251-010
3/16 3/8 716 3-1/8 5-250-015 5-251-015
7132 3/8 12 3-1/8 5-250-020 5-251-020
1/4 3/8 172 3-1/8 5-250-025 5-251-025
9732 3/8 9/16 3-1/8 5-250-030 -
516 3/8 916 3-1/8 5-250-035 5-251-035
11/32 3/8 916 3-1/8 5-250-040 5-251-040
3/8 3/8 9/16 3-1/8 5-250-045 5-251-045
13/32 12 1316 3-3/4 5-250-050 5-251-050
716 12 1316 3-3/4 5-250-055 5-251-055
15/32 12 13/16 3-3/4 5-250-060 5-251-060
172 172 13/16 3-3/4 5-250-065 5-251-065
9/16 5/8 1-1/8 4172 5-250-070 5-251-070
5/8 5/8 1-1/8 4172 5-250-075 5-251-075
11/16 3/4 1-5/16 5 5-250-080 -
3/4 3/4 1-5/16 5 5-250-085 5-251-085
1316 7/8 1-9/16 5172 5-250-090 5-251-090
7/8 7/8 1-9/16 5172 5-250-095 5-251-095
1 1 1-5/8 5-7/8 5-250-105 5-251-105
356  END MILLS Customer Service * +1-508-653-8897 * 844-869-8665 ¢ www.tmxtools.com




2 Flute Regular Length Ball Nose End Mills

e Single End

e Right Hand Cut

e Center Cutting

* High Speed Steel and 8% Cobalt M-42

HSS and Cobalt End

Dia of Mill Dia of Shank Lgpggt' OAL Part :zsmb - &:gﬂhm;‘;
1/8 3/8 3/8 2-5/16 5-220-005 -
3/16 3/8 12 2-3/8 5-220-010 5-221-010
1/4 3/8 5/8 2-71116 5-220-015 5-221-015
5/16 3/8 3/4 2-112 5-220-020 5-221-020
3/8 3/8 3/4 2-112 5-220-025 5-221-025
6 12 1 3 5-220-030 5-221-030
12 12 1 3 5-220-035 5-221-035
9/16 12 1-1/8 3-1/8 5-220-040 -
5/8 12 1-1/8 3-1/8 5-220-045 -
5/8 5/8 1-3/8 3-112 5-220-050 5-221-050
3/4 12 1-5/16 3-5/16 5-220-052 5-221-052
3/4 3/4 1-5/8 3-718 5-220-055 5-221-055
13/16 3/4 2 4-1/4 5-220-057 5-221-057
7/8 3/4 2 4-1/4 5-220-058 5-221-058
718 7/8 2 4-1/4 5-220-060 5-221-060
15/16 3/4 2-1/4 4-1/2 5-220-065 -
1 3/4 2-1/4 4-1/2 5-220-070 5-221-070
1 1 2-1/4 4-3/4 5-220-080 5-221-080
1-1/8 1 2-1/4 4-3/4 5-220-090 5-221-090
1-1/4 1-1/4 2-112 5 5-220-100 -
1-3/8 1-1/4 2-112 5 5-220-105 -
1-112 1-1/4 2-112 5 5-220-110 -
2 1-1/4 2-112 5 5-220-120 -

2 Flute Double End Ball Nose End Miills

¢ High Speed Steel

Diaof Mill | Dia of Shank tﬂ?j{‘e OAL partns
1/8 3/8 3/8 3-1/16 5-230-005
3/16 3/8 7116 3-1/8 5-230-010
1/4 3/8 12 3-1/8 5-230-015
5/16 3/8 9/16 3-1/8 5-230-020
308 308 16 3118 5-230-025
N6 7 1316 3-3/4 5-230-030
7 7 1316 33/ 5-230-035
5/8 5/8 1178 411 5-230-040
30 30 1516 5 5-230-045
718 718 1916 5172 5-230-050
1 1 1-5/8 5-7/8 5-230-055

Cutting Tools

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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) HSS and Cobalt End Mills

Cutting Tools

Multiple Flute Regular Length End Mills

e Single End
e Center Cutting = .

ﬂ ¢ Right Hand Cut .
= * High Speed Steel and 8% Cobalt M-42
=
=8| pia [ Dot | Length | o | MUEPET | FEEEEN ] e cutting
w Flutes Part Number | Part Number
18 3/8 3/8 2516 4 5-304-005 5-306-005
5132 3/8 3/8 2516 4 5-304-010 5-306-010
316 3/8 12 2-3/8 4 5-304-015 5-306-015
7132 3/8 5/8 2716 4 5-304-020 5-306-020
1/4 3/8 5/8 2716 4 5-304-025 5-306-025
9132 3/8 3/4 2112 4 5-304-030 5-306-030
5/16 3/8 3/4 2112 4 5-304-035 5-306-035
1132 3/8 3/4 2112 4 5-304-040 5-306-040
3/8 3/ 3/4 2112 4 5-304-045 5-306-045
1332 3/8 1 211116 4 5-304-050 5-306-050
716 3/8 1 2-11/16 4 5-304-055 5-306-055
15/32 3/8 1 21116 4 - 5-306-060
12 3/8 1 21116 4 5-304-065 5-306-065
12 12 1-1/4 3-1/4 4 5-304-070 5-306-070
916 12 138 3-3/8 4 5-304-080 5-306-080
5/8 12 138 3-3/8 4 5-304-085 5-306-085
1116 12 1-5/8 3-5/8 4 - 5-306-090
3/4 12 1-5/8 3-5/8 4 5-304-095 5-306-095
13/16 12 178 4 4 5-304-100 5-306-100
78 12 1-7/8 4 4 5-304-104 5-306-104
78 12 1-7/8 4 6 = 5-306-105
1 12 1-7/8 4 4 5-304-115 -
1 12 1-7/8 378 4 - 5-306-115
1 12 1-7/8 4 6 5-304-120 -
5/8 5/8 1-5/8 3-3/4 4 5-304-125 5-306-125
1116 5/8 1-5/8 3-3/4 4 5-304-130 5-306-130
3/4 5/ 1-5/8 3-3/4 4 5-304-135 5-306-135
13/16 5/ 178 4 4 5-304-140 5-306-140
7/8 5/ 178 4 6 5-304-150 5-306-150
1 5/8 1-7/8 4 4 5-304-160 5-306-160
1 5/8 178 4 6 5-304-165 5-306-165
3/4 3/4 1-5/8 3-3/4 4 5-304-170 5-306-170
3/4 3/4 1-5/8 3-3/4 6 5-304-175 5-306-175
13116 3/4 1-7/8 4-1/8 4 5-304-180 5-306-180
78 3/4 1-7/8 4-1/8 4 5-304-185 5-306-185
78 3/4 1-7/8 4-1/8 6 5-304-190 5-306-190
15/16 3/4 1-7/8 4-1/8 4 5-304-195 -
1 3/4 1-7/8 4-1/8 4 5-304-200 5-306-200
1 3/4 1-7/8 4-1/8 6 5-304-205 5-306-205
1116 | 304 2 4114 4 - 5-306-208
1116 | 34 2 4-1/4 6 5-304-210 5-306-210
1-1/8 3/4 2 4114 6 5-304-215 5-306-215
1316 | 34 2 4-1/4 6 5-304-220 5-306-220
1-1/4 3/4 2 4-1/4 6 5-304-225 5-306-225
1516 | 34 2 4112 6 5-304-227 5-306-227
13/8 3/4 2 4112 6 5-304-230 5-306-230
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HSS and Cobalt End

Cutting Tools

Multiple Flute Regular Length End Mills (continued)

e Single End '
¢ Right Hand Cut

m
* High Speed Steel and 8% Cobalt M-42 %
=
Dia Dia Length Number | HSS Center Cobalt M-42 I=
of Mill | of Shank | - of Cut oAt Fll(::es Pagultltllj?r?ber c::;el(lﬁll:l?eng {;
1-7116 3/4 2 4-1/2 6 5-304-233 —
1-7116 3/4 2 4-1/4 6 - 5-306-233
1-1/2 3/4 2 4-1/2 6 5-304-235 5-306-235
1-5/8 3/4 2 4-112 6 5-304-237 5-306-237
1-3/4 3/4 2 4-1/2 6 5-304-238 =
1-7/8 3/4 2 4-112 6 5-304-234 5-306-234
2 3/4 2 4-1/2 8 5-304-239 5-306-239
718 718 1-7/8 4-1/8 4 5-304-236 5-306-236
1 7/8 1-7/8 4-1/8 4 5-304-245 5-306-245
1 1 2 4-112 4 5-304-265 5-306-265
1 1 2 4-112 6 5-304-267 5-306-267
1-1/8 1 2 4-1/2 6 5-304-270 -
1-1/4 1 2 4-112 6 5-304-275 5-306-275
1-3/8 1 2 4-1/2 6 5-304-280 5-306-280
1-1/2 1 2 4-112 4 5-304-285 5-306-285
1-1/2 1 2 4-1/2 6 5-304-290 5-306-290
1-1/4 1-1/4 2 4-1/2 6 5-304-295 5-306-295
1-1/4 1-1/4 2 4-112 4 5-304-300 5-306-300
1-3/8 1-1/4 2 4-1/2 6 5-304-305 —
1-12 1-1/4 2 4-112 4 - 5-306-310
1-1/2 1-1/4 2 4-1/2 6 5-304-315 5-306-315
1-5/8 1-1/4 2 4-1/2 6 5-304-325 5-306-325
1-3/4 1-1/4 2 4-1/2 4 - 5-306-330
1-3/4 1-1/4 2 4-112 6 5-304-335 —
1-7/18 1-1/4 2 4-1/2 6 — 5-306-340
2 1-1/4 2 4-1/2 6 5-304-355 5-306-355
14 Piece 1/8" to 1" Set Includes:
1/8 to 7/16 x 3/8 Shank, 1/2 to 9/16 x 1/2 Shank, 5-304-514 5-306-514
5/8 to 3/4 x 5/8 Shank, 13/16 to 1 x 3/4 Shank

Multiple Flute Heavy Duty End Mills

o Twin Drive Shank

e Single End
¢ High Speed Steel
6 Flute
Dia Dia Length OAL HSS
of Mill of Shank of Cut Part Number
2 2 6 9-3/4 5-360-040
2 2 8 11-3/4 5-360-060

TMX Cutting Tools, part of the Toolmex Industrial Solutions family END MILLS 359
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Cutting Tools

T

HSS and Cobalt End Miills

Multiple Flute Regular Length Metric End Mills

* Single End
e Center Cutting >
¢ High Speed Steel : :

Dia Dia of Length OAL Number HScthttie:;er Dia Dia of Length OAL Number HScSmCttie:;er
of Cut Shank of Cut of Flutes Part Number of Cut Shank of Cut of Flutes Part Number
3MM 318 318 2-5/16 4 5-307-003 16 MM 5/8 1-5/8 3-3/4 4 5-307-216
4MM 3/8 112 238 4 5-307-004 18 MM 5/8 1-5/8 3-3/4 4 5-307-218
5 MM 38 /6 2-112 4 5-307-005 20 MM 5/8 1-7/8 4-1/8 4 5-307-220
6 MM 38 5/8 2-112 4 5-307-006 18 MM 3/4 1-5/8 3-3/4 4 5-307-318
7 MM 3/8 3/4 212 4 5-307-007 19 MM 3/4 1-5/8 3-3/4 4 5-307-319
8 MM 3/8 3/4 2112 4 5-307-008 20 MM 3/4 1-7/8 4-1/8 4 5-307-320
9IMM 3/8 3/4 2-112 4 5-307-009 22 MM 3/4 1-7/8 4-1/8 4 5-307-322
10 MM 3/8 1 2-1116 4 5-307-010 24 MM 3/4 2 4112 4 5-307-324
11 MM 318 1 2-11116 4 5-307-011 22 MM 718 1-7/8 4-1/8 4 5-307-422
12 MM 3/8 1 2-11116 4 5-307-012 24 MM 7/8 2 4112 4 5-307-424
13 MM 112 1-1/4 3-1/4 4 5-307-113 32 MM 1 2 4112 6 5-307-532
14 MM 112 1-1/4 3-1/4 4 5-307-114 36 MM 1 2 4112 6 5-307-536
15 MM 11 1-3/8 3-38 4 5-307-115

Multiple Flute Long Length End Mills
 Non-Center and Center Cutting P — \_“:;. e g £
e Single End
e Right Hand Cut
* High Speed Steel and 8% Cobalt M-42
. . HSS Cobalt M-42
of Mill | ofshank | afcut | OAL | of Rutes | Cnter Cuting | Center Cutting

1/4 3/8 1-1/4 3-1/16 4 5-314-005 5-316-005

5/16 3/8 1-3/8 3-1/8 4 5-314-010 5-316-010

38 38 1-112 3-1/4 4 5-314-015 5-316-015

7116 12 1-3/4 3-3/4 4 5-314-020 5-316-020

12 12 2 4 4 5-314-025 5-316-025

3/4 12 3 5-1/4 4 5-314-030 -

5/8 5/8 2-112 4-5/8 4 5-314-035 5-316-035

3/4 3/4 3 5-1/4 4 5-314-040 5-316-040

1 3/4 4 6-112 4 5-314-045 -
7/8 7/8 3-112 5-3/4 4 5-314-060 5-316-060
1 1 4 6-112 4 5-314-065 5-316-065

1-1/4 1 4 6-1/2 6 5-314-075 -

1-3/8 1 4 6-112 6 5-314-080 -

1-1/2 1 4 6-112 6 5-314-085 -

1-1/4 1-1/4 4 6-112 4 5-314-090 -

1-1/4 1-1/4 4 6-112 6 5-314-095 -

1-112 1-1/4 4 6-112 6 5-314-100 -
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HSS and Cobalt %

Cutting Tools
Multiple Flute Extra Long End Mills
e Center Cutting pPRTES e~ e~ —
«Singl Enced SSeSENSANN—

¢ High Speed Steel E
HSS O
Dia Dia Length Number .
of Mill | ofShank | of cut el oquIut;ees Center cutting IE
1/4 38 1-3/4 3-9/16 4 5-424-005 U\
5/16 38 2 3-3/4 4 5-424-010
3/8 38 2-112 4-1/4 4 5-424-015
112 102 3 5 4 5-424-020
5/8 102 4 6-1/8 4 5-424-025
3/4 10 4 6-1/4 4 5-424-030
5/8 5/8 4 6-1/8 4 5-424-035
3/4 3/4 4 6-1/4 4 5-424-040
718 718 5 7-1/4 4 5-424-045
1 1 6 8-112 4 5-424-050
1-1/4 1-1/4 6 8-112 4 5-424-055
1-1/4 1-1/4 6 8-112 6 5-424-060
1-1/2 1-1/4 8 10-9/16 6 5-424-065

4 Flute Double End, End Mills

¢ Non-Center and Center Cutting
e High Speed Steel and 8% Cobalt M-42

of Mill | of Shank E;tefng:? R HSCS“tc‘?:;er ComerCut
Part Number Part Number
1/8 3/8 3/8 3-1/16 5-254-005 5-256-005
5/32 3/8 7116 3-1/8 5-254-010 5-256-010
3/16 3/8 12 3-1/4 5-254-015 5-256-015
13/64 3/8 9/16 3-1/4 5-254-020 5-256-020
7132 3/8 9/16 3-1/4 5-254-025 5-256-025
15/64 3/8 9/16 3-1/4 5-254-030 5-256-030
1/4 3/8 5/8 3-3/8 5-254-035 5-256-035
9/32 3/8 116 3-3/8 5-254-040 5-256-040
5116 3/8 3/4 3-12 5-254-045 5-256-045
11/32 3/8 3/4 3-112 5-254-050 5-256-050
3/8 3/8 3/4 3-112 5-254-055 5-256-055
13/32 12 1 4-1/8 5-254-060 5-256-060
716 12 1 4-1/8 5-254-065 5-256-065
15/32 12 1 4-1/8 5-254-070 5-256-070
12 12 1 4-1/8 5-254-075 5-256-075
9/16 5/8 1-3/8 5 5-254-080 5-256-080
5/8 5/8 1-3/8 5 5-254-085 5-256-085
1116 3/4 1-5/8 5-5/8 5-254-090 5-256-090
3/4 3/4 1-5/8 5-5/8 5-254-095 5-256-095
13/16 7/18 1-7/18 6-1/8 - 5-256-100
718 718 1-718 6-1/8 5-254-105 5-256-105
15/16 1 1-718 6-3/8 - 5-256-110
1 1 1-7/8 6-3/8 5-254-115 -
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) HSS and Cobalt End Mills

Cutting Tools

Multiple Flute Regular Length Ball Nose End Mills

e Single End
¢ Right Hand Cut

ﬂ * High Speed Steel and 8% Cobalt M-42
—
E Dia Dia Length OAL Number HSS Cobalt M-42
of Mill | of Shank | of Flute of Flutes Part Number Part Number
E 1/8 3/8 3/8 2-5/16 4 5-225-003 5-226-003
3/16 3/8 12 2-3/8 4 5-225-005 5-226-005
1/4 3/8 5/8 2-7/16 4 5-225-010 5-226-010
5/16 3/8 3/4 2-112 4 5-225-012 5-226-012
3/8 3/8 3/4 2-1/2 4 5-225-015 5-226-015
7116 3/8 1 2-11/16 4 5-225-0181 -
112 12 1-1/4 3-1/4 4 5-225-020 5-226-020
5/8 5/8 1-5/8 3-3/4 4 5-225-025 5-226-025
3/4 3/4 1-5/8 3-718 4 5-225-030 5-226-030
718 7/8 1-718 4-1/8 4 5-225-035 -
1 1 2 4-112 4 5-225-040 5-226-040
1-1/4 1-1/4 2 4-1/2 6 5-225-045 -
1-1/2 1-1/4 2 4-1/2 6 5-225-050 5-226-050
Roughing End Mills
e Single End
e Coarse Tooth
® 8% Cobalt M-42
of Wil of Shank | Lengthof Cut | Nunber (L)ev:;llal e e
1/4 3/8 5/8 3 2-7116 5-431-005
5/16 3/8 3/4 3 2-1/2 5-431-010
3/8 3/8 3/4 4 2-12 5-431-015
7116 3/8 1 4 2-11/16 5-431-017
112 12 1-1/4 4 3-1/4 5-431-020
12 12 2 4 4 5-431-025
9/16 112 1-3/8 4 3-3/8 5-431-027
5/8 5/8 1-5/8 4 3-3/4 5-431-030
5/8 5/8 2-112 4 4-5/8 5-431-031
1116 5/8 1-5/8 4 3-3/4 5-431-033
3/4 5/8 1-5/8 4 3-3/4 5-431-035
3/4 3/4 1-5/8 4 3-3/4 5-431-040
3/4 5/8 3 4 5-1/8 5-431-045
3/4 3/4 3 4 5-1/4 5-431-050
7/8 3/4 1-7/18 5 4-1/8 5-431-055
7/8 3/4 3-12 5 5-3/4 5-431-060
1 1 2 5 4-1/2 5-431-065
1 3/4 2 5 4-1/4 5-431-070
1 1 4 5 6-1/2 5-431-075
1-1/8 1 2 6 4-1/2 5-431-080
1-1/4 3/4 2 6 4-1/4 5-431-083
1-1/4 1-1/4 2 6 4-1/2 5-431-085
1-1/4 1-1/4 3 6 5-1/2 5-431-086
1-1/4 1-1/4 4 6 6-1/2 5-431-087
1-1/2 3/4 2 6 4-1/4 5-431-0880
1-172 1-1/4 2 6 4-1/2 5-431-090
1-1/2 1-1/4 4 6 6-1/2 5-431-095
*Set of 4 Pieces: 1/2,5/8,3/4 & 1" 5-431-150

362 END MILLS Customer Service ¢ +1-508-653-8897 * 844-869-8665 » www.tmxtools.com



Milling Cutters and Saws

Cutting Tools

TABLE OF CONTENTS

MILLING CUTTERS AND SAWS

Technical Reference ........................... 364
Milling Cutters with Shanks ................... 365
Corner Rounding Cutters ...................... 367 IE
Woodruff Keyseat Cutters ..................... 368 E
Milling Cutters ................................ 369 2
Single Angle Milling Cutters................... 370 —
Double Angle Milling Cutters.................. 370 a
Shell End Mills ...................c..ccveive.) 371 a
Involute Gear Cutters.......................... 372 ‘;’;
Jewelers Saws........................ 374 =
Saw Arbors. ... 377 2
Screw Slotting Saws........................... 377
Plain Metal Slitting Saws ...................... 379
Side Milling Cutters ........................... 382

Power Hacksaw Blades ........................

MILLING CUTTERS AND SAWS 363



MILLING CUTTERS / SAWS

364

Cutting Tools

Recommended Speeds and Feeds for Side Milling Cutters

e Depth of cut =.050" to .250"

e Use higher recommended speed and feed for smaller depth of cut

Material to be Machined H:(aéf'r;\‘e)ss rzr\';ne Ctl::gtt);::‘g:r

Free Machining Carbon Steels 1212, 1108, 1213, 1116,1118,1211, 1140, 1151 100-150 120-180 .002-.006"
Free Machining Carbon Steels - leaded 12L14 100-150 120-190 .002-.006"
Carbon Steel - wrought low carbon = 1009, 1011, 1012, 1016, 1018,

1022,1025, 1518 medium carbon = 1030, 1035,1040,1045,1049,1053,1524 85-125 100-130 .002-.006"
high carbon = 1070, 1075, 1090, 1551

Alloyed steel 4110 4120 4140, 4320, 5120, 8115 8620 175-225 50-65 .002-.004"
Ductile Cast Iron class 25, 30, 35, 40, 45 & 50 190-225 80-100 .002-.006"
Stainless Steel 175-225 50-65 .002-.004"
Aluminum Alloys 2024,5050, 5056, 6061 N/A 200-400 .002-.010"

Revolution per Minute (RPM)= (3.82 x SFM)/ Cutter Diameter

Inches per Revolution (IPR) feed rate = Chip load per tooth x # of teeth

Inches per Minute (IPM) feed rate = IPR x RPM

Standard Keyways for Milling Cutters & Saws

Cutter Hole Diameter Nominal size square KEY
12" 3/32"
5/8" 1/8"
3/4" 1/8"
718" 1/8"

1" 1/4"
1-1/4" 5/16"
1-12" 3/8"
1-3/4" me"

2" 12"
2-112" 5/8"

3" 3/4"
3-112" 718"

4" 1"
4-1/2" 1-1/8"

5" 1-1/4"

MILLING CUTTERS AND SAWS
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Single Angle Chamfering Cutters

e Right-Hand Cut
¢ Weldon Shank

* High Speed Steel

Milling Cutters with Shanks

Cutting Tools

Cutter Dia Width Shank Dia OAL Angle Part Number
112 1/8 3/8 2-1/8 45° 5-680-001
3/4 3/16 3/8 2-1/8 45° 5-680-002
1 5/16 12 2-112 45° 5-680-003
1-1/2 12 3/4 2-3/4 45° 5-680-004
12 7/32 3/8 2-1/8 60° 5-680-005
3/4 5/16 3/8 2-1/8 60° 5-680-006
1 7116 12 2-112 60° 5-680-007
1-1/2 5/8 3/4 2-3/4 60° 5-680-008
Concave — Shank Type Cutters
¢ High Speed Steel
Radius Shank Dia f_)ev:;:ll: Cutter Dia (I:Iqurrut;eel; Part Number
1/32 12 3 3/4 6 5-693-005
116 12 3 3/4 6 5-693-010
3/32 12 3 3/4 6 5-693-015
118 3/4 3-172 1 6 5-693-020
5/32 3/4 3-1/2 1 6 5-693-025
3/16 3/4 3-1/2 1 6 5-693-030
1/4 3/4 4 1-1/4 4 5-693-035
5/16 3/4 4 1-1/4 4 5-693-040
3/8 3/4 4-3/16 1-112 4 5-693-045
Note: Full form is radius x 2
Convex — Shank Type Cutters
* High Speed Steel
Radius Shank Dia ?::;::: Cutter Dia glfua‘l?gs NE?nrlt) -
1132 112 3 3/4 6 5-690-005
116 112 3 3/4 6 5-690-010
3/32 112 3 718 6 5-690-015
118 3/4 3-112 1-1/4 6 5-690-020
5/32 3/4 3-1/2 1-5/16 6 5-690-025
3/16 3/4 3-112 1-3/8 6 5-690-030
1/4 3/4 4 1-1/2 6 5-690-035
5/16 3/4 4 1-5/8 6 5-690-040
3/8 3/4 4 1-3/4 6 5-690-045

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Milling Cutters with Shanks

Double Angle — Shank Type Cutters

e Right Hand Cut
e High Speed Steel

60° 3/4 3/8 2-3/8 3116 5-682-010
60° 1 112 2-27/32 5/16 5-682-020
60° 1-3/8 5/8 3-7/32 7116 5-682-040
60° 1-112 5/8 3-3/8 112 5-682-060
60° 1-7/8 3/4 3-25/32 5/8 5-682-080
90° 3/4 3/8 2-7116 1/4 5-682-110
90° 1 112 2-29/32 3/8 5-682-120
90° 1-3/8 5/8 3-9/32 112 5-682-140
90° 1-172 5/8 3-7116 /16 5-682-160
90° 1-7/8 3/4 3-25/32 5/8 5-682-180
Dovetail Cutters
e Regular Length
e Right-Hand Cut
o \Weldon Shank
e High Speed Steel and Cobalt
Dia Width Dia OAL Number Angle H'ggtzzle ed Cobalt
of Cutter of Cutter of Shank of Flutes Part Number Part Number
3/8 118 3/8 2-1/8 6 45° 5-721-003 5-722-003
112 5/32 3/8 2-1/8 6 45° 5-721-005 5-722-005
3/4 1/4 3/8 2-1/8 8 45° 5-721-010 5-722-010
1-3/8 7116 5/8 2-7/8 10 45° 5-721-015 5-722-015
1-7/8 916 7/8 3-1/4 12 45° 5-721-020 5-722-020
2-1/4 5/8 1 3-3/4 12 45° 5-721-025 5-722-025
3/8 3116 3/8 2-1/8 6 60° 5-721-028 5-722-028
12 1/4 3/8 2-1/8 6 60° 5-721-030 5-722-030
3/4 5/16 3/8 2-1/8 8 60° 5-721-035 5-722-035
1-3/8 916 5/8 2-718 10 60° 5-721-040 5-722-040
1-7/8 13/16 7/8 3-1/4 12 60° 5-721-045 5-722-045
2-1/4 1-1/16 1 3-3/4 12 60° 5-721-050 5-722-050
5 Piece Set: 3/8" 5-721-200 5-722-200
5 Piece Set: 3/8 thru 2-1/4", 60° 5-721-201 =

MILLING CUTTERS AND SAWS
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Corner Rounding Cutters

Cutting Tools

Corner Rounding Cutters

¢ Regular Length
¢ Right-Hand Cut
e Weldon Shank

¢ High Speed Steel and Cobalt

=
. . . High Speed Cobalt E
Radius Shank Dia Cutter Dia OAL Partsltlz‘::I ber Part Number E
116 3/8 7116 2-112 5-550-005 5-551-005 N
3/32 3/8 12 2-112 5-550-010 5-551-010 CcC
118 3/8 5/8 2-112 5-550-014 - j
1/8 12 5/8 3 5-550-015 5-551-015 m
5/32 12 3/4 3 5-550-020 5-551-020 a
3/16 12 7/8 3 5-550-025 5-551-025 =~
3/16 3/4 718 3-1/8 5-550-030 5-551-030 ;
1/4 12 1 3 5-550-035 5-551-035 E
1/4 3/4 1 3-1/4 5-550-040 5-551-040 w
9/32 12 1 3 5-550-041 -
9/32 5/8 1 3 5-550-042 5-551-042
5/16 12 1-1/8 3-1/4 5-550-045 5-551-045
5/16 5/8 1-1/8 3-112 5-550-046 -
5/16 3/4 1-1/8 3-1/4 5-550-047 5-551-047
5/16 718 1-1/8 3-112 5-550-050 -
3/8 12 1-1/4 3-112 5-550-055 5-551-055
3/8 3/4 1-1/4 3-112 5-550-057 5-551-057
3/8 7/8 1-1/4 3-3/4 5-550-060 5-551-060
6 3/4 1-3/8 3-3/4 5-550-062 5-551-062
6 1 1-3/8 4 5-550-065 -
15/32 3/4 1-7116 3-3/4 5-550-066 -
12 3/4 1-112 3-7/18 5-550-067 5-551-067
112 1 1-112 4-1/8 5-550-070 5-551-070
9/16 3/4 1-5/8 4 5-550-071 -
5/8 3/4 1-5/8 4 5-550-073 5-551-073
5/8 1 1-5/8 4 5-550-075 -
21/32 3/4 1-3/16 4 5-550-077 -
3/4 3/4 1-7/8 4 5-550-083 5-551-083
3/4 1 1-7/8 4 5-550-085 5-551-085
13/16 1 2-1/8 4 5-550-092 -
1 3/4 2-9/16 4 5-550-097 -
1 1 2-9/16 4 5-550-098 -
8 Piece Set: 1/16" to 1/4" and 5/16" to 3/8" 5-550-100 5-551-100

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Woodruff Keyseat Cutters

e Shank Type

e Staggered and Straight Teeth
 1/2" Diameter Straight Shank
¢ High Speed Steel

Ameion | omnaioia | watorroce | Queral [ Syl [ stagged foet

202 1/4 116 2-116 5-727-0005 5-728-0005

202-172 5/16 116 2-116 5-727-0006 5-728-0006
302-12 5/16 3/32 2-3/32 5-727-001 5-728-001
203 3/8 116 2-116 5-727-002 5-728-002
303 3/8 3/32 2-3/32 5-727-003 5-728-003
403 3/8 1/8 2-1/8 5-727-004 5-728-004
204 12 116 2-1116 5-727-005 5-728-005
304 12 3/32 2-3/32 5-727-010 5-728-010
305 5/8 3/32 2-3/32 5-727-015 5-728-015
404 12 1/8 2-1/8 5-727-020 5-728-020
405 5/8 1/8 2-1/8 5-727-025 5-728-025
406 3/4 1/8 2-1/8 5-727-030 5-728-030
505 5/8 5/32 2-5/32 5-727-035 5-728-035
605 5/8 3/16 2-3/16 5-727-040 5-728-040
506 3/4 5/32 2-5/32 5-727-045 5-728-045
806 3/4 114 2-1/4 5-727-050 5-728-050
507 718 5/32 2-5/32 5-727-055 5-728-055
606 3/4 3/16 2-3/16 5-727-060 5-728-060
607 718 3/16 2-3/16 5-727-065 5-728-065
707 718 7132 2-7/32 5-727-070 5-728-070
608 1 3/16 2-3/16 5-727-075 5-728-075
708 1 7132 2-7132 5-727-080 5-728-080
1208 1 3/8 2-3/8 5-727-085 5-728-085
609 1-1/8 3/16 2-3/16 5-727-090 5-728-090
807 718 14 2-1/4 5-727-095 5-728-095
808 1 14 2-1/4 5-727-100 5-728-100
709 1-1/8 7132 2-7132 5-727-105 5-728-105
809 1-1/8 1/4 2-1/4 5-727-110 5-728-110
610 1-1/4 3/16 2-3/16 5-727-115 5-728-115
710 1-1/4 7132 2-7/32 5-727-120 5-728-120
810 1-1/4 114 2-1/4 5-727-125 5-728-125
811 1-3/8 114 2-1/4 5-727-130 5-728-130
812 1-12 1/4 2-1/4 5-727-135 5-728-135
1008 1 5/16 2-5/16 5-727-140 5-728-140
1009 1-1/8 5/16 2-5/16 5-727-145 5-728-145
1010 1-1/4 5/16 2-5/16 5-727-150 5-728-150
1011 1-3/8 5/16 2-5/16 5-727-155 5-728-155
1012 1-112 5/16 2-5/16 5-727-160 5-728-160
1210 1-1/4 3/8 2-3/8 5-727-165 5-728-165
1211 1-3/8 3/8 2-3/8 5-727-170 5-728-170
1212 1-12 3/8 2-3/8 5-727-175 5-728-175
8 Piece Set: American Standard # 204, 304, 305, 406, 605, 606, 608, 806 5-727-508 5-728-508
9 Piece Set: American Standard # 204, 404, 406, 806, 606, 608, 808, 610, 1210 5-727-509 5-728-509

41 Piece Set Includes all Sizes 5-727-541 -

MILLING CUTTERS AND SAWS
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Milling Cutters

¢ High Speed Steel

=
Concave Cutters Convex Cutters 'E
=
Concave Cutters Convex Cutters (n)
Dia Dia Hole Number Part Dia Dia Hole Number Part ()
of Circle of Cutter of Teeth Number of Circle of Cutter of Teeth Number C
1/8 2-1/4 1 14 5-703-015 116 2-1/4 1 14 5-700-005 j
5/32 2-1/4 1 14 5-703-020 3/32 2-1/4 1 14 5-700-010 g
3/16 2-1/4 1 14 5-703-025 1/8 2 7/8 14 5-700-015 (%]
7132 2-1/4 1 14 5-703-030 1/8 2-1/4 1 14 5-700-020 ;
1/4 2-112 1 14 5-703-035 5/32 2-1/4 1 14 5-700-025 >
9/32 2-112 1 12 5-703-037 3/16 2-1/4 1 14 5-700-030 E
5/16 2-3/4 1 12 5-703-040 7132 2-1/4 1 14 5-700-035 L)
11/32 2-3/4 1 12 5-703-045 1/4 1 7/8 14 5-700-037
3/8 2-3/4 1 12 5-703-050 1/4 2-1/4 1 14 5-700-039
7116 3 1 12 5-703-060 1/4 2-112 1 14 5-700-040
112 2-1/4 7/8 12 5-703-063 9/32 2-112 1 14 5-700-045
12 3 1 12 5-703-065 5/16 2-3/4 1 12 5-700-050
9/16 3 1 12 5-703-070 11/32 2-3/4 1 12 5-700-055
5/8 2-3/4 1 12 5-703-073 3/8 2-1/4 7/8 12 5-700-057
12 3 1 12 5-703-074 3/8 2-3/4 1 12 5-700-060
5/8 3-112 1-1/4 12 5-703-075 13/32 2-3/4 1 12 5-700-065
3/4 3 1 12 5-703-082 716 3 1 12 5-700-070
3/4 3-3/4 1-1/4 12 5-703-085 112 3 1 12 5-700-075
7/8 3-1/4 1 12 5-703-092 9/16 2-3/4 1 12 5-700-077
1 3-1/4 1 10 5-703-105 9/16 3 1 12 5-700-080
1 4-1/4 1-1/4 10 5-703-110 5/8 2-3/4 1 12 5-700-082
1-1/16 4 1-1/4 14 5-703-115 5/8 3 1 12 5-700-083
1-1/4 4 1-1/4 10 5-703-125 5/8 3-112 1 12 5-700-084
1-112 4-1/4 1-1/4 10 5-703-135 5/8 3-112 1-1/4 12 5-700-085
1-3/4 5-1/2 1-1/4 10 5-703-145 1116 3 1 12 5-700-090
3/4 3 1 12 5-700-092
3/4 3-3/4 1-1/4 12 5-700-095
7/8 3-1/4 1 12 5-700-102
7/8 4 1-1/4 12 5-700-105
1 3-1/4 1 12 5-700-115
1 4-1/4 1-1/4 12 5-700-120
1-1/8 4 1-1/4 12 5-700-125
1-1/4 4 1-1/4 12 5-700-130
1-3/8 4-1/4 1-1/4 12 5-700-135
1-112 4-1/4 1-1/4 12 5-700-140
1-5/8 5-112 1-1/4 12 5-700-145
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Cutting Tools

Single Angle Milling Cutters

e Right Hand and Left Hand in 45° and 60° Angles
e High Speed Steel

Dia :\yilg:che Hole Size (l;lfu_lr_ne:te; Righ:sl-oland Leﬁ‘;‘ ?oand Righ;ol;land Leftslalfnd
‘é’ 2-112 112 718 18 5-712-005 5-715-005 | 5-712-010 5-715-010
e 2-3/4 112 1 18 5-712-015 5-715-015 | 5-712-020 5-715-020
v 3 112 1 22 5-712-023 5-715-023 | 5-712-024 5-715-024
== 3 112 1-1/4 22 5-712-025 - 5-712-030 -
‘é’ 3 5/8 1 22 5-712-035 5-715-035 5-712-040 =
LL 3 5/8 1-1/4 22 5-712-045 = 5-712-050 =
t 3 3/4 1 22 5-712-055 5-715-055 5-712-060 5-715-060
a 3 3/4 1-1/4 22 = = 5-712-070 5-715-070
U] 4 12 1 26 5-712-075 5-715-075 5-712-080 -
= 4 112 1-1/4 26 - 5-715-085 | 5-712-090 -
— 4 3/4 1 26 5-712-095 5-715-095 | 5-712-100 5-715-100
— 4 3/4 1-1/4 26 5-712-105 5-715-105 | 5-712-110 5-715-110
= 4 1 1-1/4 26 5-712-115 5-715-115 | 5-712-120 5-715-120
5 3/4 1-1/4 28 = 5-715-125 5-712-130 5-715-130
5 1 1-1/4 28 5-712-135 5-715-135 5-712-140 5-715-140
6 3/4 1-1/4 30 5-712-145 = = =

Double Angle Milling Cutters

e 45°, 60°, and 90° Angles ,,\
e High Speed Steel  y ’
.
Dia Width H_ole Number 45° 60° 90° -'—.
of Face Size | of Teeth |Part Number | Part Number | Part Number ' \
2-3/4 112 1 18 5-718-005 5-718-010 5-718-015 '
3 5/8 1 22 5-718-020 5-718-025 5-718-030 ¢
3 3/4 1 2 = 5-718-035 | 5-718-040 @%}'
4 12 1-1/4 26 5-718-045 5-718-050 5-718-055 v
4 3/4 1 26 5-718-060 5-718-065 5-718-070
4 3/4 1-1/4 26 5-718-075 5-718-080 5-718-085
4 1 1-1/4 26 - 5-718-090 5-718-095
5 3/4 1-1/4 28 - 5-718-105 5-718-110
5 1 1-1/4 28 5-718-115 5-718-120 5-718-125
6 3/4 1-1/4 30 - 5-718-135 5-718-140
6 1 1-1/4 30 5-718-145 5-718-150 5-718-155
6 1-112 1-1/4 30 5-718-160 5-718-165 5-718-170
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Shell End Mills

* 20° Right Hand Helix
¢ High Speed Steel

. HSS
Dia of Mill Size of Hole | Length of Cut glqu'}"ulins DW&S:‘M PRalghNt:lrﬁE:r
1-1/4 12 1 8 114 5-450-005
1-12 12 1-1/8 8 114 5-450-010
1-3/4 3/4 1-1/4 8 516 5-450-015
2 3/4 1-3/8 10 516 5-450-020
2-1/4 1 1-172 10 3/8 5-450-025
2-112 1 1-5/8 10 3/8 5-450-030
2-3/4 1 1-5/8 10 3/8 5-450-035
3 1-1/4 1-3/4 10 12 5-450-040
3-1/2 1-1/4 1-7/18 12 12 5-450-045
4 1-172 2-1/4 14 5/8 5-450-050
5 1-172 2-1/4 16 3/4 5-450-060
5-112 2 2-1/4 16 3/4 5-450-065
6 2 2-1/4 16 3/4 5-450-070
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Involute Gear Cutters

Cutting Tools

Involute Gear Cutters, 14-1/2 7> Footh height (4 s in inches

e Used to mill spur gears with a 14-1/2 degree pressure angle . G_’ o & DP is diametrical pitch
o For each diametral pitch listed, 8 cutters are required to ‘
produce a full set of gears from 12 teeth to a rack \"i*
¢ When ordering, state diametral pitch and the number of e
cutters from the chart in accordance with the number V ‘
of teeth to be cut. Specify the arbor hole when possible
e These cutters may be sharpened repeatedly without changing the original form
¢ High Speed Steel

Part number series 5-860-
When ordering, please use complete part number, 5-860- plus a 3 digit suffix from the table

Diametrical | Dia of Hole Tooth height (H) is in inches Cutter | Range
Pitch Cutter Size 1 2 3 4 5 6 7 8 Number | of Teeth
3 5-1/4 1-12 - 018 - - - - - - 1 135-Rack
3 5-1/4 1-1/4 - - - 444 - 446 - - 2 55-134
3 4-3/4 1-1/4 - 026 027 028 029 - 031 - 3 35-54
4 4-112 1-1/2 033 - 035 036 - 038 039 - 4 26-34
4 4-1/4 1-1/4 - 042 043 044 045 046 - 048 5 21-25
4 3-5/8 1 - 050 - 052 053 - 055 056 6 17-20
5 3-3/4 1-1/4 057 058 059 060 061 062 063 - 7 14-16
5 3-5/8 1 417 418 - 420 421 - 423 - 8 12-13
5 3-3/8 1 065 - - - 069 070 - -
6 3-112 1-1/4 - 074 075 076 077 078 079 080
6 3-1/8 1 081 082 083 084 085 086 087 088
7 3-3/8 1-1/4 - 090 091 092 - - 095 -
7 2-718 1 097 098 099 100 101 102 103 -
8 3-1/4 1-1/4 105 - - 108 - - - -
8 2-718 1 113 114 115 116 117 118 119 120
9 3-1/8 1-1/4 - - - - - 126 - -
9 2-3/4 1 - 130 131 132 133 134 - 136
10 2-3/4 1 137 138 139 140 141 142 143 144
10 2-3/8 7/8 145 146 147 148 149 150 - 152
12 2-5/8 1 169 170 171 172 173 174 175 176
12 2-1/4 718 177 178 179 180 181 182 183 184
14 2-112 1 185 186 187 188 189 190 191 192
14 2-1/8 718 - 194 195 196 - - 199 200
16 2-112 1 201 202 203 204 205 206 207 208
16 2-1/8 1 425 426 - 428 - - - 432
16 2-1/8 718 - 210 211 212 213 214 215 216
18 2-3/8 1 217 218 219 220 221 222 223 224
18 2 718 - - - - - 230 - -
20 2-3/8 1 233 234 235 236 237 238 239 240
20 2 7/8 241 242 243 244 - 246 247 248
24 2-1/4 1 265 266 267 268 269 270 271 272
24 1-3/4 718 273 274 275 276 277 278 - 280
26 2-1/4 1 - - - 284 - - 287 -
26 1-3/4 718 - 290 291 - - - - -
28 2-1/4 1 - - - 300 - - 303 -
28 1-3/4 718 305 - 307 - - - 311 -
30 2-1/4 1 313 - - - 317 318 319 -
30 1-3/4 718 - - - - - - 327 328
32 2-1/4 1 329 330 331 332 333 334 335 336
32 2-1/4 718 - 434 - - - - - -
32 1-3/4 7/8 337 338 339 340 - 342 343 344
36 2-1/4 1 345 - - - 349 - - -
36 1-3/4 718 353 354 - 356 - - 359 -
40 2-1/4 1 - 362 - - - - - 368
40 1-3/4 718 369 - - - - - - -
48 2-1/4 1 - 378 - - - - 383 -
48 1-3/4 718 385 386 387 388 389 390 391 392
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Involute Gear Cutters, 20°

e Pressure Angle 20 degrees

* For each module listed from 0.5 mm to 7 mm, 8 cutters are required to
produce a full set of gears from 12 teeth to a rack

¢ These cutters may be sharpened repeatedly without changing their original form

e High Speed Steel

Part number series 5-862-

When ordering, please use complete part number, 5-862- plus a 4 digit suffix from the table.

odul | Dzt | ol
1 2 3 4 5 6 7 8
0.5 40 16 0051 0052 0053 0054 0055 0056 0057 0058 5-862-0050
0.7 40 16 0071 0072 0073 0074 0075 0076 0077 0078 5-862-0070
0.8 40 16 0081 0082 0083 0084 0085 0086 0087 0088 5-862-0080
1.0 50 16 0101 0102 0103 0104 0105 0106 0107 0108 5-862-0100
1.25 50 16 0121 0122 0123 0124 0125 0126 0127 0128 5-862-0120
1.5 56 22 0151 0152 0153 0154 0155 0156 0157 0158 5-862-0150
1.75 56 22 0171 0172 0173 0174 0175 0176 0177 0178 5-862-0170
2.0 63 22 0201 0202 0203 0204 0205 0206 0207 0208 5-862-0200
2.25 63 22 0221 0222 0223 0224 0225 0226 0227 0228 5-862-0220
25 63 22 0251 0252 0253 0254 0255 0256 0257 0258 5-862-0250
2.75 n 27 0271 0272 0273 0274 0275 0276 0277 0278 5-862-0270
3.00 n 27 0301 0302 0303 0304 0305 0306 0307 0308 5-862-0300
3.25 n 27 0321 0322 0323 0324 0325 0326 0327 0328 5-862-0320
3.50 80 27 0351 0352 0353 0354 0355 0356 0357 0358 5-862-0350
3.75 80 27 0371 0372 0373 0374 0375 0376 0377 0378 5-862-0370
4.0 80 27 0401 0402 0403 0404 0405 0406 0407 0408 5-862-0400
45 920 32 0451 0452 0453 0454 0455 0456 0457 0458 5-862-0450
5.0 90 32 0501 0502 0503 0504 0505 0506 0507 0508 5-862-0500
5.5 90 32 0551 0552 0553 0554 0555 0556 0557 0558 5-862-0550
6.0 100 32 0601 0602 0603 0604 0605 0606 0607 0608 5-862-0600
6.5 100 32 0651 0652 0653 0654 0655 0656 0657 0658 5-862-650
7.0 100 32 0701 0702 0703 0704 0705 0706 0707 0708 5-862-0700

m = module

m:i

2.2

02

Lw=

2m
e

Tooth height (H) is in mm

Modules 1 thru 7
Cutter Range of
Number Teeth Cut
1 12&13
2 141016
3 1710 20
4 211025
5 26 to 34
6 35t0 54
7 5510 134
8 135 to rack
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Jewelers Saws

Cutting Tools

Jewelers Slotting Saws

e Tolerances: Outside diameter: +.015"
Hole diameter: +.001"
Width: +.001"
e Saws with 5/16" diameter hole sizes are manufactured without a keyway
© ANSI/ASME B94.19
e Used in slotting, sheeting and tubing

‘é e For cutting thin tubing, wire and similar items as well as for slotting very thin materials
< * High Speed Steel
i
S~
E Dia T('I‘r']‘c';":fsjs PZfesta':N H°:74S"I * I-I(;I/e1 Z'I'z ) Hoé?sil * I401'(;25': *
t Part Number | Part Number | Part Number | Part Number
> 1 008 99 5746001 | 5-746-002 | 5746:003 | 5-746-004
bt 1 010 99 5746006 | 5-746-007 | 5746:005 | 5-746-008
g 1 012 99 5-746-011 = 5746010 | 5-746-013
— 1 014 75 5-746-016 = 5-746-015 | 5-746-018
= 1 016 75 5-746-021 = 5-746-020 | 5-746-023
= 1 018 75 5-746-026 = 5-746-025 | 5-746-028
1 020 75 5-746-031 | 5-746-032 | 5746-030 | 5-746-033
1 023 75 5-746-036 - 5-746-035 | 5-746-038
1 025 75 5-746-039 - 5-746-040 | 5-746-042
1 028 75 5-746-043 - 5-746-045 | 5-746-046
1 032 75 5-746-047 - 5-746-050 | 5-746-049
1-1/4 008 120 - - 5-746-052 | 5-746-053
1-1/4 010 120 - 5746054 | 5-746-055 | 5-746-056
1-1/4 012 120 = = 5-746-060 | 5-746-061
1-1/4 014 99 = = 5-746-065 | 5-746-066
1-1/4 016 99 = = 5-746-070 | 5-746-071
1-1/4 018 99 = 5746074 | 5-746-075 | 5-746-076
1-1/4 020 99 = 5746079 | 5-746-080 | 5-746-081
1-1/4 023 99 = 5-746-084 | 5-746-085 -
1-1/4 025 99 - 5-746-089 | 5-746-090 -
1-1/4 028 99 - - 5-746-095 | 5-746-096
1-1/4 032 99 - 574609 | 5-746-100 | 5-746-101
1112 008 140 - - 5746102 | 5-746-103
1112 010 140 - - 5-746-104 | 5-746-105
1112 012 140 - - 5746109 | 5-746-110
1112 013 140 = = = 5-746-111
1112 014 110 = = 5-746-114 | 5-746-115
1172 016 110 = = 5746119 | 5-746-120
1172 018 110 = = 5-746-124 | 5-746-125
1112 020 110 = = 5746129 | 5-746-130
1112 023 110 = = = 5-746-135
14112 025 110 = - 5746139 | 5-746-140
1112 028 110 - - 5-746-144 | 5-746-145
1112 032 110 - - 5746149 | 5-746-150
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Jewelers Slotting Saws (continued)

e Tolerances: Outside diameter: +.015"
Hole diameter: +.001"

Width: +.001"
e ANSI/ASME B94.19
e Used in slotting, sheeting and tubing

e For cutting thin tubing, wire and similar items as well as for slotting very thin materials

¢ High Speed Steel

Jewelers Saws

Cutting Tools

| Tdness | Teer | M
Part Number
2-112 .010 240 5-746-280
2-112 .012 240 5-746-285
2-112 .013 240 5-746-288
2-12 .014 190 5-746-290
2-12 .016 190 5-746-295
2-112 .018 190 5-746-300
2-112 .020 190 5-746-305
2-112 .023 190 5-746-310
2-112 .025 190 5-746-315
2-112 .028 190 5-746-320
2-112 .032 140 5-746-325
2-112 .035 140 5-746-330
2-112 .040 140 5-746-335
2-112 .045 140 5-746-340
2-112 .051 140 5-746-345
2-12 .057 140 5-746-350

Dia Tl)ickness Teeth Per Ho;785"| ze Hobzs..' ze
(inches) S Part Number | Part Number

1-3/4 .008 160 - 5-746-153
1-3/4 .010 160 5-746-154 5-746-155
1-3/4 .012 160 5-746-159 5-746-160
1-3/4 .014 132 5-746-164 5-746-165
1-3/4 .016 132 - 5-746-170
1-3/4 .018 132 5-746-174 5-746-175
1-3/4 .020 132 5-746-179 5-746-180
1-3/4 .023 132 - 5-746-185
1-3/4 .025 132 5-746-189 5-746-190
1-3/4 .028 132 - 5-746-195
1-3/4 .032 132 5-746-199 5-746-200
2 .008 190 5-746-202 5-746-203

2 .010 190 5-746-204 5-746-205

2 .012 190 5-746-209 5-746-210

2 .014 152 5-746-214 5-746-215
2 .016 152 5-746-219 5-746-220
2 .018 152 5-746-224 5-746-225
2 .020 152 5-746-229 5-746-230

2 .023 152 5-746-234 5-746-235

2 .025 152 5-746-239 5-746-240

2 .028 152 5-746-244 5-746-245

2 .032 110 5-746-249 5-746-250

2 .035 110 5-746-254 5-746-255

2 .036 110 - 5-746-258

2 .040 110 5-746-259 5-746-260

2 .045 110 5-746-264 5-746-265

2 .051 110 5-746-269 5-746-270

2 .057 110 5-746-274 5-746-275
2-1/4 .010 210 - 5-746-277
2-1/4 .014 210 - 5-746-279
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Jewelers Saws

Cutting Tools

Jewelers Slotting Saws (continued)

e Tolerances: Outside diameter: +.015", Hole diameter: +.001", Width: +.001"

© ANSI/ASME B94.19

e Used in slotting, sheeting and tubing

e For cutting thin tubing, wire and similar items as well as for slotting very thin materials
e High Speed Steel

=
g Dia | Thickness (inches) | Teeth Per Saw '}I,eret lsvlﬁ;L/gr '}I,gﬁ :I':;i/:r rtiaxtl)'lteNsl:ﬁl;ler
~ 3 .010 280 5-746-355 5-746-430 5-746-505
(%] 3 012 280 5-746-360 - 5-746-510
E 3 .014 230 5-746-365 - 5-746-515
t 3 .016 230 5-746-370 - 5-746-520
=) 3 .018 230 5-746-375 - 5-746-525
(@] 3 .020 230 5-746-380 - 5-746-530
G 3 .023 230 5-746-385 - 5-746-535
= 3 .025 230 5-746-390 - 5-746-540
= 3 .028 230 5-746-395 5-746-470 5-746-545
=| 3 .032 168 5-746-400 5-746-475 5-746-550
E 3 .035 168 5-746-405 5-746-480 5-746-555
3 .040 168 5-746-410 5-746-485 5-746-560
3 .045 168 5-746-415 - 5-746-565
3 .051 168 5-746-420 5-746-495 5-746-570
3 .057 168 5-746-425 - 5-746-575
4 016 310 5-746-580 - 5-746-710
4 .018 310 5-746-585 - 5-746-715
4 .020 310 5-746-590 - 5-746-720
4 .023 310 5-746-595 = 5-746-725
4 .025 310 5-746-600 - 5-746-730
4 .028 310 5-746-605 - 5-746-735
4 .032 220 5-746-610 5-746-675 5-746-740
4 .035 220 5-746-615 - 5-746-745
4 .040 220 5-746-620 5-746-685 5-746-750
4 .045 220 - 5-746-690 5-746-755
4 .051 220 5-746-630 5-746-695 5-746-760
4 .057 220 5-746-635 5-746-700 5-746-765
4 .064 220 5-746-640 5-746-705 5-746-770
5 .025 280 5-746-785 - 5-746-840
5 .028 280 5-746-790 - 5-746-845
5 .032 280 5-746-795 - 5-746-850
5 .035 280 5-746-800 - 5-746-855
5 .036 280 - - 5-746-858
5 .040 280 5-746-805 - 5-746-860
5 .045 280 5-746-810 - 5-746-865
5 .051 280 5-746-815 - 5-746-870
5 .057 280 5-746-820 - 5-746-875
5 .064 280 5-746-825 - 5-746-880
6 .035 340 - - 5-746-925
6 .040 340 5-746-895 - 5-746-930
6 .045 340 5-746-900 - 5-746-935
6 .051 232 5-746-905 5-746-906 5-746-940
6 .057 232 - - 5-746-945
6 .064 232 5-746-915 = 5-746-950
6 072 232 - - 5-746-953
6 .081 232 - - 5-746-956
6 .091 232 - - 5-746-959
6 102 232 - - 5-746-962
6 114 232 - - 5-746-965
6 128 232 - - 5-746-968
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Saws Arbors and Screw Slotting Saws

Cutting Tools

Slitting or Slotting Saw Arbors

Straight Shank
Dia of Arbor Length Hole Size Part Number
112 3-3/4 3/8 3-121-010
R8 Shank
Length Hole Size Part Number
5-3/32 1/2",5/8",3/14",7/18" 1" 3-120-010
Arbor Screw 5/16x24 3-120-900
Weldon Shank
Dia of Arbor | Length Hole Size Part Number
12 2-9/16 112,518, 314, 7/8, 1 3-120-005
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Screw Slotting Saws

e Tolerances: Outside diameter: +.015"
Hole diameter: +.001"
Width: +.001"

e High Speed Steel

56 Teeth 60 Teeth

Dia Width Hole Number Part Dia Width lee Number Part
of Face Size of Teeth Number of Face Size of Teeth Number
2-3/4 .012 1 56 5-745-455 2-1/4 .008 5/8 60 5-745-084
2-3/4 .014 1 56 5-745-460 2-1/4 .010 5/8 60 5-745-085
2-3/4 .016 1 56 5-745-465 2-1/4 .012 5/8 60 5-745-090
2-3/4 .018 1 56 5-745-470 2-1/4 .014 5/8 60 5-745-095
2-3/4 .020 1 56 5-745-475 2-1/4 .016 5/8 60 5-745-100
2-3/4 .023 1 56 5-745-480 2-1/4 .018 5/8 60 5-745-105
2-3/4 .025 1 56 5-745-485 2-1/4 .020 5/8 60 5-745-110
2-3/4 .028 1 56 5-745-490 2-1/4 .023 5/8 60 5-745-115
2-3/4 .032 1 56 5-745-495 2-1/4 .025 5/8 60 5-745-120
2-3/4 .036 1 56 5-745-500 2-1/4 .028 5/8 60 5-745-125
2-3/4 .040 1 56 5-745-505 2-1/4 .032 5/8 60 5-745-130
2-3/4 .045 1 56 5-745-510 2-1/4 .035 5/8 60 5-745-134
2-3/4 .051 1 56 5-745-515 2-1/4 .036 5/8 60 5-745-135
2-3/4 .057 1 56 5-745-520 2-1/4 .040 5/8 60 5-745-140
2-3/4 .064 1 56 5-745-525 2-1/4 .045 5/8 60 5-745-145
2-3/4 .072 1 56 5-745-530 2-1/4 .051 5/8 60 5-745-150
2-3/4 .081 1 56 5-745-535 2-1/4 .057 5/8 60 5-745-155
2-3/4 .091 1 56 5-745-540 2-1/4 .064 5/8 60 5-745-160
2-3/4 102 1 56 5-745-545 2-1/4 .072 5/8 60 5-745-165
2-3/4 114 1 56 5-745-550 2-1/4 .081 5/8 60 5-745-170
2-3/4 128 1 56 5-745-555 2-1/4 .091 5/8 60 5-745-175
2-3/4 144 1 56 5-745-560 2-1/4 102 5/8 60 5-745-180
2-3/4 162 1 56 5-745-565
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Cutting Tools

Screw Slotting Saws

Screw Slotting Saws (continued)

e Tolerances: Outside diameter: +.015"
Hole diameter: +.001"
Width: +.001"

e High Speed Steel
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72 Teeth
Dia Width H.ole Number Part
of Face Size of Teeth Number
2-3/4 .010 3/4 72 5-745-185
2-3/4 .016 3/4 72 5-745-200
2-3/4 .020 3/4 72 5-745-210
2-3/4 .023 3/4 72 5-745-215
2-3/4 .025 3/4 72 5-745-220
2-3/4 .028 3/4 72 5-745-225
2-3/4 .032 3/4 72 5-745-230
2-3/4 .036 3/4 72 5-745-235
2-3/4 .040 3/4 72 5-745-240
2-3/4 .045 3/4 72 5-745-245
2-3/4 .051 3/4 72 5-745-250
2-3/4 .057 3/4 72 5-745-255
2-3/4 .064 3/4 72 5-745-260
2-3/4 .072 3/4 72 5-745-265
2-3/4 .081 3/4 72 5-745-270
2-3/4 .091 3/4 72 5-745-275
2-3/4 102 3/4 72 5-745-280
2-3/4 114 3/4 72 5-745-285
2-3/4 128 3/4 72 5-745-290
2-3/4 162 3/4 72 5-745-291
2-3/4 182 3/4 72 5-745-292
2-3/4 .010 1 72 5-745-295
2-3/4 .012 1 72 5-745-300
2-3/4 .013 1 72 5-745-301
90 Teeth
Dia Width H'ole Number Part
of Face Size of Teeth Number
1-3/4 .010 12 90 5-745-006
1-3/4 013 12 90 5-745-014
1-3/4 .020 12 90 5-745-031
1-3/4 .008 5/8 90 5-745-004
1-3/4 .010 5/8 90 5-745-005
1-3/4 012 5/8 90 5-745-010
1-3/4 .014 5/8 90 5-745-015
1-3/4 .016 5/8 90 5-745-020
1-3/4 .018 5/8 90 5-745-025
1-3/4 .020 5/8 90 5-745-030
1-3/4 .023 5/8 90 5-745-035

72 Teeth
Dia Width H_ole Number Part
of Face Size of Teeth Number
2-3/4 .014 1 72 5-745-305
2-3/4 .016 1 72 5-745-310
2-3/4 .018 1 72 5-745-315
2-3/4 .020 1 72 5-745-320
2-3/4 .023 1 72 5-745-325
2-3/4 .025 1 72 5-745-330
2-3/4 .028 1 72 5-745-335
2-3/4 .032 1 72 5-745-340
2-3/4 .035 1 72 5-745-343
2-3/4 .036 1 72 5-745-345
2-3/4 .040 1 72 5-745-350
2-3/4 .045 1 72 5-745-355
2-3/4 .051 1 72 5-745-360
2-3/4 .057 1 72 5-745-365
2-3/4 .064 1 72 5-745-370
2-3/4 .072 1 72 5-745-375
2-3/4 .074 1 72 5-745-377
2-3/4 .081 1 72 5-745-380
2-3/4 .091 1 72 5-745-385
2-3/4 102 1 72 5-745-390
2-3/4 114 1 72 5-745-395
2-3/4 128 1 72 5-745-400
2-3/4 144 1 72 5-745-405
2-3/4 162 1 72 5-745-410
2-3/4 182 72 5-745-415
90 Teeth
Dia Width H.ole Number Part
of Face Size of Teeth Number
1-3/4 .025 5/8 90 5-745-040
1-3/4 .028 5/8 90 5-745-045
1-3/4 .032 5/8 90 5-745-050
1-3/4 .036 5/8 90 5-745-055
1-3/4 .040 5/8 90 5-745-060
1-3/4 .045 5/8 90 5-745-065
1-3/4 .051 5/8 90 5-745-070
1-3/4 .057 5/8 90 5-745-075
1-3/4 .064 5/8 90 5-745-080
1-3/4 .072 5/8 90 5-745-082
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Cutting Tools

Plain Metal Slitting Saws

o Tolerances: Outside diameter; +.015"

Hole diameter: +.001" =
Width: +.001" \ ;
* High Speed Steel b
% o
L |
e i . g
|=
Dia Width H_ole Number Part Dia Width H_ole Number Part -
of Face Size of Teeth Number of Face Size of Teeth Number =
1-3/4 1/32 12 28 5-747-002 4-12 1/32 1 36 5-747-170 2
2 116 12 28 5-747-005 4-12 3/64 1 36 5-747-175 e
2 3/32 12 28 5-747-007 4-12 116 1 36 5-747-180 j
2 1/8 12 28 5-747-010 4-12 3/32 1 36 5-747-185 m
2-112 3/64 3/8 28 5-747-012 4-12 1/8 1 36 5-747-190 a
2-112 1/32 3/8 28 5-747-013 5 3/64 1 40 5-747-195 ~
2-112 1/32 718 28 5-747-015 5 116 1 40 5-747-200 %
2-112 3/64 718 28 5-747-020 5 5/64 1 40 5-747-205 %
2-112 1-1/16 718 28 5-747-025 5 3/32 1 40 5-747-210 A
2-112 3/32 718 28 5-747-030 5 7/64 1 40 5-747-215
2-12 1/8 718 28 5-747-035 5 1/8 1 40 5-747-220
2-12 116 1 28 5-747-038 5 9/64 1 40 5-747-225
3 1/64 1 30 5-747-040 5 5/32 1 40 5-747-230
3 1/32 1 30 5-747-045 5 3/16 1 40 5-747-235
3 3/64 1 30 5-747-050 5 116 1-1/4 40 5-747-201
3 116 1 30 5-747-055 5 3/32 1-1/4 40 5-747-211
3 5/64 1 30 5-747-060 5 1/8 1-1/4 40 5-747-240
3 3/32 1 30 5-747-065 5 5/32 1-1/4 40 5-747-231
3 7164 1 30 5-747-070 5 3/16 1-1/4 40 5-747-236
3 1/8 1 30 5-747-075 6 3/64 1 42 5-747-245
3 9/64 1 30 5-747-080 6 116 1 42 5-747-250
3 5/32 1 30 5-747-085 6 5/64 1 42 5-747-255
3 3/16 1 30 5-747-087 6 3/32 1 42 5-747-260
3-1/2 1/32 1 30 5-747-090 6 7/64 1 42 5-747-265
3-12 3/64 1 30 5-747-095 6 1/8 1 42 5-747-270
3-12 116 1 30 5-747-100 6 9/64 1 42 5-747-275
3-12 3/32 1 30 5-747-105 6 5/32 1 42 5-747-276
3-12 1/8 1 30 5-747-109 6 3/16 1 42 5-747-280
3-12 1/8 1 30 5-747-110 6 116 1-1/4 42 5-747-283
3-12 9/64 1 30 5-747-111 6 3/32 1-1/4 42 5-747-284
3-112 5/32 1 30 5-747-112 6 1/8 1-1/4 42 5-747-285
3-112 3/16 1 30 5-747-113 6 5/32 1-1/4 42 5-747-287
3-112 3/16 1 36 5-747-114 6 3/16 1-1/4 42 5-747-290
4 1/64 1 36 5-747-115 8 3/32 1 48 5-747-292
4 1/32 1 36 5-747-120 8 1/8 1 48 5-747-295
4 3/64 1 36 5-747-125 8 3/16 1 48 5-747-297
4 116 1 36 5-747-130 8 3/32 1-1/4 48 5-747-293
4 5/64 1 36 5-747-135 8 1/8 1-1/4 48 5-747-300
4 3/32 1 36 5-747-140 8 3/16 1-1/4 48 5-747-305
4 7/64 1 36 5-747-145 8 114 1-1/4 48 5-747-307
4 1/8 1 36 5-747-150 10 3/32 1-1/4 56 5-747-318
4 9/64 1 36 5-747-155 10 1/8 1-1/4 56 5-747-320
4 5/32 1 36 5-747-160 10 3/16 1-1/4 56 5-747-335
4 3/16 1 36 5-747-165 10 1/4 1-1/4 62 5-747-340
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Metal Slitting Saws

Cutting Tools

Metal Slitting Saws

Plain Teeth with Side Chip Clearance
e High Speed Steel

=
g - - Hole Depth Number Part ; - Hole Depth Number Part
~ ore Thickness Size of Cut of Teeth Number 2l Thickness Size of Cut of Teeth Number
(%] 2 116 5/8 448 22 5-748-202 4 3/16 1 1.212 36 5-748-322
E 2 5/64 5/8 448 22 5-748-204 4 3/16 1-1/4 1.015 36 5-748-324
t 2 3/32 5/8 448 22 5-748-206 4 7132 1 1.212 36 5-748-326
- | 2 118 5/8 448 22 5-748-210 4 7132 1-1/4 1.015 36 5-748-328
O 2 5/32 5/8 448 22 5-748-214 4 14 1 1.212 36 5-748-330
O 2-1/2 116 718 .561 28 5-748-220 4 14 1-1/4 1.015 36 5-748-332
% 2-1/2 116 1 521 28 5-748-222 5 116 1 1.318 40 5-748-340
=I 2-112 3/32 718 .561 28 5-748-226 5 116 1-1/4 1.318 40 5-748-342
E 2-112 3/32 1 521 28 5-748-228 5 3/32 1 1.318 40 5-748-344
2-112 7164 7/8 .561 28 5-748-230 5 3/32 1-1/4 1.318 40 5-748-346
2-112 1/8 7/8 .561 28 5-748-232 5 7164 1 1.318 40 5-748-348
2-112 1/8 1 521 28 5-748-234 5 1/8 1 1.318 40 5-748-352
3 116 1 751 32 5-748-252 5 118 1-1/4 1.318 40 5-748-354
3 5/64 1 751 32 5-748-254 5 9/64 1 1.318 40 5-748-356
3 3/32 1 751 32 5-748-258 5 9/64 1-1/4 1.318 40 5-748-358
3 7164 1 751 32 5-748-260 5 5/32 1 1.318 40 5-748-360
3 118 1 751 32 5-748-264 5 5/32 1-1/4 1.318 40 5-748-362
3 9/64 1 751 32 5-748-266 5 11/64 1 1.318 40 5-748-364
3 9/64 1-1/4 .633 32 5-748-268 5 3/16 1 1.673 40 5-748-368
3 5/32 1 751 32 5-748-270 5 3/16 1-1/4 1.318 40 5-748-380
3 11/64 1 751 32 5-748-272 5 7132 1 1.673 40 5-748-382
3 3/16 1 751 32 5-748-276 5 7132 1-1/4 1.318 40 5-748-384
3 3/16 1-1/4 .633 32 5-748-278 5 1/4 1 1.673 40 5-748-386
3 7132 1 751 32 5-748-280 5 1/4 1-1/4 1.318 40 5-748-388
3 114 1 751 32 5-748-284 6 116 1 1.818 42 5-748-400
3 114 1-1/4 633 32 5-748-286 6 116 1-1/4 - 42 5-748-402
4 116 1 976 36 5-748-290 6 3/32 1 1.818 42 5-748-404
4 116 1-1/4 976 36 5-748-292 6 3/32 1-1/4 1.720 42 5-748-406
4 5/64 1 976 36 5-748-294 6 7/64 1 1.818 42 5-748-408
4 3/32 1 976 36 5-748-298 6 1/8 1 1.818 42 5-748-412
4 3/32 1-1/4 976 36 5-748-300 6 18 1-1/4 1.720 42 5-748-414
4 7/64 1 976 36 5-748-302 6 9/64 1 1.818 42 5-748-416
4 1/8 1 .976 36 5-748-306 6 5/32 1 1.818 42 5-748-420
4 1/8 1-1/4 .976 36 5-748-308 6 5/32 1-1/4 1.720 42 5-748-422
4 9/64 1 .976 36 5-748-310 6 3/16 1 2173 42 5-748-428
4 9/64 1-1/4 .976 36 5-748-312 6 3/16 1-1/4 1.976 42 5-748-430
4 5/32 1 976 36 5-748-314 6 114 1 2173 42 5-748-432
4 5/32 1-1/4 976 36 5-748-316 8 118 1-1/4 2.622 42 5-748-450
4 11/64 1 1.212 36 5-748-318 8 3/16 1-1/4 2.976 42 5-748-452
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Metal Slitting Saws

Cutting Tools

Metal Slitting Saws

Staggered Teeth with Side Chip Clearance
* High Speed Steel

=
-
Dia | Thickness| 52 | OFEin | of Teath | Numper Dia | Thickness| % | OFEin | of Teeth | Numper =
3 116 1 751 32 5-749-252 4 11/64 1 .976 34 5-749-318 Q)
3 116 1-1/4 .633 32 5-749-253 4 3/16 1 1.212 34 5-749-322 e
3 5/64 1 751 32 5-749-254 4 3/16 1-1/4 1.015 34 5-749-324 j
3 5/64 1-1/4 .633 32 5-749-256 4 7132 1 1.212 34 5-749-326 m
3 3/32 1 751 32 5-749-258 4 1/4 1 1.212 34 5-749-330 P
3 3/32 1-1/4 .633 32 5-749-259 4 1/4 1-1/4 1.015 34 5-749-332 2
3 7/64 1 751 32 5-749-260 5 3/32 1 1318 38 5-749-344 w
3 1/8 1 751 32 5-749-264 5 1/8 1 1318 38 5-749-352 >
3 9/64 1 751 32 5-749-266 5 1/8 1-1/4 1318 38 5-749-354 E
3 9/64 1-1/4 .633 32 5-749-268 5 5/32 1 1318 38 5-749-360 n
3 5/32 1 751 32 5-749-270 5 3/16 1 1.712 38 5-749-368
3 5/32 1-1/4 .633 32 5-749-271 5 3/16 1-1/4 1.476 38 5-749-370
3 11/64 1 751 32 5-749-272 5 1/4 1 1.712 38 5-749-386
3 3/16 1 751 32 5-749-276 5 1/4 1-1/4 1.476 38 5-749-388
3 3/16 1-1/4 .633 32 5-749-278 6 1/8 1 1.818 42 5-749-412
3 7132 1 751 32 5-749-280 6 1/8 1-1/4 1.720 42 5-749-414
3 1/4 1 751 32 5-749-284 6 5/32 1 1.818 42 5-749-420
4 1/16 1 .976 34 5-749-290 6 5/32 1-1/4 1.818 42 5-749-422
4 1/16 1-1/4 .976 34 5-749-292 6 11/64 1 2.173 42 5-749-424
4 5/64 1 .976 34 5-749-294 6 3/16 1 2.173 42 5-749-428
4 5/64 1-1/4 .976 34 5-749-296 6 3/16 1-1/4 1.976 42 5-749-430
4 3/32 1 .976 34 5-749-298 6 1/4 1 2.173 42 5-749-432
4 3/32 1-1/4 .976 34 5-749-300 6 1/4 1-1/4 1.976 42 5-749-434
4 7/64 1 .976 34 5-749-302 7 1/8 1 2.318 46 5-749-436
4 1/8 1 .976 34 5-749-306 7 3/16 1-1/4 2.476 46 5-749-439
4 1/8 1-1/4 .976 34 5-749-308 8 3/16 1 3.173 50 5-749-451
4 9/64 1 .976 34 5-749-310 8 3/16 1-1/4 2.976 50 5-749-452
4 9/64 1-1/4 .976 34 5-749-312 8 1/4 1-1/4 2.976 50 5-749-454
4 5/32 1 .976 34 5-749-314 10 3/16 1-1/4 3.976 50 5-749-468
4 5/32 1-1/4 .976 34 5-749-316 10 1/4 1-1/4 3.976 50 5-749-472
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Cutting Tools

* High Speed Steel

Side Milling Cutters

Side Milling Cutters

=
<
n
S~
wn
oc
=
>
o
O
=
=
—
=

Dia H_ole Number | Width Depth Part

Size of Teeth | of Face of Cut Number

2 12 14 3/16 527 5-706-005
2 12 14 1/4 527 5-706-010
2 112 14 3/8 527 5-706-015
2 5/8 14 3/16 488 5-706-020
2 5/8 14 114 488 5-706-025
2 5/8 14 5/16 488 5-706-028
2 5/8 14 3/8 488 5-706-030
2 718 14 1/4 .370 5-706-031
2 718 14 5/16 .370 5-706-032
2 718 14 3/8 .370 5-706-033
2 718 14 7116 .370 5-706-034
718 16 3/16 .581 5-706-035

718 16 1/4 .581 5-706-040

7/8 16 5/16 .581 5-706-045

7/8 16 3/8 .581 5-706-050

7/8 16 6 .581 5-706-055

7/8 16 112 .581 5-706-060

1 16 3/16 .502 5-706-064

1 16 1/4 .502 5-706-065

1 16 5/16 .502 5-706-070

1 16 3/8 .502 5-706-075

1 16 7116 .502 5-706-077

1 16 112 .502 5-706-080

1 16 5/8 .502 5-706-085

3 1 18 3/16 712 5-706-090
3 1 18 7132 712 5-706-095
3 1 18 1/4 712 5-706-100
3 1 18 9/32 712 5-706-105
3 1 18 5/16 712 5-706-110
3 1 18 11/32 712 5-706-115
3 1 18 3/8 712 5-706-120
3 1 18 13/32 712 5-706-121
3 1 18 7116 712 5-706-125
3 1 18 112 712 5-706-130
3 1 18 9/16 712 5-706-135
3 1 18 5/8 712 5-706-140
3 1 18 1116 712 5-706-145
3 1 18 3/4 712 5-706-150
3 1 18 13/16 712 5-706-155
3 1 18 7/8 712 5-706-160
3 1 18 1 712 5-706-170
3 1-1/4 18 3/16 .633 5-706-173
3 1-1/4 18 114 .633 5-706-175
3 1-1/4 18 5/16 .633 5-706-180
3 1-1/4 18 3/8 .633 5-706-185
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Dia lee Number | Width Depth Part

Size of Teeth | of Face of Cut Number

3 1-1/4 18 12 633 5-706-195

3 1-1/4 18 3/4 633 5-706-205
3-112 1 20 3/16 .962 5-706-211
3-112 1 20 1/4 .962 5-706-212
3-1/2 1 20 5/16 .962 5-706-215
3-1/2 1 20 3/8 .962 5-706-220
3-1/2 1 20 12 962 5-706-226
3-1/2 1 20 5/8 962 5-706-228
3-1/2 1-1/4 20 12 .805 5-706-227
4 1 22 3/16 1.212 5-706-229
4 1 22 7132 1.212 5-706-230

4 1 22 14 1.212 5-706-235
4 1 22 9/32 1.212 5-706-240

4 1 22 5/16 1.212 5-706-245

4 1 22 11/32 1.212 5-706-250

4 1 22 3/8 1.212 5-706-255
4 1 22 7116 1.212 5-706-260

4 1 22 13/32 1.212 5-706-265

4 1 22 172 1.212 5-706-270
4 1 22 9/16 1.212 5-706-275

4 1 22 5/8 1.212 5-706-280

4 1 22 1116 1.212 5-706-285

4 1 22 3/4 1.212 5-706-290

4 1 22 13/16 1.212 5-706-295

4 1 22 718 1.212 5-706-300

4 1 22 1 1.212 5-706-310

4 1 22 1-1/8 1.212 5-706-311
4 1-1/4 22 3/16 1.074 5-706-314
4 1-1/4 22 7132 1.074 5-706-315

4 1-1/4 22 1/4 1.074 5-706-320

4 1-1/4 22 5/16 1.074 5-706-330

4 1-1/4 22 11/32 1.074 5-706-335

4 1-1/4 22 3/8 1.074 5-706-340

4 1-1/4 22 7116 1.074 5-706-345

4 1-1/4 22 12 1.074 5-706-355

4 1-1/4 22 9/16 1.074 5-706-360

4 1-1/4 22 5/8 1.074 5-706-365

4 1-1/4 22 1116 1.074 5-706-370

4 1-1/4 22 3/4 1.074 5-706-375

4 1-1/4 22 7/8 1.074 5-706-385

4 1-1/4 22 1 1.074 5-706-395

4 1-1/4 22 1-1/8 1.074 5-706-400
4-1/2 1-1/4 24 3/8 1.305 5-706-408
4-1/2 1-1/4 24 12 1.305 5-706-410
5 1 24 114 1.712 5-706-415




Side Milling Cutters

Plain Teeth (continued)
¢ High Speed Steel

Dia H_ole Number | Width Depth Part Dia H_ole Number | Width Depth Part E
Size of Teeth | of Face of Cut Number Size of Teeth | of Face of Cut Number —
5 1 24 9/32 1.712 5-706-420 6 1-1/4 26 9/32 2.055 5-706-640 =
5 1 24 516 1.712 5-706-425 6 1-1/4 26 5116 2.055 5-706-645 2
5 1 24 3/8 1.712 5-706-435 6 1-1/4 26 11/32 2.055 5-706-650 e
5 1 24 13/32 1.712 5-706-440 6 1-1/4 26 3/8 2.055 5-706-655 j
5 1 24 7116 1.712 5-706-445 6 1-1/4 26 716 2.055 5-706-665 m
5 1 24 12 1.712 5-706-450 6 1-1/4 26 12 2.055 5-706-670 a
5 1 24 5/8 1.712 5-706-460 6 1-1/4 26 9/16 2.055 5-706-675 ~
5 1 24 1116 1.712 5-706-465 6 1-1/4 26 5/8 2.055 5-706-680 (%2
5 1 24 3/4 1.712 5-706-470 6 1-1/4 26 3/4 2.055 5-706-690 >
5 1-1/4 24 1/4 1.555 5-706-495 6 1-1/4 26 1 2.055 5-706-710 é
5 1-1/4 24 9/32 1.555 5-706-497 7 1-1/4 28 114 2.555 5-706-721
5 1-1/4 24 5/16 1.555 5-706-500 7 1-1/4 28 5/16 2.555 5-706-722
5 1-1/4 24 3/8 1.555 5-706-510 7 1-1/4 28 3/8 2.555 5-706-723
5 1-1/4 24 7116 1.555 5-706-520 7 1-1/4 28 12 2.555 5-706-725
5 1-1/4 24 112 1.555 5-706-525 7 1-1/4 28 5/8 2.555 5-706-730
5 1-1/4 24 9/16 1.555 5-706-530 7 1-1/4 28 3/4 2.555 5-706-735
5 1-1/4 24 5/8 1.555 5-706-535 7 1-1/4 28 1 2.555 5-706-740
5 1-1/4 24 3/4 1.555 5-706-545 8 1 32 114 3.212 5-706-745
5 1-1/4 24 1 1.555 5-706-565 8 1 32 5/16 3.212 5-706-750
6 1 26 1/4 2.192 5-706-570 8 1 32 3/8 3.212 5-706-755
6 1 26 5116 2.192 5-706-575 8 1 32 12 3.212 5-706-765
6 1 26 3/8 2.192 5-706-580 8 1-1/4 32 114 3.055 5-706-770
6 1 26 716 2.192 5-706-585 8 1-1/4 32 3/8 3.055 5-706-780
6 1 26 12 2.192 5-706-590 8 1-1/4 32 12 3.055 5-706-790
6 1 26 9/16 2.192 5-706-595 8 1-1/4 32 5/8 3.055 5-706-800
6 1 26 1116 2.192 5-706-605 8 1-1/4 32 3/4 3.055 5-706-810
6 1 26 3/4 2.192 5-706-610 8 1-1/4 32 1 3.055 5-706-830
6 1 26 15/16 2.192 5-706-625 9 1-1/4 34 114 3.555 5-706-836
6 1-1/4 26 1/4 2.055 5-706-635 9 1-1/4 34 3/4 3.555 5-706-840
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Side Milling Cutters

Cutting Tools

Side Milling Cutters

Staggered Teeth
* High Speed Steel

Dia Hole Number | Width Depth Part Dia Hole Number | Width Depth Part
w Size of Teeth | of Face of Cut Number Size of Teeth | of Face of Cut Number
; 2-1/2 718 16 3/16 .620 5-709-005 4 1 18 3/8 1.212 5-709-235
5} 2-1/2 718 16 1/4 .620 5-709-010 4 1 18 7116 1.212 5-709-240
~ 2-1/2 718 16 5/16 .620 5-709-015 4 1 18 112 1.212 5-709-245
(V) 2-1/2 718 16 3/8 .620 5-709-020 4 1 18 9/16 1.212 5-709-250
E 2-1/2 718 16 12 .620 5-709-030 4 1 18 5/8 1.212 5-709-255
t 2-1/2 1 16 1/4 .502 5-709-032 4 1 18 3/4 1.212 5-709-265
) 2-112 1 16 7116 .502 5-709-035 4 1 18 13/16 1.212 5-709-270
(@) 2-112 1 16 12 .502 5-709-036 4 1 18 1 1.212 5-709-285
U] 3 1 16 5/32 751 5-709-039 4 1-1/4 18 3/16 1.074 5-709-290
= 3 1 16 3/16 751 5-709-040 4 1-1/4 18 7132 1.074 5-709-295
= 3 1 16 7132 751 5-709-045 4 1-1/4 18 1/4 1.074 5-709-300
=I 3 1 16 1/4 751 5-709-050 4 1-1/4 18 9/32 1.074 5-709-305
E 3 1 16 9/32 751 5-709-055 4 1-1/4 18 5/16 1.074 5-709-310
3 1 16 5/16 751 5-709-060 4 1-1/4 18 3/8 1.074 5-709-320
3 1 16 3/8 751 5-709-065 4 1-1/4 18 13/32 1.074 5-709-321
3 1 16 7116 751 5-709-070 4 1-1/4 18 7116 1.074 5-709-325
3 1 16 12 751 5-709-075 4 1-1/4 18 112 1.074 5-709-330
3 1 16 9/16 751 5-709-080 4 1-1/4 18 9/16 1.074 5-709-335
3 1 16 5/8 751 5-709-085 4 1-1/4 18 5/8 1.074 5-709-340
3 1 16 3/4 751 5-709-095 4 1-1/4 18 3/4 1.074 5-709-350
3 1 16 1 751 5-709-115 4 1-1/4 18 1 1.074 5-709-370
3 1-1/4 16 3/16 .633 5-709-120 4-1/2 1 20 12 1.462 5-709-390
3 1-1/4 16 1/4 .633 5-709-125 4-1/2 1-1/4 20 112 1.305 5-709-395
3 1-1/4 16 3/8 .633 5-709-135 5 1 22 3/16 1.712 5-709-398
3 1-1/4 16 112 .633 5-709-145 5 1 22 1/4 1.712 5-709-400
3 1-1/4 16 5/8 .633 5-709-155 5 1 22 5/16 1.712 5-709-405
3 1-1/4 16 3/4 .633 5-709-165 5 1 22 3/8 1.712 5-709-410
3 1-1/4 16 13/16 .633 5-709-170 5 1 22 7116 1.712 5-709-415
3 1-1/4 16 1 .633 5-709-185 5 1 22 112 1.712 5-709-420
3-1/2 1 18 1/4 .962 5-709-190 5 1 22 5/8 1.712 5-709-430
3-1/2 1 18 5/16 .962 5-709-192 5 1 22 3/4 1.712 5-709-440
3-1/2 1 18 3/8 .962 5-709-195 5 1 22 7/8 1.712 5-709-450
3-1/2 1 18 12 .962 5-709-200 5 1-1/4 22 1/4 1.555 5-709-460
3-1/2 1 18 5/8 .962 5-709-201 5 1-1/4 22 5/16 1.555 5-709-465
4 1 18 3/16 1.212 5-709-205 5 1-1/4 22 3/8 1.555 5-709-470
4 1 18 7132 1.212 5-709-210 5 1-1/4 22 7116 1.555 5-709-475
4 1 18 1/4 1.212 5-709-215 5 1-1/4 22 112 1.555 5-709-480
4 1 18 9/32 1.212 5-709-220 5 1-1/4 22 5/8 1.555 5-709-490
4 1 18 5/16 1.212 5-709-225 5 1-1/4 22 3/4 1.555 5-709-500
4 1 18 11/32 1.212 5-709-230
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Side Milling Cutters

Staggered Teeth (continued)
* High Speed Steel

Dia lee Number Width Depth Part

Size of Teeth of Face of Cut Number
5 1-1/4 2 1 1555 5-709-520 =
6 1 24 114 2.192 5-709-525 'l:
6 1 24 5/16 2.192 5-709-530 =
6 1 24 3/8 2.192 5-709-535 ()
6 1 24 716 2.192 5-709-540 N
6 1 2 7 219 5-709-545 c
6 1 24 3/4 2.192 5-709-565 :|
6 1 24 718 2.192 5-709-575 %
6 1-1/4 24 1/4 2.055 5-709-585 2
6 1-1/4 24 /132 2.055 5-709-586 wi
6 1-1/4 24 5/16 2.055 5-709-590 >
6 1-1/4 24 3/8 2.055 5-709-595 E
6 1-1/4 24 16 2.055 5-709-600 o
6 1-1/4 24 112 2.055 5-709-605
6 1-1/4 24 /6 2.055 5-709-610
6 1-1/4 24 5/8 2.055 5-709-615
6 1-1/4 24 3/4 2.055 5-709-625
6 1-1/4 24 718 2.055 5-709-635
6 1-1/4 24 1 2.055 5-709-645
6 1-1/4 24 1-1/4 2.055 5-709-660
7 1-1/4 26 1/4 2.255 5-709-675
7 1-1/4 26 5/16 2.255 5-709-680
8 1 28 1/4 3.212 5-709-772
8 1-1/4 28 1/4 3.055 5-709-775
8 1-1/4 28 5/16 3.055 5-709-780
8 1-1/4 28 3/8 3.055 5-709-785
8 1-1/4 28 112 3.055 5-709-795
8 1-112 28 3/8 2.858 5-709-850
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Power Hacksaw Blades

Power Hacksaw Blades Tolerances
Blade Dimension Tolerance inches
L4 High Speed Steel Width single-edge blades 1 inch zzzz +3/32,-0
¢ Designed for production applications single-edge blades over 1inch | +1/8, -0
¢ Fully heat treated to resist wear and provide 050 +0.005
efficient cutting Thickness 062 +0.006
.079 +0.007
.088 and .100 +0.008
Overall Length - +5/64
Center to center +5/64
Pinholes Diameter .281 +0.014/-0
.391 +0.017/-0
'\:-?:S;Qﬁl Teeth/Inch Width Thickness OAL 'c’i:‘?‘;gsf P"gi‘: . Part Number
inches inches
12 10 1 .050 12-3/4 17-7/8 281 5-676-123
14 1 .050 12-3/4 5-676-124
10 1 .050 14-3/8 5-676-141
14 14 1 .050 14-3/8 13-1/2 .281 5-676-142
6 1-1/4 .062 14-1/2 5-676-143
10 1-1/4 .062 14-1/2 5-676-144
14 13-172 .281
6 1-172 .079 14-1/2 5-676-146
10 1 .050 17-3/8 5-676-171
14 1 .050 17-3/8 5-676-172
17 16-1/2 281
6 1-1/4 .062 17-112 5-676-174
10 1-1/4 .062 17-112 5-676-175
6 1-1/4 .062 18-1/2 5-676-181
10 1-1/4 .062 18-1/2 5-676-182
18 6 1-172 .079 18-1/2 17-112 .281 5-676-184
4 1-3/4 .088 18-3/4 5-676-185
6 1-3/4 .088 18-3/4 5-676-186
21 6 1-3/4 .088 22-1/4 21 .281 5-676-212
6 1-3/4 .088 25-1/4 5-676-242
24 24 391
4 2 .100 25-1/4 5-676-244
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TAPS

Cutting Tools

Regular Hand Tap Dimensions

Taps Technical Reference

Lungth of

Fractional Sizes — Regular Length — ANSI Table 302 tsrep )
e American Standard 42{-— HHE
* Ground Thread =3 S
H | Length ol shank I Lirsegity 19 Moy 5/
e High Speed Steel [ - P :‘_-l e
lunnth
Dia Threads per Inch Overall Length of Length Dia Size
of Tap NC NF N8 N10 Length, A Full Thread, B of Square, C of Shank, D of Square
114 20 28 - - 2-172 1 5/16 255 191
5/16 18 24 - - 2-23/32 1-1/8 3/8 318 238
3/8 16 24 - - 2-15/16 1-1/4 716 381 286
7116 14 20 - - 3-5/32 1-7116 13/32 323 242
12 13 20 - - 3-3/8 1-21/32 716 367 275
916 12 18 - - 3-19/32 1-21/32 112 429 322
5/8 11 18 - - 3-13/16 1-13/16 /6 480 360
3/4 10 16 - - 4-1/4 2 1116 590 442
7/8 9 14 - - 411116 2-7132 3/4 697 523
1 8 12 - 10 5-1/8 2-1/2 13/16 .800 .600
1-1/16 - 12 8 10 5-1/8 2-1/2 718 .896 672
1-1/8 7 12 8 10 5-7116 2-9/16 718 .896 672
1-3/16 - 12 8 10 5-7116 2-9/16 1 1.021 .766
1-1/4 7 12 8 10 5-3/4 2-9/16 1 1.021 .766
1-5/16 - 12 8 10 5-3/4 2-9/16 1-1116 1.108 831
1-3/8 6 12 8 10 6-1116 3 1-1116 1.108 831
1-716 - 12 8 10 6-1116 3 1-1/8 1.233 925
1-112 6 12 8 10 6-3/8 3 1-1/8 1.233 925
1-5/8 - - 8 10 6-11/16 3-3/16 1-1/8 1.305 979
1-3/4 5 5-112 8 10 7 3-3/16 1-1/4 1.430 1.072
1-7/8 - - 8 10 7-5/16 3-9/16 1-1/4 1.519 1.139
2 4 4-112 8 10 7-518 3-9/16 1-3/8 1.644 1.233
2-1/8 - - 8 - 8 3-9/16 1-3/8 1.769 1.327
2-1/4 4 4-112 8 - 8-1/4 3-9/16 1-7116 1.894 1.420
2-3/8 - - 8 - 8-12 4 1-7/16 2.019 1.514
2-112 4 - 8 - 8-3/4 4 1-12 2.100 1.575
2-3/4 4 - 8 - 9-1/4 4 1-9/16 2.350 1.762
3 4 - 8 - 9-3/4 4-9/16 1-5/8 2.543 1.907
3-1/4 4 - 8 - 10 4-9/16 1-3/4 2.793 2.095
3112 4 - 8 - 10-1/4 4-15/16 2 3.008 2.256
3-3/4 4 - 8 - 10-112 5-5/16 2-1/8 3.217 2413
4 4 - 8 - 10-3/4 5-5/16 2-1/4 3.467 2.600
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Taps Technical Reference

Cutting Tools
Regular Hand Tap Dimensions
Length of Chaminr Intssnst
Fractional Sizes — Short Length tsrep ) - =
e American Standard <’E<__ S ) i -
e Ground Thread = T {:«:V
. Length of hody L
o ngh SPEEd Steel t—“""h“"‘"k_;;t:;_'npmmu Ienmith '—"l Extorn
Diar Threads per Inch Overall Length of Length Dia Size
of Tap N12 Length, A Full Thread, B of Square, C of Shank, D of Square
1-5/8 12 5 2 1-1/8 1.305 979
1-3/4 12 5 2 1-1/4 1.430 1.072
1-7/8 12 5 2 1-1/4 1.519 1.139
2 12 5 2 1-3/8 1.644 1.233
2-1/8 12 5-1/4 2 1-3/8 1.769 1.327
2-1/4 12 5-1/4 2 1-7/16 1.894 1.420
2-3/8 12 5-1/4 2 1-7116 2.019 1.514
2-112 12 5-1/4 2 1-12 2.100 1.575
2-5/8 12 5-112 2 1-112 2.100 1575
2-3/4 12 5-112 2 1-12 2.100 1.575
2-7/8 12 5-112 2 1-112 2.100 1.575
3 12 5-1/2 2 1-112 2.100 1.575
3-1/8 12 5-112 2 1-112 2.100 1.575
3-1/4 12 5-112 2 1-112 2.100 1.575
3-3/8 12 5-112 2 1-112 2.100 1.575
3-112 12 5-3/4 2 1-112 2.100 1.575
3-5/8 12 6 2 1-3/4 2.100 1.575
3-3/4 12 6 2 1-3/4 2.100 1.575
3-7/8 12 6 2 1-3/4 2.100 1.575
4 12 6 2 1-3/4 2.100 1.575
Regular Hand Tap Dimensions e, e
i o
Machine Screw Sizes — ANSI Table 304 TP SN AR T3
—_— - { T rap T R VAT PR YR E =
* Ground Thread | % ¢ &,
° nght Hand P—l-l.lhmﬂuuk —-lvm——:r‘&ﬁ"‘:‘lm’;' ——-—i wm,‘k"v
® High Speed Steel M2 i il i
Tap Basic Major Threads per inch Number Overall Length of Length of | Diameter of Size
Sizes Dia NC NF of Flutes Length Thread e shank of Square
UNC UNF A B C D
0 0.060 80 2 1-5/8 5/16 3/16 0.141 0.110
1 0.073 64 72 2 1-11116 3/8 3116 0.141 0.110
2 0.086 56 64 3 1-3/4 7116 316 0.141 0.110
3 0.099 48 56 3 1-13/16 112 3116 0.141 0.110
4 0.112 40 48 3 1-7/8 9116 3116 0.141 0.110
5 0.125 40 44 3 1-15/16 5/8 3/16 0.141 0.110
6 0.138 32 40 3 2 1116 3/16 0.141 0.110
8 0.164 32 36 4 2-1/8 3/4 1/4 0.168 0.131
10 0.190 24 32 4 2-3/8 7/8 1/4 0.194 0.152
12 0.216 24 28 4 2-3/8 15/16 9/32 0.220 0.165
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Cutting Tools

Hand Taps

Regular Thread Hand Taps

e Right Hand
e Fractional Sizes
e High Speed Steel — M2

® 1/4" thru 1-1/2" have 4 Flutes
¢ 1-5/8" and larger have 6 Flutes

Tap Threads H OAL Taper Plug Bottoming TPB-Set
Sizes per Inch Limit Part Number | Part Number | Part Number | Part Number
1/4 20 H2 2-1/2 5-750-0023 - - -
1/4 20 H3 2-1/2 5-750-0026 | 5-750-0027 | 5-750-0028 | 5-750-0029
1/4 28 H2 2-1/2 5-750-0038 | 5-750-0039 - -
1/4 28 H3 2-112 5-750-0042 5-750-0043 5-750-0044 5-750-0045
5/16 18 H2 2-23/32 = = = 5-750-0060
5/16 18 H3 2-23/32 5-750-0064 5-750-0065 5-750-0066 5-750-0067
5/16 24 H3 2-23/32 5-750-0080 5-750-0081 5-750-0082 5-750-0083
3/8 16 H3 2-15/16 5-750-0099 5-750-0100 5-750-0101 5-750-0102
3/8 16 H5 2-15/16 = 5-750-0107 = =
3/8 24 H3 2-15/16 | 5-750-0121 | 5-750-0122 | 5-750-0123 | 5-750-0124
7116 14 H3 3-5/32 5-750-0140 | 5-750-0141 | 5-750-0142 | 5-750-0143
7116 20 H3 3-5/32 5-750-0156 | 5-750-0157 | 5-750-0158 | 5-750-0159
112 13 H1 3-3/8 - - 5-750-0177 -
112 13 H3 3-3/8 5-750-0181 | 5-750-0182 | 5-750-0183 | 5-750-0184
12 20 H3 3-3/8 5-750-0203 5-750-0204 5-750-0205 5-750-0206
9/16 12 H3 3-19/32 | 5-750-0222 | 5-750-0223 | 5-750-0224 | 5-750-0225
9/16 18 H3 3-19/32 5-750-0238 5-750-0239 5-750-0240 5-750-0241
5/8 11 H3 3-13/16 5-750-0263 5-750-0264 5-750-0265 5-750-0266
5/8 18 H3 3-13/16 5-750-0292 5-750-0293 5-750-0294 5-750-0295
1116 11 H3 4-1/32 = 5-750-0340 - 5-750-0342
1116 16 H3 4-1/32 5-750-0358 5-750-0359 5-750-0360 5-750-0361
3/4 10 H3 4-1/4 5-750-0383 | 5-750-0384 | 5-750-0385 | 5-750-0386
3/4 16 H3 4-1/4 5-750-0405 | 5-750-0406 | 5-750-0407 | 5-750-0408
718 9 H2 4-11/16 - 5-750-0425 | 5-750-0426 -
7/8 9 H4 4-11/16 | 5-750-0431 | 5-750-0432 | 5-750-0433 | 5-750-0434
718 12 H4 4-1116 = 5-750-0449 5-750-0450 5-750-0451
718 14 H4 4-1116 5-750-0471 5-750-0472 5-750-0473 5-750-0474
1 8 H4 5-1/8 5-750-0499 5-750-0500 5-750-0501 5-750-0502
1 12 H4 5-1/8 5-750-0539 5-750-0540 5-750-0541 5-750-0542
1 14 H4 5-1/8 5-750-0561 5-750-0562 5-750-0563 5-750-0564
1-1/16 12 H4 5-1/8 5-750-0618 5-750-0619 5-750-0620 -
1-1/8 7 H4 5-7/16 5-750-0642 5-750-0643 5-750-0644 5-750-0645
1-1/8 8 H4 5-7/16 5-750-0660 5-750-0661 5-750-0662 -
1-1/8 10 H5 5-7/16 = 5-750-0685 = =
1-1/8 12 H3 5-7/16 - - 5-750-0698 -
1-1/8 12 H4 5-7/16 5-750-0699 | 5-750-0700 | 5-750-0701 | 5-750-0702
1-3/16 8 H4 5-7/16 - 5-750-0724 - -
1-3/16 12 H4 5-7/16 = 5-750-0754 5-750-0755 =
1-1/4 7 H4 5-3/4 5-750-0811 5-750-0812 5-750-0813 5-750-0814
1-1/4 7 H3 5-3/4 = 5-750-0808 = =
1-1/4 8 H4 5-3/4 5-750-0832 5-750-0833 5-750-0834 =
1-1/4 10 H4 5-3/4 = = 5-750-0861 =
1-1/4 12 H3 5-3/4 5-750-0874 = 5-750-0876 =
1-1/4 12 H4 5-3/4 5-750-0877 5-750-0878 5-750-0879 5-750-0880
TAPS
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Hand Taps

Cutting Tools

Regular Thread Hand Taps (continued)

e Regular Thread

e Right Hand

e Fractional Sizes

® High Speed Steel — M2

e 1/4" thru 1-1/2" have 4 Flutes
e 1-5/8" and larger have 6 Flutes

BA A A A AL A A A A ok A

Tap Threads H OAL Taper Plug Bottoming TPB-Set
Sizes per Inch Limit Part Number | Part Number | Part Number | Part Number
1-5/16 8 H4 5-3/4 - 5-750-0902 - -
1-5/16 12 H4 5-3/4 5-750-0919 | 5-750-0920 | 5-750-0921 -
1-3/8 6 H4 6-1/16 5-750-0943 | 5-750-0944 | 5-750-0945 | 5-750-0946
1-3/8 8 H4 6-1/16 5-750-0961 | 5-750-0962 | 5-750-0963 -
1-3/8 12 H4 6-1/16 5-750-1000 | 5-750-1001 | 5-750-1002 -
1-1/2 6 H4 6-3/8 5-750-1024 | 5-750-1025 | 5-750-1026 | 5-750-1027
1-1/2 8 H4 6-3/8 5-750-1045 | 5-750-1046 | 5-750-1047 -
1-12 12 H4 6-3/8 5-750-1084 5-750-1085 5-750-1086 -
1-5/8 5-172 H4 6-11/16 - 5-750-1109 - -
1-5/8 8 H4 6-11/16 5-750-1129 5-750-1130 5-750-1131 -
1-5/8 12 H4 5 5-750-1168 5-750-1169 5-750-1170 -
1-3/4 5 H6 7 5-750-1204 5-750-1205 5-750-1206 -
1-3/4 8 H6 7 5-750-1222 5-750-1223 5-750-1224 -
1-3/4 10 H5 7 - 5-750-1238 - -
1-3/4 12 H6 5 5-750-1261 | 5-750-1262 | 5-750-1263 -
1-7/8 8 H6 7-5116 5-750-1291 | 5-750-1292 | 5-750-1293 -
1-7/8 12 H6 5 5-750-1330 | 5-750-1331 | 5-750-1332 -
2 4-112 H6 7-5/8 5-750-1360 | 5-750-1361 | 5-750-1362 -
2 8 H6 7-5/8 5-750-1390 | 5-750-1391 | 5-750-1392 -
2 10 H5 7-5/8 - 5-750-1406 - -
2 12 H6 5 5-750-1429 5-750-1430 5-750-1431 -
2-1/8 8 H6 8 - 5-750-1457 5-750-1458 -
2-1/8 12 H5 5-1/4 - - 5-750-1479 -
2-1/8 12 H6 5-1/4 - - 5-750-1481 -
2-1/4 4-1/2 H6 8-1/4 5-750-1504 | 5-750-1505 | 5-750-1506 -
2-1/4 8 H5 8-1/4 - 5-750-1520 | 5-750-1521 -
2-1/4 8 H6 8-1/4 5-750-1522 | 5-750-1523 | 5-750-1524 -
2-1/4 12 H6 5-1/4 5-750-1546 | 5-750-1547 | 5-750-1548 -
2-112 4 H6 8-3/4 5-750-1570 | 5-750-1571 | 5-750-1572 -
2-112 8 H6 8-3/4 5-750-1588 | 5-750-1589 | 5-750-1590 -
2-112 12 H6 5-1/4 5-750-1612 5-750-1613 5-750-1614 -
2-3/4 8 H6 9-1/4 5-750-1660 | 5-750-1661 - -
2-3/4 8 H8 5-112 - - 5-750-1668 -
2-3/4 12 H6 5-1/2 - 5-750-1688 5-750-1689 -
3 8 H8 9-3/4 5-750-1756 5-750-1757 5-750-1758 -
3 12 H6 5-172 - 5-750-1779 - -
3-12 8 H8 10-1/2 - 5-750-1842 5-750-1843 -
3-112 12 H8 5-1/2 - 5-750-1869 | 5-750-1870 -
4 8 H10 10-3/4 5-750-1922 | 5-750-1923 | 5-750-1924 -
4 12 H8 10-3/4 - 5-750-1944 - -
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Cutting Tools

Z—\
@ Hand Taps

Special Thread Hand Taps

o Ground Thread

¢ Right Hand

e High Speed Steel — M2

Tap | Threads H Taper Plug Bottoming Tap | Threads H Taper Plug Bottoming
Sizes | perinch | Limit | Part Number | Part Number | Part Number Sizes | perinch | Limit | Part Number | Part Number | Part Number
5/32 32 H3 5-750-5109 | 5-750-5110 | 5-750-5111 5/8 20 H3 5-750-6090 | 5-750-6091 5-750-6092
5/32 40 H3 = 5-750-5128 = 5/8 24 H3 5-750-6099 | 5-750-6100 | 5-750-6101
7132 32 H3 5-750-5163 5-750-5164 | 5-750-5165 5/8 26 H3 = 5-750-6109 =
7132 40 H3 = 5-750-5173 - 5/8 27 H3 5-750-6117 | 5-750-6118 | 5-750-6119
1/4 24 H3 5-750-5208 5-750-5209 5-750-5210 5/8 28 H3 - 5-750-6127 5-750-6128
1/4 26 H3 = 5-750-5220 - 5/8 32 H3 5-750-6144 5-750-6145 5-750-6146
1/4 32 H3 5-750-5244 5-750-5245 5-750-5246 5/8 40 H2 - 5-750-6163 5-750-6164
1/4 36 H3 - 5-750-5254 5-750-5255 11/16 12 H4 = 5-750-6199 5-750-6200
1/4 40 H3 - 5-750-5263 5-750-5264 11/16 18 H3 5-750-6207 5-750-6208 5-750-6209
9/32 32 H3 5-750-5352 5-750-5353 5-750-5354 11/16 20 H3 5-750-6216 5-750-6217 5-750-6218
9/32 40 H3 5-750-5361 5-750-5362 = 11/16 24 H3 5-750-6225 5-750-6226 5-750-6227
5/16 20 H3 = 5-750-5389 | 5-750-5390 1116 27 H3 - 5-750-6235 =
5/16 22 H3 = 5-750-5398 - 1116 32 H3 = 5-750-6244 =
5/16 26 H3 = 5-750-5420 = 3/4 12 H3 = 5-750-6280 | 5-750-6281
5/16 28 H3 = 5-750-5432 - 3/4 14 H4 = 5-750-6289 | 5-750-6290
5/16 32 H3 5-750-5442 5-750-5443 5-750-5444 3/4 18 H3 - 5-750-6298 —
5/16 36 H3 = 5-750-5452 = 3/4 20 H3 5-750-6306 | 5-750-6307 5-750-6308
5/16 40 H3 5-750-5460 5-750-5461 5-750-5462 3/4 24 H3 - 5-750-6316 5-750-6317
11/32 32 H3 = 5-750-5515 5-750-5516 3/4 26 H3 5-750-6324 5-750-6325 -
3/8 14 H3 = 5-750-5524 = 3/4 27 H3 = 5-750-6334 -
3/8 18 H3 5-750-5532 5-750-5533 5-750-5534 3/4 28 H3 - 5-750-6343 -
3/8 20 H3 = 5-750-5542 5-750-5543 3/4 32 H3 5-750-6351 5-750-6352 -
3/8 26 H3 - 5-750-5570 = 13/16 10 H3 5-750-6414 5-750-6415 5-750-6416
3/8 32 H3 5-750-5586 | 5-750-5587 | 5-750-5588 13/16 12 H4 - 5-750-6424 =
3/8 40 H3 - 5-750-5613 5-750-5614 13/16 14 H4 5-750-6432 5-750-6433 5-750-6434
7116 24 H3 5-750-5694 | 5-750-5695 | 5-750-5696 1316 16 H3 = 5-750-6442 5-750-6443
7116 26 H3 = 5-750-5707 - 13/16 18 H3 = 5-750-6451 =
716 27 H3 = 5-750-5713 - 13/16 20 H3 5-750-6459 | 5-750-6460 | 5-750-6461
7116 28 H3 - - 5-750-5718 13/16 24 H3 = 5-750-6469 =
15/32 32 H3 5-750-5766 5-750-5767 5-750-5768 13/16 32 H3 - 5-750-6514 5-750-6515
12 12 H3 5-750-5793 5-750-5794 5-750-5795 7/8 16 H4 - 5-750-6541 -
12 14 H3 = 5-750-5803 = 718 18 H4 5-750-6549 5-750-6550 5-750-6551
12 16 H3 5-750-5811 5-750-5812 5-750-5813 7/8 20 H4 5-750-6558 5-750-6559 5-750-6560
12 18 H3 = 5-750-5821 = 718 24 H3 5-750-6567 5-750-6568 5-750-6569
12 24 H3 - 5-750-5830 5-750-5831 718 32 H3 - 5-750-6604 -
12 28 H3 5-750-5856 | 5-750-5857 | 5-750-5858 15/16 12 H4 = 5-750-6640 =
12 32 H3 5-750-5874 | 5-750-5875 | 5-750-5876 15/16 16 H4 5-750-6648 | 5-750-6649 | 5-750-6650
12 40 H3 = 5-750-5902 5-750-5903 15/16 20 H4 5-750-6666 | 5-750-6667 5-750-6668
9/16 16 H3 = 5-750-5938 | 5-750-5939 15/16 24 H3 = 5-750-6676 =
9/16 20 H3 5-750-5946 | 5-750-5947 | 5-750-5948 15/16 27 H3 - 5-750-6685 —
9/16 24 H3 5-750-5955 5-750-5956 5-750-5957 15/16 32 H4 5-750-6702 5-750-6703 -
9/16 27 H3 5-750-5973 5-750-5974 - 1 10 H4 5-750-6711 5-750-6712 5-750-6713
9/16 28 H3 = 5-750-5983 - 1 16 H4 5-750-6720 5-750-6721 5-750-6722
9/16 32 H3 - 5-750-6001 5-750-6002 1 18 H4 5-750-6729 5-750-6730 5-750-6731
9/16 40 H2 = 5-750-6019 = 1 20 H4 5-750-6738 5-750-6739 5-750-6740
5/8 12 H3 5-750-6063 = - 1 24 H4 5-750-6747 5-750-6748 =
5/8 16 H3 5-750-6081 5-750-6082 5-750-6083 1 32 H4 5-750-6792 5-750-6793 5-750-6794

The H limit for special thread taps, fractional sizes 5/32" thru 2-3/8", are the same as the
most popular in Standard Thread Taps 2B Class Fit

ANSI dimensions to Table 302 - page 146

TAPS
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Special Thread Hand Taps (continued)

AR A A A AR A A A A A A A

Z—\
Hand Taps \')

Cutting Tools

e Ground Thread
.nghtHand PO PPV VY
® High Speed Steel — M2
Tap Threads H Taper Plug Bottoming
Sizes per Inch Limit Part Number Part Number Part Number
1-1/16 16 H4 = 5-750-6856 5-750-6857
1-1/16 18 H4 = 5-750-6865 5-750-6866
1-1/16 20 H4 = 5-750-6874 =
1-1/8 16 H4 = 5-750-6937 5-750-6938
1-1/8 18 H4 — 5-750-6946 5-750-6947
1-1/8 20 H4 5-750-6954 5-750-6955 5-750-6956
1-3/16 16 H4 5-750-7026 5-750-7027 5-750-7028
1-3/16 18 H4 - 5-750-7036 5-750-7037
1-1/4 14 H5 - 5-750-7090 -
1-1/4 16 H4 5-750-7098 5-750-7099 5-750-7100
1-1/4 18 H4 = 5-750-7108 5-750-7109
1-1/4 20 H4 5-750-7116 5-750-7117 5-750-7118
1-5/16 16 H4 5-750-7206 5-750-7207 5-750-7208
1-5/16 18 H4 = 5-750-7216 5-750-7217
1-3/8 16 H4 5-750-7260 5-750-7261 5-750-7262
1-3/8 18 H4 - 5-750-7270 5-750-7271
1-7/16 12 H4 - 5-750-7324 5-750-7325
1-112 16 H4 - 5-750-7405 5-750-7406
1-1/2 18 H4 - 5-750-7414 5-750-7415
1-9/16 16 H4 - 5-750-7459 -
1-9/16 18 H4 5-750-7467 5-750-7468 5-750-7469
1-5/8 16 H4 - 5-750-7540 5-750-7541
1-1116 12 H4 - 5-750-7585 -
1-3/4 6 H4 = 5-750-7648 5-750-7649
1-3/4 16 H4 = 5-750-7693 =
1-3/4 20 H4 = 5-750-7711 5-750-7712
1-7/8 16 H4 5-750-7809 5-750-7810 5-750-7811
2 16 H4 - 5-750-7927 =
2 20 H4 — 5-750-7945 5-750-7946
2-3/8 8 H6 - 5-750-8125 -
2-3/8 12 H6 - 5-750-8134 -
2112 16 H5 - 5-750-8197 -
3-1/4 8 H8 5-750-8358 5-750-8359 5-750-8360

The H Limits for special thread taps, fractional sizes 5/32" thru 2-3/8", are the same as the
most popular in the Standard Thread Taps 2B Class Fit. Coarse pitches are made in a lon-
ger length, and finer pitches are made in a shorter length.

ANSI dimensions to Table 302 - page 146
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Cutting Tools

=\
\) Hand Taps

Hand Taps, Machine Screw Sizes

¢ Right Hand
¢ High Speed Steel — M2

Reqular Thread

BA A A ALK R A A A A b A

Customer Service * +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com

Tap Sizes Threads H Overall Taper Plug Bottoming TPB-Set
per Inch Limit Length | Part Number | Part Number | Part Number | Part Number
1 64 H2 1-1116 - 5-752-0061 - 5-752-0063
1 72 H2 1-1116 5-752-0080 5-752-0081 5-752-0082 5-752-0083
2 56 H2 1-3/4 5-752-0100 5-752-0101 5-752-0102 5-752-0103
2 64 H2 1-3/4 5-752-0118 5-752-0119 - -
3 48 H2 1-13/16 5-752-0143 5-752-0144 5-752-0145 5-752-0146
3 56 H2 1-13/16 5-752-0161 5-752-0162 5-752-0163 -
4 40 H2 1-7/8 5-752-0203 5-752-0204 5-752-0205 5-752-0206
4 48 H2 1-718 5-752-0221 5-752-0222 5-752-0223 5-752-0224
5 40 H2 1-15/16 5-752-0245 5-752-0246 5-752-0247 5-752-0248
5 44 H2 1-15/16 5-752-0263 5-752-0264 5-752-0265 5-752-0266
6 32 H2 2 5-752-0287 — 5-752-0289 —
6 32 H3 2 5-752-0305 5-752-0306 5-752-0307 5-752-0308
6 40 H2 2 5-752-0323 5-752-0324 5-752-0325 5-752-0326
6 40 H3 2 - 5-752-0336 - -
8 32 H3 2-1/8 5-752-0347 5-752-0348 5-752-0349 5-752-0350
8 36 H2 2-1/8 5-752-0365 - 5-752-0367 -
8 36 H3 2-1/8 - 5-752-0384 5-752-0385 5-752-0386
10 24 H3 2-3/8 5-752-0407 5-752-0408 5-752-0409 5-752-0410
10 32 H3 2-3/8 5-752-0425 5-752-0426 5-752-0427 5-752-0428
12 24 H3 2-3/8 5-752-0449 5-752-0450 5-752-0451 5-752-0452
12 28 H3 2-3/8 5-752-0467 5-752-0468 - 5-752-0470
Special Thread
apisizes lz:elﬁtc’; Par;r ;':1?1: ber Partlz\lltlgnber ngtttl\(l)t:nn;rl‘)sir
6 36 - 5-752-5218 5-752-5219
6 48 5-752-5226 5-752-5227 5-752-5228
7 40 5-752-5280 - -
8 24 - 5-752-5299 -
8 40 5-752-5316 5-752-5317 5-752-5318
8 48 - 5-752-5326 -
10 28 5-752-5379 5-752-5380 -
10 36 5-752-5397 5-752-5398 -
10 40 - 5-752-5407 5-752-5408
10 48 - 5-752-5416 5-752-5417
12 32 5-752-5487 5-752-5488 5-752-5489
12 36 - 5-752-5497 -
12 40 - 5-752-5506 5-752-5507
12 48 5-752-5514 5-752-5515 -
TAPS




Left Hand Taps

* High Speed Steel — M2

Hand Taps

Cutting Tools

Tap Sizes Threads H Overall Taper Plug Bottoming TPB-Set
per Inch Limit Length | Part Number | Part Number | Part Number | Part Number

1/4 20 H3 2-1/2 5-756-0026 5-756-0027 5-756-0028 5-756-0029
1/4 28 H3 2-1/2 5-756-0042 5-756-0043 5-756-0044 5-756-0045
5/16 18 H3 2-23/32 5-756-0064 5-756-0065 = 5-756-0067
5/16 24 H3 2-23/32 5-756-0080 5-756-0081 5-756-0082 5-756-0083
3/8 16 H3 2-15/16 5-756-0099 5-756-0100 5-756-0101 5-756-0102
3/8 24 H3 2-15/16 5-756-0121 5-756-0122 5-756-0123 5-756-0124
716 14 H3 3-5/32 5-756-0140 5-756-0141 - -

716 20 H3 3-5/32 5-756-0156 5-756-0157 5-756-0158 5-756-0159
12 13 H3 3-3/8 5-756-0188 5-756-0189 5-756-0190 5-756-0191
12 20 H3 3-3/8 5-756-0203 5-756-0204 5-756-0205 5-756-0206
916 12 H3 3-19/32 - 5-756-0223 - -

9/16 18 H3 3-19/32 5-756-0238 5-756-0239 = =

5/8 11 H3 3-13/16 5-756-0263 5-756-0264 5-756-0265 5-756-0266
5/8 18 H3 3-13/16 5-756-0292 5-756-0293 5-756-0294 5-756-0295
3/4 10 H3 4-1/4 5-756-0383 5-756-0384 5-756-0385 5-756-0386
3/4 16 H3 4-1/4 5-756-0405 5-756-0406 5-756-0407 5-756-0408
718 9 H3 4-11/16 5-756-0427 5-756-0428 5-756-0429 -

7/8 14 H3 4-1116 5-756-0467 5-756-0468 5-756-0469 -

1 8 H3 5-1/8 5-756-0495 5-756-0496 - -

1 8 H4 5-1/8 - 5-756-0500 5-756-0501 -

1 14 H4 5-1/8 5-756-0561 5-756-0562 5-756-0563 -
1-1/8 7 H3 5-7/16 5-756-0642 5-756-0643 5-756-0644 -
1-1/8 12 H4 5-7116 - 5-756-0700 5-756-0701 -
1-1/4 7 H4 5-3/4 = 5-756-0812 5-756-0813 =
1-1/4 12 H4 5-3/4 5-756-0877 5-756-0878 5-756-0879 =
1-3/8 12 H4 = 5-756-1001 = =
1-172 6 H4 6-1/4 = 5-756-1025 = -
1-172 8 H4 6-1/4 - 5-756-1046 = =
1-1/2 12 H4 6-1/4 5-756-1084 5-756-1085 5-756-1086 -

Oversized Right Hand Taps
Fractional Sizes

e Ground Thread G13: G13 = GH3 + .005"
* High Speed Steel — M2

Tap Sizes ;2:‘::3; H Limit | Plug Part Number
114 20 H13 5-750-9000
5-16 18 H13 5-750-9040
3/8 16 H13 5-750-9080
12 13 H13 5-750-9120
112 20 H13 5-750-9140
5/8 1 H13 5-750-9150
3/4 10 H13 5-750-9180
Machine Screw Sizes
Tap Sizes | Threads per Inch | H Limit | Plug Part Number
6 32 H13 5-752-6000
8 32 H13 5-752-6040
10 32 H13 5-752-6060

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

Adjustable Tap and Reamer Wrenches

R T o I e S T
0 0to1/14" - 5" 4-410-000
4 1/8 to 3/8" - 7" 4-410-004
5 3/16t0 1/2" 1/8 to 1/4" 11-1/2" 4-410-005
6 1/4 to 3/4" 1/8 to 3/8" 15-3/8" 4-410-006
TAPS 395



Hand Taps

Cutting Tools

ISO Metric Hand Taps

e Right-Hand
* High Speed Steel — M2

BA A A A AL A A b A A A

TAPS

Tap Size Pitch D Taper Plug Bottoming TPB Set
mm mm Limit Part Number | Part Number | Part Number | Part Number
M1.6 35 D3 5-775-001 5-775-002 5-775-003 5-775-004
M1.8 35 D3 5-775-006 5-775-007 5-775-008 5-775-009
M2.0 40 D3 5-775-011 5-775-012 5-775-013 5-775-014
M2.0 45 D3 5-775-016 5-775-017 5-775-018 5-775-019
M2.2 45 D3 - 5-775-022 5-775-023 5-775-024
M2.3 .40 D3 - 5-775-027 5-775-028 5-775-029
M2.5 .45 D3 5-775-031 5-775-032 5-775-033 5-775-034
M2.6 .45 D3 - 5-775-037 5-775-038 5-775-039
M3.0 .50 D3 5-775-041 5-775-042 5-775-043 5-775-044
M3.0 .60 D3 5-775-046 5-775-047 5-775-048 5-775-049
M3.5 .60 D4 5-775-051 5-775-052 5-775-053 5-775-054
M4.0 .70 D4 5-775-056 5-775-057 5-775-058 5-775-059
M4.0 .50 D4 5-775-061 5-775-062 5-775-063 5-775-064
M4.5 75 D4 5-775-066 5-775-067 5-775-068 5-775-069
M5.0 .80 D4 5-775-071 5-775-072 5-775-073 5-775-074
M5.0 .90 D4 5-775-076 5-775-077 5-775-078 5-775-079
M5.0 .50 D4 - 5-775-082 - 5-775-084
M5.5 .90 D4 - 5-775-087 5-775-088 5-775-089
M6.0 .50 D4 5-775-1000 5-775-1001 5-775-1002 5-775-1003
M6.0 1.00 D5 5-775-091 5-775-092 5-775-093 5-775-094
M6.0 0.75 D4 5-775-096 5-775-097 5-775-098 5-775-099
M6.3 1.00 D5 5-775-101 5-775-102 - 5-775-104
M7.0 1.00 D5 5-775-106 5-775-107 5-775-108 5-775-109
M8.0 0.75 D5 5-775-1200 5-775-1201 5-775-1202 5-775-1203
M8.0 1.25 D5 5-775-111 5-775-112 5-775-113 5-775-114
M8.0 1.00 D5 5-775-116 5-775-117 5-775-118 5-775-119
M9.0 1.25 D5 5-775-121 5-775-122 5-775-123 5-775-124
M10 1.50 D6 5-775-126 5-775-127 5-775-128 5-775-129
M10 1.25 D5 5-775-131 5-775-132 5-775-133 5-775-134
M10 1.00 D5 5-775-136 5-775-137 5-775-138 5-775-139
M11 1.50 D6 5-775-141 5-775-142 5-775-143 5-775-144
M12 1.75 D6 5-775-146 5-775-147 5-775-148 5-775-149
M12 1.50 D4 5-775-151 5-775-152 5-775-153 5-775-154
M12 1.25 D5 5-775-156 5-775-157 5-775-158 5-775-159
M12 1.00 D5 5-775-1600 5-775-1601 5-775-1602 5-775-1603
M14 2.00 D7 5-775-161 5-775-162 5-775-163 5-775-164
M14 1.50 D6 5-775-166 5-775-167 5-775-168 5-775-169

TAPS

Note: These taps have ANSI shanks
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Hand Taps

Cutting Tools

ISO Metric Hand Taps (continued)

e Right-Hand
® High Speed Steel — M2

AR A A A AL A A A A A A

Tap Size Pitch D Taper Plug Bottoming TPB Set
mm mm Limit Part Number | Part Number | Part Number | Part Number
M14 1.25 D6 5-775-171 5-775-172 5-775-173 5-775-174
M14 1.00 D6 5-775-1750 5-775-1751 5-775-1752 5-775-1753
M16 2.00 D7 5-775-176 5-775-177 5-775-178 5-775-179
M16 1.50 D5 5-775-181 5-775-182 5-775-183 5-775-184
M16 1.00 D6 - 5-775-1851 5-775-1852 5-775-1853
M18 2.50 D7 5-775-186 5-775-187 5-775-188 5-775-189
M18 2.00 D7 - 5-775-192 - 5-775-194
M18 1.00 D6 - 5-775-197 5-775-198 5-775-199
M18 1.50 D6 5-775-201 5-775-202 5-775-203 5-775-204
M20 2.50 D7 5-775-206 5-775-207 5-775-208 5-775-209
M20 1.50 D6 5-775-211 5-775-212 5-775-213 5-775-214
M20 1.00 D7 - 5-775-217 - 5-775-219
M20 2.00 D6 5-775-221 5-775-222 5-775-223 5-775-224
M22 2.50 D7 5-775-226 5-775-227 5-775-228 5-775-229
M22 1.50 D6 5-775-231 5-775-232 5-775-233 5-775-234
M22 1.00 D5 5-775-2350 5-775-2351 - -
M24 3.00 D8 5-775-236 5-775-237 5-775-238 5-775-239
M24 2.00 D7 5-775-241 5-775-242 5-775-243 5-775-244
M24 1.50 D6 5-775-246 5-775-247 5-775-248 5-775-249
M26 1.50 D6 5-775-2506 5-775-2507 5-775-2508 -
M27 3.00 D8 - 5-775-252 5-775-253 5-775-254
M27 2.00 D7 5-775-256 5-775-257 5-775-258 5-775-259
M28 1.50 D6 5-775-2606 5-775-2607 5-775-2608 -
M30 3.50 D9 5-775-261 5-775-262 5-775-263 5-775-264
M30 2.00 D7 5-775-266 5-775-267 5-775-268 5-775-269
M30 1.50 D6 5-775-271 5-775-272 5-775-273 5-775-274
M32 2.00 D7 5-775-276 5-775-277 5-775-278 5-775-279
M33 3.50 D9 - 5-775-282 - 5-775-284
M33 2.00 D9 - 5-775-287 5-775-288 5-775-289
M36 4.00 D9 5-775-291 5-775-292 5-775-293 5-775-294
M36 3.00 D8 5-775-296 5-775-297 5-775-298 5-775-299
M39 4.00 D9 5-775-301 5-775-302 5-775-303 5-775-304
M39 3.00 D8 5-775-306 - 5-775-308 -
M42 4.50 D10 5-775-311 5-775-312 5-775-313 -
M42 1.50 D6 - 5-775-317 - -
M45 4.50 D10 - 5-775-322 - -
M45 1.50 D5 - 5-775-327 5-775-328 -
M48 5.00 D10 - 5-775-332 - -
M48 1.50 D6 - 5-775-337 - -
M52 5.00 D10 - 5-775-342 - -
M52 1.50 D6 - 5-775-347 - -

Note; These taps have ANSI shanks
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Cutting Tools

Spiral Point — Gun Style Hand Taps

e Right-Hand Cut
o Ground Thread

o Fractional Size

e High Speed Steel - M2

® 1/4" and 5/16" have 2 Flutes
® 3/8" thru 1" have 3 Flutes

Plug Only, Fractional Sizes

S-Ii-:gs ;:ﬁsg; Li|r:1it Overall Length N::1rl:t)er
1/4 20 H3 2-1/2 5-770-058
1/4 28 H3 2-1/2 5-770-078
5/16 18 H3 2-23/32 5-770-100
5/16 24 H3 2-23/32 5-770-120
3/8 16 H3 2-5/16 5-770-138
3/8 24 H3 2-5/16 5-770-153
716 14 H3 3-5/32 5-770-167
716 20 H3 3-5/32 5-770-179
112 13 H3 3-3/8 5-770-191
112 20 H3 3-3/8 5-770-205
9/16 12 H3 3-19/32 5-770-220
9/16 18 H5 3-19/32 5-770-225
5/8 1 H3 3-13/16 5-770-245
5/8 18 H3 3-13/16 5-770-257
3/4 10 H3 4-1/4 5-770-271
3/4 16 H3 4-1/4 5-770-283
718 9 H4 4-11/16 5-770-299
718 14 H6 4-1116 5-770-311

1 8 H4 5-1/8 5-770-325
1 12 H4 5-1/8 5-770-337
1 14 H4 5-1/8 5-770-345

Oversized Spiral Pointed Hand Taps

e Right-Hand Cut

e Ground Thread, GH13 (GH3 + .005)
e High Speed Steel — M42

Fractional Sizes

Tap Threads Plug
Sizes per Inch Part Number
1/4 20 5-770-550
1/4 28 5-770-570
5/16 18 5-770-590
5/16 24 5-770-610
3/8 16 5-770-630
3/8 24 5-770-650
112 13 5-770-670
12 20 5-770-690
TAPS
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Machine Screw Sizes

Tap Threads Plug
Sizes per Inch Part Number
6 32 5-772-550
8 32 5-772-570
10 24 5-772-590
10 32 5-772-610




Spiral Point Taps

Machine Screw Size Spiral Point — Gun Style Hand Taps

® Right-Hand
e Ground Thread
e High Speed Steel — M2

Plug Only, Fractional Sizes

Tap Threads H Overall Part

Sizes per Inch Limit Length Number
0 80 H2 1-5/8 5-772-022
1 64 H2 1-1116 | 5-772-032
1 72 H2 1-1116 | 5-772-043
2 56 H2 1-3/4 5-772-052
2 64 H2 1-3/4 5-772-063
3 48 H2 1-3/16 5-772-077
3 56 H2 1-3/16 5-772-088
4 40 H2 1-7/8 5-772-113
4 48 H2 7-718 5-772-124
5 40 H2 1-15/16 5-772-138
5 44 H2 1-15/16 5-772-149
6 32 H3 2 5-772-165

ISO Metric Spiral Point — Gun Style Hand Taps

e 2 Flute

® High Speed Steel — M2

Plug Only, Metric Sizes
Tap Size Pitch D Part
mm mm Limit Number
1.6 0.35 D3 5-776-001
1.8 0.35 D3 5-776-002
2.0 0.40 D3 5-776-003
2.2 0.45 D3 5-776-004
25 0.45 D3 5-776-005
3.0 0.50 D3 5-776-006
35 0.60 D4 5-776-007
4.0 0.70 D4 5-776-008
4.0 0.50 D4 5-776-0085
45 0.75 D4 5-776-009
5.0 0.80 D4 5-776-010
5.0 0.50 D4 5-776-0105
6.0 1.00 D5 5-776-011
6.0 0.75 D5 5-776-0115
7.0 1.00 D5 5-776-013

Note: These metric taps have ANSI shanks

AR AR KRR
Plug Only, Fractional Sizes
Tap Threads H Overall Part
Sizes per Inch Limit Length Number
6 32 H13 2 5-772-550
6 40 H2 2 5-772-174
8 32 H3 2-1/8 5-772-190
8 32 H13 2-1/8 5-772-570
8 36 H2 2-1/8 5-772-199
10 24 H3 2-3/8 5-772-215
10 24 H13 2-3/8 5-772-590
10 32 H3 2-3/8 5-772-226
10 32 H13 2-3/8 5-772-610
12 24 H3 2-3/8 5-772-240
12 28 H3 2-3/8 5-772-251
Plug Only, Metric Sizes
Tap Size Pitch D Part
mm mm Limit Number
8.0 1.25 D5 5-776-014
8.0 1.00 D5 5-776-015
10.0 1.50 D6 5-776-016
10.0 1.25 D5 5-776-017
10.0 1.00 D5 5-776-0175
12.0 1.75 D6 5-776-018
12.0 1.50 D4 5-776-0185
12.0 125 D5 5-776-019
12.0 1.00 D5 5-776-0190
14.0 2.00 D7 5-776-020
14.0 1.50 D6 5-776-021
14.0 1.25 D6 5-776-0215
16.0 2.00 D7 5-776-022
16.0 1.50 D5 5-776-023
18.0 2.50 D7 5-776-024
20.0 2.50 D7 5-776-025

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

Cutting Tools




TAPS

400

Cutting Tools

Fast Spiral Fluted Taps

¢ Right-Hand

e High Speed Steel — M2

Fractional Sizes
Tap Threads H Plug Bottoming
Sizes per Inch Limit Part Number Part Number
1/4 20 H3 5-760-050 5-760-051
1/4 28 H3 5-760-060 5-760-061
5/16 18 H3 5-760-080 5-760-081
5/16 24 H3 5-760-090 5-760-091
3/8 16 H3 5-760-110 5-760-111
3/8 24 H3 5-760-120 5-760-121
7116 14 H3 5-760-140 5-760-141
7116 20 H3 5-760-150 5-760-151
112 13 H3 5-760-170 5-760-171
12 20 H3 5-760-180 5-760-181
9/16 12 H3 5-760-190 5-760-191
916 18 H3 5-760-200 5-760-201
5/8 1 H3 5-760-210 5-760-211
5/8 18 H3 5-760-220 5-760-221
1116 16 H3 - 5-760-241
3/4 10 H3 5-760-250 5-760-251
3/4 16 H3 5-760-260 5-760-261
718 9 H4 5-760-270 5-760-271
718 14 H4 5-760-290 5-760-291
1 8 H4 5-760-300 5-760-301
1 14 H4 5-760-320 5-760-321
Machine Screw Sizes
Tap Threads H Plug Bottoming
Sizes per Inch Limit Part Number Part Number
3 48 H2 5-762-030 5-762-031
3 56 H2 5-762-040 -
4 40 H2 5-762-050 5-762-051
5 40 H2 5-762-070 5-762-071
5 44 H2 5-762-080 5-762-081
6 32 H3 5-762-100 5-762-101
6 40 H2 5-762-110 -
8 32 H3 5-762-130 5-762-131
8 36 H3 5-762-140 5-762-141
10 24 H3 5-762-160 5-762-161
10 32 H3 5-762-170 5-762-171
12 24 H3 5-762-190 5-762-191
12 28 H3 5-762-200 -

ANSI Dimensions to Table 302 on page 146

TAPS
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Combined Tap and Drills

Combined Tap and Drills

A —
¢ Ground Thread .
* High Speed Steel £
Machine and Fractional Sizes
Drill
T';I::d Ig:legig Li|l-‘lnit Size Flute Length ?evnegr:II‘II Part Number
4-40 NC 916 H2 .0890 1/4 1-7/8 5-780-005
4-48 NF /16 H2 .0930 1/4 1-7/8 5-780-010
5-40 NC 5/8 H2 1015 9/32 1-5/16 5-780-015
5-44 NF 5/8 H2 1040 932 1-5/16 5-780-020
6-32 NC 11/16 H3 1095 5/16 2 5-780-025
8-32 NC 3/4 H3 1360 3/8 2-1/8 5-780-035
8-36 NF 3/4 H3 1385 3/8 2-1/8 5-780-040
10-24 NC 718 H3 1520 13132 238 5-780-045
10-32 NF 718 H3 1610 13132 2-3/8 5-780-050
12-24 NC 718 H3 1770 15/32 2-3/8 5-780-055
1/4-20 NC 15/16 H3 2010 17132 2-112 5-780-065
1/4-28 NF 15/16 H3 2175 17132 2112 5-780-070
5/16-18 NC 1-1/8 H3 2570 1116 3 5-780-075
5/16-24 NF 1-1/8 H3 2720 1116 3 5-780-080
3/8-16 NC 1-1/4 H3 3125 13/16 3-112 5-780-085
3/8-24 NF 1-1/4 H3 3345 13/16 3-12 5-780-090
7/16-14 NC 1-7/16 H3 3680 1 3-7/8 5-780-095
7/16-20 NF 1-7/16 H3 3890 1 3-7/8 5-780-100
12-13 NC 1-21/32 H3 4250 1-1/8 4-1/4 5-780-105
1/2-20 NF 1-21/32 H3 4510 1-1/8 4-1/4 5-780-110
Metric Sizes
Thread ize | PchDia | ongin | pengtn | DD | ooty | Ldngwm | ShankDia | SHEC | et
(Inches) (Inches) (Inches) (Inches) (Inches)
M3X5 D3 1-15/16 9132 1015 13132 316 141 110 5-782-005
M4X.7 D4 2-1/8 38 11340 10 1/4 168 131 5-782-015
M5X.8 D4 2-3/8 13132 11700 5/8 1/4 194 152 5-782-025
M6X1 D5 2112 17132 2030 25/32 5116 255 191 5-782-030
M8 X125 D5 2-27/32 11116 2735 15/16 3/8 318 238 5-782-040
M10X1.5 D6 3-3/8 13/16 3440 1-1116 16 381 286 5-782-045
M12X1.75 D6 41116 1-1/8 4140 1-3/8 7116 367 275 5-782-050

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Tap and Drill Sets

Cutting Tools

18 Piece Tap and Drill Sets

o Metal Case Included
e High Speed Steel — M2

National Coarse

Hand & Spiral Point Tap and Drill Set
. Spiral Point
Tap Size 2:::.! Part :litmber Part :li\ﬁltmber
6-32 P #36
8-32 P #29
10-24 P #25
10-24 P #21
1/4"-20 | P #7 5-790-100 5-790-300
5/16"-18 | P F
3/8"16 | P 516" See page 126 for
me"-14 | P U Tap Wrenches
wn 12"-13 P 27/64
<
-
National Fine
Spiral Point Tap and Drill Set
Tap Size Drill Size Part Iaitmb -
6-32 P #36
8-32 P #29
10-24 P #25
10-32 P #21
1/4"-20 P #7 5-790-310
5/16"-18 P F
3/8"-16 P 5/16"
716"-14 P u
12"-13 P 27/64"
Metric Sizes
Hand Tap and Drill Set Spiral Point Tap and Drill Set
Tap Size Drill Size Set Tap Size Drill Size Set
mm mm Part Number mm mm Part Number
M2.5X0.45 P 2.05 M 2.5X0.45 P 2.05
M 3.0 X0.50 P 2.50 M 3.0 X 0.50 P 2.50
M 3.5X0.60 P 2.90 M 3.5X0.60 P 2.90
M 4.0 X0.70 P 3.30 M 4.0 X0.70 P 3.30
M5.0X0.80 P 4.20 5-790-200 M 5.0 X 0.80 P 4.20 5-790-400
M6.0X 1.0 P 5.00 M6.0X1.0 P 5.00
M8.0X1.25 P 6.70 M8.0X1.25 P 6.70
M 10.0 X 1.50 P 8.50 M 10.0 X 1.50 P 8.50
M12.0X1.75 P 10.20 M12.0X1.75 P 10.20
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Taper Pipe Taps, NPT and NPTF
Straight Pipe Taps, NPS and NPSF

® Ground Thread
e High Speed Steel — M2

Taper Straight
. Threads Number Length
Too | B | ek | e | e | | o | 5| o
Number i Number L
Number Number
116 27 4 2-1/8 1116 5-764-001 5-766-001 5-763-001 -
1/8 (Sm SK)* 27 4 2-1/8 3/4 5-764-0020 5-766-0020 5-763-0020 -
1/8 (Lg Sk)* 27 4 2-1/8 3/4 5-764-002 5-766-002 5-763-002 5-765-002
1/4 18 4 2-7116 1-116 5-764-003 5-766-003 5-763-003 5-765-003
3/8 18 4 2-9/16 1-116 5-764-004 5-766-004 5-763-004 5-765-004
12 14 4 3-1/8 1-3/8 5-764-005 5-766-005 5-763-005 5-765-005
3/4 14 5 3-1/4 1-3/8 5-764-006 5-766-006 5-763-006 5-765-006
1 11-172 5 3-3/4 1-3/4 5-764-007 5-766-007 5-763-007 -
1-1/4 11-172 5 4 1-3/4 5-764-008 5-766-008 5-763-008 -
1-172 11-172 7 4-1/4 1-3/4 5-764-009 5-766-009 5-763-009 5-765-009
2 11-172 7 4-1/2 1-3/4 5-764-010 5-766-010 5-763-010 -
2-1/2 8 8 5-1/2 2-9/16 5-764-011 5-766-011 5-763-011 -
3 8 8 6 2-5/8 5-764-012 5-766-012 - -
4 8 8 6-3/4 2-3/4 5-764-014 - - -

* small shank =.3125 and large shank = .4375

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

. P ——
Pipe Taps

Interrupted Thread Pipe Taps, NPT and NPTF

o Ground Thread
e High Speed Steel —

_'f; - .

Tap Size Threads Number Overall Length NPT NPTF
(Pipe) per Inch of Flutes Length of Thread Part Number Part Number
1/16 27 5 2-1/8 1116 5-767-001 5-769-001
1/8 27 5 2-1/8 3/4 5-767-002 5-769-002
1/4 18 5 2-116 1-1116 5-767-003 =
3/8 18 5 2-9/16 1-116 5-767-004 -
12 14 5 3-1/8 1-3/8 5-767-005 5-769-005
3/4 14 5 3-1/4 1-3/8 5-767-006 5-769-006
1 11-172 5 3-3/4 1-3/4 5-767-007 -
1-1/4 11-112 5 4 1-3/4 5-767-008 5-769-008
1-112 11-172 7 4-112 1-3/4 5-767-009 -
2 11-112 7 4112 1-3/4 5-767-010 -
Long Taper Pipe Taps, NPT
e Ground Thread E—— : [ i
¢ High Speed Steel —
T?,?i’fge zz:ﬁﬁg; ShankDia | 4"OAL | 6" OAL 8" 0AL 12" 0AL
1/8 27 4375 5-768-0024] 5-768-0026 5-768-0028 -
1/4 18 .5625 5-768-0034] 5-768-0036 - 5-768-0039
3/8 18 .7000 5-768-0046 - 5-768-0049
12 14 6875 5-768-0056 = 5-768-0059
3/4 14 .9063 = 5-768-0068 | 5-768-0069
1 11-172 1.250 5-768-0076 - -
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J— Dies ()

Cutting Tools
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Cutting Tools

e Advancing the adjusting screw opens up the die
resulting in slightly larger cutting size

e Retracting the screw closes when holding screw is
tightened, resulting in a slightly smaller cutting size

406 DIES Customer Service ¢ +1-508-653-8897 * 844-869-8665 » www.tmxtools.com



Round Adjustable Split Dies

¢ High Speed Steel - M2

Straight Pipe NPS

Size ;2:?22; o N::lrt:er
116 27 1 5-815-005
1/8 27 1 5-815-010
118 27 1112 5-815-015
1/4 18 1112 5-815-020
318 18 1-112 5-815-025
318 18 2 5-815-035
12 14 2 5-815-040
3/4 14 2 5-815-045
1 11-1/2 2-112 5-815-050
1-1/4 11-1/2 3 5-815-055
Taper Pipe NPT

Size ;2:?2?!51 o N::Irt:er
116 27 1 5-816-005
118 27 1 5-816-010
118 27 1112 5-816-015
1/4 18 1112 5-816-020
318 18 1-112 5-816-025
1/4 18 2 5-816-030
3/8 18 2 5-816-035
12 14 2 5-816-040
3/4 14 2 5-816-045
1 11-1/2 2-172 5-816-050
1-1/4 11-1/2 3 5-816-055
1-172 11-1/2 3 5-816-060
2 11172 4 5-816-070
2112 8 5 5-816-075
3 8 5 5-816-080

Heavy Duty Die Stocks

Die Overall Part
Dia Length Number
13/16 6-1/4 4-400-005
1 9 4-400-010
1-112 12 4-400-015
2 19-1/2 4-400-020
2-112 20 4-400-025
3 22 4-400-030

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Round Adjustable Split Dies

e Right Hand

e High Speed Steel - M2

National Coarse Thread

National Fine Thread

Nominal Threads oD Part
Size per Inch Number
#4 40 13/16 5-800-003
#5 40 13/16 5-800-004
#6 32 13/16 5-800-005
#8 32 13/16 5-800-010
#10 24 13/16 5-800-015
#12 24 13/16 5-800-020
1/4 20 13/16 5-800-025
5/16 18 13/16 5-800-030
#4 40 1 5-800-032
#5 40 1 5-800-034
#6 32 1 5-800-035
#8 32 1 5-800-040
#10 24 1 5-800-045
#12 24 1 5-800-050
1/4 20 1 5-800-055
5/16 18 1 5-800-060
3/8 16 1 5-800-065
7116 14 1 5-800-070
12 13 1 5-800-075
1/4 20 1-112 5-800-080
5/16 18 1-112 5-800-085
3/8 16 1-172 5-800-090
7116 14 1-172 5-800-095
12 13 1-1/2 5-800-100
9/16 12 1-172 5-800-105
5/8 11 1-172 5-800-110
3/4 10 1-1/2 5-800-115
1/4 20 2 5-800-116
5/16 18 2 5-800-117
3/8 16 2 5-800-118
7116 14 2 5-800-1185
12 13 2 5-800-1191
916 12 2 5-800-1192
5/8 1" 2 5-800-120
3/4 10 2 5-800-125
718 9 2 5-800-130
1 8 2 5-800-135
1-1/8 7 2-112 5-800-200
1-1/4 7 2-112 5-800-205
1-3/8 6 2-112 5-800-210
1-1/2 6 2-112 5-800-215
1 8 3 5-800-300
1-1/4 7 3 5-800-310
1-3/8 6 3 5-800-315
1-112 6 3 5-800-320
1-5/8 5-1/2 3 5-800-325
1-3/4 5 3 5-800-330
1-718 5 3 5-800-335
2 4-1/12 3 5-800-340
DIES
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Nominal Size ;2:??; oD N::‘r; o
#4 48 13/16 5-805-003
#5 44 13/16 5-805-004
#6 40 13/16 5-805-005
#* 36 13/16 5-805-010

#10 32 13/16 5-805-015
#12 28 13/16 5-805-020
1/4 28 13/16 5-805-025
5/16 24 13/16 5-805-030
#4 48 1 5-805-034
#6 40 1 5-805-035
#8 36 1 5-805-040
#10 32 1 5-805-045
#12 28 1 5-805-050
1/4 28 1 5-805-055
5/16 24 1 5-805-060
3/8 24 1 5-805-065
7116 20 1 5-805-070
12 20 1 5-805-075
1/4 28 1-112 5-805-080
5/16 24 1-112 5-805-085
3/8 24 1-112 5-805-090
7116 20 1-172 5-805-095
12 20 1-172 5-805-100
9/16 18 1-172 5-805-105
5/8 18 1-172 5-805-110
3/4 16 1-1/2 5-805-115
1/4 28 2 5-805-116
5/16 24 2 5-805-117
3/8 24 2 5-805-118
7116 20 2 5-805-1181
112 20 2 5-805-1191
916 18 2 5-805-1192
5/8 18 22 5-805-120
3/4 16 2 5-805-125
718 14 2 5-805-130
1 12 2 5-805-134
1 14 2 5-805-135
1-1/8 12 2-112 5-805-200
1-1/4 12 2-1/2 5-805-205
1-3/8 12 2-112 5-805-210
1-112 12 2-12 5-805-215
1 14 3 5-805-305
1-1/4 12 3 5-805-315
1-3/8 12 3 5-805-320
1-172 12 3 5-805-325
1-5/8 12 3 5-805-330
1-3/4 12 3 5-805-335
1-718 12 3 5-805-340
2 12 3 5-805-345




Dies @

Cutting Tools

Round Adjustable Split Dies with Special Threads per Inch

e Right Hand
e High Speed Steel - M2

Size Threads per Inch oD Part Number Size Threads per Inch oD Part Number
7132 32 13/16 5-807-014 12 24 1-1/2 5-807-205
9/32 32 13/16 5-807-021 12 27 1-1/2 5-807-206
#4 36 13/16 5-807-036 12 28 1-12 5-807-207
#6 36 13/16 5-807-057 12 32 1-172 5-807-208
#6 48 13/16 5-807-059 12 40 1-172 5-807-210
#8 40 13/16 5-807-075 9/16 14 1-1/2 5-807-212
#10 36 13/16 5-807-078 9/16 16 1-172 5-807-214
#10 40 13/16 5-807-079 9/16 20 1-172 5-807-218
#10 48 13/16 5-807-080 9/16 24 1-172 5-807-219
#12 32 13/16 5-807-083 9/16 27 1-112 5-807-2195
5/32 40 1 5-807-085 9/16 28 1-172 5-807-220
#10 40 1 5-807-087 9/16 32 1-172 5-807-222
#12 32 1 5-807-0876 9/16 36 1-12 5-807-223
#12 40 1 5-807-088 5/8 14 1-12 5-807-225
7132 32 1 5-807-090 5/8 16 1-12 5-807-226
1/4 24 1 5-807-105 5/8 20 1-12 5-807-228
1/4 26 1 5-807-110 5/8 24 1-12 5-807-230
1/4 27 1 5-807-111 5/8 27 1-172 5-807-231
1/4 32 1 5-807-115 5/8 28 1-172 5-807-2311
1/4 36 1 5-807-116 5/8 32 1-112 5-807-232
1/4 40 1 5-807-117 5/8 40 1-112 5-807-235
1/4 48 1 5-807-119 1116 1 1-1/2 5-807-237
1/4 56 1 5-807-1195 1116 12 1-112 5-807-238
5/16 20 1 5-807-120 1116 16 1-112 5-807-2385
5/16 22 1 5-807-122 1116 18 1-112 5-807-239
5/16 26 1 5-807-126 1116 20 1-1/2 5-807-240
5/16 27 1 5-807-127 1116 24 1-112 5-807-241
5/16 28 1 5-807-128 1116 27 1-112 5-807-242
5/16 32 1 5-807-135 1116 32 1-1/2 5-807-243
5/16 36 1 5-807-136 3/4 12 1-112 5-807-245
5/16 40 1 5-807-137 3/4 14 1-1/2 5-807-247
5/16 48 1 5-807-138 3/4 18 1-1/2 5-807-250
3/8 14 1 5-807-142 3/4 20 1-12 5-807-252
3/8 20 1 5-807-145 3/4 24 1-1/2 5-807-254
3/8 26 1 5-807-146 3/4 27 1-12 5-807-256
3/8 27 1 5-807-1465 3/4 28 1-12 5-807-257
3/8 28 1 5-807-147 3/4 32 1-172 5-807-258
3/8 32 1 5-807-149 3/4 40 1-172 5-807-275
3/8 36 1 5-807-1495 3/4 18 2 5-807-281
3/8 40 1 5-807-1496 3/4 20 2 5-807-282
3/8 48 1 5-807-1497 3/4 32 2 5-807-288
716 18 1 5-807-1499 13/16 16 2 5-807-299
716 24 1 5-807-150 13/16 18 2 5-807-300
716 28 1 5-807-151 13/16 20 2 5-807-301
6 32 1 5-807-1510 13/16 24 2 5-807-303
6 40 1 5-807-1512 13/16 32 2 5-807-310
12 12 1 5-807-152 718 16 2 5-807-320
12 24 1 5-807-154 718 18 2 5-807-322
12 27 1 5-807-156 718 20 2 5-807-332
12 28 1 5-807-1565 7/8 24 2 5-807-335
12 32 1 5-807-157 7/8 27 2 5-807-336
12 40 1 5-807-158 7/8 28 2 5-807-337
1/4 24 1-112 5-807-186 7/8 32 2 5-807-340
5/16 32 1-112 5-807-188 15/16 12 2 5-807-362
3/8 32 1-112 5-807-195 15/16 16 2 5-807-364
716 27 1-112 5-807-197 15/16 20 2 5-807-366
716 28 1-112 5-807-198 15/16 32 2 5-807-376
15/32 32 1-112 5-807-200 1 16 2 5-807-394
12 12 1-112 5-807-202 1 18 2 5-807-395
12 16 1-172 5-807-204 1 20 2 5-807-396
12 18 1-172 5-807-2042 1 24 2 5-807-398
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Cutting Tools

Round Adjustable Split Dies with Special Threads per Inch

Right Hand (continued)
e High Speed Steel — M2

Size Threads per Inch oD Part Number
1 32 2 5-807-3984
1-1/16 12 2 5-807-3985
1-1/16 14 2 5-807-3986
1-1/16 16 2 5-807-3987
1-1/16 18 2 5-807-3988
3/4 10 2-1/2 5-807-399
1 8 2-1/2 5-807-401
1-1116 12 2-1/2 5-807-403
1-1116 14 2-1/2 5-807-404
1-1116 16 2-1/2 5-807-405
1-1116 18 2-172 5-807-406
1-1116 20 2-1/2 5-807-407
1-1/8 8 2-1/2 5-807-420
1-1/8 10 2-172 5-807-422
1-1/8 16 2-1/2 5-807-425
1-1/8 18 2-1/2 5-807-426
1-1/8 20 2-1/2 5-807-427
1-1/8 24 2-1/2 5-807-428
1-1/8 32 2-1/2 5-807-430
1-3/16 12 2-1/2 5-807-432
1-3/16 18 2-1/2 5-807-435
1-1/4 8 2-1/2 5-807-441
1-1/4 14 2-1/2 5-807-443
1-1/4 16 2-1/2 5-807-444
1-1/4 18 2-1/2 5-807-445
1-1/4 20 2-1/2 5-807-446
1-5/16 12 2-1/2 5-807-452
1-5/16 18 2-1/2 5-807-454
1-3/8 8 2-1/2 5-807-462
1-3/8 16 2-1/2 5-807-465
Left Hand
¢ High Speed Steel — M2
Size Threads per Inch oD Part Number
#4 40 13/16 5-808-048
#5 40 13/16 5-808-051
#6 32 13/16 5-808-053
#8 32 13/16 5-808-059
#10 24 13/16 5-808-063
#10 32 13/16 5-808-067
#8 32 1 5-808-086
#10 24 1 5-808-088
#10 32 1 5-808-090
#12 24 1 5-808-092
1/4 20 1 5-808-098
1/4 28 1 5-808-100
1/4 32 1 5-808-102
5/16 18 1 5-808-112
5/16 24 1 5-808-115
3/8 16 1 5-808-129
3/8 24 1 5-808-136
7116 14 1 5-808-142
7116 20 1 5-808-146
12 13 1 5-808-148
12 20 1 5-808-150
1/4 20 1-12 5-808-189
1/4 28 1-12 5-808-192
5/16 18 1-12 5-808-195
5/16 24 1-12 5-808-198
3/8 16 1-12 5-808-211
DIES
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Size Threads per Inch oD Part Number
1-3/8 18 2-1/2 5-807-466
1-3/8 20 2-172 5-807-467
1-3/8 24 2-172 5-807-468
1-12 8 2-172 5-807-482
1-12 16 2-1/2 5-807-486
1-12 18 2-1/2 5-807-488
1-12 32 2-172 5-807-495
1-9/16 18 3 5-807-523
1-5/8 8 3 5-807-526
1-5/8 16 3 5-807-530
1-3/4 8 3 5-807-545
1-3/4 10 3 5-807-547
1-3/4 16 3 5-807-549
1-3/4 20 3 5-807-550
1-3/16 16 3 5-807-560
1-7/8 8 3 5-807-570
1-7/8 16 3 5-807-572
2 8 3 5-807-582
2 10 3 5-807-583
2 16 3 5-807-588
2-1/4 4-1/2 4 5-807-621
2-1/4 12 4 5-807-623
2-1/4 16 4 5-807-624
2-3/8 16 4 5-807-627
2-1/2 4 4 5-807-628
2-1/2 12 4 5-807-630
2-5/8 16 5 5-807-716
3 12 5 5-807-736
3-1/4 12 5 5-807-748
3-12 12 5 5-807-760

Size Threads per Inch oD Part Number
3/8 24 1-12 5-808-214
7116 14 1-112 5-808-283
7116 20 1-112 5-808-285
12 13 1-12 5-808-301
12 20 1-112 5-808-311
9/16 12 1-112 5-808-334
9/16 18 1-112 5-808-338
9/16 24 1-112 5-808-344
5/8 1 1-112 5-808-352
5/8 18 1-112 5-808-361
11/16 16 1-12 5-808-398
3/4 10 1-112 5-808-452
3/4 16 1-112 5-808-456
3/4 10 2 5-808-495
3/4 16 2 5-808-500
718 9 2 5-808-505
718 14 2 5-808-508
1 8 2 5-808-522
1 12 2 5-808-525
1 14 2 5-808-529
1-1/8 7 2-1/2 5-808-600
1-1/8 12 2-1/2 5-808-605
1-1/4 7 2-1/2 5-808-630
1-1/4 12 2-1/2 5-808-634
1-12 6 2-1/2 5-808-675
1-112 12 2-1/2 5-808-680




Round Adjustable Split Dies — Metric

Left Hand

[ ————

¢ High Speed Steel — M2
e Metric ISO Threads

Size Millimeter Pitch oD Part Number
12 1.75 1 5-809-205
14 1 1.5 5-809-300
14 1.25 1.5 5-809-305
14 1.5 1.5 5-809-310
14 2 1.5 5-809-315
16 1 1.5 5-809-325
16 1.5 1.5 5-809-330
16 2 1.5 5-809-335
18 1.5 1.5 5-809-345
18 2 1.5 5-809-350
18 25 1.5 5-809-355
20 1.5 1.5 5-809-365
20 2 1.5 5-809-370
20 25 1.5 5-809-375

Size Millimeter Pitch oD Part Number
4 7 1 5-809-100
5 8 1 5-809-110
6 1 1 5-809-120
7 1 1 5-809-130
8 1.25 1 5-809-140
8 1.5 1 5-809-145
9 1 1 5-809-150
9 1.25 1 5-809-155

10 1 1 5-809-160
10 1.25 1 5-809-165
10 1.5 1 5-809-170
1" 1 1 5-809-180
12 1 1 5-809-190
12 1.25 1 5-809-195
12 1.5 1 5-809-200

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Metric Round Adjustable Split Dies

e Right Hand

o Metric ISO Threads

e High Speed Steel - M2

Coarse Pitch

Size Pitch
o s oD Part Number
M3 .60 13/16 5-801-055
M4 .70 13/16 5-801-065
M 4 .75 13/16 5-801-070
M5 .80 13/16 5-801-075
M3 .5 1 5-801-190
M 3.5 5 1 5-801-195
M 3.5 .6 1 5-801-200
M 4 7 1 5-801-205
M 4.5 .75 1 5-801-210
M5 1 1 5-801-214
M5 .8 1 5-801-215
M 5.5 9 1 5-801-217
M 6 1 1 5-801-225
M 6 1.25 1 5-801-220
M6.3 1 1 5-801-227
M7 1 1 5-801-230
M8 1.25 1 5-801-235
M9 1.25 1 5-801-238
M 10 1.5 1 5-801-240
M 11 1.5 1 5-801-245
M9 1.25 1-112 5-801-310
M 10 1.5 1-1/2 5-801-320
M 11 1.5 1-172 5-801-335
M 12 1.75 1-1/2 5-801-345
M 14 2 1-172 5-801-360
M 16 2 1-112 5-801-385
M 18 2.5 1-1/2 5-801-405
M 20 2.5 1-172 5-801-415
M 18 2.5 2 5-801-480
M 20 2.5 2 5-801-490
M 22 2.5 2 5-801-505
M 24 3 2 5-801-520
M 27 3 2 5-801-523
M 30 3.5 2 5-801-550
M 36 4 2-1/2 5-801-570
M 42 4.5 3 5-801-615
M 48 5 3 5-801-630

DIES

Customer Service ® +1-508-653-8897 ¢ 844-869-8665 ¢ www.tmxtools.com

Fine Pitch
Size Pitch
— s oD Part Number
M3 .5 13/16 5-806-055
M 4 5 13/16 5-806-105
M4 .5 1 5-806-205
M 4.5 5 1 5-806-210
M5 .5 1 5-806-215
M6 .75 1 5-806-225
M 6 5 1 5-806-226
M7 .75 1 5-806-230
M8 1 1 5-806-235
M8 .75 1 5-806-237
M 10 1.25 1 5-806-240
M 10 1 1 5-806-241
M 10 .75 1 5-806-243
M 12 1 1 5-806-260
M9 1 1-172 5-806-310
M 10 1.25 1-172 5-806-320
M 10 1 1-172 5-806-325
M 10 .75 1-112 5-806-330
M11 1 1-172 5-806-335
M 12 1.5 1-112 5-806-345
M 12 1.25 1-172 5-806-350
M 12 1 1-112 5-806-355
M13 1 1-172 5-806-358
M 14 1.5 1-112 5-806-360
M 14 1.25 1-172 5-806-365
M 14 1 1-112 5-806-370
M 15 1.5 1-172 5-806-375
M 15 1 1-172 5-806-380
M 16 1.5 1-172 5-806-385
M 16 1 1-112 5-806-390
M 17 1.5 1-172 5-806-395
M17 1 1-112 5-806-400
M 18 2 1-172 5-806-405
M 18 1.5 1-112 5-806-410
M 18 1 1-172 5-806-415
M 20 1.5 1-112 5-806-425
M 20 1 1-172 5-806-427
M 19 1.5 2 5-806-485
M 20 2 2 5-806-490
M 20 1.5 2 5-806-495
M 20 1 2 5-806-497
M 22 2 2 5-806-505
M 22 1.5 2 5-806-510
M 22 1 2 5-806-514
M 24 2 2 5-806-520
M 24 1.5 2 5-806-525
M 26 1.5 2 5-806-540
M 27 2 2 5-806-545
M 28 1.5 2 5-806-550
M 30 2 2 5-806-560
M 30 1.5 2 5-806-565
M 33 2 2-112 5-806-580
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Broaches

Cutting Tools

Individual Keyway Broaches

¢ High Speed Steel
o Shims are included

'L—M_..__,Mﬂucu-“-i L

Fractional Sizes
Eeyv_vayI l[()eyyva){ Broach Shims Length of Cut N::lrl:er
lominal ecima h
Width Range w L Required Minimum Maximum
1/16-AA .0625 to .0635 1/8 5 0 13/64 1-1/8 5-868-001
3/32-AA .0938 t0 .0948 1/8 5 0 13/64 1-1/8 5-868-002
1/8-AA 1252 t0 .1262 1/8 5 1 13/64 1-1/8 5-868-003
3/32-BB .0938 t0.0948 3/16 6-3/4 0 19/64 1-11/16 5-868-004
1/8-BB 1252 t0.1262 3/16 6-3/4 1 19/64 1-1116 5-868-005
5/32-BB 1564 to .1574 3/16 6-3/4 1 19/64 1-1116 5-868-006
3/16-BB 1877 t0 .1887 3/16 6-3/4 1 19/64 1-1116 5-868-007
3/16-CC 1877 t0 .1887 3/8 11-3/4 1 25/64 2-1/2 5-868-008
1/4-CC .2502 to .2512 3/8 11-3/4 1 25/64 2-112 5-868-009
5/16-CC 3127 to 3137 3/8 11-3/4 2 25/64 2-112 5-868-010
3/8-CC .3755 to .3765 3/8 11-3/4 2 25/64 2-112 5-868-011
5/16-DD 3127 to 3137 916 13-7/8 2 1 6 5-868-012
3/8-DD .3755 to .3765 9/16 13-7/8 2 1 6 5-868-013
7/16-DD .4380 to .4390 9/16 13-7/8 3 1 6 5-868-014
1/2-DD .5006 to .5016 916 13-7/8 3 1 6 5-868-015
5/8-EE .6260 to .6270 3/4 15112 4 1 6 5-868-016
3/4-EE .7515 t0 .7525 3/4 15-1/2 5 1 6 5-868-017
7/8-FF .8767 to .8775 1 20-1/4 6 1 6 5-868-018
1-FF 1.0015 to 1.0025 1 20-1/4 7 1 6 5-868-019
w
E
m Metric Standard, ISO
-
o KeywayI Keywa% Broach Dimensions (Inches) Shims Stﬁndard Length of Cut N::\rl:er
Nomina Decima h Millimeter
E Width Range w L Required Keys Minimum Maximum
~ 2 mm-AA .0782 t0 .0792 1/8 5 0 2X2 13/64 1-1/8 5-869-001
(7, 3 mm-AA 117210 .1186 1/8 5 1 3X3 13/64 1-1/8 5-869-002
% 4 mm-BB .1568 to0 .1581 1/4 6-3/4 1 4X4 19/64 1-7/6 5-869-003
() 5 mm-BB 1963 t0.1974 1/4 6-3/4 1 5X5 16/64 1-7116 5-869-004
< 5 mm-CC 1963 t0.1974 3/8 11-3/4 1 5X5 25/64 2-112 5-869-005
O 6 mm-CC .2356 t0 .2368 3/8 11-3/4 1 6X6 25/64 2-112 5-869-006
g 8 mm-CC 3143 t0 .3157 3/8 11-3/4 2 8X7 25/64 2-112 5-869-007
10 mm-DD .3930 to .3944 9/16 13-7/8 2 10X8 1 6 5-869-008
12 mm-DD 4716 to .4733 9/16 13-7/8 2 12X8 1 6 5-869-009
14 mm-DD .5503 to .5520 9/16 13-7/8 2 14X9 1 6 5-869-010
16 mm-EE .6290 to .6307 3/4 1512 3 16X 10 1 6 5-869-011
18 mm-EE .7078 to .7095 3/4 15-1/2 3 18X 11 1 6 5-869-012
20 mm-FF .7864 to .7884 1 20-1/4 3 20X 12 1 6 5-869-013
22 mm-FF .8651 10 .8671 1 20-1/4 4 22X 14 1 6 5-869-014
24 mm-FF .9439 to .9459 1 20-1/4 5 24X 14 1 6 5-869-015
25 mm-FF .9832 t0 .9852 1 20-1/4 4 25X 14 1 6 5-869-016
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Keyway Broach Sets

Broaches Sets

Cutting Tools

e Each set comes in a handsome Dura Case. They include keyway broaches, slotted bushings and the necessary shims.

TMX Cutting Tools, part of the Toolmex Industrial Solutions family

Broaches Included coﬁ;m:% ns Collared Bushings Included Part Number
American Standard Set
116, 3/32, 1/8 A 15 1/4, 5116, 318, 7/16, 1/2 5-868-500
1/8, 3116 B 112, 5/8, 3/4, 718
18 5-868-510
1/4, 318 C 1,1-1/8,1-1/4,1-3/8, 1-1/2
1/8,3/16 B 112, 9/16, 5/8, 11/16, 3/4, 13/16, 7/8
36 - /8, 1- /4, 1- B 5-868-511
114, 318 C 15/16, 1,1 1/1ﬁ,_;/:g'i,11_1?;£1’ﬁ,_19/11/g, 1-5/16, 1-3/8,
Metric Standard Sets
2mm, 3mm A 10 6,7,8910 5-869-510
4mm, 5mm B 12,14,16,18
18 5-869-518
6mm, 8mm C 20, 22, 24, 26, 28
10mm, 12mm, 14mm D 24 34, 36, 38, 40, 42, 44, 46, 48 5-869-524
2mm, 3mm A 8,10
4mm, 5mm B 36 12,14,16,18 5-869-540
6mm, 8mm C 18,19, 20, 22, 24, 25, 26, 28, 30, 32, 34, 36
Shims for Keyway Broaches
Inch & Metric
Broach Size Shim Part Number
A1/8" & AA3MM 5-873-201
B1/8" 5-873-202
B 5/32" 5-873-203
BB 4MM 5-873-204
B 3/16" 5-873-205
BB 5MM 5-873-206
C3/16" 5-873-207
CC5MM 5-873-208
C1/4" &3/8" CC6MM 5-873-209
C5/16" & CC 8MM 5-873-210
D5/16" 5-873-211
D3/8" &1/2", DD 14MM 5-873-212
DD 10 & 12MM 5-873-213
D 716" 5-873-214
E5/8" 3/4", EE 16 & 18MM 5-873-215
F7/8&1", FF 20-25MM 5-873-216

BROACHES AND TOOL BITS
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Cutting Tools

Carbide Tipped Tool Bits

o ;
* C5 Grade for Steel : ol V { :
rade for Stee m B . /i%gj Kl
* (2 Grade for Cast Iron « . )
g_— T %—_ I
1 . 1
o 7 r
Turning Style A Turning Style B
0° Lead Angle 15° Lead Angle
Square Part Number
Tool Style OAL | Nose | Blank
R4 Shank Grade C2 Grade C5
Right | Left Right Left Right Left
Hand | Hand E S Ry Hand Hand Hand Hand

Turning Style A
AR4 | AL 114 2 1/64 | 2040 6-082-004 | 6-082-104 6-085-004 6-085-104
AR5 | ALS 5/16 | 2-1/4 | 1/64 | 2070 6-082-005 | 6-082-105 6-085-005 6-085-105
AR6 | AL6 3/8 2-1/2 | 1/64 | 2070 6-082-006 | 6-082-106 6-085-006 6-085-106
AR7 | AL7 7116 3 1/32 | 2070 6-082-007 | 6-082-107 6-085-007 6-085-107
AR8 | AL8 112 3-112 | 132 | 2170 6-082-008 | 6-082-108 6-085-008 6-085-108
AR10 | AL10 5/8 4 1132 | 2230 6-082-010 | 6-082-110 6-085-010 6-085-110
AR12 | AL12 3/4 4-1/2 | 1/32 | 2310 6-082-012 6-082-112 6-085-012 6-085-112
AR16 | AL16 1 7 - - 6-082-016 | 6-082-116 6-085-016 =

Turning Style B
BR4 | BLA 114 2 1/64 | 2020 6-082-204 | 6-082-304 6-085-204 6-085-304
BR5 BL5 5/16 | 2-1/4 | 1/64 | 2040 6-082-205 | 6-082-305 6-085-205 6-085-305
BR6 | BL6 3/8 2-1/2 | 1/64 | 2070 6-082-206 | 6-082-306 6-085-206 6-085-306
BR7 BL7 7116 3 1/32 | 2070 6-082-207 | 6-082-307 6-085-207 =

BR8 | BL8 112 3-1/2 | 132 | 2170 6-082-208 | 6-082-308 6-085-208 6-085-308
BR10 | BL10 5/8 4 1/32 | 2230 6-082-210 | 6-082-310 6-085-210 6-085-310
BR12 | BL12 3/4 4-172 | 132 | 2310 6-082-212 6-082-312 6-085-212 6-085-312
BR16 | BL16 1 7 - - 6-082-216 | 6-082-316 6-085-216 6-085-316

Package Quantities
#4 - #6: 10 per package
#7 - #10: 5 per package
#12: 2 per package
#16: 1 per package

w
E
o
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Carbide Tipped Tool Bits

| R EE A ‘%_“ T \‘ § g T
* (5 Grade for Steel _ ) V] I 4
® C2 Grade for Cast Iron 32 T - E 2:]7
| S il i
Turning/Facing Style C Chamfering Style D Threading Style E
Square End 80° Included Angle 60° Included Angle
Tool Style | Square Shank OAL Nose Radius Blank o a‘ﬂaﬁ’j vl I a‘iﬁ;’;‘fge .
Turning/Facing Style C
c4 1/4 2 - 1030 6-082-404 6-085-404
(& 5/16 2-1/4 - 1080 6-082-405 6-085-405
6 38 2-112 - 1090 6-082-406 6-085-406
7 7116 3 - 1105 6-082-407 6-085-407
e 112 3-112 - 1200 6-082-408 6-085-408
10 5/8 4 - 1240 6-082-410 6-085-410
12 3/4 4112 - 1340 6-082-412 6-085-412
13 1 7 - 1410 6-082-416 6-085-416
Chamfering Style D
D4 1/4 2 1/64 5030 6-082-504 6-085-504
D5 5/16 2-1/4 1/64 5080 6-082-505 6-085-505
D6 3/8 2-112 1/64 5100 6-082-506 6-085-506
D7 716 3 1/32 5105 6-082-507 6-085-507
D8 12 3-112 1/32 5200 6-082-508 6-085-508
D10 5/8 4 1/32 5240 6-082-510 6-085-510
D12 3/4 4172 1/32 5340 6-082-512 6-085-512
D16 1 7 - - 6-082-516 6-085-516
Threading Style E
E4 1/4 2 - 6030 6-082-604 6-085-604
E5 5/16 2-1/4 - 6080 6-082-605 6-085-605
E6 3/8 2-112 - 6100 6-082-606 6-085-606 %
E7 7/16 3 - - 6-082-607 6-085-607 (®)
E8 12 3112 - 6200 6-082-608 6-085-608 m*;ge %“a"““esk >
- #6: per package
E10 5/8 4 - 6240 6-082-610 6-085-610 #7 - #10: 5 per package N
E12 3/4 4112 - 6340 6-082-612 6-085-612 AP %gg; gggtggg %
E16 1 7 - - 6-082-616 6-085-616 wn
~
o
Carbide Tipped Tool Bits 2
o)
o C5 Grade for Steel =
e C2 Grade for Cast Iron w0
Cut-Off: Styles CTR and CTL
Tool Style shank Part Number for Styles CTR and CTL
Tip Grade C2 Grade C5
Width ] ]
Right Hand | ;= d h U | B | e | T | e
CTR-11 CTL-11 18 17 1 5 6-102-011 | 6-102-111 | 6-105-011 | 6-105-111
CTR-22 CTL-22 3/16 17 1 5 6-102-022 | 6-102-122 | 6-105-022 | 6-105-122
CTR-33 CTL-33 1/4 17 1 5 6-102-033 | 6-102-133 | 6-105-033 | 6-105-133
CTR-44 CTL-44 5/16 102 1 5 6-102-044 | 6-102-144 | 6-105-044 | 6-105-144
CTR-55 CTL-55 3/8 5/8 1-1/4 5 6-102-055 | 6-102-155 | 6-105-055 | 6-105-155

TMX Cutting Tools, part of the Toolmex Industrial Solutions family BROACHES AND TOOL BITS 417
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Ground Tool Bits

Cutting Tools

Ground Tool Bits

e High Speed Steel — M2 (W 7%, Mo 5%) and Cobalt Steel (CO 5%) .
Rectangular Round

Dimensions Part II-\IIismb oo Dimensions Part :ismber
1/4x3/18x3 5-093-008 1/8 x 2-3/4 5-091-002
1/4x112x4 5-093-012 3/16 x 3-1/2 5-091-008
1/4x3/4x5 5-093-016 14x4 5-091-013
114x1x6 5-093-020 5/16 x 4-112 5-091-018
3/8x1/12x4 5-093-032 3/8x5 5-091-023
3/8 x 5/8 x 4-1/2 5-093-036 7116 x 5-112 5-091-028
3/8x3/4x5 5-093-040 12x6 5-091-033
112 x3/4x5 5-093-048 916 x6 5-091-038
12x1x7 5-093-052 5/8x6 5-091-043
112 x1-14x7 5-093-056 3/4x6 5-091-053
5B8x1x7 5-093-072 18 x4 5-091-116
3/4%x1x6 5-093-082 1/4x 8 5-091-126
34x1x7 5-093-084 5/16 x 8 5-091-136

(%]
=
E Square Square Long
o) | Dmensions | g Number | part Number Dimensions | o Number | Part Number
O 1/8 x 2-1/2 5-092-002 5-095-002 14 x4 5-092-108 5-095-108
l: 3/16x2-1/2 | 5-092-007 5-095-007 114x6 5-092-110 5-095-110
(7, 114 x2-112 5-092-012 5-095-012 1/4x 8 5-092-112 5-095-112
LLl 5/16x2-1/12 | 5-092-017 5-095-017 5/16 x 6 5-092-115 5-095-115
5 5/16 x 3 5-092-018 5-095-018 5/16 x 8 5-092-117 5-095-117
< 5/16 x 4 5-092-020 - 3/8x6 5-092-120 5-095-120
(@) 3/8x3 5-092-022 5-095-022 3/8x8 5-092-122 5-095-122
g 3/8x4 5-092-024 - 1/12x6 5-092-130 5-095-130
7116 x 3-1/2 5-092-028 5-095-028 12x8 5-092-132 5-095-132
12x4 5-092-032 5-095-032 5/8 x 8 5-092-142 5-095-142
5/8 x 4-112 5-092-042 5-095-042 718 x 6 5-092-063 5-095-063
3/4 x5 5-092-052 5-095-052 1x7 5-092-073 5-095-073
1-1/4x 7 5-092-077 5-095-077
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Cutting Tools
Group Description Page #
1-100-2 2F SC Single End End Mills Std Len Uncoated . ............ccoovviiioi.., 335 =
1-100-4 4F SC Single End End Mills Std Len Uncoated . ..., 338 ()
1-102-2 2F SCSingle End End Mills Std Len Altin . ... ... ..o 335 Q
1-102-4 4F SC Single End End Mills Std Len Altin . ... .....oouie it 338 3
1-103-2 2F SC Single End End Mills Std Len Ball Uncoated. ......................... ..., 341 )
1-103-4 4F SC Single End End Mills Std Len Ball Uncoated. . ...t 343 8
1-104-2 2F SC Single End End Mills Std Len Ball Altin. ... ......... ..o, 34 %
1-104-4 4F SC Single End End Mills Std Len Ball Altin. .. ...t 343
1-110-2 2F SC Single End End Mills Long Len Uncoated . . . .........coviiniiinnann. 336
1-110-4 4F SC Single End End Mills Long Len Uncoated . .. ... 339
1-111-2 2F SC Single End End Mills Long Len Ball Uncoated . ...................coott. 342
1-111-4 4F SC Single End End Mills Long Len Ball Uncoated ................c.coiiee... 344
1-112-2 2F SC Single End End Mills Long Len Ball Altin . ....... ...t 336
1-112-4 4F SC Single End End Mills Long Len Ball Altin . ....... ..., 339
1-113-2 2F SC Single End End Mills Long Len Ball Altin .. .............coiiiiiian. 342
1-113-4 4F SC Single End End Mills Long Len Ball Altin . ...... ..., 344
1-124-2 2F SC Double End End Mills Square End, Uncoated . . ..................ooiintt. 345
1-124-4 4F SC Double End End Mills Square End, Uncoated . . ...t 345
1-134-2 2F SC Double End End Mills Weldon Shank Square End. ......................... 346
1-134-4 4F SC Double End End Mills Weldon Shank Square End. . ........................ 346
1-135-2 2F SC Double End EndMills Weldon Shank Ball End. ............ ... ..cooiitit. 347
1-135-4 4F SC Double End EndMills Weldon Shank BallEnd. . ........................... 347
1-150-4 4F SC Variable Helix Corner Radius End Mills Altin . ........................ 348-349
1-150-5 5F SC Variable Helix Corner Radius End Mills Altin ........... ... .....coii... 348
1-151-4 4F SC Variable Helix Ball End Mills Altin. .. ...t 349
1-160-4 4F SC Roughing End Mills Uncoated . ...... ... ..t 352
1-161-4 4F SC Roughing End Mills Altin ... ... ..o e 352
1-163-4 4F SC Roughing End Mills, Long, Uncoated .. ..., 352
1-164-4 4F SC Roughing End Mills, Long, Coated . .. ... 352
1-170-6 6F SC45° Helix End Mills Altin. . .....oe e e 350
1-173-2 2f SC 45° End Mills for Aluminum . ... o 351
1-173-3 3F SC 45° End Mills for Aluminum . ... e 351
1-174-2 2F SC Long Len End Mills for Aluminum. . ... s 351
1-174-3 3F SC Long Len End Mills for Aluminum. . ... 351
1-180-2 2F SC Metric End Mills Square End, Uncoated ............. ... cooiiiiiin... 337
1-180-4 4F SC Metric End Mills Square End, Uncoated . ................ ..., 340
1-181-2 2F SC Metric End Mills Ball End, Uncoated. .. ... .. 342
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a 1-181-4 4F SC Metric End Mills Ball End, Uncoated. . . ... oo e 344
8 1-182-2 2F SC Metric End Mills Square End, Coated . .............. ... ...oiiit. 337, 340
g 1-183-2 2F SC Metric End Mills Ball End, Coated. .. ... ...ttt 342
> 1-183-4 4F SC Metric End Mills Ball End, Coated. . .............cviiiiiii i, 344
> 1-190-2 2F 90° Point Angle Drill Mills Uncoated . .. ... 353
5 1-190-4 4F 90° Point Angle Drill Mills Uncoated . .......... ..ot 353
2 1-191-2 2F 90° Point Angle Drill Mills Altin. . ... ..o 353
= 1-191-4 4F 90° Point Angle Drill Mills Altin. . . ... ... o e 353
1-200 SC Jobber Drills, Fractional Sizes . ........ ..o 252-255
1-201 SC Jobber Drills, Letter Sizes. . ... ..o 254-255
1-202 SC Jobber Drills, Number Sizes. . ... 251-254
1-215 High Performance 5XD Coolant Fed Drills . ........... ..., 257
1-225 High Performance 5XD Coolant Fed Drills, Metric ............. ... ... ... ........ 258
1-228 High Performance 8XD Coolant Fed Drills, Metric ..............c.coiiiieeninn... 259
1-302 Carbide BUrrs, SB . . . ..o 331
1-303 Carbide BUITS, SC . . oo 331
1-304 Carbide BUITS, SD . . . .o 331
1-305 Carbide Burrs, SE . . . oo 332
1-306 Carbide BUrrs, SF . . . oo 332
1-307 Carbide BUITS, SG . . . .o 332
1-308 Carbide BUITS, SH . . . oo 332
1-312 Carbide BUITS, SL . . . oo 332
1-313 Carbide BUITS, SM. . . .. 332
3-120 TMX Slitting & Slotting Saw Arbors . . ... ... o e 377
3-121 TMX Slotting Saw Arbor, Weldon Shank. .. ...... ... ...t 377
4-400 Heavy Duty Die Stocks 3-Screw Type . . ..ot 407
5-005 Straight Shank Straight Flute Hand Reamers . . .. ....... ... ..., 313
5-006 Straight Shank Straight Flute Hand Reamers Metric - DIN 206/A. . ................. 314
5-010 Straight Shank Helical Flute Hand Reamers . . ..., 313
5-011 Straight Shank Helical Flute Hand Reamers Metric- DIN206/B. ................... 314
5-012 Adjustable Blade Reamers . . . ... ... o it 316
5-013 HSS Expansion Hand Reamer Straight Flute. . .............. ... ... it 315
5-014 HSS Expansion Hand Reamers, Spiral Flute .............. ... ... ... ... ...t 315
5-015 Straight Shank Straight Flute Chucking Reamers........................... 301-302
5-016 Straight Shank Straight Flute Chucking Reamers Number Sizes. . .................. 304
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5-017 Straight Shank Straight Flute Chucking Reamers Letter Sizes ..................... 303 =
5-018 Straight Shank Straight Flute Chucking Reamers Decimal Sizes. ............... 306-308 ()
5-019 Straight Shank Straight Flute Chucking Reamers Metric-DIN 212 ................. 305 Q
5-020 Straight Shank Helical Flute Chucking Reamers. ........... ...t 309 3
5-022 Straight Shank Straight Flute Chucking Reamers Cobalt Steel(M42) ............ 301-302 )
5-025 Taper Shank Straight Flute Chucking Reamers. ........... ... ..., 310 3
5-026 Taper Shank Straight Flute Chucking Reamers Metric-DIN208 ................... 31 %
5-030 Taper Shank Helical Flute Chucking Reamers. . ....... ..., 310
5-033 Expansion Chucking Reamers Straight Shank Straight FluteRH ................... 312
5-034 Expansion Chucking Reamers Morse Taper Shank Straight Flute RH . ............... 312
5-050 Taper Shank Helical Flute Bridge Reamers 5F. .. ...t 316
5-055 Taper Shank Straight Flute Bridge Reamers 5F. . ......... ... ..ot 316
5-056 HSS Car Reamers Taper Shank Spiral Flute LH . ............. ... .. i, 318
5-057 HSS Car Reamers Straight Shank 3 Equal Flats, LH. . ............................ 318
5-058 HSS Car Reamers HEX Shank Spiral Flute, LH. . ............. ... ... ... ..., 318
5-060 Taper Pipe Reamers Straight Flute, HSS . .. ... ... e 319
5-065 Taper Pipe Reamers Spiral Flute, HSS . . . ... ... o oo 319
5-091 HSS Tool Bits Ground, Round . . .. ... oot 418
5-092 HSS Tool Bits Ground, SQUAre. . .......ovvrviie e 418
5-093 HSS Tool Bits Ground Rectangular . ... 418
5-095 Cobalt M35 Tool Bits Ground, Square ............c.covuiiiiiiinneeennnnnnna... 418
5-100 Taper Pin Reamers Straight Flute . . ....... .. e 317
5-101 Taper Pin Reamers Metric DIN 9/A Straight Flute. . ........ ...t 317
5-105 Taper Pin Reamers Spiral Flute. . ... ... .o 317
5-106 Taper Pin Reamers MetricDIN 9/B Spiral Flute . .. ...t 317
5-110 Taper Pin Reamers Helical Flute. . ... e 317
5-131 Jobber Drills Fractional Sizes . .. ... 266, 281
5-132 Jobber Drills Number Sizes. . . ... 267, 281
5-133 Jobber Drills Letter Sizes . ..o 268, 281
5-134 Jobber Drills Metric Sizes . . .. .o o o 269-270, 281
5-141 Jobber Drills Split Point Fractional Sizes. . ..., 271, 281
5-142 Jobber Drills Split Point Number Sizes . ......... ... i i 272
5-143 Jobber Drills Split Point Letter Sizes . .. ... 273
5-144 Jobber Drills Split Point Metric Sizes . ...t 274-275
5-150 Shell Reamers Straight Flute ........ ... . s 320
5-155 Shell Reamers Helical Flute .. ... ... e 320
5-158 Cobalt 135°Split HD Jobber Length Drill ............ ...t 276, 281
5-160 HSS Jobber Drills 118° Point. . . ..o oottt 260, 281
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a 5-161 Straight Shank Twist Drills Metric Sizes 118°Point. ..................... 263-264, 281
8 5-164 Spotting & Centering Drills HSS . . . . . 292
g 5-165 NC Spotting Drills HSS . . .. .ot 292
> 5-166 Silver & Deming Drills 1/2in Shank HSS .. .. ... .. .ot 288-289, 291
> 5-167 Metric Silver & Deming Drill 1/2inSh HSS. .. ... 290
5 5-168 Silver & Deming Drills 3/4in Shank HSS .. .. ... ... 289, 291
2 5-169 Silver & Deming Drill 1/2in Shank M42Cobalt . ........................ 288-289, 291
= 5-170 HSS Jobber Drills Number Sizes . . ... 261, 281
5-174 Cobalt 135°Split, HD Jobber Metric Sizes. .. ... ... 279-281
5-175 Cobalt 135°Split, HD Jobber Number Sizes .................ccooiiiii.t. 2717, 281
5-180 HSS Jobber Drills Letter Sizes. ... ... 251, 262, 281
5-183 135° Point Ext Len Split Drill, Black Fractional Sizes............................. 282
5-184 135° Point Ext Len Split Drill, Black Number Sizes.............. ... ...t 283
5-185 Cobalt 135°Split HD Jobber Letter Sizes. . .......... ..ot 278, 281
5-186 135° Point 12in Len Split Drill, Black Fractional Sizes............................ 283
5-187 135° Point 12in Len Split Drill, Black Fractional Sizes............................ 284
5-190 HSS Taper Shank Drills 118° Point . ......... ..o 285-286
5-191 HSS Taper Shank Drill Metric Sizes 118°Point. . ................c i, 287
5-194 Stub Length Taper Shank Drills. . .. ... 286
5-199 Miscellaneous Drillsand Sets. .. ... o 262, 281
5-205 Straight Shank4F Core Drills. . . .. ..o 294
5-215 Taper Shank 4F Core Drills . . . ... ..o e 293
5-220 HSS2 Flute BallEnd Mills ... ... .. 357
5-221 Cobalt M42 2 Flute Ball End Mills . . ... 357
5-225 HSS MultiFlute Ball End Mills Center Cutting. . ...t 362
5-226 Cobalt M42 MultiFlute Ball End Mill Center Cutting . ...........ccovvviieoo.... 362
5-230 HSS 2 Flute Ball Double End Mills .. ... 357
5-250 HSS, 2 Flute Double End Mills . ... ... 356
5-251 Cobalt M42 2 Flute Double End Mills. . .. ... 356
5-254 HSS Centercut 4 Flute Double End Mills. . ............ ... 361
5-256 Cobalt M42 4 Fl Centercut Dbl End Mills . . . ... 361
5-300 HSS 2 Flute Single End End Mills . .. ... ..o 354
5-301 Cobalt M42 2 Flute Single EndEnd Mills . . ... ... 354
5-302 HSS Metric 2 Flute Single End End Mills. ... ... 355
5-304 HSS Centercut MultiFlute Single End End Mills . ............ ... ... ... ... 358-359
5-306 Cobalt M42 MultiFLute Centercut Single End End Mills. ..................... 358-359
5-307 HSS Metric 4 Flute Single End End Mills Centercut ............................. 360
5-310 2F Long Single End End Mills Extension Type. . .. ..o 356
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5-314 HSS Centercut MultiFlute Long Single End End Mills . . .................... . ..., 360 =
5-316 Cobalt M42 MultiFl Centercut LongLenE/M .. ... 360 ()
5-360 6F HD End Mill with Twin Drive Shank......... ... ... ... i, 359 Q
5-400 2F End Mills Long Len Non-EXteNsion ... .......c.euuuiiiiiiinnnnnnennnnnnnn.. 355 3
5-424 HSS Centercut MultiFlute End Mills Extralong . .............. oo, 361 )
5-431 Rough End Mills Coarse Tooth M42 Cobalt Ground . ............................ 362 8
5-450 Shell End Mills RH HSS . . . e 371 %
5-530 TMXAnnular Cutters HSS. . .. ..o o 297
5-550 HSS Corner Rounding End Mills . .. ... o 367
5-600 Combined Drill & Countersink Plain Type RHHSS . ........ ...t 325
5-601 Combined Drill & Countersink Plain 60°RH M42 Cobalt ......................... 325
5-602 Long Combined Drill & Countersink RHHSS . ... 325
5-603 Combined Drill & Countersink Metric DIN333ARHHSS ...ttt 325
5-605 Combined Drill & Countersink Bell ype RHHSS . ....... .ot 325
5-610 Capscrew Counterbores Straight Shank 3FHSS . .. ...ttt 323-324
5-612 Capscrew Counterbores Taper Shank 3F HSS . ... ... 324
5-614 Capscrew Counterbores Metric Straight Shank 3FHSS ............. ... ... ... ... 324
5-625 Fillister Head Counterbores ... .........ooiiiineon e 323
5-650 Fillister Head Counterbores ... ... e 323
5-652 0 Flute Counterbores & Deburring Tools HSS . . ... ..o 326
5-654 Single Flute Countersinks HSS .. ... 327-328
5-656 3 Flute Center Reamers HSS. . .. 327-328
5-658 4 Flute Machine Countersinks HSS. . ... ... 327
5-660 6 Flute Chatterless Countersinks HSS. . . . ..o ot 326, 328
5-676 Power Hacksaw Blades . ..........c.ccooiiiiiiin 386
5-680 HSS Single Angle Chamfering Shank Cutters . ..., 365
5-682 HSS Double Angle Shank Cutters. ... 366
5-690 HSS Convex Radius Shank Cutters. ... e 365
5-693 HSS Concave Radius Shank Cutters . ......... ... 365
5-700 CONVEX CULETS. .« . oottt et e e e e e e e e 369
5-703 CoNCaVe CUHEEIS. . o ottt e e e 369
5-706 Plain Tooth Side Milling Cutters . . ... 382-383
5-709 Staggered Tooth Side Milling Cutters. . .........ccovvvveeeeee ... 384-384
5-712 Single Angle Cutters RH . . ... 370
5-715 Single Angle Cutters LH . . ... oot 370
5-718 Double Angle CUHEEIS . . .\ v 370
5-721 HSS Dovetail CULEErS ... v v 366
5-722 Cobalt M42 Dovetail CUtters .. ... 366
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o 5-727 Straight Tooth ':in Shank Woodruff Keyseat Cutters .................ccoiii.... 368
8 5-728 Staggered Tooth "2in Shank Woodruff Keyseat Cutters. .................coovi... 368
% 5-745 Screw SIOttiNG SaWS. . . o oo e 377-378
> 5-746 Jewelers Saws . . ... 374-376
> 5-747 Plain SHHNG SAWS . . . . oo e v e ettt e 379
5 5-748 Plain Tooth Metal Slitting Saws with Side Chip Clearance . ....................... 380
2 5-749 Staggered Tooth Metal Slitting Saws with Side Chip Cleanance. ................... 381
o 5-750 HSS Hand Taps Ground RH Fractional Sizes ........................... 390-393, 395
5-752 HSS Hand Taps Ground RH Mach Screw Size . . ...t 394-395
5-756 HSSHandTaps Ground LH . . ... ..o e 395
5-760 HSS Fast Spiral Fluted Taps, Ground RH Fractional . . ............................ 400
5-762 HSS Fast Spiral Fluted Taps, Ground RH Machine Screw. . . ....................... 400
5-763 HSS Straight Pipe Taps, NPS Ground RH. .. ... ... 403
5-764 HSS Taper Pipe Taps, NPT Ground RH. . . ... ... oo e 403
5-765 HSS Straight Pipe Taps, NPSF Ground RHDry Seal .. ......... ..o i, 403
5-766 HSS Taper Pipe Taps, NPTF Ground RH . . ... .. ..o 403
5-767 HSS Taper Pipe Taps, NPT Interrupted Thread Ground. . . ......................... 404
5-768 HSS Long Taper Pipe Taps, NPT Ground RH. . . . ... 404
5-769 Taper Pipe Tap NPTF Interrupted Thread Ground .. ......... ..., 404
5-770 HSS Spiral Point Taps RH Ground Fractional . .................... ... ... ... .... 398
5-772 HSS Spiral Point Taps RH Ground Machine Screw. .......................... 398-399
5-775 ISO Metric HSSHand Taps Ground RH . . ... ... 396-397
5-776 ISO Metric HSS Hand Tap Spiral Point Ground .. ....................coonnn.. 399
5-780 CombinationTap and Drills HSS . . . . .o 401
5-782 Combination Tap and Drills HSS Metric .. ... 401
5-790 Tap & Drill Sets HSS . . . oo 402
5-800 HSS Adjustable Round Split Dies NC .. ... i 408
5-801 HSS Coarse ISO Metric Round Adjustable Dies InchOD.......................... 412
5-805 HSS Adjustable Round Split Dies NF. . .. ... ..o 408
5-806 HSS Fine ISO Metric Round Adjustable DiesInchOD ............................ 412
5-807 HSS Adjustable Round Dies Special Threads. ............... ... .......ouut. 409-410
5-808 HSS Adjustable Round Dies Special Threads LH . ................ .. ............. 411
5-809 HSS Adjustable Round Dies MetricLH . ............. ... . 411
5-815 Straight Pipe Adjustable Round DiesNPSHSS .. ... 407
5-816 Taper Pipe Adjustable Round Dies NPTHSS . ... ... ..ot 407
5-860 Involute Gear Cutters 14 ° Pressure Angle .. ..., 372
5-862 Involute Gear Cutters 20° Pressure Angle Metric. ..............c s, 373
5-868 Keyway Broaches HSS .. ... 414-415
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5-869 Keyway Broaches Metric HSS . . ... 414-415
5-873 Shims for Keyway Broaches, Inch & Metric. . ..., 415
6-082 Brazed Tools Carbide Tip C2/K20 Grade . . .. ..o 416-471
6-085 Brazed Tools Carbide Tip C5/P30 Grade . .. ....o oo ovvviii e 416-417
6-102 Carbide Tipped Cut-Off Tool C2/K20 Grade ...........c.ccovvviieeeee... 417
6-105 Carbide Tipped Cut-Off Tool C5/P30 Grade. ... ..vvvvvei e 417
6-117 End Mills, APKT 17 . . oo 20
6-215 End Mills, ADKT 1505, . . vttt ettt et et e et ettt e 30
6-700 Toolholders, MRGNR/L for RN__ INSEItS. . . o\ttt e e e e 170
6-705 Toolholders, MSKNR/L for CN__ INSErtS . . ..o eee e 168
6-710 Toolholders, MCLNR/L for CN__INSerts . . ... oottt e e 167
6-711 Toolholders, MCMNN for CN__ INSEITS . ..ottt e e e e 167
6-712 Toolholders, MCRNR/L for CN__ INSerts. . ... eeeee e 168
6-714 Toolholders, MDPNN for DN__ INSerts. .. .......uiinei et 169
6-715 Toolholders, MDINR/LfOr DN__ INSEIS . . . o vt e et e e e e e e 169
6-734 Toolholders, MSDNN for SN__InSerts . ...........uuuriieneeenn. 17
6-735 Toolholders, MSSNR/L for SN__ INSerts . ..ottt 171
6-736 Toolholders, MSRNR/L for SN__ INSeItS . ..ottt e e e e e n 172
6-737 Toolholders, MSKNR/L for SN___ INSErts . .. ... eeeeeess 172
6-740 Toolholders, MTINR/LforTN__ INSerts. . . ...ttt 173
6-741 Toolholders, MTENN for TN INSertS. . . ..ottt ettt n 173
6-742 Toolholders, MTGNR/L for TN__InSerts . . .......uuuuiiiiiii e eeeeeeeees 174
6-746 Toolholders, MTFNR/L for TN__ INSerts . ...t 174
6-750 Toolholders, MWLNR/L for WN__ INSertS . . ..o vt 176
6-754 Toolholders, MVVNN for VN__ Inserts . .........c.uuuuiiiiiieeeenn. 175
6-755 Toolholders, MVINR/L for VN__ INSerts . ...t 175
6-760 Boring Bars, SI-MCLNR/Lfor CN__Inserts. . .....oovuunnnn i 188
6-765 Boring Bars, SI-MWLNR/Lfor WN__Inserts ...........oiuuieeniiiieennnnnnn. 192
6-770 Boring Bars, SI-MDUNR/Lfor DN__Inserts ................oo i, 189
6-783 Boring Bars, SI-MTUNR/Lfor TN__Inserts .. ... 190
6-785 Boring Bars, SI-MVUNR/L for VN__Inserts. .. ..ot 191
6-800 Toolholders, SCLCR/Lfor CC___INSertS . . .. oot et e e e e e e 180
6-801 Toolholders, SCMCN for CC__ INSEItS . . ..ottt et e e e 180
6-804 Toolholders, SDPCN for DC___ INSErS. ... oooot ittt i iie e eeaas 181
6-805 Toolholders, SDJCR/LTor DC__ INSerts . . .. .o oot e e e e e e e 181
6-806 Toolholders, SVICRILfOr VC__ INSEITS . . ..ottt e e e 185
6-810 Toolholders, SSDCN for SC__INSErts . .. ... e e 182
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a 6-813 Toolholders, STECN for TC__ INSeItS. . . oo vt e e e e e e e e e e e 183
8 6-814 Toolholders, STECR/L for TC__INSerts . ......ovuui i e 184
% 6-815 Toolholders, STGCR/L for TC__ INSerS . . . . vvve e e 184
> 6-816 Toolholders, STICR/Lfor TC__ INSEITS. . .o vt et e e e e e e e e e e e 183
> 6-870 Boring Bars, SI-SCLCR/L for CC__Inserts. .......ovuuiie e 195, 198
5 6-875 Boring Bars, SI-SDUCR/Lfor DC__Inserts ............oouiiiiiiiiiiiiiiiinnn 195
2 6-884 Boring Bars, SI-STUCR/L for TC__Inserts...........oouiiiiiiiiiiiiiiinn 196, 198
= 6-887 Boring Bars, SI-SVUCR/L for VC__Inserts. ... ....vveeiii i aiee 197
6-889 Boring Bars, SI-SWUCR/L for WC__Inserts. . ............oviiiiiiiiiiiiiiiinnns 197
6-890 5-PC Mini Toolholder & Boring BarSet. .. ... 198
6-895 P&G GTN System Blades . . ... ..o 203
6-895-6 P&G GTN System Flexible Clamp Tool Blocks. . ....... ..., 203
6-895-7 P&G GTN System Blade & Inserts Sets. . ........ooiuuuiii s 204
6-895-9 P&G GTN System Blade Block Inserts Sets. . ...........o i 204
6-896 P&G GTN System 2 Piece Tool Blocks. .. ... ....oieiii e 203-204
6-901 End Mills, TP o 35
6-901-5 End Mills, TP__, R8Shank. ... ... ..o i e 35, 67
6-902 Face Mills, TP .o 35
6-923 Face Mills, SE__ A2, . .. 45
6-924 Face Mills, SE__ 42, Heavy Duty. . ... ..o oo e 45
6-939 Boring Bars, SI-CTUPR for TP__Inserts ...t 196
6-941 End Mills, APKT 16, R8 Shank. . . .. ... e 18, 66
6-954 Face Mills, APKT 16 . . . ..ottt 20
6-955 Face Mills, APKT 16 . ..ottt s 20
6-956 Face Mills, APKT 16, Lead EXt. .. .....ooviriii e s 21
6-958 End Mills, APKT 10 & APKT 16, Lead EXt. . ........ooir et 19
6-963 Face Mills, SEHT 43 .. ..ot 42
6-970 Face Mills, OFMT 05 . . . ..ottt e e 52
6-AN10EM End Mills, ANHX 10 . ... 27
6-AN10FM Face Mills, ANHX 10 . ..ot 27
6-AN16EM End Mills, ANHX 16 . . . ..o 27
6-AN16FM Face Mills, ANHX 16. . . ..ot 27
6-AP10EM End Mills, APKT 10 . . ..ot 17-18
6-AP16EM End Mills, APKT 16 . . . ..ot e 17-18
6-MTHO P&G TNMA System External Holders . ....... ... ... . i 216
6-MTHO-S P&G TNMA System Internal Holders ............ ... ... ... i, 217
6-MTVO P&G TNMA System External Holders . ............c o 215
6-NE P&G Notch System Ext Gang Style Holders . .............. .. o i, 209
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6-NE-S P&G Notch System Internal Holders. . . . ..
6-NS P&G Notch System External Holders . . . ..
6-PNFM Face Mills, PNHX 11..................
6-RDEM End Mills, RD-TORO .. ................
6-RDFM Face Mills, RD-TORO. .. ...............
6-RDFMAC Face Mills, RD-TORO Anti Rotation Clamp .
6-SCI-3X Indexable Drills, 3X . .................
6-SCI-4X Indexable Drills, 4X ..................
6-SCS-3X Indexable Drills Metric, 3X.............
6-SCS-4X Indexable Drills Metric, 4X. . ...........
6-SERL Threading Toolholders, SER/SEL External . .
6-SIRL Threading Toolholders, SIR/SIL Internal. . . .
6-SNFM Face Mills, SNHX 12 .................
6-SP13FM HI-Feed Face Mills, SPKT13, SPKW13. .. ..
6-SP16FM HI-Feed Face Mills, SOE_16 ............
6-SPEM HI-Feed End Mills, SPKT08 .............
6-WNFM High Feed Face Mills, WNMW12.........
6-WNFMCS High Feed Face Mills, Clamping WNMW12
6-XDEM End Mills, XDKT 10. .. ..o
6-XDFM Face Mills, XDKT10 . .................
7-980 Annular Cutter Holder Strght 3-Flat Sh. . ..
7-981 Annular Cutter Holders Morse Taper Shank
7-982 Annular Cutter Holders R8 Shank. . ... ...
7-983 Annular Cutter Holder Strght 2-Flat Sh. . . .

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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(a) -

= Milling Tools Page #

a

& END MILLS

w End Mills, ADKT 1505 . . .ttt ettt et e e e e e e e e e e e e 30

) ENd MillS, ANHX 10, . oot e e et e e e e e e e e 27

§ ENA Mills, ANHX 16 .« o v v v e e e e e e e e e e e e 27

L ENd Mills, APKT 10 . .ottt ettt e e et e e e et e e e 17-18

% End Mills, APKT 10 & APKT 16, Lead EXt . . . ..ottt e e e e 19

= ENd Mills, APKT 16 . .ottt ettt e et e et e e e e e e e 17-18
End Mills, APKT 16, R8 Shank . . . . ..ottt e e e 18, 66
ENd Mills, APKT 17 oot e e e e e e 20
End Mills, HI-Feed, SPKTO8 . . . ..ottt ettt ettt e e e e et e e e 59
End Mills, RD-TORO. . . . . oottt e e e e e e e e e e e e 54
ENd Mills, TP o 35
End Mills, TP, R8 Shank . ... .o e e e 35, 67
ENd Mills, XDKT 10 . . ottt ettt e e e e e e e e e e 14
FACE MILLS
Face Mills, ANHX 10 . ..o u ittt et e e e e e e e e e 27
Face Mills, ANHX 16 . ..ottt e e e e e e e e e 27
Face Mills, APKT 16, o ot i ettt et et e e e e e e e 20
Face Mills, APKT 16, . oo ot et e e e e e e e e e e e e e e e e 20
Face Mills, APKT 16, Lead EXt . ... oottt e e e et et ettt et 21
Face Mills, HI-Feed , SOE 16, . . o v ottt e e e e e e e e e e e e e e 60
Face Mills, HI-Feed, SPKT13, SPK W T3 . ..ottt e e e e e e e e 60
Face Mills, High Feed, Clamping WNMW 12 . . ... o oo e ee e 63
Face Mills, High Feed, WNMW T 2. . .. ..ot e e ee s 63
Face Mills, OFMT 05 . .ottt et e et e e e e e e e 52
Face Mills, PNHX 11 .o e e e e e e e e e 40
Face Mills, RD-TOROD . . . .ot o ettt ettt e e e e e e e e e e e e e e 54
Face Mills, RD-TORO Anti Rotation Clamp. ... ... oot e eee 55
Face Mills, SE_ A2 . . e 45
Face Mills, SE__ 42, Heavy DULY . . . ..o vttt e e e e e e 45
Face Mills, SEHT 43 . . ..o e e e 42
Face Mills, SNHX 12 .o e e 49
Face Mills, TP ettt e e 35
Face Mills, XDKT 10, . ottt ettt ettt e e e e e e e e e e e e e e e 14
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Turning Tools

BORING BARS
5-PC Mini Toolholder & Boring Bar Set . . .. ... ...
SI-CTUPR fOr TP INSOIES . . o v ettt et e e e e e e e e e e e e e e e e e e e e e
SI-MCLNR/LOr CN_ INSEITS & o v o ettt et e e e e e e e e e e e e e e e e e e e e
SI-MDUNR/L fOr DN INSIES . . o v vttt et ettt e et e e e e e e et e e e e
SIEMTUNR/LTOr TN INSEIS .« o v et et e e e e e e e e e e e e e e e e e e e e
SIEMVUNR/L TOr VN INSBIES o o vttt e e et ettt e et e e e e e ettt e e e e ettt
SIE-MWLNR/ILIOr WIN _ INSBIS . v v e e ettt et e e e e e e e e e e e e e e e e e e e e
SI-SCLCR/L fOr CC_ INSBITS .« o v v ottt e et e e e e e e e e e e e e e e e e e
SI-SDUCR/L fOr DO INSBITS . .« o v v vt ettt e e e e e e e e e e e e e e e e e e e e e e e
SI-STUCR/L fOr TC_ INSBILS .« . v ettt et e e e e e e e e e e e e e e e e e e e
SI-SVUCR/L fOr VO INSBITS . . o vttt ettt e et e et et e e e e e ettt e e e et
SI-SSWUCR/L fOr WEC _ INSBIES . v v e e et e e e e e e e e e e e e e e e e e e e e e

TOOL HOLDERS
MCLNR/LTOr CN_ INSBIES & . vt e e et e e e e e e e e e e e e e e e e e e
MCMNN fOr CN NS . . o v et et e et e e e e e e e e e e e e e e e e e e e e
MCRNR/LfOr N INSEIES . . . ot et et e e e e e e e e e e e e e e e e e e
MDINR/L fOr DN INSBITS . . o oottt et ettt e e et ettt et e e e e e e et
MDPNN fOr DN INSEIES . . o ottt et e e e e e e e e e e e e e e e e
MRGNR/LOr RN INSBIES . . oottt ettt e e ettt et e e e e e ettt e e
MSDNN fOr SN INS@IES. . . ottt ettt et e e e e e e e e e e e e e e e
MSKNR/L fOr N INSEIES . . vt et et e e e e e e e e e e e e e e e e e e e
MSKINR/L fOF SN INSBIES . vt et et et et e e e e e e e e e e e e e e e e e e e
MSRNR/LfOr SN INSEITS .« . .ottt et e e e e e e e e e e e e e e e e e e e
MSSNR/L fOr SN INSEIES. .« . oot ettt ettt e e ettt e e e e e
MTENN fOr TN INS@IES . o . ottt et e e e e e e e e e e e e e e e e e e e e e
MTENR/L FOr TN INSEIES .« o et e e e et e e e e e e e e e e e e e e e e e e e
MTGNR/ILTOr TN INSEIS . o v et et et e e e e e e e e e e e e e e e e e e e e e e e e
MTINRIL fOr TN INS@IES & o oot ettt e e e e e e e e e e e e e e e e e e e e
MVINR/LFOr VN INSIES. .« oo ettt ettt e e e e e ettt e e e e et e
MVVNN TOr VN INSEITS . ottt et e e e e e e e e e e e e e e s
MWLNR/L FOr WIN_ INSBIS . oottt et ettt e e ettt et et e e e e ettt e e e et
YO (o X G [ =Y o -3
SCMOCN fOr CC  INSBIS . v vt et e et e e e e e e e e e e e e e e e e e
SDJCRILTOr DC INSITS & . vt vttt et e e e e e e e e e e e e e e e e e e
SDPCN for DC_ INSEIES « . .ottt et et et e e e e e e e e e e e e e e e
SSDCN fOr ST INSBIES. « o o oottt ettt e et e ettt e e e e e
STECN fOr TC  INS@IES . v e et e e e e e e e e e e e e e e e e e e e e e e

continued on next page
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Cutting Tools

Tools

Turning Tools Page #

TOOL HOLDERS

YL 7 (o g N 1YY 3 PP 184
STGCRILTOr T INSEITS . o vt et et e e e e e e e e e e e e e e e e e e e e e e 184
STICRILTOr TC  INS@IES & o v o ettt et et e e e e e e e e e e e e e e e e e 183
SVICR/ILIOr VO INSBIES. o ottt et ettt e et e e e e e e e e 185

Parting and Grooving Tools

GTN SYSTEM

2 Piece TOOl BIOCKS . .\ ottt 203-204
Blade & INSErtS SOTS . . v ittt ettt e e 204
Blade BIOCK INSBItS SEtS .\ ittt ettt et e e e 204
Blades . . .t e 203
Flexible Clamp Tool BIOCKS . . . . . ..o e 203

TOOL HOLDERS

Notch System External . ... ...t e 208
Notch System External Gang Style . .. ... .. e 209
Notch System Internal. . .. ... oo e 210
TNMA System EXternal . . .. ..o oot 215
TNMA System External 90°. . . . . ... oo e 216
TNMA System Internal .. ..o 217

Threading Tools

TOOL HOLDERS

SER/SEL EXIrNal . . . o vttt e 235
SIRISIL INEOINGl . . e ottt e e 236

Drilling Tools

DRILLS

Indexable Drills, 3X . ... 241

Indexable Drills, 3X Metric . ...ttt e 243

Indexable Drills, AX . . .. 242

Indexable Drills, AX MetriC . ... oottt e e 244
INDEXABLE APPENDIX Customer Service * +1-508-653-8897 ¢ 844-869-8665 * www.tmxtools.com
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Cutting Tools

Inserts

Insert Letters Page # Reference

ADKT . e 30-31 Milling

ANHX L 28 Milling

APKT L 22-23, 66 Milling

AP X 23 Milling

CCGT . e 126-130 Turning

COMT e 126-130 Turning

ONM A 97-99 Turning

ONMIG. . 97 Turning

DG, 131-133 Turning

DM e 131-133 Turning

DN A e 104 Turning

DNMG. L 102-105 Turning

GTN. o 202 Parting & Grooving

NG o 206 Parting & Grooving

N R 207 Parting & Grooving

NT 207 Parting & Grooving

OFKR. o 52 Milling

OFMIT 52 Milling

PN 41 Milling

RDHT . . 56 Milling

RDHW . . 56 Milling

R 56 Milling

RNMG . . 106 Turning

RPGN o 134 Turning

SO e 135 Turning

DT . o 81 Utility

SEAN. o 46 Milling

] 43 Milling

SEHT 43 Milling

SEKIN . e 46 Milling

SEK R e 46 Milling

) 1 43 Milling

SNGN .. 72-74,112-114 Utility

SNH X, o 50 Milling

SNV A 107-109 Turning

SNMG . . 107-111 Turning

SNUN .o e 73-74,112-114 Utility

SOV 60 Milling

SPGH. 143-144 Turning

TMX Cutting Tools, part of the Toolmex Industrial Solutions family
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Cutting Tools

Inserts
Insert Letters Page # Reference
SPGN. . 75-80, 136-140 Utility
P 60 Milling
] L 60 Milling
P R . 141-142 Turning
PV IT . 81,143-144 Utility
SPUN. L 76-80, 136-140 Utility
TCGT . ot 146 Turning
TOMT L 145-147 Turning
THR-AD STUD ACME . .« oot e 234 Threading
THR-ARAPIROUND . ... ot e 233 Threading
THR-ISISO MetriC . . .o oot e e 226-227 Threading
THR-N NPT Lo e 231 Threading
THR-NF NPTF oo e 232 Threading
THR-P5 Partial Profile 55°. . ... ... 225 Threading
THR-P6 Partial Profile 60°. . .. ... ... e 224 Threading
THR-U UN (UNG, UNF UNEF) ... i 228-229 Threading
THR-UJ UNJ. oo e 230 Threading
TN A 116-119 Turning
TNMA ON Edge. . oo e 214 Parting & Grooving
TNMG . . 115-120 Turning
TPEE e 154 Turning
PG, L 155-156 Turning
TPGH. 154-156 Turning
TPGN. 36-37, 68, 82-88, 148-151 Utility
TPKN . 36, 68, 82 Utility
TPKR 36-37, 68 Utility
TPMR 36-37, 68, 82-85, 152-153 Utility
TPUN. 37, 82-88, 148-151 Utility
BT 157 Turning
VG, 158-159 Turning
VM 158 Turning
VN A 121 Turning
VNMG . . 121,125 Turning
L 160 Turning
N A L 124-125 Turning
WINMG . 122-125 Turning
WM L 63 Milling
XK . e 15 Milling

INDEXABLE APPENDIX
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