Chapter Composition of TAC Mills

4 In this chapter, products are arranged by cutter type. Please refer to the index page of this chapter for further details.
@ The index for each standard product is shown from page 9-30.

Icons indicate applicable machining
types of the TAC mill.

Series name of the TAC mill

Designation of TAC mill type Icon indicates tool shape.

Applicable work materials
are shown.

Features of the TAC mill

Table of standard cutting conditions —

Replacement parts

>

of TAC mills

Icons overview¢

Table of applicable inserts
Grade names are shown in coloured columns that
indicate applicable material groups according to ISO.

@ |cons indicate corner angle and maximum depth of cut @p)

Tool diamete 86°
210~16mm B

,
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H Icons showing machining types

t==> TEN / EEN type
»
> Highly productive face milling of > fBore Type Components
Doscription | Replacomont Parts Gal_No.
Rako ange: AR, & _AA. 2 - 10 |
TENOY ! "?{‘\
i I e,
‘D“ E g
J 1
a9 w7 - —
& on 2 - ‘Standard cutting conditions
ig. «
i -
o EENo9 Ma.ap: 6.4 mm Fig. B Work materials Harahess | Salection criteria c.:/g.;: ,fnp‘:fd Fee:'pme,'“'/‘:f'"
B TENO (Fig. A: bore type) [ _100-250 |
(] No.of DEREIORE T ] Low carbon steels 80 - 180 0.1-06
o. Mountr
2 (=i Nsortsflone Tobr [o0e [ 00 | £ [ 17 b [ a | g |7 "le] Conterbolt| "oiis® (C15E etc) 120 - 250
o | 4+ 50 |56 [ 41 [ 22|20 [ 40|63 104f 03] with | owioxson :gg—ggg 01-05
3 41 4 1 with | CM10x30H | ©- |
; 53] JEA CICE A AN ERE oy e ey 2 [t | oi-os
& [eNoomiooms20E0s o | & i00 | 108 | o0 | 2 285 50 | & [rad 15 i T e (045, 085 ete) 120250
< X 5] 5 wi ¥ 1080 100 - 250 01-04
.0E10 [0 | 10 [fi25 [151 | 71 | 40 | 32 [ 63 | © 164 23 | win |TMBAMz0H 100 - 230 -
.0E12 [ | 12 160166 [100 | 40 | 29 [ 63 | o [16.4 40 [without| - 91380 Alloyed steels 150 - 300 150 01-05 |
o [ 6 5o |56 |41 |22 |20 [e3]t0 eI , 17Cr3 etc) 120 - 250
3 o | & [Jos [ 69 | 41 [ 22 [ 20 [ 40 | 65104 05| witn | omioxaon | o-138® 100 - 250 01-04
< 0E10 o | 10 [J80 |86 |50 | 27 | 22 [ 50 | 7 |12.4f 1.0 | with | cwizesoH :"“f"“‘“ = AH725 100 - 180
g o |72 100106 [ o0 [ 32 [265[ 50 | & [1adf i [ win [mweawion| - <300 e ‘; " :::;‘g 5. ‘12;0 @il =0
£ - oy on vear -
& o | 16 Jizs 1o 71 |40 | 32 [ 63 | 9 [164 25| win |TmAMz20n reaidnce
= First choica AH140 180 01-045
| NIENOOR160M40.0F20 ikl O ) 43 [without] - $1550 Frst choca AH120 250
g o 0 Pty on wear 11115 = 0.1-06 2
S HEENO9 (Fig. B: shank type) Frst choica AH120 200 100 s]
2 No. of Weight D oweer T1115 -220 S =
& Cat. No. Stock | inserts oo T oo [ ooe | ax | Ir T g |Air holel Gz — =
o T 5 o o oo o 55 o v SN st choica TH10 500 - 1500 01-05
EENO9RO040M320-04 | ® | 4 | 40 | 46 | s | 80 | 35 | 115 | o7 | win
o e e v o e abor G
© | 4 |50 | 56 | s | 80 | 40 | 120 | 09 | win essivochip accumulation with an i bias, Cuting condtions are iited by machine power, workprece gty and
e e Shck o o LR S5 (T PR, 15 8 ater Sepel et W h i il Sl o v o b e,
o | 6 |6 [ e | [ 80 | a0 ol colant o 5oV and 7 0 h loer ecomimanced vles and chack e macrng
o | 7 [0 [ 8 | @ |80 | a .o
[Hinserts 1 Installation of the extra close pitch cutter inserts
A L A N  The extra close pitch cutter has a slanted screv.
® Locate insert and then fasten the screw. (Fig. A)
® Appropriate torque s 3.5 N-m.
® After fastening the scrow, piease ensure there is no space
08 L eos between the cutter body and insert. (Fig. B)
Fig. 1 MJ (General) Fig.2 W (Wiper)
[ Stock
Cat.No.  [Accuracy| Honing Goated grades .
[AH120[AH140[T3130) 1'|||s I Notes on use of wiper insert
PNCUOS05GNER-MJ | C | wih | o | @ | o [ e Y @ To achieve a good surface finish, a wiper insert s recommended.
PNCUOSOSGNERW | © | win | o [ [ | - @ihen vang he wiper s, nstlth nort as shown i Fi.
(ENCUoS0sGNFR-AY |G| vithout | I I I Ensure that the groove is at the front as shown in Fig. D.
) & Thewiperinset has o wiing comers. (i O
0o not uso thecther corera. 1y break the tbol body
9-40 ::.gg;.g runm.mu» E" 9-41

N
Z QP (A= IR

) R R R) ) -
Face Face Shoulder Radius Slotting Slotting Side  Pocketing Ramping Profiling Plunging Enlarglng Drilling  Counter
Milling ~ Milling Milling Milling Milling Hol Milling

B Ordering information

@ \When ordering TAC mill, please specify Cat. No. and quantity.

Example: TPW13R080M27.0E06 1 piece.
e Standard packing quantity is 1 piece.
® Inserts must be ordered separately.

@ \When ordering TAC milling inserts, please specify Cat. No., grade, and quantity.
Example: SWMT1304PDPR-MJ AH120 10 pieces.

e Standard packing quantity is 10 pieces.
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Products

Qc Mills for difficult-to-cut materials
JERFBQQQ: -+ werereerssrrrsserssnininenins 9-112

H TAC Mills for face milling

Dopent ..................................................
DoOcto, DoQuad B Multi-functional TAC Endmills
TAWA3 eeeeeeneenennens EV/X cerererrermmmerennensnnensnssssssnsssasssssssssanes
TME44001/B - B
TMD5400RIE -
TGP4100RBAB:-- H TAC Ball Endmills
TGN4200_AE .......................... EBP ...................................................
DAD15 (T-DIA tipped) (=] LR,

TBN‘I 000 ..........................................

H TAC Mills for shoulder B TAC Roughing Endmills
DOREC:wemsremseemseemseeenes ELP-Arerwereeeeseesesmssnsnmsnssnssnsnanssssnsaes 9-121
TungRec -

TecMill--+--- B Z-feed plunging TAC Mills
TungQuad - 9-122
TPW13 - 9-124
EPH Hybri
E‘F’,H H 9-126
........................................... B TAC Chamfering Mills
OR IA E ECCS1 .............................................. 9_'1 27

TSE OR |A l TAC Counter Boring Cutters

PS/EPS17 """""""""""""""""""""""""" 0= RO 9-129
AC Mills for Super high feed machining H TAC Mills dedicated for finishing

0 DOFEed SEri@s -+ sswserereerssesssssseuens 9-92 MSSFP4000 9

DOFEOUQUAG -wrereeserreserrseerssnenes 9-08  OMS s

. ] TeCS|Ot ..............................................
H Radius TAC Mills SVN4000

RoundSplit -
TRDA DA B B TAC Milling Inserts ----roovresee 9-140

P o EXH -+vevveeerreseesseeessssseeees e 9-100 OPP15(T CBN tipped)
)\ T/EXP rsvtvsessvsssvsssisssis 9-102 M TAC Side Cutters
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Designation System for TAC Mills

| TAC Mills [New products]

[ H [Hybrid TAC Mill Series |

—

Bore type Symbol‘ Type
[El Symbol|  Relief angle T~: General type ‘
T s N I ARG = s
- P 11° E ISO %
Shank type D 15° A AV Symbol Type
E 50° E~: Shank t W | Wedge clamp
e Type F 25° Symbo|  Hand i h L |Long shank
T | Bore type N 0° R |Right LE | Long edge
Shank type Special i CS | Carbide shank

© Relief angle & Additional feature

i}
=
<C
l_

@ Effective cutter diameter {®Number of inserts

Symbol Cutting edge angle Size
P 90° ~ 80° M: Unit in mm M: Unit in mm
E 80° ~ 70° 080 80 Hole diameter
200 200 20.0 20
I: Unit in inch 25.4 25.4
200 2 31.7 31.75
10H 10 47.6 47.625
O I: Unit in inch
H -~ Hole diameter
A /7 A 0075 0.75
-7 . S 0125 1.25
‘Eﬁectlve cutter d|ameter‘
] Body diameter 0200 2
gg;téng E~: Shank type
angle Shank diameter (mm)
10.0 10
12.0 12
16.0 16
25.0 25
32.0 32
sales@jnterui.com



ITAC Mills [Previous products]

® Bl 1A e
Sanktype Symbol| Size |Symbol| Size |Symbol| Size [Symbol| Size (mm) ;
@ Gentering plug Cutting 06 |6.35/06 | 6.5 |11 11| 6.35 cuttr hemeter
Machine spindle edge " Body diameter |
angle 07 |7.94/08 | 8.1 |13 13.8| 7.94 R
' “ w\ﬁgﬁigfgg Symbol| Relief angle | [ 09 [9.525/ 09 |9.525 09 | 9.7 | 16 |16.5| 9.525 Symbol Eﬂecti\(/%rc#)ameter
] c 10, 10|~ -|=-|-|=|- | 10 ||o50 50
D 15° 1212 | - | - | = | - | = | - 12
Symbol Type Symbol|Cutting edge angle| | E 20° 12 (12.7/12 |12.7]12 [12.9/ 22 | 22 | 12.7
V |Verticalinsert || X | Others F| o5° ||15/1587915 |15875 16 |16.1| 27 |27.5| 15.875
Q |Quick change || Z Others N 0° 16 (16 | - | - | = | - | = | - 16 125
E |Shank v Others P| 11° 19 19.05/ 19 |19.05{ 19 {19.3/ 33 | 33 |19.05 ;gg
T |Bore P 90° ~ 80° X | Others [[20| 20 | = | - | = | - 250 250
S [Special E 80° ~ 70° 25 315 315
D |All PCD tipped || D 60° ~ 50° 355 355
Q |All PCBN tipped || A 50° ~ 40° 400 400
9 A

@ Effective cutter diameter

Example

Metric system

Example

Inch system

< U
o w
@
D
1O
»
X
>
Im

Additional feature

@ Effective cutter diameter

© Application,etc.

@ Direction of cut

Symbol| Application, geometry etc. Symbol Cutting edge angle] |Symbol| Effective diameter (mm) Close pitch
M |For machining centers 0 90° ~ 80° 50 50 Irregular pitch
F |For finishing 1 80° ~ 70° 63 63 Modified type
G |General purpose 2 70° ~ 60° 03 80 E_OI’t_ i

istinguishin
S ;c?ﬁiﬁguare sh 3 60° ~ 50° 04 100 shankgsize 9
H [High rake g 4 50° ~ 40° 05 125 Long shank
P L\‘a%?;“r"ai:’g 5 40° ~ 30° 06 160 m‘\a
R |Use round inserts 6 30° ~ 20° 08 200 eft hand \b
U oere o 7] 20°-10° |10 250 ey
C |For chamfering 12 315
Irregular pitch
Cl itch 3 3
L |Long edge type Cutting 14 355 ose pitch specs.  specs.
T |For threading edge 16 400
angle -
Note: For diameter of less than
80mm,nominal dimensions (mm)
of effective diameter are shown
E"e‘c.“"e Note: The above nomenclature is not applicable
cutter diameter
" Body diameter || for VSN600OI, MS cutter, TCB, PES1500
and TBN etc.
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Designation System for TAG Milling Inserts

Symbol| Hole Hole shape |Chipgroove| Section shape
N Without| ] W7 *The thickness is different
. . according to the product
R |Without - Ononeside | P—= 7 symbol.
F On both sides | Symbol| Cutting edge length (£) Symbol| Thickness
w Partially cylindrical Without O 4Oy S D gg 2:132
hole with 40° ~ 60 ;
T mouth on one side| Ononeside | ETT] YT - ® a9
Partiall lindrical| \\/i .
Q hole with 40 - 607 L nout) L] 4 4.76
. th on both !
U | With | ™Gqe " | Onbothsides B3 05 5.56
B Partially cylindrical Without| (YT 4117/ 06 6.35
hole with 70° ~ 90° -
H mouth on one side| Ononeside |17 ] ©1 [ 7 07 7.94
Partially cylindricall \W/j 09 9.52
c hole with 70 - so' v nout] LI
mouth on both | 5 hoth sides [ ON@X _
J sides ' ] Thickness
X _ _ _ i
O Insert type O Thickness (mm)

Example

Example

Inch system

& [L
weticsystom S 2
S 4

i}
=
<C
l_

@ Relief angle © Tolerance class (mm)

Ol:lt“ned Relief I
2 figure Symbol| “faégree | |symbol  doraniceon e " inseaaad civdle
H | Hexagonal O c | 7 A + 0.005 +0.025 +0.025
S Square ] D 15° c +0.013 +0.025 +0.025
T | T 60° N E | 20° E +0.025 +0.025 +0.025
c 80° F | 250 G +0.025 +0.13 +0.025
. ) H +0.013 + 0.025 +0.013
E | Rhombic 75 30°
G 70° v G K +0.013 + 0.025 +0.05~+0.13
_ M_| Others M | £008~+0.18 +0.13 +0.05 ~ +0.13
L |Rectangular| 90 L N | ©° N | +008-~+0.18 + 0.025 +0.05 ~ +0.13
A 85° °
R Parallelogram g P 11 o s Tolerance on(ggﬁcribed circle| Tolerance czrr;l I<':nc)>rner height
Round nscribe
W . 80° Q | Others circle dia. | I LWN | U(class) | M,N(class) | U (class)
Trigon O O | Others 6.35
W Special (wiper) ~ — X | Others : +005 | =008 | =008 | +0.13
° 9.525
O | Octagonal 135 O S | Others 127
P | Pentagonal | 108° O W Double relief : +0.08 +0.13 +0.13 +02
X ; 15.875
Special | Others angle + 0.1 +0.18 +0.15 +0.27
Y Special  |Others angle \ \/‘L; 19.05
z Special |Others angle 25.4 +0.13 +0.25 +0.18 +0.38
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Symbol Applications
12 | Chamfer flat width: 1.2 mm
14 | Chamfer flat width: 1.4 mm
16 | Chamfer flat width: 1.6 mm
20 | Chamfer flat width: 2.0 mm
Symbol | Relief angle 24 | Chamfer flat width: 2.4 mm
A 3° Symbol| Condition Shape D |PCD-tipped insert
SRR B 50 T |Double-rake edge insert
Symbol angie. 2 c == F Sharp |\ ‘) W | Wiper insert (Multiple corner type)
A 45° B 15 edge WS | Wiper insert (Single corner type)
D 60° ° L - .
S WD | Wiper insert (PCD tipped insert)
F 85° oning BD | Deburring wiper insert
F 25° (PCD tipped ins
G 70° S MJ
H 87° G | % T | Chamfer <) e
S ° honin
P 90 2 0 9 ML er for'veduced cutting forces
4 Other angles P 11° Combi- MS Ftuncltio I ature insert for
Z [Oth | S nation < ) Symbol | Hand S
_ erangles honing yroo .an iplkeaker for general purpose
Cutting ) - R |Right rvature insert for
edge Relief Co[[nbl— rye
angle P nation
round
round ()

Chamfer flat

relief angle © Cutting edge condition @ Hand «
-

SIIIA OV.L

@ Inscribed circle @ Thickness @ Corner geometry

Insgli'g??gﬁ)rcle Symbol Thickness (mm) Symbol|  Geometry (mm)
A | 3 9.525 el 2 3.18 1| 0.4(0.397)
F *&i 4 12.7 *"wi 3 4.76 2| 0.8(0.794)
G 2] 5 15.875 2| 4 6.35 3| 1.2(1.191)
M 20 6 19.05 2l e 9.52 4| 16(1.588)
N Without 5| 2.0(1.984)
U Without Without 6 | 2.4(2.381)
w Without With Symbol Explanation

Specialdfinishing

e %e
F (Example: Insert for
MS cutter)

o~

Flat chamfer with 60" corner angle

S \_/

Flat chamfer with 15" corer angle

Note on nomenclature for wiper inserts:

For the imperial system, the “W” symbol is used for the insert shape. For the metric
system, the symbol shape is the same as for conventional inserts. The wiper is V4 |_/ \_/
distinguished by placing a symbol such as W, WS or a WD in position 10. Flat chamfer ith varous comer angle.

sales@jnterui.com 9-5



TAC Mills H

Selection Guide for TAC mills

® Face milling
A ¢

. Steel (< 300HB)
High feed per tooth

fz = 0.3 mm/t

1st choice

——

DORPENT

~ -
i — -d\
L ; -
TENO9 EENO09
Max. ap = 6.4 mm

W Heavy interrupted
AH725 / MJ

=4 AH1iC /MY

Max. ap = 5 mm
(Flat insert)
TME4400I O
I e surtace
quality

J ‘
TUNGMILL

TAW13
oDc = ~ 160 mm
Max. ap = 2 mm (HJ insert) ~ 9-44

e g

Large depth of cut
ap = 6mm

'
w DOQUAD

TANO7 O

Heavy interrupted
AH725 / MJ AH140 / MJ

sales@jnterui.com



Selection Guide for TAC mills

M Stainless

High feed per tooth
fz = 0.3 mm/t

—>

1st choice

E
TUNGMILL

TAW13
Max. ap = 4 mm (MS insert)

nsert gl -

o

per insert

Quick ¢
for inse
Max. ap =4 mm

(MS insert)

TME4400I

AH130/ MS

Face milling 1

DOFEEDQUAD

R

TUNGMILL

TAW13

oDc = ~ 6160 mm

Max. ap = 2 mm (HJ insert)

AH130/HJ

For low cost and high

performance: 10 corners

DORPENT

TENO9

EENO09

AH140 / MJ

sales@jnterui.com

SIIIA OV.L



Selection Guide for TAC mills

® Face milling
—
80 -t o R |

High feed per tooth
fz = 0.3 mm/t

DOOCTO

DOFEEDQUAD

oDc = ~ o1

Max. ap = 2 {4
TXQ12 ' ‘

A4 20/ MJ

TUNGMILL

TANO7
Max. ap = 4.7 mm

insert g

TAW13

oDc = ~ 6160 mm
Max. ap = 2 mm (HJ insert)

=
=
=

With CBN insert

Fluctuating depth of cut ) L
For high productivity

ap = 4.5 mm

Quick c
for inse

with high cutting speed
i ® | * /
= ¥ boocTro

| Non-stock
standard
DOQUAD eM 1
N -7 ax.ap=1mm
Max. ap = 4.7 mm Max. ap = 7.5 mm Ve = ~ 2000 m/min

TANO7-W TANO7 QPP15

Heav Heav
AH120 / ML interrﬁpted AH120 / ML interr}ljpted
-

a BX950
AH725 / MJ AH725 / MJ
sales@jnterui.com




Selection Guide for TAC mills

Face milling ’
EE

. Non-ferrous

With PCD insert

For high productivity and DAD15
precision machining Max. a
No tandard

TUNGMILL For low cost and high
performance: 10 corners

per insert
' O DOPENT
s e,

TAW13 .
Max. ap =4 mm (AJ iné &

SIIIA OV.L

Max. ap = 6.4 mm

TH10/ AJ
Quick change system for

nsert
TME4400I
Max. ap = 4 mm

TH10

sales@jnterui.com 9-9




Selection Guide for TAC mills

® Face milling

. Superalloys (Heat-resisting alloy etc.)

. Hard materials (40 ~ 60HRC)

TAC Mills H

DOFEED SERIES

5

TXNO6
Max. ap = 1.5 mm

&M@

Hard materials peralloys

AH725 / ML

For low cost and

high performance:
8 corners per insert

TXQ12

DOFEEDQUAD

oDc = ~ 125 mm
Max. ap =2 mm

AH725 / MJ

sales@jnterui.com
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Selection Guide for TAC mills

¥ Square shoulder milling
A4
Heavy interrupted
BB stcei < s00Hm) i TECMILL
'
TPM11/16

L TEpM1 1 Max ap Sgfmm
DOREC _
| =

For higher chipping
resistance

g AH725/ MJ AH140/ MJ

TUNGREC

B3

TPQ EPQ ,_ -,
T/EPQ11: Max. ap =9 mm -
T/EPQ18: Max.ap =16 mm (9% =

TPO07/18 EPO07/18
TPS11 EPS11

Heavy interr

07 type: Max. ap =7 mm
11 type: Max. ap = 10.6 mm
18 type: Max. ap = 16.7 mm 2 9-58 |

WHeavy interrupted
h AH725 / MJ AH140 / MJ

wall straightness

(< 50 pm)

UNGREC TECMILL

e T
- < 4 oDc=
. 250 mm, g63 mm
Max. ap:

250 mm = 59 mm

SIIIA OV.L

AH725/MJ g d AH1240/ MJ

Large depth of cut High productivity, high

ap =16 mm

ELDo5 2Dc =020, 025 TLS11 ELS11
M2z:)x._a2pd 5 oDG = 325 ~ 650 263 mm = 67.4 mm
020 =20.omm Max. ap: 925 = 30.4 mm, 932 = 39.4 mm
970 225 = 24.2 mm (3987 @40 = 40 mm, 050 = 48.8 mm TLM11 o7

nset g nset

AH725 / MJ AH725 / MJ
_ AH725 / MJ —
Chipping | AH140 / MJ chopig AH140 / MJ

resistance

sales@jnterui.com 9-11



Selection Guide for TAC mills

‘¥~ Square shoulder milling
—

Hea\'?_/ i_nterrurl)ted
Stainless ocy TECMILL

machines (e.g. BTSOI

T/EPM11 Max. a 9 7 mm
: 1 1 mm

TUNGREC

TPOO07/18, TPS11 EPO07/18, EPS11

07 type: Max. ap =7 mm
11 type: Max. ap = 10.6 mm
18 type: Max. ap = 16.7 mm

TPOO07/18 TPS/EPS11
T/EPQ11: Max. ap =9 mm &

AH140/ MJ AH1"w. MS T/EPQ18: Max. ap = 16 mm
‘ | insert g utl

=
=
=

Large depth of cut

ap =16 mm For low cost and high

performance: 4 corners per insert

TUNGREC TECMILL
._ oDc =
250 mm, 63 mm
Max. ap:
ELD05  9D¢ =220, 025 TLS11 ELS11 090 mm = 59 mm
Max. ap: oDGC = 625 ~ 650 263 mm = 67.4 mm
220 = 20.3 mm Max. ap: 025 = 30.4 mm, 032 = 39.4 mm TLM11
Q970 225 = 24.2 mm (19587 240 = 40 mm, 050 = 48.8 mm C9s7
AH140/ MJ AH130/ MS AH140 / MJ

sales@jnterui.com
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Selection Guide for TAC mills

Square shoulder milling ‘

machines (e.g. BT50)

T/EPM1 1 Viax, ap Rgff mm
Am

Heavy interrupted
. Cast iron machining on large y TECMILL

TPM11/i6

TPM16: Max. ap =

DOREC

EPQ

TUNGREC

v

| Insert g gy ool
TPS11 EPS11
AH120 / MJ 07 type: Max. ap =7 mm
Ry 11 type: Max. ap = 10.6 mm

18 type: Max. ap = 16.7 mm

TPQ
T/EPQ11: Max. ap = 9 mm
T/EPQ18: Max. ap =16 mm

SIIIA OV.L

T/EPO T/EPS
High productivity, high
L::)gs 1dg p:;l:nof out wall straightness AH725/ MJ T1115/ MJ
- (= 50 pm)
TUNGREC TECMILL
3 oDc =
250 mm, 63 mm
Max. ap:
oDc = 220, 625 250 mm = 59 mm
ELDOS Max. ap: ﬂDCT:§;51~ 250 ELS” 263 mm = 67.4 mm
220 = 20.3 mm Max. ap: 225 = 30.4 mm, 32 = 39.4 mm TLM11

S 970 025 = 24.2 mm 967 |

AH725/ MJ AH120/ MJ AH120/ MJ

-z40 40 mm, z50 48.8 mm

sales@jnterui.com 9-13



Selection Guide for TAC mills

‘r Square shoulder milling
N |
. Non-ferrous

1st choice
High prod
( S

TUNGMILL —g—

&

- 0 TPO07/18 EPO07/18
TPS11 EPST1
TPW13 07 type: Max. ap =7 mm
‘ ' 11 type: Max. ap = 10.6 mm

Max. ap =10 mm 18 type: Max. ap = 16.7 mm

TAC Mills H

T/EPO T/EPS11

DS1100/A‘

0

ge depth of cut TUNGQUAD

ap>10mm

TUNGREC

ELDO5  ©DC = 020,025 TLS11 ELS11
50 - 20.3 oDc = 625 ~ 650
020 = 20.5 mm Max. ap: 825 = 30.4 mm, 232 = 39.4 mm
225 = 24.2 mm 240 = 40 mm, @50 = 48.8 mm

TH10/ MJ DS1100/ AJ

sales@jnterui.com
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Selection Guide for TAC mills

. Cast iro

. steel (< 300HB) Ml stainless
Slotting

w——
N

TECSI.O‘I'

~ 9-134]

I Finishing

00

Face milling .
(Finish F'"'S
operation) . Iunging |
e TZF11
2 9-176 SFP4000 O 9-124

TXN03 06

EVX
2 9114

n

o

Z-feed milling ""'r w7

4l

.---""""F#J

SIIIA OV.L “

Profiling & pocket milling

ROUNDSLLIT

ED SERIES
2 9-107

~ 992 |

{

Z

UNGREC
EPO07/18

EPS11 g

HYBRIDTACMILL

TZP C 9-122

‘ EBP (Z9-118|
‘ EBD C 9-119

sales@jnterui.com
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Selection

Guide for TAC mills

ISelection guide by workpiece shape

Shape of

Suitable tools (TAC mills)

workpiece
Low rigidity work (thin

plate, easy chattering
products)

V- 4

L&YV

¢

DOPENT TUNGMILL

i

Scaled surface,
fluctuating depth of cut

y = 4

TAC Mills H

< TENO9 EENO09
DOPENT
. 2940
Narrow work ! i
L 7 ; Extra close
TENO9 OOCTO =
Extra close DOQUAD ¢y#
DOQUA ECMILL

— 9-67 |

o

TPM11/16

TANO7

Smeltn’~¢e

2>

OFEED SERIES DOFEEDQUAD ROUNDSRPLIT

oo | 2998 |

TRC16

TXQ12

« 9-107

9-16
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Selection Guide for TAC mills

| Selection guide for shoulder milling tools by machine
tool and application

Machines Small size machine (e.g. BT30) Medium size machine (e.g. BT40): Large size machine (e.g. BT50)

~

Pocket milling,

[ TUNGRECTS

contouring &

ramping

TUNGREC 11 X
TUNGREC 07 )

Face milling,
shoulder

R
gﬂT\MLLﬁJ&

milling & slot

milling

OREC 11,18

sales@jnterui.com
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TUNGA

MILLLINE

LOY

Cha rt 1 Avplication related chart / First priority is economical solution

Chart 2

Appli- Setup / Depth of cut  |Tool dia 1. Priority| 2. Priority | 3. Priority Finishing Appli-l - Work
cation| OPEration ap (mm) oDc | Economical —emmmmmm—— | ' pyiqrity oo materials | S€tup / operation
limitation sl High reliability
P
" Small <2 |Smal |TUnNeQUAD|TUNGREC [TUNGREC [TUNGREC P Productivity
Productivity TPD/EPDO5 :II'-F;O»/LEPOW TPS/EPS11 ":-FS/NEPSH - priority
B : TUNGREC GREC GREC Stable set
g?obr:ty . Medium | <4 |Small  |1p0/Epcor | TPS/EPSTT TPS/EPS11 i
aple setup Large DOREC (TUNGMILL I TECMILL |DOREC Unstable setup
TPQ/EPQ11__|TPW/EPW13 [TPM/EPM11_ |TPQ/EPQ11
TUNGQUAD [TUNGREC [TUNGREC |[TUNGREC Steel |Interrupted cut
g’ Small <2 |Small  |1pp/eppos  |TPO/EPOO7 _ |TPS/EPS11 _ |TPS/EPSI1 P
.= |Unstable Medium | <4 |sman |[TUNGREC|TUNGREC TUNGREC Long overhang
= |setup TPO/EPO07 | TPS/EPS11 TPS/EPS11 TT—
= Large |TUNGMILL DOREC |TUNGREC | TUNGREC Stable setup
TPW/EPW13 |TPQ/EPQ11  [TPO/EPO18  |TPO/EPO18 Unstablo set
m Small <2 |smal |TUNGREC|TUNGREC TUNGREC M netepe seup
TPS/EPS11__ |TPO/EPOO7 TPO/EPO18 — ,
O Interrupted nterrupted cut
= Medium | <4 |Small |TINCRECITUNGREC e Stainless
5 |cut TPS/EPS11 | TPO/EPO18 TPO/EPO1 . Long overhang
(@) Large TECMILL DOREC () —
L TPM/EPM11__|TPQ/EPQ11 o] ggg;cg&yppnonty
TUNGREC =
» L Small Small o= =
ong TPO/EPO18  [TPS/EPS11 o Unstable setup
overhang Large |TUNGREC DOREC NGREC P
9€¢  |tPo/EPO18  |TPQ/EPQT1 /EPO18 7] Inemtiptediclit
Ramping, TUNGREC ([ TUNGREC Cast iron
Multifunction TPS/EPS11__|TPO/EPO18 Long overhang
N f DOPENT TUNGMILL uss | DORENT Productivity priority
Productivity Small <2 |Medium |1\ /eenge  [Taw/EAW TEN/EENOY Stable setup
L. : f DCPENT DOPENT Unstable setup
gnog:ty e || 26 |WREIME e TEN/EENO9 .
table setup Large DOOCTO DoQUAD |poocTo Interrupted cut
9 |7ano7 TANO? TANO7 Non-
. TUNGMIL ferrous |Long overhang
g Small <2 Medium TAW/EAW13 -
Unstable ; . TUNGMILL
= |setup Medium | <4 |Medium TAW/EAW13 Productivity
— TUNGMILL priority
E TEN/EENO9 TAW/EAW13 Stable setup
q, Small DSPENT DOFEEDQUAD | TUNGMILL
o TEN/EENO9 _ |TXQ12 TAW/EAW13 U
nstable setup
g |Interrupted Medium DGPENT TUNGMILL Steel
LL [cut TEN/EEN09 TAW/EAW13 e
coauad [poPENT |[poocTo
TANO7 TEN/EENQ9  |TANO7 o Long overhang
. DGO=ENT TUNGMILL
Long Small Medium |aw/eawts  [TEN/EENOS TAW/EAW13 S
overhang Large |TUNGMLL DOPENT TUNGMILL — Productivity
9€  |[taw/EAW13  |TEN/EENO9 TAW/EAW13 = priority
s <1 Small [POFEERMBI MILLFEED E Stable setup
o | Productivity TXN/EXNO3 | TXP/EXP o M
o . [poPEED [porEEcausc|MILLFEED |[MILLFEED
S |Priority <2 |Medium [rxnexnos  |Txai12 TXP/EXP___ |TXD15 8 Unstable setup
= Stable Large |POFEED [porssoauas MILLFEED | MILLFEED LL [Stainless Irarsics el
= 9€  |TXN/EXNO6  |TXQ12 TXP/EXP TXD15 pred cu
porEEDMIN [ MILLFEED L h
5 |Unst Small  lrxn/ExNO  |TXP/EXP ong overnang
@ |setup Medium |MILLFEED [DOFEED
o um |1xp/Exp TXN/EXN0G Productivity
s iori
coFEEDMIN priority
£ |interrupted Small | ryn/Exnos Stable setup
_9 cut Medium [2CFEED  |[poFsEoauas
TXN/EXNO6  |TXQ12
T Unstable setup
Long overhang
Cast iron [Interrupted cut
y l Productivity Small ‘I;-V‘\;'I? LL
Priority Stable Long overhang
. ROUNDSPLIT | FDXFRRMILL [T
g’ setup Medium |tpc/Erc |TRP/ERP_ |TRD/ERD Productivy prioriy
H—] ROUNDSPLIT | FIXFRMILL
= [Ursieplesete TRC/ERC ___|TRP/ERP Unstable setup
[e) ROUNDSPLIT | EFDFRAMILL
& Interrupted cut TRC/ERC | TRP/ERP Interrupted out
PIXFRMILL Non-
Long overhang TRC/ERC TRP/ERP ferrous |Long overhang
sales@jnterui.com




Tungaloy

Member IMC Group

Material related chart / First This graph shows the starting range for optimum
priority is high reliability Chart 3 performance zone for each family of cutters

| 1. Priority | 2. Priority | 3. Priority -
imitation illina - i
High reliability ~<— (h ~ Shoulder milling - Optimum performance zone )
DOREC TECMILL A
General  |1pg/Epq TPM/EPM
i ROUEGHINGEMILL
High DoC Roughing series 0.3
TUNGREC TUNGREC | TUNGMILL
TPO/EPO18 TPS/EPS11  |TPW/EPW13
TECMILL TUNGMILL | TUNGREC =
TPM/EPM TPW/EPW13 _|TPO/EPO18 s
TUNGREC L '*
TPO/EPO18 E IRQ/ERY
TUNGREC DOREC |TECMILL N 0.2+
TPO/EPO TPQ/EPQ TPM/EPM = TV o =
TUNGREC = TPO/EPO1 P 13
TPO/EPO 2
TECMEL = 2 U
TPM/EPM TPQ/EPQ ’g IS ER ﬂ
TUNGREC
TUN
TPO/EPO 8 0.1F TPO/EPO07
TECMILL = 3]
TPM/EPM TPQ/EPQ T TUNGQUAD
DOREC TPD/EPDO05
TPQ/EPQ
TECMILL DOREC
TPM/EPM TPQ/EPQ
TUNGREC n_n n -
TPO/EPO = 0 121620 23 3 0 50 60 70 80 90 100
TUNGMILL GREC i :
TAW/EAW13 TPO/EPO ol diameter: gDc (mm)
TUNGMILL TUNGREC
TAV/EAWILS IRO/ERO ce milling - Optimum performance zone )
TUNGREC
TPO/EPO
TUNGREC
TPO/EPO DOFEEDQUAD
General |DOPENT DOOCTO |TUNGMILL X012
TEN/EEN09 TANO? TAW/EAW13 .
. DSGPENT DOQUAD DO >
High DoC |renyEENo9 TANO7 TXN/EXNOS O
¢ DOFEEDQUAD | MILLFEED
High feed |yq1o TXP g
TUNGMILL DOPENT o
TAW/EAW13 TEN/EEN09
PeOCTO DOQUAD| DOPENT
TANO7 TEN/EEN09 Eosf
Taw) / &
TAW/EAW13 TEN/EEN09
oo D
TUNGMIL DC=ENT S04t TANO7
General | ran/EAW13 TEN/EEN09 § Lo L=
High DoC | W Eawi3 TEN/EENO NO7 =
Fﬁ o3t oOjcro
H DOFEEDQUAD |DO [olg
High feed Q12 = TANO7
TUNGMILL o
TAW/EAW13 9 W 02F DOPENT
= o B TEN/EENO9
TANO? TAW/EAW13 TUN
01 - TAW/EAW13
TAW/EAW13
General |POOCTO DOQUAD |DOPENT
TANO? TANO? TEN/EEN09 | | | | L
High DoC |[2OSUAD DOPENT 0 20 40 60 80 100 120 140 160 180
TANO? TEN/EEN09 Tool diameter: aDc (mm)
High feed DOFEEDQUAD |(DOFEED Sl LUt 2 2L
TXQ12 TXN/EXNO6
TUNGMILL DOPENT How to use:
TAW/EAW13 TEN/EENO9 _ _
POOCTO PoQUAD| DOPENT | TUNGMILL @ Please shortlist the recommended product family from chart 1, 2 or
IANO TENVEENDY __|[PAEATY S both and then cross check if the diameter (eDc) and the feed per
TUNGMILL P
TAW/EAWAS EEsE tooth (fz) required by customer is suitable for this family by chart 3.
TUNGMILL TUNGMILL | ooPENT @ Feed per tooth (fz) shown in chart 3 is only an indicator and
IDI7ID UGS UWEENDD customer can use feeds +20% of the shown value depending upon
Ui R [ et the material, parameters.
TUNGMILL DOTPENT @ For further operating parameters please refer to the recommended
AVW/ERW UEN/EENGD cutting conditions in the catalogue for the respective product.
TrE L

sales@jnterui.com 9-19



Basic Selection for TAC Mills ™»

Face Milling

=
=
=

Work materials

~ 9-40 . . . .
Steel  Stainless  Cast Iron  Non-ferrous

TENO9

m DOPENT

Pentagonal, double sided

insert with 10 cutting \‘
edges! Cliil
Canbe usedona 0° ]
variety of materials and
applications that demand ‘ﬂ
superior sharpness! o
Pitch Number of inx Clamping Air hole
Diameter Close lose Screw O
032 3 - Wiper Adjusting
240 4 - ©) -
050 4 6 Shank type | Close pitch
263 6 8 o) @)
280 7 10
2100 12 Accuracy
0125 16 c
12 20
Variations of inserts
MJ
r aluminium alloys AJ

§ General purpose

9-20
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, Face Milling

Work materials

™ coocto poauad BE

cast iron
and steel o~ 942 |

With octagonal or square inserts, please only select

one type of cutter body. ¢
Economical milling cutter 440
which uses octagonal, v
double sided insert with 16 L]
H 1 A
cutting edges! \ Max. ap: 4.7 mm %
N 3'50 Y
ol _
Max. ap: 7.5 mm © (3?)
<
o

Diameter Coarse Close |Extra close Wedge -
063 5 6 8 Wiper Adjusting

280 6 8 10 ©) -

DOQU ‘ Pitch Number of inserts Clamping | Air hole
Screw on type Wedgetype| | Screw | O

2100 7 10 14 Shank type | Close pitch
2125 8 12 18 - O
2160 10 15 22
2200 12 18 28 Accuracy
M, H
Variations of inserts
For steel MJ
For cast iron ML

sales@jnterui.com 9-21



Basic Selection for TAC Mills »

l Work materials
Many items for a wide range of work materials.

Steel  Stainless Cast Iron  Non-ferrous
Newly designed insert for high feed milling.

O
45°

pl TUNGMILL

cutting
forces < 944 |

O ) 30°

* A : A

Max ap: 5 mm |& Max‘a: omm |
General insert e of HJ insert

Pitch ping Air hole Adjusting
Diameter O -
250 Shank type | Close pitch
263 ©) @)
TAW13 ‘;8000 Variations of inserts
General purpose MJ / without
2125 -
2160 16 Low resistance ML
For stainless steels MS
® O High feed HJ
g For aluminium alloys | AJ/T-DIA (PCD) Inserts
2 Accuracy
= M, G

sales@jnterui.com
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=
%4 shoulder Milling

Shoulder Milling

Work materials

T TUNGREC BVENS
prOdUCtIVItV Steel  Stainless  Castlron Non-ferrous Superalloys

and high wal

straightness  9-58 |

High speed, high efficiency mills
featuring free cutting action, suitable
for a wide range of work materials.

. 018
TPOO7 ' TPO/EPOO07 o

FiE] Number of inserts | mping | Airhole | Adjusting
Diameter Coarse | Close [ Long crew (@) -

212 - 2 Wiper Shank type | Close pitch
016 2 4 I O O
EPO07 218
220
022
025
028
232
040
o}

Variations of inserts
3 General purpose MJ
3 For aluminium alloys AJ
3 High feed HJ (only TPO / EPOQ7)
3

Accuracy
- M, G

SIIIA OV.L

/EPO18

TPO18 EPO1
L Pit%'é/ Number of inserts
Diameter Coarse | Close Long

025 2 - 2
028
230
232
235
240 3,4
250 3,5
063
280
2100
2125
2160

NININ [N

NN NN N

[N (&1 E=N (V] (V) (e R

[(o} [ec} N1 ()]
1

—_
o
1
1
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Basic Selection for TAC Mills (&~ gz

Work materials

T TUNGREC BVENS
pI‘OdUCtIVIty Steel  Stainless  Castlron Non-ferrous Superalloys

and high wal
straightness ~ 9-58 |

High speed, high efficiency mills
featuring free cutting action, 90° 4
suitable for a wide range of ©
work materials.

y
Max. ap: ‘

T/EPS¢&
TPS/EPS11

Pitch / Number of in
& Cylindrical Weldon
Diameter Coarse Close L Coarse Close
212 1 - 1 1 -
216 - 2 2 -
218 - 2 - -
EPS11 220 3 2 - 3
221 3 2 - -
225 2 - 4
026 4 2 - -
232 5 2 - 5
233 5 2 - -
240 6 - - -
© 250 7 - -
S 263 8 - -
O
< TLS 11
migter B edines ' [Number of inserts| Max. ap (mm)
225 2 6 30.4
232 3 12 39.4
240 3 12 40
250 4 20 48.8
Clamping Air hole Variations of inserts Accuracy
Screw O General purpose MJ M, G
Adjusting Wiper For AJ/
- - aluminium alloys [ DLC coated
Shank type | Close pitch | |For stainless steels MS
O O

9-24 sales@jnterui.com



a
%4 shoulder Milling

High
productivity,

DOREC Steel  Stainless Cast Iron Superalloys

high cost
performance

TPQ

~ 9-56 |
- Economical 4 cornered insert

with high sharpness

- Tough cutting edges provide 90°
high productivity machining ©

v

- Unique edge design on insert
reduces cutting forces Q/'/?lg S "b‘

T/EPQ18 =

TPQ/EPQ Y
Pti!t’%lé Number of inserts Clamping Air % Adjusting
Diameter Coarse Screw €O -
240 5 Wip: nk type | Close pitch
@50 3,6 @) -
263 4,7 — .
280 5,10 Variations of inserts
2100 6,12 s‘ purpose | MJ
0125 8 Accuracy
2160 9 M

&
&

sales@jnterui.com
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Basic Selection for TAC Mills [&- gz

High

TECMILL

productivity,

Work materials

Steel  Stainless Castlron  Superalloys

high reliabili
~ 9-67 |

- Tangential clamping cutter
- A combination of strength

and stability 90°q
©
TPM/EPM v .
Pitch | Number of inserts T/%)I(:;lilﬁ).‘l —9.7mm
Diameter Coarse Close TPM16 = 15.1 mm
232 3 -
240 4 - -
050 25 - Clamping | Air h&‘ djustlng
263 6 ~ Screw
280 57 Wiper Sh e | Close pitch
2100 6,8 11 - 0O
2125 7 -
EPM tions of inserts
TLM Gen se | MJ
Diameter E’»‘i%’f‘,;f“e ':lug'fber Max. ap
ledge lineg inserts | (mm)
950 | 3 | 21 | 59 Accuracy
263 4 32 | 674 M

L

General

TUNG

Work materials

Steel  Stainless Cast Iron  Non-ferrous

priority

on low

< 9-72

%’ cutting force - Unﬁ/ designed cutting edge
O o ry ensures free cutting
< tion _ 90° %A
suppress chatter in Y
‘ slotting Max. ap: 10 mm
: 0 - Improved shoulder straightness
Pitch | Number of inserts | | Clamping Air hole | Adjusting
Diameter~_|Standard| Close Screw O -
250 4 5 Wiper Shank type | Close pitch
063 5 6 - O ©)
080 6 8 Variations of inserts
2100 7 10 General purpose MJ
2125 8 12 Low resistance ML
TPW13 For stainless steels MS
For aluminium alloys| AJ/ DLC coated
Accuracy
M, G
sales@jnterui.com
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=
*2 Shoulder Milling

Work materials

T TUNGQUAD BVEE
Steel  Stainless CastIron  Non-ferrous

medium

machines ESRE(N Highly efficient small diameter
cutter.
TPD/EPDO05

Diameter |Number of inserts

= 212 2
. 016 3
20 ‘
_ ° Clamping i justi
225 Screw -
232 Wiper Shan e | Close pitch
oy 240
ELDO5 | '

i Diamet Eﬁe%ctti, 2 Nun;nfber Max. ap

|oO|Oo|~

TPDO5 EPDO05 ELDO5 finds | inserts | (mm)
@20 | 2 | 10 | 20.3 Accuracy
@25 | 3 | 18 | 24.2 M, H

0 I Work materials

i HYBRID MILL

medium
machines _ 9-74

Steel  Stainless  Cast Iron  Non-ferrous

SIIIA OV.L

brid TAC Mill, EPH, generates
cutting forces for high O

J A
productivity 90 %

‘ 0 and highly accurate machining Y

compared to solid endmills.
Max. ap: EPH11: 10 mm

EPH13: 12 mm
z EPH18: 16 mm
Type |Number of inserts| | Clamping Air hole | Helix angle
Diameter~ | Standard / long DD - FiT - 15°
10 2 Variations of inserts
212,13,14 2 General purpose MJ
216 2,3 For aluminium alloys | AJ / DLC coated
217,18,20,21 3 Accuracy
025, 026 4 G

EPH

sales@jnterui.com 9-27



Basic Selection for TAC Mills

High Feed

Milling

Work materials

e OOFEED sE=ies BMEBSH

productivity, Steel  Stainless Castlron Superalloys ha%

low cutting
High feed milling cutters with V'S
high density insert pockets &

forces w992
Economical double sided insert

with low cutting forces V

TXNO6 / EXNO6 ao‘”

' &° s

EXNO3 LNMUOG6 tggap =1.5mm LNMUOS type: Max. ap = 1.0 mm

2
§ -
2 NO3 / EXNO6  TXNO6
nglé Number of inserts Pti!tlcg;/ Number of inserts
Diameter~_| Standard | Long Diameter Long
016 2 2 250 5
218 2 2 063 6
220 4 3 280 8
022 4 3 Cl i Air hol Adjusti
005 5 7 amping ir hole justing
Screw O -
228 S 4 Wiper Shank type | Close pitch
230 5 4 - @) @)
32 2,6 2,5 T -
° Variations of inserts
@35 2 2 General purpose MJ
240 3 3 For low cutting force ML
Accuracy
M
sales@jnterui.com

9-28



L7

Milling

Work materials

Steel  Stainless Castlron Superaloys  pyhiard
I

productivity,

high cost
performance ~ 9-98 |

Super high feed milling cutter

with high reliability. Applicable for 13°
a wide range of work materials. g
Double sided insert with 8 y
corners, provides high economical A
advantages. Max. ap: 2.0 mm
g
Pti;%fé/ Number of inserts Clamping Air djusting
Diameter Coarse Screw [e) -
250 3 Wiper S@pe Close pitch
252 3 N -
263 4 -
266 2 ions of inserts
280 5 MJ
2100 6 Accuracy
2125 7 M

SIIIA OV.L

Work materials

Steel  Stainless Cast Iron  Non-ferrous

For small s B A Vg3 TACMILL =

medium

machines ‘&K
o “Hybrid TAC Mill” for super high )
feed milling. o )&’ o
¥ Improved productivity in !
o roughing. LT
S o
1 Max. ap: EXH06 = 0.6 mm
EXHO7 = 0.6 mm
' EXHO09 = 0.8 mm
Pitch | Number of inserts| | Clamping Air hole |Long shank
Diameter Standard SS - FiT O O
210 2 Variations of inserts
For high feed MJ
o012 2 For aluminium alloys | AJ/ DLC coated
A
EXH 016 5 ccgracy

sales@jnterui.com 9-29



Basic Selection for TAC Mills

Die Engraving /

Pocketing

For long
overhang

~—OUNDS~LIT

Work materials

Steel

Stainless  Cast Iron

Non-ferrous ~ Superalloys

applications

~ 9-107]

Milling without chatter can
be achieved by overlapping
the serrated cutting edges.
Used for long overhang
applications.

Pitch Number of inserts a g Air hole
Diameter Coarse Long Extra Long crew O
032 3 3 3 0 iper Adjusting
033 3 3 - -
240 > 4 > 4 Shan(l; type | Close pitch
250 3,4,5 3,5
Accuracy
052 4,5 C
063 56 Variations of inserts
280 6, Z - - General purpose, with
2100 - - serrated cutting edge NMJ
2125 - - General purpose, MU
Round insert
For aluminium alloys, with
O serrated cutting edge NAJ

=
=
<C
'_

For small &

medium

$
HYSRIDTACMILL

Work materials

Steel  Stainless

Cast Iron  Non-ferrous

machines

g

Multi-functional “Hybrid TAC Mill”

Can be applied to a variety of
machining applications such as
shoulder milling, slotting and

hole making.

Max. ap: EVHO06: 3 mm

9-30

{
/ EVHO7: 3.5 mm
EVH09: 4.5 mm
Pitch [Number of inserts| | Clamping Air hole |Long shank
Diameter Standard SS-FiT O O
210 2 Variations of inserts
General purpose MJ
012 2 For aluminium alloys | AJ/ DLC coated
EVH
Accuracy
216 2
G
sales@jnterui.com




I

Work materials

™y TECSLOT =u8VES

reliability

Highly rigid cutter body and tough tangential ¢
insert offer incredibly secure slot milling.

ASN V

Rl Number of inserts | ing | Air hole
Diameter Lf 16 mm Lf 19 mm | Lf 25 mm crew -
2100 5/10 5/10 Wiper Adjusting
0125 6/12 6/12 5 - -
2160 7/14 7/14 ¥12 Shank type| Close pitch
2200 8/16 8/16 14 - -
2250 - 9/1 8/16
Accuracy
TSN & :
Pi?“m{ Numbévof inserts
Diameter Lf 19 mm| Lf25 mm Variations of inserts
2100 5/10 - General purpose | MJ
0125 6/12 5/10
7/14 6/12
8/16 7/14 (:T>')
TSN 9/18 8/16 =z
Radial drive 2
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TAC Mill Overview

IBore types
© Face Milling

Cuttingledge @iTool diameter (mm)

i angle

Application Series and type Appllc&ible Max depth| e Number of inserts Large Page
inserts | oy

Applications| 50 60 70 80100 125 140 160 180 200 250 300

High 1TDOPENT

productivy Q0 GBE ©

face milling | TENQ9 ‘ _;_{".‘ PNCU0905GN** 4,6 6,8 7,081210,16 12,20

of various Wiper insert
work Steel  Stainless

i -
materials il —
Castlron  Nonemous Milling

9-40

z=0)

productivity 8 10 14 18

of cast iron 1 Wiper insert ..

poocTo poguan = @ 9%e ¢ 60
High ONMUO0705**
. TANO7 ONHU0705" e el e

Low cutting TUNGMILL

e, 4
00 0o @

force and | m=p v SWMT13T3™
high | TAW13 v SWMW13T3* 45 56 68710 1016
productivity \?VV_VGTF ST?t* - 9-44
miling of WS- (4(7]
various work
materials ViR
a | Lightning Mill
enera
purpose face TME44OOI/B SECN1203**

o ‘Q 4,6 5,7 6,9 8,12

milling of SERN1 200 9-48
various work SEKR1203**

materials

TME44001 TMEA44008 |IIineg ferir’;?;
iy ne | ey duty TAG Mil e @ DD
iy face | TMD5400IRE N e et
large depth j SDEN53Z* 9-50

of cut for Steel Staless
various work

. 3 ~
materials Wiy Joas

i}
=
S()
=

High feed |TAC Mill @ @
face milling TGP4100RB
and case SPKNA2S™ 8 10 12
milling of SPKR42S™ - . 9-51
cast irons SPGN1203" | Gatrar  steal @
(Close pitch Wiper insert M
type) wpPAN42s™ | TR Mg
Face milling 5 6 8

SNCN43Z* F
SNKN43Z* 10 9-53
of cast iron SNKF43Z2*

b\ SNMN1204* .. @

Face
Milling

gt | s i eBe ©

cut materials 8
such as RFEN2004* . M 9-112
Superalloys Sy Stass
and hard
materials - fiace = Radius
s Milling  Milling
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TAC Mill Overview

© Shoulder Milling

SIIIA OV.L

Cuttlng edge @ Tool diameter (mm)
. i Smali : Large
Application Series and type A?r?slgﬁtsjle Mag% éﬁ?th Number of inserts 9% | page
Applications|30 4050 60 70 80 100 120 160 180 200 250 300
DOREC 90" w& 80100 @ @
= 2= )
productivity | 1PQ11 - LQMU1107* — 4 36 47 510612 8 056
shoulder | TPQ18 D LQMU1808* . M
m|"|ng - Steel  Stainless
Eﬁ_i Cast lron @ Sl\r}l?llljllr::‘ger T\{/Ialltljllr?s SIO"'”Q Slottlng M|II|ng
TunasEe 50 000 O
High I TPOO7 @'l &
productivity AOMT0702** . m 80
shoulder AOGTOT02" | G e v 9-58
B 44y 7( A5
g ™ Mlaulcneg SM?Illlllr?ger l;\%nalﬁllr?s Slotting  Slotting ing Ramping Plunging En}\_f;\;lgeing
Precision | TUNGREC
suare | TPSqq
shoulder ASMT11T3* 0.60
and general ASGT11T3**
b Q7EEDE
mllllng ditie Slotting  Slotting Slde Pocketing Ramping Plunging Enlarglng
Castlron  Non-ferrous
Domiatc @@ 1257160
- A—
High | TPO18 o » 7 9 10
productivity _— AOMT1805** 063
shoulder AOGT1805* — }
miling EEE@@OABEEE
lelamcneg S’t\ﬂ?mlr?ger };\{Aa‘ﬁh#s Slotting  Slotting Slll(\jr?g Pocketing Ramping Plunging EnIHaélg;ng
TECMILL (50 [ 63 ] 80 [100] 125
High | === >
prOdUCtiVity TPM1 1 ; - 107+ 5 6 9 11 7 067
o’ Tewie (RS (Ed@a7)
milling .
I Q!ﬂm Siipider fiadius  Siotting Slotting g
efficient SDMT0502**
shoulder SDHT0502* . M 9-70
miIIing Steel  Stainless @
Caﬁq& Mmf:g Spn?fﬂlr?; " Slotting
Low cutting NGMILL T @ @ @ @ @
force and W13 d
high - SWMT1304* 45 56 68710 8,12
prog:lychwty - SWGT1304** . M 9-72
mI”Ing Of ." Steel  Stainless
various .work ) . .
materials ) Castlron _Non-erois Mm?r?g S"\‘A?mlf?; '
26 3/12
i ASMTIITS.., M @
R?nl';?”rrlgg ASGTI1TS... Steel ﬁ 490 9-61
3/12
%Nun-ﬂymm [ ][ ]..[ ? j
Stperaloys Srr\}l?fﬂlr?;r I;i/lalrljlus Slotting Slotting MSIII(Ii:g
sales@jnterui.com
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TAC Mill Overview

iIBore types

© Shoulder Milling
Cutting edge )
) . . angle Small O Tool dlametgr (mm) Large
Application Series and type A?rﬁ)sl'gggle Maoxf.cﬁFth Number of inserts 9 Page
Applications|30 40 50 60 70 80 100 120 160 180 200 250 300
TECMILL E @ @
3/21 4/32
M 9-68

| TLM11 -
Roughing LMMU1107*
milling

.5t95| =) @ @ . . @

Shoulder Radius ~ Slotting Slotting ~ Side
Milling  Milling Milling

Castlron _ Superaloys
H duty TAC Mill
Heavy duty | 1 &l | 2o 80 100 @@ @
square | TPP16RIE
ﬂfﬁﬂfi@ seurieos” | (IS (60 i 9-82
various work Steel Gt ion @ @ @
materials M P

Stainless Milling ~ Milling  Milling

Square | TAC Mill

@

shoulder | TSE40001A
milling of TECN43Z*
various work TEEN43Z* 9-86
mate”als p TEKR2204** Steel  Stainless
(Low cutting
force) | Vit Sthis”
©@High Feed Milling &
. ‘Tool diameter (mm) L
. . arge
Application Series and type A?ﬁé‘gggle Number of inserts 9 Page
40 50 5255 60 65 70 80 100 125 150 200
§ |oliih, ROLEED 00 © O©
§ speed milling| ==
5 of steels, TXNO3 . 6 5 5
< stainless | TXNO6 LM - 9-92
Ak el | IS EEE
cast irons
and titanium L Cﬁlm Selogs Shoulder Slotting Pocketing Ramping Plunging Enlar?mg
alloys
For high m @ @ @ @ @
speed milling m 3 4 5 6 7
of steels, @
stainless SQMU1206 . M @ 9-98
Stee|S ZSR_MJ Steel  Stainless 3 4
cast irons .
and titanium g s @
alloys H \ace
e g
50 Q@ O
i S 45 56 6,7
Super TXP05 WPMWOBXA™ ¢ 5,6 6,7
high feed | TXPO6 WPMTO06xax @ @
and three- TXP08 WPMT0806** 3 9-102
dimensional TXP09 WPMTO0907** 4
- LEEEE
A Nbl:flllfﬁ Pocketing Ramping Enlarglng
sales@jnterui.com
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TAC Mill Overview

O Radial Milling

Corner R @ Tool diameter (mm)
ot . Applicable [Max.depth Smatl . Large
Application Series and type [ior?serts of cu? Number of inserts Page
Applications| 30 4540 50 55 60 70 80 90 100 125130
ROUNDSSLIT J DO OO PB
Die TRC1 2 4 4545 5656 67 7 8
B
engraving of | TRC16 .‘i‘q RCMT1204** M 9-107
various work J RCMT1606™ | Stel suness =
o * T ErUEEE
L Oﬁsﬁﬁ Non-femous ’\Z?If:g ?Aﬁfﬂws Slotting Pocketing Ramping Profiling Enlargmg
Superalloys
TAC Flash radius mill F w @@ @
TRD12 RDMT1204** 4,5 4,5
Die TRD16 RDMT1604" 9110
i RDMW1204**
o - e
. . Mllllng M|I||ings Slotting Pocketing Ramping H(;Ig;ng
Cast Iron 5
O Milling Cutters for Super Finishing
. Max.depth| Smali ‘Tool diamett_ar (mm) Large
Application Series and type AFI)I‘?S“gI’a{EIe Number of inserts 9 Page
100 120 140 160 180 200 250
High Super finishing TAC Mill @ @ @
precision SFP4000 2 o 4
finishing of SPHA435FNW 9-130
steels and
cast irons
Face Face
Milling  Milling

SIIIA OV.L

sales@jnterui.com 9-35



TAC Mill Overview

IShank types
QFace Milling

o Applicable C”tgﬂgﬁdge Smali @ Tool diameter (mm) Large
Application Series and type nserts Magﬁc de th Number of inserts Page
Applications] 25 30 100
Highy | DOPENT (70 @ @ @ @ @
productive | """ d

face milling EENO09 PNCU0905GN™ 9-40
of various y Wiper insert . M -
work ™ L Steel  Staiess @
i - K N
Face

materials ac
Cast lron_Nonerous Milling
© Shoulder Milling &‘

Cutting ledge @ Tool diameter w
L i angle Smali ; Large
Application|  Series and type Aﬁ)r?sl'ecﬁgle Max.depth Number of inser 9 | page
u

Applications| 10 16 17 19 20 23 25_30 s 40 60 80

pomEC

ngh rrrrrrrr P
productivity| EPQ11 LQMU1107* & EriE BT 9-56
shoulder | EPQ18 LQMU1808* . M
m | I Ilng - Steel  Stainless
Shoulder Radius Slof tting Slde
Castlron  Superaloys Milling  Milling Milling
troor “y 00 &0
High EPOO7 2 24 24 35 35 3737
productivity AOMTO0702* - 9-58
shoulder AOGT0702** ool S —
Ot EEEE
S’\r}lc:ltljllrt]:iger Tﬁfﬂ'#s Slotting Slotting Slil%eg Pocketing Ramping Plunging En:_?élg;ng
@
= 00 00D O
&t) General INGERPC 2 23 23 2323 23
= purpose | EPS11 - 4_ 4 5 46
multi-function A T @ @ @
cutter for v 35 -
high precision A GT¥1T3 Rk - 2 9-60

square \(' \ -

5
shoulder L )
i > A @@..@.@.

Shoulder Radius ~Slotting Slotting Slde Pocketing Ramping Plunging EnIarglng
Milling  Milling

Highly EPO@ ; ?@%g

roductive / AOMT1805** W®
pshoulder \/ o AOGT1805™ | St suss 2 23 2, 3 3, 53 4 9-62
millin \
D @@..@.@I.

o

Shoulder Raldlus Slotting Slotting S” Pocketing Ramping Plunging Enlarglng
TAC Mill

High | TECMILL ? w

TUNGALOY 4 4

!Q

productivity | EPM11 ” n
shoulder LMMU1107 9-67
mi||ing Steel  Stainless @ @ . . @
v .
“ Qgﬂm Sl\r}l?llljllndger I’:\l/ﬁflillnus Slotting  Slotting Nﬁl‘ﬁ:g
| THNGRUAD FHjed © 9260
efficient EPD05 ___--"'”‘- SDMT0502** 2 3 4 & 6 8 9-70
roughing - / SDHT0502* . M -
milling - - @ @
- .. Face  Shoulder sjotting

Casthon Nonferois | Milling — Milling

sales@jnterui.com
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TAC Mill Overview

© Shoulder Milling

Cuttlng edge @ Tool diameter (mm)
L i Smali : Large
Application Series and type A?ﬁsl'ecggle Max. ge{)t Number of inserts 9 Page
pooheit s/ 10 16 17 19 20 23 25 30 35 40 60 80
HYBSRIDTACMILL % ? ?
S EPHI3 =00 © § ©
diameter | EPH13 P ¢ ? .
multi- XHGR1102** i
functional EPH18 XHGR1302" . M 9-74
cutter for XHGR18T: Steel  Stanless @ 0
high precision g 2 3
T BlEB@AEA
S&ﬂlﬂlﬁigr Iﬁﬂifldhlrjl.ls Slotting  Slotting Sldﬁ Pocketing Ramping B
HYBSRIDTACMILL @ @
Central insert T
Small EVH XVGTO6H2**C-** 2
diameter, / XVGTO7X3*C-** | | ‘ e
. XVGT0O9X4**C-** -
mu.ItI- ; Peripheral insert . M 2 9-78
functional / XVGTOBH2"P-" | Seel saniss
type XVGTO7X3**P-** (
XVGT09T4” P - Castlron  Non-ferrous
Spﬂti:mlnd;r Slotting |
TUNGREC
ELS11 o
. 3/12
Roughing ASMT11T3* 2/6 3/12 oo
milling A ASGT11T3**
=3 W27
oulder Radius Slotting Slotting  Side
Mllllng Milling Milling
TUNGQUAD ® B 5
[runGAatoy = . >
Roughing ELDO5 ‘ SDMT0502** 2/10 8/18 9-70 2
milling ﬁ* SDHTO502% @ =
Steel  Stainless wn
‘ e | “Wiling Setting
| T F e @ ¢©
functional ; XXMu08T2** 2 2 2 2
o cutting edge XXMUT0H3*
milling of . . 9-100
XXMU12X4 M [
steels and XXMU16X5™ | et sunes @ @ E] !
cast irons SK\AQI?MEI’ Slotting  Side Pocketing Ramping Plunging Enlarging Drilling
Contfon illing Milling Hole
Multi- ﬂs @ @ @
functional GDMT10H3**
milling of GDGT10H3*" . M 9-116
o HernWesus
materlals . . Shoulder Slotting S|de PocketingRamping Plunging Enlarglng
Castlron  Non-ferrous
Top-Feed Mill AD @ w@
General | EPS17 ﬁ 2 23 233534
purpose, multi ASMT1 705 6
functional type AgGT1778§**
for precision . M 2 2323 9-88
shoulder
FdA@P93AE
g Castlon Nordeross S’\r}lzl)mlrt‘i;r ?/ﬁmws Slotting Slotting Sldﬁ Pocketing Ramping Plunging Enlarglng
TAC roughing Endmill r
Heavv dut C ugning : APMTO0703** @ @ @
yduty | ELP-A APMTO9T3" 5 2 5
rough milling APMT1204** 9-121
of steels and ADMT1203* . M
cast irons ADMTA7T3** Steel  Stainless . n
ADMT2104 9 Ty S
sales@jnterui.com
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TAC Mill Overview

IShank types
Q High Feed Milling

; Cuttlng edge @ Tool diameter (mm)
Application|  Series and type A?ﬁshéﬁg le Max. %ﬁ?th Smat Number of inserts Large | page
Applications|10 15 20 25 30 35 40 50 6063 80
DOFEED SERIES 16 2025 [a0]
Multi- EXNO3 m 2 3445 45
e e | EXNO6 s | @M OODD 002
super high ; 2 3,445 256
- HIEUEEUE
Smﬂm Nl‘fﬁce Slotting Pocketing Ramping Plunging Enlarglng ‘
Small- | HYSRUIDTACMILL | et | 20° ] ? ?
diameter, XXGTO7X3"C- @
¢ mutti XXGT09X4™C-" ” 9-100
unctional Peripheral insert . M 2 ‘ -
type for XXGTOBH2**P-** | Steel” saness
i Eee@eEoeRs
feed ml"lng XXGT09X4**P_** Castlron  Non-ferrous
Face  Slotting Pocketing Rampin Enlarging Drilling
Milling Hole
MILLFEED o, 10 ® \
[TuncAtor — Kk 2 2
For super WPMWOS5HS .
high feed, EXP WPMTOSH3"™ m @ @
th - WPMWO06X4 2,3 9-102
_ hree WPMTOBX4** - 2,323 2,3 4
dimensional WPMTO0806" | See s
machining WPMT0907** . H E]
Cast Iron far
e} Pocketing Ramping En'\_‘a(l;gl;;ng
O Radial Milling
g edge PY .
. Tool diameter (mm)
- _ Applicable |y,.29e | Smali : Large
Application|  Series and type be Max.depth Number of inserts Page
Applications| 10 12 16 18 20 25 30 3540 50 63
Sk 00 00
Die ERC1 2
engraving of | ERC16 RCMT1204** . M 3 3 2435 0-107
various work , RCMT1606** S Sanes
-y L eEEvE
# Castlron  Non-femous
. Mlllfr?g ?Aﬁﬁl‘#s Slotting Pocketing Ramping Profiling Enlarglng
Superaloys
dimensional RDMWO0501M0 2 334 ’
machining RDMWO0702M0 .. 9-126
= S 88 @ -RE
engraVIng Face Radius Slotting Pocketing Ramping Profiling Enlarglng
il Milling ~ Milling
e TAC radius mill F w
For difficult
to cut ERF6000
materials 3 4
such as RFEN2004** . 9-112
Super a"oys Superalloys - Stainless
and hard H
materials ace ?A‘"’.ﬁ.'é’gs
sales@jnterui.com
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TAC Mill Overview

© Ball Endmills

Corner R @ Tool diamet r (mm)
- Applicable Max.depth| Smatl Qo ames Large
; : : Number of inserts
Application|  Series and type inserts | of cut Page
Applications| 10 15 20 25 30 35 40 45 50
. ZNCA1002™
Finisning | 15 0% 5’8’8'" ZNCAT203 (10 12 1 16 i 20 W 25 W 30
to medium ZNCA2004™ ~ 15 mm 11 1 1 1 1
finishing of ZNCA2505™ 9-120
ZNCA3005™
| e
cast irons ZNMM2505 Gastion Stcel
ZNMM3005** Pocketing Ramping Profiling
Die enaravin TAC Flash ball Endmill Radius edgeinserts || B @ @ ‘
graving EBP ZPET2004-MJ
and medium ZPET2505-MJ 2 2 2 &
finishing of ZPET3006-MJ . H 9-118
steels and Peripheral inserts | €889 05 = V
. DCMW070204TN s
CaSt Irons DCMW11T304TN . Radius Pocketing Ramping Profiling
Castlron Milling
rougn | TAC Flash ball Endmil S F O‘ @
ou : adius edge inserts
engrasing (Large diameter type) ZDMT4005-MJ d
EBD ZDMT5006-MJ 4+3 443
of Stee_l and Peripheral inserts . H 9-119
cast iron SCMT09T308-23 | ‘steel s, @
dies SCMT120408-23
Radius PocketingRampil il
Milling
© Special Purpose TAC Mills
c Cutting edge ‘ .
2 : Tool diameter (mm) o
= . angle : Lar
8| Series and type A?r?sllgratgle Max.depth Number of inserts arge >
Q of cut o
g Applications| 10 15 30 35 40 50 55 60 80 150 200 250
TAC Flash 60° 30° 5 ~ 52 (Effective diameter) 1 (No. of inserts)
= chamfering mill ‘ 45° 5 ~ 42 (Effective diameter) 2 (No. of inserts) -
5 | ECC31 hafnfering 60° 5 ~ 33 (Effective diameter) 2 (No. of inserts) | o >
€ XCET310404ER . M iy O
_CCU Steel  Stainless Steel Stainless §
O »
Cham-  Cham-
Cast Iron Cast Iron fering fering
o | TAC counter boring
£ | cutter
S/'TCB ity o 222 2 22 2
..“L_" SP RD g
% SPMM43! D| “Steel Staless
Q
O . Cham-
Castlron fering
TECSL . EU1008" .ﬁ- %g % f?i
2 ASN E,\’\/'IE'E'”"%S ‘ cn27a 86 o8
i " ZNEN-MJ . M 2
n LMEU1509* | ‘Steel saness o
ZNEN-MJ ..
Castlron  Superaloys Stotting
TECSLOT || .0
o TSN _ » - ZNEN-MJ 5105106/12 7/14  8/16
'4% "‘ - % | LMEU1208** 6/127/14 8/16 918 g
3 ZNEN-MJ . M ©
(_D LMEU1509** Steel  Stainless ( (o))
ZNEN-MJ ..
Castion Superloys | Slotting
- TAC side cutter r w @ @
5 _ SVN4000 D
%-E SNEN{2T2* 2,53,6 48510 5
o5 SNEN1233** . A
-ET'; Steel  Castlron m 2
g Slotting
Non-ferrous
sales@jnterui.com
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TEN / EEN type

SODENT 532 100.0) ) (1) 9D

Highly productive face milling of various

Stainless  Cast Iron  Non-ferrous

Miing work materials
Db | Rake angle: AR. —6° R.R. —2°~ —10°
TENO9 od
- = - L T ] j
— - ‘-‘
L v S | R —
\ - y A
- Vs , ap 7OLf Ls
\.“ r e L
"% EEN .
09 Max. ap: 6.4 mm Fig. B
B TENO9 (Fig. A: bore type) <&
S No. of Dimensions (mm) Weight| 5. Mounting
£ Cat. No. StockK;serts oDs (2D T2 | @ | ¢ P b e Air holejg Centérlibolt e
TENO9RO50M22.0E04 | @ | 4 | 50 | 56 | 41 | 22 | 20 | 40 | 6.3 [10.4| 0.3 | with 0x30H
TENO9RO63M22.0E06 | ® | 6 | 63 | 69 | 41 | 22 | 20 | 40 | 6.3 [10.4 ] O. j M10x30H 9-138®
@ | TENO9R0O80OM27.0E07 | ® | 7 | 80 | 86 | 50 | 27 | 22 | 50 7 124 CM12x30H
S | TENO9R100M32.0E08 | ® | 8 [ 100|106 | 60 | 32 |285| 50 | 8 |14.4 with | TMBA-M16H
9-138®
*TENO9R125M40.0E10| @ | 10 (125|131 | 71 | 40 | 32 | 63 | 9 & . with | TMBA-M20H
*TENO9R160M40.0E12 | @ | 12 (160 | 166 | 100 | 40 | 29 | 63 | 9 4.0 | without - 9-1380©)
TENO9RO50M22.0E06 | ® | 6 | 50 | 56 | 41 | 22 | 20 | 40 4| 0.3 | with CM10x30H
o TENO9RO63M22.0E0O8 | ® | 8 | 63 | 69 | 41 | 22 | 20 10.4| 0.5 | with CM10x30H 9-138®
% TENO9R0O80M27.0E10 | ® | 10 | 80 | 86 | 50 | 27 | 22 7 |12.4| 1.0 | with CM12x30H
g TENO9R100M32.0E12| @ | 12 | 100 | 106 | 60 | 32 50 | 8 |14.4| 1.4 | with | TMBA-M16H 9-1388)
l-l>j TENO9R125M40.0E16 | ® | 16 | 125 | 131 | 71 63 9 [16.4]| 25 with | TMBA-M20H
TENO9R160M40.0E20 | @ | 20 | 160 | 166 | 100 9 ‘ 63 9 [16.4| 4.3 | without - 9-138©)
® * Cat. No. of torx bit is different from other items. (Please see the a al
S B EENO9 (Fig. B: shank type) b
O - - -
No. of Dimensions (mm Weight | . Parts
< -
= Cat. No. Stock | |nserts ) ODs s P i (kg) Air hole C'?é?é’wg Slel:l;S{t]lﬁEn
EENO9R032M32.0-03 [ 3 38 32 80 35 115 0.7 with
EENO9R040M32.0-04 [ ) 0 46 32 80 35 115 0.7 with 1508
EENO9R050M32.0-04 [ 50 56 32 80 40 120 0.9 with |CSTR-4L100 (T15D)
EENO9R063M32.0-06 [ 63 69 32 80 40 120 1.0 with
EENO9R080M32.0-07 e 7 80 86 32 80 40 120 1.3 with
I Inserts
\l—\ i
Fig. 1 MJ (General) Fig. 2 W (Wiper) Fig. 3 AJ (For Aluminium)
Stock . .
Cat. No. Accuracy | Honing Coated grades Cermet|[ Carbide |- 'Mensions () Shape
AH725 AH120 AH140|T3130|T1115|NS740| TH10 A T
PNCUO0905GNER-MJ C with (] () ] (] (] () 12.2 5.9 Fig. 1
PNCU0905GNER-W C with ® 12.2 5.9 Fig. 2
PNCU0905GNFR-AJ C without (] 12.2 6.3 Fig. 3

[ @ : Stocked items. |

9_40 Relating | Technical Reference > Sales@j nterui.com
pages (15-1)



TEN / EEN type

DOSPENT

l Bore Type Components

Description | Replacement Parts Cat. No.

o Applicable cutter TENO9R...  |*TENO9R...
',}_‘“ Clamping screw CSTR-4L100
'\b?\‘ §[ Toncbit | BT15S [ BT15M
- £| Grp H-TBS

Mono block type
substitution wr):eprlwh T-15D

OStandard cutting conditions

. Hardness . - Recommended | Cutting speed Feed per tooth
Work materials HB Selection criteria grade Ve (m/min) fz (mm/t)
First choice AH725 100 - 250
Low carbon steels e FaReaiane mPact AH140 80 - 180 651 -0.6
(C15E etc.) Frority on wear T3130 120 - 250
Priority on surface quality] NS740 100 -2 0.1-0.5
First choice AH725 100 - 2
High carbon steels 600 36 Priorfty on impact AH140 0 0.1-05
(C45, C55 etc.) Rrlority on wear T3130 - 250
Priority on surface qualityl INS740 00 - 250 0.1-04
First choice AH 100 - 230
Alloyed steels 150 - 300 PR | A 80-150 | 0.1-05
(42CrMo4, 17Cr3 etc.) e 120 - 250
Priority on surface quali 740 100 - 250 0.1-04
First choice & H725 100 - 180
Tool steels (X155CrVMo12 1 etc.) | ~ 300 | Friorty onimpact AH140 80 - 120 0.1-05
Priority on T3130 100 - 180
Stainless steels (X5CrNi18-9 etc.) - AH140 90 - 180 0.1-0.45
. AH120 140 - 250
Grey cast irons - T1115 150 - 280 0.1-0.6 g
e ] AH120 | 100-200 0106 S
uctile cast irons rPeré?sr{tayngz Wear T1115 120 - 220 . . g
.. . 3 »
AlumintalloysIEElos:) First choice TH10 500 - 1500 0.1-05
Aluminium alloys (Si = 13%) ‘
Notes: reduced below the recommended value shown in the above table.
- Remove excessive chip accumulation wjtfién t. - Cutting conditions are limited by machine power, workpiece rigidity, and
- When chips stick to the cutting edg inium machining), use a water  spindle output. When the cutting width, depth or overhang length is large,
soluble coolant. set Vc and fz to the lower recommended values and check the machine

- When cutting an interrupted surface or a casting skin, the feed (fz) should be power and vibration.

B Installation extra close pitch cutter inserts

® The extra cloy tter has a slanted screw.

® Locate ins a‘ n fasten the screw. (Fig. A)

® Appropriate is 3.5 N-m.

@ After fastenj he screw, please ensure there is no space \ 4

between the cutter body and insert. (Fig. B) Locate insert

and then fasten
the screw.

Fig. A

B Notes on use of wiper insert

@ To achieve a good surface finish, a wiper insert is recommended.
(PNCU0905GNER-W) |, Cutting
® When using the wiper insert, install the insert as shown in Fig. C. edge
Ensure that the groove is at the front as shown in Fig. D.
@ The wiper insert has two wiping corners. (Fig. D)
@ Do not use the other corners. It may break the tool body.
> Groove

Fig. C Fig. D

sales@jnterui.com 9-41



SOOCTO DOQUAD Bz BB

Face
Milling

| Screw on type

J‘ Do | Rake angle: AR. —6° RR.+155°
od
] _Q
fn DOOCTO | . - DOQUAD
:‘ . L f (Octagonal insert) R (Square insert)
e a3 3
N ~d5°
poocto T % g\
DOQUAD Max. ap: 4.7 mm ? a)‘p: 7.5 mm
5 Cat. No. stock No-of Dimensions (mm) [WeiohBQair | Center Mounting
T Inserts| gDc1 | @Dc2 |@D1-1i@D1-2| @Db | od | ( | Ln e| bolt | detais
TANO7R063M22.0E05| @ | 5 | 63 :60.3| 76 :76.3| 41 | 22 | 20 | 40 with [CM10x30H|9-138®
TANO7R080M27.0E06 | @ | 6 | 80 :77.3| 93 i93.3| 50 | 27 | 22 | 50 with | CM12x30H |9-138®
2 | TANO7R100M32.0E07 ® | 7 |100:97.3|113i113.3| 60 | 32 |28.5| 50 with [TMBA-M16H|9-1388)
& | TANO7R125M40.0E08 | @ | 8 | 125:122.3| 138138.3| 71 | 40 | 29 | 63 with [TMBA-M20H [9-138®)
8 TANO7R160M40.0E10 | @ | 10 | 160:157.3| 173 i{173.3/ 100 | 40 | 29 | 63 without - 9-138©)
TANO7R200M60.0E12 | @ | 12 | 200 :197.3| 213 i213.3| 135 | 60 | 39 without - 9-138©)
(EHTANO7R250M60.0E15 | % | 15 | 250 :247.3| 263 263.3| 130 | 60 | 39 without| - |0-138©
(EHTANO7R315M60.0E18 | » | 18 [ 315:312.3| 328 i328.3 220 | 60 | 39 without| - [0-138©
TANO7R063M22.0E06 | @ | 6 | 63 :60.3| 76 :76.3| 41 | 22 | 2 with | CM10x30H |9-138®)
TANO7R080M27.0E08 | @ | 8 | 80 :77.3| 93 i93.3| 50 | 27 with [CM12x30H|9-138®
o | TANO7R100M32.0E10 | @ | 10 | 100:97.3| 113 i113.3| 60 with [TMBA-M16H|9-138®)
ﬁ TANO7R125M40.0E12 | @ | 12 | 125 :122.3| 138 i138.3| 71 with [TMBA-M20H [9-138®)
O [ TANO7R160M40.0E15| @ | 15 | 160 :157.3) 173 173.3 without - 9-1380)
TANO7R200M60.0E18 | @ | 18 | 200 :197.3| 213 i213 without - 9-138©)
) TANO7R250M60.0E21 | % | 21 | 250 :247.3| 263 without, - 9-1380)
(EHTANO7R315M60.0E24 | * | 24 | 315:312.3[ 32 withoutf - [9-1380
0
= [Wedge type
(@] Rake angle: A.R. —6° R.R.+15.5°
< oCcTO . = |
ctagonal insert) 2 Q DOQUAD
= (Square insert)
: ‘ ‘ \ 5 o
; | | =
A T e WS VY 457
- !‘\1 i %
% =
I d D1. (W
AD Max. ap: 4.7 mm  * - 12— Max. ap: 7.5 mm
§ Stock No. of Dimensions (mm) Weight| Air  [Mounting
0 Inserts| apct | @Dc2 |@Dct-i@0ct-| oDb | od | 0 | Ln | Le | b | a | (kg) | hole| details
[ J 8 63 i60.3| 76 i76.3| 41 | 22 | 20 | 40 i41.4| 6.3 |10.4| 0.6 |without|9-138®
2 @ | 10 [ 80 {77.3| 93 193.3| 50 | 27 [ 25 | 50 i51.4| 7 [12.4] 1.1 |without|9-138®
To, TANO7R100M32.0E14W [ ] 14 1100 :97.3| 113 1113.3| 60 | 32 [28.5| 50 :51.4| 8 |14.4| 1.6 |without|9-138®)
g TANO7R125M40.0E18W | @ 18 | 125 i122.3| 138 i138.3| 71 | 40 | 29 | 63 i64.4| 9 |16.4| 2.5 |without|9-138®
& [TANO7R160M40.0E22W [ ] 22 | 160 i157.3| 173 i173.3/ 100 | 40 | 29 | 63 i64.4| 9 |16.4| 3.6 |without|9-138©
TANO7R200M60.0E28W [ ] 28 | 200 i197.3| 213 i1213.3/ 135 | 60 | 39 | 63 i64.4| 14 |25.7| 5.8 |without|9-138©)
lRepIacement parts [ @ : Stocked items. |
H Screw on type B Wedge type
Description Cat. No. Description Cat. No.
Applicable cutter | TANO7R... | *TANO7R... Applicable cutter TANO7R...W
_‘ \" Clamping screw CSPE-5L150 Clamping screw DS-6P
= | § | Torx bit BLD IP20/S7 BLD IP20/M7 Wedge CL ARM-10-TUNG1
= £ | Grip H-TB H-TB _ § | Torx bit BLD IP15/S7
N DiRek MR cn IP-20T £ | arip H-TBS

9_42 Technical Reference > Sales@j I‘ltel'u i Ccom
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TAN type

DOOCTO DOQUAD

I Inserts
- T T
Octagonal insert = S
DOOCTO
MJ, ML ; w
(16 corner type) (Wiper, 8 corner type)
tock Di i
Cat. No. Accuracy| Honing Elockodlorgces @ L O Ees (i)
AH120 | AH140  AH725 | T1115 A B T re
ONMUO0705ANPN-MJ M with o () 17.3 7.2 6.2 0.8
ONHUO0705ANPN-MJ H with o () 17.3 7.2 6.2 0.8
ONMUO0705ANPN-ML M with () * 17.3 7.2 6.2 0.8
ONHUO705ANTN-ML H with [ ) @ @ * 17.3 7.2 ¢ 038
ONHUO0705ANPR-W H with [ ) 17.5 6.4 -
. A T
Square insert == . g
ianN) /
DOQUAD  uwmL S} W L ,
& i | d
(8 corner type) @k@ = (Wiper, 2 corner type) =
Cat. No. Accuracy| Honing Stocked grades (T2 eDimensions (mm)
AH120 | AH140  AH725 | T11 A B T re
SNMU1706ANPR-MJ M with [ ] ([ ) 17.3 4.4 6.98 0.8
SNHU1706ANPR-MJ H with [ ] ([ ) 17.3 4.4 6.98 0.8
SNMU1706ANTR-ML M with () 17.3 4.4 6.98 0.8
SNHU1706ANTR-ML H with () * 17.3 4.4 6.98 0.8
SNHU1706ANFN-W H without () 17.3 11 6.5 0.4
. . @ : Stocked items
O Standard cutting conditions * : Available from 2013
. Hardness - Recommended| Cutting Speed Feed per tooth:
Work material HB Q YW lgrades [onporeae]  VC (m/min) fz (mm/t) N
Low carbon steels Firs e AH725| MJ 100 - 250 O
C15E etc ~ 200 0.2-05 <
. rimpact resistance |AH140| MJ 80 -180 =
: t choice AH725| MJ 100 - 230
High carbon steels 20 0.2-0.4
C45E, C55E etc. For impact resistance |[AH140| MJ 80-180
First choice AH725| MJ 100 - 230
Alloy steels §~ 300 0.2-04
42CrMo4, 17Cr3 etc. For impact resistance |AH140| MJ 80 -150
Tool steels . )
X153CrMoV1 2, HS6-6-2 @ ~ 300 |First choice AH725| MJ 100 - 180 02-04
0 First choice AH120, ML 150 - 250
gggsczségg';' 150 ~ 250 Egr ir:pact resistance |AH725| MJ 150 - 250 0.17-05
rositanca e T1115| ML 180 - 300
First choice AH120, ML 100 - 180
Ductile castifons 150 ~ 250 |Forimpact resistance |AH725| MJ 100 - 180 0.17-0.5
e e Priority on wear
Priority on T1115| ML 120 - 200
] Attention for wiper inserts
DOOCTO DOQUAD

Just one wiper insert is needed in a cutter Just one wiper insert is needed in a cutter

Feed rate: f < 5.5 mm/rev . Feed rate: f < 9.5 mm/rev
sales@jnterui.com 9-43



T/EAW13

TUNGMILL &

(550" 160 )] fm S. W

Stainless  Cast Iron  Non-ferrous

=]t

Face

Chamfering
Milling

For general purpose milling of general steels,
stainless steels, cast irons, and non-ferrous metals

| Rakeangle: AR. +17° ~ +20° RR.-16°~ —11°

.= .”,.

Ls

Max. ap:

Flat top =5 mm

MJ, MS, AJ =4 mm
ML=25mm HJ=2mm

CM10x30H
CM12x30H

TMBA-M16H
TMBA-M20H

Centre bolt
Right hand (R) shown.

ITAW13 (Bore type) ¢
—_— Cat. No. Stock i?,‘;’g,r‘ii Dimensions (mm) w(ekig)ht Air i Moun’fing
oDc [oD1 [ od [ 0 [ LF[ b [ a 9 |h olts details
TAW13R050M22.0E04| @ | 4 50 | 63 0.4 )
22 | 20 | 40 | 6.3 | 104 Wity CM10X30H
TAW13R063M22.0E05| @ | 5 63 | 76 0. ¢ 9-138™
8 TAW13R080M27.0E06| @ | 6 80 | 94 | 27 | 22 50 7 |12. ith | CM12X30H
§ TAW13R100M32.0E07| @ | 7 | 100 | 114 | 32 | 285 8 | 14! 5 | with [TMBA-M16H
TAW13R125M40.0E08| @ | 8 | 125 | 139 40 32 63 g 4 2.7 | With [TMBA-M20H| 9-138®
TAW13R160M40.0E10| @ | 10 | 160 | 174 29 4.4 |Without -
TAW13R050M22.0E05| @ | 5 50 | 63 0.4 )
22 | 20 10.4 With |{CM10X30H
TAW13R063M22.0E06| ® | 6 63 | 76 0.6 9-138
§ TAW13R080M27.0E08 ® | 8 80 | 94 | 27 | 22 5 7 124 1 | with |[CM12X30H
O |TAW13R100M32.0E10| ® | 10 | 100 | 114 | 32 8 |14.4 | 1.5 | with TMBA-M16H
TAW13R125M40.0E12| @ | 12 | 125 | 139 4 63 9 164 3 | With [TMBA-M20H| 9-138®
TAW13R160M40.0E16| @ | 16 | 160 | 174 ' 4.4 |Without -
%) 0 [ @ : Stocked items. |
>
S.f) IReplacement parts
Descriptions Cat. No.
Shim screw DTS5-3.5SS
Shim FSSA1102
Clamping screw CSPB-3.5
Wrench P-3.5
Wrench IP-15D
Relating Technical Reference sa I es@j n te ru i com
9_44 pages (15-1)



T/EAW13

TUNGMILL

linserts
SWMT13T3AFPR-MJ SWMT13T3AFER-ML SWMW13T3AFTR SWMT13T3AFPR-HJ SWMT13T3AFPR-MS
13.2% o ‘4 13.2% e\ |4
; e N
18°30' \_ / 18°30"
/
Fig. 1 Fig. 2 Fig. 3 Fig. 4 Fig. 5
SWGT13T3AFFR-AJ SWGT13T3AFPR-MJ WWCW13T3AFE/FR-WS WWCW13T3AFFR-WD
14.1 4 189 N o 4 . 4, y
re1.3 N % rel5 19’215 ).o 192
foj 1. :lof . & 16
&:(% ] \15“30‘ | z 18°30' 7 ¢ ;‘*’@ [ ))wso‘g -
] ‘ ‘
Fig. 6 Fig. 7 Fig. 8
@ Grades
=3 Cat. No. Accu-| Honing Coated DLC coated] ide| T-DIA |Figure
= Lacy T3130 | T1115 | AH120 | AH130 | AH140 | GH110 |DS1100 KSO05F | DX140
SWMT13T3AFPR-MJ () () () ° (] Fig. 1
SWMT13T3AFER-ML () Fig. 2
© |[SWMW13T3AFTR M | With () () () Fig. 3
g SWMT13T3AFPR-HJ ° ° ° ° ° Fig. 4
G |[SWMT13T3AFPR-MS (] ® Fig. 5
SWGT13T3AFFR-AJ G Without () ® Fig. 6
SWGT13T3AFPR-MJ With () () Fig. 7
5 WWCW13T3AFER-WS () () Fig. 8
£ WWCW13T3AFFR-WS | C ) () ()
= Without .
‘ ® [Fig.9

WWCW13T3AFFR-WD e

O Notes for use of HJ-type inserts
HJ-type inserts can be used for high feed machinig
h

When using the insert, care should be taken with t lowing:
e The maximum depth of cutisap =2 mm. S eds within the
above value.

® Do not use the HJ-type inserts with oth&p s (such as MJ- and

MS-types) in the same body.
¢ The outer shape of the HJ—t&e is different from those of
other types (such as MJ- and MS*types), but the insert can be

held in the same insert po,

O Notes on us@viper insert

* When requiring, rface finishes, use of a wiper insert
(WWCW13 -W_) is recommended. In general, installing one
wiper insert ers superior surface finishes.

e When using the wiper insert, install the insert as shown in Fig. 1. If the
insert is installed as shown in Fig. 2, breakage of the insert is inevitable
and normal surface finish can not be obtained.

® The wiper insert must not be used together with HJ-type inserts

Fig. A Fig. B

Vs

Vs

sales@jnterui.com

[“DX140” : Packing Quantity = 1 pcs.]
| @ : Stocked items. |

SIIIA OV.L

T Main Cutting edge
Face Cutting edge

® The wiper insert has one wiping corner.

® The peripheral cutting edge of the wiper insert is
retracted from the edge of the normal inserts. Therefore,
the feed per tooth (fz mm/t) of the normal insert following

the wiper insert is double that of other inserts.

e When using the wiper insert, depth of cut (ap) less than
1 mm is recommended.

9-45



T/EAW13

TUNGMILL

© Standard cutting conditions

o Cutting speed Roughing (Depth of cut: > 1.0 mm)
Work materials Priority Grades /mi Feed per tooth: fz (mm/t)
ve (m/min) MJ ML HJ MS Flat AJ
First choice AH120 100 - 270 0.05-0.3|0.05-0.25| 0.2-0.6 - 0.05-0.3 -
Mild and Priority on wear resistance|  T3130 150-300 |0.05-0.3 - 0.2-0.6 - 0.05- 0.3 -
low carbon st)eels 5 AR150
(St37, etc. riority on impact _ _ _ _ _ _ _
=180 HBE resistance AH140 80 -180 0.05-0.3 0.1-0.25
Priority on surface quality |  NS740 100 - 300 0.05-0.23 - - - 0.05 - 0.23 -
Carb d First choice AH120 100 - 230 0.05-0.25/0.05-0.2| 0.2-0.5 - 0.05-0.25 -
arbon an
alloy steels Priority on wear resistance|  T3130 150 - 280 0.05 - 0.25 - 0.2-0.5 - 0.05 - 0.25 -
Ck45, 42CrMo4, - -
( etc.) Priority on impact A 80-150  [0.05-0.25 - 0.2-05 -
<300 HB — ,
Priority on surface quality |  NS740 100 - 230 0.05 - 0.2 - - =
Die steels First choice AH120 100 - 180 0.05-0.2|0.05-0.2| 0.2-0.4 -
(X96CrMoV12, etc.) —— ;
<30 HRC Priority on wear resistance|  T3130 100 - 180 0.05-0.2 - 0.2-0.4 =
e First choice e 80-200 |01-025| - | 02-05|01.0 ;
CrNiMo17-12-2 etc. A
. I<§5o HB ete) Priority on wear resistance|  AH120 150 - 250 0.1-0.25| 0.1-0.2 | 0.2- e - 0.1-0.25 -
Grey cast irons First choice T1115 180 - 300 0.05 - 0.25 - - - 0.05 - 0.25 -
(FG250, FC300 etc.) rioity on impact resistance]  AH120 150 - 250  [0.05 - 0.25| 0.05 - 0.2 6 - lo.05-025 -
Ductile cast irons : . - - - - - -
(FCD400, FCDB00 First choice T1115 120 - 200 0.05 - 0.25 0.2-0.6 0.05 - 0.25
etc.) Priority on impact resistance] ~ AH120 100 - 180 0.05 - 0.25/ 0. 0.2-0.6 - 0.05 - 0.25 -
Aluminium alloys DS1100
(Si <13 %) - KSO5F 300 - 1000 e - - = 0.05-0.2
Aluminium alloys _ DS1100 _ _ _ _ _ _
(Si = 13%) KSO5F 80 - 300 0.05-0.2
Copper alloys - 1?(?()1509 200 - 500 - - - - - 0.05-0.2
© Standard cutting conditions a
Light cutting to finishing (Depth of cut: < 1.0 mm)
o L n eed
= Work materials Priority Grades mi Feed per tooth: fz (mm/t)
= min) MJ ML HJ MS Flat AJ
%E) First choice AH120 100 - 270 0.05-0.25/0.05-0.2| 0.2-0.6 - 0.05 - 0.25 -
= Mild and Priority on wear resistance| T3 150-300 |0.05-0.25 - 0.2-0.6 - lo.05-025 -
low carbon steels E— "
St37, etc. riority on impac _ _ - _ _ _ _
(Sts7, eta) ity on Imp 80-180  [0.05-0.25 0.1-0.2
Priority on surface q 40 100 - 300 0.05 - 0.2 - - - 0.05 - 0.2 -
Carb d H120 100 - 230 0.05-0.2|0.05-0.15| 0.2-0.5 - 0.05-0.2 -
arbon an
alloy steels T3130 150 - 280 0.05-0.2 - 0.2-0.5 - 0.05 - 0.2 -
Ck45, 42CrMo4,
( ooy A 80-150  [005-02| - 0.2-05 - ; ;
<
NS740 100 - 230 0.05-0.18 - - - 0.05-0.18 -
Die steels AH120 100-180  [0.05-0.18/0.05 - 0.12| 0.2 - 0.4 - 0.05-0.18 -
(X96CrMoV12, e%) -
on wear resistance|  T3130 100 - 180 0.05-0.18 - 0.2-0.4 - 0.05-0.18 -
S&?c‘fer?&sé-g, First choice ﬁmgg 80 - 200 0.1-0.2 - 02-05 |01-018| - -
X5CrNiMo17-12-2€tc.
’ I<§5o HB ) Priority on wear resistance|  AH120 150 - 250 0.1-0.2 [0.1-0.18| 0.2-0.5 - 0.1-0.2 -
Grey cast irons First choice T1115 180 - 300 0.1-0.2 - 0.2-0.6 - 0.1-0.2 -
(FC250, FC300 etC.) prigrty on impact resistance| ~ AH120 150-250 | 0.1-0.2 |0.05-0.18 0.2- 0.6 - 01-02 -
Ductile cast irons ] . - - - - - - -
(FCDA400, FCDB00 First choice T1115 120 - 200 0.1-0.2 0.2-0.6 0.1-0.2
etc.) Priority on impact resistance] ~ AH120 100 - 180 0.1-0.2 [0.05-0.18| 0.2-0.6 - 0.1-0.2 -
Aluminium alloys DS1100 _ _ _ _ _
(Si <13 0/0) = KSO5F 300 - 1000 = 0.05-0.2
Aluminium alloys _ DS1100 - - - - - - -
(Si = 13%) KSO5F 80 - 300 0.05-0.2
. DS1100 - - - R R - -
Copper alloys KSO5F 200 - 500 0.05-0.2
Notes: stainless steel, use a water soluble cutting fluid. In this case, use the

- When cutting at a large depth of cut or a large cutting width, the cutting AH140 grade at speeds lower than vc = 100 m/min.
speed (vc) and feed (fz) should be set to the lower side of the values - When wet machining mild steels, carbon steels and alloy steels, use
shown in the above table. T3130 at lower cutting conditions.

- Dry cutting (or air-blowing) is generally recommended. However, when - TAW13 type TAC mills cannot be used for axial-feed cutting such as
chips tend to excessively adhere to the cutting edges when machining ramping, plunging and drilling.
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Lightning Mills

TME4400I/B (Bt BvEN

// For general purpose, high-feed milling of general steels,
Jace " Chamierng stainless steels, cast irons, and non-ferrous metals
| Rake angle: TME: A.R. +24° R.R. —8°~—6°
EE
od EE
= 53
VvV
~ Tt
[N
RS 9 22
TME4400I | aa
® 45° éc_%
o
: V4am) °0
P oDc | ‘
/ = | oD+ ' |
Max. ap: 4 mm
TME44008 V Right hand (R) shown.
ITME4400 I (Irregular pitch) ¢
No. of Dimensions (mm) Weight Mounting
cat o 310 inserts | b | o1 | od | ¢ | Lf |, bWPa (ko) details
TME4403RIE ®| 4 | 80 [1015] 27 | 26 | 50 Y 124 | 143
TME4404RIE [ ] 5 100 | 120.2 32 30 14.4 2.74 9-138®)
TME4405RIE [ ] 6 125 | 145.2 40 63 9 16.4 4.04
TME4406RIE (] 8 160 | 181.2 29 ) 5.82 9-1380
* Cutting edge height (F) is for when SEEN1203AGLIN type inserts are used.
ITME4400B (Close pitch) 0
No. of ensions (mm) Weight Mounting
2 Cat. No. R inserts [ gpDc [ @ d 0 Lf b a (ko) details
QEJ TME4463RBE [ ] 5 7.2 22 20 40 6.3 104 1.00 9-1384A)
< TME4403RBE [ ] 6 1.5 27 26 50 7 12.4 1.43
= TME4404RBE e 7 2 32 30 8 14.4 2.77 9-138®
TME4405RBE [ 9 21 40 63 9 16.4 4.06
TME4406RBE ° 12 181.2 29 ) 5.86 9-1380©

0N type inserts are used.

* Cutting edge height (F) is for when SE
[ @ : Stocked items. |

— Relating | Technical Reference> Sales@jl‘ltel’ui.com
9-48 pages =)



Lightning Mills

T/EME44001/B

linserts
SECIN1203AGLIN (-T) SEKN SEE/CN SEEN SEEN SEKN SEEN SEKR1203AGSR-MJ
1203AGLIN 1203AGCIN 1203AGTNCR 1203AGTNCR-14 1203AGLIN-T  1203AGLIN-T SEKR1203AGPN-MS
Ei = />"6" S /§7 - /é@ - /5‘7 X@Corner details
g } o -w ?\. M —~*
3.18 \ \ \ /\ Age et \ /\ (\W\
Fig. 1 Fig. 2 Fig. 3 Fig. 4 Fig. 5 AAsection  pig g B-Bsection  piq 7
Grades )
Cat. No Corner Acouy o Coated Cemet | Uncoated | "'9" |Application
o details | racy T3130 | T1115 |AH120| AH130| AH140| AH330 |GH330|NS740| UX30 | TH10 | ""°
SECN1203AGFN C |Without ® [Fig. 2|tigntalioys
SEEN1203AGTN ) With [ J [ ] o [ ] [ ] [ ) [ ) - Steels, cast iron|
SEEN1203AGFN Conventionall  |without @ o airs
SEEN1203AGTNCR E ® ® ® ® ) g. 3|Steels, cast irons
SEEN1203AGTNCR-14 With Fig, 4|stees
SEEN1203AGTN'T Strengthened_ . Fig 6 Steels, cast irons]
SEEN1203AGFN-T edge insert Without "~ | Light alloys
SEKN1 203AGTN . Wlth (] [ J [ ) [ ] [ ] . Steels, cast irons]
SEKN1203AGFN Conventionall | inou FIg- 1/ gt atoys
SEKN1 203AGTNCR With Fig. 3|Steels, cast irons
SEKN1203AGTN-T Strengthened-| K ) ) | steels, castirong
SEKN1203AGFN-T edgeinsert | Iyyithout L r—
SEKR1203AGSR-MJ 3 din\{\éirgrs],ional With L@ () ) fo 7 Steels, cast irons
SEKR1203AGPN-MS | chipbreaker [ (] 9 M stainiess steets

cutter body.

e SELIN1203 (42) AFCIN type inserts should not be used in the T/EME: -ty ody.

e SECN1203AGFN type is exclusively used for milling aluminium allo ther non-ferrous light alloys. Its top flat face is ground to
mirror-like finish.

¢ The strengthened type inserts have greater edge strength to ;Gedge chipping.

IReplacement parts

Notes: e SECIN1203AGLIN (conventional type) and SECIN1203AGLIN-T (strengthengJ inserts should not be used together in the same

Cat. No.

n@ons TME4403RIE ~ 4405RIE TME4406RIE =
TME4403RBE ~ 4405RBE TME4406RBE 2
LE444R LE446R &

king wedge WF444R WF444R

edge fixing screw FDS-8S FDS-8S

B3 ocator fixing screw CM4X0.7X14 CM4X0.7X14
T-handle wrench TP-4 TP-4

QStandard cutting conditions
. Roughing (Depth of cut: ap 1.5 ~ 4 mm) | Finishing (Depth of cut: ap 0.3 ~ 0.7 mm)
Work materials ades Cutting speed vc (m/min) | Feed per tooth fz (mm/t) |Cutting speed vc (m/min) | Feed per tooth fz (mm/t)
150 ~ 300 0.1 ~0.28 180 ~ 300 0.1 ~0.3
Mild steels 40 150 ~ 250 0.1 ~0.2 150 ~ 250 0.1 ~0.25
Unhardened 120 * GH330 150 ~ 200 0.1 ~0.25 0.1 ~0.28
(<180 HB) AH330 150 ~ 280 0.1 ~ 0.28 180 ~ 300 01 ~03
AH130°AH140°UX30 100 ~ 180 ) ) 130 ~ 200 ) )
T3130 150 ~ 280 0.1 ~0.25 200 ~ 280 0.1 ~0.28
e NS740 100 ~ 180 0.1-0.18 150 - 200 0.1~ 0.23
(< 300 HB) AH120 » GH330 100 ~ 200 0.1 ~0.23 0.1 ~0.25
UX30 80 ~ 130 0.1 ~0.25 100 ~ 150 0.1 ~0.28
: \| AH120 * GH330 100 ~ 150 100 ~ 150
Die steels (< 30 HRC) UX30 80 ~ 130 0.1 ~0.15 80 ~ 130 0.1 ~0.2
SE I AH130 * AH140 80 ~ 180 0.15 ~ 0.25 100 ~ 200 0.15 ~ 0.28
AH120 150 ~ 230 200 ~ 250
(< 250 HB) UX30 150 ~ 180 0.15 ~0.23 180 ~ 200 0.15~0.25
Cast irons T1115 100 ~ 200 100 ~ 200
Ductile castirons | TH10 * UX30 80 ~ 130 Y =02 80 ~ 130 O = Oz
Aluminium alloys(Si < 13%)| TH10 200 ~ 1000 0.1 ~0.2 350 ~ 1000 0.1 ~0.3
Copper alloy TH10 200 ~ 500 0.1 ~0.2 200 ~ 500 0.1 ~0.25

Notes: e Dry cutting is recommended for all materials except for aluminium alloys.
¢ No. of revolutions (min~') = Cutting speed X 1000 + 3.14 + Cutter diameter
e Table feed (mm/min) = No. of revolutions X Feed per tooth X No. of inserts [ @ : Stocked items. |
* When wet machining mild steels, carbon steels and alloy steels, use T3130 at lower cutting conditions.

sales@jnterui.com 9-49



TAC Mills for large depth of cut

TMD5400RIE

[Diameter

2100 ~ 315 m

a5°
m emm

Steel

Stainless  Cast Iron  Non-ferrous

44476 ‘ ‘

. . nght hand

:9 For general purpose, large depth milling of general steels,
e Chamtarng stainless steels, cast irons, and non-ferrous metals
od |Rake angle: AR.+15 R.R. -8
-2
—[al
| =
~ 3
O
'!. 45
{11 )
Ql
©
oDc
Max. ap: 6 mm o Right hand (R) shown.
No. of Dimensions (mm) Weight unting
Cat. No. Stock| ;serts oD oD o 0 Lf b a k details
TMD5404RIE o 4 100 118 32 8 14.4 2.
TMD5405RIE o 5 125 | 142 | 0 32 9 16.4 y 9-138®
TMD5406RIE [ J 160 176 29 63 ’ ,
TMD5408RIE [ 8 200 216 ‘%0 9-1380©)
TMD5410RIE o 10 250 265 60 38 14 o 16.3
TMD5412RIE e | 12 | 315 | 330 e 252 9-138D)
IInserts
SDKN1504AECIN SDEN1504AETN20 SDKN1504AETN16 SDKR1504AESR-MJ 1504AETNCR
Corner details (With 3-dimensional chipbreak Corner details SDKN1504AETNCR

5 875
Fig. 1 Fig. 2 Fig. 3 Fig. 5 Fig. 6 R) shown.
oy o Grades
cgt' ﬁ)o IS?MCatlt_. ';‘o' g '§ Coated Cermet Uncoated Figure
ne e g = 20 | AH130 | AH140 | GH330 | NS740 | N308 | UX30 | TH10
2 SDCN53ZTN SDCN1504AETN C () () Fig. 1
= SDENS53ZTN SDEN1504AETN () () [ () 9
&() SDEN53ZTNCR | SDEN1504AETNCR [ ) Fig. 5
= SDEN53ZTN20 | SDEN1504AETN-20 [ Fig. 2
SDENS53ZFN SDEN1504AEFN [ Fig. 1
SDKN53ZTN SDKN1504AETN [ J (J [ () () A () 9
SDKN53ZTNCR | SDKN1504AET With ® Fig. 6
SDKN53ZTN16 | SDKN150 K [ Fig. 3
SDKN53ZFN SDKN1504A Without ® |Fig.1
SDKR53ZSR-MJ | SDKR1504AESR-MJ With () [ Fig. 4
Notes: Inserts can be used fo PS-series TAC mills. ® - Stocked items
IReplacement © Standard cutting conditions A : Discontinued items
Roughing Finishing
. (Depth of cut: ap 1.5 ~ 6 mm) | (Depth of cut: ap 0.3 ~ 0.7 mm)
Work materials Grades Cutting speed | Feed per tooth | Cutting speed | Feed per tooth
vc (m/min) fz (mm/t) vc (m/min) fz (mm/t)
NS740 * N308 1~0.2 1~0.
Mild steels AH120 * GH330 150 ~ 250 L s 150 ~ 250 g =
@ U"h?ﬁesnoeg;‘ee's T3130 150 ~ 300 | 0.1 ~ 0.35 | 180 ~ 300 | 0.1 ~ 0.35
UX30° AH130 | 100 ~ 180 130 ~ 200
Carb teel T3130 150 ~ 280 | 0.1 ~0.35 | 180 ~ 280 | 0.1 ~ 0.35
arbon SteelS  ns740 « N308 | 100 ~ 180 | 0.1 ~ 0.25 0.1-~0.3
No Part Part Cat. No Hliey sizel IAH120 * GH330| 100 ~ 200 180 = 260
. = (< 300 HB) 0.1-~0.3 0.1 ~0.35
L LD540R UX30 80 ~ 130 100 ~ 150
® ocator i Die steels T3130 ¢ AH120 | 100 ~ 150 100 ~ 150
@ |Insert locking wedge| WFS00R (<30 HRC)  |UX30 80~130 | 01-02 ["gp-q3g | O1-02
® |Wedge fixing screw| FDS-8S ) AH130 * AH140| 80 ~ 180 | 0.15 ~ 0.3 | 100 ~ 200 |0.15 ~ 0.33
@ |Locator fixing screw | CM4x0.7x20 Stainless steels - - GH330| 150 ~ 230 200 - 250
— |T-handle wrench | TP-4 (< 250 HB) UX30 150 ~ 180 0.15~0.3 180 ~ 200 0.15~0.3
Notes: e Dry cutting is recommended for Duis s |TH10 © UX30 80~130 | 0.1 ~03 | 80~130 | 0.1 ~0.3
Z“or;ste”ab except for aluminium Alu?%'.nluf?;all)oys TH10 200 ~ 1000| 0.05 ~ 0.3 |350 ~ 1000| 0.1 ~0.3
* When wet machining mild steels, Copperalioys  [TH10 200~500 | 0.1~0.2 | 200~500 | 0.1~0.25
carbon steels and alloy steels, use
T3130 at lower cutting conditions. - -
sales@jnterui.com
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TAC Mills
(4]

TGP4100RBAE S 0. o) B M

g For general purpose, high-feed milling of cast irons,
ee general steels and stainless steels,

|Rake angle: A.R.+7° R.R.+1°

TGP4100T A

=
@ | \ ‘//[kj/‘isg g
LT — \
‘ oDc ‘
TGP4100BA Max. ap: 7 mm ob: Right hand (R) shown.
ITGP4100BA (Close pitch) X 4
No. of Dimensions (mm) We Mounting
Cat. No. StooKlinserts| oDc | oDy od 2 Lf b a (k details
TGP4104RBAE ® | 8 100 108 32 25 8 14.4 9-138A)
TGP4105RBAE ® | 10 | 125 132 40 32 63 9 1 %.6 9-138®)
TGP4106RBAE ® | 12| 160 | 167 29 5.8 9-1380)
linserts
SPIN1203ED[JR/L SPEN120312[IN SPKR1203EDSR-MJ Wiper insert
- - Corner details (With 3-dimensional chipbreaker) ~ Corner details \ One-corner type Two-corner type
e
- T < 27 2 00 % 3 3/@/ i
" = . O JE s W ki WS FIN B
3hs 12.7 \\ 14.9 \ 518 Fig.5|13.8 318
Fig. 2 Fig. 3 Fig. 4 Right hand (R) shown.
3 o Grades
Type Cat. No. IS(()MZ?:;C';O' % '§ Coated Cermet Uncoated | Ceramics |Figure
< T1115 | AH120 | AH140| GH330 | NS740| N308 | UX30 | TH10 | FX105
SPCN42STR SPCN1203EDTR h (] (] (] Fig. 1
SPCN42SFR SPCN1203EDFR ith (J ' jj
SPEN423TN* SPEN120312TN () [J () O
_ |SPEN423FN* SPEN120312FN E |Without ° Fig. 2 §
g SPEN42STR SPEN1203EDT [J @
S ISPKN42STR With ([} ([} o [ J o o o o o*
© |SPKN42STL L L Fig. 1
SPKN42SFR Without (]
SPKN42SFL )
SPKR42SSR-MJ With () () [J Fig. 3
SPGN120312TN ®* |Fig. 2
"!;’ Two-corner| WPAN42S ) (] Fig. §
2 A |Without -
< |One-corner WPAN42 SPAX1203EDFR-WS () Fig. 4
Notes: * markedgn uld not be used with wiper inserts. [ @ : Stocked items. |
Insers‘ ed for former PS-series TAC mills.
IReplacement parts
No Descriptions Cat. No.
0 =
N (g
T g_j‘!gm’@. @] Locator LP413R
O éi’ AY w ' @ Locator fixing screw CM4X0.7X14
\ (®| Insert locking wedge WF310R
@ ® 0 @ ®| Wedge fixing screw FDS-8S
— | T-handle wrench TP-4
Sales@j “teru i com Relating Technical Reference 9_51
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TAC Mills

TGP4100RBAE

QStandard cutting conditions

Roughing (Depth of cut: ap 1.5 ~ 4 mm)

Finishing (Depth of cut: ap 0.3 ~ 0.7 mm)

Work materials Grades
Cutting speed V¢ (m/min) |[Feed per tooth fz (mm/t)| Cutting speed v (m/min) [Feed per tooth fz (mm/t)
T1115 100 ~ 200 100 ~ 200
Cast irons 0.1 ~0.23
Ductile cast irons | 1H10 ¢ UX30 80 ~ 130 0.1~0.2 80 ~ 130
FX105 200 ~ 500 200 ~ 600 0.1 ~0.3
. NS740 » N308 0.1 ~0.18 0.1 ~0.23
tnaseels e |AH120 * GH330 150 -250 0.4 ~ 0.23 150 ~ 250 0.1~ 0.25
T3130 150 ~ 300 180 ~ 300
(< 180 HB) UX30 100 ~ 180 0.1 ~0.25 130 ~ 200 0.1 ~0.28
Carbon steels T3130 150 ~ 280 0.1 ~0.23 180 ~ 280 0.1 ~0.25
Alloy steels NS740 * N308 100 ~ 180 0.1~0.18 150 - 200 01 - 023
(< 300 HB) AH330 * AH120 100 ~ 200 0.1~0.2 ’ ’
UX30 80 ~ 130 0.1 ~0.23 100 ~ 150
Carbon steels T3130 ¢ GH330 150 ~ 230 0.1 ~0.23 180 ~ 280
Alloy steels NS740 * N308 100 ~ 180 0.1 ~0.18 150 ~ 200
(> 300 HB) UX30 80 ~ 130 0.1 ~0.23 100 ~ 15 0.1 ~0.25
Die steels T3130 100 ~ 150 100 ~ 150
(< 30 HRC) UX30 80 ~ 130 0.1 ~0.15 0.1 ~0.2
Stainless steels AH120 * AH140 150 ~ 230 0.15~0.2 0.15 ~ 0.23
(< 250 HB) UX30 150 ~ 180 0.15~0.2 ) )

Notes: e Dry cutting is recommended for above materials.

* When wet machining mild steels, carbon steels and alloy steels, use T3130 at lowel

&O

e No. of revolutions (min~') = Cutting speed X 1000 + 3.14 + Cutter diameter
e Table feed (mm/min) = No. of revolutions X Feed per tooth X No. of inserts

é
@)
<
s&
9-52
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Economy type TAC Mills

TGN4200-AE

Face
Milling

[Diameter 65°

080 ~ 160 mm]

6mm

Castlron  Steel

For general purpose milling of cast irons and steels

od |Rake angle: AR.-5° R.R.-5°

| o
T
| =
\ K
\
—
) =
‘ oDc
Max. ap: 6 mm | ' oD+ Right hand (R) shown.
No. of Dimensions (mm) Weight unting
Cat. No. tock! inserts | gDc oD1 od 0 Lf b a (kg) details
TGN4203R-AE o 5 80 92 27 22 50 7 12.4 1: 9-138®
TGN4204R-AE [ ] 6 100 112 32 8 14.4 .
TGN4205R-AE e 38 125 | 136 | 4 32 63 9 164 “ 9-138@
TGN4206R-AE [ 10 160 171 29 ) ;%-1 9-138©
lInserts
SNMN1204CJCJTN SNKF124
Corner details SV
w2
Fig. 1 -—4.76 Fig. 2 & Fig. 3|._l4.76
oy =2 Grades
Cat. No. ISC()M(::i.cr;o. % 'g Coated | Cermet Uncoated Ceramics Figure
< T | T3130 | T111 N308 UX30 | TH10 | FX105 | CX710
SNCN43ZTN |[SNCN1204ZNTN c With () () [ )
SNCN43ZFN SNCN1204ZNFN Without [ ) Fig. 1
SNKN43ZTN SNKN1204ZNTN With [ ) () [ [ ’ ;
SNKN43ZFN |[SNKN1204ZNFN K Without e
SNKF43ZTN [SNKF1204ZNTN With [) [ ) Fig. 3 =
SNKF43ZFN [SNKF1204ZNFN Without [ ] 9- >
SNMN120408TN [ )
SNMN120412TN (] [ ) [ ) )
SNMN120416TN M j [ Fig. 2
SNMN120420TN é [ )
SNMN120424TN [ )
Notes: Inserts can be used for form ries TAC mills.
IReplacement part o Standard cutting conditions
Roughing (Depth of cut: 1.5 ~ 4 mm) | Finishing (Depth of cut: 0.3 ~ 0.7 mm)
&R Work materials Grades Cutting speed | Feed per tooth | Cutting speed | Feed per tooth
y /’/ Ve (m/min) fz (mm/t) Ve (m/min) fz (mm/t)
? AR Castions |TH10°UX30 | 80-130 | 01-025 | 80~130 | 0.1-~03
®\ . \ Ductile cast |T1115 100 ~ 200 0.1 ~0.2 100 ~ 200 0.1 ~0.25
- Y irons FX105 200 ~ 500 0.1 ~0.35 | 200 ~ 600 0.1~04
®\7 N Mild steels T3130 150 ~ 250 0.1 ~0.3 180 ~ 250 0.1 ~0.3
Jnhardened  N§740eN308 | 100-200 | 01-~02 | 150~250 | 0.1-0.25
(<180 HB) UX30 100 ~ 180 0.1 ~0.3 130 ~ 200 0.1~0.3
No. ocat Part LNT;;;?:' No- Carbon steels | T3130 130 ~250 | 0.1-03 | 150~250 | 0.1~0.3
8 Lg:;o‘r’;ixing screw |CMAs0 7214 Alloy steels |NS740°N308 | 100 ~180 | 01-~02 | 150~200 | 0.1 ~0.25
: 300 HB, ~ ~ ~ ~
3 lInsert locking wedge WP440R/L (< ) UX30 80 ~ 130 0.1 ~0.3 100 ~ 150 0.1 ~0.3
@ |Wedge fixing screw |FDS-8S Notes: e Dry cutting is recommended for above materials.
— [T-handle wrench [TP-4 * When wet machining mild steels, carbon steels and
alloy steels, use T3130 at lower cutting conditions.
[ @ : Stocked items. |
sa I es@j n te ru i com Relating Technical Reference —
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All PCD-tipped TAC Mills for high feeds

Diameter w
DAD15 080~ 315 n
Non-ferrous
For high speed milling of aluminium alloys and
Miling non-ferrous metals
od |Rake angle: AR. +8.5° R.R. +5.0°
2
4
AN
oDc
Max. ap: 5 mm oD+ Right hand (R) shown.
No. of Dimensions (mm) Weight ounting
Cat. No. Stock inserts [ Do oD od 0 L b a (k details
DAD15080R-E 80 90 27 26 7 12.4 ‘1 ?
DAD15100R-E 4 100 110 32 40 28.5 8 14.4 9-138®
DAD15125R-E 125 135 32 : &.6
DAD15160R-E 6 160 170 40 29 9 ! 5.5 9-1388)
DAD15200R-E 8 200 210 63 8.9 9-1380
DAD15250R-E 10 250 260 60 38 14 7 14.6
DAD15315R-E 12 315 325 \ 24.0 9-138D)
lInserts
45°
ﬂzﬁ“ -5
ﬂ~
o J n
E ~—
5°) 5
i}
g Right hand (R) shown. O Right hand (R) shown.
2 Cat. No. aslos Stock Cat. No. Qrades Stock
= T-DIA T-DIA
YDEN1505ADFR-D DX140 YDEN1505ADFR-WD DX140 [
‘ “DX140” : Packing Quantity = 1 pcs.
IReplacement parts | ing Quantity = 1 pos..
o. Descriptions Part Cat. No. | Cautional‘y Points
Insert locking wedge FW304R-D in Use
@ |Locator adjusting wedge FW325R-D * To avoid a danger of
: : unbalanced revolution, the
® | Screw for p.)r?ventlng wedge from flying out | BHM615-GT TAC mill should not be used
Wedge fixing screw (for oD > 80) FDS-8ST of inserts.
® | Adjusting wedge fixing screw FDS-8ST-18 * Use the cutter within the
Wi h maximum revolutions written
t hand (R) shown. | — renc T-27T on the cutter body.
. . ® When using the cutter at a
Q Standard cutting conditions cutting speed more than

Work materials | Grades | Cutter dia.oDc | 80 | 100 | 125 | 160 | 200 | 250 | 315 1500 m/min, the balance
. . quality of the arbor and
Maximum cutting speed 4000 toolholder should be
e prepared within class G16.
Ak i i e When installing the inserts,
Aluminium alloys| o . o [Maximu revolution 45001 | 15700 | 10200 | 8000 | 6400 | 5100 | 4000 recommended clamping
(Si <13%) Nmax (Min™") S
(T-DIA) torque for the wedge fixing
Depth of cut @ (mm) ~5 screw is 9.8 N-m.
Feed fz (mm/t) 0.05 ~ 0.28
Aluminium alloys (Si > 13%) (Cutting speed V¢ (m/min) 200 ~ 500

e No. of revolutions (min~') = Cutting speed X 1000 + 3.14 + Cutter diameter
e Table feed (mm/min) = No. of revolutions X Feed per tooth X No. of inserts [ @ : Stocked items. |

9_54 Technical Reference> sales@j“terUi-com
pages =)




sales@jnterui.com



TPQ / EPQ type

DOREC

S

Stainless  Cast Iron  Superalloys

225 ~ 160 mm

EJIS Diameter

[ 916 mm ] [Alr Hole]

Steel

< ddd7)
\N}Tmicneg R?/Iailt\jiwgs Slotting ;IottinRg '\/ﬁhrii:g
Rake angle: AR. +4°~+5° RR. +13~+15
?O\w«—»ap Lf s
L
‘ Fig. B
e Fig. A g
/ Max. ap:
\‘ LQMU11 type = 9 mm ‘
LQMU18 type = 16 mm ‘ hand (R) shown.
B TPQ11, 18 (Fig. A: bore type)
No. of Dimensions (mm) Weight] Mounting
Cat. No. Stock| jnserts oDcoDbl od | 2 1 Lf | b | a | ko) Airhole| Center bolt ” Inserts details
TPQ11R040M16.0E04 ® | 4 40|35 |16 |20 | 40 | 5.6 |8.4|0.2| with
TPQ11R050M22.0E06 ® | 6 | 50|41 |22 |20 |40 |6.3|10.4|0.4| with
TPQ11R063M22.0E07 ® | 7 | 63|47 |22 |20 |40 |6.3|10.4|0.6| with LaMU1107++PNER-MJ | O-138®
TPQ11R080M27.0E10 ® 10|80 |46 |27 |22 |50 | 7 |12.4/1.0 CM12x30H
TPQ11R100M32.0E12 @® | 12 |100| 60 | 32 |28.5/ 50 | 8 |14.4 MBA-M16H 9-138®
TPQ18R050M22.0E03 ® | 3 50|47 |22 |20 | 40 |6.3|10.4 CM10x30H
TPQ18R063M27.0E04 ® 4 |63 |55|27 26|50 7 with | CM10x30H 9-138®
TPQ18R080M27.0E05 ® | 5|80 5527|2650 ]| 7 with | CM12x30H
: LQMU1808**PNER-MJ
TPQ18R100M32.0E06 ® | 6 |[100/ 70 |32 |32 |50 | 8 . 4 | with | TMBA-M16H
TPQ18R125M40.0E08 ® | 8 |[125/80 |40 | 38 | 6 16.4| 2.9 | with | TMBA-M20H 9-138®
TPQ18R160M40.0E09 ® | 9 |160/100| 40 | 38 16.4| 4.1 |without -
B EPQ11, 18 (Fig. B: shank type)
2 No. of| Diffiensi@ns (mm) Weight . Shank
s Cat. No. Stock | certs oD | oDs A if T k9) Air hole type Inserts
2 EPQ11R025M25.0-02 ® | 2 25 70 30 100 0.3 with
= EPQ11R032M32.0-03 32 80 35 115 0.7 with
EPQ11R040M32.0-04 80 35 115 0.8 with o
- Cylindrical [LaMU1107**PNER-MJ
EPQ11R050M32.0-05 80 40 120 0.9 with
EPQ11R063M32.0-06 80 40 120 1.1 with
EPQ11R080M32.0-07 80 40 120 1.4 with
EPQ18R040M32.0W03 3 40 32 75 35 110 0.7 with
- Weldon |LQMU1808**PNER-MJ
EPQ18R050M32.0W@ ® | 4 50 32 75 40 115 0.9 with
P Q
l Bore ty ponents
Descriptio] Replacement Parts Cat. No.
Applicable cutter T/EPQ11R... T/EPQ18R...
Clamping screw CSTB-3.5L115 SR14-591
S Torx bit BLDT10/S7 BT20M
s Grip SW6-SD H-TB
UbSRALRGr wrénoh T-10D T-20D
[ @ : Stocked items. |
— Relaﬂng Technical Reference Sales@j I‘ltel'u i Ccom
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TPQ/ EPQ type

DOREC

l Inserts
N
T <
S
S\ re
Stock Dimensions (mm)
Cat. No. Accuracy| Honing Coated A B T R Cutter
AH725 | AH120 | AH140
LQMU110704PNER-MJ M with ° ° ° 11.0 | 9.0 | 83 L PO
LQMU110708PNER-MJ M with () () () 11.0 9.0 8 TPQ11
LQMU110716PNER-MJ M with () () [ 11.0 9.0 8. 1.6
LQMU180804PNER-MJ M with () () [ 175 | 11.5 0.4
LQMU180808PNER-MJ M with () () [ 175 | 11.5 .9 0.8 EPQ18
LQMU180816PNER-MJ M with () () [ ) 17.5 .9 1.6 TPQ18
LQMU180824PNER-MJ M with () () [ ) 17 \ 10.9 2.4
[ @ : Stocked items. |
© Standard cutting conditions
Work Material Hardness G Cutting speed Feed per tooth
oriiiatenials HB Vc (m/min) fz (mm/t)
Low carbon steel (C15E etc.) ~ 200 100 - 250 0.10 - 0.25
High carbon steel (C45, C55 etc.) 200 ~
AH725 100 - 230
Alloyed steel (42CrMo4, 17Cr3 etc.) 15 0.10 - 0.20
Tool steel (X155 CrVMo121 etc.) 100 - 180
Stainless stee
(300 series, X5CrNi189 etc.) - AH140 Sy iRy
Grey cast iron
140 - 250 0.10 - 0.25
Ductile cast ror 180-250 | AH120
(GGGA0 / 450-10S etc.) 110-200 0.10-0.25
Heat-resisting alloy ; : ;
(Ti-BAL-4V, Inconel 718 etc. AH725 20-350 0.08 - 0.20

urface or a casted skin, the

- To remove excessive chi mulation use an air blast.
- When cutting an interr,
feed per tooth (fz) s%e reduced to the lower recom-

mended valugs the above table.

)\

and vibration.

sales@jnterui.com

- Cutting conditions are limited by machine power, work
piece rigidity and spindle output. When the cutting width,
depth or overhang length is large, set Vc and 7z to the
lower recommended values and check the machine power
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TPO / EPOQO7

TUNGREC PMENS
BEAE

Shoulder Radius  Slotting Slotting Side Pocketing Ramping Plunging Enlarging
Milling Milling Milling Hole

[ -] [ ﬁ] [%] For high speed milling of steels, stainless,
and superalloys

|Rake angle: AR. + 7 R.R. + 13°~ + 18°

TPOO7 )y
o # EPOO0O7
o~ - _
' 1 Q 1.2
' J
' 8R! o 25
; 1 0™ L
‘. ; Max. ap : 7 mm (MJ)
- 1 6.4 mm (AJ) i
0.8 mm (HJ) Fig. B ‘
ITPOO7 (Fig. A: bore type)
No. of Dimensions (mm) Weight|  Air Clampin Mounting
Tk N S10K ) sens*@Do @Db] @d | £ | L] b | a |(kg)| hole|Center bolt TS Inserts | " jetails
TPO0O7R032M16.0E08 | ®@ | 8 [ 32 | 30|16 |21 | 40 |5.6 |8.4|0.1| with | CM8x30H ‘ AOMTO702...
TPO0O7R040M16.0E10 | @ | 10 |40 | 35| 16 | 21 | 40 | 5.6 | 8.4 |0.2| with | CM8x .5L046 AOGTO702 9-138A
TPOO7R050M22.0E12 | @ | 12 | 50 | 41 | 22 | 22 | 40 | 6.3 |10.4/0.3]| with |CM10%80H
BEPOOQ7 (Fig. B: shank type)
- - = - -
2 Stock| No. of| Dimensions (mm) ight | ,. Clampin
S Cat. No. e A Ts = (kg | Airhole e Inserts

0.1 with
0 0.1 with
95 0.3 with

16 12 50 2
20 16 60
25 20 60

EPO07R016M12.0-02
EPO07R020M16.0-03
EPO07R025M20.0-03

Coarse
pitch

EPO07R012M12.0-02 12 12 5 18 68 0.1 with
5 |EPO07R016M16.0-04 16 16 24 84 0.1 with
‘s |[EPO07R018M16.0-04 18 16 24 84 0.1 with
@ |EPO07R020M20.0-05 20 2 30 100 0.2 with
8 EPO07R022M20.0-05

EPO07R025M25.0-07

EPO07R028M25.0-07

EPO07R012M12.0-02L
EPO07R016M16.0-02L
EPO07R018M16.0-02L
EPO07R020M20.0-03L
EPO07R022M20.0-03L

22 70 | 30 | 100 | 0.2 | with AOMTO702...
25 é 80 35 115 0.4 with |CSTB-2.5L046 AOGT0702...
28 80 35 115 0.4 with

12 95 30 125 0.1 with
16 105 40 145 0.2 with
16 105 40 145 0.2 with
20 20 135 50 185 0.4 with
22 20 135 50 185 0.4 with
EPO07R025M25.0-03L 25 25 150 70 220 0.7 with
EPO07R028M25.0-03L 3 28 25 150 70 220 0.7 with
*The oDc in the above tabw the diameter when MJ and AJ *The Lf and L in the above table show the lengths when MJ chip-

i}
=
<C
l_

%
CDQ'I\)I\)I\)\I\I@U‘IALNODCOI\)

Long shank

chipbreakers are used. J chipbreaker is used, the tool  breaker is used. When AJ chipbreaker is used, the lengths are

diameter is equal to the own @Dc + 0.6 mm. equal to Lf, L + 0.1 mm. When HJ chipbreaker is used, the lengths
[ are equal to Lf, L + 0.5 mm.
IReplacemen S . g
Description ent parts Cat. No. > \T'J,
i /
Wrench T-7DB J
@ \‘\‘
linserts
A re T A re T A re T

L T
Wy &3 M a il i
Fig. 1 MJ Ao &2 Fig.2 HJ k% Fig. 3 AJ %

s 1
J ] )

Grades . .
Cat. No. Accuracy| Honing Coated Carbide Dimensions (mm) Shape Cutter

AH725 | AH140 | KS15F | A B T re
AOMT070202PDPR-MJ M with () (] 80 | 47 | 23 | 0.2 Fig. 1
AOMT070204PDPR-MJ M with o [ ) 80 | 47 | 23 | 0.4 Fig. 1
AOMT070208PDPR-MJ M with [ [ J 80 | 47 | 23 | 0.8 Fig. 1 EPO07
AOMT070216PDPR-MJ M with () o 80 | 47 | 23 | 1.6 Fig. 1 TPOO7
AOMT070208PDPR-HJ M with () (] 88 | 49 | 24 | 0.8 Fig. 2
AOGT070204PDFR-AJ G without 8.1 47 | 23 | 04 Fig. 3

sateseinterut:co :

[ @ : Stocked items. |
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TPO / EPOO7

TUNGREC

© Standard cutting conditions

Work material hg—arré%gs Grades Cu\}grz?n/srﬁiﬁ?d i Feed per tO:IT: fz (mm/t) AJ
Low carbon steels (C15E etc.) ~200 |AH725 90 - 200 0.05-0.1 0.4-09 -
(ogs Coaonypets and Alloved steels 100 - 300| AH725 | 90 - 150 0.05 - 0.1 0.4-0.9 -
Tool Steel (X153CrMoV12 etc.) 150 ~ 300 | AH725 80-120 0.05 - 0.1 0.4-0.9 -
Stainless steel (X5CrNi18-9 etc.) - AH140 90 - 150 0.05-0.1 0.4 -0.9 -
Grey cast iron (GG25, GG30 etc.) 150 ~ 250| AH725 100 - 180 0.05-0.1 04 -09 -
Ductile cast iron (GGG45 etc.) 150 ~ 250 | AH725 80 - 150 0.05 - 0.1 0.4 -0.9
Aluminium alloys (Si < 13%) - KS15F 300 - 1000 - -
Aluminium alloys (Si = 13%) - KS15F 100 - 200 - v 0.08-0.2
Titanium alloys (Ti-6Al-4V etc.) - AH725 20-50 0.05 - 0.1 (‘ﬂ)g =
Heat resistant alloys (Inconel718 etc.) = AH725 20 - 35 0.05 - 0.2-0.6 -

Q Cautionary points when using HJ inserts

HJ type inserts are designed for high feed machining.
Please note the following when using HJ inserts:

@Rec 07 type HJ inserts
o andard conditions

1. The peripheral shape of HJ insert differs from that of other 1.0
inserts (MJ, AJ). However the same insert pocket can be used. —
2. When using HJ inserts, all the inserts on the cutter body must 0 E 0.8
be HJ type. Do not use other types of inserts (MJ and AJ type a
with HJ inserts on the same cutter body. T 06
3. When using CAD/CAM, program it as a radius cuttergFhe 3 4
below shows the corner R in programming and the unc (t). 5 04 M (3?)
4. With HJ inserts, the tool diameter is equal to the diameters < Stainless z
shown on p. 9-80 oDc + 0.6 mm §' 0.2 =
0 0.2 0.4 06 0.8 1.0
Feed per tooth: fz (mm/t)
Max. depth |Main cutting| Amount left | Corner R
of cut |edge length | as uncut pr‘c',"g;%_
max ap (mm)| W (mm) t (mm) ming
Amount left 0.4 R0.5
t as uncut 0.8 3.0
0.3 R1.0
tool diamet
p. 9-80 @Dcgh!0.6 mm Corner R when

programming

sales@jnterui.com
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TPS / EPS11

TUNGREC

Diameter
212~63 mm

Steel  Stainless CastIron  Non-ferrous

q [ LJ [ m [m :; = For high speed milling of steels, stainless,
\SI'\W/I(i)I?iIr?ger R'l:\{llﬁl?iir‘;‘gs Slotting Zlotting Nﬂﬁr?g Pocketing Ramping  Plunging Enﬁg?eing and Su pera”oyS
Db Rake angle: TPS11: A.R. +15.5° ~ +18° R.R. -8° ~ -6.5°
L o EPS11: AR. +9° ~ +17.5° R.R. -20° ~ -7°
| F N
- - .
Cylindrical
1’ +
| N \\:‘\;;i’;’,’;:;:;’,;,, 2
| QEE e g
« » 90“\-@4 Lt ‘ ds
o ‘ L
»~
S .
v EPS Fig. B
Max. ap: 10.6 mm ‘
ITPS11 (Fig. A: bore type) ‘
No. of Dimensions (mm) Weight | Mounting
Cat. No. Stock| |1serts 205 TaDo | od 7 T b = (k) Air hole Inserts details
TPS11040RB-E | @ 6 40 | 35 16 19 | 40 | 5.6 | 8.4 | 0.2 |without ASMTH1T3
TPS11050RB-E | @ 7 50 | 41 | 22 | 20 | 40 | 6.3 |10.4| 0.4 |without ASGT1 1T3"' 9-138A
TPS11063RB-E | @ 8 63 | 41 22 | 20 | 45 | 6.3 |10.4| 0.6 |without
IEPS11 (Fig. B: shank type)
o No. of Dimensions (mm) eight | . Clampin
E; Cat. No. Stock | |nserts oD | 2Ds Us k9) Air hole Scrgw 9 Inserts
EPS11012RS o 1 12 0.1 with
EPS11016RS o 2 16 16 60 25 85 0.1 with
EPS11018RS [ ) 2 18 0.1 with CSPB-2.58
EPS11020RS o 2 20 g 0.2 with
G |EPS11021RS o | 2 |21 |- 801100 ™65 witn
® ‘S |EPS11025RS ) 3 25 0.4 with
= 3 [EPS11026RS ° 3 | 26 B2 35 | 115 | 0.4 | with
o S |EPS11030RS [ 3 0.4 | with
< | © [EPs11032Rs ° 3 80 0.7 | with | CSPB-25
EPS11033RS o 3 0.7 with
ASMT11T3...
EPS11040RS ° 32 401120 5 with Azeﬁ 1T§
EPS11050RS 50 1.0 with
EPS11020RSB 20 0.2 with
EPS11021RSB 3 | 21 | 20 | 70 | 30 1100 oo i | CSPB25S
5 EPS11025RSB @ 4 25 0.4 with
-"g_ EPS11026RSB o o 4 26 25 80 35 115 0.4 with
o EPS11030RSB o 4 30 0.4 with
8 [ ) 5 32 0.7 with CSPB-2.5
o 5 33 0.7 with
o 6 40 32 80 40 120 0.8 with
o 7 50 1.0 with
The next page is followed.
[ @ : Stocked items. |
9-60 sales@jnterui.com e oo
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TPS / EPSO7

TUNGREC

BIEPS11 (Fig. B: shank type)

% Cat. No. Stock m;’ég @Do QDDILnensEosns (mlr-rfi) L W(i'g)ht Air hole C?g:gwg Inserts
EPS11012RL ° 1 12 95 | 80 | 125 | 0.2 | with
EPS11016RL ° 2 16 | 16 0.2 | with
EPS11018RL ° 2 | 18 105 | 40 | 145 655 ith | cspB-2.58
EPS11020RL ° 2 | 20 0.4 | with

. [EPS11021RL ° o | 21 | 20 | 135 ] 50 | 185 0

S [EPS11025RL ° 2 | 25 0.8 | with

G |EPS11026RL ° 2 [ 26 | 25 [ 150 | 70 | 220 | 0.8 | with

© [EPS11030RL ° 2 30 0.9 | with

S |EPS11032RL ° 2 32 175 | 80 15 | with ASMT11T3...
EPS11033RL ° 2 33 | 32 255 [ 1.5 | with 4SGT1TS...
EPS11040RL ° 2 | 40 205 | 50 16 | with
EPS11040RLS42 ° 2 | 40 | ,, [210]100[310[ 3.0 | with | cs
EPS11050RL ° 3 50 310 | 50 | 360 | 3.9 | with

§ |[EPS11025RSS20 ° 2 | 25 02 | with V

% |EPS11030RSS20 ® | 2 | 30 03 | wih L.

88 [EPS11032RSS20 ° 2 32 | 20 | 60 | 35 | 95

© EPS11040RSS20 ° 3 | 40

£ |EPS11050RSS20 [ 3 50

Type Cat.No. [Stock o Of f— gDDs'me"sQ'Z“s (""Z‘f) ; 9 Air hote| - gmpng Inserts
B5EPS11012RS-E | @ | 1 | 12 | .o | 55 | . A | with

S |85|EPS11016RS-E o | 2 16 0.1 | with | CSPB-25S |, o\ o

S| _|[EPS11020RSB-E | ® | 3 | 20 [ 20 | 60 90 | 0.2 | with ASGT11T3,..

= (8S|EPS11025RSB-E | @ | 4 | 25 | 25 35 (195 | 04 | with
©“/EPS11032RSB-E | ® | 5 | 32 | 32 | 7 0 | 110 | 0.7 | with | °SFB28

ITLS11/ ELS11

s
For roughing milling @)
Rake angle: TLS11: A.R. +11.4° R.R. -7° g
- ELS11: A.R. +6.3° ~ +9.4° R.R. -10° ~ -8° 2
d‘ :
& ; e I 5 5. 5 ) W A =71 S
s |00 v A= T \J ” H -~ Q
:ELS11 98& —
. f90°
(Fig. A: bore
No. of Dimensions (mm Weigh i
ff. eight|, . No. of Mounting
Cat. No. Stock ﬁeﬁgg obcloDb] od | & [ L | b | & [V&| ko) Air hole| Center bolt linserts|  Inserts  |” ytails
TLS - ASMT11T3...
11R050M22.0E04 | @ | 4 |50 |47 |22 |20 |60 |6.3/10.4/48.8| 0.5 | with |CM10X40H| 20 |,Q-ri 9-138®
(Fig. B: shank type)
No. of eff. Dimensions (mm) Weight| , . No. of
Cat. No. Stock ﬁggse oDc | oDs | Os o L Ivaxan| ko |AF hole | inserts Inserts
ELS11R025M25.0W02 () 2 25 25 80 40 | 120 | 304 | 0.4 | with 6 ASMT11T3
ELS11R032M32.0W03 () 3 32 32 80 60 | 140 | 39.4 | 0.8 | with 12 ASGT 1T3'"
ELS11R040M42.0W03 () 3 40 42 90 60 | 150 | 40 1.4 | with 12

[ @ : Stocked items. |
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TPS / EPS11

TUNGREC

IReplacement Parts

TLS / ELS11
TPS / EPS11 Descriptions Cat. No.
Description Replacement parts Cat. No. Clamping screw CSPB-2.5
Wrench IP-8D Wrench IP-8D
T T
o =
— | B} *
Fig. 1 MJ Fig. 3 AJ
3| o Grades . V
Cat. No. g % Coated DLC coated| Cermet |Uncoated Dimensi (mm) Shape| Cutter
&) I |AH725/AH120/AH130|AH140|T3130|T1115|DS1100|NS740 KSO5F re
ASMT11T304PDPR-MJ with | @ () () () [} 0.4 |Fig. 1
ASMT11T308PDPR-MJ with | @ (] (] (] () 6 0.8 |Fig. 1
ASMT11T312PDPR-MJ with | @ (] () 1.2 |Fig. 1
ASMT11T316PDPR-MJ| M | with | @ (] () 1.6 |Fig. 1
ASMT11T320PDPR-MJ| | with ° 11.6(6.7|3.7 [ 2.0 [Fig. 1 Eggn

ASMT11T330PDPR-MJ with () 3.0 |Fig. 1
ASMT11T304PDPR-MS with (] () 0.4 [Fig. 2
ASGT11T304PDFR-AJ G without o 0.4 [Fig. 3
ASGT11T308PDFR-AJ without | @ ) 0.8 |Fig. 3

‘0 : Stocked items.

Q Cautionary point in modifying cutter bd
TPS / EPS11, TLS / ELS11

£ When using inserts with corner radius Corner radius 1 (mm) | The dimension of modifying (mm)
= re= 2.0 mm, standard cutter bodies
O have to be modified “R”. 04~16 Unnecessary
= TLS/ELS11 20-30 2
From 2nd row onwards, please use insert
withre =0.4 or 0.8 mm ‘
© Standard cutting c&gs
] Brinell L Cutting speed|  Feed per tooth: fz (mm/t)
Work material hard Priorit Grade :
T y Ve (m/min)|  MJ MS AJ
i . el First choice AH725 01-02
(g;"f’s;a;tco)” steels 0 ~ 200 For wear resistance | T3130 | 100-250 | - -
’ For surface appearance | NS740 0.05-0.15
. First choice AH725 0.1-015
"('3'%2 Cg"sbson sand Alloyed steels | 55 _ 300[ For wear resistance | T3130 | 100-200 | = = =
( ’ e For surface appearance | NS740 0.05-0.12
Tool Steel First choice AH725
(X155CrVMo12 1 etc.) 150 ~ 800 - ear resistance T3130 100-15010.1-0.15
Stainless steel (X5CrNi18-9 etc.) = - AH130| 80 - 200 - 0.08 -0.2 -
Grey cast iron AH120
(GG25, GG3O etc.) 150 ~ 250 First choice T1115 | 1007250 1012-02 ) i
Ductile cast iron For wear resistance | AH120
(GGG45 etc.) 150 ~ 250 First choice T1115 80-200 |(0.12-0.2 - -
Aluminium alloys (Si < 13%) - For wear resistance  [DS1100|300 - 1000 - - 0.05-0.2
Aluminium alloys (Si = 13%) > - DS1100| 100 - 200 - - 0.05-0.2
Copper alloys - - KSO5F | 200 - 500 - - 0.05-0.2
Titanium alloys (Ti-6Al-4V etc.) - - AH130| 20-60 - 0.08 - 0.15 -
Heat resistant alloys _ _ _ - - -
s G AH725| 20-40 |0.08-0.13
sales@jnterui.com
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TPS / EPSO7

TUNGREC

Roughing type TLS11 / ELS11

Brinell i 1 fz /t
Work material harﬁ?’n%ss Priority Grade Cutting sPe.ed Feed per tooth (mm/t)
HB Ve (m/min)|  MJ MS AJ
Low carbon steels First choice AH725
(C15E etc.) ~ 200 For wear resistance | T3130 100-250 10.10-0.18 ) )
) First choi AH72
Tool Steel First choice AH725
(X153CrMoV12 1 etc.) i For wear resistance T3130 100 =180 | @l - Bl : B
(Sxtggr'sz;tgz't o - - AH130| 100-150| - |008-015| -
Grey cast iron First choice AH120 L 2
(GG25, GG30 etc.) 150 ~ 250 For wear resistance T1115 1LY =2l 00~ 0
Ductile cast iron First choice AH120
(GGG45 etc.) 150 - 250 For wear resistance | T1115 £~y e _v - -
Aluminium alloys (Sii< 13%) - - DS1100| 200 - 500 ‘ﬂ - |0.05-0.18
Aluminium alloys (Si = 13%) - - DS1100 100 0. - - 0.05-0.18
Titanium alloys (Ti-6Al-4V etc.) - - AH130 - 60 - 0.08 - 0.14 -
Heat resistant alloys
(Inconel718 etc.) B B Al 0-40 |0.06-0.12 : -

SIIIA OV.L
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TPO / EPO18

- . BVENS
UNGREC 625~160 mm Steel  Stainless Cast Iron  Non-ferrous  Superalloys
( q [ LJ [ m [m 5; S For high speed milling of steels, stainless,

Shoulder Radius Slotting Slotting Side Pocketing Ramping  Plunging En\ar?ing and Su peralloys
Milling Milling Milling Hole
| Rake angle: A.R. +14°~+17° R.R. +22°~+31°
TPO18
L = ‘ 3

EPO18

\ . o )
,,,,,,,,,,,,,, Q
Q
fe Iy
I JLEN ap |
. i <l f 2
‘ 90‘K~ R
e o L .
Sy = L Fig. B PN
* ig.
Max. ap: 16.7 mm &

ITPO18 (Fig. A: bore type) V

Cat. No. Stock [N of| Dimensions (mm) Weightlair hole | Center bolt nﬂvﬂ Inserts | Mounting

ﬂDc
|

\

InsertsraDd@Db| @d | 0 | Li | b | a | ko) details
TPO18R040M16.0E04| @ | 4 |40|35| 16 |18|40|5.6/8.4| 0.2 | with |FSHM
TPO18RO50M22.0E05| @ | 5 |50 |41| 22 |20]406.3/10.4] 0.3 | with | cm10 STB-4L093 9-138®
TPO18R063M22.0E06| @ | 6 |63 |41 | 22 |20|406.3/10.4] 0.5 | with | @M10x30H AOMT1805..
TPO18R080M27.0E07| @ | 7 |80|50| 27 |22|50| 7 [12.4] 1.0 | wi 30H 9-138®
TPO18R100M32.0E08| ® | 8 |100/ 60| 32 [28.550| 8 [14.4| 1.4 | wi AMTBH | o AOCGT1805...
TPO18R125M40.0E09| @ | 9 |125| 71| 40 |32|63| 9 |16.4] 2, TMBA-M20H 9-138®
TPO18R160M40.0E10| @ | 10 |160[100] 40 |29|63| 9 16.4& -
IEPO18 (Fig. B: shank type)
é Cat. No. Stock I':gég; @D QDE;T & lr_]:) L W(ek'gg)ht Air hole C?ggwg Inserts
EPO18R025M25.0-02 ° 2 | 25 35 | 115 | 0.4 | with
@ EPO18R028M25.0-02 ° 2 | 28 80 | 35 | 115 | 04 | with | CSTB-4L085
S | S [EPO18R030M32.0-02 ° 2 | 30 80 | 40 | 120 | 0.6 | with
@) ‘S | EPO18R032M32.0-02 ® 2 32 | 80 | 40 | 120 | 0.7 with
= | 3 [EPO18R035M32.0-02 ° 2 32 | 80 [ 40 [120[ 07 [ with |
S [ EPO18R040M32.0-03 ° 32 | 80 | 40 | 120 | 0.7 | with
© 'EPO18R050M32.0-03 ° 50 | 32 | 80 | 40 | 120 | 0.8 | with AOMT1805...
EPO18R063M32.0-04 63 | 32 | 80 | 45 | 125 | 1.0 | with | CSTB-4L120 | AOGT1805. .
EPO18R030M32.0-03 3 | 30 | 32 | 80 | 40 | 120 | 0.6 | with | CSTB-4L085
S | EPO18R032M32.0-03 3 | 32 | 32 | 80 | 40 | 120 | 0.6 | with
& [ EPO18R035M32.0-0 ° 3 | 35 | 32 | 80 | 40 | 120 | 0.7 | with
8 [ EPO18R040M32.0; ® | 4 | 40 | 32 | 80 | 40 | 120 | 07 | witn | OSTEL0%
5 ° 5 | 50 | 32 | 80 | 40 | 120 | 0.8 | with
° 6 | 63 | 32 | 80 | 45 | 125 | 1.1 | with | CSTB-4L120
° 2 | 25 | 25 | 150 | 70 | 220 | 0.8 | with
° 2 | 28 | 25 | 150 | 70 | 220 | 0.8 | with | CSTB-4L085
x ° 2 | 30 | 32 | 175 | 80 | 255 | 1.4 | with
& |EPO18R032M32.0-02L | @ 2 | 32| 32 [175| 80 | 255 | 1.5 | with AOMTA805...
% | EPO18RO35M32.0-02L | @ 2 |35 | 32 [175 | 80 | 255 | 1.5 | with OGT1805
< | EPO18R040M32.0-02L | @ 2 | 40 | 32 [ 205 | 50 | 255 | 1.6 | with | CSTB-4L093
= [ EPO18R040M42.0-02L | @ 2 | 40 | 42 [ 210 | 100 | 310 | 3.0 | with
EPO18R050M42.0-03L | © 3 | 50 | 42 | 310 | 50 | 360 | 3.8 | with
EPO18R063M42.0-03L | ® 3 | 63 | 42 | 310 | 50 | 360 | 4.0 | with | CSTB-4L120

*The oDc in the above table shows the diameter when MJ ® : Stocked it .
chipbreaker is used. When AJ chipbreaker is used, the diameter is | ocked tems. |
equal to the above shown gDc + 0.2 mm.

9_64 Technical Reference> sales@j“terUi-com
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TPO / EPO18

TUNGREC

IReplacement Parts

Description Replacement parts Cat. No.
Applicable cutter TPO18R... EPO18R...
S Torx bit BT15M -
s Grip H-TBS -
subSHation widheh - T-15DB
linserts
A A
Fig. 1 MJ o Fig. 2 AJ DR L
e = e
2 PN
Grades . .
Cat. No. Accuracy| Honing Coated Carbide Dimenslons(mm) ape Cutter
AH725 | AH140 | KS15F | A B T
AOMT180508PDPR-MJ M with (] o 19.5 | 10.7 | 5.6 Fig. 1
AOMT180516PDPR-MJ M with o o 19.5 | 10.7 1. Fig. 1
AOMT180524PDPR-MJ M with () o 19.5 | 1 e 2.4 | Fig.-1 | EPO18
AOMT180532PDPR-MJ M with o ® 195 1@6 3.2 | Fig. 1 TPO18
AOGT180504PDFR-AJ G with ) 19 10. 6.1 | 0.4 | Fig.2
AOGT180508PDFR-AJ G without o 1 0.8 | 6.1 0.8 Fig. 2

[ @ : Stocked items. |

© Standard cutting conditions s o
C

Work material Brinell hardness | ., ng Speed Feed per tooth: fz (mm/t)
HB Ve (m/min) MJ AJ

Low carbon steels

(C15E etc.) ~ 200 100 - 250 0.08 - 0.25 -

High carbon steels and Alloyed steels 200 ~ 725 100 - 230 0.08 - 0.2 - —
(C45, C55 etc.) : . Cj'>)
Tool Steel i i ) z
(X153CrMoV12 1 etc.) 150,300 AH725 100 - 180 0.08 - 0.2 =
Stainiess steel > AH140 90 - 200 0.08-0.2 -

(5CrNi18-9 etc.)

Grey cast iron ‘ _ _ _
(GG25, GG30 etc.) 150 ~ 250 AH725 140 - 250 0.08 - 0.25
Ductile cast iron
(GGG45 etc) 150 ~ 250 AH725 110 - 200 0.08 - 0.25 =
Aluminium alloys (Si < = - KS15F 300 - 1000 - 0.05-0.25
Aluminium all 3%) - KS15F 100 - 200 - 0.05-0.25
Titanium all i-BAI-4V etc.) - AH725 20-60 0.08 - 0.18 -
Heat resistant alloys
(Inconel718 etc.) - AH725 20 -40 0.07 - 0.15 -
- To remove excessive chip accumulation use an air blast. - Cutting conditions are limited by machine power, work
- When chips stick to the cutting edges (aluminium piece rigidity, and spindle output. When the cutting width,
machining), use a water soluble coolant. depth, or overhang length is large, set Vc and fz to the lower
- When cutting an interrupted surface or a casted skin, recommended values and check the machine power and
the feed per tooth (fz) should be reduced to the lower vibration.

recommended value shown in the above table.
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TUNGREC

IMachining modes

4 )
Helical Hole
Plunging and interpolation enlarging
Shoulder Ramping traversing
milling  Slotting ~— |
! e
| '
| '}
' | —
oD1, 2 oD3 ER |
\_ _J
Max. depthl Max. Max. Min. Max. grp VMRS BT
. . i S L. width in
Cat. No. Tool-o of cut ramping | plunging |machining |machinin achining enlarging
ap (mm) | angle 0 A (mm) | eD1 (mm) | @ D3 (mm) | ae (mm)
EPOO7RO012... 012 7 8 0.5 16 20.5 11.5
EPO07R016... 216 7 5° 0.5 24 @1 28.5 156.5
EPO07R018... 018 7 4 0.5 8 35 32.5 17.5
EPO07R020... 020 7 3.5° 0.5 39 36.5 19.5
EPOO07R022... 022 7 3 0.5 43 40.5 21.5
EPOO07R025... 025 7 2.5° 0.5 42 49 46.5 24.5
EPO07R028... 028 7 2° 48 55 52.5 27.5
TPOO07R032M16.0E08 032 7 1.8° : 56 63 60.5 31.5
TPO07R040M16.0E10 040 7 1.2° 0.5 72 79 76.5 39.5
TPO07R050M22.0E12 250 7 0.9° 0.5 92 99 96.5 49.5
EPS11012R... 212 10.6 0.5 15 23 21 11.5
EPS11016R... 016 10.6 0.5 20 31 29 15.5
1%) EPS11018R... 018 10.6 0.5 26 35 33 17.5
S EPS11020R... 220 10.6 3 0.5 28 39 37 19.5
&E) EPS11021R... 3 0.5 30 41 39 20.5
= EPS11025R... 2° 0.5 38 49 47 24.5
EPS11026R... 2° 0.5 40 51 49 25.5
EPS11030R... . 1.5° 0.5 48 59 57 29.5
EPS11032R... 10.6 1.5° 0.5 52 63 61 31.5
EPS11033R... 10.6 1.5° 0.5 54 65 63 32.5
EPS/TPS11040R... 10.6 1° 0.5 68 79 77 39.5
EPS11040RLS42 040 10.6 1° 0.5 68 79 77 39.5
EPS/TPS11050R... 250 10.6 0.7° 0.5 68 99 97 49.5
TPS11063RB 063 10.6 0.5° 0.5 114 125 123 62.5
TPS11080RB 080 10.6 0.4° 0.5 148 159 157 79.5
0100 10.6 0.3° 0.5 188 199 197 99.5
025 16.7 6 1 31.5 48 44 24
028 16.7 4.5° 1 37.5 54 50 27
EPO18R030... 030 16.7 4° 1 41.5 58 54 29
EPO18R032... 032 16.7 3.5° 1 45.5 62 58 31
EPO18R035... 035 16.7 3 1 51.5 68 64 34
TPO/EPO18R040... 040 16.7 2.5° 1 61.5 78 74 39
TPO/EPO18R050... 250 16.7 1.9° 1 81.5 98 94 49
TPO/EPO18R063... 063 16.7 1.4° 1 107.5 124 120 62
TPO18R... 080 16.7 1° 1 141.5 158 154 79
TPO18R... 0100 16.7 0.8° 1 181.5 198 194 99
TPO18R... 0125 16.7 0.6° 1 231.5 248 244 124
TPO18R... 2160 16.7 0.4° 1 301.5 318 314 159

*Flat bottom hole

Notes: Corner re for dimensions of eD1, eD2, and @D3: re 0.4 for EPO 07 / EPS 11 and re 0.8 for EPO 18.
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TPM / EPM type

TECMILL

S

Stainless  Cast Iron  Superalloys

{SO Diameter

032 ~ 125 mm

|91 151mn| Air Hole. .

Steel

£ [ |_J [ LJ [m [m i High productivity shoulder milling
\Nﬁﬁllicneg Shr}l?lﬁlntjger Iﬁnalﬁilws Slotting Slotting Ml\lcljﬁg
Fig. A |Rake angle: AR. +5' - + 6 R.R. + 9 ~ + 13
o — "‘ ' :
- Fig. B
‘1 sl " EPM11 J Sl .
‘ 3 B AR B
t 5 goat‘a—e‘ Lt - £s
TPM11
¥ Max. ap:
N é T/EPM11=9.7 mm ¢
TPM16 = 15.1 mm and (R) shown.
B TPM11, 16 (Fig. A: bore type)
S No. of| Dimensions (mm) Weight| Mounting
£ Cat. No. Stock |jnsert Tl G | 0 TR pa Air hole| Center bolt ” Inserts details
TPM11R050M22.0E05 | @ 5 |50 | 41|22 |20 | 40 | 6.3 |10.4| 0.3 | with
TPM11R063M22.0E06| ® | 6 | 63 | 41 | 22 | 20 | 40 | 6.3 |10.4| 0.5 | with LMMU1107-PNER-MJ 9-138®
@ | TPM11R080M27.0E07 | ® | 7 | 80 | 50 | 27 | 22 | 50 | 7 [12.4]1.0 | with
S |TPM11R100M32.0E08| @ | 8 |100| 60 | 32 |28.5| 50 | 8 ith | TMBA-M16H 9-138®
© [ TPM16R080M27.0E05| ® | 5 |80 | 50 | 27 [ 22 | 50 | 7 CM12x30H 9-138®
TPM16R100M32.0E06| ® | 6 |100| 60 | 32 [28.5| 50 | 8 TMBA-M16H | LMMU1609**PNER-MJ 9-138
TPM16R125M40.0E07 | ® | 7 (125| 71 | 40 | 32 | 63 | 9 TMBA-M20H
§ TPM11R080M27.0E09| ® | 9 | 80 | 50 | 27 | 22 | 50 | ¥ CM12x30H LMMU1107-PNER-MU 9-138®
O |TPM11R100M32.0E11| @ | 11 | 100 | 60 | 32 |28.5| 50 8 TMBA-M16H 9-138@)
B EPM11 (Fig. B: shank type)
No. of ions (mm) Weight |
Cat. No. Stock Inserts | B0 I 7 T Air hole Inserts
EPM11R032M32.0-03 ) 3 32 35 115 0.6 with ;
EPM11R040M32.0-04 ) 4 40 35 115 0.7 with @)
EPM11R050M32.0-04 (] 4 50 32 80 40 120 0.9 with LMMU1107**PNER-MJ §
EPM11R063M32.0-06 () 6 32 80 40 120 1.2 with 2
EPM11R080M32.0-07 [ 7 32 80 40 120 1.6 with
B Bore type Component 0 B Shank type Components
cription Replacement Parts Cat. No. Description Parts Cat. No.
e “’ I Applicable cutter TPM11R... TPM16R... Clamping screw CSTB-3.5L110
(}« a QCIamping screw | CSTB-3.5L110 | CSTB-5L159 Wrench (Substitution Wrench) | T-15DB (T-15D)
, i §| Torx bit BT15S BT20S
$| Grp H-TB H-TB
st R wrlhe T-15T T-20T
[ @ : Stocked items. |
Sales@jl‘ltETUi-com Relatin Technical Reference
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TPM / EPM type

TECMILL

B Roughing type

Rake angle: A.R. +5.1° ~ +5.3° R.R. +13.4° ~ +13.8°
=
H—H <
L
< ~ *
o > A .
@ | Al @ ® 3
Q l®
|
=
@ '
TLM11 ! oD Jooe ¢
ponet Dimensions (mm) Weight) A Numb .
Stock| eff- 9 Air Center Mounting
et °e edge [oncloDblod | ¢ | Lf | b | a |ap | @ | hole | bolt |inse ) details
TLM11R050M22.0E03| @ 3 | 50|47 |22|20|70|6.3[10.4[58.5/0.8| with | SD06-A3 | 21 MU1107+PNER- | o 138®
TLM11R063M27.0E04| @ 4 |63|59|27|22|80| 7 [12.4/66.9| 1.4 | with | SD08-9 32 mJ
I Roughing type: Replacement parts o
Description Cat. No.
Applicable cutter | TLM11R050...| TLM11R063... \
Clamping screw CSTB-3.5L110 o
5] Torxbit BT15S o
£ Grip H-TB
sUbSntution wiinch T-15T
B Inserts a
2
s A
2
|_
< -
& Stock Di . (mm)
Cat. No. Accuracy| Honing Coated grades iImensions (mm Cutter
AH725 AH120 AH140|T3130|T1115| A B T re
LMMU110716PN M with () ® ® () () 115 | 105 | 7.1 1.6 EPM11
M with [} [ J [ J [} [} 1183 | 105 | 7.1 2.4
M with ° ° ° ° ® | 111|105 71 | 32 | TPM
M with [ J [ J [ J [ J [ J 173 | 16.0 | 9.5 0.8
M with [ J [ J [ J [ J [ J 171 | 16.0 | 9.5 1.6 TPM16
LMMU160924PNER-MJ M with () ® ® () 169 | 16.0 | 95 | 2.4
LMMU160932PNER-MJ M with [ ® ® () 16.8 | 16.0 | 9.5 | 3.2

[ @ : Stocked items. |
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TPM / EPM type

TECMILL

© Standard cutting conditions

Cutting speed

Feed per tooth

(Inconel 718, Ti-6AL-4V etc.)

Note:

- To remove excessive chip accumulation use an air blast.

- When cutting interrupted surfaces like a casting skin, the cutting feed

(fz) should be set below the values shown in the above table.

- Tool overhang should be minimized.

When machining with long overhang applications the tool tends t

H Roughing type

chatt:

i Brinell hardness| i i
Work material HB Priority Grade Ve (m/min) fz (mm/)
First choice AH725 100 - 250
L b teel
CI5E sy o ~200 | Forimpact resistance | AH140 | 80 - 180 0.12-0.3
For wear resistance T3130 120 - 250
First choice AH725 100 - 230
High carbon steels (C45, C55 etc.) 200 ~ 300 | Forimpact resistance | AH140 80 - 180 0.12-0.25
For wear resistance T3130 120 - 250
First choice AH725 100 - 230
'&“2%/?& el s ) 150 ~ 300 | For impact resistance | AH140 80 - 150 0.12-0.25
’ ’ For wear resistance | T3130 120 - 250
First choice AH725 100 - 180
&’%g{;‘%}fﬂ 0121 ot0) ~300 | Forimpact resistance | AH140 80 - 120 0.12-0.25
' For wear resistance T3130 100 -
&gg:ﬁ?f;tg‘;'f) - First choice AH140 90 -‘q 0.12-0.3
Grey cast irons First choice AH12 q
0-250 0.12-0.3
(GG25, GG3O0 etc.) 150 ~ 250 |_Forwearresistance | T11
Ductile cast irons First choice
110 - 200 0.12-0.3
(GGGA45 etc.) For wear resistance 5
Heat-resisting alloy - First choice 725 20 - 50 0.1-0.2

ease reduce the feed rate fz.

ommended values and check the machine vibration and spindle

ad.

G

utting Conditions are limited by machine power and material rigidity.
en the cutting width or depth is large, set Vc and fz below the

SIIIA OV.L

(Inconel 718 / Ti-6AL-4V etc.)

. Brinell hardhess - Cutting speed | Feed per tooth
Work material Priority Grade Ve (m/min) fz (mm/t)
First choice AH725 100 - 250
(L(())‘Y\égiig?n steels ‘ 00 Priority for impact resistance | AH140 80 - 180 0.10-0.23
Priority for wear resistance | T3130 100 - 250
First choice AH725 100 - 200
High carbon steels (C45, C55 etc.) 200 ~ 300 | Priority for impact resistance | AH140 80 - 150 0.08 - 0.21
Priority for wear resistance | T3130 100 - 200
First choice AH725 100 - 200
Alloyed steels N L . ; _ _
(42CrMo4 ot ) 150 ~ 300 | Priority for impact resistance | AH140 80 - 150 0.08 - 0.21
Priority for wear resistance | T3130 100 - 200
First choice AH725 100 - 150
Tool steels - - . . B )
(X155CrVMo12 1 etc) 300 Priority for impact resistance | AH140 80-120 0.08 - 0.21
Priority for wear resistance | T3130 100 - 150
Stainless steels ! .
(X5CrNi18-9 oto) - First choice AH140 90 - 150 0.08 - 0.21
Grey cast irons First choice AH120
100 - 250 0.10 - 0.25
(GG25, GG3O0 etc.) 150 ~ 250 Priority for wear resistance | T1115
Ductile cast irons First choice AH120
100 - 250 0.10 - 0.25
(GGGA45 / 450-10S etc.) Priority for wear resistance | T1115
Heat resisting alloy - First choice AH725 |  20-50 0.06 - 0.15

¢ On the 1st row of roughing type cutter, all type of insert can be used
e From 2nd row onwards, please use insert with rg = 0.4 or 0.8 mm

sales@jnterui.com
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TPD / EPD type

Diameter 90°
TUNGQUAD F . OBvEN
Steel Stainless  Cast Iron  Non-ferrous

2 [a [a High efficiency shoulder milling

Face Shoulder Slotting
Milling Milling

|Rake angle: AR. + 5" RR.- 7' - + 12
straight
a 7 EPDO5 ‘§ f:_ : Q;’
L] f._,_..-"'
o “[]ap
- .“I 90° Li | . 2s
- -
- weldon Fig. B
. \\\\\ y/ —} /V—L
TPDO5 TR M*L"
Max. ap: 4.0 mm L Right hand (R) shown.
B TPDO5 (Fig. A: bore type) X 4
No. of | Dimensions (mm) Weight| . Cutter Mounting
Cat. No. StocKinsert oDcleDb|od | 8 | Lf | b | a |(kg) AT Olmounting screw In details

TPDO5R032M16.0E06| @ 6 [32/30|16|20|32|5.6|8.4 | 0.1 | with | CM8x30H | sbm 04PN-MJ | g ;30
TPDO5R040M22.0E08| @ 8 |40 |38 |22 |22 |40 |6.3/10.4| 0.2 | with |CM10x30H SDWOZMFN'AJ

B EPDO5 (Fig. B: shank type)

No. of Dimensions (mm Weight Shank
Cat. No. Stock Inserts| oDc | @Ds s ( L f) L ( 9t type Inserts

EPDO5R012M12.0-02 ° 2 12 12 62 18 80 with | straight
EPD0O5R016M16.0-03 (] 3 16 16 90 20 110 with | straight
EPDO5R020M20.0W04| 4 20 | 20 | 80 | 25 | 10 . with | weldon | SDMT050204PN-MJ
EPDO5R025M20.0W05| @ 5 25 20 90 25 1 0.3 with | weldon | SDHT050204FN-AJ
EPDO5R032M25.0W06| @ 6 32 25 98 32 0.5 with | weldon
EPDO5R040M32.0W08| @ 8

40 32 100 6 140 0.8 with | weldon

B Roughing type

» |Rake angle: AR. +5°R.R. -3
= \
o { = | & o PBXTH ANl N [ I
< L P N R - T i e !
A A
ELDO5 ‘ £s
No. of eff.| Dimentions (mm) Weight| Number
. f
Cat. No. tock edge lines| gDc | Ds | s | Lf L ap (kg) Air hole in s Inserts
ELDO5R020M20 [ 2 20 | 20 | 53 | 32 | 85 |20.3| 0.2 with 10 |SDMT050204PN-MJ
ELDO5R02 03 [ 3 25 | 25 | 59 | 36 | 95 |24.2| 0.3 | with 18 | SDHT050204FN-AJ
Hinserts
T SUE=E Dimensions (mm)
Cat. No. Accuracy| Honing |Coated grades Carbide ! ! Cutter
AH725|/AH140| TH10 | A T re
N ~ | SDMT050204PN-MJ | M with ) ) 5.09 | 2.38| 0.4 Egggg
re SDHT050204FN-AJ | H |without ® 509|239 0.4 | ELDO5...
BReplacement parts
Descriptions Parts Cat. No.
Clamping screw CSPB-2L043
Wrench IP-6DB [ @ : Stocked items. |

— Relating | Technical Reference> sales@j“terUi-com
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TPD / EPD type

TUNGQUAD

© Standard cutting conditions

. Brinell hardness Cutting Speed Feed per tooth
Work material
ork materia HB Grades Ve (m/min) fz (mm/t)
Low carbon steels (C15E4 etc.) ~ 200 230 - 320
High carbon steels (C45 etc.) 200 ~ 300 0.04 - 0.10
AH725 150 - 230
Alloyed steels (42CrMo4 etc.) 150 ~ 300
Tool steels (X153CrMoV12 etc.) ~ 300 110-130 0.03 - 0.09
Stainless steels (X5CrNi18-9 etc.) - AH140 100 - 200 | é’o.og
Grey cast irons (GG25 etc.) 200 - 300
150 ~ 250 AH725 0.05-0.12
Ductile cast irons (GGG45 etc.) 160 - 240 ‘%
Aluminium alloys (Si < 13%) - 35@
TH10 0.05-0.15
Aluminium alloys (Si = 13%) - V - 200

* For deep and wide cutting, set the Vc and fz to the lower recommended limits and

I Roughing type

<8

vibration and spindle load of the machine.

SIIIA OV.L

. Brinell hardness Cutting Speed Feed per tooth
Work material HB 0 Ve (m/min) fz (mm/t)
Low carbon steels (C15E4 etc.) <200 e 100 - 250
High carbon steels (C45 etc.) 200 - 300 0.04 - 0.10
AH725 100 - 200
Alloyed steels (42CrMo4 etc.) -
Tool steels (X153CrMoV12 etc.) <300 100 - 130 0.03 - 0.09
Stainless steels (X5CrNi18-9 etc.) - AH140 100 - 150 0.03 - 0.09
Grey cast irons (GG25 0 100 - 250
150 - 250 AH725 0.05-0.12
Ductile cast |gn 5 etc.) 80 - 200
AIuminium% ) - 200 - 500
TH10 0.05-0.15
Aluminium alloys (Si = 13%) - 100 - 200
sales@jnterui.com
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TPW13

TUNGMILL & & ol Bm

Stainless  Cast Iron  Non-ferrous

Face Shoulder

For square shoulder milling of general steels,
stainless steels, cast irons and non-ferrous metals

Milling Milling
| Rake angle: AR. +115 RR. -13 ~-105
e od
W 2 CM10x30H
[ I 4 ——.
< i B — N ( IA TMBA M20H
‘ @ H @ !!I!E @
Al - iip—v
90°
TPWA13 obe J Mill body fixing screw
Max. ap: 10 mm Right hand (R) shown.
ITPW13 (Bore type) X 4
.E Cat. No. é Eé Bimensions (mm) Welant) o 3 ody Moun?ing
o » |22 | aDc od 0 Lt b a (kg) | h ng screw | details
TPW13R050M22.0E04 ® | 4 50 0.3 .
22 20 40 6.3 10.4 w CM10x30H
o TPW13R063M22.0E05 ® | 5 63 9-138A)
§ TPW13R080M27.0E06 ®@ | 6 | 80 | 27 | 22 50 12 With | CM12x30H
O | TPW13R100M32.0E07 [ ) 7 100 32 28.5 14. .2 | With [TMBA-M16H 0-138@)
TPW13R125M40.0E08 [ ) 8 125 40 32 63 4 2.4 | With |TMBA-M20H
o | TPW13R050M22.0E05 ® | 5 50 0.3
b 22 20 40 10.4 With | CM12x30H
©O | TPW13R063M22.0E06 [ ) 6 63 0.4 9-138®)
: TPW13R080M27.0E08 o 8 80 27 22 12.4 | 0.8 | with | CM12X30H
5 TPW13R100M32.0E10 ® | 10 | 100 32 28.5 8 14.4 | 1.2 | With [TMBA-M16H 9-138®
TPW13R125M40.0E12 [ ) 12 125 40 g 63 9 16.4 2.5 | With |[TMBA-M20H
linserts

SWMT1304PDPR-MJ

SWMT1304PDER-ML

SWGT1304PDFR-AJ

g 13.6 5,
S 3
g ol
= @ Q@' ) K
Fig-5  Right hand (R) shown.
Grades
Cat. No. Coated DLC coated | Cermet | Uncoated | Figure
AH120 | AH130 | AH140 | DS1100 | NS740 | KSO5F
SWMT1304PDPR-MJ () () () () () ® Fig. 1
SWMT1304PDER-ML . () Fig. 2
SWMT1304PDPR-M With ° ° Fig. 3
SWGT1304PD, G ® ® Fig. 4
Without ® ® Fig. 5
[ @ : Stocked items. |
IReplac nt parts
Part Cat. No.
No Part TPW13R...
@®| Shim screw DTS5-3.58S
- ®@| Shim FSSP1102
Shim /@% Clamping screw (® | Clamping screw CSPB-3.5
Shim screw 2 / - | Wrench P-3.5
InsertA
Right hand (R) shown. | - | Wrench IP-15D
9_72 Technical Reference sales@j“terUi-com
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T/EPW13

TUNGMILL

© Standard cutting conditions

Cutting Roughing (Depth of cut: > 1.0 mm)
Work materials Priority Grades speed Feed per tooth fz (mm/t)
vc (m/min) MJ ML MS AJ
First choice AH120 100 - 270 0.05 - 0.25 0.05-0.2 - -
Mild & Izgtv;;:a;tt::o; steels P"?e"s%t%?\&ear T3130 150-300 | 0.05-0.25 - - -
<180 HB PI'IOI'ITAI %n |mé3act AH130-AH140 80 - 180 0.05 - 0.25 - 0.05-0.2 -
Priority on surface quality NS740 100 - 300 0.05-0.15 - - -
First choice AH120 100 - 230 0.05-0.2 0.05-0.15 - -
Carbon & alloy steels F’I’i%’is on wear T3130 150 - 280 0.05-0.2 - - -
(Ck45, 42CrMo4, etc.) Priority on impact 80 - 150 005-02 -
<300 HB gy AH130-AH140 - .
Priority on surface quality’ NS740 100 - 230 0.05-0.15 -
Die steels First choice AH120 100 - 180 0.05-0.15 0.05-0.12
(X96CrMoV12, etc.) —
<30 HRC Prl?el‘ls on wear T3130 100 - 180 0.05-0.15 - -
Stainless steels First choice AH130-AH140 80 - 200 0.05-0.2 - -0.18 =
(X5CrNi18-10, X5CrNiMo17-13-2 —
etc.) < 250 HB PI‘I%‘IS on wear AH120 150 - 250 0.05-0.2 - -
Grey cast Irons First choice T1115 180 - 300 0.05-0.2 = =
(GG25, GG30 etc.) Priorit g on |mé)act AH120 150 - 250 0.05-0.2 _ _
. First choice T1115 120 - 200 0.05-0.2 - - -
Ductile cast Irons
(GGGA40, GGG6O etc.) Priority otg [mpact AH120 100 - 180 0.05 - 0.05-0.15 - -
Aluminium alloys (Si < 13 %), DS1100-KS05F | 300 - 1000 - - 0.05-0.2
Aluminium alloys (Si = 13%) = DS1100-KS05F 80 - 300 - - 0.05-0.2
Copper alloys - DS1100-KS05F | 200 - 500 = - - 0.05-0.2

Light cutting to finishing (Depth of cut: < 1.0 mm)

Copper alloys

Work materials Priority Grades Feed per tooth fz (mm/t)
MJ ML MS AJ
First choice AH1 0.05-0.2 0.05-0.18 - -
Mild & Low carbon steels Priority on wear T3130 150 - 300 0.05-0.2 - - -
(St37, etc.)

<180 HB Priority on impact H140 80 - 180 0.05-0.2 - 0.05-0.18 -

Priority on surface quality 0 100 - 300 0.05-0.12 - - -

First choice AH120 100 - 230 0.05-0.18 0.05-0.12 - -

Carbon & alloy steels T3130 150 - 280 0.05-0.18 - - -

(Ck45, 42CrMo4, etc.)

<300 HB AH130-AH140 80 - 150 0.05-0.18 - - -

Priority urface quality NS740 100 - 230 0.05-0.12 - - =

Die steels oice AH120 100 - 180 0.05-0.12 0.05 - 0.1 - -

(X96CrMoV12, etc.)
<30 HRC onnesy T3130 100 - 180 0.05-0.12 - - =
Stainless steels, First choice AH130-AH140 80 - 200 0.05-0.18 - 0.05-0.15 -
) < 2508 Priori 150 - 250 0.05-0.18 0.05-0.12

T AH120 250 | 005-018 | 0.05-0. : :

First choice T1115 180 - 300 0.05-0.18 - - =

Priority on impact AH120 150-250 | 0.05-0.18 0.05-0.12 S =

Ductile cast Irons First choice T1115 120-200 | 0.05-0.18 = = -

(GGG40, GGGBO etc.) Priorit g/ on |mé)act AH120 100 - 180 0.05-0.18 0.05-0.12 - -
Aluminium alloys (Si < 13 %) DS1100-KS05F | 300 - 1000 - - s 0.05-0.2
Aluminium alloys (Si = 13%) = DS1100-KS05F 80 - 300 - - - 0.05-0.2
- DS1100-KS05F | 200 - 500 = - - 0.05-0.2

Notes:

e When cutting at a large depth of cut or a large cutting width, the
cutting speed (vc) and feed (fz)

should be set to the lower side of the values shown in the above table.
*Dry cutting (or air-blowing) is generally recommended. However, when

chips tend to excessively adhere to the cutting edges such as when
machining stainless steel, use a water soluble cutting fluid.
*When wet machining mild steels, carbon steels, and alloy steels, use

T3130 at lower cutting conditions.
*TPW13 type TAC mills can not be used for axial-feed cutting such as

ramping, plunging, and drilling.

sales@jnterui.com
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o) BVEN
(%] ~
10 26 MM 10,12 16 Steel  Stainless Castlron Non-ferrous

HYS3SXRJIDTACMILL &

i l [a @ Z ‘, -« & o For multi-functional milling of steels, stainless steels,
\Slr\lll(i)llljilr!\jger ?ﬁfﬂ'#gs Slotting  Slotting Nﬂﬁr?g Pocketing Ramping  Plunging En}liggl;eing CaSt II’OI’]S and alum'nlum a”OyS
Helix angle 15°
F : B
L
Max. ap: (& 9-75 Right hand (R) shown.
OStraight type Tool assembly and ment parts
I _ Clamp
o 2 re
3 ®a I Q
L an |
;OX‘ Ly ‘”
L Insert '
pocket Inserts
< Dimensions (mm) i
No.of Clamping scre' i .

Cat. No. Stockji,serts . oDs |Max.ap| L L, |(Std. faste torque) Wrench Applicable inserts
EPH11R010M10.0-2 | @ 2 10 10 10 80 21 CSP-2 T N-m) | IP-6F | XHGR1102OOOR-CO
EPH13R012M12.0-2| @ 2 12 12 12 80 25 |CSPBsR (1.1 N-m)| IP-7D | XHGR1302OOR-CI
EPH18R016M16.0-2 | ® 2 16 16 16 100 33
EPH18R016M16.0-3| @ 3 16 16 16 100 34

B-2.5SH (1.1 N- IP-7D -
EPH18R020M20.0-3 | @ 3 20 20 16 110 41 SSH ( m) XHGR18T2LLILIR-LIL]
EPH18R025M25.0-4 | @ 4 16
.Long type Tool assembly and replacement parts
— N Clamping s
2 S ' | screw ?
s [S]
5 Y
|<_( 90 :<—>
Insert ‘
pocket Inserts
Dimensions (mm) .
No.of Clamping screw . .

Cat. No. Stockice o o0s |Mexap| L L, [Std. fastening torque)Wrench Applicable inserts
EPH11R010M10.0-2L | @ 0 10 10 100 36 CSP-2L033 (0.7 N-m) | IP-6F | XHGR1102JOJR-[]
EPH13R012M12.0-2L | @ 2 12 12 12 110 43 |CSPB-2.2SH (1.1 N-m)| IP-7D | XHGR1302UJIR-IJ
EPH18R016M16.0-2L @ 16 16 16 130 56
EPH18R016M16.0-3L 3 16 16 16 130 56

PB-2.5SH (1.1 N- IP-7D -
EPH18R020M20.0- 3 20 20 16 140 71 s SSH( m) XHGR18T2LILIR-UI]
4 25 25 16 160 | 88.5

[ @ : Stocked items. |
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HYSRIDTACMILL

eUndercut type Tool assembly and replacement parts
— s e B Clamping ?i
‘é’ - S I é) screw |
NER
Ly
L Insert
pocket Inserts
Dimensions (mm) .
No.of Clamping screw . .

Cat. No. Stockj,serts oDe o0s |Mexap| L L, |(Std. fastening torque) Wrench Applicable inserts
EPH13R013M12.0-2 [} 2 13 12 12 110 25
EPH13R014M12.02 | @ | 2 4 " 5 10 1 25 CSPB-2.2SH (1.1 N-m)| IP-7D | XHGR1302JJJR-1]
EPH18R017M16.0-3 [ 3 17 16 16 130 33
EPH18R018M16.0-3 [} 3 18 16 16 130 33

CSPB-2.55H (1.1 N- IP-7D -
EPH18R021M20.0-3 [ ) 3 21 20 16 140 41 ( m) XHGMDR L]
EPH18R026M25.0-4 [} 4 26 25 16 160 51 &
® Reduced shank for automatic lathes Tool asse! d replacement parts
_ Cﬁping E
o ER ‘s ew ‘
i . -
' ap
9&\ L; \’
[e———— L
Insert
pocket Inserts
[ Dimensions (mm)
No.of Cla 'screw . .

Cat. No. Stocklinserts pe | ops | Max. | L L st ening torque)|Wrench Applicable inserts
EPH11R010MO06.0-2 [ 2 10 6 10 50 1 S 033 (0.7N-m) | IP-6F | XHGR1102JJCJR-CICJ
EPH13R012M07.0-2 [ 2 12 7 12 50 1 B-2.2SH (1.1N-m)| IP-7D | XHGR1302JJJR-J
EPH18R016M10.0-3 [} 3 16 10 16
EPH18R020M10.0-3 ° 3 20 10 16 CSPB-2.5SH (1.1N-m)| IP-7D | XHGR18T2JJJR-CIC]

linserts
N
O
<
Ie o
Grade Dimensions ( | Aoplicabl Grade Dimensions (mm) aopii- | Applicabl
ppli- | Applicable ppli- | Applicable

Cat. No. L, Co A L Cat. No. o % Con:éer Rlations  cutter
XHGR110202ER-MJ [ ] 5 XHGR110200FR-AJ ( ] 0
XHGR110204ER-MJ [ ] 4 XHGR110202FR-AJ [ ] 0.2
XHGR110205ER-MJ [ ] 0.5 XHGR110204FR-AJ [ ] 0.4
XHGR110208ER-MJ 0.8 XHGR110205FR-AJ [ ] 0.5
XHGR110210ER-MJ 1 1.0 EPH11RCOC XHGR110208FR-AJ [ ] 11 0.8 EPH11RCIC]
XHGR110212ER-MJ 1.2 XHGR110210FR-AJ [ ] 1.0
XHGR110215ER- 1.5 XHGR110212FR-AJ [ ] 1.2
XHGR11021 [ ] 1.6 XHGR110215FR-AJ [ ) 1.5
XHGR110 - [ ] 2.0 XHGR110216FR-AJ [ ) 1.6
XHGR130 J [ ] 0.2 XHGR110220FR-AJ [ ] 2.0
XHGR1302 -MJ [ ] 0.4 oo XHGR130200FR-AJ [ ] 0
XHGR130 R-MJ [ ] 0.5 e XHGR130202FR-AJ [ ] 0.2
XHGR130208ER-MJ [ ] 0.8 M XHGR130204FR-AJ [ ] 0.4
XHGR130210ER-MJ [ ] 13 1.0 ’ EPH13RCC] XHGR130205FR-AJ [ ] 0.5
XHGR130212ER-MJ [ ] 1.0 | Swnes XHGR130208FR-AJ [ ] 13 0.8 wens | EPH13RCIC]
XHGR130215ER-MJ [ ] 1.5 XHGR130210FR-AJ [ ] 1.0
XHGR130216ER-MJ [ ] 1.6 XHGR130212FR-AJ [ ] 1.2
XHGR130220ER-MJ [ ] 2.0 |Castlon XHGR130215FR-AJ [ ] 1.5
XHGR18T202ER-MJ [ ] 0.2 XHGR130216FR-AJ [ ] 1.6
XHGR18T204ER-MJ [ ] 04 XHGR130220FR-AJ [ ] 2.0
XHGR18T205ER-MJ [ ] 0.5 XHGR18T200FR-AJ [ ] 0
XHGR18T208ER-MJ [ ] 0.8 XHGR18T202FR-AJ [ ] 0.2
XHGR18T210ER-MJ [ ] 18 1.0 EPH18RLIL] XHGR18T204FR-AJ [ ] 04
XHGR18T212ER-MJ [ ] 1.2 XHGR18T205FR-AJ [ ] 0.5
XHGR18T215ER-MJ [ ) 1.5 XHGR18T208FR-AJ [ ] 18 0.8 EPH18R[IC]
XHGR18T216ER-MJ [ ) 1.6 XHGR18T210FR-AJ [ ] 1.0
XHGR18T220ER-MJ [ ] 2.0 XHGR18T212FR-AJ [ ] 1.2

Note: When using inserts with a corner radius in excess of 1 mm, XHGR18T215FR-AJ L 1.5
additional work to the cutter body is needed. XHGR18T216FR-AJ | @ 1.6
XHGR18T220FR-AJ (] 2.0

sales@jntefubiconiens. |
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HYBRIDTACMILL

© Standard cutting conditions

@ Shoulder milling Work Cutting | Feed per Cutting conditions
orl speed tooth
material Ve (m/min) | fz (mm/t) 010 =< oDc <012 012 < oDc < 216 016 < oDc <026
Carbon steels Ve = 120 m/mim, fz = 0.08 mm/t
Alloy steels | 60 ~ 180 | 0.03 ~ 0.1 [------ ap < 75mm | ap < 9omm [ ap < 20mm
(< 30HRC) ae = 1.5mm ae = 1.5mm ae = 2.0mm
Allgy sdteelsd Ve = 100 m/min, fz = 0.05 mm/t
prehardene: 5 O OR |
steels 50~ 150 10.03 ~0.08 ap = 5.5mm ap = 6.5mm ap = 9.0mm
(30 ~ 40HRC) ae = 1.5mm ae = 1.5mm ae = 2.0mm
Stainless VC =100 m/min, fz = 0.04 mm/t
steels 50 ~ 150 |0.03 ~ 0.06 -=-=-==-===m=oocoosomomomoposooo oo
ap = 4.5mm ap = 5.5mm
(< 250HB) ae = 1.5mm ae = 1.5mm
ap: Axial depth of cut Grey Ve = 140 m/min, fz = 0.08 mm/
_ SR || B0 = 200 | @8 = Bh] |jpesesenseosesrsatoocsarassenessastoossaatsoscoa
ae: Radial depth of cut | ©@° ap = 9.5mm ap = 11.5mm
ae = 2.0mm ae = 2.0mm
_ Ve = 110 m/min, fza@0@mm/t
Ductile | 60160 | 0.03 ~ 0.1 O T T e
cast iron s ap = 15.5mm
mm ae = 3.0mm
Aluminium /min, fz = 0.07 mm/t
alloys 100/~ 300} 0.03 ~ 0.1 i Emm [ ap = i55mm
(Si < 13%) ae = 2.0mm ae = 3.0mm
Aluminium 130 m/min, fz = 0.06 mm/t
alloys | 80~18010.03~0.08/ 2 =g~ | ap < iTEmm ] ap = iB5mm
(Si = 13%)
ae = 2.0mm ae = 3.0mm
@ Slottin Cutting | Feed per Cutting conditions
9 Worl.( speed tooth
material Ve (m/min) | fz (mm/Y) 012|012 =oD¢c < 216|016 < 0Dc <018|018 < 0D¢ < 021|021 < D¢ < 026
Carbon steels Ve =100 m/mim, fz = 0.06 mm/t
Alloy steels | 60 ~ 180 | 0.03 ~ OffigdP ------ - -oq-mo- oo oo ooopo oo oo o g
(< 30HRO) p=15mm |ap=20mm|ap= 3.0mm|ap= 25mm |ap= 2.5mm
Alloy steels = i =
prehardened | 50 _ 15040 03 00 08 -~ -------qmcmeaaan oo, el
30 ftfgthC) ap= 1.0mm [ap= 1.5mm |ap = 20mm [ap = 1.5mm | ap = 1.5 mm
; Ve =70 m/min, fz=0.04 mm/t
tainl G , Iz
sy 5@0 0.08 ~ 0,06 -=========w =g mm e e
(< 250 ap= 10mm |ap=1.0mm |ap= 1.5mm ap= 1.5mm |ap= 1.5mm
Ve = 120 m/min, fz = 0.07 mm/t
80 ~ 200 | 0.03 ~ 0.1 f-msrmmmmem oo o oo
aps= 3.5mm [ap= 40mm |ap = 45mm | ap= 3.5mm | ap = 3.0 mm
Ve = 80 m/min, fz = 0.07 mm/t
h B0 = &0 || OB = @] |js=cc=scccesssssapesssasssccssssas peoscassssssssaaspoosaEEsscEeseREoEEEEEEEREEEEEEES
’\ castiron ap= 35mm |[ap= 40mm |ap = 45mm | ap= 3.5mm | ap = 3.0 mm
Aluminium Ve = 150 m/min, fz =0.07 mm/t
alloys 100 ~ 300 0.03 ~ 0.1 [--=m-m-mmmmmmmmgmmmm oo oo oo oo oo o ooo oo
(Si < 13%) ap=35mm |ap= 40mm |ap= 45mm [ap = 3.5mm | ap = 3.0 mm
Aluminium Ve =110 m/min, fz = 0.06 mm/t
alloys 80 ~ 180 [0.03 ~ 0.08 === --=-m=xmmr oo m oo
(Si =13%) ap 35mm|ap 40mm|ap 45mm|fap 35mm|ap 3.0mm

Notes:
@®When slotting, use a rigid machine.

@®\When chips stay in the cutting zone during slotting or
pocketing, use air to remove chips from the work area.
@®If chips tend to stick to the cutting edge (such as aluminium

alloy machining), use a water soluble cutting fluid.

@®If cutting a casting skin or heavily interrupted work surface,
decrease the feed per tooth and maximum depth of cut to

1/2 to 2/3 times the values shown in the table.

9-76

@Tool overhang length must be as short as possible to
avoid chatter. When the tool overhang length is long,

decrease the number of revolutions and feed.
@Cutting conditions are generally limited by the rigidity

and power of the machine and the rigidity of the

workpiece. When setting the conditions, start from
half of the values of the standard cutting conditions

and then increase the value gradually whilst making
sure the machine is running normally.

sales@jnterui.com




HYSRIDTACMILL

IMachining modes

( Shoulder Slotting Ramping donah Plunging | )
milling = A [~ plunging S Drilling 'Enlarged
(Helical feed) | hole
_ J
- Max. Max. cutting Min. Max. Max. cutting
8| catNo. Toolo | “creat | enge | Plgho | widthin®) machinchie| mactinable| wiinin
+ oDc (mm) ap (mm) 2] A (mm) et (mm) oD1 (mm) | @D2* (mm) | ae2* (mm)
EPH11R010M10.0-2 210 10 3° 0.3 3 13 19. 9.7
.. | EPH13R012M12.0-2 212 12 3.5° 0.3 3 16 23! 11.7
S | EPH18R016M16.0-2 216 16 3.5° 0.3 4 22 15.7
£ |EPH18R016M16.0-3 216 16 3.5° 0.3 4 22 15.7
® [ EPH18R020M20.0-3 220 16 2° 0.3 4 29 s 19.7
EPH18R025M25.0-4 225 16 1.5° 0.3 4 39 49.5 24.7
EPH11R010M10.0-2L | 210 10 3° 0.3 3 13 19.5 9.7
EPH13R012M12.0-2L | ©12 12 3.5° 0.3 3 23.5 11.7
o | EPH18R016M16.0-2L | ©16 16 3.5° 0.3 4 31.5 15.7
S |EPH18R016M16.0-3L | ©16 16 3.5° 0.3 4 22 31.5 15.7
EPH18R020M20.0-3L | 220 16 2° 0.3 29 39.5 19.7
EPH18R025M25.0-4L | 025 16 1.5° 0.3 39 49.5 24.7
EPH13R013M12.0-2 213 12 2° 0.3 17 25.5 12.7
.. | EPH13R014M12.0-2 214 12 1.5° 0.3 19 27.5 13.7
3 | EPH18R017M16.0-3 o017 16 3° 4 23 33.5 16.7
§ EPH18R018M16.0-3 218 16 2.5° ) 4 25 35.5 17.7
S | EPH18R021M20.0-3 221 16 2° 0.3 4 31 41.5 20.7
EPH18R026M25.0-4 226 16 1.5° 0.3 4 41 51.5 25.7
., LEPH11R010M06.0-2 210 10 3°. 0.3 3 13 19.5 9.7
_5¢ EPH13R012M07.0-2 212 12 0.3 3 16 23.5 11.7
255 EPH18R016M10.0-3 216 16 . 0.3 4 22 31.5 15.7
° |EPH18R020M10.0-3 220 16 0.3 4 29 39.5 19.7

*Where the insert corner radius < 0.2 mm

SIIIA OV.L

IReplacement parts

Ca Clamping screw | Wrench

0™ | CSP-2L033 IP-6F

Clamping screw ?ﬁ

EPH13R012* | CSPB-2.2SH | IP-7D

(Insert pocke

!0 | EPH18R016™ | CSPB-2.5SH | IP-7D

i i 4 . N\
®Notes o rge radius inserts ® Insert mounting procedure (EPH-type)
When using th s which have a large corner radius in I 1
excess of 1.0 additional work is needed to the corner Fasten the inserts in order of @) to @ ‘

of the body.
y (DAfter loosening the clamping screws, insert

T Required rework the insert in the insert pocket of the body
I A ety whilst pushing it with your finger.
E Y (2)Lightly fasten the clamping screws in order of
(mm) (mm) Aand B.
0<r: <1.0 |No additional work @g;ilétg inserts, carry out the above steps
Bod i i i
cornyer RI[1.0<r=20 R2.0 @(S;grzlgldtgten the clamping screws in order

(Refer to the standard tightening torque values.)
(®For all the inserts, carry out the above step ().
(®)Check the condition of insert seating,
clearance between the insert and insert
pocket, the tool diameter, and the peripheral
\___edge runout. )
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EVH

Diameter . . .
HYBRIDTACM ILL {61 Ot 16 mm &Lj [H,;] Steel  Stainless Castlron Non-ferrous

i [m ; : - ﬂ o lo For multi-functional milling of steels, stainless steels,
Sh0U|d6f Slotting l\/?lﬁjﬁg Pocketing Ramping Plunging Enﬁg?éng Drilling cast irons and aluminium aIonS
|Rake angle: AR. +20° RR. + 12°
== — o e
& g g
F—— -
i — | 90&1
Right hand (R) shown.
N | Dlmen5|ons (mm) [ cl ]

Cat. No. Qinrkmgé;'sTooﬂlDdia. Sha;gdia f aa ah Maxed;elength OveraIIIengmNeckLI?nnghankZIength (std. ?:?sféa?nzctfr\zu o) Wrench acable inserts
EVHO6R010M10.0-02| @ | 2 | 10 | 10 3 5 90 | 40 | 50 |CSPD-1.8S (0.7N-m)| | GT06H20500-00]
EVHO7R012M12.0-02| @ | 2 | 12 | 12 | 3.5 6 98 | 48 | 50 | CSPB-2H (0.7N-m) | IP- XVGT07X30500-00
EVHO9R016M16.0-02| @ | 2 | 16 | 16 | 4.5 8 | 124 | 64 | 60 |CSPB-2.5S(1 .SNGQB XVGT09X40500-00

linserts o
T
TE/
Center edge inserts Peripheral edge inserts
Grade Dimensions (m .
Appli- )
P Cat. No. AH730| A B eation Applicable cutter
5 8 XVGT06H205EC-MJ (] 6.2 5 . . EVHO6R010M10.0-02
|<£ ; XVGT07X305EC-MJ ([ 71 3 0.5 p— EVHO7R012M12.0-02
S| XVGT09X405EC-MJ (] 9 4 M EVHO09R016M16.0-02
£ XVGTO6H205EP-MJ ) 3| 25 saee | EVHOBR010M10.0-02
g XVGT07X305EP-MJ 6.4 3 0.5 EVHO7R012M12.0-02
S% XVGTO09X405EP-MJ 9 8.2 4 cston | EVHO9R016M16.0-02
de Dimensions (mm) .
Corner R Appli- i
Cat. No. 0 ps1200, A B T " | cation Applicable cutter
k) () 6.2 5 2.5 EVHO6R010M10.0-02
é o 71 6.1 3 0.5 EVHO7R012M12.0-02
S o 9 8.2 4 EVHO9R016M16.0-02
% XVGTO6H205FP-AJ () 6.2 | 53 | 25 s |  EVHOBR010M10.0-02
E‘,’ XVGTO07X305FP-AJ () 71 6.4 3 0.5 EVHO7R012M12.0-02
§ XVGTO09X405FP-AJ () 9 8.2 4 EVHO9R016M16.0-02
IReplacement parts
Cat. No. Clamping screw | Wrench
Clamping SCFeW‘. EVHO6R010** | CSPD-1.8S IP-6F
Insert
EVHO7R012** | CSPB-2H IP-6F
EVHO9R016** | CSPB-2.5S IP-8D i
[ @ : Stocked items. |
Relati Technical Ref sales@'nterui.com
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HYSRIDTACMILL

Q Standard cutting conditions

@Shoulder milling, Slotting - "
’ . Carbon steels and| Alloy steels and . . Aluminium alloys | Aluminium alloys
Work material alloy steels [prehardened steelst Stainless steels Cast irons (Si < 13%) (Si = 13%)
Hardness < 30HRC 30 ~ 40HRC < 250HB - - -
Cutting speed |Vc =50 ~ 120 m/min | Vc = 30 ~ 100 m/min | Vc = 50 ~ 120 m/min | Vc = 60 ~ 140 m/min | Vc = 100 ~ 300 m/min | V¢ = 100 ~ 200 m/min
Conditions No. of rev. n §S§gd \_/f No. of rev. n ESng \_/f No. of rev. n ESng Yf No. of re_\1/.n ggggd Yf No. of rev. n ggggd Yf No. of rev. n gg:gd \_/f
min mm/min | min mm/min | min mm/min | min mm/min | min mm/min | min mm/min
Tool di 210 2550 380 1910 190 2550 380 3180 510 6370 1020 4770 670
0(2] rg;a' 012 2120 320 1590 160 2120 320 2650 420 5300 850 3980 560
16 1590 240 1190 120 1590 240 1990 320 3980 640 2980 420
Side cutting Slotting  |pepth of Side ap < 0.25D ap < 0.25D ap < 0.25D ap < 0.25D ap < 0.25D ap < 0.25D
a,: Axial depth of cut cut cutting ae<0.2D de<0.2D de<0.2D de< 0.3D de< 0.3D de< 0.3D
a.: Radial depth of cut Slotting ap<0.1D ap<0.1D ap<0.1D ap < 0.15D ap<0.2D ap<0.2D
@®Drilling-Plunging Work material [Carbon steels and| Alloy steelsand | ¢ o0 o L | Aluminium allgys | Aluminium alloys
alloy steels  |prehardened steelst| i Si > 13%)
Hardness < 30HRC 30 ~ 40HRC < 250HB -
Cutting speed | Vc =50 ~ 120 m/min | Vc = 30 ~ 100 m/min | Vc = 50 ~ 120 m/min | Vc = 60 ~ 140 m/min Ve =100 ~ 300 m/min
e No. of rev. N Feedd Vi |No. of rev. N Feedd V£ [No. of rev. NN Feedd V£ [No. of rev. NN Feedd 1% No. of rev. N Feegd Vi
Conditions min' |mm/min| min' |mm/min| min' |mm/min| min" | mm/min min" | mm/min
Tool di 010 2550 130 1910 80 2550 130 3180 190 4770 290
‘;g‘m;a' g12 | 2120 | 110 [ 1590 | 65 | 2120 | 110 | 2650 | 160 3980 | 240
016 1590 80 1190 50 1590 80 1990 2980 180

>4

® Tool overhang len
chatter. When the

Note: ® In slotting or pocketing where chips tend to stay in the cutting
zone, use an air blast to remove chips to prevent chip recutting.
® When chips tend to weld excessively on the cutting edge such as
in machining aluminium alloys, use a water soluble cutting fluid.
® In the case of cutting a casting skin or a heavily interrupted
work surface, decrease the feed per tooth and the maximum
depth of cut to 1/2 to 2/3 times the values shown in the table.

|
feed.

IMachining modes

that the machine is running normally.

as short as possible to avoid
erhang length is long, decrease the

number of rev@lution
® Cutting condi are generally limited by the rigidity and power
the rigidity of the workpiece. When setting

of the machi
the condi start from half of the values of the standard
cuttir@ ns and then increase the value gradually whilst

4 )
S&%Lljilr?ger Slotting Drilling + Enlarging hole
Dirrillin
= (Helical feed) =
O
S
>
_ _/
Max.drilling| Max.cutting |Max. ramping|Min. machinable|Min. machinable| Max. cutting width | Max.depth
Cat. No. Tool dia. depth  |width in plunging angle hole dia. hole dia. inenlarginghole | of boring
H (mm) W (mm) 0 D1 (mm) D2 (mm) ae (mm) H1 (mm)
EVHO6R010M10.0-02 o 5 5 5° 12 19 9 30
EVHO7R012M12.0-02 6 6 5° 14 23 11 36
EVHO9R016M16.0-02 8 8 5° 18 31 15 48
'\:
sales@jnterui.com
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All PCD-tipped TAC Mills for high feeds

DPD15-EDPD15 (685315 m 8 P

4 [4 [ q For high speed milling of aluminium alloys and
~ Face Face Shoulder non-fel’rOUS meta|S

Milling Milling Milling

. = Rake angle: Eon L 5° R 07
R |
EDPD15 1= Olo .
‘ B 3 EAY /| I —— X
z‘
pe =) |
= 19 |
DPD15 ) Q(Y’K Lt 2s
ebc | L
Max. ap: 7 mm Fig. A Fig. B Right hand (R) shown.
IDPD15 (Fig. A: bore type) Y
No. of Dimensions (mm) i Mounting
Cat. No. Stock inserts oDc od 0 Lt b ) details
DPD15080R-E 80 27 26 7 1 2.» 1.2
9-138
DPD15100R-E 4 100 32 28.5 40 8 14‘.§ 2.2 ®
DPD15125R-E 125 32 3.6
. 9-138
DPD15160R-E 6 160 40 29 06 4 5.2
DPD15200R-E 8 200 63 8.2 91380
DPD15250R-E 10 250 60 38 25.7 13.4
DPD15315R-E 12 315 22.5 9-1380D)
Note: Use hexagon-socket head screw CM12x30 for fitting the cutter to AO-3M/W, CM1 or fitting the cutter to AO-4M/W.
IEDPD15 (Fig. B: shank type) &
No. of Dimensions (mm)
Cat. No. Stock | .
inserts oDc oDs Lf L
EDPD15050R/L 3 50
EDPD15063R/L 4 63 32 3 15
= 0
=
2 [Hinserts
= 15.875

15.925

4.5

General insert ‘ 9 a0° ‘ Wiper insert

R400
=

12.41

L5

: Right hand (R) shown. Right hand (R) shown.

Grade Stock Grade Stock
Cat. N% Cat. No.
T-DIA R T-DIA R
YDEN1505 -D DX140 ® YDEN1505PDFR/L-WD DX140 ®

[ “DX140” : Packing Quantity = Tpcs.] [ @ : Stocked items. |

IReplacement parts

Part Cat. No.

No. Parts DPD15 EDPD15

@ [Insert locking wedge FW304R-D FW304R-D

@ |Locator adjusting wedge FW325R-D FW325R-D

(3 [Screw for preventing wedge from flying out BHM615-GT BHM611-GT

@ Wedge fixing screw (oD = 80 FDS-8ST-18 FDS-8SST

Wedge fixing screw (for @D > 80) FDS-8ST -

(® IAdjusting wedge fixing screw FDS-8ST-18 FDS-8SST

Right hand (R) shown. | — Wrench T-27T T-27T

9_80 Technical Reference > sal es@j nterui.com
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All PCD-tipped TAC Mills for high feeds

DPD15-EDPD15

© Standard cutting conditions

DPD15/EDPD15
Work material Grades Cutter dia. D¢ 50 63 80 | 100 [ 125 | 160 | 200 | 250 | 315

) Maximum cutting speed

3 Vomax (m/min) 3100 | 3900 4000

© Maximum No. of revoluti

E| (Si<13%) | DX140 n;’gr(”m":n_f)’ o revolition 19700 16000 | 12700 | 10200 | 8000 | 6400 | 5100 | 4000
= “-DIA) Depth of cut @p (mm) ~7

S Feed per tooth fz (mm/t) 0.05 ~0.2

<| (Si>13%) Cutting speed Vc (m/min) 200 ~ 500

¢ No. of revolutions (min-') = Cutting speed X 1000 =+ 3.14 =+ Cutter diameter
e Table feed (mm/min) = No. of revolutions X Feed per tooth X No. of inserts

&’

OAppIicabIe work materials

- Cast aluminium alloys: JIS AC2C-T6, AC4B-T®6, etc.
Aluminium alloys Aluminium di tinas: JIS ADC12. et
(Si < 13%) umlmum ie castings: 12, etc. ”
Various forged and rolled workpiece: 2017, 5056, 7075, etc. ‘
Aluminium alloys (Si = 13%) | A390, etc. (Use at speeds up to 500 m/min) o
Non-ferrous metals Copper alloys, etc. 0

© Cutting condition range O\

[Aluminium alloys (Si < 13%)] (Insert grade: DX140 (T-DIA)) [Alw ys (Si = 13%)] (Insert grade: DX140 (T-DIA))

- 4000F "
£ £ 500
£
£ 3000+ £ 400
Q 3]
; = 300}
8 2000 3
7] 2 200F
@ -
= o
2 1000 £ 100 (j?)
8 8 L L L
, . 0.1 0.2 03 <
01 02 Feed per tooth fz (mm/t) »
Feed per tooth fz (mm/t]

. Use a water-soluble cutting fluid.

Notes:e Wet cutting is recom
. However, wet cutting excels in chipbreaking and attaining superior surface quality.

® Dry cutting is al

@ Cautionary poWor use

@ To avoid the da unbalanced revolution, the TAC ® When using the cutter at a cutting speed less than v¢ =
mill should n @ad in a state of reduced number of 1500 m/min, the balance quality of the arbor
inserts.’ ¢ and toolholder should be prepared within class G16.

® Uset ithin the maximum revolutions written on ® When installing the inserts, recommended clamping
the c&ody. torque for the wedge fixing screw is 9.8 N-m.
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TAC Mills for large depth of cut

TPP16RIE aB@m

4 [4 [ q For large depth, square shoulder milling of general

e~ Face”  Soudsr steels, cast irons and stainless steels
illing illing Milling
od | Rake angle: AR. + 6 R.R. - 8
ra_

Ve
b
4
Lt

@0\ 90°

oDc
Max. ap: 12 mlm
No. of Dimensions (mm) ounting
Cat. No. e in:el?ts oDc od 0 Lf b details

TPP16080RIE [ 4 80 27 26 50 7
TPP16100RIE (] 5 100 32 8
TPP16125RIE o 6 | 125 | | = . 91388
TPP16160RIE [ 8 160 29 63
TPP16200RIE [ 10 200 0-1380
TPP16250RIE [ J 12 250 60 38 25.7 13.0
TPP16315RIE ®

14 315 \ 22.2 9-1380

linserts
SPMR1605PPPR-ML SPMR1605PPTR-MJ SPMR1605PI&97
r08 5.56 N
g =T =
H ‘LE Q ® 7 9 e
& /111° z i
16 | & L %0" 5.56 250
%) ‘ades
s Cat. No. ﬁ;‘:;- Honing d Uncoated
&E) T31 T1115 | GH330 | UX30
= SPMR1605PPPR-ML ()
SPMR1605PPTR-MJ M With () () ()
SPMR1605PPTR-MH (J () ()
IReplacement parts
No. Descriptions Cat. No
@ | Locator LPP16R
@ | Insert locking wedge WPP16R
® | Wedge fixing screw FDS-8S (FDS-8SS)
@ | Locator fixing screw CM5X0.8X12
— | T-handle wrench TP-4
Notes : Part cat. No. in () is used for TPP16080R and TPP16100RIE.
@ : Stocked items.
—_ 2 Relating Technical Reference sales@j“terUi-com
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TAC Mills for large depth of cut

TPP16RIE

© Standard cutting conditions
@For MJ-chipbreaker inserts (General purpose)

Work materials

Grades a
ting speed

pth of cut: ap > 1.5 mm)

Roughing Finishing
Work materials Grades (Depth of cut: ap > 1.5 mm) (Dep.th of cut: ap = 0.3 ~ 0.7 mm)
Cutting speed Feed per tooth Cutting speed Feed per tooth
vc (Mm/min) fz (mm/t) vc (m/min) fz (mm/t)
Mild steels GH330 100 ~ 230 0.1 ~0.25 130 ~ 250
Unhardened steels T3130 130 ~ 300 0.1 ~0.28 180 ~ 300 0.1 ~0.3
(<180 HB) UX30 100 ~ 180 0.1 ~0.25 130 ~ 200
Carbon Steels GH330 100 o 180 01 o 02 130 o 200
Alloy steels T3130 130 ~ 280 0.1 ~0.25 180 ~ 280 0.1 ~0.28
(<300 HB) UX30 80 ~ 130 0.1 ~0.2 100 ~ 150
Die steels GH330 100 ~ 150 100 ~ 150
(< 30 HRC) UX30 80 ~ 130 0.1-018 80 ~ 130 0@~ 02
Cast irons T1115 100 ~ 200 0.1 ~0.2 100 ~ 200, 01 ~ 025
Ductile cast irons UX30 80 ~ 130 0.1 ~0.2 80 ~ 1‘30 ' '
Stainless steels
(< 250 HB) GH330 150 ~ 200 0.15~0.23 200 ~ 0.15 ~0.25
@For ML-chipbreaker inserts (Sharpness-priority) ‘ﬂ
Roughing Finishing
Work materials Grades (D.epth of cut: ap > 1.5 mm) .th of cut: ap = 0.3 ~ 0.7 mm)
Cutting speed Feed per toot utting speed Feed per tooth
vc (m/min) fz (m vc (m/min) fz (mm/t)
Mild steels GH340 100 ~ 200 100 ~ 230
Unhardened steels GH330 130 ~ 230 0.0507 150 ~ 250 0.05~ 0.2
(<180 HB) AH330 130 ~ 370 150 ~ 400
Carbon steels GH340 100 ~ 170 100 ~ 200
%sEEs GH330 150 ~ 180 B = Il 150 ~ 200 0 = Ule
Stainless steels GH340 100 ~ 100 ~ 200
(< 250 HB) GH330 150 @ 0.05 ~0.12 200 ~ 250 0.05 ~ 0.15
@®For MH-chipbreaker inserts (Toughness-priority)
Roughing Finishing

(Depth of cut: ap = 0.3 ~ 0.7 mm)

4
>
) Feed per tooth | Cutting speed | Feed per tooth O
vc (m/min) fz (mm/t) vc (m/min) fz (mm/t) <
Mild steels 100 ~ 230 0.15~0.3 130 ~ 250 0.15 ~ 0.35 >
(<180 HB) 100 ~ 180 0.15~0.3 130 ~ 200 0.15 ~ 0.35
100 ~ 180 0.15 ~ 0.24 130 ~ 200
Carb teel
A 130 ~ 280 0.15 ~ 0.3 180 ~ 280 0.15 ~ 0.35
(< 300 HB) 80 ~ 130 0.15 ~ 0.24 100 ~ 150
Die steels 100 ~ 150 _ 100 ~ 150 5
(< 30 HRO) 80 ~ 130 0.15 ~ 0.22 80 ~ 130 0.15 ~0.28
Cast irons 100 ~ 200 0.15 ~ 0.24 100 ~ 200 5 - G
Ductile cast iro 80 ~ 130 0.15 ~ 0.24 80 ~ 130 T
Notes:
e Asarule,d air-blowing) is generally recommended.
e |f a cutting sed, the cutting speed should be set to the
lower side of alues shown in the above table.
e When bein ed in square shoulder milling, climb milling is
recommended.
¢ |In square shoulder milling of stainless steel, when chips tend to be
recut during cutting, change to up-milling mode.
* When wet machining mild steels, carbon steels and alloy steels, use
T3130 at lower cutting conditions.
sales@jnterui.com
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TAC Mills

TSE3000R(IA)E B MEN

For square shoulder milling of general steels,
Face~  Shouder stainless steels, cast irons and non-ferrous metals

Milling Milling

| Rake angle: AR. + 17°R.R. + 5°

Max. ap: 8 mm 8‘1 (R) shown.

ITSE3000 I (Irregular pitch)

No. of Dimensions (mm) ight Mounting
Cat. No. Stock T oDc od 2 Lt (kg) details
TSE3050RE ° 3 50 0.3
TSE3063RE 0 3 | e | 2 | 20 | 4 05 | 4 iuan
TSE3003RIAE [ 4 80 27 26 50 1.0
TSE3004RIAE [ ] 6 100 32 32 63 2.0
Note: TSE3050R/L and TSE3063R/L are not irregular pitch spec.
linserts o
TECN1603PETR TECN1603PEFR-D TEKR1603PEPR e Corner details
r:0.8 o 2 65
: 7 3 3 . 09 -, 0.8
o o g o # 5 /Y\ 3> N
P D /\ Fig. B Fig. 7\
. 20°
Fig.1 99280 | 3 8 Fig. 2 s187 Fig. A Right hand (R) shown.
%) = |3 Grades
§ Cat. No. ISC()MZ::;C';O' g % 5 Coated Cermet |Uncoated| T-DIA Shape
O oQ e T3130 | T1115|AH120|AH130|AH140 AH330|GH330|NS740| N308 | UX30 | TH10 | DX140| DX160
< |TECN32ZTR  |TECN1603PETR Fig. With o oo Fig.1
TECN32ZFR TECN1603PEFR ithout °
TECN32ZFR-DIA TECN1603PEFR- ) Fig. 2
TEEN32ZTR  |TEEN1603PET B/ [Wth [e/e/e e/e e /e/e e e Fio.1
TEEN32ZFR TEEN1603 Fig. A| ~ |Without ®
TEKR1603PEPR-MS Fig. C| K| With ® Fig. 3
Note: T-DIA is trade name for Tungaloy’s PCD grade. Available in one-corner type. “DX140”,“DX160” : Packing Quantity = 1 pcs.]
s
[ @ : Stocked items. |
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TAC Mills

T/ESE3000R(IA)E

IReplacement parts (Used for TSE3000IA-TSE4000IA)

TSE3050E ~ TSE3063RE, No. Descriptions Cat. No.
Clamp-set CSL-4
— |Wrench P-3
Descriptions Cat. No.
Locator LE303R
Insert locking wedge WF330R
Wedge fixing screw S
Locator fixing screw .7X12
T-handle P-4

e No. of revolutions (min-') = Cutting sp >? + 3.14 = Cutter diameter
. aps e Table feed (mm/min) = No. of revoluti eed per tooth X No. of inserts
O Standard cutting conditions

Applied to cutter dia. = 650 mm

Roughing Finishing
(Depth of cut: > 1.5mm) (Depth of cut: 0.3 ~ 0.7 mm)
Work materials Grades Cutting speed Feed per to Cutting speed Feed per tooth
vec (m/min) vc (m/min) fz (mm/t)
AH120  GH330 130 ~ 230 130 ~ 250 0.1 ~0.23
U hM'éd Stzeli s 13130 130 ~ 300 150 ~ 300 0.1 ~0.25
MC180HB) | NS740 + N308 130 ~ 200 0.1~ 0.18 150 ~ 250 0.1~ 0.2
UX30 » AH130 100 ~ 180 0.1~0.2 130 ~ 200 0.1 ~0.23
AH120  GH330 100 ~ 20 0.1 ~0.18 130 ~ 230 0.1~0.2
Carbon steels T3130 130 ~ 0.1~0.2 180 ~ 280 0.1 ~0.23
Alloy steels NS740 * N308 10 0.1-0.15 150 ~ 200 0.1-~0.18
(< 300 HB) —
UX30 8 0.1 ~0.18 100 ~ 150 0.1~0.2 %
Die steels T3130 « AH120 1007 100 ~ 150
A ~0.1 .1 ~0:2
(< 30 HRC) UX30 0~ 130 0.1-015 80 ~ 130 0.1-0 %
Stainless steels AH130  AH140 ~ 180 0.1~0.2 100 ~ 200 04 ~0.95
(<250 HB) AH120 * GH330 50 ~ 200 0.1~0.18 200 ~ 250 o
Cast irons T1115 100 ~ 200 0.1-02 100 ~ 200 0.1 ~0.2
TH10 80 ~ 130 80 ~ 130 0.1 ~0.25
Aluminium alloys TH10 0.05 ~ 0.25 0.1 ~0.25
200 ~ 1000 350 ~ 1000
(Si < 13%) DX140 0.05~0.15 0.1 ~0.2
Copper alloys T 200 ~ 500 0.1 ~0.15 200 ~ 500 0.1 ~0.2
Note: e Dry cutting is rec ed except for aluminium [ @ : Stocked items. |
alloys 0
fol

* Maximum dep r TECN32ZFR-DIA is 2.5 mm.
e When wet g mild steels, carbon steels and

alloy ss~ 130 at lower cutting conditions.

sales@jnterui.com 9-85



TAC Mills

TSE4000RIAE

90°

[Eié”ae‘f 160mm ]

10 mm

Steel

Stainless  Cast Iron  Non-ferrous

For large depth, square shoulder milling of general steels,
ey Sroulder stainless steels, cast irons and non-ferrous metals
Rake angle:TSEAR. +17° R.R. +5°
Rake angle:ESEAR. +17° RR. + 1"~ + 4°
| G
Max. ap: 10 mm Right hand (R) shown.
ITSE4000 I A (Bore type, Irregular pitch)
Cat. No Stock No. of Dimensions (mm) Mounting
B inserts oDc od 9 Lf b a details
TSE4003RIAE [ 4 80 27 26 50 7 12.4 1.0 9-138®
TSE4004RIAE (] 6 100 32 32 8 14, 1.9
TSE4005RIAE (] 125 40 63 A 2.9 9-138®)
TSE4006RIAE J 8 160 29 ' 4.9 9-1380©
linserts \
10 TECN43ZOR/L TECN2204PEFR-D TEKR2204PEPR-MS o Corner details
el 8
73y 4.6 6 0.
a2 5 02 20 1.0 s ’YY 7
907\ /3 IR %fw Y S 0
LN U “E] N AN
14.76
12.70 - _|]4.76 Fig. A Fig. B Fig. C
Fig. 1 Fig. 2
Right hand (R) shown. Note: E-class insert are a little different from above figure in detail.
5= |3 Grades
Cat. No. IS0 Cat_. No. g % % Cermet |Uncoated| T-DIA |Shape
2 (Metric) CLAE: AH140| AH330| GH330| NS740 | N308| UX30| TH10| DX140] DX160
= TECN43ZTR TECN2204PETR  [Fig.B e o o Fig. 1
&E) TECN43ZFR TECN2204PEFR [ ]
= TECN43ZFR-DIA TECN2204PEFR-D ® A [Fig.2
TEEN43ZTR _ |TEEN2204PETR Wih (@@ e|e e/e e e e Fio. 1
TEEN43ZFR TEEN2204PEFR . Without )
TEKR2204PEPR-MS g.C | K| With ® Fig. 3
Note: T-DIA is trade name for Tung CD"grade.Available in one-corner type [ “DX140",“DX160” : Packing Quantity = 1 pcs. |
IReplacement pa
Cat. No.
. TSE4003RIAE TSE4005RIAE
No Descriptions
TSE4004RIAE ~TSE4006RIAE
(M | Locator LE403R LE405R
| Insert locking wedge WF330N WF500R
(3 | Wedge fixing screw FDS-8S FDS-8S
@ | Locator fixing screw CM4X0.7X14 CM4X0.7X14
— | T-handle wrench TP-4 TP-4
@ : Stocked items.
A : Shortly unavailable
9_86 Technical Reference sales@j“terUi-com
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TAC Mills

T/ESE4000RIAE

Q Standard cutting conditions

Roughing (Depth of cut ap: > 1.5 mm)

Finishing (Depth of cut ap: 0.3 ~ 0.7 mm)

Work materials Grades
Cutting speed V. (m/min) | Feed per tooth fz (mm/t) | Cutting speed V. (m/min) | Feed per tooth fz (mm/t)
AH330 130 ~ 370 150 ~ 400
Mild steels AH120 » GH330 130 ~ 230 N 150 ~ 250 O =2y
Unhardened steels | T3130 130 ~ 300 0.1 ~ 0.23 180 ~ 300 0.1 ~0.25
(<180 HB) NS740 » N308 130 ~ 200 0.1 ~0.18 150 ~ 250 0.1~0.2
UX30 « AH140 100 ~ 180 0.1 ~0.2 130 ~ 200 0.1 ~0.23
AH330 100 ~ 300 150 ~ 320
Carbon stecls | AH120 © GH330 100 ~ 180 0.1-018 150 ~ 200 0.1-02
Alloy steels T3130 130 ~ 280 0.1 ~0.2 180 ~ 280 0.1 ~0.23
(< 300 HB) AH140 80 ~ 130 0.1 ~0.18 100 ~ 200 0.1 ~0.18
NS740 « N308 100 ~ 150 0.1 ~0.15 150 ~ 200 0.18
UX30 80 ~ 130 0.1 ~0.18 100 ~ 150 -1 ~0.2
D|e steels AH330 100 = 250 100 = 25
(< 30 HRC) T3130 ¢ AH120 » GH330 100 ~ 150 0.1 ~0.15 100 ~ 1&' 0.1 ~0.2
UX30 80 ~ 130 80 ~ 130
Stainless steels |AH130 ¢ AH140 80 ~ 180 0.1 ~0.2 100+ 01 ~0.25
(< 250 HB) AH120 150 ~ 200 0.1 ~0.18 0 ’ )
Cast irons T1115 100 ~ 200 200 04 ~ 025
Ductile cast irons | TH10 80 ~ 130 ~ 130 ’ )
Aluminium alloys | TH10 - - 0.1 ~0.25
(Si < 13%) Y DX140 200 ~ 1000 350 ~ 1000 01 - 00
Copper alloys | TH10 200 ~ 500 200 ~ 500 ' )

Note:

e Dry cutting is recommended for all materials except for aluminium

alloys.

e Maximum depth of cut for TECN2204PEFR-D is 3.5 mm.
e When wet machining mild steels, carbon steels and alloy steel

T3130 at lower cutting conditions.

e No. of revolutions (min"') = Cutting speed X 1000 + 3.14 + Cutter diameter
e Table feed (mm/min) = No. of revolutions X Feed per tooth X No. of inserts

sales@jnterui.com
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Top-Feed Mills, AD

TPS/EPS17

225 ~ 63 mm

[Diameter

ol

Steel  Stainless CastIron Non-ferrous

q [ LJ [m [m [ ﬂ [ [ ‘] [ ﬂ] [(ﬂ] For multi-functional milling of general steels,
EFA?IlIJill'?ger ll:\zllalﬁjllrlxjgs Slotting  Slotting Nﬂﬁneg Pocketing Ramping  Plunging Enﬁcr)?ejng Staln|eSS Stee|S, CaSt II’OHS and a|Um|nlum a”Oys
TPS | Rake angle: EPS11: A.R. +9° ~ +17.5° R.R. -20° ~ -7°

§ SS e §
EPS
90&“@ Lt gs
Fig. B L
L3 )
|
Qf M _.___._:_.___T___.J-';_.___._:_' _5’
oDc L/QOE % A N P - Q
i’ ]
Ig.A ap .
f
~ 9-90 Weldon L
Max. ap: 10.6 mm Vight hand (R) shown.
ITPS17  (Fig. A: bore type) ”
No. Dimensions (mm) Weightt  Applicable Clampj \Q’ p—
Cat. No. Stock ins%frts oDe | od 2 1Lt b a | (k) e - h Center bolts T
TPS17040RB-E | A 4 | 40 16 19 56/84(0.2 G FSHMS8-30 |Fig. 1 -
40 ASOT1705000
TPS17050RB-E | A | 5 | 50 0.3 %—48 IP-15D .
22 20 —16.3|10.4 PDOIR- CM10X30 |Fig. 2|9-
TPS17063RB-E | A | 6 | 63 045031047 ¢ HR-OD e 9. 2/9-138®)
@ : Stocked items.
. . . . A : Shortly unavailable
ICenter bolts I Cautionary point on modifyi ors when using

“TPS” cutter with air hole
@ytin

Fig. 1 diameter
9 Gl 16 22
pplicable arbor type gkﬂﬁ\ gll\\/l/l?
»n
= Hole diameter
3 od1 (mm) 4~6 5~8
|<£ Note: When using “TPS2 er in internal air blow cutting, use corresponding arbor.
B EPS17 (Fig. B: shank type)
5 Dimensions (mm) Applicable -
= Cat. No. Stock s oDc L Lt os oDs 3 —— Clamping screw | Wrench
o | EPS17025RS 2 25 -
(2]
S | EPS17026RS > 26 | 1) ¥ | g | -
O | EPS17032RS A 2 32 120 40 32 -
Q -
g A3 132 i) 40 | 80 | 32
o A 3 33 - |ASOT170500 CSPB-4S IP-15D
o A2 125 ) 70 | 150 | 25 || PPHRHH
58 A | 2 | 2 -
“ EPS17032RL A 2 32 255 80 175 32 -
g EPS17025RS-E A 2 25 95 35 60 25 63
£ | EPS17032RSB-E A 3 32 110 40 70 32 74
[ @ : Stocked items. |
—_ Relating Technical Reference Sales@j I‘ltel'u i Com
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Top-Feed Mills, AD

TPS/EPS17

linserts
S, A S
[
-AJ
Grades Dimensions (mm)
Cat. No. Co;ner Accuracy Coated DLC coated | Cermet | Uncoated A B s
¢ AH120 | AH130 | AH140 | T3130 | T1115 | DS1100 | NS740 | KSO5F
ASMT170504PDPR-MJ | 0.4 o () o o
ASMT170508PDPR-MJ | 0.8 ® () () ()
ASMT170512PDPR-MJ | 1.2 () o ‘
ASMT170516PDPR-MJ | 1.6 M () () ()
ASMT170520PDPR-MJ | 2.0 () 169! 98 | 56
ASMT170530PDPR-MJ | 3.0 [ ) ’ ) '
ASMT170532PDPR-MJ | 3.2 o () [ J
ASMT170508PDPR-MS | 0.8 ° ° 0‘
ASGT170504PDFR-AJ | 0.4 G ()
ASGT170508PDFR-AJ 0.8 o
\ [ @ : Stocked items. |
o Cautionary point in modifying cutter bodies o
R
When using inserts with corner radius Corn iu m) | The dimension of modifying (mm)

re = 2.0 mm, standard cutter bodies

have to b dified “R 0.4 1.6 Unnecessary

ave to be modified “R”.

v " 0-~32 2
=
O

© Standard cutting conditions g
(%3]

Chip- Cutting speed V¢ (m/min) Feed per tooth fz (mm/t)
Work materials adeés | ... Cutter dia. | Cutter dia. | Cutter dia. | Cutter dia. | Cutter dia. | Cutter dia.
212 216,020 | >025 212 216, 620 > 825

Mild steel, Low Carbon steels S740 MJ | 80 ~ 100 {100 ~ 120|100 ~ 1500.05 ~ 0.08|0.05 ~ 0.12|0.05 ~ 0.15

(St37 etc.) < 180HB E AH120 MJ | 80 ~ 100 {100 ~ 150{100 ~ 1500.05 ~ 0.10{0.12 ~ 0.20|0.12 ~ 0.20

Carbon steels, Alloy s
(Ck45, 42CrMod4etc)

<300HB ¢

NS740 MJ | 80 ~ 100 | 80 ~ 100 | 80 ~ 120 |0.05 ~ 0.08|0.05 ~ 0.08|0.05 ~ 0.10

T3130 MJ | 80 ~ 100 | 80 ~ 120 {100 ~ 200{0.05 ~ 0.10{0.10 ~ 0.15|0.10 ~ 0.20

Die steels

(X96CrMoV1 ) T3130 MJ | 80 ~ 100 | 80 ~ 120 |100 ~ 150{0.05 ~ 0.10{0.10 ~ 0.15/0.12 ~ 0.20
< 300HB

Stainless steels

(X5CrNi18 9etc.) AH130 » AH140| MS | 80 ~ 100 {100 ~ 150|100 ~ 200|0.05 ~ 0.10|0.12 ~ 0.15(0.12 ~ 0.20
< 250HB

o et oreleCastirons ete-| 74445 | MJ | 80 ~ 100 | 100 ~ 150|100 ~ 200|0.08 ~ 0.12(0.12 ~ 0.20|0.15 ~ 0.25
Aluminium alloys (Si < 13%) DS1100 AJ 300 ~ 1000 0.05 ~ 0.2

Aluminium alloys (Si = 13%) DS1100 AJ 100 ~ 200 0.05~0.2

Copper alloys KSO5F AJ 200 ~ 500 0.05~0.2

Notes: ® When using at L/D = 4, machining at the lower feed rate.
e This TAC mill is not designed to cope with the
centrifugal force and dynamic balance at high speeds
over 1000 m/mim.
Therefore, the cutting speed in the outer diameter of the

mill should not exceed 1000 m/min. sales@jnterui.com 9—89



Top-Feed Mills, AD

TPS/EPS1Y/

O Machining capability

Helical feed Drilling flattened .
Shoulder drilling blind hole Enlarging

milling Grooving Ramping Plunging ’/% @
| ‘ L (LA i 14
‘ S 3 |
| |
|
I

ap ! ! ]
| ® | | ® ‘ @ O‘ | O I
Il
oD1, 2 oD3 E
&
Max. depth | Max. ramping Max. depth | Min. machining | Max. machining | Hole Max. cutting width
Cat. No. Tool o of cut angle of plunging hole dia. hole dia. (B ) in enlarging hole
ap (mm) 0 A (mm) oD1 (mm)* D2 (mm)* m)* E (mm)
EPS17025---:----- 025 16.3 5° 32 48 ‘h 6 ~ 48 24
EPS17026--+------ 026 16.3 5° 34 49 ~ 51 25.5
EPS17030:+- -+ 230 16.2 4e 42 B 57 ~ 59 29.5
EPS17032--------- 232 16.2 3.5° 46 2 60 ~ 62 31
EPS17033:-------- 233 16.2 3.5° 1.0 4 65 63 ~ 65 325
E/TPS17040-:---- 040 16.2 2.5° 78 76 ~ 78 39
EPS17040---:----- 040 16.2 2.5° 78 76 ~ 78 39
E/TPS17050------ 050 16.1 1.5° 2 98 96 ~ 98 49
E/TPS17063:----- 063 16 1° & 108 124 122 ~ 124 62

Notes : Corner r¢ for dimensions of eD1, eD2, and @D3: r= 0.8.

&

i}
=
<C
l_

9_90 Technical Reference > sal es@j nterui.com
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1 mm
o) ) EMESH
DOFEED SERI Es {w. Steel  Stainless Cast Iron  Superalloys Mater.ab
=hEE0HE e T et rons nd ttanim aloys

Face Slotting Pocketing Ramping  Plungi Enlargir
Milling 9 9 Ping unang nl—?tl;?elng

oDb Rake angle: T/EXNO3 = AR. +6° R.R = +5°~ +11°
od T/EXNO6 = A.R. +10° R.R. -2° ~ +4°
4
P 77 <} 5 v
| (% SSer ki
- T - K*: Lt £s
- ! : L
N ap -
EXNO3 ‘ Fig. B
® K o
. Ll _ |\ © Max.ap: EXNO3 = 1 mm
- ’ oDor BE NQB,= 1.5 mm
e Fig. A _oDc | =1.5mm
ITXN (Fig. A: bore type)

o No. of| Dimensions (mm) Weight| Air Mounting

g Cat. No. Stock Inserts| Do Dot leDbl od | & 1 Lt | b a p qur bolt | Insert TS
@TXN06R050M22 OEO4 | @ 4 50 |37.6 |47 |22 |20|50|6.3|10.4|15° FSHM10-40H

o @TXN06R052M22 0E04 | % 4 52 139.6|50 (22 |20|50|10.4| 6.3 | 15 FSHM10-40H

I @TXN06R063M22 OE0O4 | @ 4 163|50.6|59|22(20|50|6.3[10.4}15° CM10X30H | LNMUOG...

8 (EDTXNO6RO66M27.0E04 | * | 4 |66 [53.6|63 |27 22|50 [12.4] 7 48| 0.8 CM12X30H
@TXN06R080M27 0EO5 | % 5 80 |676 |76 |27 |22|63| 7 |1 1.6 |with| cm12x30H
@TXN03R040M1 6.0E06 | @ 6 |40|33.6|47 |16 |20 |40 | 6.3 17°] 0.2 CM8X30H

LNMUO3... | 9-138®
(BEDTXNO3R0O50M22.0E08 | @ 8 |501(43.6|47 |22 |20 | 50 17°1 0.5 CM10X30H

o TXNO6R050M22.0E05 | @ 5 50 |37.6|47 |22 |20 |5 10.4|15° | 0.4 FSHM10-40H

§ TXNO6R052M22.0E05 | @ 5 52 | 39.6 22 6.3 110.4| 15°| 0.5 FSHM10-40H

o TXNO6R063M22.0E06 | @ 6 63 | 50.6 22 6.3 110.4| 15°| 0.8 CM10X30H | LNMUO6...

TXNO6R066M27.0E06 | @ 6 | 66 |53.6 7 |12.4|15°| 0.8 CM12X30H
TXNO6R080M27.0E08 | @ 8 80 | 67.6 7 |12.4|15°| 1.6 CM12X30H

n

§ BEXN (Fig. B: Shank type)

Q g Cat. No. Stock | No- of RiNIons N =) Weight| o hol Insert

= |2 Inserts Doi|oDs | L | Lf | 0s] K | (kg |
EXNO3R016M16.0-02 [ ) 2 .6 16 | 100 | 30 70 17° 0.2

EXNO3R018M16.0-02 (]
EXNO3R020M20.0-04
EXNO3R022M20.0-04
EXNO3R025M25.0-05
EXNO3R028M25.0-0
EXNO3R030M32.

11.5| 16 | 100 | 30 70 | 17° 0.2
135 20 | 130 | 50 | 80 | 17° | 0.3
155 20 | 130 | 50 | 80 | 17° | 0.3
25 (185 25 | 140 | 60 80 | 17° 0.5 | with LNMUO3...
28 |21.5| 25 | 140 | 60 80 | 17° 0.5
30 |23.5] 32 |150| 70 | 80 | 17° | 0.8
32 |255| 32 |150| 70 | 80 | 17° | 0.9
35 |285| 32 | 150 | 35 | 115 | 17° | 0.9
32 (19.7] 32 | 150 | 70 80 | 15° 0.8
35 |227| 32 | 150 | 45 | 105 | 15° | 0.9 | with LNMUOS...
40 |27.7] 32 | 150 | 45 | 105 | 15° | 0.9
16 | 96 | 16 | 150 | 50 | 100 | 17° | 0.2
18 |11.5| 16 | 150 | 25 | 125 | 17° 0.2
135 20 | 160 | 80 | 80 | 17° | 0.3
22 |15.5] 20 | 160 | 30 | 130 | 17° | 0.4
25 |18.5| 25 | 180 | 100 | 80 | 17° | 0.6 | with LNMUO3...
28 [21.5] 25 | 180 | 35 | 145 | 17° 0.7
30 [23.5] 32 | 200|120 | 80 | 17° 0.9
32 |255| 32 | 200|120 | 80 | 17° 1.1
35 (285] 32 | 200 | 35 | 165 | 17° 1.2
32 |19.7] 32 | 200|120 | 80 | 15° | 1.1
35 |22.7| 32 | 200 | 45 | 155 | 15° | 1.2 | with LNMUO6...
40 (27.7| 32 | 220 | 45 | 175 | 15° 1.3

Standard

q

EXNO3R016M16.0-02L

EXNO3R018M16.0-02L

EXNO3R020M20.0-03L
EXNO3R022M20.0-03L
EXNO3R025M25.0-04L
EXNO3R028M25.0-04L
EXNO3R030M32.0-04L
EXNO3R032M32.0-05L
(EDEXNO3R035M32.0-05L
EXNO6R032M32.0-02L
EXNO6R035M32.0-02L
EXNO6R040M32.0-03L

Long

ooooooooooooooooooow

WD RAR|OWWININD|WIMDINDO|O|OT|O1|O
N
o

@ : Stocked items

9_92 Relating | Technical Reference> sales@j“terUi-com * : Available from 2013
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DOFEED SERIES

IReplacement parts

Descriptions Parts Cat. No.
Applicable cutter TXNOG6R... T/EXNO3R... | EXNOG6R...
Clamping screw CSPB-5 CSPB-2.5 CSPB-5

'Fé Bit BLD 1P20/S7
§ Handle H-TBS IP-8D IP-20D
linserts
T
T T
re )
MJ (for general purpose) ML (for low cutting force) MJ (for general purpose) ML(V
. Grades Diménsions (mm)
Cat. No Accuracy | Honing 725 [ AH120 | AH130 |AH3035 » T re
LNM ZER-MJ M ith
U0303 " ® b ® : 60 | 420 | 12
LNMUO303ZER-ML M with o (] o
LNMUO6X5ZER-MJ M with o ([ ([ J 15 12 7 °
LNMUO6X5ZER-ML M with ([ ] o o
QO Arbors ‘ O
‘c; 3
) - T u‘;i B Q %
> :h o i ;
*No through air hole. @)
Cat. N Stock Dimensions (mm) Weight | - Applicable TAC mills =
at o L oD1 | od h w | (kg) i @
BT50-FMC22-138-47 [ ] 1 1 5.2
BT50-FMC22-188-47 o 150 47 5.9 TXNOBRO50M22.0E05
BT50-FMC22-243-47 3 | 205 6.5 TXNO3R050M22.0E08
BT50-FMC22-293-47 293 255 99 18 10 7.2
BT50-FMC22-178-59 o 178 140 6.8
BT50-FMC22-238-59 238 200 8
50 c 3 hd 59 TXNO6R063M22.0E06
BT50-FMC22-308- (] 308 270 9.5
BT50-FMCZ%3 [ J 373 335 10.9
BT50-FMA ® 215 177 10
BT50-FMA ® 295 257 76 31.75 30 12.7 | 12.9 TXNO6R080M31.7-08
BT50-FMA31.75-375-76 (] 375 337 15.8

[ @ : Stocked items |

sales@jnterui.com 9-93



DOFEED SERIES

Q standard cutting conditions

_ o _|cutting speed | __Feed per tooth: fz (mm/t)
Work material Hardness Priority Grades | Shib- Tool dia: eDc (mm) _
Ve (m/min) | 616~ 022 | 925~ 50 | "9
First choice AH725 |MJ 0.5-1.2 05-1.5
Carbon steels for low cutting
C45, C55 etc. ~ 300HB force AH725 |ML| 100 - 300 0.5-0.7 05-1.0 | 01
for i t
rosistss | AH3035 | MJ 05-12 | 05-15
First choice AH725 |MJ 0.5-1.2 0.5-15
Alloy steels for low cuttin
42CrMo4, 17Cr3 etc. ~ 300HB force "9 | AH725 |ML| 100-200 | 0.5-0.7, 1.0 | 0.1
forimpact | AH3035 | MJ 0. 05-15
Prehardened steels 30 ~ 40HRC - AH3035 |ML| 100-200 | _0.5%7 | 05-1.0 | 0.1
NAK80, PXS5 etc. e3ﬂ
Stainless steels First choice AH130 | ML 0.3-0.5 0.3-0.7
X5_CrNi1 8-10, ~ 200HB - 100 - 0.08
X5CrNiMo17-12-2 etc. forimpact | AH130 |MJ 03-08 | 03-08
Grey cast irons
GG25, GGG30 etc. 150 ~ 250HB - AH725 0 - 300 05-1.2 05-1.5 0.1
Ductile cast irons
GGGA40 etc. 150 ~ 250HB A 80 - 200 05-1.2 05-15 | 01
Titanium alloy ) _ ) }
Ti-6AI-4V etc. 40HRC 725 |ML| 30-60 0.3-0.5 0.3-0.7 | 0.08
X40CrMoV5-1 etc.| 40 ~ 50HRC 80 -130 0.1-0.2 0.1-0.3 | 0.05
Hardened AH3035 | MJ
é SIS e rMOV12 ate] 50 ~ GOHRC Q 50-70 | 0.03-0.05 |0.03-0.07 | 0.03
Q
< M When chips stay in the cutting zone duri tting or M Tool overhang length must be as short as possible to avoid
pocketing, use air blast to remove chipgpfro e work chatter. When the tool overhang length is long, decrease
area. the number of revolutions and feed.
Cautionary points in
B The use of a stan or long shank B Tool geometry on programming
When using a long sha e lower the cutting When programming for CAM, the tool should be considered
conditions (Vc, fz, ap) o of the maximum conditions as a radius cutters. Usually, the corner radius should be set as
for the standard sh R = 1.5 mm. If a larger radius is used, overcutting will occur.
The following table shows the amount left as uncut (t1) and
1.0 overcut (t2).
_ 3
g G
é 0.7 %_ Amount left
% 3 Amount left as overcut
= 05 s as uncut
3 =
4= 17°
2 03 a
a Corner R when
8 programming
Max. depth| ¢ Corner R | Amount | Amount
0 orner
05 0.8 1.0 15 maxGp | radius | W (mm) pr‘ggf;m_ | e,
Feed per tooth: fz (mm/t) (mm) | re (mm) ming | t1 (mm) | t2 (mm)
1.0 0.6 -
Tool dia.: eDc = 216 ~ 35 mm Standard shank: L/D < 3 1.0 19 3.0 1.5 0.5 -
Work material: C55 (200HB) Long shank: L/D = 4 ' ' ' 2.0 0.25 0.08
L/D ratio of overhang : : . 2.5 0.14 026
Each value in table is calculated theoretically at the maximum condition.
sales@jnterui.com
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DOFEED SERIES

TXN03 / EXN03 DRDOFEEDMINI

Tool dia.: eDc (mm), Number of revolutions: n (min-'), Feed speed: Vf (mm/min), Max. depth of cut: ap = 1.0 mm

016,z=2 |018,z=2 | 020,z=4 | 922,z=4

225,2=5 | 028,z=5 | 930,z=5 | 932,z=6 |935,2=6 | 940,z=6 |©50,z=8

n %i n VE n %i n VE

n %i n Vi n %3 n Vi n Vi n %i n VE

3,980 (6,370 3,540 | 5,660 | 3,180 (10,180 2,890 | 9,250

2,550 [12,750] 2,270 [11,350| 2,120 [10,600| 1,990 [11,940| 1,820 [10,920| 1,590 | 9,540 | 1,270 {10,160

Vc =200 m/min, fz = 0.8 mm/t

Ve =200 m/min, fz = 1.0 mm/t

3,980[4,780 (3,540 4,250[ 3,180 7,630 [ 2,890 6,940

2,550[10,200/ 2,270 9,080] 2,120 8,480 1,990 9,550 [ 1,820[ 8,740 1,590 [ 7,630[ 1,270 8,130

Ve =200 m/min, fz = 0.6 mm/t

Ve =200 m/min, fz = 0.8 mm/t

3,980]6,370[3,540 | 5,660 [ 3,180 [10,180] 2,890 | 9,250

2,550 [12,750] 2,270 [11,350] 2,120 [10,600] 1,990 [11,940] 1,820 [10,920] 1,590 [ 9,540 [ 1,270 [10,160

Ve =200 m/min, fz = 0.8 mm/t

Vc =200 m/min, fz = 1.0 mm/t

2,980[4,770 2,650 4,240[ 2,390 7,650 [2,170[ 6,940

1,910[9,550[ 1,710 8,550 [ 1,590 | 7,950 1,490[ 8,940 [ 1,360 [8,160[ 1,190 7,140 | 950 [5,700

Ve =150 m/min, fz = 0.8 mm/t

2,980[3,580 2,650 3,180[ 2,390 5,740 [2,170[ 5,210

Ve = 150 m/min, fz = 0.6 mm/t

Ve =150 m/min, fz = 1.0 mm/t
1,910[7,640[1,710]6,840[ 1,590 [ 6,360 | 1,490 7,150 1,360 [ 6,530 | 1,19@? 950 [4,560
Ve = 150 m/min, fz = 0.8 mm/t

2,980[4,770 2,650 4,240[ 2,390 7,650 [2,170[ 6,940

1,910[9,550[ 1,710 8,550 [ 1,590 | 7,950 1,490[ 8,940 1,360 [ 8 @60 1,790% 7,140 | 950 [5,700

Vc =150 m/min, fz = 0.8 mm/t

Ve =150 m/min, fz = 1.0 mm/t

2,980[3,580 2,650 3,180[ 2,390 5,740 [2,170[ 5,210

Ve =150 m/min, fz = 0.6 mm/t

1,910[7,640[1,710]6,840[ 1,590 6,360 1,490 7,150 1,360 \eoq 1,190[5,710] 950 [4,560

2,390[1,910[2,120[1,700[1,910[3,060[1,740] 2,780

Ve =150 m/min, fz = 0.
1,530]3,830] 1,360 3,400 1,270 3,180 1,190 as,mo\ 950 [2,850] 760 3,040

Ve =120 m/min, fz = 0.4 mm/t Ve =120 m/min mm/t
2,390[2,390[2,120[2,120[ 1,910 3,820[ 1,740] 3,480 | 1,530] 4,590 1,360 [4,080[ 1,270 3,810 | 1490 4,280 1,090 3,920 950 [3,420] 760 [3,650
Ve =120 m/min, fz = 0.5 mm/t Ve =120 fz=0.6 mm/t

3,980[6,370 3,540 | 5,660 3,180 [10,180] 2,890 9,250

2,550[12,750/ 2,270 [1,350[ 2,120 [10,6 011,940 1,820 [10,920 1,590] 9,540 1,270 [10,160

Ve = 200 m/min, fz = 0.8 mm/t

/min, fz = 1.0 mm/t

2,980[4,770 2,650 4,240[ 2,390 7,650 [2,170[ 6,940

1,490 [8,940[1,3608,160[1,190[ 7,140 950 [5,700

Vc =150 m/min, fz = 0.8 mm/t

=150 m/min, fz = 1.0 mm/t

800 [ 640 [ 710 [ 570 [ 640 [1,020] 580 [ 930

1,050 400 [1,200] 360 [1,080] 320 | 960 | 250 [1,000

Ve =40 m/min, fz = 0.4 mm/t

Ve =40 m/min, fz = 0.5 mm/t

1,990 600 [1,770] 530 [1,500] 950 [1,450] 870

1,060[1,060| 990 [1,190] 910 [1,000] 800 | 960 | 640 [1,020

Vc =100 m/min, fz = 0.15 mm/t

Vc =100 m/min, fz = 0.2 mm/t

1,190] 100 [1,060] 80 | 950 [ 150 | 870 | 140

| 170 [ 640 | 160 | 600 [ 180 | 550 | 170 [ 480 | 140 [ 380 | 150

Vc = 60 m/min, fz = 0.04 mm/t

Vc = 60 m/min, fz = 0.05 mm/t

B The above table shows the conditions for s
type cutters. When using long shank t
number of teeth may be different. In thj
conditions should be changed by re

to: “The usage

B Cutting conditions are generally limited by the rigidity and
power of the machine and the rigidity of the workpiece.
When setting the conditions, start from half of the values
of the standard cutting conditions and then increase the

of standard and long shanks” s vious page value gradually while making sure the machine is running
K normally.
© Machining cap@/
Small depth ; Drillin )
Srr‘,%ﬁi'ﬁger Q plungin% Plunging (Helicgl ‘feed) Eg:grged ‘
. J
; Max. depth | Max. ramping| Max. plunging| Max. cutting Min. Max. Max. cutting
Cat. No. Tooldia. | M50t Gt | angle | depth | et | mechingble | machitgble | widhin
oDc (mm) | ap (mm) 6 A (mm) W (mm) | gD1(mm) | D2 (mm) | &e(mm)
EXNO3R016M16.0-C1C1LC] 016 1 2.1° 0.3 3.5 22 30 12.5
EXNO3R018M16.0-C100LC] 018 1 1.7° 0.3 3.5 26 34 14.5
EXNO3R020M20.0-0100L1 020 1 1.4° 0.3 3.5 30 38 16.5
EXNO3R022M20.0-0100[] @22 1 1.2° 0.3 3.5 34 42 18.5
EXNO3R025M25.0-C100[C] 025 1 1.0° 0.3 3.5 40 48 21.5
EXNO3R028M25.0-C100L[] 228 1 0.8° 0.3 3.5 46 54 24.5
EXNO3R030M32.0-C1C0[] 230 1 0.7° 0.3 3.5 50 58 26.5
EXNO3R032M32.0-0100LC1 232 1 0.7° 0.3 3.5 54 62 28.5
+ For eDc up to 33 mm, slot milling, ramping or contouring is
not recommended as chips may be re-cut - -
sales@jnterui.com
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DOFEED SERIES

@ sStandard cutting conditions

Feed per tooth: fz (mm/t)

. - Chip- ; Tool dia:
Work material Hardness Priority Grades breakef Cutting speed oDG (mm) Fe<|ad vyhen
plunging

Vc (m/min) 032 ~ 280 fz (mm/t)

Carb teel first choice AH725 MJ
Cig,%‘Sg 2?: ~ 300HB | for wear resistance | AH120 MJ 100 - 300 05-15 0.15
for impact resistance | AH3035 | MJ
first choice AH725 MJ
Alloy steels ~ 300HB | for wear resistance | AH120 | MJ | 100 - 200 05-15 0.15

42CrMo4, 17Cr3 etc.

for impact resistance | AH3035 | MJ

Prehardened steels g
NAK80, PX5 etc. 30 ~ 40HRC - AH3035 | ML 100 - 200 0.5 0.15
Stainless steels first choice AH130 | ML
X5CrNi18-10, ~ 200HB for ; 100 - 150 0.1
. e or impac -
X5CrNiMo17-12-2 etc. resistance AH130 | MJ 0.3-0.8
G ti first choice AH120 | MJ c 05-1.5
rey cast Irons 150 ~ 250HB 300 0.15
GG25, GGG3O etc. N .
for low cutting force] AH120 0.5-1.0
first choice AH120 0.5-15
Ductile cast irons 150 ~ 250HB 80 - 200 0.15
GGG40 etc. - . ‘
for low cutting force 2 ML 05-1.0
Titanium alloy
Ti-BAI-4V etc. ~ 40HRC - AH725 | ML 30-60 0.3-0.7 0.08
X40CrMoV5-1 etc.[40 ~ 50HRC AH3035 | MJ 80 - 130 0.1-0.3 0.05
Hardened .
» steels
§ X153CrMoV12 etc.|50 ~ 60HRC AH3035 | MJ 50-70 0.03 - 0.07 0.03
&E) B When chips stay in the cutting zone during €lotting or M Tool overhang length must be as short as possible to avoid
= pocketing, use an air blast to remove chips he work chatter. When the tool overhang length is long, decrease the
area. number of revolutions and feed.
Cautionary points for use
B The usage of a stand &g shank B Tool geometry on programming
When using a long shank, please lower the cutting When programming for CAM, the tool should be considered
conditions (Vc, fz, ap) to 70%;gof the maximum conditions as a radius cutters. Usually, the corner radius should be set

for the standard shank. as R = 3.0 mm. If a larger radius is used, overcutting will

‘ ‘ ‘ occur. The following table shows the amount left as uncut (t4)
15 &P and overcut (o).
. ank 3
= ) ~ 300 m/min g Amount left
£ 10! L R T S 5 as overcut
o T oS
+= re 1502 ?é.
S : : R
G : : 4
c 05 w
o | i Corner R when
g Amourt programming
' ‘ ; [ Max. depth| ¢, Corner R| Amount | Amount
0 of cut orner h left left
0.5 1.0 15 2.0 m(?nx n?)p r;a((:rlluns:n) W (mM) | program- as t;nr;%; tos(er:?r%)
Feed per tooth: fz (mm/t) m2"89 1 01 2
Tool dia.: eDc = 232 ~ 40 mm Standard shank: L/D = 3 15 2.0 6.0 3.0 0.77 -
Work material: C55 (200HB) Long shank: L/D = 4 4.0 0.54 0.26

ERlaoloforeliang Each value in table is calculated theoretically at the maximum condition.
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DOFEED SERIES
TXNO6 / EXNos DOFEED

Tool dia.: eDc (mm), Number of revolutions: n (min-'), Feed speed: Vf (mm/min), Max. depth of cut: ap = 1.5 mm

032,z=2 035,z=2 040,z=3 250 063 280
%] %] %]
n VE n 1%i n VE n Standard| Close n Standard| Close n Standard| Close
(z=4) (z=5) (z=4) (z=6) (z=5) (z=8)
1,990 | 3,980 | 1,820 | 3,640 | 1,590 | 4,770 | 1,270 | 5,080 | 6,350 | 1,010 | 4,040 | 6,060 800 4,000 | 6,400

Vc =200 m/min, fz = 1.0 mm/t

1,490 [ 2,980 [ 1,360 | 2,720 | 1,190 | 3,570 | 950 [ 3,800 [ 4,750 | 760 | 3,040 | 4,560 | 600 [ 3,000 | 4,800

Vc =150 m/min, fz=1.0 mm/t

1,490 | 2,380 [ 1,360 | 2,180 | 1,190 [ 2,860 | 950 | 3,040 [ 3,800 | 760 | 2,430 [ 3,650 | 600 2,400 | 3,840
Ve =150 m/min, fz = 0.8 mm/t

1,190 [ 1,190 [ 1,000 | 1,090 | 950 [ 1,430 | 760 | 1,520 [ 1,900 | 610 | 1,220 [ 1,830 1,200 | 1,920
80

| 1,440 | 2,300

Ve =120 m/min, fz = 0.6 mm/t

Ve =120 m/min, fz = 0.5 mm/t
1,190 [ 1,430 [ 1,000 | 1,310 | 950 [ 1,710 | 760 [ 1,820 [ 2,280 | 610 | 1,470 2200*

|
4,850 | 800 | 3,200 | 5,120

800 | 2,400 | 3,840

1,990 | 2,390 [ 1,820 | 2,180 | 1,590 [ 2,860 | 1,270 | 3,050 | 3,810 | 1,010 | 2
Vc =200 m/min, fz = 0.6 mm/t

1,990 | 3,180 [ 1,820 | 2,910 | 1,590 | 3,820 | 1,270 | 4,060 [ 5,080 [ 1,010, ] 3,
Vc =200 m/min, fz = 0.8 mm/t

1,490 | 2,980 [ 1,360 | 2,720 | 1,190 [ 3,570 | 950 | 3,800 | 4,750 | 7, ,040 | 4,560 | 600 | 3,000 | 4,800
Vc =150 m/min, fz=1.0m
1,490 | 2,380 [ 1,360 | 2,180 | 1,190 [ 2,860 | 950 | 3,040 | 3
Ve = 150 m/min, fz =

0 [ 2,430 ] 3,650 600 | 2,400 | 3,840

/t

400 | 400 | 360 | 360 [ 320 | 480 [ 250 [ 50 | 200 | 400 [ 600 | 160 | 400 | 640

Ve =40 m/mi 5 mm/t
990 [ 400 | 910 | 360 [ 800 | 480 | 640 640 | 510 | 410 | 610 | 400 | 400 | 640
Ve =10 fz=0.2 mm/t

0 [ 100 | 300 | 60 | 90 [ 240 [ 60 | 100

600 | 60 [ 550 | 60 | 480 | 70 |

.

Ve = min, fz = 0.05 mm/t O

<

l The above table shows the conditions for stand ank type i Cutting conditions are generally limited by the rigidity and power >
cutters. When using long shank type cutters, t u of teeth of the machine and the rigidity of the workpiece. When setting the
may be different. In this case, the cutting ¢ n ould be conditions, start from half of the values of the standard cutting
changed by referring to: “The usage of stanc&and long shanks” conditions and then increase the value gradually while making sure

shown in previous page. the machine is running normally.

© Machining capability ‘

4 ™ )
y SBlinging " Ramping Plunging (DHrgl'I‘%g' feed) Foie 2%
S )
it s, Tool dia. Ma())(f. gjt[ath Max.a;ZTweping Maxag:;ﬂging MZ’:V(L%%: E]trléng mﬁg’}ﬂ%%iiagle mﬁi?ﬁ?gle ::Zv)igzrztiﬁzlge
oDc (mm) | ap (mm) 6 A (mm) W (mm) | gD1(mm) | gD2 (mm) | &ae (mm)

EXNO6R032M32.0-10[] 232 1.5 2.0° 0.5 6.0 47 59 25
EXNO6R035M32.0-10[1 235 1.5 1.7° 0.5 6.0 53 65 28
EXNO6R040M32.0-11] 240 1.5 1.3° 0.5 6.0 63 75 33
TXNOG6RO50M... 250 1.5 0.9° 0.5 6.0 83 95 43
TXNO6R052M... 252 1.5 0.8° 0.5 6.0 85 97 45
TXNO6RO63M... 263 1.5 0.6° 0.5 6.0 109 121 56
TXNO6RO66M... 066 1.5 0.5° 0.5 6.0 112 124 59
TXNO6ROSOM... 280 1.5 0.5° 0.5 6.0 143 155 73
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TXQ12R

DOFEEDQUADE - BV

% For high speed milling of steels, stainless,
s catiron and superalloys
illing

Db |Rake angle: AR. +7° RR. -8 ~ -4.5°

TXQ12 Max. ap: 2.0 mm

X

No. of| Dimensions (mm) Weight| Air v Mounting
t. No. tock |, t | rt -
Cat. No StoKinsertsl Do | oDt [oDb| od | £ | Lt | b | a | (kg) | hole | CeM! nsert | details

TXQ12R050M22.0E04| @ | 3 |50 [ 338 |47 | 22 | 20 | 50 | 6.3 NI*0-40H
TXQ12R052M22.0E04| @ | 3 |52 | 358 |49 | 22 | 20 | 50 | 6.3 M10-40H
TXQ12R063M22.0E04| @ | 4 |63 |46.8 |59 | 22 | 20 | 50 | 6.3 CM10X30H SQMU1206
TXQ12R066M27.0E04 @ | 4 |66 | 498 63| 27 | 22 | 50 | 7 CM10X30H ZER-MJ |9-1383
TXQ12R080M27.0E05 @ | 5 |80 638 |76 | 27 |22 |63 | 7 CM12X30H
TXQ12R100M32.0E06| ®@ | 6 [100| 83.8 |96 | 32 | 25 | 63 | 8 CM16X40H
TXQ12R125M40.0E07] @ | 7 [125/108.8|98 | 40 [ 32 | 63 | 9 TMBA-M20H

[ @ : Stocked items. |

&

n - g
= Q Standard cutting conditions O
O Cutting speed
|<_E Work material Ha Priority Grades gsp Feed per tooth
Vc (m/min) fz (mm/t)
High carbon steels First choice AH725
(025 etc.) 300HB For wear resistance T3130 100 - 300 0.5-2.0
) For impact resistance AH130
Alloved | First choice AH725
420(3:’9M S;ee S ~ 300HB For wear resistance T3130 100 - 200 05-15
( rMo4 etc.) ? For impact resistance AH130
Prehardened steelsw c) 30 ~ 40HRC - AH725 100 - 200 05-1.0
P ~ 200HB - AH130 | 100-150 0.3-0.8
Grey cast i _ . B B
(GG25 etc.) AH120 100 - 300 0.5-2.0
Ductile cast4®ns R . _ _
(GGGA0 etc.) AH120 80 - 200 0.5-2.0
Titanium alloy (Ti-6Al-4V etc.) ~ 40HRC - AH725 30-60 0.3-0.7
Hardened steels 40 ~ 50HRC 80 -130 0.1-0.3
40CrMoV/5-1 et - AHT725
peLidiieie-l Sl 50 ~ 60HRC 50-70 0.03-0.07
- Slot or pocket milling is not recommended, since the chip re-cutting easily - Cutting conditions are generally limited by the rigidity and power of the
occurs. machine and the rigidity of the workpiece. When setting the conditions,
- Tool overhang length must be as short as possible to avoid chatter. When the start from half of the values of the standard cutting conditions and then
tool overhang length is long, decrease the number of revolutions and feed. increaﬁe the value gradually while making sure the machine is running
normally.
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Steel  Stainless Castlron  Superalloys Hard DOI EEDQUAD

Materials

I Replacement parts

Description Parts Cat. No.
Clamping screw CSPB-4
'<CCJ Bit BLD IP15/S7
S [ Handle H-TBS
linserts
A T
—
A I
Xre
Grades . &‘
Cat. No. Accuracy Honing M'UMTEC D"& (mm)
AH725 | AH130 | AH120 | T3130 T re
SQMU1206ZSR-MJ M with o o o () 11 7‘ 6 2

B Grade selection eoo
Grades . M . S

Steel Stainless Cast Iron Superalloys ee"als
AH725 @) O © ©
AH130 O @)

For impact resistance

AH120 O
T3130 ©) ©: First choice

For wear resistance O: Applicable
=
O
Tool dia.: @Dc (mm), Number of revolutiong: n (min-'), Feed speed: Vf (mm/min), Max. depth of cut: ap = 2 mm <
280 2100 2125 >
n %i n VE n VE
790 4,740 630 4,540 500 4,200
Vc =200 m/min, fz = 1.2 mm/t
| 590 | 2950 [ 470 [ 2820 | 380 | 2,660
Ve =150 m/min, fz = 1.0 mm/t
[ 500 | 2360 [ 470 [ 2260 [ 380 [ 2,130
Vc = 150 m/min, fz = 0.8 mm/t
[ 470 | 1,180 | 380 | 1,140 | 300 [ 1,050
Vc =120 m/min, fz = 0.5 mm/t
[ 790 | 4740 [ 630 [ 4540 [ 500 [ 4,200
Vc =200 m/min, fz = 1.2 mm/t
[ 500 | 3540 [ 470 [ 338 [ 380 [ 3,190
Vc =150 m/min, fz = 1.2 mm/t
250 | 370 | 200 | 400 [ 150 [ 380 [ 120 [ 3860 [ 100 [ 350
Vc =40 m/min, fz = 0.5 mm/t
630 | 380 | 500 | 400 [ 30 [ 30 [ 30 [ 370 | 250 | 350
Vc =100 m/min, fz = 0.2 mm/t
380 | 60 [ 300 | 60 [ 235 ] 60 [ 190 | 60 [ 150 | 50
Vc = 60 m/min, fz = 0.05 mm/t
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[
EXH
HYSRIDTACMILL 5" 16JH. s . .

4 [ m [ [ .] [ ﬂ} [%2«] [lO} For high feed milling of steels and aluminium alloys
\l;ﬁil?r\eg Slotting  Pocketing Ramping  Plunging En'l_‘aé?eing DriIIi|’1’g

| Rake angle: A.R. +20° R.R. +12°

ey s 5]
==
L ——— e L

Right hand (R) shown.

No. of‘ L S (i) | Clamping screw |
[ Tool dia. |Shank dia. |Efect e engh Overalllength Neck lengthiShank length (Std. fastening torque) Wrench ble inserts
oD, oD, oD, ap L Lt 2

EXHO6R010M10.0-02| @ | 2 | 10 10 5 0.6 | 90 | 40 50 |CSPD-1.8S (0.7 N-m)| IR46F 06H205000-000
EXHO7R012M12.0-02| ® | 2 | 12 12 7 0.6 | 98 | 48 50 | CSPB-2H (0.7 N-m) | IP- GT07X30500-0000
EXHO9R016M16.0-02 | @ | 2 | 16 16 10 | 0.8 | 124 | 64 60 |CSPB-2.5S (1.3 N-mE IP‘— ‘XXGT09X408I:II]—[II:I

Iinserts 0
A

.
|

Cat. No. Stock

Center edge inserts Pefipheral edge inserts

Grade (mm) Mool
ppli- .
Cat. No. AH730 B T cation Applicable cutter
n
= & | XXGTO6H205EC-MJ ° 4.9 25 EXHO6R010M10.0-02
3) 5 | XXGTO7X305EC-MJ ° 7 5.9 3 - EXHO7R012M12.0-02
= 8 | XXGT09X408EC-MJ ° 8.9 7.9 4 M EXHO9R016M16.0-02
£ XXGTO6H205EP-MJ 6.2 5.1 25 St EXHOBR010M10.0-02
§ | XXGTO7X305EP-MJ 7 6.3 3 EXHO7R012M12.0-02
& | XXGT09X408EP-MJ &ﬁ 8.9 8.0 4 Castion EXHO9R016M16.0-02
Grade Dimensions (mm)
Cat. N Appli- Applicable cutt
at. No. DS1200 A B T cation pplicable cutter
% | XXGTO6H205FC- ° 6.2 4.9 2.5 EXHO6R010M10.0-02
3 ° 7 5.9 3 EXHO7R012M12.0-02
3 ° 8.9 7.9 4 EXHO9R016M16.0-02
& ° 6.2 5.1 2.5 o EXHO6R010M10.0-02
§ | XXGT07X305FP-AJ ° 7 6.3 3 EXH07R012M12.0-02
§ | XXGT09X408FP-AJ ° 8.9 8.0 4 EXHO9R016M16.0-02
IReplacement parts
Cat. No. Clamping screw | Wrench
Clamping screw @ EXHO6R010™ | CSPD-1.88 | IP-6F
Insert
EXHO7R012** | CSPB-2H IP-6F
EXHO9R016* | CSPB-2.5S | IP-8D @ Stocked fems.]

Relating | Technical Ret sales@jnterui.com
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HYSRJADTACMILL,

© Standard cutting conditions

@Shoulder mllllng, Slottlng Work material CEnizEm SEEbant| AlmystEsat Stainless steels Cast irons LG e | LILTUIE P8
alloy steels  |prehardened steelst] (Si < 13%) (Si = 13%)
Hardness < 30HRC 30 ~ 40HRC < 250HB - - -
Cutting speed |Vc =100 ~ 300 m/min{Vc = 100 ~ 250 m/min(Vc = 100 ~ 300 m/min{Vc = 100 ~ 300 m/min|Vc = 100 ~ 500 m/min(Vc = 100 ~ 300 m/min
Conditions No. of rev. n §S§é’d \_/f No. of rev. n ggggd \(f No. of rey. n ESSSd \{f No. of rey. n g;:gd |_/f No. of rey. n ESSSd \_/f No. of rey. n ESSSd \_/f
min mm/min| min mm/min| min mm/min| min mm/min| min mm/min| min mm/min
Tool di 210 4770 1430 3820 760 4770 1430 6360 2540 9550 5730 6360 3180
‘Z;m;a' 212 | 3980 | 1190 | 3180 | 630 | 3980 | 1190 | 5300 | 2120 | 7950 | 4770 | 5300 | 2650
216 2980 890 2380 470 2980 890 3970 1580 5960 3570 3970 1980
Side cutting Slotting Depth of 210 ap < 0.6 ap<0.5 ap < 0.6 ap<0.6 ap<0.6 ap<0.6
ap: Axial depth of cut cut 012 ae < 0.6 ae < 0.5 ae < 0.6 ae < 0.6 ae < 0.6 ae < 0.6
216 ap<0.8 ap < 0.6 ap<0.8 ap<0.8 ap < 0.8 ap < 0.8
@®Plunging . |Carbon steels and| Alloy steels and . ) Aluminium al Alyminium alloys
Work material alloy steels PR T m Stainless steels Cast irons (Si < 13% ‘Si > 13%)
Hardness < 30HRC 30 ~ 40HRC < 250HB = =
Cutting speed |Vc =100 ~ 300 m/min|Vc = 100 ~ 250 m/min|Vc = 100 ~ 300 m/min|Vc = 100 ~ 300 m/min|Vc = 100 ~ in|Vc = 100 ~ 300 m/min
Conditions No. of rev. N g;e)ggd Vt|No. of rev. N ESSSd V£ [No. of rev. 1 Egggd V£ [No. of rev. 1 gs:gd V£ [No! nised V£ [No. of rev. 11 ESSSd vt
min mm/min| min mm/min| min mm/min| min mm/min| mi m/min| min mm/min
Tool dia 010 4770 240 3820 150 4770 240 6360 440 9% 760 6360 440
(mm) | o212 3980 200 3180 130 3980 200 5300 79 640 5300 370
! 16 2980 150 2380 95 2980 150 3970 960 480 3970 280

® Tool overhang leng
chatter. When the tool@verhang length is long, decrease the
number of re jons and feed.

® Cutting condii re generally limited by the rigidity and power
of the macfiinejand the rigidity of the workpiece. When setting
the conditio tart from half of the values of the standard

Note: @ In slotting or pocketing where chips tend to stay in the cutting
zone, use an air blast to remove chips for preventing chip recutting.
® When chips tend to weld excessively on the cutting edge such as
in machining aluminium alloys, use a water soluble cutting fluid.
@ |n the case of cutting a casting skin or a heavily interrupted
work surface, decrease the feed per tooth and the maximum
depth of cut to 1/2 to 2/3 times the values shown in the table.

IMachining modes

4 )
Shoulder
MiliNg " Siotting  prilling
s
Enlargi
nlarging hole ;
O
<
>
- J
ective Max.depth | Max. cutti Max. rampin in. Max. machinable| Max. cutting |  Max.depth
Cat. No. Tool elength | of drilliﬁg width in plunging anglep d "ﬁg'&rgﬁg_'e “holo dia. enidrging nole | of boriﬁg
ap (mm) H (mm) W (mm) 6 D1 (mm) D2 (mm) ae (mm) H1 (mm)
EXHO6R010M10.0-02 0.6 5 5 5° 12 19 7 30
EXHO07R012M1 2 0.6 6 6 5° 14 23 9 36
0.8 8 8 5° 18 31 12.5 48
rogramming
When using CAD/CAM, please program it as for radius cutter.
The following table shows actual cutting edge geometry and
amount of unfinished work cut. .
Tool 3@%’{& Corner W(')Cf’e Amount ~ Corner
_ Cat. No. dia. | of cut Pfinsert {ooth [of uncut programming
] (mm) lap (mm)| re  |W (mm)| t(mm) R
- 0.7 RO.5
o EXHO6R010M10.0-02| @10 0.6 0.5 2.5 : )
qurnerr{e g t: Amount 8? Eég
of inse f t - . :
4 _8 of uncut [EXHO7R012M12.0-02| @12 0.6 0.5 2.5 0.6 R1.0
% = o 0.8 R0.5
woel = Corner radius in EXHO9R016M16.0-02| o016 | 0.8 | 0.8 | 3.0 | 0.7 R1.0
programming R 0.6 R1.5
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T/EXP
MILLFEED . zu8"EH
@20 ~ 125 mm) 1.5, 3 Steel  Stainless Castlron  Matorais

[ .] [(ﬂ] For high feed milling of general steels, cast irons,
\Jﬁ?:g Pockefing Ramping  Enfraing stainless steels, and hard materials
The below figures show the mill with air hole. | Rake angle: A.R. +5° R.R. -4° ~ -6°

Lt L

2 Ls 9s
QlqQ ‘77—“:‘06 887 /A\J ———————————————— 1 |
Q &41 [ ‘ Q3 ala ?'i/“ L Q
. (G °
©© l(
= -+ .
L b Fig. B

Fig. A 1/ExP 05, 06, 09: x = 20°
T/EXP 08: x = 10° 6‘

Ceng$ @Eé‘@ =0

Max. ap: (2 9-106

ITXP (Fig. A: bore type)

L No. of Dimensions (mm) ‘Air Centre bolts Mounting
. . . . I i i
Cat. No. toCkiinserts oDc Egeglé:m 0 | Li | b a | od | Do |hole Applicable inserts Cat.No. |Fig.| details
TXP05063RB-E ® 6|63 |554| 20 | 50 | 6.3 |10.4 659 0.8 | With CM10X30H
WPMCI05H315ZPR
TXP05080RB-E ® 7|80 |724| 22 | 63 7 : 76 |1.7|With CM12X30H 1 9-138A)
TXP06063RB-E ® 5 | 63 |544| 20 | 50 | 6.3 2 | 59 |0.7|With CM10X30H
WPMLI06X415ZPR
2 TXP06080RB-E ® 5|80 |714| 22 | 63 27 | 76 |1.6|With CM12X30H
= TXP08050R-E ® 50 |38.6 47 | 0.4 |Without
Q 3 - FSHM10-40| 3
|<£ TXP08052R-E ® 52 [40.6| 20 6.3 |10.4| 22 | 50 |0.5 |Without
TXP08063R-E ® 4 63 |[51.6 59 | 0.7 |Without 9-1384)
TXP08066R-E ® 66 |54.6 63 | 0.8 \Without WPMT080615ZCIR
7.0 (124 27 - -
TXP08080R-E ® 5| 80 I 76 | 1.5 |Without
TXP08100R-E ® 5|1 6| 25 | 63 8 |14.4| 32 | 96 |2.5 Without
TXP08125R-E ® 7 |125|113.6) 32 9 |16.4| 40 | 98 |3.1|With TMBA-M20H 2 [9-138®
TXP09063R-E ® 49.4| 20 | 50 | 6.3 |10.4| 22 | 59 |0.6 |without
TXP09080R-E L) 80 |66.4| 22 7 |12.4| 27 | 76 |1.3 Without 9-1383)
WPMT090725ZC0R - -
TXP09100R-E 100 ({86.4| 25 | 63 8 |14.4| 32 | 96 |2.4 Without
TXP09125R 6 | 125 |111.4] 32 9 |16.4| 40 | 98 |2.9 Without 9-138B)
[ @ : Stocked items. |
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T/EXP

MILLFEED

IEXP (Fig. B: shank type)

g e — No. of Dimensions (mm) Aoolicabl rt
at. No. ocC g — pplicable inserts
= inserts oDe Effe;t[l;/; dia. L i 0s oDs
EXP05020RS bt 2 20 12.4 WPMCI05H315ZPR (-0000)
EXP05021RS ° 21 134 | 130 50 80 20
EXP06025RS ° 25 16.4 140 50 »s
EXP06026RS ° 2 26 17.4
EXP06032RS °
% EXP06032RSB (] 3 32 23.4 80 WPMO06X415ZPR (-000)
S| EXP06033RS o 2 150 | 70 32 P
& | EXP06033RSB ° 33 244 &
EXPO6040RS ° 3 40 | 314 50 100
EXP08040RSA ° 2 40 28.6 150 50 100 32 :?PMTosomszmﬁ(—DDD)
EXP09050RS ) 2 50 36.4 150 50 1 OQ‘ WPMT090725ZCIR (-000)
EXP05020RL he 2 20 124 WPMLC05H315ZPR (-000
EXP05021RL ° 21 134 | 180 100 0 20 (000)
EXP06025RL ° 25 16.4
EXPO6026RL e 2% | 174 o 25
EXP06032RL ° »
EXP06032RLB ° 3 234 | 200 20 80
WPMLI06X415ZPR (-000)
o EXP06033RL ° 2 32
S| EXP06033RLB ° 33 24.
EXP06040RL ° 3
EXPOG040RLS42 | © 40 0 250 50 200 42 g
EXP0S8040RLA ° 2 28.6 250 50 200 32 | WPMT080615Z00R (-00I0) %
EXP09050RL ® 2 0 36.4 250 50 200 42 WPMT090725Z1R (-00I0)
EXP05020RLL ° 20 12.4 130 120
2 250 o0 | WPMOO5H315ZPR(-000)
EXP05021RLL ° 21 13.4 50 200
EXP06025RLL 25 16.4 180 120
2| EXPO6026RLL 26 17.4 60 240 25
© 2 32 23.4 300 180 120 WPMOI06X415ZPR (-00I0)
X 33 24.4 70 230 32
3 40 31.4 50 250
2 40 8.6 300 50 250 32 | WPMT080615Z00R (-000)
IReplacement Parts
Clamping screw| Clamp set Wrench
Cat. No. g % ? T
EXPO5 - CSPB-3.5S - IP-15D
TXPO6 -
i CSPB-4S | CSY-15 IP-15D
TXPOS -
. CSTB-5 CSX20 T-20T
TXP0O9 - CSPB-5 CSY-20 IP-20T [ @ : Stocked items. |

sales@jnterui.com 9-103
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MILLFEED

linserts
General insert DML
05 type ! ‘%
O 0.
e )
f B
C N A : Dimensions (mm)
at. No- couracy Honing | Ap120 | AH140 | T3130 [AH730 A | B | T | r
WPMWO05H315ZPR ° ° °
WPMTO05H315ZPR-ML , ° ° °
WPMTO5H315ZPR-MH Mo with g o 5 | 7o 35 19
WPMTO05H315ZPR-DML °

06 type General insert

6.

Dimensions (mm)

AccuracyHoning

Cat. No.

AH130

AH730

Al B | T | r

WPMWO06X415ZPR

WPMT06X415ZPR-ML

With

WPMT06X415ZPR-MH

WPMT06X415ZPR-DML

9.525| 42 | 15

i}
=
<C
l_

Grades Dimensions (mm)
(i ey AH140 | T3130 | AH730 | A | B | T | r.
WPMT080615ZSR ° °
WPMT080615ZPR-ML , ° ° ° °
WPMT080615ZSR- M With =g ° 8 |12.87/6.35| 1.5
WPMT080615ZPR °

Grades

Dimensions (mm)

9-104

T b couracyHoning ™ 11420 | AH130 | AH140 | T3130 |AH730 | A | B | T | .
WPMT090725ZSR ° ° °
WPMT090725ZPR-ML , ° ° ° °
WPMT090725ZSR-MH M- with =g ° ° E I A
WPMT090725ZPR-DML °
[ @ : Stocked items. |
sales@jnterui.com
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MILLFEED

QStandard cutting conditions

105-06 type
. Cutting speed | Feed per tooth 220, 21 232, 33 240 250
Work material |Insert grades Ve (m/min) fz (mm/t) z=2) (z=2,3) (z=93) (2=4)
Carbon Steels AH120 Ve = 150 m/min, fz = 0.8 mm/t Ve =150 m/min, fz = 1.0 mm/t
(C50 etc.) (T3130) 100 - 250 05-2.0 ap =1.0 mm, ae = 1.0D mm ap =1.0 mm, ge = 1.0D mm
< 300HB When plunging in small depth: fz = 0.2 mm/t
Alloy steels AH120 Ve = 130 m/min, fz = 0.8 mm/t Ve =130 m/min, fz = 1.0 mm/t
(42CrMo4 etc.) (T3130) 100 - 200 05-2.0 ap = 1.0 mm, ae = 1.0D mm ap = 1.0 mm, ae = 1.0D mm
<300HB When plunging in small depth: fz = 0.2 mm/t
Prehardened steels AH120 Ve = 100 m/min, fz = 0.5 mm/t Ve = 100 m/min, fz = 0.5 mm/t
(X96CrMoV12 etc.) T3130 80 - 150 05-1.0 ap = 1.0 mm, ae = 1.0D mm ap = 1.0 mm, ae = 1.0D mm
30 - 40HRC ( ) When plunging in small depth: fz = 0.1 mm/t
. Ve = 130 m/min, fz = 0.8 mm/t Ve =130 m/min, fz
(S)zggrll?l?fss;egtlcs:) :::28 100 - 200 0.5-2.0 ap = 1.0 mm, ae = 1.0D mm ap =1.0mm, ae =
i When plunging in small depth: fz = 0.2
. Ve =150 m/min, fz = 1.0 mm/t Vc =180 m/
st wons AH120 | 100-250 | 0.8-25 | ap=10mm,ae=1.0Dmm ap = 1@um,
( siie When plunging in small depth: fz = /t
Hard materials Ve = 70 m/min, fz = 0.7 mm/t Ve =70 in, fz= 0.7 mm/t
(SDK, DH31 etc.) AH730 50 -80 05-1.0 ap = 0.7 mm, ae = 1.0D mm ,ae =1.0D mm
40 - 50HRC When plunging in small = 0.1 mm/t
108 type
. Cutting speed | Feed per tooth 220, 21 280 2100 | o125 2160
Work material |Insert grades Ve (m/min) fz (mmA) z=2) 2=4) (z=5) | (2=6) | 2=7) | (z=8)
Carbon Steels AH120 Ve =180 m/min, fz=1.0 Ve =200 m/min, fz = 1.5 mm/t
(C50 etc.) (T3130) 100 - 250 05-2.0 ap =1.0 mm, ge = 40 ap =1.0 mm, ae = 1.0D mm
< 300HB unging in small depth: fz = 0.2 mm/t
Alloy steels AH120 Ve =130 m/j Ve = 150 m/min, fz = 1.5 mm/t
(42CrMo4 etc.) (T3130) 100 - 200 05-2.0 ap =1. ap = 1.0 mm, ae = 1.0D mm
<300HB en plunging in small depth: fz = 0.2 mm/t
Prehardened steels AH120 Ve min, fz = 0.5 mm/t Ve = 120 m/min, fz = 0.8 mm/t
(X96CrMoV12 etc.) 3130 80 - 150 05-1.0 m, ae = 40 mm ap = 1.0 mm, ae = 1.0D mm
30 - 40HRC T ) When plunging in small depth: fz = 0.1 mm/t
. 30 m/min, fz=1.0 mm/t Ve =150 m/min, fz = 1.5 mm/t
Stalnle§s steels AH130 100 - 200 0.5 p=1.0mm, ae =40 mm ap =1.0mm, ae = 1.0D mm
(X5CrNi18 9 etc.) AH140
When plunging in small depth: fz = 0.2 mm/t
. Ve =180 m/min, fz = 1.5 mm/t Ve =200 m/min, fz = 2.0 mm/t
(:Gaé;gm:s AH120 150 - 250 -25 ap = 1.0 mm, ge = 40 mm ap =1.0 mm, ae = 1.0D mm
( siie When plunging in small depth: fz = 0.2 mm/t
(I-éaprﬂ nl‘sal-%%qlaelic ) AH730 50-8 0%-10 Vc = 70 m/min, fz = 0.7 mm/t, ap = 0.7 mm, ae = 1.0D mm

40 - 50HRC

When plunging in small depth: fz = 0.1 mm/t

Note: e The above values of cutting spee l¢]

set at the lower limit values wh

¢ Thick and heavy chips are disc

rh length of tool exceeds 3D.
r y these TAC mills. Use internal air supply or air-blowing in order to prevent tool failure.

tandard speed when overhang length of tool is below 3D. The cutting speed and the feed rate should be

109 type Q
. Cutting speed | Feed per tooth 250 063 2100 0125 2160
Work material |Inse Ve (m/min) fz (mm/At) z=2) (z=3) (z=5) (z=6) (z=7)
Carbon Steels _ i _ _ _
(C50 etc) . 13(())) 100 - 250 05-20 Ve =200 m/min, fz = 1.5 mm/t, ap = 2.0 mm, ae = 1.0D mm
< 300HB When plunging in small depth: fz = 0.2 mm/t
Alloy steels _ i _ — _
(42CrMod etc (#I;::g) 100 - 200 05-20 Ve =150 m/min, fz = 1.5 mm/t, ap = 2.0 mm, ae = 1.0D mm
< 300 HB When plunging in small depth: fz = 0.2 mm/t
Prehardened steels _ ; _ _ _
(X96CrMoV12 etc) A;I::g 80 - 150 05-1.0 Ve = 120 m/min, fz = 0.8 mm/t, ap = 2.0 mm, ae = 1.0D mm
30 - 40HRC (T ) When plunging in small depth: fz = 0.1 mm/t
Stain|e§s steels AH130 100 - 200 05-20 Ve = 150 m/min, fz = 1.5 mm/t, ap = 2.0 mm, ae = 1.0D mm
HEEMITE i) AH140 When plunging in small depth: fz = 0.2 mm/t
(Cé?étzisrc;rtmz) AH120 150 - 250 08-25 Ve =200 m/min, fz = 2.0 mm/t, ap = 2.0 mm, ae = 1.0D mm
’ When plunging in small depth: fz = 0.2 mm/t
Hard materials _ ; _ _ -
(SDK, DH31 etc.) AH730 60 - 100 05-1.0 Ve =70 m/min, fz = 0.7 mm/t, ap = 0.7 mm, ae = 1.0D mm
40 - 50HRC When plunging in small depth: fz = 0.1 mm/t

Notes : The cutting speed and feed should be set to 70 to 80 % of the value shown in the above table when overhang length of tool exceeds 3D.
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SIIIA OV.L

9-105




T/EXP
MILLFEED &) BV EH

Stainless  Cast Iron Matenals

© Machining capability

Smﬂﬁ:’?ger Grooving Ramping Plunging Enﬁ;gggtgfle @
; ‘ l %3 ; ! Enlarging
Traversing i i |
e A 1 E @ﬁg@iﬁ—y,—
1 |
(e [ I
CatNo, | Cutercia. | M Septnof| Max ramping  Max Famping Min, nachiing aciiing | i 0
ap (mm) 6 A (mm) @D (mm) oD (mm) 20 (mm)
TXP05063RB-E 63 1° 0.5 116 123 59
TXP05080RB-E 80 0°30' ' 150 1 5& 76
TXP06063RB-E 63 1° 109 2 58
TXPO6080RB-E 80 0°30" 143 v 75
TXPO8050R-E 50 40 72 %7 44
TXP08052R-E 52 1.5 101 46
TXPO08063R-E 63 2930 1.0 123 57
TXP08066R-E 66 10 129 60
TXPO8080OR-E 80 1°30" x 32 157 74
TXP08100R-E 100 1° e 172 197 94
TXP08125R-E 125 0°45' 222 247 119
TXP09063R-E 63 98 123 56
TXP09080R-E 80 15 132 157 73
TXP09100R-E 100 172 197 93
TXP09125R-E 125 222 247 118
P EXP05020... 20 05 30 37 16
s EXP05021... 21 32 39 17
%:) EXP06025... 25 33 a7 20
= EXP06026... 26 35 49 21
EXP06032... 32 a7 61 27
EXP06033... 33 10 49 63 28
EXP06040... 63 35
40 77
EXP08040... 53 34

Q Tool geometry (Qogramming

When programming fo AM, the tool should be assumed to be a radius cutter shown in below table. In the case, the

amount left as uncut (t own below.
Max. Corner | Cutting

TXP/EXP |depthof cut| of insert [edgeangle W t C?:,"?ra,?quvﬂen
ap re K prog 9

05 1.5 1.5 20° 3.8 0.5 R2

06 1.5 1.5 20° 4.3 0.7 R2.5

Amount left 08 1.5 1.5 10° 5.7 0.7 R2

as uncut: t i 1.4 R3

Corner R when programming 09 3.0 2.5 20 6.8 1.2 R4

sales@jnterui.com
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TRC / ERC type

ROUNDSPLIT G B VvVENGS

Stainless  Cast Iron  Non-ferrous  Superalloys

g l [@ [ [ ‘] N [(“] Die engraving of various work materials
h;ﬁl‘i:r?g ?Aalﬁillr:lgs Slotting ~ Pocketing Ramping  Profiling En}l’?(r)?ei}ng
. ) ) Rake angle: A.R.+0° R.R. -=1°~ -5°
Fig. A |
B, | |
&5 L
E \ 7.
] e ittt <
’ ERC12 LA S T e s
3 26
i i | L
TRC12 / o ! | H @), Fig. B
% / Max. ap: ‘ | 2533 |
o T/ERC12 = 6.0 mm L 4
T/ERC16 = 8.0 mm
B TRC12, 16 (Fig. A: bore type)
No. of| Dimensions (mm) Weight Centre Mounting
Cat. No. Stocklinserts| o1 [oDg]oDb| od | £ | Lt [ b | a | (ko) [" "°|  bolt Inserts | details
TRC12R040M16.0E04 | @ | 4 |40 |28 (35| 16 |19 |40 |56 8.4 |02
TRC12R050M22.0E05 | @ | 5 |50 |38 |47 | 22 |20 |50 (6.3[10.4|0.4
TRC12R052M22.0E05 | @ | 5 |52 |40 |49 | 22 |20 |50 (6.3|10.4|0.4
RCMT1204*N-*** |9-1384)
TRC12R063M22.0E06 | ® | 6 |63 |51 |59 | 22 |20 |50 6.3 CM10X30H
TRC12R066M22.0E06 | ® | 6 |66 |54 |62 | 22 |20 |50 |6.3 [ [ CM10X30H
TRC12R080M27.0E07 | @ | 7 |80 |68 |76 | 27 |22 |50 CM12X30H
TRC16R050M22.0E04 | @ | 4 |50 |34 |47 | 22 |20 |50 FSHM10-40H
TRC16R052M22.0E04 o 4 |52 |36|49 | 22 | 20 | 5Q4.6.3 . . FSHM10-40H
TRC16R063M22.0E05 (] 5 |63 |47 |59 | 22 |20 10.4 | 0.6 | With | CM10X30H
TRC16R066M22.0E05 (] 5 |66 |50 |62 22 .3/10.4| 0.7 | With | CM10X30H [RCMT1606*N-*** |9-138(A&)
TRC16R080M27.0E06 (] 6 |80 |64 |76 | 27 7 |12.4]1.0 | With | CM12X30H
TRC16R100M32.0E07 (] 7 |100| 84 | 96 63 | 8 |14.4]2.4| With | CM16X40H jj
TRC16R125M40.0E08 (] 8 [125]/109| 98 4, 40 [ 32 |63 | 9 |16.4|3.0 | With | TMBA-M20H 9-138® 2
. 7
B ERC12, 16 (Fig. B: shank type)
Q f Dimensions (mm) Weight| ..
o
= Cat. No. Stock oD1 | oDc | oDs I T I ko) Air hole Inserts
ERC12R032M32.0-03 32 20 32 80 70 150 | 0.8 | With
ERC12R033M32.0-03 3 33 21 32 80 70 150 0.8 With
° . RCMT1204*N-***
g ERC12R040M32.0-04 [} 4 40 28 32 100 50 150 0.8 With
& | ERC12R050M42.0 ° 5 50 | 38 | 42 | 100 | 50 | 150 | 1.5 | With
@ ° 2 40 | 24 | 32 | 100 | 50 | 150 | 0.8 | with
RCMT1606*N-***
[ ) 3 50 34 42 100 50 150 1.4 With
[} 3 32 20 32 100 150 250 1.3 With
) 3 33 21 32 100 | 150 | 250 | 1.4 | With
o _ RCMT1204*N-***
S ERC12R040M32.0-04L ) 4 40 28 32 | 200 | 50 | 250 | 1.5 | With
- | ERC12R050M42.0-05L ) 5 50 38 42 | 200 | 50 | 250 | 2.6 | With
ERC16R040M32.0-02L ) 2 40 24 32 | 200 | 50 | 250 | 1.4 | With
RCMT1606*N-***
ERC16R050M42.0-03L ° 3 50 34 42 | 200 | 50 | 250 | 2.4 | With
ERC12R032M32.0-03LL o 3 32 20 32 120 180 300 1.6 With
o| ERC12R033M32.0-03LL [ 3 33 21 32 230 70 300 1.7 With
c RCMT1204*N-***
92 | ERC12R040M32.0-04LL [ 4 40 28 32 250 50 300 1.8 With
]
-.>-L< ERC12R050M42.0-05LL [ 5 50 38 42 250 50 300 3.0 With
W ERC16R040M32.0-02LL [ 2 40 24 32 250 50 300 1.7 With
RCMT1606*N-***
ERC16R050M42.0-03LL [ 3 50 34 42 250 50 300 3.0 With

[ @ : Stocked items. |
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TRC / ERC type

~OUNDS~LIT

B Inserts
For general machining For general machining For aluminium machining
with serrated cutting edge Round insert with serrated cutting edge
ﬁ\%‘ =7 Fig. 1NMJ - = Fig. 2MJ L T Fig. 3NAJ
|
%% @ S/ N E |
[ @ : Stocked items. |
Stock . .
Cat. No. Accuracy| Honing Coated grades Carbide Dimensions (mm) Shape Cutter
AH725 | AH120 | AH140 | KS15F A T
RCMT1204EN-NMJ M with (] ® (] 12 4.8 Fig. 1
RCMT1204EN-MJ M with (] ( J (] 12 4.8 Fig.2 | E/TRC12
RCMT1204FN-NAJ M without (] 12 4.8 L
RCMT1606EN-NMJ M with (] () () 16 6.5
RCMT1606EN-MJ M with () () ( 16 6.5 .2 | E/TRC16
RCMT1606FN-NAJ M | without ° 16 N Fig. 3
I Replacement Parts Descriptions Replacem at. No.
Applicable cutter TRC12R... TRC16R125...
¥ Clamping screw CSTB-4L090 CSTB-5L120
3 )‘ﬂ § [ Torx Bit BT15S BT20M
?\,:'; ‘} £ | Grip H-TBS \ H-TB H-TB
1| \~\ J Mono block type wrench (substitution) T-15D e T-20D T-20D

— e Descriptions Replacement parts Cat. No.
~ Applicable cutter ERC16R... ERC16R040M32.0-02
Clamping screw CSTB-5L120 CSTB-5L105

Wrench (substitution) T-20DB (T-20D) T-20DB (T-20D)

© Standard cutting conditions

o Work terial Brinell G utting Speed | Feed per tooth fz (mm/t) each chipbreaker
= ork material hardness .
S HB Ve (m/min) NMJ MJ NAJ
%_() Low carbon steels (C15E etc.) <200 100 - 220 0.17-0.3
High carbon steels (C45, C55 etc.) 200
* AH725 | 100 -200 0.2-0.7 -
Alloyed steels (42CrMo4, 17Cr3 etc. 300 0.17 - 0.25
Tool steels (X155CrVMo121 etc: 100 - 180
Stainless steels - AH140 | 90-180 0.15 - 0.25 0.2-06 -
(300 Series, X5CrNi189 et : : . :
Grey cast irons 150 - 250 AH120 140 - 250 0.17-0.3 0.2-0.7 -
150 - 250 AH120 100 - 200 0.17-0.3 0.2-0.7 -
- 500 - 1200
KS15F - - 0.1-0.3
Aluminium alloys (Si = 13%) = 100 - 300
Heat-resisting alloy
(Ti-6AI-4V, Inconel718 etc.) - AH725 20 - 50 0.15-0.25 0.2-0.6 -
- To remove excessive chip accumulation use an air blast. - Cutting conditions are limited by machine power and material
- When chips stick to the cutting edges (aluminium machining), rigidity. When the cutting width or depth is large, set Vc and fz
use a water soluble cutting fluid. below the recommended values and check the machine

vibration and spindle load.
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TRC / ERC type

ROUNDSPLIT
@ Holemaking with helical feed
Min. machinin Max. machinin .
Cat. No. Tg‘f)'c“ diameter (mm diameter (mm)g PP'tCh
(mm) oD oD1 oD oD1 (mm)
ERC12R032... 232 52 20 62 30 <6
ERC12R033... 233 54 21 64 31 <6
T/ERC12R040... 240 68 28 78 38 <6
T/ERC12R050... 250 88 38 98 48 <6
TRC12R063... 263 114 51 124 61 <6
TRC12R080... 280 148 68 158 78 <6
ERC16R040... 240 64 24 78 38 <8
T/ERC16R050... 250 84 34 98 48 <8
TRC16R063... 263 110 47 124 61 <8
TRC16R080... 280 144 64 158 78 <8
TRC16R100... 2100 184 84 198 <8
TRC16R125... 0125 234 109 248 <8
When holemaking with a helical feed, the pitch (P) needs to be set a alues than that
shown above.
: ass length when
o Ramping Tool o ral\r’rlni)i(r'ng angle is 2 gegrees
Cat. No. oDc angle ap_(-r-r!r_n)_ ___________
(mm) | 6 4 ] 6] s
ERC12R032... 232
ERC12R033... 233 9°
T/ERC12R040...
T/ERC12R050... -
TRC12R063...
TRC12R080...

57 | 85 | 114 | 171

ERC16R040...

080 | 4.3° 229
e 2100 3°
0125 | 2.4°
Tool gth: L = ap / tan 6, Ramping angle needs to be set at smaller

rees in order to prevent chips from getting tangled.

SIIIA OV.L
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TAC Flash radius mills
TRD12:16 o)) BMEH

. art
Steel Stainless  Cast Iron  Materials

( <S> . . - .
q [ LJ [ m[ [ ‘] N [(ﬁ] For multi-functional milling of steels, cast irons
\’\;ﬁi“c:g mﬁ'r';‘gs Slotting  Pocketing Ramping  Profiling En}l_z'i‘;?eing and hard matenals
Rake angle | TRD | AR.+10°  [RR.-6 - 0"

od 9 "ERD [ AR +8 ~10] RR. -6 ~-2°

a

2l

\»
-
©
re

oDc Max. ap: RDMT/W12 type = 6.0 mm

oD+ RDMT/W16 type = 8.0 mm
ITRD12-16 (Fig. A: bore type) ¢

. i No. of Dimensions (mm) t| Mounting
. No. Applicabl rt
Cat.No. [Stock| AppICabIEMSEr |iserts| r, | oDy | oDe | Lt | £ | od | b dea 4 Pke) | details

TRD12050R-E| @ 4 50 38 03
TRD12052R-E| @ 4 52 | 40 | , | 20 | , |63 494 0-138®
TRD12063R-E| ® |RDMT1204zZDPN-MJ| 5 s | 63 | 5 e 0.4
TRD12066R-E| @ RDMW1204ZDSN 5 66 54 00 7 124 0.5
TRD12080R-E| @ 6 80 68 50 ’ 0.8 9-1388)
TRD12100R-E| @ 6 100 88 32 8 144 | 1.4
TRD16063R-E| @ 4 63 47 40 22 | 63 | 104 | 0.4
TRD16066R-E| @® | RDMT1606ZDPN-MJ 4 8 66 50 o7 7 124 0.5 9-138(A
TRD16080R-E| @ RDMW1606ZDSN 5 80 64 5 ’ 0.7
TRD16100R-E| @ 6 100 84& 26 | 32 | 8 [144| 11 | 9-138®

linserts
. 4-re
g T <
S 15° | 150
S S
&E) Fig. 2 —
. CIELED Dimensions (mm)
Cat No. Accuracy| Coated Uncoated
T3130 AH120|AH130/AH140 AH330| UX30 A S bs re
RDMT1204ZDPN-MJ o o @/ ® | ® 55| 476 6
RDMW1204ZDSN ) () ® ) ) 0.8
RDMT1606ZDPN-MJ ®© o o o o | e .5 635 ' 8
RDMW1606ZDSN () ) o ) )
IReplacement p
Parts Part Cat. No.
T/ERD12 T/ERD16
Clamping; CSTB-3.5 CSTB-5
w T-15D T-20D [ @ : Stocked items. |

Relating | Technical Ret sales@jnterui.com
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TAC Flash radius mills

TRD12-16

Q Standard cutting conditions

. Cutting speed Feed per tooth f (mm/t)
Work materials Grades )
Ve (m/min) T/ERD12 T/ERD16
Carb teels (C50 etc) AH120 120 - 220 0.3-0.5 0.3-0.6
arpon steels elc.
AH330 140 - 240
< 300 HB UX30 80-120 0.2-04 0.2-0.5
Alloy steels AH120 100 - 200 0.2 -0.45 0.2-0.5
(42CrMo4, 17Cr3 etc.) AH330 120 - 220
.15 -0. .15-04
<300HB UX30 60 - 120 0.15-035 0.15-0
Die steels (X96CrMoV12 etc.) AH120 80 - 180 0.2-0.35 0.25 - 0.45
< 300 HB AH330 100 - 200 0.1-03 01—04
Stainless steels N
(X5CrNi18 9 eto.) AH130°AH140 100 - 200 02-0.3 2 0.4
Grey Cast irons AH120 120 - 240 0.3-0. 0.3-0.6
(GG25 etc.) AH330 150 - 250 0.2-0.4 02-05
Hard materials < 45 HRC AH120 60 - 140 0.08 - 0. 0.1-0.3

Note: When the depth of cut is smaller than 2 mm, use the higher limit of feed values shown

above. When larger than 3 mm, use the lower limit of the feed values.

Q Plunging + traverse feed milling

Plunging

Traverse feed milling

‘ Feed

Max. plunging depth | Min. ?r\ gth to flatten the Cat. No.
otto i surface: L (mm)
TRD12050R-E TRD12050R-E 6°
TRD12052R-E TRD12052R-E 5.5°
TRD12063R-E . TRD12063R-E 40
TRD12066R-E 4 Tool diameter oD1 - 11 TRD12066R-E 40
TRD12080R-E TRD12080R-E 2.5°
TRD12100R-E TRD12100R-E 1.5°
TRD16063R-E TRD16063R-E 6°
TRD16066R-E @ . TRD16066R-E 6°
TRD16080R-E Tool diameter oD1 - 15 TRD16080R-E 40
TRD16100R-E TRD16100R-E 3°

Notes: e In plunging, the maxi

plunging depth is limited as shown in the above table.

m
e In plunging, set the Z ed in arange of 0.05 to 0.1 mm/t.
* When plunging, us; ed every 1 mm (or smaller than 1 mm) to break chips.

Unit: mm

Min. machining | Mix. machining
diameter

diameter

o TRD12050R-E 88 | 38 | 98 | 48
TRD12052R-E 92 | 40 | 102 | 50
TRD12063R-E 114 | 51 124 | 61 | |
TRD12066R-E 120 | 54 | 130 | 64
TRD16080R-E 148 | 68 | 158 | 78
TRD16100R-E 188 | 88 | 198 | 98
TRD16063R-E 110 | 47 | 124 | 61
TRD16066R-E 120 | 50 | 130 | 64
TRD16080R-E 144 | 64 |58 | 78 | O
TRD16100R-E 184 | 84 | 198 | 98

sales@jnterui.com

Notes: e tan6 = depth of cut: ap / length of tool pass: L

® In ramping, the ramping angle should be set
within the maximum ramping angle.

Remaining projection

: Tool diameter

oD1
oD  :Drilling diameter
oD2 : Tool pass diameter

P : Z-axis feed per one round of tool pass (Pitch

of helical cycle)

e In helical feed hole machining, the machinable hole
diameters are limited by the tool diameter as
shown in the above tables.

* When machining between the minimum and
maximum machining diameters, a projection
remains in the center of the bottom surface of the
hole as shown in the Figure at right. Remove it by
traverse feed milling.

9-111
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TAC radius mills M s H
1/ERF6000 656 160 ) () e, s i

5 | For face milling of hard materials and
; other difficult-to-cut materials

Face Radius
Milling Milling

od | Rake angle: A.R. +19° R.R. +3°
a
]
ERF6000 e
| = e
| - | O »
~ 3|3 */L T8
i A 40 4s
r:10 L
T ‘ oDc ‘
‘ ! oD+ '
TRF6000 | Fig. A Fig. B
Max. ap: 3 mm (RFEN2004ZFCIN), 10 mm (RFEN2004MOCIN)

&
ITRF6000RIE (Fig. A: Irregular pitch for vibration-free milling)
No. of Dimensions (mm) ight Mounting
Cat. No. Stock | _ )
inserts| 5p. oD; od 9 Lt b a V details
TRFG6003RIE [ 4 80 | 100 27 26 | 50 7 12.4
TRF6004RIE o 5 100 | 120 32 32 8 14.4 2.5 9-138®)
TRF6005RIE o 6 125 | 145 40 63 9 3.9
TRF6006RIE o 8 160 | 180 29 ) 5.8 9-138©
IERF6000 (Fig. B: shank type) x
ew sions (mm)
Cat. No. Stock No. of inserts
!ch oD, ﬂDs L ﬂs
ERF6050RE [ 3 50 7
ERF6063RE o 4 63 82 120 80
Note: The above TAC Endmills are not irregular pitch spec. o
o« llnserts c '
p= RFEN2004ZF([IN RFEN2004MOLCIN
Q (With partially flattened flanks)
= 1 N N
= g
//\\250 . ‘—’/I > 25°
476 0 Fig. 2 476
Grades
Cat. No Accuracy Honing Coated Uncoated Shape
GH330 AH120 KS20 UX30
RFEN2004 E With [ ] () [ () Fig. 1
RFEN20 With [ J [ ] [ ) Fig. 2

o,
Notes : ¢ RFE N type inserts should not be used for finishing requiring surface finish better than 12S.
e RFEN FOIN type Inserts can be used for both finishing and roughing at depth of cut up to 3 mm.

e RFE 4AMOTN does not have flattened flanks.

|® : Stocked items.
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TAC radius mills

T/ERF6000

Q Replacement parts

Cat. No.
No. Descriptions TRF6003RIE~ | ERFB050R
TRF6006RIE ERF6063R
@ | Locator LF602R LF602R
@ | Insert locking wedge WF603R WF602R
@ © (® | Wedge fixing screw FDS-8S FDS-6Z
@ | Locator fixing screw CM4X0.7X20 | CM4X0.7X20
(® | T-handle wrench TP-4 TP-3A
© standard cutting conditions .
. Depth of cut =1 ~ 3 mm Depth of cut = 0.4 ~ 1 mm & .
Work materials Grades Cutting speed | Feed per tooth | Cutting speed | Feed per tog, utting fluid
vc (m/min) fz (mm/t) vc (m/min) fz (mm/t)
2 |Austenitic, Ferritic AH120¢GH330 | 150 - 250
2 (X5CrNi18-9, X6Cr17 0.20 - 0.35 180 - 250 0.2-0.5 Dry cutting
g (< 300HB) UX30 150 - 230 Y 2
2 |Precipitatio hardening | AH120¢GH330 | 150 - 200 180 - 250
£ |X5CrNiCuNb 16-4 0.15-0.3 0.4 Dry cutting
& |(< 35HRC) UX30 130-180 150 - 200
Superalloys .
Inconel, Hastelloy etc. KS20 20 - 30 0.10-0.15 20 - 02-04 Water insoluble type
Titanium alloys _ _ : Water soluble type or
Ti-6AI-4V eto. KS20 40 - 50 0.15-0.35 4 0.2-0.5 iy
Hard materials G .
(40 - 50HRC) KS20 20 - 50 0.05 - K -50 0.05-0.2 Water insoluble type

Note: Cutting width should be within 60 to 70 % of effective cutter diameter.

e No. of revolutions (min~') = Cutting speed X 1000 + 3.14 + Cutter diameter
e Table feed (mm/min) = No. of revolutions X Feed per tooth X No. of inserts

sales@jnterui.com
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TAC Flash endmills with center cutting edge

VX [ Diameter 20° M
| 216 ~ 32 mm | T :
15 my) \air Hole Steel  Stainless Cast Iron

i [m ; [ [ ‘] [ﬂ] [%‘2] [lO] For multi-functional milling of steels, cast irons
\Slt]llti)lﬂll'?ger Slotting N?h?r?g Pocketing Ramping  Plunging En}l_%?éng Drilling and StalmeSS Stee|S

Rake | Standard type |AR.+2°~+5"R.R. -10°~ =3.5°
angle: | |ong type AR. +5 R.R. -4~ -2°

g ——
Fig. B

EQ”
Q
7( ‘
90° Lt 2s
Max. ap: (2 9-115 L

IEVX : 516 ~ 32 mm v

Dimensions (mm) ﬁ
Type Cat. No. Stock i:‘::é:tfs oDe | oDs P L Applicable insert Fig.
S
Standard EVX08016RSA-E [ ) 55 30 ;gith Fio G
Long EVX08016RLA-E o 2 16 | 16 50 05 | With | XXMUO8T204PR-MJ | &
Extra-long EVX08016RLA ® 135 4 5 | With Fig. A
Standard EVX10020RSA-E o 6 90 | With Fio G
Long EVX10020RLA-E [ ) 2 20 20 120 | With | XXMU10H308PR-MJ .
Extra-long EVX10020RLA (] 0 185 | With Fig.A
Standard EVX12025RSA-E (] 60 40 100 | With .
Long EVX12025RLA-E ® | 2 | 25 75 | 135 | with | XXMU12X408PR-MJ | 719 C
Extra-long EVX12025RLA [ ) 150 70 220 | With Fig. A
Standard EVX16032RSA-E () 60 50 110 | With .
Long EVX16032RLA-E o | 2 95 | 155 | with | XXMU16X508PR-MJ | 9 C
RO Extra-long EVX16032RLA (] 32 175 80 255 | With Fig. A
=
%_E IReplacement parts for ISO
Clamping screw Wr
Cat. No. @m
EVX08016 CSPB-2.2 -7D
EVX10020 CSPB-2.5 IP-8D
EVX12025 CSPD-3 IP-10D
EVX16032 CSPB-% IP-15D
Iinserts
Fig. 1
’\ Used for both
peripheral and °
center edges o
rg/ B
Grades Dimensions (mm)
Cat. No. Accuracy| Honing Coated A B .
AH120 | AH140 s 0 0 c Figure
XXMUO08T204PR-MJ () ® 8.2 5.6 2.78 0.4 10°
XXMU10H308PR-MJ M | With ® ® 10.6 6.8 3.5 . _ Fig. 1
XXMU12X408PR-MJ [} o 13.2 7.9 4.2 0.8 11
XXMU16X508PR-MJ [ J o 16.8 11.1 5.0

[ @ : Stocked items. |

Relating | Technical Ret sales@jnterui.com
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TAC Flash endmills with center cutting edge

EVX

© Standard cutting conditions

oD: 916 ~ 620 mm oD: 925 ~ 663 mm
Work material Grades Cutting speed Feed per tooth fz (mm/t) Cutting speed Feed per tooth fz (mm/t)
Ve (m/min) Shouldering-Grooving|  Drilling Ve (m/min) | shouldering-Grooving|  Drilling
Carbon steels
(CK50 etc.) AH120 100 - 180 0.05-0.20 0.083-0.08| 120 -200 0.08 - 0.25 0.05-0.10
< 300 HB
Alloy steels
(42CrMo4 etc.) AH120 80 - 160 0.05-0.15 0.03-0.08| 100-180 0.08 - 0.20 0.05-0.10
< 300 HB
Die steels
(X96CrMoV12 etc.) AH120 60 - 120 0.05-0.13 0.03 - 0.06 80 - 150 0.08 - 0.15 0.03 - 0.08
< 300 HB
Stainless steels
(X5CrNi18 9 AH140 70 - 140 0.05-0.15 0.03 - 0.08 90 - 160 0.08 - 0. ‘).03 -0.08
etc.)
oo AH120 100 - 180 0.05-025 | 0.03-0.10| 120-200 08 0" 0.05-0.10

O Machining capability

Shoulder Milling Slotting Plunging
N 4
Drlllmg‘ ' B <
Y N Y
B SIS ESE A O JEipe JJ
_Tool Eg,ettcif-i.ve S tting width in Max. ma'c\:nr:::;in ma'::nl?i)r(‘l.in cutti'xla)\(f;ridth
Cat. No. dlagnl;iter edg?alg)n%th dgr;lllng pIungingg ©) ;?1';:2"(1[?) ?gllje n“jl'na)g ?:IID% cg)a().g inh%r;:} (rgé')‘g
é g EVXO08016R... 16 7 8 3° 19.2 30 14 -
g ‘g EVX10020R... 20 9 10 3° 24 38 18 Cj?)
g § EVX12025R... 25 11.5 .5 12.5 3° 30 48 23 z
n > EVX16032R... 32 1 16 16 3° 38.4 62 30 %

sales@jnterui.com 9-115



TAC Flash Endmills

ESD10 Fe )l VBN
ﬁ20 i 32 MM ) @15 my) \air Hole Steel  Stainless Castlron  Non-ferrous
i @ -« ﬁ c(_;> For multi-functional milling of general steels,

S[odder  Sting sige  Pocketng  Ramping  Plunging  Enfarging stainless steels, cast irons and non-ferrous metals
| Rake angle: | ESD10 | AR +85~+10°RR.-10°~ -5’

©

=
[
Q
Q

Max. ap: (2 9-117

ITSD10 (Fig. A: bore type) % ’

e Wrench

T Dimensions (mm)
Stock |.\°: © Applicable inserts
inserts| gp. | L Lt 8s | oDs

Cat. No.

ar®

ESD10020RS-E ° 1 20 | 80 | 3 | 50 | 20 | FGMJ
25 @D i CSTB- | 115D

ESD10025RS-E e |, | 25 | 9% | 40 | 5 GDGT FR-AJ | 3.5H
ESD10032RS-E ° 32 | 110 | 50 | 60 | 32
IReplacement parts o\

Clamping screw Wrench

Cat. No. —— ‘ o
T/ESD10 |CSTB-3.5H T-15D

Binserts
%) GDMT10H3PDPR-I° GDGT10H3PDFR-AJ
=
2 3
l_
15°
Al - Coated DLC coated Uncoated
Cat. No. ceuracy °MNg " AH120 | AH140 | AH330 | T3130 |DS1100| UX30 | TH10
GDMT10H3PDPR-M M With [ ] [ ] o [ } o
GDGT10H3PDFR- G Without ° °

Ss

[ @ : Stocked items. |

Relati Technical Ref sales@jnterui.com
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TAC Flash endmills

ESD10

© Standard cutting conditions

ESD (220 ~ 32 mm)
Work material Grades Cutting speed Feed per tooth fz (mm/t)
Vc (m/min) Sh°”Z"_’f2';[‘,9,},%|'§,%"i"g‘ Partial plunging
Carbon stool AH120 100 - 180 0.05-0.2 0.03 - 0.1
arbon steels AH330 120 - 230
(C50 etc.) 0.05-0.15 0.03 - 0.08
<300 HB UX30 80 - 130
T3130 100 - 180 0.05-0.2 0.03 - 0.1
Aloy stoel AH120 80 - 160 0.05-0.15 0.03 - 0.08
oy stee's AH330 100 - 200
(42CrMo4 etc.) 0.05-0.13 0.03 - 0.06
<300 HB UX30 80 - 120
T3130 80 - 160 0.05-0.15 0.03 - 0.08
Die steol AH120 60 - 120 0.05-0.13 0.03 - 0.06 b‘
Ie steels
AH330 80 - 160
(X96CrMoV12 etc.) 0.05- 0.1 0.03 - 0.05
T3130 60 - 120 0.05-0.13 0.08 - 0.06 V
S s, | AH140 80 - 160 0.05-0.15 | 0.03-0.08 O
cact rone AH120 100 - 180 0.05-0.25 0.03 - 0.1 o‘
(GG25 etc.) AUI-)I?:OO ! 8200-123300 0.05-0.2 0.03 - 0.08 o
Aluminium alloys DS1100 200 - 1000 0.05-0.25 0.05-0.15
Copper alloys TH10 200 - 400 0.05-0.25 0.05-0.15

o Machining capability oo

Partial plunging Enh’ﬂr ing
ole
Shoulder milling  Slotting ~ Plunging ‘

Helical feed drilling

| | -
N ing | i
) ) T _ l . armP ! é@ 3 Enlarging
~ ~ ~{Traversing} - 2] &
& & é‘ﬂ a g ~— | = '—l
[ oD a
Cat. N Cutter dia, Min. oD M 5 jj
at. No. gDc (mm) ap (mm) in. D (mm) ax. gD (mm) ae (mm) 3
ESD10020R... 20 9 .5 8 10° 24 38 18 =
ESD10025R... 25 9 5 9 10° 32 48 23 >
ESD10032R... 32 9 9 6°30° 46 62 30
ap = Effective cutting edge length A = Max. pl pth [®: Stocked items. |

C = Max. cutting width in plunging

6= Max. ramping angle @D = Machinin o@
ae = Max. cutting width in enlarging (E)

sales@jnterui.com 9-117



TAC Flash ball endmills . . H
E B P [EE}IQ?)HGj 32 mm] Hj

Steel  Castlron Mbtarais
[a - @ For medium to finish engraving of steel and
R

Radius Pocketing  Ramping Profiling CaSt |ron dleS

Milling
_ L |To|erance onR +0.08
EBPOOCOSD-E e
— s
AN S
EBPLOOCMDE-E ) . EBPLODMME-E
gs re Is
‘ MK
, A S I R -8 ]
I 3 ; b4
No. of Dimensions (mm) for DCMW
Cat. No. Stock i i ;
ar o oc insets|eDc| L |Lf |8s @Ds |ap |re |[MK G LS Clsag:gw 9| Wrench
EBP020SD-E { 2 116 | 60 56 | 20 16 - | 2PET2004 - - -
EBPO2OMDE-E | @ |2+2| 20 | 126 095 10 M ool CSTB- | Lan
EBP020MME-E ® |2+2 139170 | 69 | - ’ MK2) 2.55
EBP025SD-E (J 2 130 21 - - -
60 | 25 - |ZPET2505-
EBP025MDE-E ® (2+2| 25140 80 41 12.5 MJ - Ta04TN CSTB-4S| T-15D cSTB-4S| T-15D
EBP025MME-E ® |2+2 166 86 | - MK3
EBP032SD-E [ J 2 140 60 | 32 25 ) - - -
EBP032MDE-E ® |2+2| 32 |160 16 CSTB-5| T-20D
J DCMW11T304TN CSTB-4S| T-15D
EBP032MME-E ® |2+2 209 100 109| - 46 MK4
linserts
For R-edge e - For peripheral edge
- g .
= - e
= 3
2 ) :
< . S
Stocked grade| Dimensions (mm)
Cat. No. Accuracy Cat. No. Accuracy Honing|  Coated A s
AH120|AH330 e
ZPET2004-MJ DCMWO070204TN ® | @ 635 238
ZPET2505-MJ E M | With 0.4
ZPET3206-MJ DCMW11T304TN ® ® |9.525 3.97
“ZPE
Q Standard cu
Cutting Table feed vf (mm/min) ..
Work specd |Tool dia. :|Tool dia. :| Tool dia.z| @ Machining types
material " Ve (m/min) 620 25 32
a g o 1) Groovin (2) Shouldering at | (3) Shouldering at
Carbon steel (1) | 10-230 | 6t0-910 460- 760 360- 660 O0vVING  |shallow depth of cut| deep depth of cut
(C55etc.) |AH120| (2) 200 - 260 900 - 1300 680- 1080 530 -930 o % | -
< 300 HB (8) | 150-200 420 - 350 310-610 230- 530 ] } 2 | Loy o
Alloy steels (1) 150-210 530 - 830 400 - 700 300 - 600 T ‘\\ Y, \‘\ / =
(42CrMo4 etc.)[AH120| (2) | 180-240 | 800-1200 | 600-400 470-870 . e
Sl 3) 130-180 360 - 660 250 - 550 190-490 .20 9.30 912
Die steels (1) 120- 180 420 - 720 310-610 230- 530 Notes:
(X96CrMoV12 |AH330| (2) 150-210 660 - 1060 490 - 890 370-770 ¢ Cutting speeds shown in the left table are of the most
etc.) < 300 HB outer diameter of the tool.
©) LS0ISY ZS0RSCT LE0SETE0 -0y ¢ When the depth of cut is the upper limit shown in the above
i (1) 170-230 800-1100 610-910 490-790 figures, set the cutting conditions to the lowest values
Castirons | 5400 (2) | 200-260 | o900-1400 | 700-1200 | 530-1080 shown left.
(GG25 etc.) 3 P prR— P e e When using long edge types (MSE), set the cutting speed
(3) - - - - and feed to 60 to 80 % of values shown in the table.
Hardened steels (1) 60-100 150 - 350 100 - 300 100 - 260 * When using long shank types (LSE), set the cutting speed
Prehardened | Api199 @) 70-130 160 - 460 100 - 400 100 - 360 and feed to 20 to 50 % of values shown in the table,
sk bearing in mind the overhang length
<45 HRC @ 140 - 240 100 - 200 80-180 9 g length.

9_1 18 Technical Reference> sales@j“terUi-com ‘ ® : Stocked items. ‘
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TAC Flash ball endmills (Large diameter type)

Diameter

EBD [

240 ~ 50 m

Hard
Steel Castlron  Materials

)&

i - @ For medium to rough engraving of steel and
\?Aalﬁillr?gs Pocketing  Ramping Profiling CaSt |ron dleS
Tolerance on R +0.2
’_\ m gm ©
” ==K HINE
2P 700
L s
L
Fig. A Fig. B
Combination shank
Dimensions (mm) @ Wrench
Stock No. of Applicable inse
Cat. No. inserts
oDe | L | Lt | s | ap | re | oDs H
EBDO040SDE-E () 443 40 170 | 100 70 45 20 40 ZDMT40 J csTBaM| 15T
EBD040MME-E () 443 40 170 | 120 | 109 45 20 | MK4 | SC 08-23
EBDO50SDE-E [ ) 4+3 50 229 100 70 59 25 40 006-MJ CSTB-5 | T-20T
EBDO50MME-E () 4+3 50 256 | 120 | 136 59 25 | MK T120408-23

IStandard cutting

For R-edge

&

* The figure shows ZDMT4005-

For eri°a=edge

Grade Dimensions (mm)
Cat. No. Accue Honing Coated A < , =
AH120 i O
<
§’ ZDMT4005-MJ ® 13 5.5 - =
(0]
o | ZDMT5006-MJ . [ ] 16.2 6.5 -
= M With
5g | SCMT09T308-23 ® 9.525 3.97 0.8
ke
5% | SCMT120408-23 o 12.7 4.76 0.8
© standard cuttin ditions
Machining types
Work . Table feed vf (mm/min) o gyp
" Cutting speed ] . (1) Groovin (2) Shouldering at | (3) Shouldering at
material e | Ve (m/min) [Tool dia. : 40Tool dia. : 250 O0VING I qhallow depth of cut| deep depth of cut
[an)]
Carbon steel (1) 150 - 210 610 - 910 460 - 760 | : 2 | | ”c: | -
(G55 etc,) 120| (2) 170 - 230 900 - 1300 680 - 1080 : ] ol | : e
<300HB (3) | 130-190 420 - 720 310 - 610 7 \. 7 \ / -
Aleeieds () 130 - 190 530 - 830 400 - 700 0.9170 0 30 010
(42CrMo4 etc.) | AH120| (2) 150 - 210 800 - 1200 800 - 1000
<300 HB Notes:
3 110-170 - 250/ -
3) 860 - 660 20 - 550 e Cutting speeds shown in the left table are of the most
Die steels 1) 110 - 170 420 - 720 310- 610 outer diameter of the tool.
(X96CrMoV12 | AH120| (2) 130 - 190 660 - 1060 490 - 890 ¢ The values of the cutting speeds and feeds shown in the
etc.) < 300 HB 3) 90 - 150 260 - 560 180 - 480 table are of under general cutting conditions. The values
should be modified depending on the power and rigidity
Cast irons (1) il 0 L=l =R of the machine to be used, and work holding conditions.
(GG25 etc.) |AH120 (2 190 - 250 900 - 1400 700 - 1200 e When using the long shank type, the depth of cut, pick
(3) 150 - 210 420 - 720 310 - 610 feed, cutting speed, and table feed should be reduced
04, - 0, i
H%’g%?sed (1) 70-110 150 - 350 100 - 300 to 70 %-90 % of the values shown in the tables.
Pregtaerglesned AH120| (2) 80 - 120 160 - 460 100 - 400 [ @ : Stocked items. |
<45 HRC (3) 50 - 90 140 - 240 100 - 200
Sales@j “teru i Ccom Reloﬁng Technical Reference > 9_1 19
pages (15-1)



TAC ball Endmills

TBN1000

Cast Iron Steel

(895 30 ) =]

[ .] N For medium to finish engraving of steel and
;ocketing Ramping Profiling CaSt |ron dIeS
§ [ Wi W 2
3| {o —_— l g® - — | ) — -—— ],‘3”
Q fe ‘a . s S re /lag | 7S Sr ‘a R Is @
Fig. A Fig. B Fig. C
Dimensions (mm) Clampingscrew | Clamp [ Cla Wrench
Cat. No. Stock| Applicable insert Fig.
at. No ocl pplicable inse oDo | 1. . ap | Lt 2< | oDs ig % —r
TBN1100SE | ® | ZNCA1002FN2 10 | 5 90| 5 |15 | 60 16 CSTB-2.5B T-8D
TBN1120SE | ® | ZNCA1203FN 12 | 6 |110] 6 | 20 | 70 CSTB-3S T-9D
TBN1160SE | ® | ZNCA1603FN 16 | 8 [130] 8 [ 25 | 85 | 20 | A [CSTB-4S —ﬂ - T-15D
° ZNCA2004FN ‘
TBN1200SE ZNMM2004EN 20 | 10 |160 | 10 | 35 | 100 | 25 CSTA; T-15D
ZNCA2505FN
TBN1250SE | @ SNMM2505EN 25 |12.5/175|12.5| 45 |100| 32 | B
ZNCAB005EN STA-5S | CP536 DS-6T T-15D
TBN1300SE | ® -1\ iV3005EN 30 | 15 |190| 15 | 90 | 100 | 32
linserts
©)
A H
Fig. 1 Fig. 2
® Note : Type B inserts, used for cutter smaller than o1
= Orades Dimension
= Cat. No. Accuracy| Uncoated edgesper | Type Application
Q TH10 | UX30 s insert
= ZNCA1002FN2 ° ° 2.5 2 |Fig.3
ZNCA1203FN (J J 3 3 UX30grade
ZNCA1603FN c J 772 3.5 for steels
ZNCA2004FN () .862 4 Fig. 2
ZNCA2505FN 19.826 5 6 TX10 grade
ZNCA3005FN ® |23618| 5.5 for cast
ZNMM2004EN ® |15.862 4 irons and
ZNMM2505EN M ® |[19.826 5 3 Fig. 1 light alloys
ZNMMS3005EN ® |23.618| 5.5
Note : M-class inserts ar used for medium finishing and C-class inserts are most suitable for finishing.
@,
Q Guide r selecting depth of cut and feed Q Standard cutting conditions for finishing
16 F , , Work materials: Cast iron, carbon steels and alloy steels
For grooving Work material: Carbon steel
14 (JIS S55C) No. of rev. | Pick feed | Table feed
_ m Depth  nsert grade: UX30 Cat. No. Grades | (min™) II;: (m?ﬁ) Vt (mm/min)
g 12 \ of cut  \tachine power
< 0 210 ~ 016: 7.5 kW TBN1100SE 3200 03 480
o N020f~ 63?152-5 kw TBN1120SE 2700 ) 540
g 8 025 000 o0 - a6 2000 min- TBN1160SE UX30 | 2000 650
c ® 220 ~ 030: 1500 min’* TBN1200SE TH10 1600 05 700
o
8 4f TBN1250SE 1300 ' 580
2 TBN1300SE 1100 550
0 01 05 03 04 05 06 07 Note: For die steels, reduce the spindle speed to 80% and the feed to
Feed per tooth: fz (mm/) 75-85% respectively of the values shown above.
¢ No. of revolutions (min-1) = Cutting speed X 1000 + 3.14 + Cutter diameter
e Table feed (mm/min) = No. of revolutions X Feed per tooth X No. of inserts
[ @ : Stocked items. |
sa I es@j n te ru i com Relaﬁng Technical Reference
9_120 pages (15-1)



TAC roughing Endmills

ELP-

[ Diameter 90°
@25 ~ |
25 40 MM ) (= 44 mn) | Air Hole Stainless ~ Cast Iron

Steel

|_ } [m [ ﬂ For roughing, large-depth shouldering, and slotting
e\eﬁﬂ Shoulder Siotting  Side of steels and cast irons
illing Milling
L
Lf 2s
o
8. °
—‘é) — Sl ] ‘%
90° ap
No. of Dimensions (mm) ) ) Clamping screw | Wrench
Cat. No. Stock S oDe L Lt Zs ap oDs Applicable inserts
ELP13025RA ° 25 | 130 | 40 28 | 25 | AoMTOTOaOeER M 2 e
ELP17032RA ®  2(5 | 32 | 140 | 50 | 90 | 35 | 32 | ARMIOOT308TN S | IP-190
ELP21040RAS40 | @ 40 | 150 | 60 44 | 40 | ADMTIZ0NSERMN | Sorod | IPISD
linserts Q
Fig. A Fig. B 85°
(Used for end (Used for both end and\ \
cutting edge) peripheral edges) o ]
O ”’
0.8 & r:0.8 )
Grad i i
Cat. No. Accuracy| Honing | A 1450 races GH330 A D|r1enS|I¢3)ns {mm) = Figure
ADMT130308PR-MJ [ J 13.1 7.94 3.18
ADMT17T308PR-MJ [ J 16.6 9.525 3.97 Fig. A
ADMT210408PR-MJ M With [ 20.6 12.7 4.76
APMTO070308PN-MJ [ J [ 7.94 7.94 3.18 ;
APMTO09T308PN-MJ [ J [ 9.525 9.525 3.97 Fig. B O
APMT120408PN-MJ [ [ 12.7 12.7 4.76 =
[ @ : Stocked items. | 2
Q Standard cutting conditio
Cutter diameter (mm)
Work materials Grades 225 232 240
Ve (m/min) | fz (mm/t) Ve (m/min) | fz (mm/t) Ve (m/min) | fz (mm/t)
Mild steels, Low carb@els 60 - 150 60 - 150 60 - 150
St37 etc
i steels T3130
(AH120) 60-120 | 0.08-0.2 60 - 120 0.1-0.3 60-120 | 0.1-0.3
60 - 100 60 - 100 60 - 100
Staiflless steels AH140 | 70-120 | 0.08-0.2 | 70-120 | 0.1-0.3 | 70-120 | 0.1-0.3
rNi18 9 etc.
Cast irons - 0.08 - 0.2 - 0.1-03 - 0.1-03
GG25, GGG50 etc. AH120 60 - 150 60 - 150 60 - 150
e /c: Cutting speed
e fz: Feed per tooth (Feed per revolution is fz X 2 as effective number of teeth is equal to two)
Notes : @ To get the best of the tool’s performance, use of a high-accuracy, side-lock type toolholder or milling chuck which has a high gripping force is
recommended.
e Excessive tool overhang from the toolholder should be avoided to prevent chatter.
sales@j“terUi-com Relati Technical Reference
> 9z



TAC Flash Mills for plunging

TZP12 (556" 0 ) £

ﬂ For Z-feed milling of steels and cast irons

Plunging Face
Milling

Steel Cast Iron

| Rake angle: A.R. +6° R.R.-2°

od

Max. ap: (L 9-123

e S No. of Dimensions (mm) Weight i Funting
at o 0% linserts| 2D od /) Lt b a

(kg) details
TZP12050R-E

50 0.38§?
TZP12063R-E 3 |63 | 2| 20 | 50 | 63 104 0.72 9-138®)

TZP12080R-E 4 80 27 26 63 7 12.4 1.533\ 9-138®
linserts 0

Standard| Pitch

Dimensions (mm) Eff. cutting
m Cat. No. IAccuracy| Honing B = re edge length (mm)
E APMT120416PR-MJ M With 18.5 4.76 1.6 10
2
= BReplacement parts
escriptions Cat. No.
Clamping screw | CSTB-3.5T
(@ | Shim screw DTS5-3.5S
® | Shim ZSA1102
— | Wrench P-3.5
Wrench T-20D

[ @ : Stocked items. |

Relating | Technical Ref sales@jnterui.com
9_122 ecl n|c;5_<e1;mnce> j




TAC Flash Mills for plunging

T/ZP12

O Standard cutting conditions

Work materials Grades Cutting speed Vc (m/min) Feed per tooth fz (mm/t)
Carbon steels, Alloy steels aED 100 - 200 0.1-03
T3130 150 - 250 0.1-0.25
Die steels (X96CrMoV12) AH120 100 - 200 0.1-0.3
< 300 HB T3130 150 - 250 0.1-0.25
Prehardened steels < 45 HRC AH120 60 - 120 0.1-0.2
Cast irons (GG- - -, GGG- - -) AH120 100 - 200 0.1-0.3

Z-feed miling

g
Machining method (1) Mav&thod 2

] o

s il

Traverse feed milling

Machini eed milling Traverse feed milling
;(;“:I’;Igg d Radial depth of cut Depth of cut
) ae (mm) ap (mm)

Within effective
cutting edge length

(1) | dia. D/2

<0.5

Within effective
cutting edge length Tool dia. eD/2

“In Z-feed milling, select either of the machining method (1) or (2) and
decide the depth of cut according to the application.

//0

SIIIA OV.L

[ @ : Stocked items. |

sales@jnterui.com 9-123



TAC Flash Mills for plunging

TZF11

By

Hard
Steel  Castlron  Materials

ﬁ @ For Z-feed finish milling of steels and cast irons
Plunging h;izlil‘i::g
Lt | Rake angle: AR.0° R.R.~6°-0°
o
g ®[— 7< 2 8
Q
s 1
b
Max. ap: (2 9:125 L
No. of Dimensions (mm) Weight 6ting
Cat. No. Stock | )
inserts|  gpc od Y Lt b a (kg) &detalls
TZF11050R-E ® | 4 50 0.38 V
TZF11063R-E ® 6| 63 | 22| 20 | 4 63 104 072 | o 9-138®
TZF11080R-E (d 7 80 27 26 63 7 12.4 1.510_‘
linserts
B
Cat. No Accuracyl Honin Dimensions (mm)
T Y g Co Cermet A B s 7z
n
= DPCW11T3ZFR | C | Without | 112 140 | NSS30 | o5 | 9525 | 39e7 | 1.0
[ ] [ J [ J
O
<
IReplacement parts
. Descriptions Cat. No.
O) Clamping screw CSTB-4S
@ Cartridge SDUPR09CZ-11
® Cartridge fixing screw CM4X0.7X12
O] Cartridge adjusting screw SSHM3-10
- Wrench T-15D
- Hex. wrench P-1.5, P-3
[ @ : Stocked items. |
i Technical Ref sales@jnterui.com
9_124 ecl nc;s_i;mnce j



TAC Flash Mills for plunging

TZF11

© Standard cutting conditions

Work materials Grades Cutting speed V¢ (m/min) | Feed per tooth fz (mm/t)
NS530 150 - 400
Carbon steels, Alloy steels (< 300 HB, 05-0.
g ( ) AH740 150 - 350 0.05-0.20
Cast irons (GG25 etc.) AH740 200 - 500 S5 5.
Ductile cast irons (GGG25 etc.) AH740 150 - 350 T
Prehardened steels, Hard materials (40-55 HRC) AH740 100 - 200 0.05-0.15

Z-feed miling

Traverse feed milling

o
©
1
v T ed milling Traverse feed milling
e Pi Radial depth of cut Depth of cut
ﬁ*”? p ae (mm) ap (mm)
C— 1.0 <05 =05
e Dry cutting (or air blow) at a depth of cut up ae to 0.3 mm (allew. max. 0.5 mm) and a pick feed pf from 0.5 to 1.0 mm is
recommended.
e TZF11 type cutters are not designed to adjust dynamic Therefore, when the tool’s overhang ratio (cutter diameter-to-
length) exceeds 6:1, special care should be taken with t speed. (At first, start the machining at 50 % of the speed shown in
the table of the standard cutting conditions, and then crease the speed whilst confirming safety.) —
¢ To produce highly accurate surface finish, use the cutt machine with sufficient rigidity. (3?)
@Cautionary points in use - , =
e Use the cutter for finish milling of vertical wall s equiring ® In addition to Z-feed milling, TZF11 type cutters can be also used »

long tool-overhang of L/D > 6. for traverse feed milling. (@p < 0.5 mm)
¢ Radial cutting edge run-out should be adjust@ n 0.01 mm.

&0

[ @ : Stocked items. |

sales@jnterui.com 9-125



“T-Bar” Modular System

TMS MIN H
(%] ~
1 0 25 mm Steel  Castlron Stainless Non-ferous | Hard

Materials
=R EIERBIEEE
\l\;ﬁll(i::g l\ﬁﬁ‘l?r?g S&?Iﬁ:]dger l;\iﬂaﬂw; Slotting Slotting N?:I[ljneg Pocketing Ramping  Profiling Plunging Enﬁg?eing Drilling Chﬁitljlmgr
HWD-type cutting heads + P o o mm
T' BAR mOdUIar System HWD1 o 5:0 mm
LH

LH1
LH2

oD |
@)°
|
|
=
!
T
|
od

Cat.N stock | No- of Dimensions (mm) Applicable Ra{,’f‘“s & ™ N,

at. No. toc inserts Dc | Lht | LHz T o insert msrirts crew Wrench‘ reau xtensions
HWDO05010R 2 10 20 15 37 13

HWDO05012R [ ) 3 12 20 15 37 13 %/I8 X 1 HDO01520L110T
HWDO05015R o 4 15 | 20 - 37 13 |RDMWO0501M0| 2.5 |CSTD, a

HWDO05020R o 5 20 20 - 38 18 6 M12 X1.5 | HD02025L150T
HWDO05025R 6 25 25 - 45 23 p M14 X1.5 | HD02532L170T
HWDO07015R 3 |15 20| - | 37 | 13 | § M8 X 1 | HDO1520L110T
HWDO07020R [ ) 4 20 | 20 - 38 | 18 |RDMWO0702M0 | 3.8 2538- T-8D | M12 X1.5 | HD02025L150T
HWDO07025R o 5 25 25 - 45 23 M14 X1.5 | HD02532L170T
HWD10020R [ ] 2 20 20 - 38 18 RDM 0 CSTB- T15D M12 X1.5 | HD02025L150T
HWD10025R | @ 3 25 | 25 - 45 | 23 3.5H M14 X1.5 | HD02532L170T

I Specifications of straight-shank “Tsuppari-

0 o] || 2
S al =k R |
2 Cutter head Dimensions (mm)
= Shank Cat. No. Cat. * Tool dia. (mm)
at. No.
HDO01520L110T ) DO5 210 - 15 13 110 50 60 10 20
HDO02025L150T [ gHWIR..20 020 18 150 70 80 20 25
HD02532L170T ° LEWD...25 225 23 170 90 80 20 32
* The products shown in above are made to order.
lInserts
T d D O
Py 0 ° AH120 | a T
@ RDMWO0501M0 o 5.0 1.40
’ RDMWO0702MO0 o 7.0 2.38
RDMW1003MO0 o 10.0 | 3.18

@ Standard cutting conditions

i Cutting speed Feed per tooth Cutting depth: mm
Work materials Grades Ve (m/min) fz (':n mA) 210, 129 ;:Is)fzoap (ra25 )
Carbon steels < 300 HB 200 - 500 0.15-0.45
Alloy steels < 300 HB 120 - 350 0.15-0.35
Die steels < 300 HB AH120 100 - 300 0.10-0.30 <05 | =07 | <10
Cast irons 200 - 500 0.20 - 0.50
Hardened steels < 40 HRC 70 - 200 0.10 - 0.25

 No. of revolutions n (min"") = Cutting speed V¢ (m/min) x 1000 + 3.14 + Cutter @ (mm)
¢ Feed speed Vf (mm/min) = n (min™') x Feed per tooth fz (mm/t) x z (No. of inserts)

[ @ : Stocked items |

-_ Relatin Technical Reference sal es@j nterui.com
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TAC Flash chamfering mills

Chamfering of hole 60° a5 30° . M .
I @Smm ~ Chapnfering)  {Chqmiering) - (Chmferin Steel  Stainless Cast Iron

<y For chamfering of general steels, stainless steels

and cast irons

Chamfering Chamfering

| Rake angle: AR. -5~ -3 R.R. -15"~ -10°

LA
232"

B
50 80
The accuracy of K : +1°
ot No Stock No. of Dimensions (mm) PR Clamping Wrench
s VO inserts K A B 2D oD¢ insert =3

ECC31005R-30 [ J 1 60° 14.5 25.5 40 34 XCET
ECC31005R-45 L 5 45° 20.5 20.5 56 46 310404ER B-5S T-20D
ECC31005R-60 o 30° 25.5 14.5 72 55

L 2
linserts eo

Stock
Cat. No. Accuracy Cermet Uncoated
330 NS740 NS530 UX30
XCET310404ER E With [ J [ J [ [ ]

[ Packing Quantity = 5 pcs. |

Q Standard cutting conditions

SIIIA OV.L

Work materials Grades No. of revolutions: n (min™) Feed per tooth: fz (mm/t)

Carbon steels (C55 etc.) 740°NS530 1000 - 7000 0.1 -0.25

Alloy steels (42CrMo4 etc.) < 300 HB UX30 700 - 4900 ’ '

Die steels (X40CrMoV5-1 etc.) < 300 H AH330 1000 - 7000 0.1-0.2
Stainless steels (X5CrNi18-10 etc.) B AH330 1000 - 7000 0.1-0.25

Cast irons (GG25 etc.) AH330 1000 - 7000 0.1-0.25

Notes: e When the hole dial e chamfered is small or the cutting edges near the front end of

tool are used, u er side of the revolution range shown in the Table.

used, use the lower side of the revolution range shown in the Table.

In contrast, ole diameter to be chamfered is large or the cutting edges far from the
tool's fren

* Whe ing a small diameter hole (smaller than 10 mm) in a plunge-milling mode,
peci§ should not be used.

e When _the hole diameter to be chamfered is smaller than 10 mm or the cutting edges near

the t front end are used, the feed should be set within 0.15 mm/t.

[ @ : Stocked items. |

Relati Technical Reference sales@j“terUi-com _
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TAC Flasah chamfering mills

ECC31

Guidelines for programming
Z-axis plunging depth Zd (mm) in 45° chamfering of hole

Hole dia. Size of chamfering C (mm)
od (mm) 1.5 2 8 4 5

—

Zd

©| 00| N0 01| 01l I G0 GO

QO N|OIN|—= O

©|OINIO| 01 0 00| LI

~N OO

Tool: ECC31 35

Note: When the hole de| S| r than the Z-axis

plunging depth (Zd), cial care should be
taken to av n jmierference between the
tool's front en e bottom of the hole.
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i
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Z-axis plunging depth Z4 (mm) in 30° chamfering of hole

Hole dia. Size of chamfering C (mm)
od (mm) 1.5 2 25 3 Si5

—

©OINIDID)| 07 01):00/ 0O LOINIIININ
PP e ENNENENTE VTR NS I ReltetENE

Tool: ECC31005R-60

Note: When the hole depth is smaller than the Z-axis
plunging depth (Zd), special care should be
taken to avoid an interference between the
tool’s front end and the bottom of the hole.

od

_.I_.._
Tool: ECC31005R-30

Note: When the hole depth is smaller than the Z-axis
plunging depth (Zd), special care should be

taken to avoid an interference between the
tool's front end and the bottom of the hole.
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Z-axis plunging depth Zd (mm) &hamfering of hole

Hole dia. Size of chamfering C (mm)
od (mm) o
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TAC countering mills

TC B [ Diameter ] @j . M .
61 4 ~ 39 mm Steel  Stainless Cast Iron
h

For counter milling of general steels, cast irons
ot and stainless steels
| Rake angle: A.R. Pozitive R.R. Negative
_fa;,Ie ©
e E———H %
90& £ 10 60
1.75%x@D1
0s
L
Dimensions (mm) . Wrench
No. of Applicable A .
Cat. No. Stock|: 2| Applicabl rt
a [o} 0C| inserts ey gDs 2D . ﬂs L screw size pplicable Inserts EE

TCB-140 ® 1 14 4.0 18 117 M8
TCB-175 | ® 175 | . | 74 | 22 115 | m10 | SPMP831DS T-7D
TCB-200 | ® 20 8.2 25 120 M12 'S
TCB-230 | ® 23 11.0 29 126 | M14 | SE P@RD CSTA-NO3
TCB-260 (] 2 26 14.0 33 80 132 M16 T-9D
TCB-290 [ ] 29 ’ 30 138 M18
TCB-320 | ® 32 | 32 | 169 | - 124 | Mogy| S VIM322ERD |CSTA-NOS
TCB-350 | ® 35 14.0 - 150 M
TCB-390 ° 39 17.9 — 158 PMM432ERD | CSTA-4 T-15D

Binserts E
e

.
O
S
>
Cat. No. Accuracy Application
SPMP831DS
SPMP042ERD M Stegl .
SPMM322ERD Cast irons
SPMM432ERD
Note: No dimples on SP
Q Stand ing conditions (for TCB-200)
W aterials Grade le:'?n%/fnﬁﬁf d f (rrfeme/?ev) Cutting fluid
Carbon steels T313W 80 - 150 0.12 - 0.24 Water soluble type
Stainless steels, Mild steels T313W 150 - 200 0.05-0.12 Water soluble type
Cast irons T313W 70 -130 0.20-0.40 Water soluble type or dry cutting

Notes : @ For cutters under 20 mm diameter, be sure to use a cutting fluid and select lower
cutting speeds than shown above.
e For TCB-140 type, reduce the feeds to 1/2 of the values shown in the table.

[ @ : Stocked items. |

sales@jnterui.com Relating [Technical Reference
e > 9-129




TAC Mills for super finishing

SFP4000

(9100 160, H

Steel

Stainless  Cast Iron  Non-ferrous

g @ For precision finishing of general steels, cast irons
JFace © " Face and stainless steels
illing illing
| Rake angle: AR. +5° R.R. —-20°
od
a
%%ﬁ I
( A \ ©
1 oDc
Max. ap: 0.1 mm Right hand (R) shown.
ISFP4000 (Bore type)
Dimensions (mm) : :
No. of Wei Mounting
sl S inserts|  5p. od 0 Ls b a details
SFP4004RE (J 100 32 30 40 8 14.4 . 9-138A)
SFP4005RE ° 125 40 16 5 9-138®
SFP4006RE ° 160 29 50 ' 5.8 9-138©
linserts
2.0 Cat. No. ISO Cat. No \ Cermet |Uncoated
S y Honing
(Inch) (Metric) N308 TH10
SPHA435FNW SPHB1204& H Without PY °
No. escriptions Part Cat. No.
»n
§ ® | Locator LW400R
O @ | Locater adjusting wedge FW-305
|<£ ® € ing screw CSTA-5S
@ ixing screw CM5X0.8X16
® socket-head screw CM5X0.8X8
© (JIS) L5
@4 Wedge-locking screw FDS-8S
Spring washer (JIS) 58
T-handle wrench P-4
Q | = | Wrench T-15D
© Standard cu onditions
Grade Cutting speed Feed: f (mm/rev) Depth of cut
Ve (m/min) SFP EFP ap (mm)
180 ~ 250
N308 =6 =4 = 0.1 Note: Under above
Alloy steéls ) = L) conditions, attainable
Stainless steels N308 160 ~ 200 <4 <3 <0.1 tsur:ace gugh?esstis ?
A ~ =< O 4 Um AZJIS Tor steels
Cast irons TH10 100 ~ 150 =5 =3 =02 and 6 to 12 um RzJis
Non-ferrous metals TH10 200 ~ 500 =6 =4 = 0.1 for cast irons.
¢ No. of revolutions n (min") = Cutting speed V¢ (m/min) x 1000 + 3.14 + Cutter @ (mm)
e Feed speed Vf (mm/min) = n (min"') x Feed per tooth fz (mm/t) x z (No. of inserts)
[ @ : Stocked items |
—_ Relati Technical Reference sales@j“terUilcom
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TAC Mills for super finishing
Diameter . . H
M 2100 ~ 300 mm) (51 o .

ar
Steel Castlron  Materials

For precision finishing of steels and cast irons
Face
Milling
| Rake angle: AR. =5° R.R. —30°
ad
==
o \\\
| \
——
‘\ @Dc
| ' @D+ '
Max. ap: 0.1 mm Right hand (R) shown.
Dimensions (mm : :
Cat. No. Stock _No.gf (o Wi'g k M:utnt.:ng
nserts| oDc | oD+ | od 2 | Lkt | b | a (kg etails
MSO04RE 100 | 105 32 55 8 14.4
MSO5RE 2 125 [ 130 40 82 o | 164 v 0-138®
MSO06RE 160 | 165 29 ’ 9-1380)
MSO0SRE 4 200 | 205 60 5 }
MS10RE 250 | 255 60 38 14 . 14 9-1380D)
MS12RE 300 | 305 23 j

linserts

- O
Fig. 1 ==, [1%8 Fig. 2 °I7"'F// T
SNAC1509PNTR @ N SNAJ1509& @ ®

15.875 9.52] 15.875 .
f | Right hand (R) shown.
Cat. No ISO Cat. No tting edge Grades
(inch) (Metric) ength (mm) Cermet Uncoated Figure
X407 .
SNAA56FTR SNAC1509PNTR A 2 80 ° Fig. 1 B
SNAG56FTR SNAJ1509PNT ) Fig. 2 z
[Packing Quantity =4 pcs.| &
O Replacement parts ‘
" Part Part Cat. No.
MS04R/L ~ MS06R/L SOSB/L ~ MS12R/L O ans MSO4R/L | MSO5R/L, MSO6R/L | MSO8R/L~MS12R/L
(Locator type)
Locator - — LMS56R
Clamping screw CST-5 CST-5 CST-5
Pin SP-8 SP-8 SP-8
Locator fixing screw _ _ CM6X25, CM6X16
Washer VA6
Protector PMS4R/L PMS5R/L PMS5R
Wrench T-25D T-25D T-25D

O Standard cutting conditions

. Cutting speed | Feed per tooth | Depth of cut

Work materials Grade Ve (m/min) f, (mm/t) ap (mm)
Mild steels 260 - 300
Carbon steels X407 <6 <01
Alloy steels 120 - 180 :
Die steels
Cast irons X407 100 - 150 <6 < 0.1
Carbon steels ( > 40HRC) X407 150 - 200 =3 < 0.05

e No. of revolutions (min-!) = Cutting speed X 1000 + 3.14 =+ Cutter diameter
e Table feed (mm/min) = No. of revolutions X Feed per tooth X No. of inserts

[ @ : Stocked items. |

Sales@jl‘lterui-com Relati Technical Reference
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All PCBN-tipped TAC Mills for high speeds

QPP15 (080 = 400 ) 54

Cast Iron
g For high speed finishing of cast irons
Face
Milling
od | Rake angle: AR. +5.5° R.R. —=3°
N
j .
]
S : 30°
% A
T —
oDc ‘ ‘59
Max. ap: 1 mm e = Right hand (R) shown.
Cat. No. Stock .N°' i el B i) Weight Moun?ing
inserts oDe oD+ od 0 Lt b a (kg details
QPP15080R-E 4 80 84 27 26 50 7 12.4 1 9-138®8)
QPP15100R-E 6 100 | 104 32 28.5 8 14.4 B
QPP15125R-E 6 125 | 129 32 7
QPP15160R-E 8 | 160 164 | 40 oo | 9 | 164 3 9-1388®)
QPP15200R-E 10 200 | 204 8.3 9-1380)
QPP15250R-E 12 | 250 | 254 13.5
QPP15315R-E 14 315 | 319 60 38 4 22.6
QPP15355R-E 16 355 | 359 80 33.4 9-138D
QPP15400R-E 18 | 400 | 404 e 433
Note: QPP15 type TAC mills can be made to have quick-change mounting specificatiU on page 9-153.
linserts O Replacem arts
15.875 No. Descriptions Part Cat. No.
30°
— o2 Insert locking wedge FW304R-D

Locator adjusting wedge |FW325R-D

Screw for preventing
wedge from flying out BHM615-GT

Wedge fixing screw (gD = 80) FDS-8ST-18

12.7

i}
=
<C
F__

LLJ/
Right hand (R) sho*
Cat. No. ]

YPEN1505PPTR -Q |

Wedge fixing screw (for oD > 80) | FDS-8ST
Adjusting wedge fixing screw | FDS-8ST-18

®© ® ©e|0

[Packing Qdan Right hand (R) shown. — |Wrench T-27T
o Standard cutti nditions
: Cutting speed Feed per tooth. Depth of cut
Work materials rade Ve (n?/mr?n) , (mm/t) ap (mm)
ol A BX950 350 - 2000 0.1-0.25 0.1-1.0

Note : Dry cutting is recommended.

Features of QPP15

Highly efficient and accurate Performs well in high-speed machining and produces a fine surface

machining capability finish on machining centers and special purpose machines.
Attainable accuracies: Rzus < 3.0 ym, Rz (Rmax) < 6.0 ym

Provided with adjusting

. The axial run out of the cutter is micro adjustable with the adjusting
mechanism for all the

wedge provided for each insert.

inserts Attainable axial run out: < 5 pm
Superior resistance to The inserts are firmly fixed even when using at speeds as high as V¢
centrifugal force 2000 m/min and do not exhibit any looseness.

¢ No. of revolutions (min-1) = Cutting speed X 1000 + 3.14 + Cutter diameter [@ : Stocked items. |

e Table feed (mm/min) = No. of revolutions X Feed per tooth X No. of inserts

Sales@j “teru i com Relatin Technical Reference
9-132 2o D




sales@jnterui.com



ASN /TSN

TECSLOT =)0 BVWES

Steel  Stainless Cast Iron Superalloys

For slotting of general steels, cast irons,
Siotting and stainless steels
Rakeande:p R 135485
ASN = -
© -
)
TSN
I Axial drive: ASN
E?/g?r:v::)th Cat. No. Stock N/orljgfc?f igr;:::tess oDc d nsLl;)ns (r;lm a 0 Insert
ASN10R100M32.0E16-05 o 5/10 1 7 32 16 | 34.8| 8 162°

16 ASN10R125M40.0E16-06 o 6/12 40 16 | 43.5| 10 | 165° | LMEU1008**
ASN10R160M40.0E16-07 o 714 55 40 16 | 43.5| 10 [167.14°] ZNEN-MJ
ASN10R200M50.0E16-08 [ J 69 50 16 | 53.6 | 12 |168.75°
ASN12R100M32.0E19-05 [ J 47 32 19 | 348| 8 162°

2 ASN12R125M40.0E19-06 o 55 40 19 | 435| 10 | 165°

> LMEU1208**

O 19 ASN12R160M40.0E19-07 [ ) 55 40 19 |43.5| 10 [167.14° ZNEN-MJ

|<£ ASN12R200M50.0E19-08 [ ) 8/16 200 | 69 50 19 | 53.6| 12 |168.75°
ASN12R250M50.0E19-09 9/18 250 | 84 | 50 19 |53.6| 12 | 170°
ASN15R125M40.0E25-05 5/10 125 | 55 40 25 |43.5| 10 | 165°

o8 ASN15R160M40.0E ® 6/12 160 | 55 40 25 |43.5| 10 [167.14°] LMEU1509**
ASN15R200M50. o 7/14 200 | 69 50 25 |53.6| 12 [168.75°] ZNEN-MJ
ASN15R250M50.0E25-08 o 8/16 250 | 84 50 25 | 536 | 12 | 170°

IRadial drive: T%
Edge width Py . No. Stock|No. of edge lines Dimensions (mm) PCD Insert
W (mm) /No.of inserts | gDc | oDb | od Lf b a e
T OR100M27.0E16-05 [ ] 5/10 100 58 27 50 7 12.4 -

16 10R125M32.0E16-06 [ ) 6/12 125 66 32 50 8 14.4 - LMEU1008**
TSN10R160M40.0E16-07 [ ) 7/14 160 82 40 63 9 16.4 - ZNEN-MJ
TSN10R200M40.0E16-08 [ ) 8/16 200 88 40 63 9 16.4 | 66.7
TSN12R100M27.0E19-05 | @ 5/10 100 | 58 27 50 7 | 124 -
TSN12R125M32.0E19-06 o 6/12 125 66 32 50 8 14.4 - LMEU1208*

19 TSN12R160M40.0E19-07 [ ] 7/14 160 82 40 63 9 16.4 - ZNEN-MJ
TSN12R200M40.0E19-08 [ ] 8/16 200 88 40 63 9 16.4 | 66.7
TSN12R250M60.0E19-09 [ J 9/18 250 | 128 60 63 14 25.7 |101.6
TSN15R125M32.0E25-05 [ ) 5/10 125 66 32 50 8 14.4 -

05 TSN15R160M40.0E25-06 | @ 6/12 160 | 82 40 63 9 | 164 - | LMEU1509*
TSN15R200M40.0E25-07 o 7/14 200 88 40 63 9 16.4 | 66.7 | ZNEN-MJ
TSN15R250M60.0E25-08 | @ 8/16 250 | 128 | 60 63 14 | 25.7 |101.6

[ @ : Stocked items. |
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ASN / TSN

TECSLOT

linserts
Cat. No. Accuracy | Honing A1) ) [ )
AH725 | AH140 | AH120 A B T re
LMEU100808ZNEN-MJ o o o 12.7 0.8
LMEU100816ZNEN-MJ . o o o 12.5 1.6
E with 10.5 8
LMEU100824ZNEN-MJ [ ) o [ ) 12.4 ‘ 2.4
LMEU100832ZNEN-MJ o o o 12.2 3.2
LMEU120808ZNEN-MJ o o o 13.6 0.8
LMEU120816ZNEN-MJ £ with o o o 134 V 8 1.6
LMEU120824ZNEN-MJ o o o 13.2 ” 2.4
LMEU120832ZNEN-MJ @ o o 13 ‘ 3.2
LMEU150908ZNEN-MJ [ ) o [ ) 01 0.8
LMEU150916ZNEN-MJ . [ ) o [ ) 4 1.6
LMEU150924ZNEN-MJ E with o o 5.3 15 9.5 2.4
LMEU150932ZNEN-MJ o o 15.1 3.2
IReplacement parts
Descriptions Parts Cat. No. &o
. ASN10R... ASN12R... ASN15R...
Applicable cutter | "t 10R... TSN12R... TSN15R...
Clamping screw SM40-143-HO0 CSTB-5L159
Wrench Bl.t BT15S BT20S
Grip H-TB H-

SIIIA OV.L

[ @ : Stocked items)

sales@jnterui.com 9-135



ASN /TSN

TECSLOT

O Replacement parts
Work materials Hardness Priority Grades |Cutting speed|Chip thickness
(HB) Vc (m/min) t (mm)
Low carbon steels First choice AH725
C10E eto <200 — _ 90 - 180 0.13-0.25
: Priority for impact resistance | AH140
; First choice AH725
High gi?°;' LS 200 - 300 90 - 180 0.13-0.25
etc. Priority for impact resistance| AH140
First choice AH725
Ay szl 150 - 300 90 - 180 0.13-0.25
42CrMo4 etc. Priority for impact resistance | AH140
First choice AH725
. 40-2’% S\t,%e:S : <300 90 - 18 0.13-0.25
VIOV IELCs Priority for impact resistance | AH140
Stainless steel ?
: - - AH140 90 4200 0.13-0.25
X5CrNi-18-9 etc.
A
Grey cast irons
GG25 etc. = A 120 - 230 0.13-0.3
150 - 250
D”‘gg%igsét?"s - 120 90-150 0.13-0.2
Titanium alloys o AH725 30 - 40 0.07 - 0.13
Ti-6Al-4V etc. : : : =
N'fr'f:c',}lb:l‘%eg Zl':ys : e o AH725| 20-35 0.07 - 0.13
n
S ® Chip thickness “t” 0 Slotting with a slot milling cutter
®) ® Chip thickness “t” is one of the most importanfifactors for =
|<£ chip evacuation in slot milling. t=2xfzx \l(ae / oDc) x (1 - (ae / eDc)
® Hence, setup feed per edge line (fz) sh e galculated
according to chip thickness (t). fz=t/2/ J(ae / eDc) x (1 - (ae / oDc)
oDc : Tool diameter (mm)
fz :Feed per edge line (mm/t)
ae :Depth of slot (mm)

sales@jnterui.com
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TAC side milling cutters

SVN4000 0" 2.1 paked
2100 ~ 200 mm Steel  Castlron Non-ferrous

For slotting of steels, cast irons and aluminium alloys
Slotting
Unit: mm
Cutter | Tool Mounting hole . Hub
Stock | “gia. | width | No.of dia.od - |Hubdia.| iy N Foarts
Cat. No. staggered Insert in b,
M| W | eDc ) lines (Mx e (Ir\llgh) oDp T Screw |Wrench
SVN4100-5M/W| @ 5 8 SNEN12T22T/F~ CST-3.58
SVN4100-6M/W| ® 100 | 6 2 10 10 [csTass
SVN4100-8M/W| @ 8 4 12 8 |CST-3.5
SVN4125-5M/W| @ 5 ) s2 | 3175 48 8 CST-355
SVN4125-6M/W| @ 125 6 10 12
SVN4125-8M/W| ® 8 4 12 CST3.5| 1.9p
SVN4160-5M/W| @ 5 5 8 SNEN12T2ZT/FN CST-3.55
SVN4160-6M/W| @ 160 6 58 1 16
SVN4160-8sM/W| @ 8 Z NEN1233ZT/FN CST-3.5
SVN4200-5M/W| @ 5 , 40 | 381 SNENT2T2ZT/FN CsT3.59
VN4200-6M ® 200 6 0 20
§VN4200-8M/IVV3 ° ) Z & 72| SNEN1233ZT/FN CST-3.5
@ Notes on specifications of specials made to order ® Nomenclature
(D The cutter widths (8) are available in a range from 5 mm SVN4DDD_D_M/W
@ The maximum cutter diameter available is 960 mm. Cutter dameter T"A‘A’Lﬂ:‘g ol spec
(3 Special mounting specifications are also availableG st. 4
>
linserts 2
SNEN12T2Z(IN sots NEN1233ZON ., &
<
H
)
Grades
Cat. No. Accuracy Honing Uncoated
UX30 TH10
SNEN12T2ZTN With ()
Without [
E With D
Without [
Q Standard cutting conditions
Work materials Grades Cutting speed V¢ (m/min)
Carbon steels (< 300 HB) Uxs3o 80 - 120
Die steels (< 300 HB) UX30 60 - 80
Cast irons TH10 80 -100
Aluminium alloys TH10 600 - 1000

Note: SVN4000 type TAC mills should be used only for roughing. Attainable accuracy of groove
width is £0.1 mm.

e No. of revolutions n (min'") = Cutting speed V¢ (m/min) x 1000 + 3.14 + Cutter @ (mm)
* Feed speed Vf (mm/min) = n (min"") x Feed per tooth f; (mm/t) x z (No. of inserts) [ @ : Stocked items. |

sales@j nterui.com Relati Technical Reference
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Mounting Details for TAC Mills

- . Dimensions (mm)
Cutter diameter (mm) | Figure o | odz | od | b a 5
050, 652, 63, 866 ® 18 | 10 | 22 | 6.3 |10.4| 20
® 20 |13.5 22
280 ® 38 | — 27 | 7 124 26
0100 f; 2 175 35 | g 144 2
5 —
32
0125 ® 56 | —
2160 (2150) o | = =49 16475
2200 © - | -
0250 © - | — | 60|14 |25.7| 38
0315 (0300) ®) - | -

od
1
I
od2
od1
2130
od
A
J

i}
=
<C
l_

Note:Can be mounted with a commercially Notes: ay slot of 2200 mm cutter is opened through.
available hex. socket head screw. of 200 TAC mills are not provided with 827 counter sink.

2
b A
/ /?
=== ©
T By ——— s
0
LR :
LOSY L]t

1
|
017

Il
.

|
1
022
032

sales@jnterui.com
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TAC Milling Inserts

IGuideIine for Selection of Inserts for Milling

[P] Steels [K] Cast irons([M] Stainless steels) |l [M] Stainless steels [N] Aluminium alloys
HJ

Large Large Large
= MH £ =
o o (o]
2 2 L
o] 5 5
[eX o a
O o ie]
[0] (] (0]
2 2 L
2 coootel-- 2 \ 2
= : L MJ \ S N 5
€ L T € A IS
5 I,
io-J--_2a flattened rake -
ML face
Small Small Small
Increasing Increasing

Cutting force Cutting force

IFeatures of Inserts for Milling

MJ

e The inserts have functional curvatures at cutting
edges and relief faces.

e General inserts with both impact resistance an
the function of cutting force reduction.

HJ

¢ Allows super high feeds as high as 1.5 to
those of general purpose inserts.

e Even under high machining load at high, feeds, en-
sures superior impact resistance and low cutting
forces. (Maximum depth of cut: )

ML

with MJ type
curs in using MJ

e | owered cutting force compal
e Applicable when chatt

Waor|

.aterials

[P] steels

Cast irons
Ductile cast irons

([M] Stainless steels)

\

AJ erts with
lattened rake
face

o

Increasin
force 9

Cross sections of the

cutting edge (Outline figure)

Land width
Rake angle
Land width
[t
Rake angle
Land width
4>H+

Rake angle

i

MS

@,
s cutting force compared with MJ type
eiFor stainless steels (and mild steels)
Applicable for burr reduction.

type. ‘
Land width
e Suitable for feed milling. D
MH e Availabl hipping occurs in using MJ type. Rake angle
e Tough iority.
Land width

Stainless steels
(Mild steels)

ake angle

3

AJ

¢ For non-ferrous metals such as aluminium alloys etc.
e Inserts have sharp edges and mirror like rake faces.
¢ Applicable for burr reduction.

Aluminium alloys
(Non-ferrous metals)

Rake angle

I

sales@jnterui.com

SIIIA OV.L

9-139




TAC Milling Inserts

I Inserts
@ADMTIII]08PR-MJ

Stocked grades
>
) g’ Coated Applicable
Shape Cat. No. 5 € olo TAC mills
0| 2 a8
O| T |=|=|® (Page)
< I I o
< < |-
e ADMT130308PR-MJ ® 0 o ELP-A
a ADMT17T308PR-MJ M With @ | ®| @ sed for end
in@edge)
ADMT210408PR-MJ [ BN BN ) ~ 9121
@AECWOOOOPES/FR, AEMWOOOCOPES/T/FR V
Stocked grade Qﬁ
>
0 g’ Coated Cermet a Applicable
Shape Cat. No. 5/ € olo = TAC mills
3| £ |88 Yo | 3 (Page)
< Iz ) I X 9
< | O =2
AECW1403PESR With | @ | @ ° o oducts)
AECW16T3PESR With | @ 0& ° ° oo moducts)
C
AECW1804PESR o o EPE6000
(Former products)
g AECW1804PEFR ([ ] ([ ]
» EPE4000
= AEMW1403PETR o (Former products)
O ) EPE5000
< AEMW16T3PETR M | with ° ° (Former products)
AEMW1804PETR With o ([ o EPE6000
(Former products)
AEMWH1 804% Without ([ J

@AOLIT070200IP J/HJ/AJ TUNGREC

Stocked grades
>
o g g Coated Uncoated Applicable
Shape Cat. No. 3 5 v o w TAC mills
o T QI 2 (Page)
< I = )
g | < X
AOMT070202PDPR-MJ [ BN )
AOMT070204PDPR-MJ [ BN )
AOMT070208PDPR-MJ M | with @ | @
i EPOO7R
@ AOMT070216PDPR-MJ [ BN ) TPOO7R
-MJ AOMT070208PDPR-HJ o o ~ 9-58 |
AOGT070204PDFR-AJ G | Without ([
[ @ : Stocked items. |
sales@jnterui.com
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TAC Milling Inserts

@®AOLIT1805]JIPDLIR-MJ/AJ UNGREC
Stocked grades
§ E’ Coated Uncoated Applicable
Shape Cat. No. 5| € wn|lo W TAC mills
8 :Io: ﬁ f"- l‘.l_') (Page)
< I I 0
< | < X
AOMT180508PDPR-MJ ([ BN )
AOMT180516PDPR-MJ o o
M | with EPO18R
"y AOMT180524PDPR-MJ ° o TPO18R
AOMT180532PDPR-MJ ([ BN ) O 2964
AOGT180504PDFR-AJ o
4 7' G | Without
= | AOGT180508PDFR-AJ [
-AJ
L 2

O®APMT120416PR-MJ ﬁ o

Stocked
>
g o Coated w Applicable
Shape Cat. No. § 'g 2 o ¢ TAC mills
2| Tt g (Page)
:F 0O
APMT120416PR-MJ M| with @ @
TZP12
e 2 9122
@APMTJICI08PN-MJ 0 g
Stocked grades =z
> =
ol 2 Coated Applicable 2
Shape Cat. No. = TAC mills
o 9|0 |Q
‘ 8| £ (N3 8 8 (Page)
< I I I H
< < |0 |-
ELP-A (9121
APMTO07030 J oo o0 o (oiet for both ond
APMT09F388PN-MJ M| with @@ ® @ and peripheral edges)
APM 8PN-MJ ( BN BN BN J

[ @ : Stocked items. |
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TAC Milling Inserts

OASIT11T3LOPDCIR-MJ/MS/AJ GREC
Stocked grades
§ > Coated DLC coated Cermet|Uncoated Applicable
t ] ° -
Shape Cat. No. g :Ig: ,_é., g § g 18_ 2 g § § Tl(\:a;;;ls
IZ XL L I |+ (/2] (2} (2]
< < < I FF Q| z ¥
ASMT11T304PDPR-MJ o0 o0 °
w ASMT11T308PDPR-MJ o0 3 °
ASMT11T312PDPR-MJ o0 °
MJ T ASMT11T316PDPR-MJ M | With @ | @ ° °
..., | ASMT11T320PDPR-MJ ° ﬁg]}
W ASMT11T330PDPR-MJ ° ELS11
vs | ASMT11T304PDPR-MS o o v TLS11
ASGT11T304PDFR-AJ ° ° eez]
ASGT11T308PDFR-AJ @ | wihou Oﬂ °
&= O
-AJ
OAS[IT1705]CJPDIR-MJ/MS/AJ o
& Stocked grades
§ Coated DLC coated Cermet|Uncoated| Applicable
o S :
Shape Cat. No. § g ‘8_ ?_ g © g § "g" TI(\:a;nel;ls
< I T I &+~ w | 0w 0
0 I < < FF o 2z ¥
s ASMT170504PDPR-MJ e ° o0 °
Q ' | ASMT170508PDPR-MJ ° o0 °
= ASMT170512PDPR-MJ ° °
ASMT170516PDPR-M v | win ° ° °
ASMT170520PDP °
ASMT170530P, °
ASMT170532PDPREMY o o o i
ASMT17o§pPR-Ms o0 _ 9-89 |
ASGT1 DFR-AJ G | ° °
AS 8PDFR-AJ ° °
L/
Al )\

[ @ : Stocked items. |
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TAC Milling Inserts

OCPMW/TOOOCO8EN
Stocked grades
>
g 2 Coated  |Uncoated Applicable
Shape Cat. No. 5 € |o TAC mills
3 :l? 9 8 (Page)
< I X
o )
=g CPMWO050208EN ° [ ]
’ CPMWO06T208EN M | with | @ ([ J EVP1000
o (Former products)
CPMTO080308EN ° [ ]
@DCMWIITIICI04TN éo
Stocked grades &
>
o g? Coated Applicable
Shape Cat. No. 5 Elolo TAC mills
8 £ |8 g (Page)
< T2 2 9
g | <
o DCMWO070204TN [ BN )
M | With EBP
DCMW11T304TN o 0 & 2 9-118]
ODPCW11T3ZFR
ked grades
>
§ g’ Co Cermet Applicable
Shape Cat. No. § §=:, g T?:am;;ls
< ] g
2
DPCW11T3ZFR ' ] 4
TZFU o z
<
OEDKWS53ZT/FR 7]
‘ Stocked grades
>
Q § g’ Coated  Uncoated Applicable
Shape & : 3 § S - TAFC;': mills
g = ¢ 2 el
o o)
EDK EDKW1504EDTR | K | With | @ o
. ) ESD5000
: 0 (Former products)
@GDLIT COPDCIR-MJ/AJ
Stocked grades
:-? g’ Coated DLC coated Uncoated Applicable
Shape Cat. No. 5| € o TAC mills
6 o olo
< < 3P & |3|F
P GDMT10H3PDPR-MJ M Wwth @ ® @ @ )
GDGT10H3PDFR-AJ G |Without Y ®
-MJ ESD10
~
~ 9-116
-AJ

[ @ : Stocked items. |
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TAC Milling Inserts

@®LMEUOOIOICCZNEN-MJ TECSLOT
Stocked grades
§ © | Coated Applicable
Shape Cat. No. 3§ }é’ g ‘g_ TA: mills
I T I X X (Page)
< < | <
LMEU100808ZNEN-MJ o o o ASN10R
LMEU100816ZNEN-MJ Elwin ® ®® TSN10R
LMEU100824ZNEN-MJ o o o P —
LMEU100832ZNEN-MJ o o o
LMEU120808ZNEN-MJ o o o X N12R
LMEU120816ZNEN-MJ E lwin @@ ® TSN12R
|
LMEU120824ZNEN-MJ o o o PR
LMEU120832ZNEN-MJ o o o ? sl
LMEU150908ZNEN-MJ o o o A ASN15R
LMEU150916ZNEN-MJ Elwin ® ®® TSN15R
LMEU150924ZNEN-MJ o o o —
LMEU150932ZNEN-MJ CHN ) o\ —
OLMMUOOOOOOPNER-MJ TECMILL
Stocked grades
§ Coated Applicable
Shape Cat. No. 2GR 219 2w TAC mills
Elz |z 2|F (Page)
(3] -
< < < F | F
= LMMU110708PNER-MJ o o o 0o o
= EPM11
O LMMU110716PNER-MJ e o o o o TPM11
= LMMU110724PNER-MJ o o o o o TLM11
LMMU110732PNER-M W @ @ @ e e — s8]
|
LMMU160908PNER e o o o o
-MJ LMMU160916P, e o 0o 0o o TPM16
LMMU160924 MJ o o o ° -~
LMMU16($NER-MJ o o o ° s
s\
[ @ : Stocked items. |
sales@jnterui.com
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TAC Milling Inserts

O®LNMUO303ZER-MJ/ML EEDMINI
- Stocked grades
S| o Coated Applicable
- (= (NEW) .
Shape Cat. No. 3 € vl ol B TAC mills
ol 2 |8 @ S (Page)
< T I 2
< < | <
LNMUO303ZER-MJ ) ® 0 o
Fﬁ, M | With
: LNMUO303ZER-ML ® 0 o
-MJ EXNO3
ﬁ‘x Wi *
~ 993
-ML |

OLNMUO6X5ZER-MJ/ML

4
.
90 DOFEED

- S‘ke rades
g o Coa@ Applicable
Shape Cat. No. 3 'g 0 o TAC mills
& T R & (Page)
< <
LNMUO6X5ZER-MJ M i e 6 6 o
LNMUO06X5ZER-ML [ AN BN )
o EXNO06
«_9-93
z DOREC
.LQMUDDDDDDPNQJ T a—
Stocked grades
> a
= o Coated Applicable
Shape 0 Cat. No. 3 E o ole TAC mills
3 NS (Page)
"0 < T Exz
| < | <
MU110704PNER-MJ ® 0o o
LQMU110708PNER-MJ ( BN BN J E/TPQ11
LQMU110716PNER-MJ ® 0 o 2 9-57 |
LQMU180804PNER-MJ M| With @ @ @
LQMU180808PNER-MJ [ BN BN ) E/TPQ18
LQMU180816PNER-MJ ® 0 o = 957 |
LQMU180824PNER-MJ ® 0o o

sales@jnterui.com

[ @ : Stocked items. |

SIIIA OV.L
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TAC Milling Inserts

@ONOUOOOOANOO-ML/MJ/W DOOCTO
[TunGAaLOoY
Stocked grades
§ o Coated Applicable
Shape Cat. No. 5| € woloP TAC mills
Q O dla|lsT|®
© | T KR (Page)
< o -
<< < -
ONHUO0705ANPN-MJ ([ o
ONHUO0705ANTN-ML H ® 0 0 x
"ML | ONHUO0705ANPR-W With | | @
ONMUO0705ANPN-MJ M o o
ONMUO0705ANPN-ML o *
-MJ 943
-W

&
()@ DOPENT

O@PNCUO0905GNCR-MJ/W/AJ

rades
§ Coated Uncoated Applicable
Shape Cat. No. 5 TAC mills
(3]
3] = (Page)
< T
-
PNCU0905GNER-MJ
PNCUO0905GNER-W C
PNCUO0905GNFR-AJ °
0
s
O E/TENO9
= RYY; ~ 9-40
o e
-AJ | &
@®RCMTLIICITEN- @/MJ RCMTOCICCFN-NAJ ROUNDSLIT
Stocked grades
0 §‘ o | Coated| Uncoated Applicable
Shape ‘ Cat. No. ’é g LR TAC mills
S T EXIIp (Page)
< < <X
RCMT1204EN-NMJ oo o
RCMT1606EN-NMJ oo e®
RCMT1204EN-MJ " Wih g le @
RCMT1606EN-MJ o0 o
RCMT1204FN-NAJ . °
RCMT1606FN-NAJ Without ° E/TRC12,16
@ : Stocked items
. . % : Available from 2013
sales@jnterui.com
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TAC Milling Inserts

®RDMWO05/07/100J2M0
Stocked grades
§ o Coated Applicable
Shape Cat. No. § g Q TAC mills
&J T I (Page)
<
RDMWO0501MO0 o HWDO05  9-126
e RDMWO0702MO0 M | With @ HWDO07  9-126
RDMW1003MO0 o HWD10  ¢-126

@®RDCM1203T/FN, RDMA1203T/FN

- Stocked grades
Shape Cat. No. L. Gl § g o V ﬁiﬂlzll)llse
Cat. No. 3 :E § (Page)
< X ‘ﬂ
RDCM1203TN RDCM1203MOTN c With | @
a RDCM1203FN RDCM1203MOFN Without ERD4000
RDMA1203TN RDMA1203MOTN With| @ (Former products)
RDMA1203FN RDMA1203MOFN M Without

O®RDM([]1204ZD[IN(-MJ), RDM[J1606ZDLIN(-MJ)

Stocked grades
E;‘ oated | Uncoated Applicable
Shape Cat. No. 3 < YE=-JE-E-1PN TAC mills
< <<< 25 2
Q RDMT1204ZDPN-MJ o oeocoe TRD12 o]
RDMT1606ZDPN-MJ eo0o0o00e TRD16  (Zesio
-MJ M | With
RDMW1204ZD o o o TRD12 (a0
RDMW160 Y Y °® TRD16 2 9110

@RFEN20 /FN
Stocked grades
3' o Coated Uncoated Applicable
o = .
Shape Cat. No. 3 g 28 olo TAC mills
g T 5¥ § 2 (Page)
< O ¥|D
RFEN2004MOTN With [ [ 2K J
RFEN2004MOFN £ Without TRF6000
RFEN2004ZFTN With | @ | @ [ 2K J ERF6000
RFEN2004ZFFN Without 2 9112

[ @ : Stocked items. |

sales@jnterui.com 9-147



TAC Milling Inserts

OSCMTIJ08-23

Stocked grades
§ =2 Coated Applicable
Shape Cat. No. 5 €t o TAC mills
3 :? o (Page)
< T
<
SCMTO09T308-23 ° EED  COENR
SCMT120408-23 M | With | @
O°
O®SD[IN1203AETN, SDCN1203AEFN-D, &
SDCJR1203AETN-MJ, SDKR1203AE[1[1-M]
Stocked grade
2 o Coated aprdedl | Applicable
ISO Metric O £ .
Shape Cat. No. 3 € olooloQ o TAC mills
Cat. No. 8 & |9* a2y Yool (Page)
< T IR ® 3 T X% <
Q<< <@ |- (Z2 2D
SDKN42ZTN SDKN1203AETN-12 With | @ @ @ o [ N J o
SDKN42ZFN SDKN1203AEFN-12 K Without (] TMD440!
SDKN42ZTNCR | SDKN1203AETN-CR | ° TGD4400-A
S SDKN42ZTN16 | SDKN1203AETN-16 ' ° TFD4400-A
e ~ |SDCN42ZFN-DIA | SDCN1203AEFN-D | C out o RI-S32
| | SDMR1203AETN-MJ L o )
SDKR42ZPN-MS SDKR1203AEPN With )
» -MJ | SDKR42ZSR-MJ soxmzosmsg [ o000
s [ “DX140” : Packing quantity=1 pcs|
(@]
=
O®SDIN53Z[IN[], SDKR53ZS
0 - Stocked grades
_ o =] Coated Cermet Uncoated | Applicable
Shape Cat. No. ISOMetric | 51 2 [ololalalo] |o TAC mills
Cat. No. < & N0 T A6 N8 28 (Page)
< I T I &H 0o X
<< 0\ 2 2+ D
SDCN1504AETN c With L3 )
SDCN1504AEFN Without
SDEN1504AETN E With ( QA [ ]
SDEN1504AEFN Without @
SDKN53ZTN SDKN1504AETN K With @ @ @ @ o e o
SDKN53ZFN SDKN1504AEFN Without [ ] TMD5400RIE
: A | SDEN53ZTN20 |SDEN1504AETN-20 | E o 2 950 |
SDKN53ZTN16 |SDKN1504AETN-16 | K o
-MJ SDEN53ZTNCR |SDEN1504AETNCR | E | With [ )
SDKN53ZTNCR SDKN1504AETNCR | K [ )
SDKR53ZSR-MJ| SDKR1504AESR-MJ | K e e
@ : Stocked items.
A : Shortly unavailable
sales@jnterui.com
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TAC Milling Inserts

@SDMT050204PN-MJ, SDHT050204FN-AJ TUNGQUAD
Stocked grades
§ o Coated  Uncoated Applicable
Shape Cat. No. § 'g 9 ° TAC mills
e | T E X |E (Page)
< <3 |E
SDMT050204PN-MJ M | With (@ @
SDHT050204FN-AJ H  Without ® TPDO5
-MJ EPDO05
_ LDO5
~ 2 970
T
-AJ
O@SD[T1204AFIN-[1]
Stocked grad
§ 2 Coated Applicable
Shape Cat. No. = £ 12188 ¢ ° TAC mills
8 | 2 |T|T|2 25 A= (Page)
< << <0 A=
SDMT1204AFPN-MJ o0
SDMT1204AFTN-MJ 0
M
SDMT1204AFPN-ML With ™ TAD12
SDMT1204AFPN-MS ° (Former products)
SDGT1204AFTN-MJ o o 0 -
-AJ SDGT1204AFFN-AJ ithout Y 2
=
O®SD[T1204PDIR-[1] *
0 Stocked grades
6 §' @ Coated Cermet |Uncoated|  Applicable
Shape Cat. Nos § g 2883 ) 3= ° TAC mills
o | T ZIER 2= |58 |=E (Page)
& I TIIXH 09 |T
<< <62 |Zz|2 |F
SD @DSR-MJ I
04PDTR-MJ 0
M1 with
T1204PDPR-ML ith @ |@ TPD12
DMT1204PDPR-MS [ (Former products)
SDGT1204PDTR-MJ . o o o0
SDGT1204PDFR-AJ Without ®

[ @ : Stocked items. |

sales@jnterui.com 9-149



O®SE[IN1203AG[I[], SEKR1203AGSR-MJ
Stocked grades
> .
) o Coated CemefUncoated Applicable
. No. 5 'c TAC mill
Shape Cat. No § § g g g § § g w § o9 ( |:(’3am(;)s
< I X H T Wl T X g
<< <O |- |- 2D
SECN1203AGTN c With
SECN1203AGFN Without o
SEEN1203AGTN With [ BN AN | o o o o
SEEN1203AGFN E Without o
SEEN1203AGTNCR [ AN BN BN J o 'S
SEEN1203AGTNCR-14 With o
SEKN1203AGTN o 6 6 6 0 ©° TME4400I
SEKN1203AGFN K Without
SEKN1203AGTNCR . TME4400B
SEEN1203AGTN-T c With ° °
SEEN1203AGFN-T Without @ 949 |
SEKN1203AGTN-T With [ o [ ]
SEKN1203AGFN-T K | Without ®
SEKR1203AGSR-MJ With @ o
SEKR1203AGPN-MS o
O®SNCIN43ZT/FN, SNKF43ZT/FN
Stocked grades
> , .
o ot N ISO Metri g Coated <:(:ermet Uncoated Ceramzs ﬁ[;%l(::lll)llse
P ape at. {o. Cat.N 3| & 82 |fo |oe 82
= 2 T mrE B8 T %% (Page)
o -~ (2|2 |F|D o
= SNCN43ZTN SNCN NTN | win N °
SNCN43ZFN S NFN Without o
SNKN43ZTN N1204ZNTN With @ | @ [ ) o o TGN4200-A
~ | SNKN43ZFN &SNKN1204ZNFN Without Lo ]
=" K
SNKF43ZT SNKF1204ZNTN With [ } o
SNKF4 SNKF1204ZNFN Without o
OSNA[C] , SNC[I56FTR/L
- Stocked grades
O | O |Cermet i
ISO Metric g £ eme Appllca_ble
Shape Cat. No. 5 | € TAC mills
Cat. No. o O |~
O I 9 (Page)
< S
X
SNAA56FTR SNAC1509PNTR @ MS cutter
A | With (Former products)
SNAG56FTR SNAJ1509PNTR
[Packing Quantity=4 pcs. |
[ @ : Stocked items. |
sales@jnterui.com
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TAC Milling Inserts

OSNEN12T2Z[IN, SNEN1233Z[IN

- Stocked grades
§ g’ Uncoated Applica_ble
Shape Cat. No. § Jg: g T?FC’: ml;ls
x age
< T |5E
SNEN12T2ZTN With | @
H . | SNEN12T2ZFN : Without| | @ SVN4000
SNEN1233ZTN With | @ 2 8137 |
— N
SNEN1233ZFN Without| | @ i
@SNMNOOOD 4 &'
- Stocked grades
- > Coated | Uncoated |Carami ﬁ Applicable
5 = TAC mill
Shape Cat. No. § :'g: g glelo S (:am;)s
< I o - X X 9
< | +=|D (&)
SNMN120408TN )
SNMN120412TN o000 )
SNMN120416TN || () TGN4200-A
SNMN120420TN M | With & Py
. 9-53
SNMN120424TN )
SNMN190412TN A
SNMN190416TN )
< :
)
Z
@SNMU1706ANCIR-ML/MJ, SNHEI706ANCIO-MJ/W DOQUAD =
- Stocked grades
‘ [ o Coated Applicable
Shape Ca 0.0 3| 5 lwolo® TAC mills
g T EEIC (Page)
T T I~
< < <|-
R-MJ With e o
ANTR-ML H| o x
08ANFN-W Without| | @
-ML =
1708ANPR-MJ M | with e o TANO?
! _— NMU1708ANTR-ML o x —
-MJ
@ : Stocked items
A : Shortly unavailable
% : Available from 2013
sales@jnterui.com 9-151



TAC Milling Inserts

O®SPHA431FNW, SPHA435FNW

- Stocked grades
ISO Metric § E’ Cermet|Uncoated App||ca-b|e
Shape Cat. No. = c TAC mills
Cat. No. 3 :IO: Q =) (Page)
< tgE
SPHA435FNW SPHB120420FN-W | H |Without| @ o TFD4400-A
f/ (Former products)
| a-\‘ TFP4000IA
[ b (Former products)
| — SFP4000
‘J 9-130
@®SPMP831DS, SPMP/MJ2ERD V
Stocked grades q
>
. © | @| Coated X 2 Applicable
ISO Metric | £ .
Shape Cat. No. 3| €= TAC mills
Cat. No. O | O | m»
o | I | (Page)
< ™
[
~ |SPMP831DS SPMT060204-DS ®
SPMPO042ERD SPMP080308ER-D ( TCB
SPMM322ERD SPMTO090308ER-D MY B
==
SPMM432ERD SPMT120408ER-D e
O®SPMR1605PPR-M[]
g% Stocked grades
S D o Coated  |Uncoated Applicable
© c
g | Shape Cat. No. 5 | £ |38lolw o TAC mills
= [] M D o) P
T I|plr- Y (Page)
‘ O F |- D
... |SPMR1605PPT ( 2K X J [
| SPMR1605P M | With | @ @ °® TPP16RIE
| SPMR1605RPPR-ML ° o o8 |
-MJ
- i‘--
—_—
-ML
[ @ : Stocked items. |
sales@jnterui.com
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TAC Milling Inserts

O®SP[1[11203
- Stocked grades
s ot N ISO Metric § g S oCgated Coermet Uncoated Ceramiocs I:!Zﬂlf:::lse
ape at o Cat. No. 26 8388 %2 Facegdr
&2 |5|T23IE| |BIB|EIE|R|k| (Peee
<< O |- ZZ2F>DWwLo
SPEN423TN SPEN120312TN With ( J o @
E
SPEN423FN SPEN120312FN Without o
SPCN42STR SPCN1203EDTR ( X ] [ )
With
" | SPCN42STL SPCN1203EDTL
C
SPCN42SFR SPCN1203EDFR o
Without TGP
SPCN42SFL SPCN1203EDFL 4100RBAE
SPEN42STR SPEN1203EDTR ) 2 951 |
E
SPEN42STL SPEN1203EDTL
With
SPKN42STR SPKN1203EDTR (2N A X J o ( N )
. SPKN42STL SPKN1203EDTL [ ) [ )
. E
||j i‘J SPKN42SFR SPKN1203EDFR o
5 Without
.__!T SPKN42SFL SPKN1203EDFL o
SPGN120312TN G o
SPKR42SSR-MJ SPKR1203EDSR-MJ iEWith o
©SQMU1203ZSR-MJ c |e DOFEEDQUAD ™
Stocked grades O
=
o | Coated Applicable =
Shape Cat. No. £ wlole TAC mills
LY 3 : 8528 (Page)
o T I I age
< < << 2
SQMU1206ZS M With | @ @ @ @
o T™XQ12
0 ~ 9-99

sales@jnterui.com

[ @ : Stocked items. |
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TAC Milling Inserts

@SWI113T3AFCR-0I] TUNGMILL

TUNGALOY

Stocked grades
§ = Coated coaiga|Cemet Unoded Applicable
Shape Cat. No. 3 g 2lglglaln = § QB TAC mills
3 T =< =9 = - K|S (Page)
< T T T|H = T o v o
< < | = | - O 02 X
SWMT13T3AFPR-MJ ( AN BN BN BN J o
SWMT13T3AFER-ML ®
SWMW13T3AFTR M with | @ o o ° AW13
SWMT13T3AFPR-HJ { AN BN BN BN J g 2 9-45 |
SWMT13T3AFPR-MS o o
SWGT13T3AFFR-AJ Without ®
G
SWGT13T3AFPR-MJ With | @

i}
=
<C
l_

[ @ : Stocked items. |

sales@jnterui.com
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TAC Milling Inserts

@SW(I11304PDCR-C10] LENGEMILL
- Stocked grades
: 2 Coated cosied Cemet Uoded Applicable
Shape Cat. No. 3 E |ololo Slolw TAC mills
g | 2 |9|2F 8|2 C|X|8 (Page)
I I I o v n N9
< < < |F F Q| z|x
SWMT1304PDPR-MJ 00 00 °
SWMT1304PDER-ML M | with @ TPWA3
SWMT1304PDPR-MS o0 pup
SWGT1304PDFR-AJ Without ° °
G
SWGT1304PDPR-MJ With | @ .Q :
o

&0
&

OTECNS32Z[1], TEEN32Z[1[], TECNQR-DlA, TEKR1603PEPR-MS %
o Stocked grades %
. § 2 Coated Cermet | Uncoated F-DA Applicable
= TAC mills
Shape | Cat No. Qo 8 £8398882 Saog ¥ rew
IITIIIIo~ 0o xT/X [X
& << <O+ ZZ~>D |0O
TECN32ZTR TECN1603PETR - oo o
TECstzTo TECN160GPETL
TECN1603PEFR | °
Without
TECN1603PEFL st
TEEN1603PETR iy @0 @0000 oo |0 3000R(IA)E
TEEN1603PETL | _ paana
TEEN1603PEFR °
TEEN32ZFL TEEN1603PEFL Without
TECN32ZFR-DIA | TECN1603PEFR-D| C °
TEKR1603PEPR-MS K | With °
-MS

[“DX140”: Packing Quantity=1 pcs.|

[ @ : Stocked items. |
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TAC Milling Inserts

OTE[IN43Z[1[], TECN43ZFR-DIA, TEKR2204PEPR-MS

- Stocked grades
ISO Metric ) = Coated CermetUncoated | T-DIA | Applicable
Shape Cat. No. Cat. No. 5| € TAC mills
§ 2 8838332 Sgo3 8 (Page)
< ITITZIST 08 ITX xx
g <|<|< O Z2Z2F> |00
TECN43ZTR TECN2204PETR With o0 O
TECN43ZTL TECN2204PETL c
TECN43ZFR TECN2204PEFR , °
4 Without
s’ TECN43ZFL TECN2204PEFL TSE4000IA
TEEN43ZTR TEEN2204PETR wi, @ ®00eee oo o TS
-
f _  TEEN43ZTL TEEN2204PETL E -
4 | TEEN43ZFR TEEN2204PEFR Wit
_DIA TEEN43ZFL TEEN2204PEFL
TECN43ZFR-DIA | TECN2204PEFR-D| C | Without ﬁ PN
s TEKR2204PEPR-MS K | With o
- \\x ..
-MS

[“DX140”: Packing Quantity=1 pcs

A

O®WDCN42ZFR-DIA

0 Stocked grades
>
= > T-DIA Applicable
Shape Cat. No. B 5 € o TAC mills
3] O |«
2 O| T | (Page)
> < X
o
2
= WDCN42ZFR-DIA SD SAEFR-WD C |Without| ® (Former products
o <
Wiper inserts
0= [“DX140” : Packing Quantity=1 pcs.|
X N\
.SPAX1%§)FR-W
Stocked grades
> .
. = =2 Cermet | Uncoated Applicable
Shape Cat. No. '360 :V':t”c 5 g TAC mills
at. NO. [oe) o
3) = P
2 T8 = (Page)
4 =
WPAN42SFR SPAX1203EDFR-W A |Without| @ ()
TGP4100BAE
~ 951
" ———
Wiper inserts
(Two corner type)
[ @ : Stocked items. |
sales@jnterui.com
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TAC Milling Inserts

O®SPAX1203EDFR-WS

Stocked grades
) § =] Uncoated Applicable
Shape Cat. No. |s;:o t""ﬁt"c S| £ | TAC mills
at. No.
g Tz (Page)
=
WPAN42SFRS SPAX1203EDFR-WS A |Without| @
TGP4100BAE
« 9-51
s
Wiper inserts
(Two corner type)
EED

OWPMW/TOOOOOOZOR-(MD)

Stocked grades
>
§ g Coated Applicable
Shape Cat. No. 3 5 |olglelole TAC mills
3 £ 99 ¥ 8¢9
< I TS T (Page)
< < < - <
WPMWO05H315ZPR ° o0
WPMWO06X415ZPR M ° )
WPMT080615ZSR With | @ | @
WPMT090725ZSR °
WPMTO05H315ZPR-ML ° ° EXPOOSé Oosé
WPMT06X415ZPR-ML o0 TXPOB. 08, 09
WPMT080615ZPR-ML o0 -
WPMT090725ZPR-ML o0 L ediod]
WPMTO05H315ZPR-MH ° ° =
WPMT06X415ZPR-MH ° ° 2
WPMT080615ZSR-MH With | @ ° =
WPMT090725ZSR-MH e 0o o
WPMTO05H315ZPR- °
°
M | with °
°
VS\ FOR-0I01 TUNGMILL
Stocked grades
§ g’ Coated cc?é't%d Cermet| Uncoated [T-DIA Appllcable
Shape Cat. No. § g o § olul | TAC mills
Q I - - N O - (Page)
< T n n o X
G o 2¥ o
WWCW13T3AFER-WS With | @ °
—J TAW13
\_/ WWCW13T3AFFR-WS C ° °
i t 5
. | WWCW13T3AFFR-WD Withou ° s
‘-./
-WD

[“DX140” : Packing Quantity=1 pcs)
[ @ : Stocked items. |

sales@jnterui.com 9-157




TAC Milling Inserts

@XCET310404ER

Stocked grades

Coated | Cermet |Uncoated Applicable
TAC mills
(Page)

Shape Cat. No.

Accuracy
Honing

® AH330
® NS740
® NS530
® UX30

m

XCET310404ER With

’ ECC31

« 9-127

O XHGROOOOOOER-MJ HYBSRID p\ILL

Stocked grades

Coated

Applicable
6“ TAC mills

(Page)

Shape Cat. No.

Accuracy
Honing

XHGR110202ER-MJ
XHGR110204ER-MJ
XHGR110205ER-MJ
XHGR110208ER-MJ
XHGR110210ER-MJ
XHGR110212ER-MJ
XHGR110215ER-MJ
XHGR110216ER-MJ
XHGR110220ER-MJ 0
XHGR130202ER-MJ

XHGR130204ER-MJ
XHGR130205ER-MJ
XHGR130208ER-MJ
w XHGR130210ER G | With
XHGR13021
XHGR130215ER-

o

® @0 @ @ AH730

i}
=
<C
l_

EPH11,13,18
o 975

R18T205ER-MJ
HGR18T208ER-MJ
XHGR18T210ER-MJ
XHGR18T212ER-MJ
XHGR18T215ER-MJ
XHGR18T216ER-MJ
XHGR18T220ER-MJ

m
?
<
c
( BK BN BN BN BN BN AN AK AN AN BN BN BN BN BN BN BN BN BN J

[ @ : Stocked items. |

sales@jnterui.com
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TAC Milling Inserts

OXHGROOOOOCFR-AJ RIDTACMILL
Stocked grades
§ > DLC coated Applicable
Shape Cat. No. 5 c TAC mills
%) o
g | T (Page)

XHGR110200FR-AJ
XHGR110202FR-AJ
XHGR110204FR-AJ
XHGR110205FR-AJ
XHGR110208FR-AJ
XHGR110210FR-AJ
XHGR110212FR-AJ
XHGR110215FR-AJ
XHGR110216FR-AJ
XHGR110220FR-AJ
XHGR130200FR-AJ
XHGR130202FR-AJ
XHGR130204FR-AJ

m XHGR130205FR-AJ

AJ XHGR130208FR-AJ G | Without
XHGR130210FR-AJ
XHGR130212FR-AJ
XHGR130215FR-AJ
XHGR130216FR-AJ
XHGR130220FR-AJ
XHGR18T200FR-AJ 0
XHGR18T202FR-AJ
XHGR18T204FR-AJ
XHGR18T205FR-AJ
XHGR18T208FR-A
XHGR18T210

60

EPH11,13, 18
~ 975

® 000000600 0o o0 0 e e e DS120

SIIIA OV.L

XHGR18T212FR-

f‘

[ @ : Stocked items. |
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TAC Milling Inserts

OXVGTLOOOOOEC-MJ, XVGTOOOOOOEP-MJ,
XVGTOOOOOOFC-AJ, XVGTOOOOOOFP-AJ

HYBRIDTACMILL

TUNGALOY

i}
=
<C
l_

9-160

Stocked grades
5 o Coated | DLC coated Applicable
© c
Shape Cat. No. 5 g = S TAC mills
o %) o
- P
2 T & b (Page)
< a
XVGT06H205EC-MJ o
XVGTO07X305EC-MJ o
XVGT09X405EC-MJ ] o
XVGTO6H205EP-MJ With g V'S
. XVGTO07X305EP-MJ o
Center edge insert XVGTO9X405EP-MJ G °® H
XVGTO6H205FC-AJ ° e7e]
XVGTO07X305FC-AJ [ ]
XVGTO09X405FC-AJ . o
Without
XVGTO06H205FP-AJ [ ]
Peripheral edge insert XVGTO7X305FP-AJ PS
XVGTO09X405FP-AJ [ ] &
OXXGTHOOOOOOEC-MJ, XXGTOOOOOO-MJ, HYSXVODTACMILI
XXGTOOOOOOFC-AJ, XXGTOOOOO
Stocked grades
> Coated | DLC coated Applicable
Shape Cat. No. 5 ‘e o 8 TAC mills
8 =2 R o (Page)
I (72}
< (a
XXGTO6H205EC-MJ o
XXGTO07X305E ([
XXGT09X408 ) ([
P-MJ With °
-MJ ([ ]
. S8EP-MJ ° EXH
Center edge insert G .
205FC-AJ ° o]
07X305FC-AJ ([
GT09X408FC-AJ ' ([
Without
XXGTO6H205FP-AJ o
. . XXGTO07X305FP-AJ o
Peripheral edge insert
XXGTO09X408FP-AJ o
[ @ : Stocked items. |
sales@jnterui.com



TAC Milling Inserts

eXXMUIOOOOPR-MJ

Stocked grades
> .
) > Coated Applicable
Shape Cat. No. 5 T lolo TAC mills
g | 2 |§3F (Page)
< I T
g <
XXMUO08T204PR-MJ [ N )
@ "  XXMU10H308PR-MJ M | ele EVX @ 9114 ]
=t | XXMU12X408PR-MJ With g/ @
XXMU16X508PR-MJ (N ]
O®YDEN1505ADFR/L-D/WD ¢
Stocked grades
>
S o | TDA Applicable
Shape Cat. No. 5 € g # TAC mills
8 | 2 = (Page)
< b3
o
\ YDEN1505ADFR-D E lWithout o
YDEN1505ADFR-WD o
[ 4
General inserts
DAD15 (C 954
Wiper inserts

@®YDEN1505PDFR/L-D/WD

[ “DX140”: Packing Quantity = 1 pcs.|

Stocked grades
>
) > T-DIA Applicable
Shape Cat. No. 'g o TAC mills
| T E (Page)
(o)
smssm | YDEN1505PD _ °
YDEN1505PDFR- B Without g
— <>
General inserts 0 DPD15 _ 980
o EDPD15
Wiper insert
®YPEN1505PPTR/L-Q | “DX140”: Packing Quantity = 1 pcs.|
Stocked grades
>
0 > T-CBN Applicable
Shape Cat. No. ‘g 'g o TAC mills
g | = § (Page)
[
YPEN1505PPTR-Q E With | @
QPP15 (982
[ “BX950”: Packing Quantity = 1 pcs.]
[ @ : Stocked items. |
sales@jnterui.com
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TAC Milling Inserts

@ZDIIACIOOOT/FN
Stocked grades
§ g, Uncoated Applicable
Shape Cat. No. § g TAC mills
o
2 T |3 (Page)
)
_ ZDKAO0704TN i
@ | ZDKA1105TN A
= With TBF1000
" @ |ZDCA0804TN c ® (Former products)
ZDCA1105TN [
@ZDMTIOIOCI-MJ 8

Stocked grades

>
o o | Coated Applicable
©
Shape Cat. No. 5 % ° PR TAC mills
N
2 T |z (Page)
<
ZDMT4005-MJ VM| With ° \ EBD040 (28419
ZDMT5006-MJ ® ¢ EBD050 9119

@ZNCAJOOFN, ZNMMOOOCEN

Stocked grades

<>J' ated i
8 Applicable
Shape Cat. No. 5 TAC mills
Q oo P
» 0 23 (Page)
= T X
S (==
Q ZNCA1002FN2 1)
= ZNCA1203FN o0
ZNCA1603FN . 0
@ | ZNCA2004FN Without! o | g
ZNCA2505FN o0 TBN1000
ZNCA3005FN o0 Ie5i20]|
ZNMM20 °
ZNM N M | With °
ZN EN °
@,
O®ZPET -MJ
Stocked grades
> .
0 > Coated Applicable
Shape Cat. No. -] E olo TAC mills
e | 2 98 (Page)
< I I
<<
ZPET2004-MJ o0 EBP020 (2 9118
Q@l ZPET2505-MJ E | with |® ® EBP025 (29:418]
ZPET3006-MJ (10 EBP030 (218

[ “ZPET3006-MJ”: Packing Quantity = 5 pcs.|

@ : Stocked items.
A : Shortly unavailable
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