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DoTriple-Mill features an improved dovetail clamping
structure and offers triple advantage of using square,
octagonal, and round inserts in the same pocket.
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RIPLE

DOTMILL

Brings a top performance in every operation:
from high feed milling, scale removing,
finish milling ... to stainless steel milling

Il Versatility

3 types of double sided inserts fit in the same pocket
SNMU / SNGU Square insert - Pg. 6 &7

SNMU-MJ SNGU-MJ SNGU-MH SNGU-W

ONMU / ONGU Octagonal insert - Pg. 8

ONMU-MJ ONGU-MJ ONGU-W

RNMU / RNGU Round insert - Pg. 9

RNMU-MJ RNGU-MJ

- Three different pitches are available: standard, close, and extra-close pitches

. ;b: {'—‘"\9 QJ-L /

Standard pitch Close pitch Extra-close pitch

Il Rigid clamping
Dovetail structure provides high clamping rigidity with only one screw
- Improved performance especially in machining high-temperature materials
- Extended tool life Cutting force

y

Dovetail clamping

Prevents insert
movement

A-A cross section
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ACCELERATED MACHINING

Bl Rich grade lineup for every kind of material

- A total of four grades, including two new CVD grades

e

AH3135 B M | AH120 BB 11215 @
Steel  Stainless Steel Cast Iron Cast Iron
- PVD grade for high fracture - PVD grade with a well-balanced - CVD grade with outstanding
resistance wear and fracture resistance wear and chipping resistance
- Most suitable for steel and - Ideal for general machining of - Best for cast iron at high-speed
stainless steel in general steel and stainless steel machining

cutting parameters

e

13225 B M

Steel  Stainless
- CVD grade with excellent chipping and fracture resistance
- Most suited for steel and stainless steel at high-speed machining

PREMIUMTEC

Special Surface Technology

Enhanced coating resistance to chipping

and peeling

- Special surface post-treatment technology improves
surface smoothness

Superior wear resistance in high speed cutting
- A thick alumina (Al20zg) layer improves insert life in a high
cutting temperature generated during high speed machining

Enhanced coating resistance to peeling
- Strong adhesion between the carbide substrate and the
coating layer improves coating resistance to peeling

Bl Application Area

£ & G Bm 4

>~ Steel  Stainless = ast Iron

£ ToCeS z TI215 °

S S

g AHITISS g

> > AHI20

3 3V 3 3y
€ > € y
Stable Unstable Stable Unstable
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I DO TMILL

Il Features of SNMU and SNGU inserts

Double-sided, square inserts with eight cutting edges

- most suitable for a large depth of cut
- Free cutting inserts with excellent chip control

Max ap
=6 mm

The optimized cutting edge height allows smooth chips flow in
cutting smearing materials like stainless steel. Due to a large rake
angle, less cutting force is produced, making the insert optimal for
use even on a less rigid spindle like BT40.

Do‘l'if\ii.l. Competitor

Chip formation in stainless steel milling

s Cutter : TASN13J080B25.4R05 (eDc = 80mm, z=1)
0o TAILL W\ Chips are formed in M Insert : SNMU1307ANEN-MJ AH3135
© optimal | Is f . Workpiece material : SUS304
N ptimal large curls for Stainless 4 d Ve = 150 m/mi

WS smooth evacuation. utting spee (vVe= m/min
Feed per tooth :fz=0.3 mm/t
Depth of cut 1ap =3 mm

. Width of cut :ae =51 mm
ComRetltor Small curls are formed, Coolant : Dry

causing heavy load on the
insert

Cutting force

1000

Cutter : TASN13M100B32.0R08 (gDc = 100 mm, z = 1)
8001 . Insert : SNGU1307ANEN-MJ
Workpiece material : S55C / C55
6000 Steel  Cutting speed : Ve = 200 m/min
Feed per tooth 1fz=0.2 mm/t
400 Depth of cut rap =2.0 mm
Width of cut rae=75mm
200 Coolant : Dry
0

2ioLE Competitor
DOTM“ 1 Competltor p

Cutting force (N)

- Superior surface finish quality

The insert incorporates built-in wipers of for improved surface quality.

Surface roughness

0.35 Cutter : TASN13M100B32.0R08 (gDc = 100mm,z=8)

g 030_|:|ap=0-5 mm Insert : SNMU1307ANEN-MJ AH3135 x 7
S | Eep=20mm Steel / SNGU1307ANEN-W AH3135 x 1

ﬁ 0.251 Workpiece material : S55C

& 0.20F Cutting speed : Ve = 250 m/min

-§, 015 Feed per tooth :fz=01 mm/t

3 : Depth of cut :ap=0.5/2.0mm

2 010 Width of cut :ae=75mm
;% 0.051 Coolant : Dry

DO a""i_l_ Compeﬂtor Competitor

B
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ACCELERATED MACHINING

- Stable tool life

The MJ chipbreaker is most suitable for steel and stainless steel milling. The MH chipbreaker with an
enhanced cutting edge delivers long, predictable insert life in removing scales from cast stainless steel.

Tool life comparison in alloy steel milling

=

. Cutter : TASN13J125B38.1R07 (D¢ = 125mm,z=1)
Insert : SNMU1307ANEN-MJ T3225
T3225 Steel Workpiece material : SCM440 (290HB)
Cutting speed : Ve =300 m/min
Feed per tooth 1 fz=0.2 mm/t
Competitor A Depth of cut rap =3 mm
Width of cut rae =75 mm
| 1 1 .
0 05 1 15 2 25 8 Coolant - Dry
Cutting length (m)
Tool life comparison in stainless steel milling
M Cutter : TASN13M100B32.0R08 (gDc = 100 mm, z = 1)
Insert : SNMU1307ANEN-MJ
AH3I35 _ Workpiece material : SUS304 / X5CrNi18-9
Stainless  Gytting speed : Ve = 150 m/min
Feed per tooth 1 fz =015 mm/t
Competitor A Dgpth of cut 1ap =3.0mm
Width of cut rae=75mm
| L | Coolant : Dry

o

2 4 6 8

Cutting length (m)

Tool life comparison in stainless steel milling

@ M Cutter : TASN13M063B22.0R08 (gDc = 63mm,z=1)
Insert : SNGU1307ANEN-MH T3225
T3225 - Workpiece material : 1.4848
Stainless  Gytting speed : Ve = 90 m/min
Feed per tooth 1 fz =0.28 mm/t
Competitor A Depth of cut rap =2.5 mm
Width of cut rae=25mm
005 1 15 2 25 3 385 4 Coolant :Dry

Cutting length (m)

Tool life comparison in ductile cast iron milling

@ . Cutter - TASN13J125B38.1R07 (eDc = 125mm,z=1)
Insert : SNMU1307ANEN-MJ T1215

TiI215 Cast Iron Workpiece material : FCD600 (160HB)
Cutting speed : Ve =200 m/min
Feed per tooth : fz =0.35 mm/t

Competitor A Depth of cut :ap =3.0 mm
Width of cut rae=75mm
I I | Coolant : Wet

0 1 2 3 4 5 6 7
Cutting length (m)

www.tungaloy.com 7




I DO TMILL

Il Features of ONMU and ONGU inserts

Double-sided, octagonal insert with 16 cutting edges -
high economy inserts
- Light cutting force due to excellent chip control

The optimized cutting edge creates barrel-formed chips for easy
removal, allowing an operation at higher feed rate.

Cutter : TASN13J080B25.4R05 (gDc = 80mm,z=5)

. ....--"""
Do TRILL ﬁ M Insert : ONMUO507ANEN-MJ AH3135
~ sty Workpiece material : SUS304
tainless : . — i

Chip are formed in optlmal curls for smooth Cutting speed : )“/C—_01§0 m//mm

evacuation, leading to superior surface quality. Feed per tooth :fz=0.3 mm/t
Depth of cut rap =3 mm
Width of cut rae =51 mm

Competitor Coolant : Dry

Chips are formed tightly curled, causing chip
re-cutting.

- Superior surface finish
The wiper insert with eight cutting edges assures a superior finish on the machined surface

= 25 [Jap=0.5mm Cutter : TASN13M063B22.0R06 (gDc = 63mm,z=6)
2 | map=20mm Insert : ONMUO507ANEN-MJ AH3135 x5
& Steel / ONGUO0507ANEN-W AH3135 x1
8 15k Workpiece material : S55C
g Cutting speed : Ve =250 m/min
2 4ok Feed per tooth 1fz=0.2 mm/t
g Depth of cut rap=0.5/1mm
& o5 Width of cut :ae =50 mm
a ’_. Coolant :Dry
0

RieLE Competitor
O TMILL ~°™

- Stability in insert life
Ensures tool life stability in milling stainless steel

Cutter : TASN13M100B32.0R08 (gDc = 100mm,z=1)
AH3I135 M Insert : ONMUO507ANEN-MJ AH3135
Stainjess Workpiece material : SUS304
Cutting speed : Ve =150 m/min
Feed per tooth 1 fz =015 mm/t
Competitor A Depth of cut 1ap =2.0mm
Width of cut rge=75mm
0 1 5 3 3 5 Coolant : Dry
Cutting length (m)
Cutter : TASN13M100B32.0R08 (gDc = 100 mm, z = 1)
AH3I35 . Insert : ONMU0507ANEN-MJ AH3135
Steel Workpiece material : S55C / C55
Cutting speed : Ve =200 m/min
. Feed per tooth 1 fz=0.2 mm/t
Competitor A Depth of cut rap =2.0mm
Width of cut rae=75mm
0 25 50 Coolant : Dry

Cutting length (m)

8 DOTRIPLE-MILL




ACCELERATED MACHINING

Il Features of RNMU and RNGU inserts

Double-sided, round inserts with eight cutting edges - an ideal
insert for a roughing operation

- Can be used either in a high feed milling or in an
operation with a large depth of cut

The robust cutting edge design of the RNMU and RNGU inserts facilitates a
reliable rough milling even on a unstable surface. The chipbreaker is optimized
for a high feed rate assists to form large-curl chips for easy chip evacuation.

- Lower cutting force

The helical cutting edge on the insert lowers the cutting load. Thermal
damage to the cutting edge is thus reduced, leading to longer insert life.

Cutting force
2500

Cutter : TASN13M100B32.0R08 (gDc = 100 mm, z = 1)

. 2000|- . Insert : RNMU1307ANEN-MJ

% Workpiece material : S55C / C55

o Steel " Gutting speed : Ve = 200 m/min

5 1500

o Feed per tooth 1fz=0.2 mm/t

£ 1000L Depth of cut 1ap =2.0 mm

3 Width of cut 1ae =75mm

500| Coolant : Dry
° C tit
ROLE ompetitor
DOTMILL 4
Tool life comparison in steel milling
. Cutter : TASN13M100B32.0R08 (sDc = 100 mm, z = 1)

Insert : RNMU1307ANEN-MJ

AHSISS5 Steel Workpiece material : SCM440 / 42CrMo4
Cutting speed : Ve =160 m/min

) Feed per tooth 1fz=0.2 mm/t
Competitor A Depth of cut tap =2.0 mm
Width of cut rae =105 mm
o 50 Coolant : Dry

25
Cutting length (m)

Bl APPLICATION AREA

1st choice

6 w Economical type
(&

I High feed & rough machining

oL

Depth of cut: ap (mm)
wW

0 0.4 1.0 2.0
Feed: f (mm/tooth)

www.tungaloy.com 9




DO TMILL

Bl TASN13

45° face milling cutter to seat double sided square, octagonal, round insert

A.R.=+6.0°,R.R.=-6.8°~-6.3°

SNMU/SNGU ONMU/ONGU RNMU/RNGU
with square inserts with octagonal inserts with round inserts L
TASN13M160
‘ ‘q . oDb
- - _.\_ﬁ _§66.7 mm_ @0
5y L § N @ 4%
/ ; w i = gl4mm a Q
p 450 l [ J*"‘, Y
A
4 } oDes ) L] B S 1
gDc+14.0 0 | oDcs+122 { |
‘ Right hand (R) shown.
Designation z oDb Lf1 Lf2 Lf3 od 4 a b Kg Air hole
TASN13M050B22.0R04 50 53 48.7 4 41 40 38.5 38.5 22 20 10.4 6.3 0.4 with
TASN13M050B22.0R05 50 53 48.7 5 4 40 38.5 38.5 22 20 10.4 6.3 0.4 with
TASN13M063B22.0R05 63 66 61.7 5 47 40 38.5 38.5 22 20 10.4 6.3 0.7 with
TASN13M063B22.0R06 63 66 61.7 6 47 40 38.5 38.5 22 20 10.4 6.3 0.6 with
TASN13M063B22.0R08 63 66 61.7 8 47 40 38.5 38.5 22 20 10.4 6.3 0.6 with
TASN13M080B27.0R05 80 83 78.7 5 58 50 48.5 48.5 27 22 12.4 7 1.1 with
TASN13M080B27.0R08 80 83 78.7 8 58 50 48.5 48.5 27 22 12.4 7 1.1 with
TASN13M080B27.0R10 80 83 78.7 10 58 50 48.5 48.5 27 22 12.4 7 1.2 with
TASN13J080B25.4R05 80 83 78.7 5 58 50 48.5 48.5 25.4 26 9.5 6 1.2 with
TASN13J080B25.4R08 80 83 78.7 8 58 50 48.5 48.5 25.4 26 9.5 6 1.1 with
TASN13J080B25.4R10 80 83 78.7 10 58 50 48.5 48.5 25.4 26 9.5 6 1.2 with
TASN13M100B32.0R06 100 103 98.7 6 60 50 48.5 48.5 32 28.5 14.4 8 1.4 with
TASN13M100B32.0R08 100 103 98.7 8 60 50 48.5 48.5 32 28.5 14.4 8 1.4 with
TASN13M100B32.0R12 100 103 98.7 12 60 50 48.5 48.5 32 28.5 14.4 8 1.4 with
TASN13J100B31.7R06 100 103 98.7 6 60 50 48.5 48,5 31.75 32 12.7 8 1.4 with
TASN13J100B31.7R08 100 103 98.7 8 60 50 48.5 48.5 31.75 32 12.7 8 1.4 with
TASN13J100B31.7R12 100 103 98.7 12 60 50 48.5 48.5 31.75 32 12.7 8 1.4 with
TASN13M125B40.0R07 125 128 123.7 7 71 63 61.5 61.5 40 32 16.4 9 2.2 with
TASN13M125B40.0R10 125 128 1238.7 10 71 63 61.5 61.5 40 32 16.4 9 23 with
TASN13M125B40.0R14 125 128 123.7 14 71 63 61.5 61.5 40 32 16.4 9 2.5 with
TASN13J125B38.1R07 125 128 123.7 7 80 63 61.5 61.5 38.1 38 15.9 10 2.6 with
TASN13J125B38.1R10 125 128 123.7 10 80 63 61.5 61.5 38.1 38 15.9 10 2.7 with
TASN13J125B38.1R14 125 128 1238.7 14 80 63 61.5 61.5 38.1 38 15.9 10 2.9 with
TASN13M160B40.0R08 160 163 158.7 8 100 63 61.5 61.5 40 29 16.4 9 41 without
TASN13M160B40.0R12 160 163 158.7 12 100 63 61.5 61.5 40 29 16.4 9 4.2 without
TASN13J160B50.8R08 160 163 158.7 8 100 63 61.5 61.5 50.8 38 19 11 4.1 without
TASN13J160B50.8R12 160 163  158.7 12 100 63 61.5 61.5 50.8 38 19 11 4.2 without
& 4 /
SPARE PARTS &

Designation Clamping screw Lubricant Shell locking bolt Shell locking bolt 1 Torx bit
TASN13M0**B22.0R0* CSPB-4 H-TB2W M-1000 = CM10X30H BLDIP15/S7
TASN13*080B2*.*R0* CSPB-4 H-TB2W M-1000 - CM12X30H BLDIP15/S7
TASN13*100B3*.*R0* CSPB-4 H-TB2W M-1000 TMBA-M16H - BLDIP15/S7
TASN13*125B**.*R** CSPB-4 H-TB2W M-1000 TMBA-M20H = BLDIP15/S7
TASN13*160B*0.*R** CSPB-4 H-TB2W M-1000 = = BLDIP15/M7

10 DOTRIPLE-MILL



ACCELERATED MACHINING

Il NSERT

SNMU-MJ SNGU-MJ

S

od T
A e

SNGU-W ONMU-MJ ONGU-MJ

0 D
Of @

ONGU-W RNMU-MJ RNGU-MJ

S re

&
b b ¢
M Stainless * |k
-Cast iron * *
- Non-ferrous
-Superalloys * | Y : First choice
H Hard materials 5% : Second choice
Coated
. . Max.lo &
Designation re Tap |8 5 Qe A |od | T | bs
T2
<<+ -
SNMU1307ANEN-MJ 0.5 6 0000 9.4 | 13 7 2
SNGU1307ANEN-MJ 0.5 6 @ 0@ @ 9.4 | 13 7 2
SNGU1307ANEN-MH 0.8 6 [ ] 9 13 7 2
SNGU1307ANEN-W 1.2 6 @ @ 9.6 | 13 7 7.5
ONMUO0507ANEN-MJ 08|34 @00 O 49 | 13 7 0.7
ONGUO0507ANEN-MJ 0834 1®@ 0 @ 49 | 13 7 0.7
ONGUO507ANEN-W 16 | 34 @ @ 5 13 | 744 | 3.9
RNMU1307ZNER-MJ 6 6 o0 00 - 13 | 71 1
RNGU1307ZNER-MJ 6 6 @ @ - 13 | 71 1
@ : New product
@ : Line up
www.tungaloy.com 11



DO TMILL

Bl STANDARD CUTTING CONDITIONS

Workpiece materials Hardness Priorit Grades Chip- Cutting speed Feed per tooth
Iso P v breaker  Vc (m/min)  fz (mm/t)
Low carbon steel o First choice AH3135 MJ 100 - 250 01-0.5
(C15, etc) For wear resistance T3225 MJ 200 - 350 01-04
High carbon and alloy steel 150 - 300HB First choice AH3135 MJ 100 - 250 01-04
. [BEEIE /0585, S AL O, el For wear resistance T3225 MJ 180 - 300 01-0.4
Prehardened steel RS First choice AH3135 MJ 100 - 200 0.1-0.4
(NAK80, PX5, etc.) For wear resistance T3225 MJ 150 - 250 01-0.4
Stainless steel First choice AH3135 MJ 100 - 200 0.1-0.35
(SUS304 / X5CrNi18-9, - 200HB
SUS316 / X5CrNiMo17-12-3, etc.) For wear resistance T3225 MJ 100 - 250 0.1-0.3
M Stainless cast steel First choice T3225 MH 60 - 120 0.1-0.3
(SCH20XNDb / 1.4849, etc.) For low cutting force AH3135 MJ 60 - 120 01-0.3
; T1215 MJ 100 - 300 0.1-0.4
Eligy east e 150-250 HB  First choice
(FC250/ 250, etc.) AH120 MJ 100 - 250 01-0.5
. : T1215 MJ 100 - 300 0.1-0.4
Ductile cast iron 150-250HB  First choice
(FCD400 / 400-15, FCD600 / 600-3, etc.) AH120 MJ 80 - 200 0.1-05
Titanium alloys - 40HRC First choice AH3135 MJ 30 - 60 01-0.3
(Ti-BAI-4V, etc.)
Heat-resistant alloys - 40HRC First choice AH120 MJ 10- 40 0.05-0.15
(Inconel718, etc.)
LS 40 - 50 HRC First choice AH3135 MJ 80 - 130 01-0.2
X40CrMoV5-1, etc.)
H Hardened steel
(SKD11/ 50 - 60 HRC First choice AH120 MJ 50 - 70 0.03- 0.1
X153CrMoV12, etc.)
RNMU / RNGU
ISO Workpiece materials Hardness Priority Grades Chip-  Cutting speed Feed per tooth
breaker Vc (m/min) fz (mm/t)
Low carbon steel A L First choice AH3135 MJ 100 - 250
(C15 etc) For wear resistance T3225 MJ 200 - 350
xap=6mm: 0.1 - 0.3
High carbon and alloy steel First choice AH3135 MJ 100-250  ap=pmm: . -
y 150 - 300 HB xap=2mm: 0.4 - 0.8
. (S55C / C55, SCM440 / 42CrMod4, etc.) For wear resistance e MJ 180-300  *@p=1mm:0.8-15
Prehardened steel First choice AH3135 MJ 100 - 200
NAK80, PX5 et 80 - 40 HRC
( o etc) For wear resistance T3225 MJ 150 - 250
Stainless steel First choice AH3135 MJ 100-200 xap=6mm:0.1-0.25
(SUS304 / X5CrNi18-9, - 200 HB i xap=2mm:0.3-07
M SUS316 / X5CrNiMo17-12-3, etc.) For wear resistance T3225 MJ 100 - 250 xap=1mm:0.6-13
Stainless cast steel First choice T3225 MJ 60 - 120 xap =2mm: 0.2 - 0.4
(SCH20XNb /1.4849, etc.) Forfracture resistance ~ AH3135 MJ 60-120  *@=1mm:03-08
Gray cast iron 150 250 T AH120 MJ 100 - 300
FC250 / 250, etc. - First choice xap=6mm: 0.1 - 0.3
. ( ) T1215 MJ 100-250 a0 omm: 0.4-0.8
Ductile cast iron 150 - 250 HB ‘ . AH120 MJ 100-300  *ap=1mm:0.8-15
(FCD400 / 400-15, FCDB0O / 600-3, etc.) Pt shisies T1215 MJ 80 - 200
Titanium alloys . . B B . _
(Ti-6AI4V, etc) - 40 HRC Firh @lhsites AH3135 MJ 30 - 60 ap=1mm: 0.15- 0.8
s Heat-resistant alloys )
(Inconel718, etc.) - 40 HRC First choice AH120 MJ 10 - 40 ap=1mm: 0.05 - 0.3
(SKD61/ 40 - 50 HRC AH3135 MJ 80 - 130 =imm: 0.1 - 0.25
X40CrMoV5-1, etc) First choice . ap=imm: 9.1 = 0.
H Hardened steel
(SKD11/ 50 - 60 HRC First choice AH120 MJ 50 - 70 ap=0.5mm:0.03-0.1

X153CrMoV12, etc.)
¥When using T3225 or T1215, decrease the feed per tooth (fz) to 80% of the abovementioned value.
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ACCELERATED MACHINING

Il Sclection guide for face milling cutters

For workpiece configuration and spindle power

Spindle power

light interruped cuts

Edging of thin

Thin plates / hollow

Heavy interrupted

sections structure cuts t;IscaI?f or
l' unstable surface
BT40 BT50 g‘%’,’ ‘..'. _
(=15KkW) (=22kW) 30K y . 4 .
AT -

7
O
©

DOPENT © O
DO TMILL © O ©
DOOCTO

DOQUAD © A A ©

www.tungaloy.com 13




I DO TMILL

Il PRACTICAL EXAMPLES

Workpiece type Turbine blade Turbine housing
Cutter TASN13J100B31.7R08 (2100, z = 8) TASN13M100B32.0R08 (2100, z = 8)
Insert ONGUO0507ANEN-MJ SNGU1307ANEN-MJ
Grade AH3135 AH3135

Workpiece material

10705BU (Stainless steel)

GX40CrNiSiNb22-10

100

0

Do‘rﬁii_l. Competitor
Due to DoTripleMill’s low cutting force, the
feed rate is maximized despite the weak fix-
ture setting of the component.

«» |Cutting speed: Vc (m/min) 79 94
§ Feed per tooth: fz (mm/t) 0.10 0.17
5 |Feed speed: Vf (m/min) 201 408
S |Depth of cut: ap (mm) 2.0 3.5
; Width of cut: ae (mm) - 80
£ |Machining Face milling (Roughing) Face milling
E Coolant External External
© |Machine Horizontal M/C, BT50 Vertical M/C
250 100
g 200 g 80
§ 150 § 60
2 Ko
8 100 S 4
(o] (o]
Results § 0 § 20
0
With DoTripleMill, the tool life is increased by DoTripleMill extends tool life by 1.3 times com-
34% compared to the competitor. pared with the competitor.
Workpiece type Turbine housing Pallete
Cutter TASN13M125B40.0R10 (2125, z = 10) TASN13J160B50.8R08 (2160, z = 8)
Insert SNGU1307ANEN-MJ RNGU1307ZNER-MJ
Grade AH3135 AH120
Hi Si FCD FC300
Workpiece material . .
«» |Cutting speed: Vc (m/min) 196 200
& [Feed per tooth: fz (nm/t) 0.08 0.3
% Feed speed: Vf (m/min) 400 955
S |Depth of cut: ap (mm) 1.3 5
; Width of cut: ae (mm) 100 84
£ |Machining Face milling (Roughing) Face milling (Roughing)
5 |Coolant External Dry
© [Machine Vertical M/C, BT50 Horizontal M/C, BT50
400 500
— & 400}
T 800 [ E_ Producthlty
g g'é 300 foeeeee-
200 f---eoeee >
% E@ 200 | [ )
Results ] &0
= s

0

DO TRAILL Competitor
Tough RNGU insert offers stable and highly
efficient machining even on the cast surface.

14
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ACCELERATED MACHINING

Il PRACTICAL EXAMPLES

Workpiece type Flange yoke Bogie truck
Cutter TASN13J080B25.4R08 (280, z = 8) TASN13J160B50.8R08 (160, z = 8)
Insert SNMU1307ANEN-MJ SNMU1307ANEN-MJ
Grade T3225 T3225

Workpiece material

S45C (DIN C45 / AISI 1045 / GB 45)

SM 490 A (DIN St52-3 / A573-81)

(]
o

«» |Cutting speed: Vc (m/min) 200
_5 Feed per tooth: fz (mm/t) 0.10
5 |Feed speed: Vf (m/min) 637
S |Depth of cut: ap (mm) 2.0
; Width of cut: ae (mm) - -
.E |Machining Face milling (Roughing) Face milling (Roughing)
'E Coolant External coolant External coolant
© |Machine Horizontal M/C, BT40 Vertical M/C, BT50
4
g g o)
1] 1]
g o
2 2
Results g g '
> =}
4 4
0
DO TAILL Competitor
Criteria of tool life was bl{”’- T3225 was long DoTriple-Mill had high productivity and long
tool life due to less chipping and fracture on tool life due to tougher chipbreaker than that of
the cutting edge. competitor.
Workpiece type Bulb body Pump housing
Cutter TASN13J125B38.1R10 (2125, z = 10) TASN13J125B38.1R07 (2125, z=7)
Insert SNMU1307ANEN-MJ SNMU1307ANEN-MJ
Grade T1215 T1215
FCV410 (DIN GJV450) FCD600(GGG60)
Workpiece material
« |Cutting speed: Vc (m/min) 180 196
_5 Feed per tooth: fz (mm/t) 0.12 0.4
% Feed speed: Vf (m/min) 550 1398
S |Depth of cut: ap (mm) 2.7 5.5
; Width of cut: ae (mm) - 65
£ |Machining Face milling (Roughing) Face milling (Roughing)
5 |Coolant Air Air
© [Machine HorizontaM/C, BT50 Horizontal M/C, BT50
20 150
R | ] T —~ 120 f-------- P - =
g " g Productivity,
w12l @ 90 foeee E
Q [0}
3 8 S g0
LA N e = 2 60 | [
Results s 5
€ €
3 =
z z

0
Do‘rﬁii_l_ Competitor
Criteria of tool life was burr. T1215 showed
stable tool life in machining vermicular cast iron
because T1215 had good chipping resistance.

0

Do‘rﬁii_l_ Competitor
T1215 showed longer tool life in spite of bigger
depth of cut than competitor. T1215 has both
good wear resistance and toughness.
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