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M MillLine

TUNGEGFLEX

TUNGALOY

Variety of modular heads
available for various milling
applications.

Tungaloy

Member IMC Group




MILLLINE

TUNGFLEX

TUNGALOY

Various types of modular heads can be combined with
different shanks and holders for multiple application
needs.

Cutter heads

DOFEED @ High productivity, high feed cutters

HXNO0O3 \‘.}!&3 P. 6~ * 4 cutting edge insert with optimised geometry for high

feed machining
« Inclination and large rake angles reduce cutting force

Face lotting Pocketing R Enlargin:
Milfeg Slotting Pocketing Ramping Plunging ? g

I UNGREC ® High precision shoulder milling cutter
H P007, 11 \\2‘; * Helical cutting edges and high rake angles

provide smooth cutting
« 4 types of chipbreakers for a wide range of applications

=HE BE2O@PEENE

Shoulder Radius Slotting Slotting Slde Pocketing Ramping Plunging Enlar?mg
Milling Milling

RADIUSMILL @ Radius cutter, applicable for profiling

HWD07 ﬁ; P. 14~ » Multi-functional tool for a wide range of application
* Highly versatile grade AH120, suitable for machining of a

o GEEEERAE

Face Radius ; . N - .
Miling  Milling Slotting  Pocketing Ramping  Profiling E"Eg?éng

FDXRMILL

» Multi-functional tool especially for three dimensional
HRP1 0, 12 machining application
» Unique antirotation system for FIX insert location and
higher clamping rigidity

v“i/‘\ « Unique grade AH4035 for martensitic stainless
- @ BE@EEAE

Nll:ﬁll(i:r?g ?ﬁm:’s Slotting  Pocketing Ramping Profiling E"hag?é"g

vl

B P. 16~




Steel shank series

Holders, Arbors
®5 P 20~

TungFlex system

TungFlex system

Extensions, Reducers

Modular -
Modular

CABM-M type,
CAB-M-C type lSclalils

* Extend the overhang length
» Coupling for connecting different thread of
shank and head

Modular -
BT taper

BT-ODP type [ )

%% Modular - HSK

HSKA-ODP type e

* Cutter heads can be directly connected to
holders, increasing rigidity

* Reduces tool changing time

* DIN 69871 or CAT tapers are available

RED screw arbors

TungFlex system

Steel shank series

Modular -
ER collet
ER collet type@‘m

Modular -

(Manufactured by MST corporation)

ﬁA: Modular - BT
Modular - HSK
P. 22~

* Integrated arbor with highly rigidcarbide
shank
+ Suitable for machining with long overhang

TUNGFIT

SM-CF type T2

Modular -

Straight shank

TungHold series

Applicable for wide variety of chucks and
holders, such as ER collet chucks, TungFit
holders, milling chucks, and hydraulic holders.

Milling chucks from other

SM type [T

manufactures



TUNGFLEX

DOFEED Hxnos v

& Cutter
LH
4—1> M
C
|~ A / E
A I _ Y \
o G SN sy Max. ap = 1.0 mm
Qg - — J——8|9
23 “ VN iy Oy ® I Parts
Y a <A Descriptions Parts Cat. No.
— P A-A cross section Clamping screw CSPB-2.5
> -
17° Wrench IP-8D
Cat. No. Stock No- of AT EITS () Weight ,i jole  Applicable
Inserts gDc oDc1 LH LHI C E wodi od2 M (k) Insert

HXNO3R016MM08-02 o 2 16 9.5 42 25 8 10 85 12.8 M8 0.08 with LNMU0303ZER-MO

HXNO3R018MM08-02 () 2 18 115 42 25 8 10 85 145 M8 0.04 Wwith LNMU0303ZER-MC
new HXNO3R020MM10-03 [ J 8 20 135 49 30 10 15 10.5 17.8 M10 0.06 Wwith LNMU0303ZER-MO

HXNO3R020MM10-04 [ J 4 20 135 49 30 10 15 10.5 17.8 M10 0.06 Wwith LNMU0303ZER-MO
nvew HXNO3SR022MM10-03 () 3 22 155 49 30 10 15 10.5 17.8 M10 0.06 Wwith LNMU0303ZER-MC

HXNO3R022MM10-04 o 4 22 155 49 30 10 15 10.5 17.8 M10 0.07 Wwith LNMU0303ZER-MC
new HXNO3R025MM12-04 o 4 25 185 57 35 10 17 125 20.8 M12 0.10 Wwith LNMU0303ZER-MO

HXNO3R025MM12-05 [ J 5 25 185 57 35 10 17 125 20.8 M12 0.11 with LNMU0303ZER-MO
new HXNO3R028MM12-04 [ J 4 28 215 57 35 10 17 125 23.0 M12 0.12 with LNMU0303ZER-MOI

HXNO3R028MM12-05 o 5 28 215 57 35 10 17 125 23.0 M12 0.12 with LNMU0303ZER-MO
New HXNO3R030MM16-04 o 4 30 235 63 40 12 22 17.0 28.8 M16 0.19 with LNMU0303ZER-MOI

HXNO3R030MM16-05 o 5 30 235 63 40 12 22 17.0 28.8 M16 0.20 with LNMU0303ZER-MOI
new HXNO3R032MM16-05 o 5 32 255 63 40 12 22 17.0 28.8 M16 0.20 With LNMU0303ZER-MO

HXNO3R032MM16-06 () 6 32 255 63 40 12 22 17.0 28.8 M16 0.21 with LNMU0303ZER-MC

d Inserts

MJ (for general purpose) ML (for low cutting force)
Grades Dimensions (mm) i
Cat. No. Accuracy Honing Coated Apglllltctzlsle
AH725 |[AH3035| AH130 A B T re
LNMUO303ZER-ML M with o [ ) o 11.6 6 4.3 1.2 HXNO3R...
LNMUO303ZER-MJ M with [ L () 11.6 6 4.3 1.2 HXNO3R...

@ : Stocked items




& Application range

Tungaloy

Shoulder

milling  Slotting Ramping plunging

Small depth

Plunging

Drilling
(Helical feed)

Enlarged

hole

oD1, D2
: Max. depth Max. ramping Max. plunging Max. cutting Min. Max. Max. cutting
Cat. No. egiele, of cut angle depth g},lll%tglrl'% ml‘?glglrc]i?gle mr?glg"&?ge enlgrlggclilﬂole
oDc (mm) ap (mm) 0 A (mm) W (mm) oD1(mm) @D2 (mm) ae(mm)
HXNO3R016MMO08-... 216 1 2.1° 0.3 35 22 30 12,5
HXNO3R018MMOS-... 218 1 1.7° 0.3 3.5 26 34 14.5
HXNO3R0O20MM10-... 220 1 1.4° 0.3 35 30 38 16.5
HXNO3R022MM10-... 022 1 1.2° 0.3 3.5 34 42 18.5
HXNO3R025MM12-... 225 1 1.0° 0.3 35 40 48 21.5
HXNO3R028MM12-... 228 1 0.8° 0.3 3.5 46 54 24.5
HXNO3R0O30MM16-... 230 1 0.7° 0.3 35 50 58 26.5
HXNO3R032MM16-... 232 1 0.7° 0.3 3.5 54 62 28.5
& Standard cutting conditions
_ Cutting Feed per tooth: fz (mm/t)
ISO Workpiece material Hardness Priority Grades NP~ Speed Tool dia: eDc (mm) —
Ve (m/min) 16 - 822 025 - 832
Carbon steels < 300HB Firstchoice ~ AH725 MJ 100-300 0.5-12 05-1.5 0.1
845C, S55C etc. <300HB  Forlow cutting force AH725 ML 100 -300 0.5-0.7 0.5-1.0 0.1
C45, C55 etc. < 300HB  Forimpact resistance AH3035 MJ 100-300 0.5-1.2 0.5-1.5 0.1
Alloy steels < 300HB First choice AH725 MJ 100-200 0.5-1.2 05-1.5 0.1
SCM440, SCr415 etc. < 300HB  Forlow cuttingforce. AH725 ML 100-200 0.5-0.7 0.5-1.0 0.1
e, Tl e <300HB Forimpactresistance AH3035 MJ 100-200 0.5-1.2 0.5-1.5 0.1
Prehardened steels
NAK8O0, PX5 etc. 30 - 40HRC - AH3035 ML 100-200 0.5-0.7 0.5-1.0 0.1
Stainless steels < 200HB First choice AH130 ML 100-150 0.3-0.5 0.3-0.7 0.08
M SUS304, SUS316 etc.
X5CrNi18-10, X5CrNiMo17-12-2 etc. < 200HB  Forimpact resistance AH130 MJ 100-150 0.3-0.8 0.3-0.8 0.08
150 - 250HB  Firstchoice ~ AH725 MJ 100-300 0.5-1.2 05-1.5 0.1
150 - 250HB For low cutting force AH725 ML 100-300 0.5-0.7 05-1.0 0.1
Ductile cast irons 150 - 250HB  Firstchoice ~~ AH725 MJ 80-200 0.5-1.2 05-1.5 0.1
FCD400/ GGGA40 etc. 150 - 250HB Forlow cuttingforce AH725 ML 80 -200 0.5-0.7 0.5-1.0 0.1
Titanium alloy < 40HRC  Forwearresistance AH725 ML 30-60 0.3-05 0.3-0.7 0.08
Ti-6AI-4V etc. < 40HRC  Forimpact resistance. AH130 30-60 0.3-05 0.3-0.7 0.08
Heat-resistance alloy <40HRC  Forwearresistance AH725 MJ 20-50 0.1-0.2 0.1-0.3 0.05
Inconel, Hastelloy etc. < 40HRC  Forimpact resistance AH130 ML 20-50 0.1-0.2 0.1-0.3 0.05
. Hardened  X40CTian otc, 40 - 50HRC - AH3035 MJ 80-130 0.1-0.2 0.1-0.3 0.05
steels X153 2 ote. 50 - 60HRC - AH3035 MJ 50-70 0.03-0.050.08-0.07 0.03

The above table shows the conditions for standard short
length shanks. When using long shank with heads reduce

the cutting conditions or opt for coarse pitch cutters as
applicable.

Cutting conditions are generally limited by the rigidity and
power of the machine and the rigidity of the workpiece.

When setting the conditions, start from half of the values of
the standard cutting conditions and then increase the value
gradually while making sure the machine is running normally.



TUNGFLEX

DOFEEL HXNO3 e

& Cautionary points in use
B The use of a standard or long shank

B Tool geometry on programming

When using a long shank with head. please lower the When programming for CAM, the tool should be considered
cutting conditions (Vc, fz, ap) to 70% of the maximum as a radius cutter. Usually, the corner radius should be set

conditions for the standard shank.

as R = 1.5 mm. If a larger radius is used, overcutting will
occur. The following table shows the amount left uncut (t1)

10 and overcut (to).
5
Standard shank 2
£ |W :
£ 07 a
= © to Amount left
& < ﬁ‘g(‘%t‘”t left overcut
£ 0.5 = t
o 17° -
"'5 R t1‘ R
0.3
ES ' Corner R when
% programming
o Max. depth © R
Corner orner Amount | Amount
0 05 08 1.0 15 nﬁz?fnf:é‘ rra?ius ) W (mm) | when tuﬁg‘f&) tovk:ul-?rlﬁ
mm i 1 2
Feed per tooth: fz (mm/t) € ming
1.0 0.6 -
Tool dia.: @Dc = 16 ~ 35 mm Standard shank: L/D < 3 1.0 1.2 3.0 ;g 00'255 0 E)8
Workpiece: S55C / C55 (200HB) Long shank: L/D = 4 2:5 0:14 0:26

L/D ratio of overhang

Each value in table is calculated theoretically at the maximum condition.




TUNG=REC HPOO7 type

Tungaloy

& Cutter
L|L-|H1 M Max. ap:
2 MJ =7.0 mm
J‘A / E HJ = 0.8 mm
OA ¥ = A AJ =6.4 mm
% 5 L —*—i’gvg I Parts
y 4 Descriptions Parts Cat. No.
‘k ap C A ' . Clamping screw| CSTB-2.5L0.46
5 A-A cross section
90 Wrench T-7DB
No. of Dimensions (mm) Weight Air Applicable
cat. No. Stock | serts gDc LH LH1 LH2 C E odi ed2 M (kg hole lInsert
* 2 12 395 25 - 5 7 65 98 M6 001 with AOCT0702...
° 2 12 42 25 20 8 10 85 128 M8 0.02 with AOCT0702...
NewHPO07R016MMO08-04 * 4 16 42 25 - 8 10 85 12.8 M8 0.03 with AOOT0702...
HPO07R016MM10-04 [ J 4 16 49 30 20 10 15 105 17.8 M10 0.05 with AOCIT0702...
HPO07R020MM10-05 [ J 5 20 49 30 - 10 15 105 17.8 M10 0.06 with AOCIT0702...
HPO07R025MM12-07 [ J 7 25 57 85 - 10 17 125 20.8 M12 0.10 with AOCIT0702...
J Inserts
Grades . .
Cat. No. Accuracy Honing Coated Carbide Dimensions (mm} Cutter
AH725 | AH140 | KS15F A B T re
AOMTO070202PDPR-MJ M with o [ J 8.0 4.7 2.3 0.2 HPOO7R
AOMT070204PDPR-MJ M with [ J [ J 8.0 4.7 2.3 0.4 HPOO7R
AOMT070208PDPR-MJ M with [ J [ J 8.0 4.7 2.3 0.8 HPOO7R
AOMTO070216PDPR-MJ M with [ J [ J 8.0 4.7 2.3 1.6 HPOO7R
AOMTO070208PDPR-HJ M with o o 8.8 4.9 2.4 0.8 HPOO7R
G without ° 81 47 23 04 HPOO7R

@ : Stocked items
% : Available in 2014
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TUNGFLEX

TUNG=REC HPo07 e

& Application range

Plunging and
Shoulder traversing

Ramping
milling

Slotting

Hole
enlarging

Helical
interpolation

< 1
oD1, 2 oD3
Max. depth Max. Max. Min. Max. *Max. Max. cutting
Cat. No. Tool-o of cut ramping plunging machining machining machining  Width in
DG (mm) ap (mm) angle6  A(mm) @D1(mm) @D2 (mm) @D3 (mm) ea'gez:gm)g
MJ HJ AJ
HPOO7R012MM... 012 7 08 64 8° 0.5 16 23 20.5 11.5
HPOO7R016MM... 016 7 08 64 5° 0.5 24 31 28.5 15.5
HPOO07R020MM... 220 7 08 64 3:5° 0.5 32 39 36.5 19.5
HPOO7R025MM... 225 7 08 6.4 2.5° 0.5 42 49 46.5 24.5
*Flat bottom hole
Notes: Corner re for dimensions of eD1, D2, and @D3: re = 0.4.
& Standard cutting conditions
. . Hardness Cutting Speed Feed per tooth: fz (mm/t)
1ISO Workpiece material Grades Ve (m/min) MJ HY AJ
{-g%gf}rggggiegt'g) <200 AH725 90 - 200 0.05-01  0.4-09 -
. ST B a0 ol ot e 200 - 300 AH725 90 - 150 0.05-01  0.4-09 -
ORDTT S 153CMov12 etc) 150-300 AH725 80 - 120 0.05-01  0.4-09 -
Stainless steels
M (SUS304 / X5CrNi18-9 etc.) - AH140 90 - 150 0.05-0.1 04 -0.9 -
FShss 25 ) 150-250 AH725  100-180  0.05-01 0.4 -09 i
?F%C[t)iltesgﬁé%’-qsos otc) 150 - 250 AH725 80 - 150 0.05-01 0.4 -09 -
. Aluminium alloys (Si < 13%) = KS15F 300 - 1000 - - 0.08 - 0.2
Aluminium alloys (Si = 13%) - KS15F 100 - 200 - - 0.08 - 0.2
LN - AH725 20 - 50 005 -01 0.4-0.9 -
mealies B - AH725  20-35 0.05 -0.08 0.2-0.6 -

(Inconel718 etc.)

- To remove excessive chip accumulation use an air blast.

- To avoid build up edge on the cutting edges (aluminium
machining), use a water soluble coolant.

- When cutting an interrupted surface or a casted skin,
the feed per tooth (fz) should be reduced to the lower
recommended value shown in the above table.

- 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 fz to the lower
recommended values and check the machine power and
vibration.




] Cautionary points when using HJ
inserts

HJ type inserts are designed for high feed machining.

Please note the following when using HJ inserts:

1. The shape of HJ insert differs from that of other inserts (MJ,
AJ). However the same insert pocket can be used.

2. When using HJ inserts, all the inserts on the cutter body
must be HJ type. Do not use other types of inserts (MJ and AJ
types) with HJ inserts on the same cutter body.

3. When using CAD/CAM, please program it as a radius cutter.
The table below shows the corner R when programming and
the uncut area (t).

4. With HJ inserts, the tool diameter increases by 0.6 mm

over the diameter oDc shown in the table.

t Amount left
uncut

° Max. ap: 0.8 mm

—
o

lew, )

R

Corner R when
programming

Tool diameter:
oDc + 0.6 mm

Tungaloy

TungRec 07 type HJ inserts
Standard conditions

1.0
€ o8
o
T 06
5
..‘é’ 0.4 M
- Stainless
Q 02
A
Cast Iron
0 02 04 06 08 10
Feed per tooth: fz (mm/t)
Max. depth |Main cutting Corner R when| AMount left
i e edge length programming| Uncut
max ap (mm) W (mm) t (mm)
R 0.5 0.4
0.8 3.0
R1.0 0.3
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TUNGFLEX

TUNG=REC HPO11 tyee

& Cutter
- LH -
_ LH
C M ”
e E ax.ap = 10.6 mm
1 A / 1 Part
A ¥ ] arts
1 10 |2 — T
Ql -——- & o i IW‘D A % Descriptions Parts Cat. No.
S Qy Q HPO11R020 | HPO11R025,
A A Clamping screw HPO11R032
L | ap ‘ A _ CSPB-2.5S | CSPB-2.5
9o > A-A cross section Wrench IP-8D
Cat. No. Stock No.of Dimensions (mm) Weight Aihole  Applicable
Inserts gDc LH LH1 C E odi @d2 M (kg Insert
HPO11R020MM10-02 () 2 20 49 30 10 15 105 17.8 M10 0.06 with  ASOT11T3...
HPO11R025MM12-03 o 3 25 57 35 10 17 125 20.8 M12 0.10 with  ASOT11T3...
HPO11R032MM16-03 o 3 32 63 40 12 22 17.0 28.8 M16 0.20 with ASOT11T3...
J Inserts
A A T
o m
re re,
MS AJ
it Dimensions (mm)
Cat. No. Accuracy Honing Coated DLC coated| Cermet |Uncoated| Cutter
AH725/AH120|AH130|/AH140|T3130|T1115|DS1100[NS740|KSO5F| A B T rt
CCIVARRRRDZIIEYAY M with | @ () (] (] [ ) 11.6 6.7 3.7 0.4 HPO1R...
LSIVIRBRERDEGIEIA) M with | @ ] () ] () 11.6 6.7 3.7 0.8 HPO1R...
LOIRRREIP DI RYEE M with | @ () (] 11.6 6.7 3.7 1.2 HPO1R...
ASMT11T316PDPR-MJ " IR/ ()l ) () () [ ) 11.6 6.7 3.7 1.6 HPO11IR...
ASMT11T320PDPR-MJ [B." BT i} () 11.6 6.7 3.7 2.0 HPO11R...
ASMT11T330PDPR-MJ " "Y1} () 11.6 6.7 3.7 3.0 HPO1R...
ASMT11T304PDPR-MS [B." B 1} (] [ ) 11.6 6.7 3.7 0.4 HPO1R...
ASGT11T304PDFR-AJ G with [ ® (11.6 6.7 3.7 0.4 HPO1IR..
ASGT11T308PDFR-AJ G with [ @® |11.6 6.7 3.7 0.8 HPO1R..
@ : Stocked items




Tungaloy

& Application range

Plunging and
Shoulder traversing

Ramping
milling

Slotting

Hole
enlarging

Helical
interpolation

oD1, 2 oD3
Tool-6  \jax. depth  Max. Max. Min. Max. “Max, Max cutting
Cat. No. oDc (mm) ofcut  ramping plunging machining machining machining ewnllargihng
= ap (mm) angle 6 A(mm) D1 (mm) D2 (mm) eD3(mm) e (mm)
HPO11R020MM10-02 220 10.6 3.0° 0.5 28 39 37 19.5
225 10.6 2.0° 0.5 38 49 47 24.5
HPO11R032MM16-03 232 10.6 1.5° 0.5 52 63 61 &l

Values in above table are inapplicable when using re = 0.4 insert.
* @D2: Small portion will remain uncut.
oD3: For flat bottom hole

& Standard cutting conditions

Brinell Cutting speed Feed per tooth: 7z (mm/t)
i i hardness iori f
1ISO Workpiece material 5B Priority Grade Ve (m/min) MJ MS AJ
Low carbon steels <200 First choice AH725 100-250 0.1-0.2 - -
(S15C / C15E4 etc.) <200 For wear resistance  T3130 100-250 0.1-0.2
< 200 Forsurface appearance NS740 100 - 250 0.05 - 0.15
High carbon steels and alloyed 200 - 300 First choice AH725 100-200 0.1-0.15 - -
. steels (S55C / C55, SCM440/ 200 - 300 For wear resistance T3130 100-200 0.1-0.15
42CrMo4 etc.) 200 - 300 For surface appearance NS740 100 - 200 0.05-0.12
Tool steels 150- 300 First choice AH725 100-150 0.1-0.15 - -
(SKD11 / X153CrMoV12 etc.) 150 -300 For wearresistance  T3130 100-150 0.1-0.15
Stainless steels
' (SUS304 / X5CrNi18-9 etc.) - - Claliei B0 =20 - itk = 0l -
Grey cast irons 150 - 250 First choice AH120 100-250 0.12-0.2 - -
(FC250 / 250 etc.) 150 - 250 For wear resistance T1115 100-250 0.12-0.2
Ductile cast irons 150 - 250 First choice AH120 80-200 0.12-0.2 - -
(FCD450 / 450-10S etc.) 150 - 250 For wearresistance T1115 80-200 0.12-0.2
Aluminium alloys (Si < 13%) = - 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
AH130 20-60 - 0.08 - 0.15 -

Titanium alloys (Ti-6Al-4V etc.) = =
. Heat resistant alloys

(Inconel718 etc.) ) )

AH725 20-40 0.08-0.13 = =

- To remove excessive chip accumulation use an air blast.

- Use water soluble coolant to avoid build up edge on cutting
edges (aluminium machining).

- When cutting an interrupted surface or a casted skin, the feed
per tooth (fz) should be reduced to the lower recommended
value shown in the above table.

- 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 fz to the lower
recommended values and check the machine power and

vibration. 13



TUNGFLEX

RADIUSMILL HWD07 1y

& Cutter

‘_A & L w Max. ap = 3.5 mm

Q| - 19l B

[SIES) QY @ I Parts

y Descriptions Parts Cat. No.
A-A cross section Clamping screw CSTB-2.58
Wrench T-8D
Cat. No. Stock No- of Dimensions (mm) Weight pjr hole Applicable
Inserts gD1 gDc LH LH1 C E @d1 ed2 M (kg) Insert

HWD07R015MM08-03 8 15 8 42 25 8 10 85 128 M8 0.03 with RDMWO0702MO0
HWD07R020MM10-04 4 20 183 49 30 10 15 105 17.8 M10 0.06 with RDMWO0702MO0
HWD07R025MM12-05 5 25 18 57 35 10 17 125 20.8 M12 0.10 with RDMwWO0702M0
HWD07R030MM16-05 5 30 23 63 40 12 22 17.0 288 M16 0.20 with RDMWO0702M0

& Inserts
L
15°
Grades Dimensions (mm)
Cat. No. Accuracy Honing Coated Applicable Cutter
AH120 a T
RDMWO0702M0 M with o 7.0 2.38 HWDO7R...

@ : Stocked items




& Application range

Tungaloy

Shoulder Slotting Ramping
milling
|

Plunging

Traversing Helical

interpolation

ERS . oD1.2
Tool-6 Max. depth ~ Max. Max. T Max. *Max.
Cat. No. oD (mm) of cut ramping plunging uncut portion machining ~ machining
ap (mm) angle 6 A (mm) L (mm) oD1 (mm)  @D2 (mm)
HWDO07R015MM08-03 15 3.5 25° 2 oDc - 6 23 28
HWD07R020MM10-04 20 3.5 11° 2 oDc - 6 88 38
HWDO07R025MM12-05 25 3.5 7° 2 eDc - 6 43 48
HWDO07R030MM16-05 30 3.5 5.5° 2 oDc - 6 53 58

*For flat bottom hole

& Standard cutting conditions

Cutting speed Feedt er Max. depth of cut: ap (mm)

ISO Workpiece material Hardness Grade 4 too
Ve (m/min) 7 (mm/t) ©15-020 025 - 630
Carbon steels (S15C, SS400 etc.) < 300HB AH120 200 - 500 0.15-0.45 0.7 1.0
Carbon steels, alloyed steel
(Sasrsgnssce,\: o e?f; Sieeis <300HB  AH120  120-350 0.15-0.35 0.7 1.0
(nggsgj"ztsc) <300HB  AH120  100-300 0.1-0.3 0.7 1.0
150 -250HB  AH120  200-500  0.2-0.5 0.7 1.0
Ductile cast irons
(FCD400 / GGGA40 otc) 150 -250HB  AH120  160-400  0.2-0.5 0.7 1.0
<40HRC  AH120 70-200  0.1-0.25 0.7 1.0

15




TUNGFLEX

EDGRMILL HRP10, 12 0o

& Cutter
- LH g
LH1
C M HRP10: Max. ap =5 mm
A E HRP12: Max. ap = 6 mm
A A | , I Parts
6 Qo - é)'l i I | O = % ) {:} Description Parts Cat. No.
SIES) S i o s S i Applicable cutter | HRP10R... | HRP12R...
~\ \ ;
\ A Clamping screw | CSPB-3.5S | CSTR-4L100
A_A cross Section {::) Bit BLD IP15/S7 BT15S
£ Grip H-TBS H-TBS
Cat. No. Stock No- of Dimensions (mm) Weight  Air Applicable Insert
InsertsgD1 gDc LH LH1 C E w@d1 ed2 M (kg) hole
HRP10R020MM10-02 BN ) 2 20 10 49 30 10 15 10,5 178 M10 0.1 with  RPMT10T3EN-M*
HRP10R025MM12-02 B ) 2 25 15 57 35 10 17 12,5 20.8 M12 0.1 with RPMT10T3EN-M*
HRP10R032MM16-04 BN ) 4 32 22 63 40 12 22 17.0 28.8 M16 0.2  with RPMT10T3EN-M*
HRP12R025MM12-02 B'¢ 2 25 13 57 35 10 17 12,5 20.8 M12 0.2 with RPMT1204EN-M*
HRP12R032MM16-03 N ) 3 32 20 63 40 12 22 17.0 288 M16 0.2  with RPMT1204EN-M*

‘I
=
7
@
&
7

O

11°

Gredbe Dimensions (mm) Applicabl
Cat. No. Accuracy Honing Coated pgultctzr e

AH725 | AH4035 | AH130 A T
RPMT10T3EN-MJ M with o o o 10 3.97 HRP10R...
RPMT10T3EN-ML M with o o o 10 3.97 HRP10R...
RPMT1204EN-MJ M with o o o 12 4.76 HRP12R...
M with ° ° ° 12 4.76 HRP12R...

16
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& Application range

Tungaloy

Shoulder Slotting
milling

Ramping

Plunging

Traversing

Helical
interpolation

6y
]
<Ly < oD1,2 |
Tool-6  Max. depth Max. Max. Mi‘g:“,gi,’;%i?,’,‘gt“ Min. "Max.
Cat. No. Dc (mm) of cut ramping plunging uncutportion  machining  machining
e ap (mm) angle 6 A (mm) L (mm) oD1 (mm)  @D2 (mm)
HRP10R020MM10-02 20 5 2.2° 0.3 12 27 40
HRP10R025MM12-02 25 5 3.4° 0.7 16 B85 50
HRP12R025MM12-02 25 6 4.4° 0.7 14 68 50
HRP10R032MM16-04 32 5 8° 25 23 46 64
HRP12R032MM16-03 32 6 8° 2 21 66 64
*For flat bottom hole
& Standard cutting conditions
. . . Chip-  Cuttin Feed per
ISO Workpiece material Hardness Priority Grade progker SPee toot
Vc (m/min) fz (mm/t)
< HB300 First choice AH725 MJ 120 - 250 0.3-0.7
Carbon steels (S15C, SS400 etc.)
< HB300 Toughness AH130 MJ 120 - 250 0.3-0.7
Carbon steels, alloyed steels < HB300 First choice AH725 MJ 100 - 250 0.2-0.6
(S55C, SCM440 etc.)
< HB300 Toughness AH130 MJ 100 - 250 0.2-0.6
ool steels (SKD61 etc.) < HB300 - AH725 ML 80 -180 0.2-04
. . = First choice AH130 ML 100 - 250 0.2-0.6
Austenitic Stainless steels
(SR o) it - Toughness ~ AH180  MJ  100-250  0.2-0.6
. . - First choice AH4035 ML 100 - 300 0.2-0.6
Martensitic Stainless steels
SR, e sie) - Toughness ~ AH4035 ~ MJ 100 - 300 0.2-0.6
150 - 250HB = AH725 ML 120 - 250 0.3-0.7
D0 60880 ete) 150 - 250HB - AH725 ML  100-200  0.3-0.7
< 40HRC AH725 MJ 60 - 140 0.1-0.3
Hard materials steels
50 - 60HRC = AH725 MJ 20 - 60 0.05-0.2

17




TUNGFLEX

TU NGFLEX Steel shank series

SM type
o Straight shank T L L 2 >
@ TungFlex = g
Cat. No Stock Dimensions (mm) Shank
T L L1 ad od1 M a type
SMO06-L60C10 60 20.0 10.0 9.7 M6 0° Straight
SMO06-L105-C12 105 60.0 12.0 9.7 M6 1.2° Straight
SMO06-L125-C16 125 60.0 16.0 9.7 M6 3.3° Straight
SMO08-L73C16 o 73 25.0 16.0 13.0 M8 0° Straight
SMO08-L128-C16 ( J 128 80.0 16.0 13.0 M8 0.9° Straight
SMO08-L170-C20 ([ J 170 66.8 20.0 13.0 M8 3.3° Straight
SM10-L80-C20 ([ J 80 30.0 20.0 18.0 M10 0° Straight
° 130 80.0 20.0 18.0 M10 0.6° Straight
SM10-L200-C25 ([} 200 57.2 25.0 19.0 M10 8.8 Straight
SM12-L86-C25 ([ J 86 30.0 25.0 21.0 M12 5.1° Straight
SM12-L200-C32 ([ J 200 78.0 32.0 21.0 M12 4.4° Straight
SM16-L95-C32 ([ J 95 35.0 32.0 29.0 M16 1.7° Straight
SM16-L230-C32 () 230 50.0 32.0 29.0 M16 1.8° Straight

Note: All of the shanks have coolant holes.

CAB M-M, CAB-M-C type

S

od?2
od1

. L Y B L 4
Fig. 1
(1] TungFlex
(2] TungFlex
Dimensions (mm)
o e, Stock T\ adt L L1 M2 od2 L2 m a _ Fig.
M6 9.8 25 - M6 - 145  8.00 - 2
M6 9.7 30 24.8 M8 13 175 950  5.7° 1
CABMO08MO08-C M8 13.0 30 - M8 - 175  9.60 - 2
CABMO08M10 M8 13.0 40 33.4  M10 18 20.0 15.00 5.2° 1
CABM10M10-C ® M10  18.0 35 - M10 - 20.0 15.00 - 2
CABM10M10/15.8-C M10 158 35 - M10 - 200 12.75 - 2
CABM10M12 M10  18.0 45 36.4  M12 21 220 17.00 25° 1
CABM12M12-C Mi2  21.0 40 - M12 - 22.0 17.00 - 2
CABM12M16 Mi2  21.0 50 425  M16 29 250 25.00 6.3° 1
CABM16M16-C © M16  29.0 40 - M16 - 25.0 25.00 - 2

" With coolant holes.

18 @ : Stocked items



ER collet type

Tungaloy

(1]
ER32 L
‘ L
A
B
Y
© ER collet Coolant JET2 type
9 TungFlex
Dimensions (mm)

Cat. No. Stock M oD oD1 L K
ER320DPM6X25 M6 9.8 14 25 22
ER320DPM6X50 M6 9.8 20 50 48
ER320DPM6X75 M6 9.8 23 75 74
ER320DPM8X25 M8 13.1 15 25 22
ER320DPM8X50 M8 13.1 23 50 49
ER320DPMB8X75 M8 13.1 23 75 74
ER320DPM10X25 M10 18.0 20 25 23
ER320DPM10X50 M10 18.0 24 50 49
ER320DPM12X25 M12 21.0 24 25 24
ER320DPM12X50 M12 21.0 24 50 49

S M-CF type
[a]
@)
S}
0 TungFit
(2] TungFlex
Dimensions (mm)

Cat. No. LS L L od1 M 0d2  oD2 L2 a
SM12-L85/3.30-CF4 93 81.3 21 M12 25 44 42 4.4°
SM16-L130/5.11-CF4 138 126.8 29 M16 25 44 42 2.6°
SM12-L140/5.50-CF4 148 139.1 21 M12 25 44 42 4.4°
SM16-L170/6.70-CF4 178 168.6 29 M16 25 44 42 2.0°

@ : Stocked items
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TUNGFLEX

TUNGFLEXX arvor / Holder

BT-ODP type

(o)

© BT MAS 403 Form A/B
9 TungFlex

Dimensions (mm)

Cat. No. Stock M oD oD1 L L1 L2 G
BT400DP6X66 M6 9.8 13.0 66 39 30 M16
BT400DP6X106 M6 9.8 23.0 106 79 70 M16
BT400DP8X66 (] M8 13.0 15.0 66 39 30 M16

M8 13.0 23.0 106 79 70 M16
BT400DP10X66 [ ] M10 18.0 20.0 66 39 30 M16
BT400DP10X106 M10 18.0 28.0 106 79 70 M16
BT400DP12X66 (] M12 21.0 24.0 66 39 30 M16

BT400DP12X106 M12 21.0 31.0 106 79 70 M16
BT400DP16X66 (] M16 29.0 28.6 66 39 = M16

BT400DP16X106 M16 29.0 34.0 106 79 70 M16
BT500DP12X94 M12 23.0 30.0 94 56 50 M24
BT500DP12X144 M12 23.0 40.0 144 106 100 M24
BT500DP12X194 M12 23.0 40.0 194 156 150 M24
BT500DP12X244 M12 23.0 46.0 244 206 200 M24
BT500DP16X94 M16 29.0 34.0 94 56 50 M24
BT500DP16X144 M16 29.0 40.0 144 106 100 M24
BT500DP16X194 M16 29.0 55.0 194 156 150 M24

BT500DP16X244 M16 29.0 60.0 244 206 200 M24

() Balanced to G6.3 at max. n: 12,000 min-1

@ : Stocked items
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HSK A-ODP type

Tungaloy

© HSK DIN69893 Form A

9 TungFlex
Dimensions (mm)

G Ll Stock sk M oD oD1 L L1 L2
HSKA630DP6X59 63 M6 9.70 10.0 59 33 25
HSKA630DP6X109 63 M6 9.80 23.0 109 83 75
HSKA630DP8X 59 ° 63 M8 13.1 15.0 59 33 25
HSKA630DP8X109 63 M8 13.1 23.0 109 83 75

) 63 M10 18.0 20.0 59 33 25
HSKA630DP10X109 63 M10 18.0 28.0 109 83 75
HSKA630DP12X59 ) 63 M12 21.0 24.0 59 33 25
HSKA630DP12X109 63 M12 21.0 31.0 109 83 75
HSKA630DP16X59 ° 63 M16 29.0 34.0 59 33 25
HSKA630DP16X109 63 M16 29.0 34.0 109 83 75
HSKA1000DP12X87 100 M12 23.0 30.0 87 58 50
HSKA1000DP12X137 100 M12 23.0 30.0 137 108 100

100 M12 23.0 40.0 187 158 150
HSKA1000DP12X237 100 M12 23.0 46.0 237 208 200
HSKA1000DP16X87 100 M16 29.0 315 87 58 50
HSKA1000DP16X137 100 M16 29.0 415 137 108 100
HSKA1000DP16X187 100 M16 29.0 55.0 187 158 150
HSKA1000DP16X237 100 M16 29.0 55.0 237 208 200

HSK E-ODP type

L .
o — - 0
L2
L 10/,
vl T =] g, —
2 © L ET Sy
@ HSK DIN69893 Form E =
9 TungFlex Y %
Dimensions (mm)

Cat. No. Stock. sk M oD oD1 L L1 L2
HSKE400DP10X53 40 M10 18 20 53 33 25
HSKE400DP10X103 40 M10 18 28 103 83 75
HSKE400DP12X53 40 M12 21 24 53 33 25
HSKE400DP12X103 40 M12 21 31 103 83 75
HSKE500DP10X59 50 M10 18 20 59 33 25
HSKE500DP10X109 50 M10 18 28 109 83 75
HSKE500DP12X59 50 M12 21 24 59 33 25
HSKE500DP12X109 50 M12 21 31 109 83 75

50 M16 29 34 59 33 25
HSKE500DP16X109 50 M16 29 34 109 83 75
HSKE630DP10X59 63 M10 18 20 59 33 25
HSKE630DP10X109 63 M10 18 28 109 83 75
HSKE630DP12X59 63 M12 21 24 59 33 25
HSKE630DP12X109 63 M12 21 31 109 83 75
HSKE630DP16X59 63 M16 29 34 59 33 25
HSKE630DP16X109 63 M16 29 34 109 83 75

@ : Stocked items
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TUNGFLEX

RED screw arbor

(Manufactured by MST corporation)

@ Integrated arbors with carbide shank

@ Optimum design with high rigidity using cemented carbide

@ Slipping of shank at high torque is arrested, due to integrated
structure of shank with the arbor.

@ Chatter free stable machining is possible even at long overhang.

Provides the highest performance of
indexable head tools

Arbors for indexable cutter
heads

shank

All types of cutter heads can be |
connected

“S” Index of rigidity

9.8N
“S” shows the deflection value at the top of _-§--
tool when working 9.8N load. Smaller value O }s (um)

means higher rigidity. ~

Manufactured by: MSTCﬂrllﬂratlﬂll
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Tungaloy

S: Rigidity (um)

¢ > 16:
F H1
v ]
- b hImM
BT40-RSG 8-130-M 50 i LT -
P P Rigidit: :
Cat. No. a Dimensions (mm) gS yW(?(lg)ht

oD H HI o L M L1 _oCl oc2 (m 9
BT40-RSG 8-105-M 25 M8 85 18 65 15 105 25 80 30 32 06 1.4
BT40-RSG 8-135-M 25 M8 85 18 65 15 135 25 110 30 32 07 1.8
BT40-RSG 8-130-M 50 M8 85 18 65 15 130 50 80 30 32 15 14
BT40-RSG 8-160-M 50 M8 85 18 65 15 160 50 110 30 32 17 1.8
M8 85 18 65 15 155 75 80 30 32 31 15
BT40-RSG 8-185-M 75 M8 85 18 65 15 185 75 110 30 32 34 1.9
BT40-RSG 8-165-M 85 M8 85 18 65 15 165 8 80 30 32 40 15
BT40-RSG 10-125-M 25 M10 105 22 65 19 125 25 100 36 38 04 18
BT40-RSG 10-155-M 25 M10 105 22 65 19 155 25 130 36 38 05 22
BT40-RSG 10-150-M 50 M0 105 22 65 19 150 50 100 36 38 09 1.9
BT40-RSG 10-180-M 50 M10 105 22 65 19 180 50 130 36 38 1.0 23
BT40-RSG 10-175-M 75 Mi0 105 22 65 19 175 75 100 36 38 16 2.0
BT40-RSG 10-205-M 75 M10 105 22 65 19 205 75 130 36 38 1.8 24
BT40-RSG 10-200-M100 M10 105 22 65 19 200 100 100 36 38 28 20
M10 105 22 65 19 230 100 130 36 38 30 24
BT40-RSG 12-125-M 25 M12 125 22 6 24 125 25 100 43 45 03 20
BT40-RSG 12-155-M 25 M12 125 22 6 24 155 25 130 43 45 04 24
BT40-RSG 12-150-M 50 M12 125 22 6 24 150 50 100 43 45 05 21
BT40-RSG 12-180-M 50 M12 125 22 6 24 180 50 130 43 45 07 25
BT40-RSG 12-175-M 75 M12 125 22 6 24 175 75 100 43 45 09 23
BT40-RSG 12-205-M 75 Mi12 125 22 6 24 205 75 130 43 45 11 27
BT40-RSG 12-200-M100 Mi12 125 22 6 24 200 100 100 43 45 14 24
M12 125 22 6 24 230 100 130 43 45 16 2.8
BT50-RSG 8-120-M 25 M8 85 18 65 15 120 25 95 30 32 06 4.0
BT50-RSG 8-150-M 25 M8 85 18 65 15 150 25 125 30 32 0.7 43
BT50-RSG 8-145-M 50 M8 85 18 65 15 145 50 95 30 32 15 4.0
BT50-RSG 8-175-M 50 M8 85 18 65 15 175 50 125 30 32 17 43
BT50-RSG 8-170-M 75 M8 85 18 65 15 170 75 95 30 32 3.0 41
BT50-RSG 8-200-M 75 M8 85 18 65 15 200 75 125 30 32 33 44
BT50-RSG 8-180-M 85 M8 85 18 65 15 180 8 95 30 32 39 41
M10 105 22 65 19 140 25 115 36 38 04 43
BT50-RSG 10-170-M 25 M10 105 22 65 19 170 25 145 36 38 05 4.6
BT50-RSG 10-165-M 50 M10 105 22 65 19 165 50 115 36 38 0.8 4.4
BT50-RSG 10-195-M 50 M10 105 22 65 19 195 50 145 36 38 09 47
BT50-RSG 10-190-M 75 M10 105 22 65 19 190 75 115 36 38 1.6 45
BT50-RSG 10-220-M 75 M10 105 22 65 19 220 75 145 36 38 1.7 48
BT50-RSG 10-215-M100 M10 105 22 65 19 215 100 115 36 38 27 45
BT50-RSG 10-245-M100 M10 105 22 65 19 245 100 145 36 38 29 48
BT50-RSG 12-140-M 25 Mi12 125 22 6 24 140 25 115 43 45 02 46
BT50-RSG 12-170-M 25 M12 125 22 6 24 170 25 145 43 45 03 50
BT50-RSG 12-165-M 50 Mi12 125 22 6 24 165 50 115 43 45 05 47
BT50-RSG 12-195-M 50 M12 125 22 6 24 195 50 145 43 45 0.6 5.1
BT50-RSG 12-190-M 75 M12 125 22 6 24 190 75 115 43 45 0.8 4.9
BT50-RSG 12-220-M 75 M12 125 22 6 24 220 75 145 43 45 10 53
BT50-RSG 12-215-M100 M12 125 22 6 24 215 100 115 43 45 13 50
BT50-RSG 12-245-M100 M12 125 22 6 24 245 100 145 43 45 15 54
M12 125 22 6 24 240 125 115 43 45 20 52
BT50-RSG 16-140-M 25 Mi6 17 25 6 29 140 25 115 52 54 02 54
BT50-RSG 16-165-M 50 Mi6 17 25 6 29 165 50 115 52 54 03 56
BT50-RSG 16-190-M 75 Mi6 17 25 6 29 190 75 115 52 54 05 58
BT50-RSG 16-215-M100 Mi6 17 25 6 29 215 100 115 52 54 07 6.0
BT50-RSG 16-240-M125 Mi6 17 25 6 29 240 125 115 52 54 11 6.2
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TUNGFLEX

RED screw arbor

: Rigidit m - H
S: Rigidity (um) oS
Gl LH1
v
. - 1] of
Sy
A 63-RSG 10-175-M75
£ A Rigidit :
Cat. No. a Dimensions (mm) gS y W(?(lg)ht

oD H HI o L M L1 oCl oc2 (m 9
A 63-RSG 8-105-M25 M8 85 18 65 15 105 25 80 30 32 06 1.3
A 63-RSG 8-135-M25 M8 85 18 65 15 135 25 110 30 32 07 1.4
A 63-RSG 8-130-M50 M8 85 18 65 15 130 50 80 30 32 15 13
A 63-RSG 8-160-M50 M8 85 18 65 15 160 50 110 30 32 17 1.4
M8 85 18 65 15 155 75 80 30 32 31 14
A 63-RSG 8-185-M75 M8 85 18 65 15 185 75 110 30 32 34 15
A 63-RSG 8-165-M85 M8 85 18 65 15 165 8 80 30 32 39 14
A 63-RSG 10-125-M25 M10 105 22 65 19 125 25 100 36 38 04 16
A 63-RSG 10-155-M25 M10 105 22 65 19 155 25 130 36 38 05 1.9
A 63-RSG 10-150-M50 M10 105 22 65 19 150 50 100 36 38 08 1.7
A 63-RSG 10-180-M50 M10 105 22 65 19 180 50 130 3 38 1.0 20
A 63-RSG 10-175-M75 Mi0 105 22 65 19 175 75 100 36 38 16 1.8
M10 105 22 65 19 205 75 130 36 38 1.8 21
A 63-RSG 10-200-M100 M10 105 22 65 19 200 100 100 36 38 27 1.8
A 63-RSG 10-230-M100 M10 105 22 65 19 230 100 130 36 38 29 21
A 63-RSG 12-125-M25 M12 125 22 6 24 125 25 100 43 45 03 1.9
A 63-RSG 12-155-M25 M12 125 22 6 24 155 25 130 43 45 04 23
A 63-RSG 12-150-M50 M12 125 22 6 24 150 50 100 43 45 05 20
A 63-RSG 12-180-M50 M12 125 22 6 24 180 50 130 43 45 06 24
A 63-RSG 12-175-M75 M12 125 22 6 24 175 75 100 43 45 09 22
M12 125 22 6 24 205 75 130 43 45 10 26
A 63-RSG 12-200-M100 Mi12 125 22 6 24 200 100 100 43 45 14 23
A 63-RSG 12-230-M100 Mi12 125 22 6 24 230 100 130 43 45 16 27
A100-RSG 8-120-M25 M8 85 18 65 15 120 25 95 30 32 0.6 26
A100-RSG 8-150-M25 M8 85 18 65 15 150 25 125 30 32 0.8 29
A100-RSG 8-145-M50 M8 85 18 65 15 145 50 95 30 32 15 26
A100-RSG 8-175-M50 M8 85 18 65 15 175 50 125 30 32 17 29
A100-RSG 8-170-M75 M8 85 18 65 15 170 75 95 30 32 31 27
A100-RSG 8-200-M75 M8 85 18 65 15 200 75 125 30 32 34 3.0
A100-RSG 8-180-M85 M8 85 18 65 15 180 8 95 30 32 40 27
M10 105 22 65 19 140 25 115 36 38 04 31
A100-RSG 10-170-M25 M10 105 22 65 19 170 25 145 36 38 05 35
A100-RSG 10-165-M50 M10 105 22 65 19 165 50 115 36 38 0.8 3.2
A100-RSG 10-195-M50 M10 105 22 65 19 195 50 145 36 38 1.0 3.6
A100-RSG 10-190-M75 M10 105 22 65 19 190 75 115 36 38 1.6 3.3
A100-RSG 10-220-M75 M10 105 22 65 19 220 75 145 36 38 18 3.7
A100-RSG 10-215-M100 M10 105 22 65 19 215 100 115 3 38 27 33
A100-RSG 10-245-M100 M10 105 22 65 19 245 100 145 36 38 29 37
A100-RSG 12-140-M25 Mi12 125 22 6 24 140 25 115 43 45 03 34
A100-RSG 12-170-M25 M12 125 22 6 24 170 25 145 43 45 04 37
A100-RSG 12-165-M50 M12 125 22 6 24 165 50 115 43 45 05 35
A100-RSG 12-195-M50 M12 125 22 6 24 195 50 145 43 45 0.6 3.8
A100-RSG 12-190-M75 M12 125 22 6 24 190 75 115 43 45 0.8 3.7
A100-RSG 12-220-M75 M12 125 22 6 24 220 75 145 43 45 10 4.0
A100-RSG 12-215-M100 M12 125 22 6 24 215 100 115 43 45 14 38
A100-RSG 12-245-M100 Mi12 125 22 6 24 245 100 145 43 45 16 41
M12 125 22 6 24 240 125 115 43 45 21 40
A100-RSG 16-140-M25 Mi6 17 25 6 29 140 25 115 52 54 02 41
A100-RSG 16-165-M50 Mi6 17 25 6 29 165 50 115 52 54 0.3 43
A100-RSG 16-190-M75 Mi6 17 25 6 29 190 75 115 52 54 05 45
A100-RSG 16-215-M100 Mi6 17 25 6 29 215 100 115 52 54 0.8 47
A100-RSG 16-240-M125 Mi6 17 25 6 29 240 125 115 52 54 11 4.9
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& Practical examples

Tungaloy

Mer

Workpiece material

Workpiece type Shaft Die & mould
Cutter HXNO3R032MM16-06 (032, z = 6) HXNO3R020MM10-04 (020, z = 4)
Insert LNMUO0303ZER-ML LNMUO303ZER-MJ
Grade AH130 AH725
Inconel 625 FCD600 / GGG60
SN
Workpiece material s
£
S
Cutting speed: Vc (m/min) 35 190
g Feed per tooth: fz (mm/t) 0.45 04
% Depth of cut: ap (mm) 0.44 0.3
8 | Width of cut: ae (mm) 30 9
2 | Method of machining Slot milling Pocket milling
g Coolant Wet Dry (air)
Machine Vertical M/C, BT50 Vertical M/C, BT40
g <
© E ool
g £ 'of
: 2 oo
Results g § » B
= 0 0
DOFEED Competitor DOFEED Competitor
DoFeed cutter provides double productivity. Due to the lower cutting forces, DoFeed cutter
AH130 grade with high chipping resistance can increase productivity 4 times higher. AH725
drastically prolongs the tool life. grade can effectively reduce sudden fracture,
achieving double tool life.
Workpiece type Mould for injection Machine part
Cutter HPO07R020MM10-05 (220, z = 5) HPO11R025MM12-03 (925, z = 3)
Insert AOMT070208PDPR-HJ ASMT11T308PDPR-MJ
Grade AH725 AH120
NAKS50 S55C / C55

<0

gV &
= ’

o

©

£

£

2
4

Cutting speed: Vc (m/min) 120 150
(%)
S |Feed per tooth: fz (mm/t) 0.4 0.1
§ Depth of cut: ap (mm) 0.5 6.0
S | Width of cut: ae (mm) 20 10
_8 Method of machining Pocket milling Square shoulder milling
=
g Coolant Dry (air) Dry (air)
Machine Vertical M/C, BT40 Vertical M/C, BT50
60 —
[0}
2 E
g < 50/ E
g E 4op 2 50
Results £S5 10 o
=

0
TUNGRIEC Competitor

The combination of HJ insert and high density

cutter drastically improves productivity. Lower

cutting forces reduce chattering.

0
TUNGREC Competitor

MJ insert with lower cutting force effectively
reduces chattering and chipping on edges,
prolonging the tool life.
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TUNGFLEX

Workpiece type Mould for pressing Mould for casting
Cutter HWDO07R030MM16-05 (230, z = 5) HWD07R015MMO08-03 (215, z = 3)
Insert RDMWO0702M0 RDMWO0702MO0
Grade AH120 AH120
SKD11 / X153CrMoV12 FC250 / GG25

Workpiece material

RADIUSMILL Competitor

Due to lower cutting force, high density
cutter can be applied, drastically improving
productivity.

" Cutting speed: Vc (m/min) 80 250
_5 Feed per tooth: fz (mm/t) 0.2 0.3
=
"E Depth of cut: ap (mm) 0.8 0.5
8 |width of cut: ae (mm) 25 15
1= lMathod ofmashining Profilling Pocket milling
g Coolant Wet Wet
Machine Vertical M/C, BT40 Vertical M/C, BT40
s 90 S
foaf e
3E 20 5
g 15 (S
£E= o
O 10} = o
5E 5 5=
Results R 2
= 0

0
RADIUSMILL Competitor
AH120 grade, with high wear resistance, allows
high cutting speed Vc = 250 m/min, improving
productivity and tool life.
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Tungaloy Corporation Tungaloy Ibérica S.L. Tungaloy Cutting Tool
(Head office) (Shanghai) Co.,Ltd.

Tungaloy America, Inc. Tungaloy Scandinavia AB

Tungaloy Cutting Tool
(Thailand) Co.,Ltd.

Tungaloy Canada Tungaloy Rus, LLC

Tungaloy Singapore (Pte.), Ltd.

Tungaloy de Mexico S.A. Tungaloy Polska Sp. z 0.0.

Tungaloy India Pvt. Ltd.

Tungaloy U.K. Ltd
Tungaloy do Brasil Comércio de
Ferramentas de Corte Ltda.

Tungaloy Korea Co., Ltd

Tungaloy Germany GmbH Tungaloy Hungary Kft

Tungaloy Malaysia Sdn Bhd

Tungaloy France S.A.S. Tungaloy Turkey

: Tungaloy Australia Pty Ltd
Tungaloy Italia S.r.l.

Tungaloy Benelux b.v.

PT. Tungaloy Indonesia
Tungaloy Czech s.r.o.

Tungaloy Croatia

www.tungaloy.co.jp To see this product in action visit:

Tungaloy Bt Tung-TV

facebook.com/tungaloyjapan
Member IMC Group twitter.com/tun ga | oylJapan Www_youtube_Com/tunga|oycorporation
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DOWNLOAD p, carbide
Dr. Carbide App Tungaloy
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