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Tool Selection Guide

Face Mill
MILEsRYCH CHASEMILL | cuasEDriiii
TFM90AX
2S-TFM90AP
3P TF90 6N TF90 SCRM90TN TFM90AP TFM90AN
Series - .
b =
Pages E24-E25 E26-E27 E28 E29-E31 E32
Approach Angle 90° 90° 90° 90° 90°
Max. Depth of Cut(mm) 4.7-15 6.2-9.2 13 5.75-16.1 11.1-15
Diameter Range(mm) 032-0250 40-0250 @50-@200 232-2200 @40-0200
AXMT 0602
3PK(H)T 0603 APCT 0802
3PK(H)T 1004 6NGU 0604 ANMX 1106/1607
Insert 3PK(H)T 1505 6NGU 0905 TNMX 1806 ﬁmgg OoTS | ANHX 1106/1607
3PK(H)T 1906
APKT 1705
7
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7/
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Tool Selection Guide

Face Mill
Hasedii | ciasidocao | ciasiPocao | chasiadap | LIONHILL LION#iiii
TFM90XE TFM90SNS TFM90SNS-QC TQ9OSNS LM90TP LM90SE
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£33 £34 £35 E36 £37 £38
90° 90° 90° 90° 90° 90°
16 1 1 1 18 17
©40-0125 @50-01250 ©50-0400 @50-0400 080-0315 0125-0315
SNEX 1204 SNEX 1204 SNEX 1204
XECT 1605 SNET 1205 SNET 1205 SNET 1205 TPKN 2204 SEKX 2107
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Tool Selection Guide

Face Mill
casPaaav | cwasidacap | LIONHiii | CHASEMiL | LIONMiLL
TFM90SN
TFM88SN TFM75SN LM75SP TFM75AP LM60SC
Series
CalPp.
LEd T
F e
e S
Pages E39 E40 E41 E42 E43-E44
Approach Angle 90°, 88° 75° 75° 75° 60°
Max. Depth of Cut(mm) 6.7 95 95-12.5 39 13-18
Diameter Range(mm) @50-@200 @50-0250 280-0315 280-0125 2125-@500
SNMX 1306 ENTN-M  SPKN 1203 SCKN 2107
Insert SNGX 1306 |gNGx 1306 ENTN-M|  SPKN 1504 APKT 1705 SCKN 2708
7
Facing ﬁ [ ° [} [ [ )
7
Shouldering @ ° ° ° )
i 7/
Soting | 7 o o o o o
—
Ramping g
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Ramping
S
T |Side g
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<
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Tool Selection Guide

Face Mill

cHasgDrierra

CHHSQ QiAo

TFM55AHNS 14D-F45XN-06 14D-F45XN-09 14D-F45XNW 14D-F45XNW-QC TFM45SN
k - L P N kD s
- .15‘ . f: A kﬂ.“' Lekelz] %
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E45 E46 E47 E48 E49 E50
55° 45° 45° 45° 45° 45°
5 3.5 5 5 1 7
@50-3160 @50-3160 063-3250 780-0315 ©250-3400 @50-3250
XNMU 0605 XNMU 0906 SNMX 1306 ANTR
HNC(W)X 0504 XNHU 0605 XNHU 0906 XNHU 0906 XNHU 0906 SNGX 1306 ANTN
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Tool Selection Guide

Face Mill
giasiPaiao | cnasidadap | ciasiPaunv | ciasgPaun | cHasgD it
TFM45SN-QC TFM45SNS TFM45SNW TQ45SNW TFM45AN
Series
Pages E51 E52-E53 E54 E55 E56
Approach Angle 45° 45° 45° 450 450
Max. Depth of Cut(mm) 7 8.8 8.8 8.8 8.4
Diameter Range(mm) @250-2400 063-0315 280-0250 @200-2400 ©50-0160
SNMX 1306 ANTR SNMX 1607
Insert SNGX 1306 ANTN SNHX 1606 SNHX 1606 SNHX 1606 ANHX 1607
) e
Facing ﬁ ° [ ] [ ] (] [}
7/
Shouldering @ ° ° ° )
i 7
Soting | 7 o o o o o
—
Ramping g (e}
Helical éz
Ramping
S
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Tool Selection Guide

Face Mill
HEXAY iiiii HEXQMH..’. HEXAD iiii CHASEGCTO CHASEGCTO LION#iii
TFM45HNS TFM45HN TQ45HN TFM430FS TFM43ZOFW LM45SD

3

E57 E58 E59 E60 E60 E61
45° 45° 45° 43° 43° 45°
6.1 6.1 6.1 3.5 5 6.5-8.7
263-0250 280-0315 @250-3400 232-0125 263-0200 280-2250
OFCW 0573 OFCN 0704
OFCT 0573 OFMR 0704 SDKN 1203
HNHX1008 HNHX1006 HNHX1008 OFMT 0573 OFCR 0704 SDKN 1504
RFMT 1404 RFMR 1904
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Tool Selection Guide

Face Mill
LIONMILL nzxaﬁ:u. crmse roiv | CHASEMOLD | CHASEMOLD
LM45SE TFM15HNS TFMRNS TFMRX TFMRY
Series
Pages E62 E63 E64-E65 E66-E67 E68-E71
Approach Angle 45° 150 - - R
Max. Depth of Cut(mm) 6.5-8.7 2 5-8 5-10 5-10
Diameter Range(mm) 80-0250 280-0125 @32-3200 250-3160 932-2250
RYM(H)X 0803
SEKN 1203 RNMU 1004 Smgn& 1993 | RYM(H)X 1004
Insert SEKN 1504 HNHX1006 RNMU 1205 RXMX 1604 RYM(H)X 1205
RNMU 1606 RYM(H)X 1606
RXMX 2006
RYMX 2007
) 7
Facing ﬁ [} [ ] ° [} [}
7
Shouldering @ ° ° ° )
7
Slotting @ o) ° ° °
—
Ramping g ° ° °
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Ramping éz o o °
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Tool Selection Guide

Face Mill
cHasiPridiice | CHASESPEED | chasidreeo | cHasgdreio | cHasidreep | cHasEDFeeo
TPM-...R-PL09 TFMRN-12CH TFMBL-06 TFMBL-09 TFMBL-12 TFMXD
o £ 9 I F 2 o ‘
2 Y | xf
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E72 E73 E74 E75 E76 E77
s; ejo 1 1?5 2 1.0:2.0
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Tool Selection Guide
End Mill & Modular

CHEASEMILL CHASEMILL CHASEMILL
3P TE90 6N TE90 TE90AX-06 2S-TE90AP-09 TE90AP-12
/ 2
Series % A\ -~ /
iﬂ\ < .
£ . Y | ¢ oW P
. 5 . = {;‘ . X‘V /
¥ v W & T %
Pages E78-E81 E82-E83 E84-E85 E86-E87 E88-E89
Approach Angle 90° 90° 90° 90° 90°
Max. Depth of Cut(mm) 4.7-15 6.2-9.2 5.75 8.8 12
Diameter Range(mm) ©12-@50 @25-040 08-340 ©10-@40 016-042
3PK(H)T 0603
Insert 3PK(H)T 1004 6NGU 0604 AXMT 0602 APKT 09T3 APKT 1204
3PK(H)T 1505 6NGU 0905 AXCT 0602 APCT 09T3 APCT 1204
3PK(H)T 1906
. Pd
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Tool Selection Guide

End Mill & Modular

cHaseiii | cwas@drii | CHASEALG | CHASEGUAD | CHASEGUAD | CHASEGGAD
TE90AP-17 TE90AN-11/16 TE9OXE TSF TDM TCF
g w//é //
&l / V
E90-E91 E92-£93 E94-E95 E% EQ7 E98
90° 90° 90° 90° 90° 150-450
16.1 11-15 16.1 18-60 12-40 .
©20-0/40 025-050 025-040 @12-050 012-050 08.3-038.9
XOMT 0602 XOMT 0602
ANMX 1106/1607 SPMG/MT 0904 | SPMG/MT 0904 SPMT 1104
APKT 1705 ANHX 1106/1607 XECT 1605 SPMG/MT 1104 | SPMG/MT 1104 SPMG 1104
SPMG/MT 1405 | SPMG/MT 1405
° ° ° ° ° °
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Tool Selection Guide

End Mill & Modular

iasdrioiv | CHASEMOLD | CHASENOLD |ciasidriaice| FINEBALL
TERNS TERD/TERX TERY TPM-PL09 TNF
Series / / / ) . /
@g'/ e & %- o e /
ol ‘ Y 4 /ﬂ W 3'd
L e o sl e Cé/;
@ =g
Pages E99-E100 E101-E102 E103-E105 E106 E107-E109
Approach Angle - - - - R
Max. Depth of Cut(mm) 5-8 2.5-10 4-10 9 -
Diameter Range(mm) 225-250 28-@50 216-050 025-042 08-032
RYM(H)X 0803
RNMU 1004 Eﬁmgn& 1993 | RYM(H)X 1004 NFB
Insert RNMU 1205 RXMX 1604 RYMEH;X 1205 PLNG 0904 NFR
RNMU 1606 RYM(H)X 1606
RXMX 2006 RYMX 2007
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Tool Selection Guide

End Mill & Modular

FINEBALL CHASESPEED DUETBALL TRIOBALL TRIOBALL CHﬂseEﬁi.i.
TNFR TERP-12CH 2F 3F-W 3F-CN TDB50X
"5
&>
E110-E112 E113 E114-E115 E116 E116 E117-E118
: ejo 11 .8:21 4 16:25 2-5 59:69
08-025 032-040 016-032 032-050 @50 50
NFR RPGX 1204 CH A 0973 SNk 1311 SFBo00b M 6RBE 50-M
CNHX 1606 CNHX 1606
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Tool Selection Guide
End Mill & Modular

ciasiPreeo | chasidreeo | qasidreep | ciasiPreep | aHasgPreep
TEBL-06
Series //
© o |®
//—‘/’w
Pages E119-E120 E121-E122 E123 E124 E125
Approach Angle - - -
Max. Depth of Cut(mm) 1.0 1.5 2.0 1.0 2.0
Diameter Range(mm) o16-042 25-042 032-042 220-042 032-042
Insert BLMP 0603 BLMP 0904 BLMP 1205 XDMX 08T3 XDMX 1305
7
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Tool Selection Guide

Extended Flute Cutter

iasDiiii | cuasdiiii | CHASEMILL | CHASEMILL | CHASEMILL
TES-AN11 TES-AN16 TES-AP12
TEF-AN11 TEF-AN16 TEF-AX06 2S-TEF-AP09 TEF-AP12
Series R
N ((',.f /\
Q’:‘i\/\ ; /}/ é
% ! - .
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Pages E126 E127 E128 E129 E130
Approach Angle 90° 90° 90° 90° 90°
Max. Depth of Cut(mm) 40-60 42-69 16-26 26-42 34-56
Diameter Range(mm) 032-780 @40-@100 016-025 020-032 025-063
ANMX 1106 ANMX 1607 AXMT 0602 APKT 09T3
Insert ANHX 1106 ANHX 1607 AXCT 0602 APCT 09T3 APKT 1204
) Pe
Facing 5 o (@) o (0] o
/
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Ramping g
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Tool Selection Guide

Extended Flute Cutter

CHASEMILL CHASEGUAD
TES-AP17 TES
TEF-AP17 TEF
Series
Pages E131 E132
Approach Angle 90° 90°
Max. Depth of Cut(mm) 30-88 25-60
Diameter Range(mm) @32-@100 @32-2100
SPMT(G) 1104
Insert APKT 1705 SPMT(G) 1405
Pd
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Tool Selection Guide
Slotting Cutter

TOPSLOT TOPSLOT TOPSLOT TOPSLOT TOPSLOT
TSM-FD
TSM-TS16 TSM-SL TSM-FD-Z TSM-FD-ZN08 -S/W-ZN08
g \
Series : » )
HA;J- ~""/ S ..""‘ alt.
TN—A! 3 S 4 i“\; ,;.rf \‘-;,
‘? N . ,':/I \’./\' ot M " !'?
'z 1
Pages E133-E134 E135-E136 E137-E138 E139 E140
Approach Angle - - - -
Max. Depth of Cut(mm) 1.2-6 3-6 3-10 10-12 10-14
Diameter Range(mm) 32-080 025-063 063-0250 280-3125 ©100-@250
Insert TS16 SLOT ZNHT... ZNHU 080 ZNHU 080
. Pd
Facing ﬁ (e} O o o (@)
7
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Tool Selection Guide
Slotting Cutter

TOPSLOT TOPSLOT TOPSLOT TOPSLOT TOPSLOT
TSM-FD- TSM-FD-
TSM-FD-ZN11 S/W-ZN11 S/W-ZN14 TSM-FF-Z TSM-FF-ZN08
Series
“ * a - o - * - P i)
. - 3 3 e ol = | = T
iE ) = - @‘-“ rg (= ) ? h < - z = -.E_’lf’
“eas® | “ens | WY
Pages E141 E142 E143 E144 E145
Approach Angle - - -
Max. Depth of Cut(mm) 14-20 14-20 20-26 3-10 10-12
Diameter Range(mm) 2125 ©100-0315 ©0125-0315 080-3160 063-0125
Insert ZNHU 110 ZNHU 110 ZNHU 140 ZNHT... ZNHU 080
. e
Facing & (@] O O o o
Vg
Shouldering @ o o) o) o o
/
Slotting ﬁ ° ° ° ° °
[
Ramping g
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Ramping
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Tool Selection Guide
Slotting Cutter

TOPSLOT TOPSLOT TOPSLOT TOPSLOT TSC Slotting Cutter

TSM-FF- TSM-FF- TSM-FF-

S/W-ZN08 TSM-FF-ZN11 S/W-ZN11 S/W-ZN14 TSC
Saans | cieslls | SR | s PR
e |y @ e )

E146 E147 E148 E149 E150-E152
10-14 14-20 14-20 20-26 1.6-4.52
2100-2200 063-3125 2100-0315 @125-@315 @75-0160
TIMC
ZNHU 080 ZNHU 110 ZNHU 110 ZNHU 140 TIMJ
TIPV
@) (0] o (0]
O (0] o (0]
[ ] [ ] [ J [ ] [ J
[ ] [ ] [ J [ ]
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Grades

Grades ISO Charactristics & Applications

[ K05 g K15 |
K10 IE-DTE |« General machining of cast iron, aluminum alloys and non-ferrous materials
[ S05 |8 S15 |

P30 IZE-EE | « General machining of steel

[ P15 |y P25 |

CT7000 M15 - M25

e Finish milling of steel and stainless steel

-2

‘W'IlfTGOBO « General machining for gray and ductile cast iron
¢ Finish and medium machining of hardened steel

=

« General milling of steel
EN-HeEl | o Heavy interrupted cutting of cast iron

&
TT7080

P30 & P50 | . .
TT8020 M30 - mso | ® Interrupted and rough machining of steel and stainless steel

3B | ° Low speed and interrupted machining of heat-resistant alloy

=

& [ P30 |§ P50 | - .
‘J"Ith8080 M30 -'mso. | ® Interrupted and rough machining of steel and stainless steel

530 B 550 [N Low speed and interrupted machining of heat-resistant alloy

| P20 |y P40 |
TT9030 M20 - M40 | e General machining of steel, stainless steel and heat-resistant alloy
| 520 |y S40 |

X P20 B oio
TT9080 M20 -'M40° | e General machining of steel, stainless steel and heat-resistant alloy
[ 520 B S40 |

-

TT2510 "oz iz | High speed milling of pre-hardened steel and hardened steel

[ P10 g P30 |
M10 - M30 : A
TT5515 k1o B ks0 BN High speed milling of steel and hardened steel

E3-E3 |° General milling of stainless steel, cast iron and heat-resistant alloy

[ H10 | H30

| P20 |y P40 |
TT5525 M20 - M40 | e General machining of steel, stainless steel and heat-resistant alloy
| 520 |y S40 |

=

‘“'IthBSOO EGH-EZA | General machining for gray and ductile cast iron
IEIEA-EE | o Finish and medium machining of hardened steel

-

iw'llfT7800 EEI-IZA | « Rough milling & high speed drilling of carbon & alloy steel
M30 - M45 | o Medium speed milling of stainless steel

T







3P TF90-06/10/15

Face Mill

Zag
, 1;_;_;;_ = _".. _«q
P ST s
. SS—
LT
G S
Designation @ ) %I;nergécg(mt]) ap értl;,g & Mounting Bolt Insert
3P TF90-632-16R-06 6 |32 16 - 32 47| e A SH M8x1.25x25 |3PKT 0603...R-M
732-16R-06 7 |32 16 32 47| e A 0.1 SH M8x1.25x25 |3PHT 0603...R-AL
735-16R-06 7 | 35 16 35 47| e A 0.1 SHM8x1.25x30
840-16R-06 8 | 40 16 40 47| e A 0.2 SHM8x1.25x30
840-22R-06 8 | 40 22 40 47| e A 02 SHM10x1.5x30
3P TF90-540-16R-10 5 | 40 16 40 7 | e A 03 SHMSx125x30 |3PK(H)T 1004..R-M
640-16R-10 6 | 40 16 40 7 | ¢ A 03 SHMS8x1.25x30 |3PK(H)T 1004..R-ML
650-22R-10 6 | 50 22 40 7 | ® A 04 SHML0xL5x30 |3PHT1004.R-AL
750-22R-10 7 |50 22 40 7 | e A 04 SHM10x1.5x30
863-22R-10 8 | 63 22 40 7 | e A 05 SHM10x1.5x30
963-22R-10 9 | 63 22 40 7 | e A 05 SHM10x1.5x30
3P TF90-450-22R-15 4 |50 22 40 11 | e A 03 SHML0x1.5x30 |3PK(H)T 1505...R-M
550-22R-15 5 | 50 22 40 11| e A 03 SHMI10x1.5x30 |3PK(H)T 1505...R-ML
463-22R-15-B 4 | 63 22 40 11 | ¢ A 05 SHMLOxL5x30 |SPHT1505..R-AL
663-22R-15 6 | 63 22 40 11| e A 05 SHM10x1.5x30
480-27R-15-B 4 |80 27 - 50 11| e A 10 SHMI2xL75x35
780-27R-15 7 |80 27 254 50 11| e A 10 SHMI12x1.75x35
880-27R-15 8 |80 27 254 50 11 | ¢ A 1.0 SHM12x1.75x35
6100-32R-15-B 6 100 32 - 50 11| e A 18 LHMI16x2x35
8100-32R-15 8 [100 32 3175 50 11 | e/x A/B 1.9 LHM16x2x35/-
10100-32R-15 10 [ 100 32 3175 50 11 | e/x AB 1.9 LHM16x2x35/-
7125-40R-15-B 7 |15 40 - 63 11| e A 30 SHM20x2.5x40
10125-40R-15 10 [ 125 40 381 63 11 | e/x A/B 3.1 SHM20x2.5x40/-
12125-40R-15 12 [125 40 381 63 11 | e/x AB 3.1 SHM20x2.5x40/-
12160-40R-15 12 [160 40 50.8 63 11 | x C/B 44 -
15160-40R-15 15 160 40 508 63 11 | x C/B 44 -
15200-60R-15 15 [ 200 60 47625 63 11 | x C 6.0 -
18200-60R-15 18 | 200 60 63 11 | x C 58 -

> TaeguTec
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3P TF90-19 WlLieRUCE
Face Mill I
A=

ﬁ%

Designation @ D DDlgnerE;?%(mT) ap &!—E ’gs&r & Mounting Bolt Insert
3P TF90-463-22R-19 4 |63 22 - 40 15| e A SH M10x1.5%30 | 3PK(H)T 1906...R-M
663-22R-19 6 | 63 22 - 40 15| e A 0.9 SH M10x1.5x30  |3PKT 1906...R-ML
480-27R-19 4 | 80 27 254 50 15| ® A 09 SHMI2xL75x35 |SPHT1906..R-AL
780-27R-19 7 |80 27 254 50 15| ¢ A 10 SHM12x1.75x35
6100-32R-19 6 | 100 32 3175 50 15 | e/x AB 18 LHM16x2x35/-
8100-32R-19 8 |100 32 3175 50 15 | e/x A/B 2.6 LHM16x2x35/-
8125-40R-19 8 |125 40 381 63 15 | ®/x AB 3.0 SHM20x2.5x40/-
10125-40R-19 10 [125 40 381 63 15 | e/x AB 31 SHM20x2.5x40/-
8160-40R-19 8 |160 40 508 63 15| x C/B 42
12160-40R-19 12 | 160 40 508 63 15| x CB 43
10200-60R-19 10 [ 200 60 47625 63 15 | x C 6.0
14200-60R-19 14 | 200 60 47625 63 15| x C 6.0
12250-60R-19 12 |250 60 - 63 15| x C 105
16250-60R-19 16 [250 60 - 63 15| x C 105

 Ordering example: Metric cutter 3P TF90-780-27R-15, Inch-bore cutter 3P TF90-780-25.4R-15
* Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole.

Ramping Cutting Arbor
Data Condition Style
A= din
E197-E198
Spare parts
Screw Wrench
Designation & /ﬁ %

3P TF90-06 TS 20043I/HG-P TD6P

3P TF90-10 TS 25C0651/HG TD8

3P TF90-15 TS 40B100I TD15

3P TF90-19 TS 451201 T-T20

—




6N TF90-06

Face Mill

L
90°
Designation @ D %:ergs;c()"r; (mT) ” g—i gsﬁ; Mounting Bolt Insert
6N TF90-440-16R-06 4 |40 16 - 40 62| e A 03 SHM8x1.25x30  |6NGU 0604..R-M
450-22R-06 4 |50 22 - 40 62| e A 04 LHMIOX15x25 |6NGU 0604..R-ML
650-22R-06 6 | 50 22 - 40 62| ® A 04 LHMIOXL5x25 |ONGUO604.R-AL
463-22R-06 4 |63 22 - 40 62| e A 05 LHMIOXL5x25
663-22R-06 6 | 63 22 - 40 62| e A 05 LHMI10x1.5x25
763-22R-06 7 |63 22 - 40 62| ¢ A 05 LHMI0x15x25
580-27R-06 5 |80 27 254 50 62| e A 10 SHMI12x1.75x35
780-27R-06 7 |80 27 254 50 62| e A 1.0 SHMI12x1.75x35
980-27R-06 9 |80 27 254 50 62| e A 1.0 SHM12x1.75x35
6100-32R-06 6 | 100 32 3175 50 6.2 | e/x AB 1.9 SHM16x2x35/-
8100-32R-06 8 | 100 32 3175 50 6.2 | e/x AB 1.9 SHM16x2x35/-
11100-32R-06 11 (100 32 3175 50 6.2 | ®/x AB 19 SHMI16x2x35/-
7125-40R-06 7 | 125 40 381 63 6.2 | e/x AB 3.2 SHM20x2.5x40/-
11125-40R-06 11 | 125 40 381 63 6.2 | e/x AB 32 SHM20x2.5x40/-
14125-40R-06 14 | 125 40 381 63 6.2 | e/x AB 3.2 SHM20x2.5x40/-

> TaeguTec
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6N TF90-09

Face Mill

=

REEN - a REE™ A
uf‘!'mf.-u,_- &F :.Efnrjj,‘

oy

< N, ||z

Al Al

L
90°
Designation @ 5 IDD|21erBs;c()"r1)(mT) ” g—i 'g?;/g Mounting Bolt Insert
6N TF90-450-22R-09 4 |50 22 - 40 92| e A 03 LHMIOXL5x25 |6NGU 0905..R-M
550-22R-09 5 |5 22 - 40 92| e A 04 LHMIOX15x25 |6NGU 0905..R-ML
463-22R-09 4 | 63 22 - 40 92| e A 05 LHMIOXL5x25 |ONGUO%05.RAL
663-22R-09 6 | 63 22 - 40 92| e A 05 LHMIOXL5x25
763-22R-09 7 |63 22 - 40 92| e A 05 LHMI10x1.5x25
580-27R-09 5 |8 27 254 50 92| e A 1.0 SHM12x1.75x35
780-27R-09 7 |80 27 254 50 92| e A 1.1 SHMI12x1.75x35
980-27R-09 9 |80 27 254 50 92| e A 11 SHMI2x1.75x35
6100-32R-09 6 | 100 32 3175 50 9.2 | e/x AB 1.9 LHM16x2x35/-
8100-32R-09 8 [100 32 3175 50 9.2 | e/x AB 1.8 LHM16x2x35/-
11100-32R-09 11 [100 32 3175 50 9.2 | e/x AB 19 LHM16x2x35/-
7125-40R-09 7 |125 40 381 63 9.2 | e/x AB 3.1 SHM20x2.5x40/-
11125-40R-09 11 | 125 40 381 63 9.2 | e/x AB 31 SHM20x2.5x40/-
14125-40R-09 14 | 125 40 381 63 9.2 | e/x AB 3.2 SHM20x2.5x40/-
12160-40R-09 12 [ 160 40 508 63 92| x CB 43 -
16160-40R-09 16 | 160 40 508 63 92| x CB 43 -
14200-60R-09 14 {200 60 - 63 92| x C 59 -
18200-60R-09 18 {200 60 - 63 92| x C 59 -
18250-60R-09 18 [250 60 - 63 92| x C 107 -
22250-60R-09 22 [250 60 - 63 92| x C 108 -

¢ Ordering example: Metric cutter 6N TF90-580-27R-09, Inch-bore cutter 6N TF90-580-25.4R-09

* Mounting bolts supplied do not have coolant through facility.

If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole.

Cutting Arbor
Condition Style

Spare parts
Screw Wrench
Designation » /ﬁ /%
6N TF90-06 TS 300851/HG TD9
6N TF90-09 TS 40B100I T-T15

——————————————\
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SCRM90TN-18

Face Mill

.
90°

Designation @ ) B:ime'?;;czg (mn|1-) ap F g?/loer & Mounting Bolt Insert

SCRM90TN 450-16R-18 4 |5 16 - 40 13| e A SH M8x1.25x30 | TNMX 1806 PNTR-M

563-22R-18 5 |63 22 - 40 13| e A 0.5 SH M10x1.5x30

580-27R-18 5 |8 27 254 50 13| e A 11 SHMI12x1.75x35

780-27R-18 7 |8 27 254 50 13| e A 1.1 SHMI12x1.75x35

6100-32R-18-B | 6 | 100 32 3175 50 13 | e/x AB 2.0 SH M16x2x35/-

8100-32R-18 8 /100 32 3175 50 13 |e/x A/B 2.0 SHM16x2x35/-

7125-40R-18-B | 7 125 40 381 63 13 |e/x AB 34 SHM20x2.5x40/-

10125-40R-18 | 10 | 125 40 381 63 13 | e/x A/B 3.3 SH M20x2.5x40/-

10160-40R-18 | 10 | 160 40 508 63 13 | x 45

14160-40R-18 | 14

C
160 40 508 63 13| x C 45
C

16200-60R-18 200 60 47625 63 13 | x 6.2

=
(o]

¢ Ordering example: Metric cutter SCRM90TN 580 27R-18, Inch-bore cutter SCRM90TN 580-25.4R-18

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Cutting ‘Arbor
Condition Style
=]

Spare parts
Screw Wrench
Designation » /%
SCRM90TN-18 TS 40B100I T-T15

——————————————\




TFM90AX/2S-TFM90AP CHASEMILL

Face Mill

-

e

TFM90AX 2S-TFM90AP
L Dimension (mm) Arbor
Designation @ D DaDaf) L ap ,{i Style & Mounting Bolt Insert
TEMY0AX  832-16R-06 8 [32 16 - 32 575 e A SH M8x1.25x25 | AXMT 0602 PER-EM
1040-16R-06 | 10 | 40 16 - 40 575| e A 0.2 SH M8x1.25x25 | AXMT 0602...R-EM
1040-22R-06 | 10 | 40 22 - 40 575 ® A 02 SHMI0xL5x30 |AXMTOB02R-HF

AXCT 0602...R-AL

2S-TFM90AP 540-16R-09 5|40 16 - 40 88| © A 0.3 SHMB8xL.25x30 | APKT 09T3 PER-
640-16R-09 6 |40 16 - 40 88| ® A 0.2 SHMSx1.25x30 | EM/M
550-22R-09-B | 5 | 50 22 - 40 88| A 03 SHMI10xL5x30 ﬁﬁg 335‘%@'5%
650-22R-09 6 [5 22 - 40 88| e A 03 SHMIOXL5X30 |ApCT 0973 PER-AL
750-22R-09 7 |5 22 - 40 88| e A 03 SHMI10x1.5x30 | APKT 09T3R-HF
863-22R-09 8 |63 22 - 40 88| ¢ A 05 SHMLO0xL5x30
1080-27R-09 | 10 | 80 27 254 50 88| © A 1.1 SHMI2x1.75x35

¢ Ordering example: Metric cutter 2S-TFM90AP 1080-27R-09, Inch-bore cutter 2S-TFM90AP 1080-25.4R-09

* Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Ramping Cutting Arbor
Data Condition Style
(=] =)
E200-E204

Spare parts
Screw Wrench
Designation & /ﬁ
TFM90AX TS 180411/HG TD6P
2S-TFM90AP TS 25055/HG(@10-30), TS 250551/HG(@32-) TD8

—




TFM90AP-12

Face Mill

CHASERMILL

—

o

Vi

L |
90°
o Dimension (mm) Arbor .
Designation @ D DaDa) L ap F Style @ Mounting Bolt Insert

TFM90AP  440-16R-12 4 |40 16 - 40 12| e A 0.2 SHM8x125x25 | APKT 1204 PER-EM/
540-16R-12 5 |40 16 40 12| e A 0.2 SHM8x1.25x25 |EL/EML
550-22R-12 5 |50 22 40 12| ¢ A 03 SHMIOXL5x30 ﬁgﬂ }gg‘é_‘;EMR'SM
650-22R-12 6 | 50 22 40 12| e A 03 SHMIOXL5X30 | APCT 1204R-ML
563-22R-12 5 |63 22 40 12| e A 05 SHMI10x1.5x30 | APCT 1204R-AL
663-22R-12 6 | 63 22 40 12| e A 05 SHMI10x15x30 |APKT 1204R-HF
763-22R-12 7 |63 22 40 12| e A 05 SHM10x1.5x30
680-27R-12 6 |80 27 - 50 12| e A 1.0 SHMI12x1.75x30
880-27R-12 8 |80 27 254 50 12| e A 1.0 SHMI12x1.75x30

——————————————\
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TFM90AP-17

Face Mill

CHASERMILL

-

|

Designation @ ) DDII':EI'IIDS;CE"f;(mC'I ) ap F /;rtgg& Mounting Bolt Insert
TFM90AP 440-16R-17 4 |40 16 - 40 161| e A 0.3 SHM8x1.25x30 | APKT 1705 PER-M

350-22R-17-B 3 |5 22 - 40 161 e A 04 SHMI10x15x30 |APKT1705PER

450-22R-17-B | 4 |50 22 - 40 161] e A 03 SHMIOaq0 | EMELEML

550-22R-17 550 22 - 40 161] e A 04 SHMI0x15X30 | ApkT 1705..R-EM

463-22R-17-B 4 |63 22 - 40 161 e A 05 SHMI10x1.5x30 | APKT 1705 PER-AL

663-22R-17 6 | 63 22 254 40 161 e A 0.5 SHM10x1.5x30

480-27R-17-B 4 80 27 - 50 161] e A 0.8 SHMI12x1.75x35

680-27R-17 6 |80 27 - 50 161| e A 09 SHMI12x1.75x35

780-27R-17 7 (80 27 254 50 16.1| e A 0.9 SHMI12x1.75x35

6100-32R-17-B 6 [100 32 - 50 161 e A 13 LHM16x2x35

8100-32R-17 8 [100 32 3175 50 16.1| ®/x A/B 15 LH M16x2x35/-

7125-40R-17-B 7 [125 40 - 63 161 e A 2.9 SHM20x2.5x40

8125-40R-17 8 [125 40 - 63 161 e A 3.0 SHM20x2.5x40

9125-40R-17 9 [125 40 381 63 16.1| ®/x A/B 3.1 SHM20x2.5x40

8160-40R-17-B 8 [160 40 - 63 161| x C 41 -

10160-40R-17 10 [ 160 40 50.8 63 16.1| x C/B 42

12200-60R-17 12 {200 60 47625 63 161 x C 6.1

 Ordering example: Metric cutter TFM90AP 663-22R-17, Inch-bore cutter TFM90AP 663-25.4R-17

* Mounting bolts supplied do not have coolant through facility.

If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole.

Ramping Cutting Arbor
Data Condition Style
E200-E204

Spare parts
Screw Wrench
Designation » %; %
TFM90AP-12 TS 35A070IHG(@16-25),TS 35A088/HG(@32-) TD10P
TFM90AP-17(@40-263) TS 40093I/HG T-T15
TFM90AP-17(380-) TS 401201/HG T-T15

——————————————\
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TFM90AN-11/16 CHASEY #iii
Face Mill 7

el A

L
90°
Designation @ D Dl:;r:e?;cz"n)(mlr-n ) ap E' /;rtl;gﬁ Mounting Bolt Insert
TFM90AN 440-16R-11 4 4 16 - 40 11.1| ¢ A 0.2 SHM8xL.25x30 |ANMX 110608R-M
450-22R-11 4 |50 22 - 40 11.1| e A 0.3 SHMI10x1.5x30 |ANHX1106...R-M/AL
650-22R-11 6 |50 22 - 40 111 e A 0.3 SHMI10x1.5x30
563-22R-11 563 22 - 40 111| ¢ A 0.6 SHML0xL5x30
763-22R-11 7 63 22 254 40 111| e A 0.6 SHML0xL50ILH MI2xL75x30
880-27R-11 8 |80 27 254 50 111 e A 1.1 SHMI12x1.75x35
1080-27R-11 10 | 80 27 254 50 11.1] e A 1.1 SHM12x1.75x35
9100-32R-11 9 [100 32 - 50 11.1| ¢ A 20 SHMI16x2x35
12100-32R-11 12 (100 32 - 50 11.1| ® A 20 SHMI16x2x35
10125-40R-11 10 [125 40 - 63 111] @ A 3.3 SHM20x2.5x40
14125-40R-11 14 | 125 40 - 63 11.1| e A 3.4 SHM20x2.5x40
TFM90AN 350-22R-16 3 /5 22 - 40 15| e A 0.4 SHMIOXL5x30 | ANMX 160708R-M
450-22R-16 4 |50 22 - 40 15| ¢ A 04 SHMI10x15x30 |ANHX160..R-M/AL
463-22R-16 4 |63 22 - 40 15| ¢ A 05 SHMIOXL5x30 ’,\*ATIH,\;(R%g?me'
663-22R-16 6 |63 22 - 40 15| e A 05 SHMI0xL.5%30
580-27R-16 5 |8 27 254 50 15| e A 0.8 SHM12x1.75x35
780-27R-16 7 80 27 254 50 15 o A 0.9 SHM12x1.75x35
5100-32R-16 5 [100 32 31.75 50 15 | e/x AB 1.3 SH M16x2x35/-
8100-32R-16 8 | 100 32 3175 50 15 | ®/x A/B 15 SHM16x2x35/-
7125-40R-16 7 |125 40 381 63 15 | e/x AB 3.9 SHM20x2.5x40/-
10125-40R-16 10 (125 40 381 63 15 | e/x C/B 3.7 SHM20x2.5x40/-
8160-40R-16 8 [160 40 508 63 15| x C 50
12160-40R-16 12 (160 40 - 63 15| x C 53 -
14200-60R-16 14 (200 60 - 63 15| x C 70 -

¢ Ordering example: Metric cutter TFM90AN 763-22R-11, Inch-bore cutter TFM90AN 763-25.4R-11

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole

SH M10x1.5x30-C: Bolt with hole Ramping Cutting Arbor
Data Condition Style
Spare parts =7 &>

Screw Wrench
Designation ﬁ /ﬁ /%
TFM90AN-11 TS 35A088I/HG TD10P
TFM90AP-16 TS 401201 T-T15
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TFM90XE-16 CHASEALG
Face Mill 3 [,
h E Al 4
= :
—
L )
4
I
90°
o Dimension (mm) Max .
Designation @ D Da L F RPM & Mounting Bolt Insert
TFM90XE 340-16R-16 3 [ 40 16 50 | e 30000 02 SHM8x125x35-C|XECT1605..R-AL
450-22R-16 4 | 50 22 50 | e 27,000 03 SHMI10x15x30-C|XECT1605..WR-AL
563-22R-16 5 [ 63 22 50 | e 24000 05 SHM10x15x30-C
580-27R-16 5 [ 80 27 50 | e 21,000 0.9 LHM12x1.75x30-C
6100-32R-16 6 [ 100 3 63 | e 19000 16 SHM16x2x35C
7125-40R-16 7 | 125 40 63 | e 17000 25 SHM20x25x40-C

 Cutter body for 'XECT 16' insert with corner radius more than 3.2mm should be modified accordingly body "R"=insert "R"-0.3mm

Ramping Cutting Arbor
Data Condition Style

Spare parts
Screw Wrench
Designation & %
TFM90XE-16 TS 40093I/HG T-T15

——————————————\
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TFMOOSNS-12 cHasEP aiap
Face Mill 7

“Z

I
90°

Designation @ 5 DDITenT;Zn (mT) ap /grtl;llcg & Mounting Bolt Insert
TFM90SNS 350-22R-12 3 |4335 50 22 50 1 A 05 SHM10x1.5x40 SNEX 1204-W
463-22R-12 4 |5635 63 22 50 1 | A 0.7 SHM10x1.5x40 SNEX 1204P-W
680-27R-12 6 [7335 80 27 50 1 | A 10 SHMI2xL75x35 S“?T( gggﬁ,\'/CBN’TZZ
8100-32R-12 8 9335 100 32 63 1 A 20 SHM16x2x30
12100-32R-12 12 9335 100 32 63 1 A 20 SHM16x2x30
10125-40R-12 10 11835 125 40 63 1 B 29 -
16125-40R-12 16 11835 125 40 63 1 B 29 -
12160-40R-12 12 15335 160 40 63 1 C 44 -
20160-40R-12 20 15335 160 40 63 1 C 44 -
16200-60R-12 16 19335 200 60 63 1 C 60 -
24200-60R-12 24 19335 200 60 63 1 C 60 -
30250-60R-12 30 24335 250 60 63 1 C 108 -
* Recommend to very stable machining condition at cast iron & steel _
Cutting Arbor
Condition Style @
ki
TE9-TELD
Spare parts
Screw Adj. Wedge Adj. Screw Wrench
Designation ﬁ @ $ %
TFM90SNS-12 TS 35C110I AJS 1010R AWS 0620 T-T15

—




TFMY0SNS-12-QC cHASED adifD
Face Mill: New Quick Change Type Cutter —

“P

D2

N: Number of clamp pocket D tap

I
90°

L Dimension (mm)
Designation @ ) DI D2 L N a ﬁ Adaptor Insert
TFM90SNS 20250-12-QC 20 |243.35 250 248.59 32 4 1 3.6 TQCAD250 |SNEX 1204-W
30250-12-QC 30 |24335 250 24859 32 4 1 | 36 TQCAD250 |SNEX 1204P-W
24315-12-0C | 24 |30835 315 313 38 4 1 | 81  TQCAD315 SNET( gggﬁ,\'/CBN’TZZ
36315-12-QC 36 |308.35 315 313 38 4 1 8.1 TQCA D315
28355-12-0C 28 [34835 355 353 38 8 1 |92 TQCA D355
42355-12-QC 42 1348.35 355 353 38 8 1 9.2 TQCA D355
32400-12-QC 32 39335 400 398 38 8 1 ]105 TQCA D400
48400-12-QC 48 [393.35 400 398 38 8 1 |106 TQCA D400
* Recommend to very stable machining condition at cast iron & steel _
- S @
® 11\
E181 E222 TE8-TE10
Spare parts
Screw Adj. Wedge Adj. Screw Wrench
Designation § @ $ %
TFM90SNS-12-QC TS 35C110I AJS 1010R AWS 0620 T-T15

—




TQ90SNS-12 cHasEP aiap

Face Mill: Quick Change Type Cutter

7
“N"(No.) of "M" bolt hole di 5
b
W/////"_’%‘ I T \ T T
},//E/%/ - © t
O T T sikaitaian
D [ tap
D1 !
LT
90°
S Dimension (mm)
Designation @ D DI Dz Da d L M N & Adapter Insert
TQ9OSNS 20250R-12 | 20 |243.35 250 253 13335177.8 38 M16 4 1 | 75 QA10K/M | SNEX 1204-W
30250R-12 | 30 (24335 250 253 13335177.8 38 M16 4 1 | 7.5 QA10K/M | SNEX 1204P-W
24315R-12 | 24 [30835 315 317 146052159 38 M20 4 1 |140 QA12KM gmggggmcwmz
36315R-12 | 36 [308.35 315 317 146052159 38 M20 4 1 |14.0 QA12KM
28355R-12 | 28 [348.35 355 357 2159 260.4 38 M20 6 1 1128 QA14KM
42355R-12 | 42 |348.35 355 357 2159 260.4 38 M20 6 1 |128 QA14KM
32400R-12 | 32 [39335 400 402 254 3048 38 M20 6 1 |16.0 QA16KM
48400R-12 | 48 (39335 400 402 254 3048 38 M20 6 1 |16.0 QA16K/M
¢ Recommend to very stable machining condition at cast iron & steel
EFi#&
: © |1\
E181 E222 TE6-TE10
Spare parts
Screw Adj. Wedge Adj. Screw Wrench
Designation » $ %
TQ90SNS TS 35C110I AJS 1010R AWS 0620 T-T15
P
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LM90TP-22 LIONMILL

Face Mill

< N/

Al Al

L
90°
Designation @ D Dm:)e:smn (me) a é@g @ Mounting Bolt Insert
LM90TP 480-25.4R-22 4 80 2540 50 16 A 12  SHM12x1.75x35 |TPKN 2204 PD...
5100-31.75R-22 5 100 3175 55 16 A 2.2 SHM16x2x35
6125-38.1R-22 6 125 3810 63 16 B 3.0 -
8160-50.8R-22 8 160 50.80 63 16 B 4.7
10200-47.625R-22| 10 | 200 47.625 63 16 C 6.4
12250-47.625R-22| 12 | 250 47.625 63 16 c 107
14315-47.625R-22| 14 | 315 47.625 63 16 D 167

¢ Metric bore cutter is available upon request

Cutting Arbor
Condition é

Spare parts
Carbide Shim Wedge Shim Screw | Wedge Screw Wrench Shim Screw Wrench
Designation (1) @
Y| @ | & (£ B | N
LM90TP-22 TSTP 22N WPA 8 TS 40B1001 |TS 80200W T-W4 T-T15
TS 80160W®
o (TS 80160W is for D8O cutter » The shim screw wrench T-T15@ shall be ordered separately E

N



LM90SE-21 LIONMiiL

Face Mill

LT
90°
L Dimension (mm) Arbor
Designation @ 5 Da Da(’) L ap Style & Insert
LM90SE 6125-40R-21 6 125 40 38.1 63 17 AB 3.4 |SEKX 2107 PETR-M
8160-40R-21 8 160 40 50.8 63 17 C/B 5.3
10200-60R-21 10 200 60 47625 80 17 © 9.6
12200-60R-21 12 200 60 47625 80 17 © 9.5
12250-60R-21 12 250 60 47625 80 17 © 16.4
14250-60R-21 14 250 60 47625 80 17 © 16.4
12315-60R-21 12 315 60 47625 80 17 D 21.0
16315-60R-21 16 315 60 47625 80 17 D 20.7

¢ Ordering example : Metric bore cutter LM90SE 6125-40R-21, Inch-bore cutter LMI0SE 6125-38.1R-21

Cutting Arbor
Condition Style

Spare parts
Shim Shim Screw Wedge Wedge Screw |Wedge Screw Wrench| Shim Screw Wrench
Designation 6}
’ & g | | 2| A
LM90SE-21 TSSE 21N-ST [TS 50C130l/HG| WPA8-SE16 | TS 80160W T-W4 T-T20
TS 80200W

o The shim screw wrench®shall be ordered separately ¢ Wedge screw TS 80160W : Diameter 125 — 200 mm
= 80200W : Diameter 250 — 315 mm
G TaeguTec




TFMY0SN/TFM88SN-13 cHasEP addio
Face Mill 7

= 4

T
90° || 88°

L Dimension (mm Arbor .
Designation [{J} D Di. Da Da((") )L an | Style ﬁ Mounting Bolt Insert
TEM90SN550-22R-13 | 5 | 50 507 22 - 40 67| o A 03 SHMLOXL5x30 |SNGX 130608-
663-22R-13 6 |63 637 22 - 40 67| e A 05 SHMI10x1.5x30 |M/MM/ML
780-27R-13 | 7 | 80 80.7 27 254 50 67| e A 12 SHML2xL75x35 ,\SA’;‘,\%Mlﬂ?’LOGlZ'
980-27R-13* | 9 | 80 807 27 254 50 67| e A 12 SHMI2XLT5%35|dnax 130616-MIMM
8100-32R-13 8 | 100 100.8 32 31.75 50 6.7 | e/x A/B 1.9 SHMI16x2x30/- |SNGX 130620-M
13100-32R-134 13 | 100 100.8 32 3175 50 6.7 | e/x AB 19 SHML6x2x30- |SNGX 130608-CE
10125-40R-13 | 10 | 125 1258 40 381 63 67| X B 28 - SNGX 1306 PNTN-W
16125-40R-134 16 | 125 1258 40 - 63 67| X B 28 2
TFM88SN550-22R-13 | 5 | 50 512 22 - 40 67| ® A 03 SHMIOXL5x30 |SNGX 1306 ZN-M/ML
663-22R-13 | 6 | 63 642 22 - 40 67| ¢ A 05 SHMIOXL5x30 |SNGX 1306C08 ZN-M
780-27R-13 | 7 | 80 8L2 27 254 50 67| ® A 12 SHML2xL75x35 |SNGX 1306 ZNTN-W
980-27R-13* | 9 | 80 812 27 254 50 67| o A 12 SHMI2xL75x35
8100-32R-13 | 8 | 100 1012 32 3175 50 6.7 | e/x AB 1.9 SHMI6x2x30/-
11100-32R-134 11 | 100 101.2 32 3175 50 6.7 | e/x AB 19 SH M16x2x30-
10125-40R-13 | 10 | 125 126.1 40 381 63 67| X B 28 -
14125-40R-134 14 | 125 1261 40 - 63 67| X B 28 -
12160-40R-13 | 12 | 160 161.1 40 508 63 67| X C 42 -
18160-40R-134 18 | 160 161.1 40 - 63 67| X C 42 -
14200-60R-13 | 14 | 200 201.1 60 4765 63 67| X C 60 -
22200-60R-134 22 [ 200 201.1 60 - 63 67| X C 60 2

¢ *: Fine pitch cutter for cast iron
¢ Ordering example: Metric cutter TFM90SN 780-27R-13, Inch-bore cutter TFM90SN 780-25.4R-13
¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

. . Cutting Arbor
SH M10x1.5x30-C: Bolt with hole. condition Style

Spare parts
Screw Wrench
Designation & %
TFM90SN TS 40B100I T-T15
TFM88SN TS 40B100I T-T15

—




TFM75SN-13 cHasEP adno
Face Mill 7

iy

raes

L Dimension (mm Arbor

Designation @ D DL Da Da((") )L o Style & Mounting Bolt Insert
TFM75SN 450-22R-13 4 |50 554 22 - 40 95| e A LH M10x1.5x25 |SNGX 1306 ENTN-M

650-22R-13 6 |50 554 22 - 40 95| e A 0.4 LH M10x1.5x25 |SNMX 1306 ENTN-M

663-22R-13 6 |63 684 22 - 40 95| ¢ A 06 LHMILO0xL5x25 |SNMX1306XTN

863-22R-13 8 |63 684 22 - 40 95| e A 0.6 LHMIOXL5x25

580-25.4R-13B | 5 |80 854 - 254 50 95| e A 13 LHM12x1.75x30

780-27R-13 7 |8 854 27 - 50 95| e A 13 LHMI2x1.75x30

1080-27R-13 10|80 854 27 - 50 95| ¢ A 13 LHMI12xL.75x30

6100-31.75R-13B| 6 |100 1054 - 3175 50 95| X B 1.9 -

8100-32R-13 8 |1001054 32 - 50 95| ¢ A 19 LHMI6x2x35

8125-38.1R-13B | 8 |1251303 - 381 63 95| X B 32 -

12100-32R-13 12 {100 1054 32 - 50 95| ¢ A 2.0 LHM16x2x35

10125-40R-13 10 [125130.3 40 - 63 95| ¢ A 32 SHM20x2.5x40

16125-40R-13 16 [ 1251304 40 - 63 95| ¢ A 3.3 SHM20x2.5%40

12160-40R-13 12 | 160 1653 40 - 63 95| X C 47 -

12160-50.8R-13B| 12 | 160 1653 - 508 63 95| X B 47 -

20160-40R-13 20 |160 1654 40 - 63 95| X C 48 -

16200-60R-13 16 [200 2053 60 - 63 95| X C 64 -

22200-60R-13 22 |200 2054 60 - 63 95| X C 64 -

20250-60R-13 20 |250 2553 60 - 63 95| X C 117 -

* Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
o || e
: =]

SH M10x1.5x30-C: Bolt with hole

Spare parts
Screw Wrench
Designation § %
TFM75SN TS 40B100I T-T15

——————————————\




LM75SP-12/15 LIONMiiL

Face Mill

< N/

=l 4

_ /]
75°
Designation @ D DI;TensmI;a(mm)L 2 gsﬁ;& Mounting Bolt Insert
LM75SP 580-25.4 R-12 5| 80 84 254 50 95| A 15 SHMI12x1.75x35 |SPKN 1203 ED...
6100-31.75R-12 6 | 100 1054 3175 55 95 24  LH M16x2x35
8125-38.1R-12 8 | 125 1304 381 63 95 32 -
10160-50.8R-12 | 10 | 160 1654 508 63 9.5 5.0 -
12200-47.625R-12| 12 | 200 205.4 47.625 63 9.5 6.9 -
16250-47.625R-12| 16 | 250 255.4 47.625 63 9.5 11.3 -
20315-47.625R-12| 20 | 315 3204 47.625 63 9.5 176 -

LM75SP 580-25.4R-15 5 80 8697 254 55 125
5100-31.75R-15 5 | 100 106.96 31.75 55 125

1.5 SHMI12x1.75x35 |SPKN 1504 ED...
2.4  LH M16x2x35

OO0l > >» 000 mw >

8125-38.1R-15 8 | 125 13195 381 63 125 3.1
10160-50.8R-15 | 10 | 160 166.94 50.8 63 125 5.0
12200-47.625R-15| 12 | 200 206.94 47.625 63 125 6.9
16250-47.625R-15| 16 | 250 256.93 47.625 63 125 10.78
20315-47.625R-15| 20 | 315 321.93 47.625 63 125 16.88

¢ Metric bore cutter is available upon request Cutting ‘Arbor
Condition Style

Spare parts

Carbide Shim Wedge Shim Screw | Wedge Screw Wrench Shim Screw Wrench

Designation ~! 7 & @ @(n % /%(2)

LM75SP-12 TSSP 12N WPA 8 TS 40B1001 |TS 80200W T-W4 T-T15
LM75SP-15 TSSP 15N WPA 8 TS 40B1001 |TS 80160W® T-W4 T-T15

o M T580160W is for D8O cutter » The shim screw wrench T-T15@ shall be ordered separately

R




TFM75AP-17 CHASEMILL

Face Mill —
_d : >
75°
o Dimension (mm) Arbor ;
Designation @ D DI Da Da’) L ap |Stle & Mounting Bolt Insert
TFM75AP 580-27R-17 5 | 80 8782 27 254 50 39| A 0.8 SHMI12x1.75x35|APKT 1705 PER-M
6100-32R-17 6 | 100 10782 32 3175 50 39| B 13 - APKT 1705 PER-EM
7125-40R-17 7 | 125 1328 40 381 63 39| B 35

o Cutter for the other corner of APKT inserts
¢ Ordering example: Metric cutter TFM75AP 580-27R-17, Inch-bore cutter TFM75AP 580-25.4R-17

Cutting Arbor
Condition Style

Spare parts
Screw Wrench
Designation & %
TFM75AP-17 TS 401201/HG T-T15

——————————————\



LM60SC-21 LIONMiLL

Face Mill =17
D2
= | T
L
D Wt
J D1 ap
60°
L Dimension (mm) Arbor
Designation @ 5 DL Da  Da() L ap_| Style @ Insert
LM60SC 5125-40R-21 5 125 1412 40 381 63 13 B 4.1 |SCKN 2107 DDTR-HE
8125-40R-21 8 125 1412 40 381 63 13 B 4.1 |SCKN 2107 DDTR-HS
8160-40R-21 8 160 1761 40 508 63 13 CB 65
10160-40R-21 10 160 1761 40 508 63 13 CB 64
10200-60R-21 10 200 2161 60 47.625 80 13 C 11.8
12200-60R-21 12 200 2161 60 47.625 80 13 C 11.8
12250-60R-21 12 250 266 60 47.625 80 13 C 19.2
14250-60R-21 14 250 266 60 47.625 80 13 C 19.1
16250-60R-21 16 250 266 60 47.625 80 13 C 19.1
12315-60R-21 12 315 331 60 47.625 80 13 D 25.0
16315-60R-21 16 315 331 60 47.625 80 13 D 25.0
18315-60R-21 18 315 331 60 47.625 80 13 D 25.0

¢ Ordering example: Metric-bore cutter LM60SC 5125-40R-21, inch-bore cutter LM60SC 5125-38.1R-21

Cutting Arbor
Condition Style

Spare parts
Shim Shim Screw Wedge Wedge Screw |Wedge Screw Wrench| Shim Screw Wrench
Designation &)
LM60SC-21 TSSC 21R-ST [TS 50C130I/HG| WSC 8R-21 | TS 80200W T-W4 T-T20

e The shim screw wrench® shall be ordered separately

—




LM60SC-27 LIONMiLL

Face Mill

< |/

Py

<

i
e *
60°
) . Dimension (mm) Arbor

Designation @ ) b1 Da  Da() L ap | Style @ Insert

LM60SC 5125-40R-27 5 125 146 40 381 63 18 B 4.6 |SCKN 2708 DDTR-HE
6160-40R-27 6 160 181 40 508 80 18 C/B 8.7 |SCKN 2708 DDTR-HS
8160-40R-27 8 160 181 40 508 80 18 cB 84
8200-60R-27 8 200 2209 60 47.625 80 18 C 12.4
10200-60R-27 10 200 2209 60 47.625 80 18 C 12.3
10250-60R-27 10 250 2708 60 47.625 80 18 C 19.9
12250-60R-27 12 250 2708 60 47.625 80 18 C 19.8
12315-60R-27 12 315 3358 60 47.625 80 18 D 26.0
15315-60R-27 15 315 3358 60 47.625 80 18 D 25.9
15400-60R-27* 15 400 4209 60 47.625 80 18 D 44.0
19400-60R-27* 19 400 4209 60 47.625 80 18 D 43.0
18500-60R-27* 18 500 5209 60 47.625 80 18 D 65.0
24500-60R-27* 24 500 5209 60 47.625 80 18 D 64.0

¢ Ordering example: Metric-bore cutter LM60SC 5125-40R-27, inch-bore cutter LM60SC 5125-38.1R-27

e *: Available upon request
Cutting Arbor
Condition Style

Spare parts
Shim Shim Screw Wedge Wedge Screw |Wedge Screw Wrench| Shim Screw Wrench
Designation
¢b | | & | > | A~
LM60SC-27 TSSC 27R-ST| TS 60A130I WSC 8R TS 80200W T-W4 BLD T25/M7+SW6-TL

o The shim screw wrench® shall be ordered separately

——————————————\




TFM55AHNS-05 HEXAD riiii

Face Mill

Y 4
a
§ Al
. . Dimension (mm Arbor :
Designation @ D Di Da DaE(") )L ap | F Style & Mounting Bolt Insert
TFM55AHNS 450-22R-05B 4150 5816 22 - 40 5| e A 04 SHMI1OXL5x30  |HNM(C)X 050410-MM
650-22R-05 6|50 5816 22 - 40 5| e A 04 SHM10x15x30 |HNCX050410R-MP
563-22R-05B | 563 7116 22 - 40 5| e A 06 SHMIOA5A |HNCXOSOEORL
863-22R-05 8637116 22 - 40 5| e A 05 SHMIOXL5x30 |ynNCX 05R-W
680-27R-05B 6 |80 88.16 27 254 50 5| ¢ A 13 SHMI12x1.75x35
880-27R-05 8|80 8816 27 - 50 5| e A 12 SHMI2x1.75x35
1080-27R-05 10/80 88.16 27 - 50 5| e A 12 SHMI12x1.75x35
7100-32R-05B | 7 |100108.16 32 31.7550 5 | e/x A/B 2.0 SHM16x2x35/-
10100-32R-05 [10/1001081632 - 50 5| e¢ A 20 SHM16x2x35
12100-32R-05 [12)100108.1632 - 50 5| e¢ A 20 SHM16x2x35
10125-40R-05B | 10 |125133.16 40 38.1 63 5 | e/x AB 3.2 SHM20x2.5x40/-
12125-40R-05 [12)1251331640 - 63 5| ¢ A 34 SHM20x2.5x40
16125-40R-05 [16)125133.1640 - 63 5| e A 3.2 SHM20x2.5x40
12160 -40R-05B | 12 |160168.16 40 50.8 63 5| X C/B 47 -
12160 -40R-05 |20/160168.16 40 50.8 63 5| X C/B 4.9 -

* Ordering example: Metric-bore cutter TFM55AHNS 680-27R-05B, inch-bore cutter TFM55AHNS 680-25.4R-05B

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Cutling Arbor
Condition Style
&

Spare parts
Screw Wrench
Designation § %
TFM55AHNS TS 40B100I T-T15

—




14D-F45XN-06 cHASED HEPTA

Face Mill

a
450
Designation @ ) DDITenSII;: (mT) a grtglcg & Mounting Bolt Insert
14D-F45XN 550-22R-06 5 | 50 591 22 40 35| A 04 LHMIOXL5x25 |XNMU 0605ANR-M
563-22R-06 5 |63 721 22 50 35| A 08 SHMI1OxL5x25 |XNHU 0605 ANN-MM
763-22R-06 7 | 63 721 22 50 35| A 08 SHMLOxL5x25 |<NHU0GOSANN-ML
680-27R-06 6 | 80 891 27 50 35| A 14 SHMI2xL75x35
980-27R-06 9 | 80 891 27 50 35| A 14 SHMI2vL75%35
7100-32R-06 7 |100 1091 32 50 35| A 21  SHML6x2x35
11100-32R-06 11 | 100 1091 32 50 35| A 21  SHML6x2x35
10125-40R-06 10 | 125 1341 40 63 35| A 36  SHM20x2.5x40
14125-40R-06 14 | 125 1341 40 63 35| A 36  SHM20x2.5x40
12160-40R-06 12 | 160 1691 40 63 35| C 47
16160-40R-06 16 | 160 169.1 40 63 35| C 49
18160-40R-06 18 | 160 169.1 40 63 35| C 50

Cutting Arbor
Condition Style

Spare parts
Screw Wrench
Designation § %
14D-F45XN-06 TS 40B100I T-T15

|




14D-F45XN-09 cHAsEP HEPTA
Face Mill amlys
&

riea

Designation @ B DDllmegjogéz?)m)L 7 Asrtgf: @ Mounting Bolt Insert

14D-F45XN 563-22R-09 563 749 22 - 50 5| e A 0.9 SHMI10x1.5x25 XNMU 0906 ANTR-M

663-22R-09 6|63 749 22 - 50 5| e A 09 SHMI0x1.5x25 XNMU 0906 ANTN-ML

680-27R-09 | 680 010 27 254 50 5| e A 14 SHMI2A75@5 |{NHU 900 ANTA MM

7100-32R-09 7 1100 112 32317555 5| e A 24 SHMI16x2x35 XNHU 0906 ANTN-CE

9100-32R-09 9100 112 32 - 55 5| e A 25 SHMI16x2x35

8125-40R-09 8 |125 137 40 38.1 63 5 |e/x AB 35 SHM20x2.5x40/-

10125-40R-09 |10(125 137 40 - 63 5| ¢ A 36 SHM20x2.5x40

12125-40R-09 |12 (125 137 40 - 63 5| ¢ A 34 SHM20x2.5x40

10160-40R-09 |10 (160 172 40 508 63 5| X C/B 48 -

12160-40R-09 | 12160 172 40 - 63 5| X C 48 -

14160-40R-09 |14 (160 172 40 - 63 5| X C 48 -

12200-60R-09 |12 (200 212 604762563 5| X C 6.8 -

16200-60R-09 |16(200 212 60 - 63 5| X C 69 -

16250-60R-09 |16(250 262 60 - 63 5| x C 115 -

20250-60R-09 |20(250 262 60 - 63 5| x C 115 -

* Ordering example: Metric-bore cutter 14D-F45XN 680-27R-09, inch-bore cutter 14D-FA5XN 680-25.4R-09

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Cutting ‘Arbor
Condition Style
=

Spare parts
Screw Wrench
Designation E %
14D-F45XN-09 TS 50C1301/HG T-T20

PE— E



14D-F45XNW-09

Face Mill

v
45°
) . Dimension (mm) Arbor .
Designation @ D DL Da L ap |Shle & Mounting Bolt Insert
14D-F45XNW 1080-27R-09 10 | 80 919 27 50 5 | A 18 SHMI2x1.75%35 |XNHU 0906 ANTN-MM
14100-32R-09 | 14 | 100 112 32 55 5 | A 29  SHM16x2x35 XNHU 0906 ANTN-CE
18125-40R-09 | 18 | 125 137 40 63 5 | B 38 -
22160-40R-09 | 22 | 160 172 40 63 5 | C 56
28200-60R-09 | 28 |200 212 60 63 5 | C 79
36250-60R-09 | 36 | 250 262 60 63 5 | C 127
44315-60R-09 | 44 | 315 327 60 63 5 | D 199
R
den
Spare parts
Wedge Wedge Screw Wrench
Designation
& & S
14D-F45XNW-09 WFZ 8H WS 8 T-W4

> TaeguTec

—_—
\ Contents



14D-F45XNW-09-QC

Face Mill: New Quick Change Type Cutter

- /Z
] O | »j‘n%;
Fg..\_!-'& - =i D2
b #
\{“\\_)7-4"!;
e < v L
yF y ¥ 5 +
N: Number of clamp pocket D ap
D1 ‘
45°
S Dimension (mm)
Designation @ D DI Dz L N ap & Adapter Insert
14D-F45XNW -28250-09-QC 28 | 250 262 2589 32 4 1 4.7 TQCA D250 XNHU 0906 ANTN-MM
-36315-09-QC 36 | 315 327 313 38 4 1 9.2 TQCA D315 XNHU 0906 ANTN-CE
-42355-09-QC 42 | 355 367 353 38 8 1 | 106 TQCA D355
-46400-09-QC 46 | 400 412 398 38 8 1 | 121 TQCA D400
¢ Recommend to very stable machining condition at cast iron & steel - Cuting
E£194 E227 TES
Spare parts
Wedge Wedge Screw Wrench
Designation
& & S
14D-F45XNW-09-QC WFZ 8H WS 8 T-W4

——————————————\
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TFM45SN-13 CHaskg adao

Face Mill

Designation @ 5 DlD'mgr;S'?aET;m)L m As;?/fg & Mounting Bolt Insert

TFM45SN 450-22R-13 4 |50 647 22 - 40 7 e A LH M10x1.5x25 |SNGX 1306 ANTN-M

650-22R-13 6 |50 647 22 - 40 7 e A 0.5 LH M10x1.5x25 |SNMX 1306 ANTN-M

663-22R-13 6163 777 22 - 40 7| e A 07 LHMIOK5R5 [SNCKII00ANTNNL

480-27R-13B 4 | 80 948 27 254 50 7 | e A 1.4 LHMI12x1.75%30 |SNGX 1306 ANTN-W

780-27R-13 7 /80 948 27 - 50 7 o A 15 LHMI12x1.75x30 |SNMX 1306 XTN

1080-27R-13 10| 80 948 27 - 50 7 e A 15 LHMI12x1.75x30

5100-32R-13B 5 | 100 114.8 32 31.75 50 7 |e/x AB 2.1 LHM16x2x35/-

8100-32R-13 8 |100 1148 32 - 50 7 e A 22 LHM16x2x35

12100-32R-13 12 | 100 1148 32 - 50 7 e A 22 LHMI16x2x35

6125-40R-13B 6 |125139.8 40 381 63 7 |e/x AB 3.8 SHM20x2.5x40/-

10125-40R-13 10 | 1251398 40 - 63 7 e A 38 SHM20x2.5x40

16125-40R-13 16 | 1251396 40 - 63 7 e A 38 SHM20x2.5x40

8160-40R-13B 8 | 160 1748 40 508 63 7 | X C/B 49 -

12160-40R-13 12 | 160 1748 40 - 63 7 X C 49 -

20160-40R-13 20 | 160 1745 40 - 63 7 X C 50 -

10200-60R-13B 10 | 200 214.8 60 47625 63 7 | X C 65 -

18200-60R-13 18 | 200 2148 60 - 63 7 X C 6.6 -

26200-60R-13 26 12002143 60 - 63 7 X C 170 -

12250-47.625R-13| 12 | 250 264.8 - 47625 63 7 X C 129 -

20250-60R-13 20 |250 2648 60 - 63 7 | X C 129 -

* Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
Cungwggn gty?r
3§ || ab

SH M10x1.5x30-C: Bolt with hole

Spare parts
Screw Wrench
Designation & %
TFM45SN-13 TS 40B100I T-T15

——————————————\




TFM45SN-13-QC cHasEP addo

Face Mill: New Quick Change Type Cutter

iy
D2
‘ L
N: Number of clamp pocket D \ ap
D1
- Dimension (mm)
Designation @ ) DI D2 L N ap & Adaptor Insert
TFM45SN 12250-13-QC 12 | 250 2648 248 32 4 7 | 35 TQCAD250  |SNGX 1306 ANTN-M
24250-13-0C 24 | 250 264.7 248 32 4 7 |37 TQCAD250  |SNMX 1306 ANTN-M
14315-13-0C 14 [ 315 3208 313 38 4 7 |81 T1QCADSIS |SNCKIIOANTMML
30315-13-QC 30 | 315 329.7 313 38 4 7 | 82 TQCAD315 | gnmX 1306 ANTR-MP
16355-13-QC 16 | 355 369.8 353 38 8 7 193 TQCAD355  |SNGX 1306 ANTN-W
34355-13-QC 34 | 355 369.7 353 38 8 7 |94 TQCAD355  |SNMX 1306 XTN
18400-13-QC 18 | 400 4148 398 38 8 7 106  TQCAD400
38400-13-0C 38 | 400 4147 398 38 8 7 |10.7  TQCAD400

* Recommend to very stable machining condition at cast iron & steel Cuting @
. Condition | [
E182

E223 TE8

Spare parts
Screw Wrench
Designation & %
TFM45SN-13-QC TS 40B100I T-T15

—




TFM45SNS-16

Face Mill

cHasEP adv
e

/

= 4

Designation @ ) Dllmmgr;smlsna((w;m)l- ap Asit;g & Mounting Bolt Insert

TFM45SNS 463-22R-16 4 |63 811 22 - 50 88| e A 10 LHMIOx1.5x25 |SNMX 1607 ANTN-M

580-27R-16 5 |8 982 27 254 50 88| ¢ A 15 LHMI12x1.75x30 | SNHX 1606 ANN-MM

7100-32R-16 7 |100 118.2 32 31.75 50 8.8 | e/x AB 23 LHM16x2.0x35/-

8125-40R-16 8 |125143.2 40 381 63 8.8 |e/x AB 4.0 SHM20x2.5x40/-

10125-40R-16 | 10 | 1251432 40 - 63 88| ® A 40 SHM20x2.5x40

10160-40R-16 | 10 | 160 178.2 40 50.8 63 88| X C/B 5.4 -

12160-40R-16 | 12 | 160 1782 40 - 63 88| X C 54 -

12200-60R-16 | 12 | 200 218.2 60 47625 63 88| X C 75 -

14250-60R-16 | 14 | 250 268.2 60 - 63 88| x C 13 -

¢ Ordering example: Metric cutter TFM45SNS 7100-32R-16, inch-bore cutter TFM45SNS 7100-31.75R-16

¢ Mounting bolts supplied do not have coolant through facility.

If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole.

- Cutting Arbor
Condition Style
0 dh

Spare parts
Screw Wrench
Designation & %
TFM45SNS-16 TS 451201 T-T20

> TaeguTec

——————————————\
\ Contents



TFM45SNS-16B-CA

Face Mill

cHasEP adv
e

7/

= 4

j 450
L Dimension (mm) Arbor
Designation @ ) D1 Da L = Style & Insert
TFM45SNS 6125-40R-16B-CA 6 125 1432 40 63 8.8 B 4.0 |SNMX 1607 ANTN-M
8160-40R-16B-CA | 8 160 1782 40 63 8.8 © 5.9 |SNHX 1606 ANN-MM
10200-60R-16B-CA| 10 200 2182 60 63 8.8 C 8.1
14250-60R-16-CA 14 250 2682 60 63 8.8 © 13.3
14315-60R-16B-CA| 14 315 3332 60 80 8.8 D 24.0
congn || e
: =]
Spare parts
Screw Cartridge Cartridge Screw Wrench
Designation & & /%
TFM45SNS-16B-CA TS 451201 TCT23-SN16R TS 601701 T-T20

—_—
\ Contents

> TaeguTec




Face Mill

TFM45SNW-16 cHasgP adv

/

=l 4

45°
N Dimension (mm) Arbor )
Designation @ D D1 Da L ap |Stle & Mounting Bolt Insert
TFM45SNW 1080-27R-16 10 80 982 27 55 88| A 19 LHMI2x1.75x35 |SNHX 1606 ANN-MM
14100-32R-16 14 | 100 1182 32 63 88| A 32 SHMI16x2.0x35
18125-40R-16 18 | 125 1432 40 63 88| B 39
22160-40R-16 22 | 160 1782 40 63 88| C 57
26200-60R-16 26 | 200 2182 60 63 88| C 78
32250-60R-16 32 | 250 2682 60 63 88| C 135
coinan || Aber
‘ =]
Spare parts
Wedge Wedge Screw Wrench
Designation
: &) & P
TFM45SNW WFZ 8H-SN WS 8 T-W4

—




TQ45SNW-16

Face Mill: Quick Change Type Cutter

cHasEP adv

P P

N Dimension (mm)
Designation 13}] D D1 Da & L M N ap @ Adapter Insert
TQ45SNW 26200R-16 26 | 200 218.2 635 1143 38 M16 4 88|63 QAO8KM SNHX 1606 ANN-MM
34250R-16 34 | 250 268.2133.35177.8 38 M16 4 88|79 QA10KM
44315R-16 44 | 315 333.2 146.052159 38 M20 4 88132 QA12KM
50355R-16 50 | 355 373.2215.90260.4 38 M20 6 88 |13.0 QA14KM
58400R-16 58 | 400 418.2 254.0 304.8 38 M20 6 88157 QAI16KM
* Recommend to very stable machining condition at cast iron & steel Cuting @
ondition \
E184 E223 TE6-TE7
Spare parts
Wedge Wedge Screw Wrench
Designation
< & | P»
TQ45SNW WFZ 8H-SN WS 8 T-W4

S
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TFM45AN-16 CHASED riiii
Face Mill 7

&

Designation @ ) D[;Tenssc;n (mlr-n ) a F ért?llcg Mounting Bolt Insert
TFMA45AN 450-22R-16 4 |50 678 22 40 84| e A 0.6 LHMI10x1.5x25 ANHX 1607 ANR-M
663-22R-16 6 | 63 80.6 22 40 84| e A 09 LHMI0x1.5x25
780-27R-16 7 |80 975 27 50 84| e A 16 SHM12x1.75x35
8100-32R-16 8 [100 1175 32 50 84| e A 25 LHM16x2x35
9125-40R-16 9 |125 1426 40 63 84| e A 43 SHM20x2.5x40
10160-40R-16 | 10 | 160 177.7 40 63 84 | x B 58 -

* 90° Inserts can not be mounted

¢ Mounting bolts supplied do not have coolant through facility.
If the appilication demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Suting Atbor
(O ondition tyle

Spare parts
Screw Wrench
Designation § %
TFM45AN TS 401201 T-T15

—




TFM45HNS-10 HEXAD Fiiii

Face Mill: Angled Screw Clamp Type Cutter
Py

Designation @ ) D?'mDe;S'g;((,Tm)L a3 g@fg@ Mounting Bolt Insert

TFM45HNS 563-22R-10 5|63 77 22 - 50 61| ¢ A 0.8 SHM10x1.5x25 |HNHX1006 ANTN-M

663-22R-10F 663 77 22 - 50 61| ¢ A 09 SHMIOx1.5x25 |HNHX1006 ANTN-ML

680-27R-10 [ 6 [80 04 27 254 55 61| e A 16 SHMI2d.7535 |HUHRI000ARTR-AIM

7100-32R-10 7 |100 114 32 3175 63 6.1|e/x AB 27 SHM16x2x35

9100-32R-10F | 9 |100 114 32 31.75 63 6.1| e/x AIB 2.8 SHM16x2x35

8125-40R-10 8 |125 139 40 381 63 61| X B 34 -

10125-40R-10 | 10 |125 139 40 38.1 63 61| X B 34

12125-40R-10F | 12 |125 139 40 - 63 61| X B 34

10160-40R-10 | 10 |160 174 40 50.8 63 6.1| X C/B 48

12160-40R-10 | 12 |160 174 40 50.8 63 6.1| X C/B 48

14160-40R-10F | 14 |160 174 40 - 63 61| X C 49

12200-60R-10 | 12 |200 214 60 47.625 63 61| X C 6.9 -

16200-60R-10F | 16 |200 214 60 - 63 61| X C 70 -

16250-60R-10 | 16 |250 264 60 47.625 63 6.1| X C 118 -

20250-60R-10F | 20 [250 264 60 - 63 61| X C 120 -

¢ Ordering example: Metric cutter TFM45HNS 680-27R-10 inch-bore cutter TFM45HNS 680-25.4R-10
¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Suma || Ao

Spare parts
Screw Wrench
Designation & %
TFM45HNS TS 50C1301/HG T-T20

—




TFM45HN-10

Face Mill: Wedge Clamp Fine Pitch Type Cutter

raiea

HEXGD Fiiii
e

=i 4

N Dimension (mm) Arbor ’
Designation @ D DI Da L ap | Style & Mounting Bolt Insert
TFM45HN 1080-27R-10 10 | 80 94 27 55 61| A 19 SHMI2x1.75x35 |HNHX1006 ANTN-M
14100-32R-10 14 | 100 114 32 63 61| A 33 SHMI16x2x35 HNHX1006 ANTN-ML
18125-40R-10 | 18 | 125 139 40 63 61 | B 39 - L T
22160-40R-10 | 22 [ 160 174 40 63 61| C 56 HNHX1006 ANTN-CE
28200-60R-10 28 | 200 214 60 63 61| C 79
36250-60R-10 36 | 250 264 60 63 61| C 131
44315-60R-10 44 1315 329 60 63 61| D 212
o || 4o
: =
Spare parts
Wedge Wedge Screw Wrench
Designation
; < & S
TFM45HN WFZ 8H WS 8 T-W4
————————
> TaeguTec ™ Contents




TQ45HN-10

Face Mill: Closed Type Cutter

HEXGD Fiiii
Pd

"N"(No.) of "M" bolt hole

7

4

e

= 4

UGS NEnEnciaai

D |
D1 N
45°
- Dimension (mm)
Designation @ D DI Da d L M N ﬁ Adapter Insert
TQ45HN 36250R-10 36 | 250 264 133.35177.8 38 M16 4 |88 QA10KM HNHX1006 ANTN-M
44315R-10 44 |315 329 146.052159 38 M20 4 |151 QA12KM HNHX1006 ANTN-ML
- HNHX1006 ANTN-MM
52355R-10 52 | 355 369 2159 2604 38 M20 6 |14.2 QA14KM HNHX1006 ANTN-W
58400R-10 58 400 414 254 3048 38 M20 6 |18.0 QA16 KM HNHX1006 ANTN-CE
* Recommend to very stable machining condition at cast iron & steel Luttng ] ¢
Elk
E168 £227 | TE6-TE7
Spare parts
Wedge Wedge Screw Wrench
Designation
i & & P
TQ45HN WFZ 8H WS 8 T-W4

—
==
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TFM430FS-05/TFM43Z0FW-07 CHASEGCTO

Face Mill h ég
o :t n

TFM43OFS L2

;

)

L

v
430
TFM43ZOFW
. . Dimension (mm) Arbor
Designation @ D DI D2 Da Da(") L 2 ap Style& Mounting Bolt Insert

TFM430FS- 332-16R-05 3 |32 396 408 16 40 40.6 35| E KTB32B (WS8F) |OFCW 05T3 TN-MR
440-16R-05 4 |40 475 487 16 40 406 35| A 0.4 SH M8x1.25x30  |OFCW 05T3 TN-EMR
550-22R-05 5 |50 579 500 22 40 40635 A 0.6 SHMI0x1.5x30 8Eg 82% m:’l\z"M
663-22R-05 663 710 720 22 - 4040635 A 1.0 SHMIOXL5%30 |OEMT 0573 TN-ML
780-27R-05 7 |80 880 89.0 27 25.4 50 50.635| A 1.3 SHM12x1.75x35 |OFCT 05T3 TN-AL
8100-32R-05 8 (100 108.0109.0 32 3175 50 50.6 35| A 2.6 LHM16x2x35  |RFMT 1404-ML
9125-40R-05 9 |1251330134.0 40 38.1 63 63.635| B 3.0 -

TFM43Z0FW-463-22R-07 4|63 751 769 22 - 40407 5| A 05 LHMI10xL5x25 |OFCN 0704 TN-MR
580-27R-07 5 (80 920 938 27 254 5050.7 5| A 1.2 SHM12x1.75x35 |OFCN 0704 TN-EMR
6100-32R-07 | 6 |100 11201138 32 3175 50 50.7 5 | B 18 85’&"& 87782‘%5%’&4
8100-32R-07 8 (10011201138 32 - 50507 5| B 18 OFCR 0704 TN-EML
8125-40R-07 8 [125137.0139.2 40 38.1 63637 5| B 3.0 OFMR 0704 TN-AL
10125-40R-07 |10 12513701392 40 - 63637 5| B 3.0 - RFMR 1904-M
10160-40R-07 | 10 |160 17201738 40 50.8 63 63.7 5 | C/B 4.7 -
12160-40R-07 | 12 |160 172.0173.8 40 63637 5| C 47 -
12200-60R-07 | 12 |200 212.0213.8 60 63637 5| C 70 -
14200-60R-07 | 14 |200 212.02138 60 63637 5| C 70 -

¢ Ordering example : Metric cutter TFM430FS-780-27R-05, Inch-bore cutter TFM430FS-780-25.4R-05

Cutting Arbor
Condition Style

Spare parts
Wedge Screw Wedge Screw Wrench
Designation W\
g & ® & | A»
TFM430FS TS 40093 T-T15
TFM43ZOFW S8, WS8S* WS8M WFO-8Z T-W4

« *WS8S: For TFM43ZOFW-463...only
T
(5 TaeguTec
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LM45SD-12/15 LIONFiiii

Face Mill

il 4
‘ Da
Ok
L
D T
f D1 ap
45°
L Dimension (mm) Arbor -
Designation @ b D1 Da L ap |Style ﬁ Mounting Bolt Insert
LM45SD 480-25.4R-12 4 80 938 254 50 65| A 16 LHMI12x1.75%x30 |SDKN 1203M...
5100-31.75R-12 | 5 | 100 1138 3175 60 65| A 28 LHM16x2x35 (42M..)
6125-38.1R-12 6 | 125 1388 381 63 65| B 35 -
8160-50.8R-12 8 | 160 1739 508 63 6.5 55 -

B
10200-47.625R-12| 10 | 200 213.9 47625 63 65| C 76 -
12250-47.625R-12| 12 | 250 263.9 47.625 63 65| C 126 -

LM45SD 480-25.4R-15 4 | 80 938 254 50 87| A 16 LHMI2x1.75x30 |SDKN 1504M...
5100-31.75R-15 5 | 100 1186 3175 60 87| A 28 LHMI16x2x35 (53 M..)
6125-38.1R-15 6 | 125 1436 381 63 87| B 35 -
8160-50.8R-15 8 | 160 1786 508 63 87| B 55 -
10200-47.625R-15| 10 | 200 2186 47625 63 87| C 7.6 =
12250-47.625R-15| 12 | 250 268.6 47.625 63 87| C 12.6 o

* Metric bore cutter is available upon request Cutiing Arbor
Condition Style

Spare parts

Carbide Shim Wedge Shim Screw | Wedge Screw Wrench Shim Screw Wrench

Designation @ & @ @w % %0)

LM45SD-12 TSSDSE12N | WPAS8 TS 40B1001 | TS 80200W T-W4 T-T15
LM45SD-15 TSSDSE 15N WPA 8 TS 40B1001 | TS 80160W™ T-W4 T-T15

o M TS80160W is for D8O cutter ® The shim screw wrench T-T15@ shall be ordered separately

I




LM45SE-12/15 LIONFiiii

Face Mill

| ./Z
Da
L
L
D ¥
f D1 ap
45°
L Dimension (mm) Arbor ;
Designation @ ) DL Da L ap |Style @ Mounting Bolt Insert
LM45SE 480-25.4R-12 4 80 937 254 55 65| A 18 LHMI12x1.75x30 |SEKN 1203 AF...
5100-31.75R-12 5 | 100 1136 3175 60 65| A 28 LHMI16x2x35
6125-38.1R-12 6 | 125 1386 381 63 65| B 34 -
8160-50.8R-12 8 | 160 1736 508 63 65| B 5 -
10200-47.625R-12| 10 | 200 213.6 47625 63 65| C 75 -
12250-47.625R-12| 12 | 250 2636 47625 63 65| C 122 -
LM45SE 480-25.4R-15 4 80 978 254 55 87| A 18 LHM12x1.75x30 |SEKN 1504 AF...

5100-31.75R-15 5100 118 3175 60 87| A 28 LHMI16x2x35
6125-38.1R-15 6 | 125 143 381 63 87| B 35 -
8160-50.8R-15 8 | 160 178 508 63 87| B 57
10200-47.625R-15| 10 | 200 218 47625 63 87| C 78
12250-47.625R-15| 12 | 250 268 47.625 63 87| C 128

* Metric bore cutter is available upon request Cutting Arbor
Condition Style

Spare parts

Carbide Shim Wedge Shim Screw | Wedge Screw Wrench Shim Screw Wrench

Designation g & & @ o ‘% /% :

LM45SE-12 TSSDSE 12N |  WPAS TS 40B1001 | TS 80200W T-W4 T-T15
LM45SE-15 TSSDSE 15N WPA 8 TS 40B1001 | TS 80160W™ T-W4 T-T15

o (TS 80160W is for D8O cutter ® The shim screw wrench T-T15%@ shall be ordered separately

——————————————\




TFM15HNS-10 HEXEP HiLL

Face Mill

Designation @ D lelmeDnzsml;;mm)L a /értl;%r@ Mounting Bolt Insert
TFM15HNS 580-27R-10 5 /80 8 89 27 5 2| e A 13 SHMI2x1.75%35 |HNHX1006 ANTN-M
6100-32R-10 6 [100 105 109 32 63 2 | X B 19 -
8125-40R-10 8 |125 130 134 40 63 2 | x B 29 -

* Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole. Cutiing
Condition

Spare parts
Screw Wrench
Designation ﬁ /%
TFM15HNS TS 50C1301/HG T-T20

—




TFMRNS-10/12

Face Mill
—
. ° 1___\
S ;v“
T @ _ Dlng)(z]slon (me) a F & Mounting Bolt Insert
TFMRNS 432-16R-10 4 32 16 40 5 e 01 KTB32B RNMU 1004-ML
433-16R-10 4 33 16 40 5 e 01 KTB32B RNMU 1004S-M
540-16R-10 5 40 16 40 5 e 02  SHM8x1.25x30
650-22R-10 6 50 22 50 5 e 04  SHM10x1.5x30
652-22R-10 6 52 22 50 5 e 04  SHM10x1.5x30
440-16R-12 4 40 16 40 6 e 02 SHMS8x1.25x30  |RNMU 1205-ML
450-22R-12 4 50 22 50 6 e 03 SHM10x15x30 |RNMU 12058-M
550-22R-12 5 50 22 50 6 e 03  SHM10x1.5x30
552-22R-12 5 52 22 50 6 e 04  SHM10x15x30
563-22R-12 5 63 22 50 6 e 06  SHM10x1.5x30
663-22R-12 6 63 22 50 6 e 06  SHM10x15x30
666-27R-12 6 66 27 50 6 e 06  SHMI2x1.75x35
680-27R-12 6 80 27 50 6 e 11  SHMI2x1.75x35
780-27R-12 7 80 27 50 6 e 10  SHMI2x1.75x35
7100-32R-12 7 | 100 32 50 6 e 15  LHMI6x2x35
8100-32R-12 8 | 100 32 50 6 e 15  LHMI6x2x35

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole.

R




TFMRNS-16 OLD
Face Mill
o T @
. * a’,__}\ \
{ - "::k_'.‘:‘g
Y O
L Dimension (mm) .
Designation {%} D Da L D g—a & Mounting Bolt Insert

TFMRNS 340-16R-16 8 40 16 55 8 . 0.3 KTB 32B RNMU 1606-ML

350-16R-16 8 50 16 50 8 . 0.2 SH M8x1.25x30 RNMU 1606S-M

450-16R-16 4 50 16 50 8 ° 0.2 SH M8x1.25x30

452-22R-16 4 52 22 50 8 . 0.3 SH M10x1.5x30

463-22R-16 4 63 22 50 8 . 0.5 SH M10x1.5x30

566-27R-16 5 66 27 50 8 . 0.6 LH M12x1.75x30

580-27R-16 5 80 27 50 8 . 0.9 LH M12x1.75x30

680-27R-16 6 80 27 50 8 . 0.8 LH M12x1.75x30

6100-32R-16 6 100 32 50 8 ° 17 LH M16x2.0x35

7125-40R-16 7 125 40 63 8 . 3.0 SH M20x2.5x40

8125-40R-16 8 125 40 63 8 . 2.9 SH M20x2.5x40

9160-40R-16 9 160 40 63 8 X 3.8 -

10200-60R-16 | 10 | 200 60 63 8 X 5.6 -

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole. e g oo
SH M10x1.5x30-C: Bolt with hole. .. Data Condition Style

Spare parts
Screw Wrench
Designation & /%
TFMRNS-10 TS 350851/HG T-T15
TFMRNS-12 TS 40G110I T-T15
TFMRNS-16 TS 50A121I/HG T-T20

S




TFMRX-10/12 CHASErOLD

Face Mill

Designation @ D D|m|)e;13|on (me) a | F grtSI(:ar @ Mounting Bolt Insert

TFMRX 650-22R-10 6 50 22 40 5 o A 0.3  SHM10x1.5x30 RXMX 1003M/ML/MR

652-22R-10 6 52 22 40 5) . A 0.3  SH M10x1.5x30 RXHX 1003-AL/ML

450-22R-12 4 50 22 40 6 o A 0.2  SHM10x1.5x25 RXMX 12T3-M/ML/IMR

550-22R-12 5 | 50 22 40 6 e A 02 SHM10x1.5x25 |RXHX12T3-ALIMR

552-22R-12 5 52 22 40 6 . A 0.3  SH M10x1.5x30

563-22R-12 5 63 22 40 6 . A 0.4  SHM10x1.5x25

663-22R-12 6 63 22 40 6 o A 0.4  SHM10x1.5x25

666-27R-12 6 66 27 50 6 . A 0.6 SH M10x1.5x25

680-27R-12 6 80 27 50 6 . A 0.8  SHM12x1.75x35

7100-32R-12 7 100 32 50 6 X B 1.2 -

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole. .
SH M10x1.5x30-C: Bolt with hole.

——————————————\




TFMRX-16/20

Face Mill

CHASErOLD

D [ap

L

Designation @ D Dlmggsmn I(_mm) D értk;,g ﬁ Mounting Bolt Insert

TFMRX 350-16R-16 3 50 16 40 8 . A 0.2 SHMB8x1.25x30  |RXMX 1604-M/MR/ML

450-16R-16 4 50 16 40 8 . A 0.2 SHMB8x1.25x30

452-16R-16 4 52 16 40 8 . A 0.2 SHM8x1.25x30

463-22R-16 4 63 22 40 8 . A 04 SHM10x1.5x25

566-27R-16 5 66 27 50 8 . A 05 SHM12x1.75x35

580-27R-16 5) 80 27 50 8 . A 0.8 SHM12x1.75x35

6100-32R-16 6 | 100 32 50 8 X B 11 -

7125-40R-16 7 | 125 40 63 8 X B 24 -

8160-40R-16 8 | 160 40 63 8 X C 36 -

463-22R-20 4 63 22 40 10 . A 03 LHM10x1.5x25 |RXMX 2006-M/MR

580-27R-20 5 80 27 50 10 . A 08 LHM12x1.75x30

6100-32R-20 6 | 100 32 50 10 X B 10 -

7125-40R-20 7 | 125 40 63 10 X B 25 -

8160-40R-20 8 | 160 40 63 10 X c 37 -

¢ Mounting bolts supplied do not have coolant through facility.

If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole.

Ramping Cutting Arbor
Data Condition Style

Spare parts
Screw Wrench
Designation & %
TFMRX-10 TS 350701/HG T-T15
TFMRX-12 TS 350851/HG T-T15
TFMRX-16 TS 45A1001/HG T-T20
TFMRX-20 TS 50115I/HG T-T20

——————————————\
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TFMRY-08/10

Face Mill

CHASE

Q

Q)

§$\
%
|{?)
2

Designation R [{J} DDlmgr;swnL(mm)ap ért?/loer & Mounting Bolt Insert

TFMRY 532-16R-08 4 5132 16 40 4 e A 012 SHM8x1.25x30 RYMX 08-M/ML/MM/

640-16R-08 4 | 6 |40 16 40 4 | ¢ A 022 SHMS8xL.25x30 |MR

RYHX 08-ML/MR/AL

432-16R-10 5| 4 (3 16 40 5 | e A 012 SHMSx1.25x30  |RYMX 10-M/ML/MM/

540-16R-10 5| 5[40 16 40 5 | ¢ A 022 SHM8xL25x30 |MR

640-16R-10 5| 6|40 16 40 5 | ® A 023 SHM8x125x30 |RYHXI0-MUMR/AL

650-22R-10 5|6 |5 22 50 5| e A 033 SHMI10x15x30

652-22R-10 5|6 |5 22 50 5| e A 036 SHMLOXL5x30

766-27R-10 5| 7|66 27 50 5 | e A 068 SHMI2x1.75x30

¢ Mounting bolts supplied do not have coolant through facility
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole.

> TaeguTec
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TFMRY-12 CHASE

Face Mill

==

&
2

Designation R {%} DDlmgr;san(mm)ap f 'grtgg @ Mounting Bolt Insert
TFMRY 332-16R-12 6|3 |32 16 40 6| e A 012 KTB32B RYMX 12-M/MLIMM/

440-16R-12 6 | 4 |40 16 40 6 | ® A 015 SHM8xL2530 |MR

450-22R-12 6| 4 5 22 5 6| e A 033 SHMIOXL5x30 m/'z(le'M'-’MM’

550-22R-12 6| 5|5 22 5 6| e A 033 SHMIOXL5x30

552-22R-12 6| 5|5 22 5 6| e A 034 SHMIOXL5x30

463-22R-12 6| 4 |63 22 50 6 | e A 057 SHMILOKL5x30

563-22R-12 6| 5|63 22 5 6| e A 058 SHMIOXL5x30

663-22R-12 6|6 |63 22 5 6| e A 058 SHMIOXL5x30

763-22R-12 6| 7 |63 22 50 6 | e A 071 SHMIOKL5x30

666-27R-12 6| 6|66 27 5 6| e A 062 LHMI2xL75x30

766-27R-12 6| 7 |66 27 50 6 | e A 062 LHMI2XL75x30

680-27R-12 6| 6 |8 27 50 6| e A 090 LHMI2xL75x30

780-27R-12 6| 7 |8 27 5 6| e A 092 LHMI2xL75x30

880-27R-12 6| 88 27 5 6| e A 098 LHMI2XL75x30

7100-32R12 | 6 | 7 |100 32 50 6 | ® A 129 LHMI6x2x35

8100-32R-12 | 6 | 8 |100 32 50 6 | ® A 137 LHML6x2x35

8125-40R-12 | 6 | 8 |125 40 63 6 | ® A 300 SHM20x25x40

0125-40R-12 | 6 | 9 |125 40 63 6 | ® A 299 SHM20x25x40

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Repmein | | nngn || Soer

Spare parts
Screw Wrench
Designation & %
TFMRY-08 TS 30A60I/HG TD9
TFMRY-10 TS 35085/HG T-T15
TFMRY-12 TS 400931 T-T15

_




TFMRY-16 CHASErMOLD

Face Mill —
D&
Designation R @ DDlmednsmn}-(lmm)ap fﬁ Fig. & Mounting Bolt Insert
TFMRY 350-16R-16 8 3 /5 16 50 8 [J A 03 SH M8x1.25x35 RYMX 16-M/MM/
450-16R-16 8 4 |50 16 50 8 . A 03 SH M8x1.25x35 ML/MR
450-22R-16 8 | 4[5 22 5 8 | e A 03 SHMIOxL:30 |RYAXIGMUAL
452-22R-16 8 4 |52 22 50 8 [ A 03 SH M10x1.5x30
463-22R-16 8 4 |63 22 50 8 . A 05 SH M10x1.5x30
463H-22R-16* 8 4 |63 22 50 8 [J A 05 SH M10x1.5x30
566-27R-16 8 5|66 27 50 8 [J A 06 LH M12x1.75x30
580-27R-16 8 518 27 50 8 . A 08 LH M12x1.75x30
580H-27R-16* 8 518 27 50 8 [J A 08 LH M12x1.75x30
680-27R-16 8 6 |80 27 50 8 [J A 08 LH M12x1.75x30
6100-32R-16 8 6 |100 32 50 8 . A 12 LH M16x2x35
6100H-32R-16*| 8 | 6 |100 32 50 8 | e A 12 LHMI16x2x35
7125-40R-16 8 7 |125 40 63 8 [ A 27 SH M20x2.5x40
7125H-40R-16* | 8 7 |125 40 63 8 . A 26 SH M20x2.5x40
8125-40R-16 8 8 |125 40 63 8 [J A 27 SH M20x2.5x40
8160H-40R-16* | 8 8 |160 40 63 8 X Cc 33 -

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole.
(@l *Carbide shim type

_




TFMRY-20

Face Mill

@

A7

Designation R @ DDlmednsmnl_(ImmLp fi Fig. ﬁ Mounting Bolt Insert
463-22R-20 10| 4 |63 22 5 10| e A 05 SHM10x1.5x30 RYMX 2007-M/ML/MR
580-27R-20 10| 5 |8 27 50 10| e A 08 LHMI12x1.75x30
5100H-32R-20*| 10 | 5 |100 32 50 10| e A 11 LHM16x2x35
6100-32R-20 10 | 6 |100 32 50 10| e A 12 LHMI16x2x35
5125H-40R-20*| 10 | 5 |125 40 63 10| e A 27  SHM20x2.5x40
7125-40R-20 10 | 7 |125 40 63 10| e A 25  SHM20x2.5x40
6160H-40R-20* | 10 | 6 160 40 63 10| X C 27 -
8160-40R-20 10 | 8 |160 40 63 10| X C 38 -
8200H-60R-20*| 10 | 8 |200 60 63 10 | X C 53 -
9250H-60R-20* | 10 | 9 250 60 63 10| X C 93 -

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. 5 Ramping | | Cuting g@g
* *Carbide shim type (=0 =7

Spare parts

Shim Shim Screw Screw Wrench

Designation

B & LA
TFMRY-16 TS 50115I T-T20
TFMRY-20 TS 60A1301 SW6-T, BLD T25/M7
TFMRY...H-16 TSRY 16NS TS 8050088S |TS 50115l T-T20
TFMRY...H-20 TSRY 20NS TS 9060011S | TS 60A130I SW6-T, BLD T25/M7

PE— E



TPM-PL0O9 CHASEY PLGNGE

Plunge Mill Y 7
H H ) H
. A U
Iy
7 A
L
90°
L Dimension (mm) .
Designation @ D Da L e & Mounting Bolt Insert
TPM  440-16R-PL09 4 40 16 40 9 |02 SH M8x1.25x30 | PLNG 090408R-M
550-22R-PL09 5 50 22 40 9 |03 SH M10x1.5x30  [PLNG 090408R-ML
552-22R-PL09 5 52 22 40 9 | 04 SH M10x1.5x30
663-22R-PL09 6 63 22 40 9 | 05 SH M10x1.5x30
763-22R-PL09 7 63 22 40 9 | 05 SH M10x1.5x30
666-22R-PL09 6 66 22 40 9 | 06 SH M10x1.5x30
766-22R-PL09 7 66 22 40 9 | 06 SH M10x1.5x30
880-27R-PL09 8 80 27 50 9 1.0 LH M12x1.75x30
10100-32R-PL09 10 | 100 32 50 9 2.0 LH M16x2x35

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole. T AT

Ci
SH M10x1.5x30-C: Bolt with hole. O Condition Style
 Coolant through type =)

Spare parts
Screw Wrench
Designation & %9
TPM-PL09 TS 30085I/HG TD9

E
|




TFMRN-12CH

Face Mill

CHASESPEED

= &

L Dimension (mm) .
Designation @ ) Da L ap & Mounting Bolt Insert
TFMRN 350-22R-12CH 3 50 22 50 6 0.4 SH M10x1.5x30 RNGX 1207 CH
450-22R-12CH 4 50 22 50 6 0.3 SH M10x1.5x30
463-22R-12CH 4 63 22 50 6 0.5 SH M10x1.5x30
580-27R-12CH 5 80 27 50 6 0.9 SH M12x1.75x35
Conddn | | ‘S
; =]
Spare parts
Clamp Screw Spring Wrench
Designation S}
A J £ I »
TFMRN-12CH CCL5M DLS 4 DSP 4 T-W 3

—_—
\ Contents
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TFMBL-06 cHasg) Feeo
/ [

Face Mill =
Y A=A
a4
§ |
\,\‘ /
,s.f L \
&
Designation @ D D|n|13<;n5|on (Iin m) ap & Mounting Bolt Insert
TFMBL 432-16R-06 4 32 16 40 1 01  SHMB8x1.25x25  |BLMP 0603R-M
532-16R-06 5 32 16 40 1 01  SHMB8x1.25x25 |BLMP 0603R-MM
640-16R-06 6 | 40 16 40 1 | 02  SHM8xl.25x25 |BLMPOGOSR-ML
640-22R-06 6 40 22 40 1 0.2 SHM10x1.5x30
650-22R-06 6 50 22 50 1 04  SHM10x1.5x30
750-22R-06 7 50 22 50 1 04  SHM10x1.5x30
850-22R-06 8 50 22 50 1 0.4 SH M10x1.5x30
752-22R-06 7 52 22 40 1 04  SHM10x1.5x30
852-22R-06 8 52 22 40 1 04  SHM10x1.5x30
763-22R-06 7 63 22 50 1 0.6  SHM10x1.5x30
863-22R-06 8 63 22 50 1 0.6  SHM10x1.5x30
963-22R-06 9 63 22 50 1 06  SHM10x1.5x30
966-27R-06 9 66 27 50 1 0.7 SHM12x1.75x35

¢ Coolant through type
* Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
Ramping Cutting Arbor
Data Condition Style
(=] =]

SH M10x1.5x30-C: Bolt with hole.

Spare parts
Screw Wrench
Designation & ﬁ
TFMBL-06 TS 25064I/HG-P TD 8P

E
|




TFMBL-09

Face Mill

CHAS

FEED

—

|SA4%%

N—
Designation @ D Dlrgznsmn ([n m) = & Mounting Bolt Insert
TFMBL 432-16R-09 4 | 32 16 40 15 | 01 KTB32B BLMP 0904R-M

440-16R-09 4 | 40 16 40 15 | 02  SHMSxL25x25 |BLMP 0904R-MM
540-16R-09 5 | 40 16 40 15 | 02  SHM8x125x25 |BLMP 0904R-ML
550-22R-09 5 [ 50 22 50 15 | 04  SHMIOXL5x30

650-22R-09 6 | 50 22 50 15 | 04  SHM10x1.5x30

750-22R-09 7 | 50 22 50 15 | 04  SHM10x1.5x30

652-22R-09 6 | 52 22 40 15 | 04  SHM10x1.5%30

752-22R-09 7 | 52 22 40 15 | 04  SHM10x1.5%30

663-22R-09 6 | 63 22 50 15 | 0.6  SHM10x1.5%30

763-22R-09 7 | 63 22 50 15 | 06  SHM10x1.5%30

863-22R-09 8 | 63 22 50 15 | 0.6  SHM10x1.5x30

766-27R-09 7 | 66 27 50 15 | 07  SHMI12x1.75x35

866-27R-09 8 | 66 27 50 15 | 08  SHM12x1.75x35

780-27R-09 7 | 80 27 50 15 | 12  SHMI12x1.75x35

880-27R-09 8 | 80 27 50 15 | 1.2  SHM12x1.75x35

980-27R-09 9 | 80 27 50 15 | 1.2  SHM12x1.75x35

1080-27R-09 10 | 80 27 50 15 | 1.2  SHM12x1.75x35

8100-32R-09 8 | 100 32 60 15 | 23  SHM16x2.0x35

9100-32R-09 9 [ 100 32 60 15 | 23  SHM16x2.0x35

10100-32R-09 10 | 100 32 60 15 | 23  SHMI16x2.0x35

11100-32R-09 11 [ 100 32 60 15 | 23  SHMI16x2.0x35

12100-32R-09 12 [ 100 32 60 15 | 23  SHMI6x2.0x35

12125-40R-09 12 | 125 40 60 15 | 27  SHM20x2.5x40

14125-40R-09 14 | 125 40 60 15 | 27  SHM20x2.5x40

 Coolant through type

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole.

Ramping Cutting Arbor
Data Condition Style

Spare parts
Screw Wrench
Designation & %}
TFMBL-09 TS 35A088I/HG TD 10P

——————————————\
\ Contents
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TFMBL-12

Face Mill

cHAsEP FeED
/, —

e

Dimension (mm)

Designation @ 5 DI Da L ap & Mounting Bolt Insert

TFMBL 350-22R-12 3 50 333 22 40 2 | 03 SHM10x1.5x30 |BLMP 1205R-M

450-22R-12 4 50 333 22 40 2 | 0.3 SHM10x1.5x30

452-22R-12 4 52 353 22 40 2 | 03 SHM10x1.5x30

463-22R-12 4 63 460 22 50 2 | 08 SHM10x1.5x30

563-22R-12 5 63 460 22 50 2 | 0.8 SHM10x1.5x30

566-22R-12 5 66 490 22 50 2 | 0.8 SHM10x1.5x30

580-25.4R-12 5 80 632 254 60 2 | 14 SHM12x1.75x30

580-27R-12 5 80 632 27 60 2 | 1.4 SHM12x1.75x30

580-32R-12 5 80 631 32 60 2 | 14 SHM16x2x35

6100-32R-12 6 | 100 830 32 60 2 | 22 SHM16x2x35

7125-40R-12 7 | 125 108.0 40 60 2 | 28 SHM20x2.5x40

 Coolant through type

¢ Mounting bolts supplied do not have coolant through facility.

If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole.

R Cut Arb
Taa® | | condiion | | Sy

Spare parts
Screw Wrench
Designation & %
TFMBL-12 TS 401201 T-T15

E
] > TaeguTec
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TFMXD-08/13 CHASED FEED

Face Mill

—

| el

Designation @ ) Dlzlmergs;cz"r; (mml)- @ @ Mounting Bolt Insert
TFMXD 550-22R-08 5 50 22 - 40 1 0.3  SH M10x1.5x30 XDMX 08T310R-M
XDMX 08T310R-MR

TFMXD 350-22R-13 3 50 22 - 40 2 0.3  SH M10x.5x0 XDMX 130515R-MM

450-22R-13 4 50 22 - 40 2 0.3  SH M10x1.5x30 XDMX 130515R-MR

463-22R-13 4 63 22 - 50 2 1.0  SH M10x1.5x30

580-27R-13 5 80 27 254 60 2 1.4  SH M12x1.75x35

580-32R-13 5 80 32 3175 60 2 1.3  SH M16x2.0x35

6100-32R-13 6 100 32 3175 60 2 2.0  SH M16x2.0x35

6125-40R-13 6 125 40 381 60 2 2.7  SH M20x2.5x40

 Coolant through type

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Repmemno | | cuter | Ader

Spare parts
Screw Wrench
Designation & %
TFMXD-08 TS 25A075I/HG TD 8P
TFMXD-13 TS 401201 T-T15

N




End Mill —

/ ) ﬂ Eesmesd- d
P 1
2" .
% L »
Fig.1 Fig.2
90°
Designation @ Dimension (mm) Fig. Insert
D d L H ap
3P TE90-112-12-06-L80 1 12 12 80 20 4.7 2 3PKT 0603...R-M
114-12-06-L80 1 14 12 80 20 4.7 2 |3PHT0603..R-AL
216-W16-06 2 16 16 90 25 4.7 1
216-16-06-L110 2 16 16 110 25 47 2
216-16-06-L150 2 16 16 150 25 4.7 2
317-16-06-L110 3 17 16 110 25 4.7 2
318-W16-06 3 18 16 90 25 4.7 1
318-16-06-L150 3 18 16 150 25 4.7 2
319-16-06-L150 3 19 16 150 25 4.7 2
320-W20-06 3 20 20 105 25 4.7 1
420-W20-06 4 20 20 105 25 4.7 1
320-20-06-L160 3 20 20 160 25 4.7 2
420-19-06-L160 4 20 19 160 25 4.7 2
421-20-06-L160 4 21 20 160 25 4.7 2
422-W20-06 4 22 20 110 25 4.7 1
425-W20-06 4 25 20 115 25 47 1
525-W20-06 5 25 20 115 25 4.7 1
525-W25-06 5 25 25 115 25 4.7 1
630-W25-06 6 30 25 130 30 4.7 1
632-W25-06 6 32 25 130 30 47 1
732-W25-06 7 32 25 130 30 4.7 1
840-W32-06 8 40 32 130 30 4.7 1

E e Coolant through type

_
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3P TE90-10 WILLRUSE

End Mill

=&

% \
@\
§\
Y
ly

o

)

L <—>‘L ‘

J#l Fig.1 Fig.2
90°

Dimension (mm)

Designation D q L q a Fig. Insert
3P TE90-116-W16-10 16 16 90 20 3PK(H)T 1004...R-M
220-W20-10 20 20 90 25 3PK(H)T 1004...R-ML

220-19-10-L170 3PHT 1004...R-AL

220-20-10-L170
221-20-10-L200

20 19 170 30
20 20 170 40
21 20 200 30

222-W20-10 22 20 100 25
225-25-10-L210 25 25 210 40
325-W20-10 25 20 100 30
325-W25-10 25 25 100 30

325-24-10-L210
325-25-10-L210
226-25-10-L250

25 24 210 35
25 25 210 40
26 25 250 30

330-W25-10 30 25 110 35
232-W25-10 32 25 110 35
332-W25-10 32 25 110 35
332-32-10-L250 32 32 250 60
432-W32-10 32 32 110 40
532-W32-10 32 32 110 40

333-32-10-L250
440-32-10-L200
540-W32-10
640-W32-10

33 32 250 35
40 32 200 40
40 32 115 40
40 32 115 40
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3P TE90-15/19 HiliRUCH

End Mill

@\
%\
%Y
1y

i
i

8
T

I Fig.1 Fig.2
90°

Dimension (mm)

Designation @ 5 q L a ap ,{i Fig. Insert
3P TE90-232-W32-15 2 32 32 110 40 11 ° 1 |3PK(H)T 1505...R-M
232-32-15-1250 2 32 32 250 60 11 X 2 |3PK(H)T 1505...R-ML
332-W25-15 3 32 25 100 40 1 o 1 |SPHT1505.R-AL
332-W25-15-L155 3 32 25 155 35 11 X 2
332-W32-15 3 32 32 110 40 11 ° 1
332-32-15-L150 3 32 32 150 40 1 X 2
332-32-15-L250 3 32 32 250 60 11 X 2
233-32-15-L200 2 33 32 200 40 1 X 2
233-32-15-1250 2 33 32 250 40 11 X 2
335-W32-15 3 35 32 110 40 11 ° 1
340-W32-15 3 40 32 110 40 1 . 1
340-32-15-L200 3 40 32 200 40 11 X 2
440-W32-15 4 40 32 110 40 11 ° 1
3P TE90-240-32-19-L250 2 40 32 250 45 15 X 2 |3PK(H)T 1906...R-M
340-W32-19 3 40 32 115 45 15 ° 1 |3PKT1906..R-ML
340-32-19-L200 3 40 32 200 45 15 X 2 |3PHT1906..R-AL
450-W32-19 4 50 32 115 45 15 . 1

I




3P TE90-...-M...-06/10/15/19 MilieRUCH
Modular é@@

’ //’x.« : W

Qy "
L
90°

L Dimension (mm)

Designation @ b D3 E T ap Insert

3P TE90-216-M08-06 2 16 13 23 8 4.7 |3PKT 0603..R-M
320-M10-06 3 20 18 35 10 47  |3PHT0603..R-AL
420-M10-06 4 20 18 35 10 47
425-M12-06 4 25 21 35 12 4.7
525-M12-06 5 25 21 35 12 4.7
632-M16-06 6 32 29 43 16 4.7
732-M16-06 7 32 29 43 16 47
735-M16-06 7 35 29 43 16 4.7

3P TE90-220-M10-10 2 20 18 35 10 7 3PK(H)T 1004...R-M
325-M12-10 3 25 21 35 12 7 3PK(H)T 1004...R-ML
326-M12-10 3 26 21 35 12 7 |SPHT1004..R-AL
432-M16-10 4 32 29 43 16 7
532-M16-10 5 32 29 43 16 7
535-M16-10 5 35 29 43 16 7
540-M16-10 5 40 29 43 16 7
640-M16-10 6 40 29 43 16 7
642-M16-10 6 42 29 43 16 7

3P TE90-232-M16-15 2 32 29 43 16 1 3PK(H)T 1505...R-M
332-M16-15 3 32 29 43 16 1 3PK(H)T 1505...R-ML
340-M16-15 3 40 29 43 16 11 |SPHT1505..R-AL
440-M16-15 4 40 29 43 16 11

3P TE90-340-M16-19 3 40 29 43 16 15 |3PK(H)T 1906...R-M

3PKT 1906...R-ML
3PHT 1906...R-AL

© Matched with T-FLEXTEC: see part G ® Coolant through type Rampng | [* Cuting
9 ||1=1

E197-E198

Spare parts
Screw Wrench
Designation ﬁ /ﬁ
3P TE90-06 TS 20043I/HG-P TD6P
3P TE90-10 TS 25C065I/HG TD8
3P TE90-15 TS 40B100I TD15
3P TE90-19 TS 451201 T-T20

—




6N TE90-06/09

End Mill e ~
: \ iy &y
v - -
uim -
a—pH ‘ ] £+H ]

LT Fig.1 Fig.2
90°

Dimension (mm)

Designation @ D q L A D Fig. Insert

6N TE90-225-W25-06 2 25 25 100 30 6.2 1 |6NGU 0604..R-M
225-25-06 -L150 2 25 25 150 30 6.2 2 |B6NGU 0604...R-ML
232-W32-06 2 2 32 110 40 6.2 1 |B6NGU0604..R-AL
232-32-06 -L160 2 R 2 160 40 6.2 2
332-W32-06 3 2 2 110 40 6.2 1
332-32-06 -L160 3 2 2 160 40 6.2 2
340-W32-06 3 40 2 115 40 6.2 1
340-32-06-L200 3 40 32 200 40 6.2 2
440-W32-06 4 40 2 115 40 6.2 1

6N TE90-232-W32-09 2 R 2 110 40 9.2 1 |6NGU 0905..R-M
232-32-09-L160 2 32 32 160 60 9.2 2 |6NGU 0905..R-ML
340-W32-09 3 40 2 120 40 9.2 1 |BNGU0905..R-AL
340-32-09-L200 3 40 2 200 40 9.2 2
440-W32-09 4 40 2 120 40 9.2 1

e Coolant through type

————
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6N TE90-...-M...-06/09 MILL @ RUSH
Modular

vl i

%: D| NSt Ts D3
% e

al |, ‘
L
90°
L Dimension (mm)
Designation @ ) D3 L5 T ap Insert
6N TE90-225-M12-06 2 25 21 35 12 6.2 6NGU 0604...R-M
332-M16-06 3 32 29 43 16 6.2 6NGU 0604...R-ML
440-M16-06 4 ) 29 43 16 g2 |ONGU0B04.R-AL
6N TE90-232-M16-09 2 32 29 43 16 9.2 6NGU 0905...R-M
340-M16-09 3 40 29 43 16 9.2 6NGU 0905...R-ML
440-M16-09 4 ) 29 43 16 9.2 |BNGUO905.R-AL
* Matched with T-FLEXTEC: see part G ® Coolant through type Cuing
Condition
@
E158 E219
Spare parts
Screw Wrench
Designation ﬁ /ﬁ
6N TE90...-06 TS 300851/HG TD9
6N TE90...-09 TS 40B100I TD15

—




TE90AX-06 CHASEMILL

End Mill 7 = _
)y &)= &
i W s I Y 3 d[
ap
D L | L !
I Fig.1 Fig.2
90°
Designation @ D q Dlmens:?n (mm) A ap ia Fig. Insert
TE90AX 108-08-06-C 1 8 8 80 17 5.75 ° 2 |AXMT 0602 PER- EM
210-09-06-L120 2 10 9 120 17 5.75 X 2 ﬁim 8gggh.l'\;|-FEM
210-10-06 2 10 10 80 17 5.75 X 2 .
210-10-06-C 2 10 10 80 17 575 ° o |AXCTOB02..RAL
211-10-06 2 1 10 80 17 5.75 X 2
212-12-06 2 12 12 80 18 5.75 X 2
212-12-06-C 2 12 12 80 18 5.75 ° 2
212-12-06-L 2 12 12 130 18 5.75 X 2
212-11-06-L120 2 12 1 120 20 5.75 X 2
312-12-06 3 12 12 80 18 5.75 X 2
312-12-06-C 3 12 12 80 18 5.75 ° 2
313-12-06-C 3 13 12 90 20 5.75 ° 2
314-12-06 3 14 12 80 18 5.75 X 2
415-12-06 4 15 12 80 18 5.75 X 2
316-16-06 3 16 16 110 20 5.75 X 2
316-16-06-C 3 16 16 110 20 5.75 ° 2
316-16-06-L 3 16 16 150 20 5.75 X 2
416-W16-06 4 16 16 90 20 5.75 X 1
416-W16-06-C 4 16 16 90 20 5.75 ° 1
417-16-06 4 17 16 90 20 5.75 X 2
418-W16-06 4 18 16 90 20 5.75 X 1
418-W16-06-C 4 18 16 90 20 5.75 ° 1
418-16-06-L 4 18 16 150 20 5.75 X 2
419-W16-06 4 19 16 90 20 5.75 X 1
420-20-06 4 20 20 160 25 5.75 X 2
420-W20-06-C 4 20 20 160 25 5.75 ° 1
520-19-06-L 5 20 19 160 25 5.75 X 1
520-W20-06 5 20 20 105 25 5.75 X 1
520-W20-06-C 5 20 20 105 25 5.75 ° 1
521-20-06 5 21 20 105 25 5.75 X 2
725-W20-06 7 25 20 115 25 5.75 X 1
725-W20-06-C 7 25 20 115 25 5.75 ° 1
725-W25-06 7 25 25 120 30 5.75 X 1
832-W25-06 8 32 25 130 32 5.75 X 1
832-W25-06-C 8 32 25 130 32 5.75 ° 1
1040-W32-06 10 40 32 140 40 5.75 X 1
1040-W32-06-C 10 40 32 140 40 5.75 ° 1

_




TE90AX ...-M...-06 CHASEMILL
Modular 2 [
~ =2

N

' 4

&
%@/

LT
90°
L Dimension (mm)
Designation @ ) D3 L5 T ap Insert
TE90AX 210-M06-06 2 10 9.68 23 6 55 AXMT 0602 PER-EM
312-M06-06 3 12 9.68 23 6 5.5 AXMT 0602...R-EM
416-M08-06 4 16 13 23 8 55 ﬁi“c"; 8gg22R'RH/§L
520-M10-06 5 20 18 30 10 5.5
725-M12-06 7 25 21 35 12 5.5
832-M16-06 8 32 29 43 16 5.5
1040-M16-06 10 40 29 43 16 5.5

e Matched with T-FLEXTEC: see part G ¢ Coolant through type
 Cutter body for ‘AXMT 06’ insert with corner radius more than 1.0mm should be modified accordingly Body “R"=Insert “R"™-0.1mm

Rameing Cutting
Data Condition

Spare parts
Screw Wrench
Designation & /ﬁ
TE90AX-06 TS 18041I/HG TD6P

—




2S-TE90AP-09 CHASEMILL
End Mill — =
&
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I Fig.1 Fig.2
90°
Designation @ ) lemens:fm (mm)H ap ﬁ Fig. Insert
2S-TE90AP 110-W10-09 1 10 10 80 235 8.8 X 1 |APKT 09T3 PER-EM/M
110-W10-09-C 1 10 10 80 235 88 ° 1 ﬁgg gg_Trg -F-)FE-FI{EI\KIAL
i e e
: : APKT 09T3R-HF
114-W12-09 1 14 12 80 25.0 8.8 X 1
216-15-09-L 2 16 15 170 300 8.8 X 2
216-W16-09 2 16 16 90 221 8.8 X 1
216-W16-09-C 2 16 16 90 22.1 8.8 o 1
216-16-09-L 2 16 16 145 271 8.8 X 2
217-16-09-L 2 17 16 180  25.0 8.8 X 2
218-W16-09 2 18 16 90 25.0 8.8 X 1
218-W16-09-C 2 18 16 90 25.0 8.8 o 1
220-19-09-L 2 20 19 170 250 8.8 X 2
220-20-09-L 2 20 20 170 371 8.8 X 2
320-W20-09 3 20 20 110 27.1 8.8 X 1
320-W20-09-C 3 20 20 110 27.1 8.8 ° 1
221-20-09-L 2 21 20 200 25.0 8.8 X 2
322-W20-09 3 22 20 110 30.0 8.8 X 1
322-W20-09-C 3 22 20 110 30.0 8.8 ° 1
225-24-09-L 2 25 24 210  28.0 8.8 X 2
225-25-09-L 2 25 25 210 371 8.8 X 2
325-W20-09 3 25 20 110 30.0 8.8 X 1
325-W20-09-C 8 25 20 110 30.0 8.8 ° 1
325-W25-09 3 25 25 110 26.6 8.8 X 1
425-W20-09-C 4 25 20 110 30.0 8.8 ° 1
226-25-09-L 2 26 25 250  28.0 8.8 X 2
430-W25-09 4 30 25 130 320 8.8 X 1
430-W25-09-C 4 30 25 130 30.0 8.8 ° 1
232-32-09-L 2 32 32 250  62.0 8.8 X 2
432-W25-09 4 32 25 130 320 8.8 X 1
432-W25-09-C 4 32 25 130 320 8.8 ° 1
532-W25-09-C 5 32 25 130 320 8.8 ° 1
333-32-09-L 3 33 32 250 400 8.8 X 2
240-32-09-L 2 40 32 250  32.0 8.8 X 2
540-W32-09 5 40 32 130 320 8.8 X 1
540-W32-09-C 5 40 32 130 320 8.8 ° 1
640-W32-09 6 40 32 130 32.0 8.8 X 1

_




2S-TE90AP ...-M...-09 CHASEMILL

Modular —~

/ /. = =
| A = ot
/ < v "
P - =t
= 2N
- - Y []
$/ i %ﬁ = -
T .ap
I Fig.1 Fig.2
90°
Designation @ Dimension (mm) Fi Insert
9 D D3 s L T ap 0-
2S-TE90AP 110-M06-09 1 10 9.7 33 19 6 8.8 1 |APKT 09T3 PER-EM/M

112-M08-09 1 12 13 33 25 8 8.8 1 ﬁEg ggg -I-DFE-FE"’GL

216-M08-09 2 16 13 38 - 8 8.8 2 APCT 0973 PER-AL

320-M10-09 3 | 20 18 38 - 10 88 | 2 |ApKTO09TIR-HE

325-M12-09 3 25 21 38 - 12 8.8 2

425-M12-09 4 25 21 38 - 12 8.8 2

432-M16-09 4 32 29 38 - 16 8.8 2

532-M16-09 5 32 29 38 - 16 8.8 2

540-M16-09 5 40 29 43 - 16 8.8 2

640-M16-09 6 40 29 43 - 16 8.8 2

e Matched with T-FLEXTEC: see part G ¢ Coolant through type
 Cutter body for 'APKT09' insert with corner radius more than 2.4mm should be modified accordingly body "R"=insert "R"-0.2mm

Ramping Cutting
Data Condition

Spare parts
Screw Wrench
Designation & /ﬁ
2S-TE90AP-09 TS 250551/HG TD8

PE— E



TE9O0AP-12 CHASEMILL

End Mill ~ 7 ; = =
| A A = et
%r R )] dJ o| LBl d[
g ] <<
3|
| | e |
I Fig.1 Fig.2
90°
Designation @ 2NN () Fig. Insert
D d L H ap
TE90AP 116-W16-12-C 1 16 16 85 26 12 1 APKT 1204 PER-EM/
218-W20-12-C 2 18 20 85 26 12 1 EIIS/KETMi_ZM PER.SM
220-19-12-L 2 20 19 170 30 12 2 APKT 1204.. R-EM
220-W20-12-C 2 20 20 90 30 12 1 |'ApcT 1204 RML
220-W20-12-L-C 2 20 20 125 30 12 1 APCT 1204...R-AL
220-20-12-L 2 20 20 170 30 12 2 APKT 1204R-HF
220-20-12-L200 2 20 20 200 30 12 2
221-20-12-L200 2 21 20 200 30 12 2
221-20-12-1250 2 21 20 250 30 12 2
225-24-12-L 2 25 24 200 40 12 2
225-W25-12-L-C 2 25 25 145 40 12 1
225-25-12-L 2 25 25 210 40 12 2
225-25-12-1.200 2 25 25 200 40 12 2
325-W25-12-C 3 25 25 100 40 12 1
226-25-12-1L200 2 26 25 200 40 12 2
226-25-12-1250 2 26 25 250 40 12 2
232-25-12-L 2 32 25 250 40 12 2
332-W25-12-L-C 3 32 25 155 35 12 1
332-W32-12-C 3 32 32 110 40 12 1
332-32-12-L 3 32 32 250 40 12 2
332-32-12-L150 3 32 32 150 40 12 2
432-W25-12-C 4 32 25 100 40 12 1
233-32-12-L200 2 33 32 200 40 12 2
233-32-12-1250 2 33 32 250 40 12 2
333-32-12-L200 3 33 32 200 40 12 2
333-32-12-L250 3 33 32 250 40 12 2
435-W25-12 4 35 25 100 40 12 1
440-W32-12-C 4 40 32 115 45 12 1
440-32-12-L 4 40 32 250 40 12 2
540-W32-12-C 5 40 32 115 45 12 1

E  Coolant through type

_




TE9O0AP...-M...-12 CHASEMILL

Modular

7 |/ / —

Vo A A

LI
90°
L Dimension (mm)

Designation @ D D3 E T a Insert

TE90AP 116-M08-12 1 16 13 35 8 12 APKT 1204 PER-EM/
220-M10-12 2 20 18 35 10 12 EL/EML
325-M12-12 3 25 21 35 12 12 |APKT1204 PER-SM

APKT 1204...R-EM

432-M16-12 4 32 29 43 16 12 | APCT 1204, R-ML
540-M16-12 5 40 29 43 16 12 APCT 1204...R-AL
542-M16-12 5 42 29 43 16 12 APKT 1204R-HF

e Matched with T-FLEXTEC: see part G ¢ Coolant through type
 Cutter body for ‘APKT 12’ insert with with corner radius more than 1.6mm should be modified accordingly body "R"=Insert “R"-0.5mm

- Ram?mg Cutting
.@ Data Condition

Spare parts
Screw Wrench
Designation & /ﬁ
TE90AP-12(16-325) TS 35A070I/HG TD10P
TE90AP-12g532-) TS 35A088I/HG TD10P

—




TE90AP-17

End Mi

CHASEMILL

ey

VAl Al

=N

[
[

I Fig.1 Fig.2
90°
Designation @ ) q Dlmens:?n (mm) m 2 P Fig. Insert
TE90AP 120-W20-17 1 20 20 90 32 16.1 X 1 APKT 1705 PER-M

120-W20-17-C 1 20 20 90 32 16.1 ° 1 éDKETMleS PER-EM/
225-24-17-L 2 25 24 210 40 16.1 X 2

225-W25-17 2 5 25 100 39 161 | «x 1 ’;Eﬂ i;ggPSREEAM
225-W25-17-C 2 25 25 100 39 16.1 ° 1 APKT 1705 PER-AL
225-25-17-L 2 25 25 210 40 16.1 X 2

226-25-17-L200 2 26 25 200 40 16.1 ° 2

226-25-17-1250 2 26 25 250 40 16.1 ) 2

232-32-17-L 2 32 32 250 65 16.1 X 2

233-32-17-L250 2 33 32 250 40 16.1 [ 2

233-32-17-L300 2 33 32 300 40 16.1 . 2

332-W32-17 3 32 32 110 40 16.1 X 1

332-W32-17-C 3 32 32 110 40 16.1 ° 1

332-32-17-L 3 32 32 200 65 16.1 X 2

333-32-17-L200 3 33 32 200 55 16.1 [ 2

333-32-17-L250 3 33 32 250 55 16.1 ° 2

240-32-17-L 2 40 32 250 54 16.1 X 2

340-W32-17 3 40 32 110 40 16.1 X 1

340-32-17-L 3 40 32 200 54 16.1 X 2

440-W32-17 4 40 32 115 45 16.1 X 1

440-W32-17-C 4 40 32 115 45 16.1 [ 1

440-32-17-L 4 40 32 200 57 16.1 X 2

—_—



TE9OAP...-M...-17 CHASEMILL

Modular —~ 7 =
/ —
| A A = A
]
/ g - |
D ) O
o ’/' D| b Nl Ts D3
.
2|
L
90°
L Dimension (mm)
Designation @ D D3 E T a Insert
TE90AP 120-M10-17 1 20 18 43 10 16.1 APKT 1705 PER-M
225-M12-17 2 25 21 43 12 16.1 ;AEPLI;ET N}L705 PER-EM
232-M16-17 2 32 29 43 16 16.1 APKT 1705 PER-SM
332-M16-17 3 32 29 43 16 16.1 | APKT 1705..R-EM
340-M16-17 3 40 29 43 16 16.1 APKT 1705 PER-AL
440-M16-17 4 40 29 43 16 16.1

e Matched with T-FLEXTEC: see part G ¢ Coolant through type
 Cutter body for ‘APKT 17’ insert with corner radius more than 1.6mm should be modified accordingly Body “R"=Insert “R"-0.8mm

Rameing Cutting
Data Condition

Spare parts
Screw Wrench
Designation & /ﬁ
TE90AP-17(320-@325) TS 40085I/HG TD15
TE90AP-17(332-363) TS 40093I/HG TD15
TE90AP-17(380-) TS 401201/HG TD15

—




TE90AN-11/16 cHasEP riiii
End Mill 7
||

I Fig.1 Fig.2
90°
Designation @ 2NN () Fig. Insert
D d L H ap

TE90AN 225-24-11-L 2 25 24 200 40 1.1 2 ANMX 110608R-M
225-W25-11 2 25 25 100 40 1.1 1 ANHX 1106...R-M/AL
225-25-11-L 2 25 25 200 40 1.1 2
226-25-11-L 2 26 25 200 40 1.1 2
332-W32-11 3 32 32 110 40 1.1 1
332-32-11-L 3 32 32 200 40 1.1 2
233-32-11-L 2 33 32 250 40 1.1 2
333-32-11-L 3 33 32 200 40 1.1 2
340-32-11-L 3 40 32 250 40 1.1 2
440-W32-11 4 40 32 115 40 1.1 1
440-32-11-L 4 40 32 200 40 1.1 2

TE90AN 232-W32-16 2 32 32 110 30 15 1 | ANMX 160708R-M
232-32-16 2 32 32 150 45 15 2 mni igg;OSF?ﬁmL
232-32-16-L250 2 32 32 250 40 15 2 R
233-32-16-1200 | 2 3 32 20 5 15 2 | ANHX160708R-MLMR
340-W32-16 3 40 32 115 35 15 1
340-32-16 3 40 32 150 45 15 2
340-32-16-L250 3 40 32 250 45 15 2
450-32-16 4 50 32 150 50 15 2

e Coolant through type

_




TE90AN...-M...-11/16 cHasED riiii

Modular

Z 177

Al Al

P o'

<« D
\\-‘!

e

LT
90°
L Dimension (mm)

Designation @ D D3 E T a Insert

TE90AN 225-M12-11 2 25 21 35 12 11.1 ANMX 110608R-M
332-M16-11 3 32 29 43 16 11.1 | ANHX1106..R-M/
440-M16-11 4 40 29 43 16 11 | AUSML

TE90AN 232-M16-16 2 32 29 43 16 15 ANMX 160708R-M
340-M16-16 3 40 29 43 16 15 ANHX 160708R-SM/

SML

ANHX 1607...R-M/AL
ANHX 160708R-ML/
MR

* Matched with T-FLEXTEC: see part G e Coolant through type

Ramping Cutting
Data Condition

Spare parts
Screw Wrench
Designation ﬁ ﬁ
TE90AN-11 TS 35A088I/HG TD10P
TE90AN-16 TS 401201 TD15

N




TE9OXE-16

CHASEALU

End Mill Z N7/ = .
Al A A A A
g d
&
LT
90°
Designation @ Dimension (mm) K Insert
Y D d L H RPM
TEQOXE 225-25-16 2 25 25 125 55 38,000 | XECT 1605...R-AL
225-25-16-L170 2 25 25 170 70 38,000 | XECT 1605...WR-AL
232-32-16 2 32 32 150 50 34,000
232-32-16-L200 2 32 32 200 80 34,000
332-32-16 3 32 32 150 50 34,000
332-32-16-L200 3 32 32 200 80 34,000
340-32-16 8 40 32 170 55 30,000
340-32-16-L250 3 40 32 250 89 30,000

¢ Coolant through type

> TaeguTec

——————————————\
\ Contents



TEgOXEIII-MIII-1 6 CHHSEf‘"..('i
Modular < Nz = 2 I,
A A A Al
-
U v
I
90°
Designation @ D Dl:i)r;ension (mII: ) s F’\QASIX\/I Insert
TE9O0XE 225-M12-16 2 25 21 43 12 38,000 | XECT 1605...R-AL
232-M16-16 2 32 29 43 16 34,000
332-M16-16 3 32 29 43 16 34,000
340-M16-16 3 40 29 43 16 30,000

e Matched with T-FLEXTEC: see part G ¢ Coolant through type
 Cutter body for 'XECT 16' insert with corner radius more than 3.2mm should be modified accordingly body "R"=insert "R"-0.3mm

Ramping Cutting
Data Condition

Spare parts
Screw Wrench
Designation & %
TE9OXE...-16(@25) TS 40085I/HG T-T15
TE9OXE...-16(232-) TS 40093I/HG T-T15

——————————————\
\ Contents

) TaeguTec




TSF-06/09/11/14

End Mill

CHASEGUAD

7 / /

Al Al

Dl é i\} ) d
H
L
L
90°
Designation @ Dimension (mm) F. Fi Max. Drilling End Milling i
9 D d L H 2 0. depth, Cd  depth, ap
TSF- 112-W16-06 1 12 16 80 27 X 1 18 5.6 XOMT 060204
216-W20-06 2 16 20 90 27 X 1 18 5.6
320-W20-06 3 20 20 100 25 X 1 18 5.6
222-W25-09 2 22 25 100 40 X 1 28 9.0 SPMG 090408-EM
225-W25-09 2 25 25 100 40 X 1 28 9.0 | SPMT 090408-EM
332-W32-11 3 32 32 115 55 X 1 39 10.7 | SPMG 110408-EM
440-W32-11 4 40 32 125 55 X 1 39 10.7 | SPMT 110408-EM
445-W32-14 4 45 32 130 70 X 1 50 134 SPMG 140508-EM
450-W32-14 4 50 32 140 80 X 1 60 13.4 | SPMT 140508-EM
Cutting
Conmon
@
E185 E222
Spare parts
Screw Wrench
Designation & ﬁ
TSF (212) TS 220461 TD7
TSF (216-@20) TS 22052I/HG TD7
TSF (@22-@25) TS 35088I TD10
TSF (232-340) TS 40093I TD15
TSF (245-@50) TS 50A121I/HG TD20
——————————————\
> TaeguTec (™ Contents




TDM-06/09/11/14

End Mill

CHASEGUAD

7 / /. - “l‘
©
e d
H

LT
90°
Designation @ ) Dlrgensmn (Tm) a Fig. M;:btﬁ]n:l:'gg Edr::thlH;r;]g Insert
TDM- 112-W16-06 1 12 16 80 20 2 12 5.6 XOMT 060204
216-W20-06 2 16 20 90 25 2 16 5.6
218-W20-06 2 18 20 90 25 2 16 5.6
220-W25-06 2 20 25 100 40 2 20 5.6
222-W25-06 2 22 25 110 A7 2 25 5.6
225-W25-09 2 25 25 110 50 2 30 9.0 SPMG 090408-EM
228-W32-09 2 28 32 125 60 2 38 9.0 SPMT 090408-EM
232-W32-11 2 32 32 125 60 2 38 10.7 | SPMG 110408-EM
240-W32-11 2 40 32 125 60 2 38 10.7 | SPMT 110408-EM
245-W32-14 2 45 32 130 66 2 40 134 | SPMG 140508-EM
250-W32-14 2 50 32 150 66 2 40 134 | SPMT 140508-EM
 Coolant through type Cutting
. Conduon
E185 £222
Spare parts
Screw Wrench
Designation & /ﬁ
TDM (@12) TS 22046! TD7
TDM (216-@20) TS 22052I/HG TD7
TDM (@22-@25) TS 35088| TD10
TDM (@32-@40) TS 40093 TD15
TDM (@45-@50) TS 50A121I/HG TD20

——————————————\
\ Contents

G“, TaeguTec [



TCF-11 CHASEGGAD
End Mill 7

2

B e o et —BE1]
120 apm 120 ‘

Fig.1 Fig.2
45°
S Dimension (mm) ) Application
Designation @ K D D1 a Fig. Range(mm) Insert
TCF 15-D25-11 2 75° 25 305 10.1 1 @26.3 - 230.0 SPMT 110408-EM
30-D25-11 2 60° 25 355 8.9 1 226.3 - @34.0 SPMG 110408-EM
45-D07-11 1 45° 7 215 7.2 2 @8.3 - @20.9
45-D19-11 2 45° 19 334 7.2 1 @20.3 - @32.9
45-D25-11 3 45° 25 39.4 7.2 1 226.3 - @38.9
Cutting
Condition
E185 E222
Spare parts
Screw Wrench
Designation & ﬁ
TCF-11 TS 40093| TD15

——————————————\




TERNS-10/12/16

End Mill

cHASED rioio

Q \
@\
§\

- 36 of ‘
%;:‘:// L o L
Fig.1 Fig.2
Designation @ D d Dlmens:f)n (mm) 0 ap Fig. Insert
TERNS 225-25-10-L160 2 25 25 160 60 5 2 RNMU 1004-ML
225-32-10-L250 2 25 32 250 40 5 2 RNMU 10045-M
325-25-10-L160 3 25 25 160 60 5 2
226-25-10-L200 2 26 25 200 80 5 2
332-32-10-L180 3 32 32 180 70 5 2
332-32-10-L250 g 32 32 250 100 5 2
432-32-10-L180 4 32 32 180 70 5 2
432-32-10-L250 4 32 32 250 100 5 2
433-32-10-L200 4 33 32 200 80 5 2
433-32-10-L250 4 33 32 250 100 5 2
232-32-12-L150 2 32 32 150 50 6 2 RNMU 1205-ML
232-32-12-L200 2 32 32 200 60 6 2 RNMU 12055-M
232-32-12-L 2 32 32 250 50 6 2
332-W32-12 3 32 32 160 60 6 1
332-32-12-1.200 3 32 32 200 70 6 2
332-32-12-1250 3 32 32 250 60 6 2
233-32-12-L200 2 33 32 200 50 6 2
233-32-12-1.250 2 33 32 250 60 6 1
333-32-12-L200 3 33 32 200 70 6 2
333-32-12-L250 3 33 32 250 60 6 2
340-W32-12 3 40 32 160 50 6 1
340-32-12-L250 3 40 32 250 50 6 2
440-W32-12 4 40 32 160 50 6 1
440-32-12-1.250 4 40 32 250 60 6 2
450-32-12-.200 4 50 32 200 70 6 2
550-32-12-L250 ® 50 32 250 60 6 2
240-32-16-L160 2 40 32 160 50 8 1 RNMU 1606-ML
240-32-16-L180 2 40 32 180 70 8 2 RNMU 1606S-M
240-32-16-L250 2 40 32 250 100 8 2
¢ Coolant through type
—_—




TERNS...-M...-10/12/16 cHasEP voio

Modular Z 72~ 1= .
| Al A A A 1
o T
&F ¢
e = Ts| D3|
A L
L Dimension (mm)
Designation @ b D3 E T a Insert
TERNS 225-M12-10 2 25 21 35 12 5 RNMU 1004-ML
325-M12-10 3 25 21 35 12 5 RNMU 1004S-M
432-M16-10 4 32 29 43 16 5
542-M16-10 5 42 29 43 16 5
232-M16-12 2 32 29 43 16 6 RNMU 1205-ML
332-M16-12 3 32 29 43 16 6 RNMU 12055-M
233-M16-12 2 33 29 43 16 6
333-M16-12 3 33 29 43 16 6
340-M16-12 3 40 29 43 16 6
440-M16-12 4 40 29 43 16 6
240-M16-16 2 40 29 43 16 8 RNMU 1606-ML
340-M16-16 3 40 29 43 16 8 RNMU 1606S-M

* Matched with T-FLEXTEC: see part G ® Coolant through type Ramoig Cuting
Data Condition

Spare parts
Screw Wrench
Designation & ﬁ %
TERNS-10 TS 350851/HG TD 15
TERNS-12 TS 40G1101 T-T15
TERNS-16 TS 50A121I/HG TD 20

——————————————\




TERD/TERX

End Mill

é L

Fig.1 Fig.2

Fig.3

Dimension (mm)

Designation D d L H L1 P n a Fig. Insert
TERD 108-W10-05 8 10 80 20 - - - 25 RDMX 0501-M

210-W12-05 10 12 80 30 - - - 25

212-W12-05 12 12 100 40 - - - 2.5

212-16-05-L 12 16 200 20 34 60 20 25

215-W20-07 15 20 140 40 - - - 35 RDMX 0702-M

215-20-07-L 15 20 200 25 34 60 35 35

217-16-07-L160 17 16 160 25 - - - 315

217-16-07-L200 17 16 200 25 - - - 315

TERX 220-W20-10
220-25-10-L
221-20-10-L160
221-20-10-L200
225-W25-10
225-32-10-L
226-25-10-L200
226-25-10-L.250
226-25-10-L300

20 20 160 60 - = -
20 25 250 46 60 80 40
21 20 160 30

21 20 200 30

25 25 160 60 - = -
25 32 250 30 50 80 6.8
26 25 200 30

26 25 250 30

26 25 200 30

RXMX 1003-M/ML/MR
RXHX 1003-AL/MR

325-W25-10 25 25 160 60

432-W32-10 32 32 160 60

225-W25-12 25 25 160 60 RXMX 12T3-M/ML/MR
226-25-12-1.250 26 25 250 40 RXHX 12T3-AL/MR
232-32-12-L 32 32 250 50

332-W32-12 32 32 160 64

233-32-12-1.200
233-32-12-.250
233-32-12-L300
235-32-12-1.250
340-32-12-L.250

33 32 200 40
33 32 250 40
33 32 300 40
35 32 250 40
40 32 250 40

[celiecRio RN R REe R o Mo Rie Mo R R RIS RES RIS REG RES RS RS N ES RIS NS NS,

w(»)Q)wNJ>wNNl\)NwNNthNNNNNNNNNNNNNNNNH'@'
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440-W32-12 40 32 160 50

240-W32-16 40 32 160 50 RXMX 1604-M/ML/MR
340-32-16-L250 40 32 250 50

350-32-20 50 32 160 50 10 RXMX 2006-M/MR
350-40-20 50 40 200 60 10

350-42-20 50 42 200 60 10

e Coolant through type

J—




TERD/TERX...-M-... CHASEMOLD
Modular 7 7 = 7
PG &) &
4 Ls
=7
b " +\\\ D& < N ] Ts| D3
e S O/ AN 7Ny
ap
S Dimension (mm)
Designation @ b D3 E T ap Insert
TERD 108-M06-05 1 8 9.7 28 6 25 |RDMX 0501-M
210-M06-05 2 10 9.7 28 6 2.5
210-M08-05 2 10 13 28 8 2.5
212-M08-05 2 12 13 28 8 2.5
312-M08-05 3 12 13 28 8 2.5
215-M08-07 2 15 13 23 8 35  |RDMX 0702-M
220-M08-07 2 20 13 30 8 35
320-M08-07 3 20 13 30 8 35
TERX 220-M10-10 2 20 18 30 10 5.0 |RXMX 1003-M/ML/MR
225-M12-10 2 25 21 35 12 50 |RXHX1003-AL/MR
325-M12-10 3 25 21 35 12 5.0
430-M16-10 4 30 29 43 16 5.0
432-M16-10 4 32 29 43 16 5.0
435-M16-10 4 35 29 43 16 5.0
542-M16-10 5 42 29 43 16 5.0
224-M12-12 2 24 21 35 12 6.0 |RXMX 12T3-M/IML/MR
232-M16-12 2 32 29 43 16 6.0 |RXHX12T3-ALIMR
332-M16-12 3 32 29 43 16 6.0
335-M16-12 3 35 29 43 16 6.0
340-M16-12 3 40 29 43 16 6.0
442-M16-12 4 42 29 43 16 6.0
232-M16-16 2 32 29 43 16 8.0
240-M16-16 2 40 29 43 16 8.0  |RXMX1604-M/ML/MR
342-M16-16 3 42 29 43 16 8.0

* Matched with T-FLEXTEC: see part G ¢ Coolant through type

Ram;lamg Cutting
Data Condition

Spare parts
Screw Wrench
Designation & /ﬁ

TERD-05 TS 20038I TD 6

TERD-07 SO 250501 D7

TERX-10 TS 35070I/HG TD 15
TERX-12 TS 35085I/HG TD 15
TERX-16 TS 45A1001/HG TD 20
TERX-20 TS 50115I/HG TD 20

p——



TERY CHASEMOLD
End Mill vy, y; =
- YA dl A
N ] p=— ]
1O J = dI Dl frd
5 aple—H L ap—H ol |
» Fig.1 Fig.2
s — ~ T )
& DL%}J = dI D % Em— i
ST a
L
Fig.3 Fig.4
Designation DimENs i Fig. Insert

D d L H L1 L2 @&

o
K=}

TERY 216-W20-08-L
217-16-08-L130
218-16-08-L150
320-W20-08
320-20-08-L110
321-20-08-L150

16 20 110 25 45 55 41
17 16 130 30
18 16 150 30
20 20 150 40
20 20 110 60
21 20 150 40

RYMX 08-M/ML/MM/MR
RYHX 08-ML/MR/AL

425-W25-08 25 25 150 40

426-25-08-L150 26 25 150 40

532-W32-08 32 32 160 60

220-W20-10 20 20 160 60 - - - RYMX 10-M/ML/MM/MR
220-25-10-L 20 25 250 36 60 80 35 RYHX 10-ML/MR/AL
221-20-10-L200 21 20 200 30

225-32-10-L 25 25 160 60 - - -

225-W25-10 25 32 250 36 53 80 50

325-W25-10 25 25 160 60

226-25-10-L200
326-25-10-L200

26 25 200 30
26 25 200 60

432-W32-10 32 32 160 60
225-W25-12 25 25 160 60 RYMX 12-M/ML/MM/MR
226-25-12-L200 26 25 200 60 RYHX 12-ML/MMMR/AL
232-32-12-L 32 32 250 50
332-W32-12 32 32 105 35
332-W32-12-S 32 32 160 64
233-32-12-L250 33 32 250 40
333-32-12-1200 33 32 200 60
340-W32-12 40 32 105 35
340-W32-12-S 40 32 160 50
340-32-12-1.250 40 32 250 50
440-W32-12 40 32 105 35
440-W32-12-S 40 32 150 35
240-W32-16 40 32 160 50 RYMX 16-M/MM/ML/MR

0o oo |ooo|lo o oo oouguojojoonoaalgld s~ SMIBADDDDTT
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[celiecRNe R R REo R o Moo Mo R Rk R e RE- RN RIS RIS RS RIS RES NES NES RS R IF A B S S S I I S )
N RN (RP(RPRPIRPRINEPRINDNE(RNN RPN B RPRPRIN RN PN W

340-32-16-L250 40 32 250 50 RYHX 16-ML/AL

350-32-20 10 50 32 160 50 = - = 10
350-40-20 10 | 3 | 50 40 200 60 = - = 10

w

RYMX 2007-M/ML/MR

NN

© Coolant through type
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Q

TERY...-M...-08/10 CHASE!

Modular

P o

Bom : . Ts| Dg

. D |

e L C |

)l aj
Ls

. . Dimension (mm)

Designation R @ ) D3 5 s D Insert
TERY 216-M08-08 4 2 16 13 23 8 4 |RYMX 08-M/IML/MM/

218-M08-08 4 2 18 13 23 8 4 MR
220-M10-08 4 2 20 18 30 10 4 |RYHXO08-ML/MRIAL
320-M10-08 4 3 20 18 30 10 4
425-M12-08 4 4 25 21 35 12 4
530-M16-08 4 5 30 29 43 16 4
532-M16-08 4 5 32 29 43 16 4
540-M16-08 4 5 40 29 43 16 4
640-M16-08 4 6 40 29 43 16 4
220-M10-10 5 2 20 18 30 10 5  |RYMX 10-MIML/MM/
225-M12-10 5 2 25 21 35 12 5 |MR
325-M12-10 5 3 25 21 35 2 5 |RYHX10-MLMRIAL
430-M16-10 5 4 30 29 43 16 5
432-M16-10 5 4 32 29 43 16 5
435-M16-10 5 4 35 29 43 16 5
542-M16-10 5 5 42 29 43 16 5
642-M16-10 5 6 42 29 43 16 5

¢ Matched with T-FLEXTEC: see part G ¢ Coolant through type

-




TERY...-M...-12/16 CHASEriOLD
Modular
7 I /, P |
S &)= &
f t‘/’ _
By - Ts| D
W g / 1 ] 3
EREE!
Ls
L Dimension (mm)

Designation R @ D D3 E T a Insert
TERY 225-M12-12 6 2 25 21 35 12 6 RYMX 12-M/ML/MM/

232-M16-12 6 2 32 29 43 16 6 MR

332-M16-12 6 3 32 29 43 16 6 mﬁﬂ'w“"w

335-M16-12 6 3 40 29 43 16 6

340-M16-12 6 4 42 29 43 16 6

440-M16-12 6 2 32 29 43 16 6

442-M16-12 6 2 40 29 43 16 6

232-M16-16 8 3 42 29 43 16 8 RYMX 16-M/MM/

240-M16-16 8 2 40 29 43 16 8 |MUMR

342-M16-16 8 3 42 29 43 16 g |RYHX16-MUAL
¢ Matched with T-FLEXTEC: see part G ¢ Coolant through type Feeng | [ o
Spare parts

Screw Wrench
Designation & ﬁ%

TERY-08 TS 30A60! D9
TERY-10 TS 350701/HG(UnderD21), TS 25085I/HG T-T15
TERY-12 TS 40093 T-T15
TERY-16 TS 50115| T-T20
TERY-20 TS 60A1301 T-T25

——————————————\
\ Contents

) TaeguTec




End Mill & Modular — v

Va ar il %

uA:uEIm

TPM-PL09/TPM...-...M-PLO09 cHAsED pidiice
|/

f®>

Fig.1 Fig.2
Designation @ Dimension (mm) Fig. Insert
D D3 d L Ls H Ts ae
TPM 225-25-PL09 2 25 - 25 200 120 9 1 PLNG 090408R-M
226-25-PL09 2 26 - 25 200 50 9 1 | PLNG 090408R-ML
330-32-PL09 3 30 - 32 250 150 9 1
332-32-PL09 3 32 - 32 250 150 9 1
333-32-PL09 3 33 - 32 250 50 9 1
440-32-PL09 4 40 - 32 250 50 - 9 1
TPM 225-M12-PL09 2 25 21 - - 35 - 12 9 2 PLNG 090408R-M
332-M16-PL09 | 3 32 29 - - 43 - 16 9 2 | PLNG 090408R-ML
335-M16-PL09 3 35 29 - - 43 - 16 9 2
440-M16-PL09 4 40 29 - - 43 - 16 9 2
442-M16-PL09 | 4 42 29 - - 43 - 16 9 2

Cutting
Condition

* Matched with T-FLEXTEC: see part G ® Coolant through type - T
E174 E224

Spare parts
Screw Wrench
Designation & %}
TPM-09 TS 300851/HG D9
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TNF FINEBALL
Steel Shank Type = = 210,
ARl Al A AL

&

% \
@\
§\

of @4 | d} ol o e d
H LH | %
L L1
L
)
-
Fig.1 Fig.2
N Dimension (mm ’
Designation b d L ( H ) o a° Fig. Insert
TNF 080-08S 8 8 90 20 - - 1 NFB 080-SM
080-12S 8 12 100 10 20 9.5° 2 NFB 080-FM
080-12M 8 12 130 10 50 3° 2 NFR 080A-R...
100-10S 10 10 90 30 - - 1 NFB 100-SM
100-12S 10 12 110 15 25 5° 2 NFB 100-FM
100-16M 10 16 130 15 60 3.5° 2 NFR 100A-R...
NFR 110A-R...
120-12S 12 12 110 30 1 NFB 120-SM
120-12M 12 12 180 60 - - 1 NFB 120-FM
120-16M 12 16 140 25 60 2.4° 2 NFR 120A-R..
120-20L 12 20 180 40 80 5° 2 |NFRI30AR...
160-16M 16 16 130 40 1 NFB 160-SM
160-16L 16 16 200 100 - - 1 NFB 160-FM
160-20M 16 20 160 25 60 2.5° 2 NFR 160A-R...
160-25L 16 25 220 55 100 5° 2 |NFR170AR..
200-20S 20 20 110 40 1 NFB 200-SM
200-20M 20 20 150 50 1 NFB 200-FM
200-20L 20 20 220 70 - - 1 NFR 200A-R...
200-25M 20 25 180 40 80 25° 2 |NFR210A-R..
200-25L 20 25 220 45 110 15° 2
250-25S 25 25 125 40 1 NFB 250-SM
250-25M 25 25 170 70 - - 1 NFB 250-FM
250-32M 25 32 200 32 90 3° 2 NFR 250A-R...
250-32L 25 32 250 40 130 15° 2 |NFR260A-R...
300-32S 30 32 140 55 1 NFB 300-SM/FM
300-32M 30 32 190 75 - - 1 NFB 320-SM/FM
300-32L 30 32 250 65 100 1° 2 NFR 300A-R...
300-32XL 30 32 300 150 : - 1 |NFR320A-R...
300-32-L220 30 32 220 55 100 1° 2
320-32L 32 32 250 60 1 NFB 320-SM
NFB 320-FM
NFR 320A-R...
© Coolant through type E

_



TNF...-CT-L... FINEBALL
Tungsten Carbide Shank Type > = LN
Al Al Al A T

% \
@\
@\

Designation D d Dimension (mm) L a Insert
TNF 080-08-CT-L100 8 8 100 30 NFB 080-SM
080-10-CT-L140 8 10 140 75 NFB 080-FM
080-08-CT-L160 3 8 160 80 NFR 080A-R...
100-10-CT-L100 10 10 100 35 NFB 100-SM
100-10-CT-L140 10 10 140 75 NFB 100-FM
100-10-CT-L200 10 10 200 70 NFR 100A-R...
100-10-CT-L220 10 10 220 140 NFR 110A-R...
120-12-CT-L120 12 12 120 50 NFB 120-SM
120-12-CT-L160 12 12 160 90 NFB 120-FM
120-12-CT-L200 12 12 200 70 NFR 120A-R...
120-12-CT-L220 2 2 220 150 NFR 130A-R...
160-16-CT-L120 16 16 120 60 NFB 160-SM
160-16-CT-L160 16 16 160 80 NFB 160-FM
160-16-CT-L200 16 16 200 70 NFR 160A-R...
160-16-CT-L220 16 16 220 150 NFR 170AR..
200-20-CT-L200 20 20 200 70 NFB 200-SM
200-20-CT-L220 20 20 220 120 NEB200TM
200-20-CT-L300 20 20 300 220 NFR 210A-R...
250-25-CT-L200 25 25 200 70 NFB 250-SM
250-25-CT-L220 25 25 220 120 NEB230TM
250-25-CT-L300 25 25 300 220 NFR 260A-R...
300-32-CT-L200 30 32 200 70 NFB 300-SM;FM
300-32-CT-L250 30 2 250 150 NEB 320 SNIFM
300-32-CT-L350 30 32 350 230 NFB 320A-R...
320-32-CT-L300 32 32 300 220 NFB 320-SM/FM
NFB 320A-R...

J—




TNF...-M... FINEGALL

Modular

— = o

Vol Al Al al A A
/g‘(ﬂ"t/ :

B

=3
u=Ek

Ls

L Dimension (mm)

Designation D D3 s T Insert

TNF 100-MO06 10 9.7 20 6 NFB 100-SM/FM
NFB 100A-R...
NFR 110A-R...

120-M06 12 115 23 6 NFB 120-SM/FM
120-M08 12 13 23 8 NFR 120A-R...
NFR 130A-R...

160-M08 16 13 30 8 NFB 160-SM/FM
NFR 160A-R...
NFR 170A-R...

200-M10 20 19 30 10 NFB 200-SM/FM
NFR 200A-R...
NFR 210A-R...

250-M12 25 24 35 12 NFB 250-SM/FM
250-M16 25 29 43 16 NFR 250A-R...
NFR 260A-R...

300-M16 30 29 43 16 NFB 300-SM/FM

NFB 320-SM/FM
NFR 300A-R...
NFR 320A-R...

320-M16 32 29.5 43 16 NFB 320-SM/FM
NFB 320A-FM

® Matched with T-FLEXTEC: see part G ® Coolant through type

Cutting
Condition
3
©
E169-E171 E230

Spare parts
Screw Wrench
Designation & /ﬁ %

TNF 080 TS 25F080A TD8

TNF 100 TS 30F100A TD 10

TNF 120 TS 40F120A TD 15

TNF 160 TS 50F160A T-T20

TNF 200 TS 60F200A SW6-T, BLD T25/M7
TNF 250 TS 70F250A SW6-T, BLD T25/M7
TNF 300, TNF 320 TS 80F300A T-T30

_




TNFR FINEBALL
Steel Shank Type e . o
H ] ] H H L u il
|2 A A= A AT A A
| a o : <]
H L1 &*
L
Fig.1 Fig.2
N Dimension (mm )
Designation 5 q L (H ) o o Fig. Insert
TNFR 080-12S 8 12 100 10 22 9° 2 NFR 080A-R...
080-12M 8 12 130 10 50 2.8° 2
100-12S 10 12 110 15 25 5° 2 NFR 100A-R...
100-16M 10 16 150 15 50 3.5° 2 NFR 110A-R...
120-12S 12 12 110 30 - - 1 NFR 120A-R...
120-16M 12 16 160 18 60 2.5° 2 NFR 130A-R...
160-16S 16 16 130 50 1 NFR 160A-R...
160-16M 16 16 170 70 1 NFR 170A-R...
160-16L 16 16 200 100 1
200-20S 20 20 140 60 1 NFR 200A-R...
200-20M 20 20 180 80 1 NFR 210A-R...
200-20L 20 20 250 120 1
250-258 25 25 150 70 1 NFR 250A-R...
250-25M 25 25 200 100 1 NFR 260A-R...
250-25L 25 25 250 120 1

 Coolant through type

> TaeguTec
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TNFR...-CT-... FINEBALL
Tungsten Carbide Shank Type 7 = - 20
oAM=t AT Al A

| .

{BI<

%\

PN
L

©
o
L

Dimension (mm)

Designation D q i L o Insert
TNFR 080-08-CT-L140 8 8 7.8 140 75 NFR 080A-R
100-10-CT-L140 10 10 9.5 140 75 NFR 100A-R
NFR 110A-R

120-12-CT-L160 12 12 115 160 95 NFR 120A-R
NFR 130A-R

160-16-CT-L200 16 16 15.5 200 120 NFR 160A-R
NFR 170A-R

200-20-CT-L250 20 20 19.5 250 160 NFR 200A-R
NFR 210A-R

250-25-CT-L300 25 25 245 300 200 NFR 250A-R
NFR 260A-R

_




TNFR...-M... FINEGALL
Modular
I A A%

RE jf’

& :

% \
@\
§$\
%r
k@ ‘
2
N

7
9&J

Ls

Dimension (mm)

Designation ) D3 = T Insert

TNFR 100-M06 10 9.7 20 6 NFR 100A-R
NFR 110A-R

120-M06 12 115 23 6 NFR 120A-R
120-M08 12 13 23 8 NFR 130A-R
160-M08 16 13 30 8 NFR 160A-R
NFR 170A-R

200-M10 20 19 30 10 NFR 200A-R
NFR 210A-R

250-M12 25 24 35 12 NFR 250A-R
NFR 260A-R

¢ Matched with T-FLEXTEC: see part G ¢ Coolant through type Suting
ondition

@

£170-E17L | E230

Spare parts
Screw Wrench
Designation @ /ﬁ %

TNFR 080 TS 25F080A TD 8

TNFR 100 TS 30F100A TD 10

TNFR 120 TS 40F120A TD 15

TNFR 160 TS 50F160A T-T20

TNFR 200 TS 60F200A SW6-T, BLD T25/M7
TNFR 250 TS 70F250A SW6-T, BLD T25/M7

——————————————\




TERP-12CH

CHASESPEED

End Mill
7 /, /. —
P& S &
—~
' s
3 N
AN 9
rRe Al l.ap
H
L
L Dimension (mm)
Designation @ ) q L " ap Insert
TERP 232-W32-12CH 2 32 32 140 75 6 RPGX 1204 CH
340-W32-12CH 8 40 32 140 40 6
E175 E226
Spare parts
Clamp Screw Spring Wrench
Designation @ D 2
g £
TERP-12CH CCL5M DLS 4-18L DSP 4 L-W3

—_—
\ Contents

> TaeguTec




2F DUETBALL
End Mill
Pe /. -
PSS &
of =——trh o @t fel
a2l H ] Fig1 aP[e ‘I-Ii_l, |
_ L2
o} Il L )
ap«-»l H L ‘ Fig.2 Fig.4
PN -
R s e = T
P ‘ Fig.3
L2 > L Fig.5
Designation Dimension (mm) Fi Insert
9 D d L H L L2 ap | 9 Ball E(}} Periphery E(}}
2F 16-11-W20-L120 16 20 120 27 355 60 11.8 3 2 - -
16-11-20-L130 16 20 130 35 459 60 11.8 4 2
16-11-20-L200 16 20 200 35 459 60 118 - 4 | 2FB160-M 2 - -
16-20-W20-L120-P| 16 20 120 35 418 60 118 205| 5 2 APKT 09T3 1
16-20-25-1200-P | 16 25 200 40 434 65 118 205| 5 2 APKT 09T3 1
20-13-W25-L105 20 25 105 45 - - 136 - 1 2 -
20-13-W25-L150 20 25 150 40 457 65 136 3 2
20-13-20-L220 20 20 220 70 - - 136 2 2
20-13-25-L160 20 25 160 45 545 75 136 4 JFB200-M 2
20-13-25-1220 20 25 220 60 657 B85 136 - 4 i 2 - -
20-22-25-L125-P | 20 25 125 40 457 65 136 223| 5 2 APKT 09T3 1
20-22-25-L200-P | 20 25 200 70 743 90 136 223| 5 2 APKT 09T3 1
20-22-32-1L250-P | 20 32 250 70 723 100 13.6 223| 5 2 APKT 09T3 1
25-17-W25-L150 25 25 150 60 - - 177 - 1 2 -
25-17-32-L150 25 32 150 50 557 75 177 4 2
25-17-32-L200 25 32 200 55 616 85 17.7 4 2
25-17-32-L300 25 32 300 70 80 120 177 - 4 SFB250-M 2 - -
25-35-25-L200-P | 25 25 200 87.55 17.7 351| 5 2 APKT 09T3 2
25-35-32-L200-P | 25 32 200 100 17.7 351| 5 2 APKT 09T3 2
25-35-32-L250-P | 25 32 250 110 17.7 351| 5 2 APKT 09T3 2
25-43-32-L300-P | 25 32 300 120 17.7 437| 5 2 APKT 09T3 3
30-20-W32-L180 30 32 180 86.13 200 - 1 2 -
30-20-30-L250 30 30 250 104.56 20.0 2 2
30-20-32-L200 30 32 200 86.13 20.0 2 2
30-20-32-L300 30 32 300 126.13 200 - 2 | 2FB300-M 2 - -
30-43-32-L200-P | 30 32 200 85.58 200 437| 5 2 APKT 1204 2
30-43-32-L250-P | 30 32 250 125.58 200 437| 5 2 APKT 1204 2
30-51-32-L300-P | 30 32 300 145.58 200 553| 5 2 APKT 1204 3
32-21-W32-1200 32 32 200 100 214 1 2
32-21-32-L180 32 32 180 100 214 2 2
32-21-32-L300 32 32 300 130 214 - 1 SFB320-M 2 - -
32-44-32-L200-P | 32 32 200 83.68 214 447| 5 2 APKT 1204 2
32-44-32-1L250-P | 32 32 250 123.68 214 447| 5 2 APKT 1204 2
32-44-32-L300-P | 32 32 300 143.68 214 47| 5 2 APKT 1204 2

e Coolant through type

> TaeguTec
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2F...-M... DUETBALL

Modular
7 s — =
PSS &
/({
V- »”
L Dimension (mm)
Designation @ D D3 = T a Insert
2F 16-11-M08 2 16 13 25 8 11.8 2FB160-M
20-13-M10 2 20 18 30 10 13.6 2FB200-M
25-17-M12 2 25 21 35 12 17.7 2FB250-M
30-20-M16 2 30 29 43 16 20.0 2FB300-M
32-21-M16 2 32 29 43 16 21.4 2FB320-M

¢ Matched with T-FLEXTEC: see part G ¢ Coolant through type

S8

Spare parts
Screw Wrench
Designation & %9
Ball Periphery Ball Periphery
2FB160-M/APKT 09T3 TS 25064! TS 250551/HG TD 8 TD8
2FB200-M/APKT 09T3 TS 30085I/HG TS 250551/HG TD9 TD8
2FB250-M/APKT 09T3 TS 30085I/HG TS 250551/HG TD 15 TD8
2FB300-M/APKT 1204 TS 40A115I TS 35A088I/HG TD 15 TD 10P
2FB320-M/APKT 1204 TS 40A115I TS 35A088I/HG TD 15 TD 10P

_




3F TRIOBALL
End Mill Vd — =
w5 e

Fig.1

e

V4 \@4 ENIN
s(‘“\‘i' P f—"
Designation Dimension (mm) Fig. Insert
D d L H | ap Balll {(}} Ball2 {(}} Periphery {(}}

3F 32-39-W32-150 32 32 150 60 39 16 | 1 |3FB320C-M 1 3FB320P-M 2 CNHX131108T 2

32-39-W32-200 32 32 200 60 39 16 | 1 |3FB320C-M 1 3FB320P-M 2 CNHX131108T 2

32-39-W32-250 32 32 250 60 39 16 | 1 |3FB320C-M 1 3FB320P-M 2 CNHX131108T 2

50-54-W40-150 50 40 150 70 54 25 | 1 |3FB500C-M 1 3FB500P-M 2 CNHX160608T 2

50-80-W50-200 50 50 200 110 80 25 | 1 |3FB500C-M 1 3FB500P-M 2 CNHX160608T 4

50-80-W50-250 50 50 250 110 80 25 | 1 |3FB500C-M 1 3FB500P-M 2 CNHX160608T 4
3F 50-68-CN50.8-200 | 50 50.8 200 115 68 25 | 2 |3FB500C-M 1 3FB500P-M 2 CNHX 160608T 3

50-94-CN50.8-250 | 50 50.8 250 165 94 25 | 2 |3FB500C-M 1 3FB500P-M 2 CNHX 160608T 5

e Coolant through type  ® When machining over 'ap', please calculate Z=1 T
-

)

E156,E166 | E231

Spare parts
Screw Wrench
Designation & /}
3F 320 TS 40093I TD 15
3F 500 TS 50115I T-120

——————————————\




TDB50X-CN/-W cHasEP i
End Mill vl VA =

ParaEar it

Fig.1

T

Q|
DL ) - 1,
H
L Fig.3
Designation @ BUER I Fi Insert
9 D d L H ap 0-
TDB50X 59-CN50.8-L200 6 50 50.8 200 110 59 1 6RBE 50-M
69-CN50.8-L250 7 50 50.8 250 160 69 1
TDB50X 59-W40-L200 6 50 40 200 128 59 2
69-W40-L250 7 50 40 250 178 69 2
59-W42-L200 6 50 42 200 128 59 2
69-W42-1L250 7 50 42 250 178 69 2
59-W50-L200 6 50 50 200 90 59 3
69-W50-L250 7 50 50 250 140 69 3
EEz
E159 E231
Spare parts
Screw Wrench
Designation & /ﬁ
TDB50X TS50B1061/HG T-T20

PE— E



TDB50X-WT

CHASED BAiL

End Mill
Pd / —
PSS &
4% WT
L Dimension (mm)
Designation @ D L WT D Insert
TDB50X 59-WT30-L150 6 50 150 30 59 6RBE 50-M
69-WT30-L150 7 50 200 30 69
L
AR
E159 E231
Spare parts
Screw Wrench
Designation & /}
TDB50X TS50B1061/HG T-120
——————————————\




End Mill -

TEBL-06 cHasEP reep
Vil il

N Dimension (mm)
Designation @ D d L m a Insert
TEBL 216-15-06-L150 2 16 15 150 40 0.7 BLMP 0603R-M
216-16-06 2 16 16 150 40 0.7 BLMP 0603R-MM
216-16-06-S 2 16 16 100 30 0.7 |BLMP 06O3R-ML
217-16-06-S 2 17 16 100 30 0.7
217-16-06 2 17 16 150 40 0.7
217-16-06-L200 2 17 16 200 20 0.7
218-16-06 2 18 16 150 25 0.7
220-20-06-L200 2 20 20 200 80 1.0
320-19-06-L180 3 20 19 180 80 1.0
320-20-06-S 3 20 20 130 50 1.0
320-20-06 3 20 20 160 80 1.0
321-20-06-S 3 21 20 150 20 1.0
321-20-06-L200 3 21 20 200 20 1.0
325-25-06-L220 3 25 25 220 50 1.0
425-24-06-L180 4 25 24 180 60 1.0
425-25-06-S 4 25 25 140 60 1.0
425-25-06 4 25 25 180 60 1.0
425-25-06-L250 4 25 29 250 40 1.0
326-25-06-L200 8 26 25 200 30 1.0
326-25-06-L250 3 26 25 250 30 1.0
426-25-06-S 4 26 25 150 30 1.0
426-25-06-L200 4 26 25 200 30 1.0
426-25-06-L250 4 26 25 250 30 1.0
530-32-06-S 5 30 32 150 70 1.0
530-32-06-L200 5 30 32 200 120 1.0
432-32-06-S 4 32 32 150 70 1.0
532-32-06-S 5 32 32 150 70 1.0
532-32-06-L200 5 32 32 200 120 1.0
433-32-06-L220 4 33 32 220 40 1.0
433-32-06-L300 4 33 32 300 50 1.0
533-32-06-S 5 33 32 150 30 1.0
533-32-06-L200 5 33 32 200 40 1.0
533-32-06-L250 5 33 32 250 40 1.0
435-32-06-L200 4 35 32 200 50 1.0
435-32-06-L300 4 35 32 300 50 1.0
535-32-06-L200 5 35 32 200 50 1.0
535-32-06-L300 5 35 32 300 50 1.0

e Coolant through type

_




TEBL-06/TEBL...-M...-06 cHasEP Feep

End Mill & Modular —

Fig.1 Fig.2

o Dimension (mm) .
Designation @ b D3 q L L5 H T ap Fig. Insert
TEBL 540-32-06-L220 5 40 - 32 220 - 40 - 1.0 1 | BLMP 0603R-M
640-32-06-S 6 40 - 32 150 - 40 - 1.0 1 | BLMP 0603R-MM
640-32-06-1220 6 | 40 - 32 220 - 40 - 10 | 1 |BLMPOBO3R-ML
TEBL 216-M08-06 2 16 13 - - 25 - 08 07 2 | BLMP 0603R-M
217-M08-06 2 17 13 - - 25 - 08 07 2 | BLMP 0603R-MM
218-M08-06 2 | 18 13 - - 25 - 08 07 | 2 |BLMPOGORML
220-M10-06 2 20 18 - - 30 - 10 1.0 2
320-M10-06 3 20 18 - - 30 - 10 1.0 2
321-M10-06 3 21 18 - - 30 - 10 10 2
322-M10-06 3 22 18 - - 30 - 10 1.0 2
325-M12-06 3 25 21 - - 35 - 12 1.0 2
425-M12-06 4 25 21 - - 35 - 12 10 2
326-M12-06 3 26 21 - - 35 - 12 10 2
432-M16-06 4 32 29 - - 40 - 16 10 2
532-M16-06 5 32 29 - - 40 - 16 10 2
435-M16-06 4 35 29 - - 43 - 16 10 2
535-M16-06 5 35 29 - - 43 - 16 1.0 2
640-M16-06 6 40 29 - - 43 - 16 10 2
542-M16-06 5 42 29 - - 43 - 16 10 2
642-M16-06 6 42 29 - - 43 - 16 10 2

e Matched with T-FLEXTEC: see part G ¢ Coolant through type

Rameing Cutting
Data Condition

Spare parts
Screw Wrench
Designation & %}
TEBL-06 TS 250641/HG-P TD 8P
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TEBL-09 cHASED FeeD

End Mill

Fig.1 Fig.2

Dimension (mm)

Designation @ D d L a ap Fig. Insert
TEBL 225-25-09-L150 2 25 25 150 70 15 1 BLMP 0904R-M
225-25-09-L200 2 25 25 200 100 15 1 BLMP 0904R-MM
325-25-09-L150 3 25 25 150 70 15 1 | BLMP0904R-ML
325-25-09-L200 3 25 25 200 110 15 1
326-25-09-L150 3 26 25 150 30 15 1
326-25-09-1220 3 26 25 220 30 15 1
330-32-09-L160 3 30 32 160 70 15 1
330-32-09-L220 3 30 32 220 120 15 1
332-32-09-L160 3 32 32 160 70 15 1
332-32-09-L220 3 32 32 220 120 15 1
432-32-09-L160 4 32 32 160 70 15 1
432-32-09-1220 4 32 32 220 120 15 1
433-32-09-L180 4 33 32 180 30 15 1
433-32-09-L250 4 33 32 250 30 15 1
440-32-09-L180 4 40 32 180 40 15 2
440-32-09-L250 4 40 32 250 40 15 2
540-32-09-L180 5 40 32 180 40 15 2
540-32-09-1250 5 40 32 250 40 15 2

e Coolant through type

_




TEBL...-M...-09 cHasEP Feep
Modular é@@

/« o
>

Dimension (mm)

Designation @ ) D3 G T D Insert
TEBL 225-M12-09 2 25 21 35 12 15 BLMP 0904R-M

325-M12-09 3 25 21 35 12 1.5 BLMP 0904R-MM
326-M12-09 3 26 21 35 12 15 | BLMPOS04R-ML
330-M16-09 3 30 29 43 16 15

332-M16-09 8 32 29 43 16 15

432-M16-09 4 32 29 43 16 15

433-M16-09 4 33 29 43 16 15

335-M16-09 3 35 29 43 16 15

435-M16-09 4 35 29 43 16 15

440-M16-09 4 40 29 43 16 15

540-M16-09 5 40 29 43 16 15

542-M16-09 5 42 29 43 16 15

* Matched with T-FLEXTEC: see part G e Coolant through type

Ramping Cutting
Data Condition

Spare parts
Screw Wrench
Designation & /ﬁ
TEBL-09 TS 35A088I/HG TD 10P
——————————————\



End Mill & Modular —

Vel il el

/ . —
- - ~” g =SS SIS - d DlL‘ \\\\> £
@’,

TEBL-12/TEBL...-M...-12 cHAsED FeeD
/, —

M D TsD3
H
—/ N\ L ap T
Fig.1 Fig.2
L Dimension (mm) .

Designation @ b D1 d D3 L Ls H T ap Fig. Insert
TEBL 232-32-12-S 2 32 154 32 - 150 70 2 1 | BLMP 1205R-M

232-32-12 2 32 154 32 - 200 45 2 1

232-32-12-L 2 32 154 32 - 200 120 2 1

233-32-12-1250 2 33 164 32 - 250 45 2 1

340-32-12-S 3 40 231 32 - 150 30 2 1

340-42-12-S 3 40 231 42 - 150 70 2 1

340-32-12-L 3 40 231 32 - 200 30 2 1

240-42-12-XL 2 40 231 42 - 300 120 - 2 1
TEBL 232-M16-12 2 32 154 - 30 - 50 - 12 2 2 | BLMP 1205R-M

235-M16-12 2 35 184 - 30 - 50 - 16 2 2

340-M16-12 8 40 231 - 30 - 50 - 16 2 2

342-M16-12 3 42 251 - 30 - 50 - 16 2 2

e Matched with T-FLEXTEC: see part G ¢ Coolant through type

Rampin: Cuttin
Da?a 9 Cundll\gn

Spare parts
Screw Wrench
Designation & ﬁ
TEBL-12 TS 401201 TD 15

S




TEXD-08/TEXD...-M...-08

cHASED FeeD
/, —

End Mill & Modular 7 [z =
| A
— S— [ — g
D d1 D,@’ff\ |
apl._H dl_H s
/ ’ p ‘ - J
e Fig.1 Fig.2
V. v g fz Vgl Ls
g | Y g 3 _ S ap%
@/ DI, o< 4|ps DI 5 —
=9 ik
ap| Ho s floas
Fig.3 Fig.4
Designation @ G GliD) Fi Insert
9 D D3 d L L5 H s T ap | ¥
TEXD 220-20-08-L 2 | 20 20 180 50 130 1 1 |XDMX 08T310R-M
225-25-08-L 2 | 25 25 200 60 140 1 1 |XDMX08T310R-MR
325-25-08 3 | 25 25 200 60 140 1 1
225-32-08-L 2 | 25 - 32 250 60 160 1 2
220-W25F-08-L 2 | 20 40 25 141 72 56 1 3
225-W25F-08-L 2 | 25 40 25 156 87 56 1 3
221-20-08-L200 2 | 21 20 200 30 170 1 1
226-25-08-L200 2 26 25 200 30 170 1 1
226-25-08-L250 2 | 26 - 25 250 - 30 220 - 1 1
TEXD 220-M10-08 2 | 20 18 30 0 1 4 |XDMX 08T310R-M
225-M12-08 2 |25 21 35 2 1 4 |XDMX 08T310R-MR
325-M12-08 3 |25 21 35 2 1 4
332-M16-08 3 | 32 29 43 6 1 4
440-M16-08 4 40 29 43 16 1 4

e Matched with T-FLEXTEC: see part G ® Coolant through type

> TaeguTec

p——
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TEXD-13/TEXD...-M...-13 cHASED FeED
/ —

. — 7 =
End Mill & Modular 9@@@
a i H - LS ap - H . | LS
Fig.1 ‘ Fig.2
Ls )
ap%
DI /_ Mﬂm{
Fig.3
Designation @ Dimension (mm) Fig. Insert
D d D3 L Ls H LS M ap

TEXD 232-W25F-13-L 2 32 25 40 166 - 97 56 2 2 | XDMX 130515R-MM

232-32-13-L 2 32 32 - 200 - 120 80 2 1 | XDMX 130515R-MR

340-32-13-L 3 40 32 - 200 - 50 150 2 1

340-W32F-13-L 3 40 32 48 220 - 140 60 2 2

340-W32F-13-XL | 3 40 32 48 270 - 190 60 2 2

240-42-13-XL 2 40 42 - 300 - 120 180 2 1

233-32-13-L200 2 33 32 - 200 - 45 155 2 1

233-32-13-1250 2 33 32 - 250 - 45 205 2 1

233-32-13-L300 2 33 32 - 300 - 45 255 2 1

235-32-13-1250 2 3B 32 - 250 - 45 205 2 1

340-32-13-1.250 3 40 32 - 250 - 45 210 - 2 1
TEXD 232-M16-13 2 32 - 29 - 50 - - M6 2 3 | XDMX 130515R-MM

340-M16-13 3 40 - 29 - 50 - - M6 2 3 | XDMX 130515R-MR

e Matched with T-FLEXTEC: see part G ¢ Coolant through type

Ramping Cutting
Data Condition

Spare parts
Screw Wrench
Designation & /%
TEXD-08 TS 25A075IIHG TD 8P
TEXD-13 TS 401201 T-T15

S




TES/TEF-AN11 cHASED riiii
Extended Flute Cutter

90°
Designation @ 'I\:]Os'e?tf D DZlmecTsan(mmL a & Fig.  Mounting Bolt Insert

TES D50-40-22R-AN11 | 3 | 12 |50 22 - 60 - 40|06 1 SHMIOxL5x40 | ANMX 110608R-M
D63-60-27R-AN11 | 4 | 24 | 63 27 - 80 - 60|13 1 SHML2xL.75x60| ANHX 110608R-M/AL
D80-60-32R-AN11 | 5 | 30 |80 32 - 80 - 60|23 1 SHML6x2x60

TEF D32-40-W32-AN11| 2 | 8 [32 - 32 110 48 40| - 2 - ANMX 110608R-M
D40-40-W32-AN11| 3 | 12 |40 - 32 125 50 40| - 2 2 ANHX 110608R-M/AL

¢ Coolant through type

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Luttng g@g
‘ &

Spare parts
Screw Wrench
Designation & %}
TES/TEF-AN11 TS 35A088I/HG TD 10P

——————————————\



TES/TEF-AN16 cHasED riiii

Extended Flute Cutter

Nl

//, N
L
L8 5

Fig.1 Fig.2

Designation @ II\:I%ecIJ'tf 5 Dlzlmegsmnl_(mmL D & Fig.  Mounting Bolt Insert

TES D50-42-22R-AN16 | 2 | 6 |50 22 - 65 - 42|07 1 SHMILOxL5x40 |ANMX 160708R-M
D63-42-27R-AN16 | 3 | 9 |63 27 - 70 - 42|11 1 SHML2xL.75x50 mx }gg;OBRR'@’\A"\L
D63-56-27R-AN16 | 3 | 12 [63 27 - 80 - 56|13 1 SHMI2XLT5X50| aniix 160708R-MUMR
D80-56-32R-AN16 | 4 | 16 |80 32 - 80 - 56|22 1 SHML6x2x50
D100-69-40R-AN16| 5 | 25 |100 40 - 100 - 69 | 45 1 SHM20x2.5x60

TEF D40-42-W32-AN16| 2 | 6 |40 - 32 120 55 42 2 - ANMX 160708R-M
D40-56-W32-AN16 | 2 | 8 |40 - 32 140 75 56 2 mnﬁ %gg;oggﬁml_
D50-56-W40-AN16 | 3 | 12 |50 - 40 140 70 56 2

ANHX 160708R-ML/MR

e Coolant through type

¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Cutting ‘Arbor
Condition Style
=]

Spare parts
Screw Wrench
Designation ﬁ /%
TES/TEF-AN16 TS 401201/HG T-T15

N




TEF-AX06

Extended Flute Cutter

CHASERMILL

% 7
SSeen _ LN ]
b A s
@t O L
ap
H
L
LT
90°
At No. of Dimension (mm)
Designation @ it b q L m a F Insert
TEF D16-16-W16-AX06 2 6 16 16 80 28 16 X AXMT 0602 PER-EM
D20-21-W20-AX06 | 3 12 20 20 85 33 21 o | AXCT0602..R-AL
D25-26-W25-AX06 4 20 25 25 95 38 26 [

Cutting
Condition
©
E164 E223

Spare parts
Screw Wrench
Designation & /ﬁ
TEF-AX06 TS 18041 IIHG TD6P

I




2S-TEF-AP09

Extended Flute Cutter

CHASERMILL

||/

LA

L
90°
et No. of Dimension (mm)
Designation @ e ) d L m ap Insert
2S-TEF D20-25-W20-AP09 1 3 20 20 110 38 26 APKT 09T3 PER-EM
D25-42-W25-AP09 | 2 10 25 25 15 48 42 | APCT 09T3 PER-ML
D32-42-W32-AP09 | 2 10 2 32 120 51 42 |APCTOSTIPER-AL
e Coolant through type i
Condition
@
E161 E223
Spare parts
Screw Wrench
Designation & /ﬁ
2S-TEF-AP09 TS 250551/HG TD8
——————————————\
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TES/TEF-AP12 CHASERiii
Extended Flute Cutter 7 17
LAY

—
1% , 4
Gl -
5 B D i d
j Da|
—— L
ap ‘
L
L Fig.1 Fig.2
90°
L No. of Dimension (mm) ) .
Designation @ Insertl D Dad L | ap @ Fig.  Mounting Bolt Insert
TES D50-45-22R-AP12 | 4 | 16 | 50 22 65 - 45 | 0.6 1 SHM10x1.5x40 |APKT 1204 PER-EM/EL
D63-56-27R-AP12 | 5 | 25 | 63 27 75 - 56 | 12 1 SHMI0xL5x50 |/EML
APKT 1204 PER-SM
TEF D25-34-W25-AP12 | 2 | 6 |25 25 120 47 34| - 2 - APKT 1204 PER-EM/EL
D32-45-W32-AP12| 2 | 8 |32 32 120 58 45| - 2 - [EML
D40-45-W32-AP12 | 3 | 12 | 40 32 140 65 45 | - 2 : APKT 1204 PER-SM
e Coolant through type

* Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Cutling ‘Arbor
Condition Style
=]

Spare parts
Screw Wrench
Designation & /ﬁ
TES /TEF-AP12(316-@25) TS 35A070I/HG TD10P
TES /TEF-AP12(232-) TS 35A088I/HG TD10P

——————————————\




TES-AP17/TEF-AP17

Extended Flute Cutter

CHASERMILL

? 47

S=seo N4 ]
5 TS i i
LOFNO Ll
ap
j H
* L
LI Fig.2
90°
L No. of] Dimension (mm) . .
Designation @ nsert| D Da/d Da() L H  ap & Fig. Mounting Bolt Insert
TES D50-44-22-AP17 2 6 50 22 - 60 - 44 | 05 1 SHM10x1.5x40 |APKT 1705 PER-M
D63-44-27-AP17 | 3 | 9 | 63 27 254 63 - 44 |09 1 SHMI2x1.75x40) ;EFI’_?ETN}ZOS PER-EM
D80-58-32-AP17 | 4 | 16 | 80 32 3175 75 - 58 |19 1 SHMI6X2X50 |rpkT 1705 PER-SM
D100-88-40-AP17 | 5 | 30 | 100 40 381 110 - 88 | 48 1 SHM20x2.5x80 |APKT 1705 PER-AL
TEF D32-30-W32-AP17| 2 | 4 | 32 32 - 120 50 30| - 2 - APKT 1705 PER-M
D40-44-W32-AP17| 2 | 6 | 40 32 - 140 65 44 | - 2 - APKT 1705 PER-EM/

EL/EML
APKT 1705 PER-SM
APKT 1705 PER-AL

 Coolant through type

¢ Ordering example : Metric cutter TES D63-44-27-AP17, Inch-bore cutter TES D63-44-25.4-AP17

¢ Mounting bolts supplied do not have coolant through facility.

If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.

Ex) SH M10x1.5x30: Bolt without hole.
SH M10x1.5x30-C: Bolt with hole.

Cutting Arbor
Condition é{;

Spare parts
Screw Wrench
Designation & /ﬁ /%
TES-AP17 TS 40093I/HG T-T15
TEF-AP17 TS 40093I/HG D 15

——————————————\
\ Contents
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TES.../TEF...

Extended Flute Cutter

I Fig.1 Fig.2 Fig.3
90°
Designation @ w]%e?tf D Da /Dc;ngzr(l"s)lonl_(mm)H a Fig. Mounting Bolt Insert

TES D50-29-22-11 3 9 |50 22 - 52 - 290] 1 SHM10x1.5x30 SPMG(T) 110408-EM
D63-35-27-11 4 | 16 | 63 27 2540 55 - 350| 1 SHMI12x1.75x35
D80-47-32-14 4 | 16 | 80 32 3175 65 - 47.0| 1 SHM16x2x40 SPMG(T)140508-EM
D100-60-40-14 5 | 25 |100 40 38.10 88 - 60.0| 2 -

TEF D32-23-W32-09 2 6 |32 32 - 120 40 238] 3 - SPMG(T) 090408-EM
D40-38-W32-11 2 8 |40 32 130 60 389| 3 - SPMG(T)110408-EM
D50-48-W40-11 3 | 15 | 50 40 140 70 484| 3 -

D50-48-W42-11 3 |15 |50 42 140 70 484 3 -

¢ Figl & Fig3: Coolant through type
 Ordering example: Metric cutter TES D63-35-27-11, Inch-bore cutter TES D63-35-25.4-11
¢ Mounting bolts supplied do not have coolant through facility.
If the application demands a coolant through cutter, the mounting bolt with coolant through holes needs to be ordered seperately.
Ex) SH M10x1.5x30: Bolt without hole.

SH M10x1.5x30-C: Bolt with hole. Sutting Arbor
onaition é
Spare parts
Screw Wrench
Designation & /) %
TES(250-263) TS 40093| TD 15
TES(280-@100) TS 50A121I/HG T-T20
TEF(232) TS 35088I TD 10
TEF(@40-@50) TS 40093| TD 15

——————————————\




TSM...-W...-TS16

Slotting Cutter: End mill

TOPS,

|

V)

I~

Fig.1 Fig.2
L Dimension (mm) )
Designation @ D D2 d L W Fig. & Insert
TSM D32-W25-3Z-TS16 3 322 217 25 523 1.20-4.0 2 0.34 TS16-1.2~4.0
D32-W25-3Z-B-TS16 | 3 322 217 25 523 4.01-6.0 2 0.46 T7S16-4.01~6.5
D40-W25-4Z-T516 4 400 297 25 30.0 1.204.0 1 0.44 TS16-1.2~4.0
D40-W25-4Z-B-TS16 | 4 400 297 25 30.0 4.01-6.0 1 0.53 T7S16-4.01~6.5
D50-W32-6Z-TS16 6 500 397 25 30.0 1.20-4.0 1 0.75 TS16-1.2~4.0
o f, Tmax refer to insert data Cuting
Condition
E190 E£232
Spare parts
Screw Wrench
Designation @ /ﬁ
TSM D32-W25-3Z-TS16 TS 40097I-N3.5 D 15
TSM D32-W25-3Z-B-TS16 TS 400971 TD 15
TSM D40-W25-4Z-TS16 TS 400971-N3.5 1D 15
TSM D40-W25-4Z-B-TS16 TS 400971 D 15
TSM D50-W32-6Z-TS16 TS 400971-N3.5 1D 15

——————————————\
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TSM...R-TS16 TOPSLOT

Slotting Cutter: Flange Type ; @

L Dimension (mm) Arbor
Designation @ D Da D2 D3 L W Style Insert

TSM D50-22R-6Z-TS16 6 50 22 397 397 39 1.20-40| 024 A TS16-1.20~4.0

D50-22R-6Z-B-TS16 6 50 22 397 397 39 4.01-6.0| 024 A TS16-4.01~6.5

D63-22R-8Z-TS16 8 63 22 527 400 39 1.20-40| 0.40 A TS16-1.20~4.0

D63-22R-8Z-B-TS16 8 63 22 527 400 39 4.01-6.0| 0.27 A TS16-4.01~6.5

D80-27R-11Z-TS16 11 80 27 697 69.7 49 1.20-4.0| 0.40 B TS16-1.20~4.0

D80-27R-11Z-B-TS16| 11 80 27 697 69.7 49 401-6.0| 0.95 B TS16-4.01~6.5

o f, Tmax refer to insert data _
) || o || S
i
Spare parts
Screw Wrench
Designation @ /ﬁ

TSM D50-22R-62-TS16 TS 400971-N3.5 D 15
TSM D50-22R-6Z-B-TS16 TS 40097! TD 15
TSM D63-22R-8Z-TS16 TS 400971-N3.5 TD 15
TSM D63-22R-8Z-B-TS16 TS 40097! D 15
TSM D80-27R-11Z-TS16 TS 400971-N3.5 TD 15
TSM D80-27R-11Z-B-TS16 TS 40097! TD 15

—




TSM...-W...-SL TOPSLOT

Slotting Cutter: End Mill

Vil 4
\ Tmax
d
Y DL —
SR,
ﬁ! ap(Width of cut)
L L
Designation &g @ Dimension (mm) Insert
(mm) D d L Tmax
TSM D25-03-W12-SL18 3 1+1 25 12 90 6.5 SLOT 018-...
D32-03-W16-SL18 3 2+2 32 16 90 8.0
D40-03-W16-SL18 3 3+3 40 16 105 12.0
D50-03-W20-SL18 3 4+4 50 20 110 15.0
D63-03-W20-SL18 3 5+5 63 20 110 215
D25-04-W12-SL23 4 1+1 25 12 90 6.5 SLOT 023-...
D32-04-W16-SL23 4 2+2 32 16 90 8.0
D40-04-W16-SL23 4 3+3 40 16 105 12.0
D50-04-W20-SL23 4 4+4 50 20 110 15.0
D63-04-W20-SL23 4 5+5 63 20 110 215
D25-05-W12-SL28 5 1+1 25 12 90 6.5 SLOT 028-...
D32-05-W16-SL28 5 2+2 32 16 90 8.0
D40-05-W16-SL28 5 3+3 40 16 105 12.0
D50-05-W20-SL28 5 4+4 50 20 110 15.0
D63-05-W20-SL28 5 5+5 63 20 110 215
D25-06-W12-SL33 6 1+1 25 12 90 6.5 SLOT 033-...
D32-06-W16-SL33 6 2+2 32 16 90 8.0
D40-06-W16-SL33 6 3+3 40 16 105 12.0
D50-06-W20-SL33 6 4+4 50 20 110 15.0
D63-06-W20-SL33 6 5+5 63 20 110 215

e Coolant through type

—




TSM...-M...-SL TOPSLOT

Slotting Cutter: Modular y; @

Tmax
. 'A,/ D — T3£D3
\le ' / —
ap(Width|of cut)
M Ls
Designation 2 [{J} Dimension (mm) Insert
(mm) D D3 Ls Ts Tmax
TSM D25-03-M08-SL18 3 1+1 25 13 18 8 6 SLOT 018-...
D32-03-M08-SL18 3 242 32 13 18 8 9
D40-03-M08-SL18 8 3+3 40 13 18 8 13
D50-03-M10-SL18 3 4+4 50 18 18 10 15
D63-03-M10-SL18 B 5+5 63 18 18 10 22
D25-04-M08-SL23 4 1+1 25 13 18 8 6 SLOT 023-...
D32-04-M08-SL23 4 2+2 32 13 18 8 9
D40-04-M08-SL23 4 3+3 40 13 18 8 13
D50-04-M10-SL23 4 4+4 50 18 18 10 15
D63-04-M10-SL23 4 5+5 63 18 18 10 22
D25-05-M08-SL28 5 1+1 25 13 18 8 6 SLOT 028-...
D32-05-M08-SL28 5 2+2 32 13 18 8 9
D40-05-M08-SL28 5 3+3 40 13 18 8 13
D50-05-M10-SL28 5 4+4 50 18 18 10 15
D63-05-M10-SL28 5 5+5 63 18 18 10 22
D25-06-M08-SL33 6 1+1 25 13 18 8 6 SLOT 033-...
D32-06-M08-SL33 6 2+2 32 13 18 8 9
D40-06-M08-SL33 6 3+3 40 13 18 8 13
D50-06-M10-SL33 6 4+4 50 18 18 10 15
D63-06-M10-SL33 6 5+5 63 18 18 10 22

Cutting
Condition

* Matched with T-FLEXTEC: see part G ® Coolant through type i
@
E180 E231

Spare parts
Screw Wrench L-Wrench
Designation & / ﬁ
TSM...-03...-SL18 TS 25B024I/HG TD7P L-T7P
TSM...-04...-SL23 TS 25B031I/HG TD7P L-T7P
TSM...-05...-SL28 TS 25B042I/HG TD7P L-T7P
TSM...-06...-SL33 TS 25B053I/HG TD7P L-T7P

P




TSM...FD...-Z TOPSLOT

Slotting Cutter: Fixed Pocket Disk Type

Vol 4
Hi1
- - [‘)Tmax ‘
- rd ‘ITD
— ’ ) » D3
< - j‘L
&, ™ —
ap(Width of cut)
L ap Dimension (mm)
Designation (mm) @ ) Da D3 m T ﬁ Insert
TSM 063FD-03-22N-Z018 4+4 63 22 34 8 12.0 0.1 ZNHT 018--...
080FD-03-22N-Z018 5+5 80 22 34 8 205 0.1

100FD-03-27N-Z018
125FD-03-40N-2018
160FD-03-40N-2018
063FD-04-22N-Z023
080FD-04-22N-Z2023
100FD-04-27N-2023
125FD-04-40N-Z023
160FD-04-40N-2023
063FD-05-22N-Z2028
080FD-05-22N-Z028
100FD-05-27N-2028
125FD-05-40N-2028
160FD-05-40N-Z028
063FD-06-22N-Z033
080FD-06-22N-Z033
100FD-06-27N-Z033
125FD-06-40N-2033
160FD-06-40N-Z033
200FD-06-50N-Z033
250FD-06-50N-2033
080FD-07-22N-Z038
100FD-07-27N-2038
125FD-07-40N-Z038
160FD-07-40N-Z038
200FD-07-50N-Z038
250FD-07-50N-Z038

6+6 100 27 41 12 26.0 0.2
7+7 125 40 55 12 315 0.3
9+9 160 40 55 12 49.0 04
4+4 63 22 34 8 12.0 0.1 ZNHT 023-...
5+5 80 22 34 8 21.0 01
6+6 100 27 41 12 27.0 0.2
7+1 125 40 55 12 32.0 04
9+9 160 40 55 12 50.0 0.6
4+4 63 22 34 8 13.0 0.1 ZNHT 028-...
5+5 80 22 34 8 21.0 0.2
6+6 100 27 41 12 27.0 03
7+7 125 40 55 12 33.0 04
9+9 160 40 55 12 50.0 0.7
4+4 63 22 34 8 13.0 0.1 ZNHT 033-...
5+5 80 22 34 8 215 0.2
6+6 100 27 41 12 27.0 03
7+1 125 40 55 12 33.0 05
9+9 160 40 55 12 50.0 0.8
10410 | 200 50 69 12 63.0 12
12+12 | 250 50 69 12 88.0 2.0
4+4 80 22 34 12 20.0 0.2 ZNHT 038-...
5+5 100 27 41 12 26.5 03
6+6 125 40 55 12 32.0 05
8+8 160 40 55 12 49.5 0.8
9+9 200 50 69 12 62.5 13
12412 | 250 50 69 12 87.5 21

—




TSM...FD...-Z TOPSLOT

Slotting Cutter: Fixed Pocket Disk Type Y @

Hi1
- = [‘)Tmax
= rd =D
L & ) B j)z
. ~d
<
& - 7_(%’ v
Mp(width of cut)
L ap Dimension (mm)
Designation (mm) @ ) Da D3 m T & Insert
TSM 080FD-08-22N-Z043 8 444 80 22 34 12 20.5 0.2 ZNHT 043-...

100FD-08-27N-2043
125FD-08-40N-2043
160FD-08-40N-Z2043
200FD-08-50N-2043
250FD-08-50N-2043

55 100 27 41 12 27.0 03
6+6 125 40 55 12 325 0.9
8+8 160 40 55 12 50.0 0.9
9+9 200 50 69 12 63.0 14
12+12 | 250 50 69 12 88.0 23

100FD-09-27N-Z2048
125FD-09-40N-Z048
160FD-09-40N-Z2048

5+5 100 27 41 12 215 04 ZNHT 048-...
6+6 125 40 55 12 33.0 0.6
8+8 160 40 55 12 50.5 1.0
200FD-09-50N-Z048 9+9 200 50 69 12 63.5 1.6
250FD-09-50N-Z048 12412 | 250 50 69 12 88.5 2.6

100FD-10-27N-Z053 10 55 100 27 41 12 28.0 04 ZNHT 053-...
125FD-10-40N-Z053 10 6+6 125 40 55 12 335 0.6
160FD-10-40N-Z053 10 8+8 160 40 55 12 51.0 11
200FD-10-50N-Z053 10 9+9 200 50 69 12 64.0 18
250FD-10-50N-Z053 10 12+12 | 250 50 69 12 89.0 2.9

* Arbor: SCA Cutig
Condlion
@\
E195 E232
Spare parts
Screw Wrench Screw Wrench
Designation & / ﬁ Designation & » ﬁ
TSM-Z018 TS 25B0241/HG TD7P/L-T7P | TSM-Z038 TS 40K051l T-T15/L-T15
TSM-2023 TS 25B031I/HG TD7P/L-T7P | TSM-Z043 TS 40K061l T-T15/L-T15
TSM-Z028 TS 25B042I/HG TD7P/L-T7P TSM-Z048 TS 40K07011 T-T15/L-T15
TSM-Z033 TS 25B053I/HG TD7P/L-T7P | TSM-Z053 TS 40K0801I T-T15/L-T15

P




TSM...FD...-ZN0O8 TOPSLOT

Slotting Cutter: Fixed Pocket Disk Type y; @

Hi1
e
. . = -y g Tmax ‘
E @ ——
» Q,;. N wa 5 DET D
Lﬂ-/'w@

ap(Width of cut)

N ap Dimension (mm)
Designation (mm) @ b Da D3 L Trax ﬁ Insert
TSM 080FD-10-27N-ZN08 | 10.0 444 80 27 41 15 15.5 0.3 ZNHU 080-...

100FD-10-27N-ZN08 | 10.0 5+5 100 27 41 15 25.5 0.5
125FD-10-40N-ZNO8 | 10.0 6+6 125 40 55 15 31.0 0.7
080FD-12-27N-ZNO8 | 12.0 444 80 27 41 15 16.5 0.3
100FD-12-27N-ZN08 | 12.0 5+5 100 27 41 15 26.5 0.5
125FD-12-40N-ZN08 | 12.0 6+6 125 40 55 15 32.0 0.8

* Arbor: SCA Cutting
Con
\2
E196 E232

Spare parts
Screw Wrench
Designation & /
TSM...FD...-ZN08 TS 30085I/HG TD9

S




TSM...FD-S/W...

-ZN08

Slotting Cutter: Adjustable Disk Type

a ¥ o
e -
-~ £, ) e

ey

TOPSLUT

#

o al Dimension (mm)
Designation (m%) @ ) Da D3 L T & Insert
TSM 100FD-S-27N-ZN08 4+4 100 27 41 15 26.5 0.4 ZNHU 080-...
125FD-S-40N-ZN08 5+5 125 40 55 15 SIS 0.7
160FD-S-40N-ZNO8 | 10-12  6+6 160 40 55 15 48.5 11
200FD-S-50N-ZN08 8+8 200 50 69 15 61.5 1.8
250FD-S-50N-ZN08 9+9 250 50 69 15 87.5 28
100FD-W-27N-ZN08 4+4 100 27 41 15 27.0 05
125FD-W-40N-ZN08 5+5 125 40 55 15 315 0.8
160FD-W-40N-ZNO8 | 12-14  6+6 160 40 55 15 49.5 13
200FD-W-50N-ZN08 8+8 200 50 69 15 62.5 2.1
250FD-W-50N-ZN08 9+9 250 50 69 15 87.5 34

o Cutters are set at the minimum width of cut range, unless specific width is not ordered

Cutting e
¢ Arbor: SCA Cundtlon W
@ =
E196 £232  BTEILTEL?
Spare parts
Right Cartridge Left Cartridge | Cartridge Screw | Adjust Screw Insert Screw
Designation R <
% 8 © &
TCT-SR-ZN08 TCT-SL-ZN08
TSM...FD-S/W...-ZN08 TCT-WR-ZNO8 | TCT-WL-ZN08 TS 50G120C SAM8-6.0 TS 300851/HG
Wrench L-Wrench
TD9 L-W3

> TaeguTec

p——
\ Contents




TSM...FD...-ZN11 TOPSLOT

Slotting Cutter: Fixed Pocket Disk Type Y @

T
=

[ [T
=
3
8

G120

ap(Width of cut)
N ap Dimension (mm)
Designation (mm) @ 5 Da D3 o Trax & Insert
TSM 125FD-14-40N-ZN11 | 14.0 6+6 125 40 55 15 345 0.9 ZNHU 110-...

125FD-17-40N-ZN11 | 17.0 6+6 125 40 55 18 345 11
125FD-20-40N-ZN11 | 20.0 6+6 125 40 55 20 34.5 13

Cutting
Condition

¢ Arbor: SCA -
E£196 E232

Spare parts
Screw Wrench
Designation & %
TSM...FD...-ZN11 TS 40120I/HG T-T15

N




TSM...FD-S/W..

Slotting Cutter: Adjustab

> e

o

~ZN11

le Disk Type

TOPSLUT

ap(Width of cut)

V4

Dimension (mm)

. . ap
Designation (mm) @ ) Da D3 L T & Insert
TSM 100FD-S-27N-ZN11 3+3 100 27 41 18 28.0 0.6 ZNHU 110-...

125FD-S-40N-ZN11 4+4 125 40 55 18 31.0 1.0

160FD-S-40N-ZN11 14-17 6+6 160 40 55 18 48.5 16

200FD-S-50N-ZN11 7+7 200 50 69 18 61.5 2.6

250FD-S-50N-ZN11 9+9 250 50 69 18 86.5 4.2

315FD-S-60N-ZN11 12+12 | 315 60 85 18 110.0 6.8

100FD-W-27N-ZN11 3+3 100 27 41 22 28.0 0.8

125FD-W-40N-ZN11 4+4 125 40 55 22 31.0 12

160FD-W-40N-ZN11 17-20 6+6 160 40 55 22 48.5 2.0

200FD-W-50N-ZN11 7+7 200 50 69 22 61.5 32

250FD-W-50N-ZN11 9+9 250 50 69 22 86.5 5.2

315FD-W-60N-ZN11 12+12 | 315 60 85 22 110.0 8.5
o Cutters are set at the minimum width of cut range, unless specific width is not ordered _
¢ Arbor: SCA - g @

© i ;
E196 E232 TE11-TE12
Spare parts
Right Cartridge Left Cartridge | Cartridge Screw | Adjust Screw Insert Screw
Designation S5
8 © &
TSM...FD-S/W...-ZN11 JETSRANLL | JTETS-INIL | 15 708160C SAM8-9.0 | TS40120/HG
Wrench L-Wrench
T-T15 L-w4

> TaeguTec
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TSM...FD-S/W...-ZN14

Slotting Cutter: Adjustable Disk Type

TOPSLUT

@&

P
=l
e a'-;ifj

N ap Dimension (mm)
Designation (mm) @ 5 Da D3 o Trax ﬁ Insert
TSM 125FD-S-40N-ZN14 3+3 125 40 55 245 320 14 ZNHU 140-...
160FD-S-40N-ZN14 5+5 160 40 55 245  49.0 2.4
200FD-S-50N-ZN14 | 20-23  6+6 200 50 69 245 625 3.9
250FD-S-50N-ZN14 8+8 250 50 69 245  87.0 6.3
315FD-S-60N-ZN14 10+10 | 315 60 85 245 1115 | 102
125FD-W-40N-ZN14 3+3 125 40 55 215 320 1.6
160FD-W-40N-ZN14 5+5 160 40 55 275  49.0 2.7
200FD-W-50N-ZN14 | 23-26  6+6 200 50 69 275 625 43
250FD-W-50N-ZN14 8+8 250 50 69 275  87.0 7.1
315FD-W-60N-ZN14 10+10 | 315 60 85 275 1115 | 116
¢ Cutters are set at the minimum width of cut range, unless specific width is not ordered
« Atbor: SCA - i!
® 1\
E196 £232 WTELLTEL?
Spare parts
Right Cartridge Left Cartridge | Cartridge Screw | Adjust Screw Insert Screw
Designation 2R S
& 8 © &
TSM...FD-S/W...-ZN14 TCT-SR-ZN14 TCT-SL-ZN14 TS 70B160C SAM8-9.0 TS 401201/HG
Wrench L-Wrench
T-T15 L-W4
——————————————\
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TSM...FF...-Z TOPSLOT

Slotting Cutter: Fixed Pocket Flange Type @

Tmax

ﬂ D3
D D

ap(Width of cut)

==

Designation (;%) @ 5 DD;mensl:l)t;n (mn|1-) T Fig. & Mounting Bolt Insert
TSM 080FF-03-22R-Z018 3 55|80 22 40 50 200| A 04 SHMI10x1.5x35 | ZNHT 018-...
100FF-03-27R-Z018 3 6+6]100 27 48 50 260| A 0.6 SHM12x1.75x35
080FF-04-22R-Z023 4 5+5| 80 22 40 50 200| A 04 SHM10x1.5x35 |ZNHT 023-...
100FF-04-27R-Z023 4 6+6 100 27 48 50 260| A 0.6 SHM12x1.75x35
080FF-05-22R-Z028 5 5+5| 8 22 40 50 200| A 05 SHMI10x1.5x35 | ZNHT 028-...
100FF-05-27R-Z028 5 6+6|100 27 48 50 260| A 0.7 SHMI12x1.75x35
080FF-06-22R-Z033 6 55| 80 22 40 50 200| A 0.6 SHMI10x1.5x35 | ZNHT 033-...
100FF-06-27R-Z033 6 6+6|100 27 48 50 260| A 0.7 SHM12x1.75x35
125FF-06-40R-Z033 6 7+7 125 40 70 50 250| B 1.2
160FF-06-40R-Z033 6 9+9 /160 40 70 50 430| B 15 -
080FF-07-22R-Z038 7 44|80 22 40 50 200 A 05 SHMI10x1.5x40 | ZNHT 038-...
100FF-07-27R-Z038 7 545|100 27 48 50 255| A 0.7 SHM12x1.75x35
125FF-07-40R-Z038 7 6+6|125 40 70 50 245| B 1.2
160FF-07-40R-Z038 7 8+8 160 40 70 50 420| B 15 -
080FF-08-22R-Z043 8 4+4 | 80 22 40 50 200| A 05 SHMI10x1.5x35 | ZNHT 043-...
100FF-08-27R-Z043 8 545|100 27 48 50 255| A 0.8 SHMI12x1.75x35
125FF-08-40R-Z043 8 6+6|125 40 70 50 245| B 1.2
160FF-08-40R-Z043 8 8+8 160 40 70 50 420| B 1.6 -
100FF-09-27R-Z048 9 545|100 27 48 50 260| A 0.8 SHMI12x1.75x35 | ZNHT 048-...
125FF-09-40R-Z048 9 6+6|125 40 70 50 245| B 13 -
160FF-09-40R-Z048 9 8+8|160 40 70 50 420| B 1.7 -
100FF-10-27R-Z053 | 10 5+5 | 100 27 48 50 26.0| A 0.8 SHM12x1.75x35 | ZNHT 053-..
125FF-10-40R-Z053 | 10 6+6 | 125 40 70 50 245| B 1.4 -
160FF-10-40R-Z053 | 10 8+8 | 160 40 70 50 42.0| B 1.9 -
oning %
Spare parts
Screw Wrench Screw Wrench
Designation & / ﬁ Designation & )% ﬁ
TSM-Z018 TS 25B024I/HG TD7P/L-T7P | TSM-Z038 TS 40K051I T-T15/L-T15
TSM-2023 TS 25B031I/HG TD7P/L-T7P TSM-2043 TS 40K061I T-T15/L-T15
TSM-Z028 TS 25B042I/HG TD7PIL-T7P | TSM-Z048 TS 40K0701I T-T15/L-T15
TSM-Z033 TS 25B053I/HG TD7P/L-T7P | TSM-Z053 TS 40K0801I T-T15/L-T15

-




TSM...FF...-ZNO8

Slotting Cutter: Fixed Pocket Flange Type

- -

&= -P‘ [
gn o il
_

TOPSLUT

[«———>|

e

D

ap(Width of cut)

Y a4

L ap Dimension (mm) ) .
Designation (mm) D Da D3 L Tmax Fig. ﬁ Mounting Bolt Insert
TSM 063FF-10-22R-ZN08 | 100 3+3 | 63 22 40 50 15 | A 04 SHM10x1.5x35 ZNHU 080-...
080FF-10-22R-ZN08 | 10.0 4+4| 80 22 40 50 24 A 05 SHM10x1.5x35
100FF-10-27R-ZN08 | 10.0 5+5|100 27 48 50 26 | A 08 SHM12x1.75x35
125FF-10-32R-ZN08 | 10.0 6+6 | 125 32 58 50 34 | B 11 -
063FF-12-22R-ZN08 | 120 3+3 | 63 22 40 50 15 | A 04 SHM10x15x35
080FF-12-22R-ZN08 | 12.0 4+4 | 80 22 40 50 24 | A 05 SHM10x1.5x35
100FF-12-27R-ZN08 | 12.0 5+5|100 27 48 50 26 | A 09 SHM12x1.75x35
125FF-12-32R-ZN08 | 120 6+6 | 125 32 58 50 34 | B 12
e ||
Spare parts
Screw Wrench
Designation & /
TSM...FF...-ZN08 TS 30085I/HG TD9

——————————————\
\ Contents
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TSM...FF-S/W...-ZN08

Slotting Cutter: Adjustable Flange Type

TOPSLUT

@

4;»
- A e TmaxI
L —
,a: - ol :
i ° o
Nl
ap(Width of cut)
L ap Dimension (mm) : )
Designation (mm) @ D Da D3 L Tom Fig. @ Mounting Bolt Insert
TSM 100FF-S-27R-ZN08 4+4 1100 27 48 50 25 | A 0.8 SHM12x1.75x35 | ZNHU 080-...
125FF-S-32R-ZN08 10-12 545|125 32 58 50 315| B 11 -
160FF-S-40R-ZN08 6+6 | 160 40 70 50 43 | B 18
200FF-S-40R-ZN08 8+8 | 200 40 90 50 53 | C 29 -
100FF-W-27R-ZN08 4+4 | 100 27 48 50 25 | A 09 SHM12x1.75x35
125FF-W-32R-ZN08 12-14 545|125 32 58 50 315| B 12 -
160FF-W-40R-ZN08 6+6 | 160 40 70 50 43 | B 20
200FF-W-40R-ZN08 8+8 | 200 40 90 50 53 | C 32

o Cutters are set at the minimum width of cut range, unless specific width is not ordered

Cutting Arbor
condition Style \
TE11-TE12

Spare parts

Right Cartridge Left Cartridge | Cartridge Screw | Adjust Screw Insert Screw

Designation S5
8 © &

TCT-SR-ZN08 TCT-SL-ZN08

TSM...FF-S/W...-ZN08 TCT-WR-ZNO8 | TCT-WL-ZN08 TS 50G120C SAM8-6.0 TS 300851/HG
Wrench L-Wrench
TD9 L-W3

> TaeguTec
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TSM...FF...-ZN11 TOPSLOT

Slotting Cutter: Fixed Pocket Flange Type @

D Da|D3
2l

2l ap(Width of cut)

Designation (nipm) @ ) g?ensllaosn (mn:) Trax Fig. ﬁ Mounting Bolt Insert

TSM 063FF-14-22R-ZN11 | 140 3+3 | 63 22 40 50 15 A SH M10x1.5x35 ZNHU 110-...
080FF-14-22R-ZN11 | 140 4+4 | 80 22 40 50 24 | A 0.5 SH M10x1.5x35
100FF-14-27R-ZN11 | 140 5+5| 100 27 48 50 26 A 1.0 SHM12x1.75x35
125FF-14-32R-ZN11 | 140 6+6 | 125 32 58 50 34 B 13 -
080FF-17-22R-ZN11 | 170 4+4 | 80 22 40 50 24 | A 06 SHM10x1.5x35
100FF-17-27R-ZN11 | 17.0 5+5| 100 27 48 50 26 A 1.0 SHM12x1.75x35
125FF-17-32R-ZN11 | 170 6+6 | 125 32 58 50 34 B 15 -
080FF-20-22R-ZN11 | 20.0 4+4 | 80 22 40 50 24 | A 0.7 SHM10x1.5x35
100FF-20-27R-ZN11 | 200 5+5| 100 27 48 50 26 A 11 SHMI12x1.75x35
125FF-20-32R-ZN11 | 200 6+6 | 125 32 58 50 34 B 16

Cutting Arbor
Condition Style

Spare parts
Insert Screw Wrench
Designation & %
TSM...FF...-ZN11 TS 401201/HG T-T15

S




TSM...FF-S/W...-ZN11

Slotting Cutter: Adjustable Flange Type

TOPSLUT

[r

ap(Width of cut)

Vi 4

Dimension (mm)

Designation (rﬁ?ﬂ) @ D Da D3 L T Fig. @ Mounting Bolt Insert
TSM 100FF-S-27R-ZN11 3+3 100 27 48 50 250| A 0.9 SHMI12x1.75x35 | ZNHU 110-...

125FF-S-32R-ZN11 4+44 | 125 32 58 50 315| B 13 -

160FF-S-40R-ZN11 1417 6+6 | 160 40 70 50 430| B 22

200FF-S-40R-ZN11 7+7 1200 40 90 50 530| C 39

250FF-S-60R-ZN11 9+9 [ 250 60 130 50 550| C 6.2

315FF-S-60R-ZN11 12+12) 315 60 130 50 90.0| C 89 -
100FF-W-27R-ZN11 3+3 100 27 48 50 250| A 1.0 SHM12x1.75x35
125FF-W-32R-ZN11 4+44 1125 32 58 50 315| B 15

160FF-W-40R-ZN11 17-20 6+6 | 160 40 70 50 430| B 22

200FF-W-40R-ZN11 7+7 1200 40 90 50 530| C 41

250FF-W-60R-ZN11 9+9 | 250 60 130 50 550| C 6.9

315FF-W-60R-ZN11 12+12) 315 60 130 50 90.0| C 102

 Cutters are set at the minimum width of cut range, unless specific width is not ordered

Cutting Arbor
Condition Style \
TE11-TE12

Spare parts

Right Cartridge Left Cartridge | Cartridge Screw | Adjust Screw Insert Screw

Designation 22 S5
% & ® &

TCT-SR-ZN11 TCT-SL-ZN11

TSM...FD-S/W...-ZN11 TCTWRZNTL | TCTWL-ZNii | TS 70B160C SAMB8-9.0 TS 40120/HG
Wrench L-Wrench
T-T15 L-W4

> TaeguTec
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TSM...FF-S/W...-ZN14

Slotting Cutter: Adjustable Flange Type

TOPSLUT

VL 4
L
ﬁ Tmax
PR
- = ]
. D3
» ) ol ey
ap(Width of cut)
L ap Dimension (mm) ’
Designation (mm) @ D Da D3 L Trax Fig. @ Insert
TSM 125FF-S-32R-ZN14 3+3 125 32 58 50 325 A 2.6 ZNHU 140-...
160FF-S-40R-ZN14 5+5 160 40 70 50 43.0 A 2.8
200FF-S-40R-ZN14 | 20-23 6+6 200 40 90 50 53.0 B 4.6
250FF-S-60R-ZN14 8+8 250 60 130 50 58.0 B 7.2
315FF-S-60R-ZN14 10+10 | 315 60 130 50 90.0 B 11.3
125FF-W-32R-ZN14 3+3 125 32 58 50 325 A 1.8
160FF-W-40R-ZN14 5+5 160 40 70 50 43.0 A 3.0
200FF-W-40R-ZN14 | 23-26  6+6 200 40 90 50 53.0 B 5.0
250FF-W-60R-ZN14 8+8 250 60 130 50 58.0 B 75
315FF-W-60R-ZN14 10+10 | 315 60 130 50 90.0 B 12.2

e Cutters are set at the minimum width of cut range, unless specific width is not ordered

Cutti Arb
S | [ i!
@ \
TE11-TE12

Spare parts
Right Cartridge Left Cartridge | Cartridge Screw | Adjust Screw Insert Screw
Designation 2 S5
% 8§ ® &
TSM...FD-S/W...-ZN14 TCT-SR-ZN14 TCT-SL-ZN14 TS 70B160C SAM8-9.0 TS 401201/HG
Wrench L-Wrench
T-T15 L-W4
——————————————\
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TSC

Slotting Cutter

Y
ap
[. &. W »ap <
- rl
- 4
ﬂ‘- r .
& * E D| A2 %[ D
¢ o
v -
v = - A
Fig.1 Fig.2
o al Dimension (mm) . Insert Seat
Designation (mpm) @ D Da D3 A A2 DOC Fig. Size Insert
TSC 75-1.6-22A 1.6 8 75 220 39 - 24 18 1 1 TIMC
100-1.6-22A 16 10 100 220 39 - 24 30 1 1 TiMJ
125-1.6-27A 16 12 |125 270 64 - 24 30| 1 1 | T
75-2-22A 2.0-2.3 8 75 220 39 - 24 18 1 2
100-2-22A 2.0-2.3 10 100 22.0 39 - 24 30 1 2
125-2-27A 2.0-2.3 12 125 27.0 64 - 24 30 1 2
100-2.4-22K 2.3-2.5 10 100 220 46 19 - 26 2 2
125-2.4-32K 2.3-25 12 125 320 55 19 - 34 2 2
160-2.4-32K 2.3-25 16 160 320 55 19 - 52 2 2
100-3-22K 2.8-3.58 6 100 220 - 24 - 26 2 4
125-3-32K 2.8-3.53 8 125 320 - 24 - 34 2 4
160-3-40K 2.8-3.53 10 160 400 - 24 - 39 2 4
100-4-22K 3.54-4.52 6 100 220 - 3.2 - 27 2 4
125-4-32K 3.54-4.52 8 125 320 - 3.2 - 34 2 4
160-4-40K 3.54-4.52 10 160 400 - 3.2 - 39 2 4
&
A
E187-E188 WE232-E233 TE13
Spare parts
Drive Flage Set Drive Shank
Designation @ E]ﬂ:’
TSC-22K TR22-46 TW32-40
TSC-32K TR32-55 TW32-55
TSC-40K TR40-88 TW40-88

o Extractor(ESG 1) supplied with each cutter e Flange set should be ordered separately

T




TR

Slotting Cutter: Flange Set

Hs
'
—Dg
==
Wz
L Dimension (mm)
Designation d D3 Ds Da Hs
TR 22-46 22 46 32 5 10
32-55 32 55 45 6 10
40-80 40 80 63 11 12
—_—




TW/T

Slotting Cutter: Drive Shank

o o] | B
- Ds (1
= dzI QJDs
L1
L
TW Type T Type
L Dimension (mm)
Designation d Ds 0 Ds Lt L Screw
TW 32-40 32 40 22 32 30 120 SR76-963
T 32-55 32 55 32 45 - 60 SR76-943
40-80 40 80 40 63 - 60 SR76-944
p————
> TaeguTec ™ Contents




Milling InserP
- -




Insert Designation System

S P K N
1 2 3 4

l Shape
P P o 108" o i
FE® ® m® @ O OA & w
A B c H L 0 P R S T W X
2 Clearance Angle
Jggn
B c D E F G N P
50 7° 15° 20° 250 30° 0° 11°
3 Tolerance —
m m
o | ]
Class Tolerance (mm) 1.C. Dimesion (mm)
m t 1.C. 6.35 9.525 12.7 15.875 19.05 25.4
A +0.005 +0.025 +0.025 . D . . o .
E +0.025 +0.025 +0.025 . o . . o o
F +0.005 +0.025 +0.013 . o . . . .
G +0.025 +0.130 +0.025 . B . . . .
H +0.013 +0.025 +0,013 . . . . . o
+0.05 o .
K 0013 | 2005 | o5 - . .
+0.13 o
+0.08 +0.05 . .
+0.13 +0.08 .
i 015 | 0180 | o0 . .
+0.18 +0.13 o
/ chipformer and Clamp Type
O | | 0 | O (7 |V | O | TR | Swecal
A F G M N R T w X

——————————————\




Insert Designation System

08
12 03 T R -
5 6 ED 8 9

7

10

5 cutting Edge Length © Thickness [ Corner Radius
4 RS T H 0
wem | 7101 A Q| Q o1
5.56 09
6.35 06 06 1 I:Ij
7.94 08 13
9.525 09 09 16 01 1.59mm
12.7 12 12 22 05 05 02 2.38mm 02R 0.2mm
15.875 16 15 27 09 03 3.18mm 04R 0.4mm
17.94 07 T3 3.97mm 05R 0.5mm
19.05 19 19 33 10 04 4.76mm 08R 0.8mm
25.4 25 25 05 5.56mm 10R 1.0mm
06 6.35mm 12R 1.2mm
07 7.94mm 15R 15mm
09 9.52mm 16R 1.6mm
24R 2.4mm
32R 3.2mm
40R 4.0mm
[/ Parallel Land 8 Edge Conditon 9 Hand of Tool 10 Manufacturer's
Option
AL Aluminum
K* wC Wiper Crown
- MR Medium Rough
o | M Medium
= - L Light
A=45  D=60° F E &+ / ML Medium Light
E=75° F=85° [ -
P=90° Z=Special ’ : EM Economical
: E ; ‘ A
Entering Angle
| :
T ‘
A | = e
B=5 F=250 s ! - S=
c=7° G=30° i
D=15° N=0°
E=20° p=11°
Z=Special

Clearance Angle of Wiper

_




2FB DUETBALL

Insert

. Dimension (mm)
SIS | d1 t ap r
160-M 124 | 68 | 3.7 | 80 | 80

al "@ 200-M | 149 ] 82 | 48 | 100 | 10.0
N\ 22 250-M [ 189|102 | 59 [ 125125

7 300-M | 22.1[11.8] 6.9 | 150 15.0

t I 320-M_ | 239128 7.5 | 160 | 16.0

ol o=

Recommended Machining Coated Uncoated
Insert Designation Conditions § § § § § § § § ua, o
= P e 2 22 EF© 2 T
(mm/tooth) (mm) F F F FFFFFF
| 2FB 160-M 0.07-0.30 2065 | e o o o .
J-Li/ 200-M 0.08035 | 3080 |e e o o °
= 250-M 0.08-0.35 35100 | e o o o °
300-M 0.08-0.40 40125 | e o o o .
320-M 0.08-0.40 45130 | @ e o o .
®: Standard Item
3FB TRIOBALL
Insert
Size Dimension (mm)

| d1 t ap r
320C-M 23 |12.0] 52 | 16 16

500C-M 36 186 7.0 | 25 | 25
1 di 320P-M 21 [ 99 |52 ] 16 | 16
7 500P-M | 329153 [ 70 | 25 | 25

$~

Recommended Machining Coated Uncoated
- Conditions © 9 9 © 9 9o 9 o o
Insert Designation 2N S el SN S IS S A =
e ap EERREEREEE <
(mmitooth) (mm) F - FF FF FFF F
| 3FB 320C-M 0.08-0.15 | 45130 | e ° ° °
=~y 500C-M 015030 | 7.5200 | e . . .
" |3FB 320P-M 008015 | 45130 |e . .
&7 500P-M 008030 | 75200 |e e e

®; Standard Item

——————————————\




3PK(H)T

Insert
Size Dimension (mm)
d t ap a r
06 53 | 28 | 4.7 |0612]0.2-08
10 69 | 40 | 7.0 |0513/04-16
15 10.7 | 5.0 | 11.0 |0520/04-24
19 135 ] 6.0 | 15.0 |0.52.0/04-32
t
ramIE =
M ML AL E24-E25 E78-E8L
Recommended Machining | Cermet Coated Uncoated
. . Conditions o o o © © 9 © o o
Insert Designation S 8 I 8 38 I8 JAle
iz pE |22 R EFE e g dE
(mm/tooth) (mm) o F F F F F F F F
3PKT 060302R-M 0.04-0.10 1.0-4.0 o o o °
=R 060304R-M 004010 | 1.04.0 ° o o o o
—_— 060308R-M 0.04-0.10 | 1.0-40 e o o o o
100404R-M 0.05-0.12 2.0-6.0 o o o [ o o
100408R-M 0.05-0.12 2.0-6.0 o o o e o o o
100416R-M 0.05-0.12 2.0-6.0 ° °
150508R-M 0.07-0.17 3.0-9.0 ® o o o o o o o
150516R-M 0.07-0.17 3.0-9.0 ] ° °
150524R-M 0.07-0.17 3.0-12.0 ° °
190608R-M 0.09-0.22 4.5-12.0 e o o o o o o o
190616R-M 0.09-0.22 4.5-12.0 o o o . °
190624R-M 0.09-0.22 4.5-12.0 o °
190632R-M 0.09-0.22 | 45-12.0 ° °
3PHT 100404R-M 0.05-0.12 20-60 | e °
100408R-M 0.05-0.12 2060 | e °
150504R-M 0.07-0.17 3.0-9.0 °
150508R-M 0.07-0.17 3.0-9.0 o o
150516R-M 0.07-0.17 3090 | e .
190608R-M 0.09-0.22 | 45-12.0 °
3PKT 100404R-ML 0.04-0.10 2.0-6.0 o o o [
o= 100408R-ML 0.04-0.10 2.0-6.0 o o o
A 150508R-ML 0.05-0.12 3.0-9.0 o o o .
190608R-ML 0.06-0.14 4.5-12.0 e o o o
3PHT 100408R-ML 0.04-0.10 2.0-6.0 o o
150508R-ML 0.05-0.12 3.0-9.0 o o
3PHT 060304R-AL 0.07-0.22 1.0-4.0 [
e 100404R-AL 010040 | 2.0-6.0 o
— 100408R-AL 0.10-0.40 2.0-6.0 .
150504R-AL 0.10-0.50 3.0-9.0 .
150508R-AL 0.10-0.50 3.0-9.0 .
190604R-AL 0.15-050 | 4.5-12.0 o
190608R-AL 0.15-0.50 4.5-12.0 .

®: Standard Item

I




6NGU

Insert
Size Dimension (mm
t | ap a r
06 9.264.76 | 6.2 | 1224 |04-16
09 13.05/6.70 | 9.2 | 1222 |04-16
# e
Recommended Machining Coated Uncoated
. . Conditions © © © © © © o o
Insert Designation =2 = =N 2 2 =
Fz B | B2 EE S e <
(mm/tooth) (mm) F F F F F F F F
6NGU 060404R-M 0.08-0.15 1550 |e e . ° o
’:\} 060405R-M 0.08-0.15 1.5-5.0 [ [
(e 060408R-M 0.08015 | 1550 |@ o o e o o o o
060410R-M 0.08-0.15 1550 | e [
060416R-M 0.08-0.15 1.5-5.0 o o [ o o
090504R-M 0.10-0.20 2.5-75 [ o o
090508R-M 0.10-0.20 2.5-75 e o o e o o o
090516R-M 0.10-0.20 2575 o o e o o o
6NGU 060404R-ML 0.05-0.10 1.5-5.0 o o °
&) 060405R-ML 0.05-0.10 1550 | e
- 060408R-ML | 005010 | 1550 |e e e o o
060416R-ML 0.05-0.10 1550 |e e .
090504R-ML 0.05-0.10 2575 |e e °
090508R-ML 0.05-0.10 2.5-7.5 e o o o [
090516R-ML 0.05-0.10 2575 |e e .
6NGU 060404R-AL 0.10-0.40 1.5-5.0 °
@) 060408R-AL 0.10-040 | 1550 .
[ 090504R-AL 0.10-040 | 25-7.5 °
090508R-AL 0.10-0.40 2575 °
®: Standard Item
—_—




6RBE 50-M cHasgD sai

Insert

Dimension (mm)
d t |
6RBE50-M | 13 | 8 16

Size

5 =

Recommended Machining Coated Uncoated
. . Conditions o 0 © © © 9o © o o
Insert Designation N S EEl S ESl © Eal < e =
Fz ap g2 eesE e s d <
(mm/tooth) (mm) F F F F FE F F F E
: 6RBE 50-M 0.10-0.80 1050 | e e o o e o o
=

®: Standard Item

ANHX 1607 ANR-M cHASED iiii

Insert

Dimension (mm
| di t ap a r
16 16 11 | 104 | 82 | 16 | 10

Size

® Only for 45° cutter

W]

ES6

Recommended Machining Coated Uncoated
. . Conditions O O 9 © © © © o
Insert Designation 8 8 8 9 Q2 8 Q2 8 o
e Pp S 2 ® 2 EE LS <
(mmi/tooth) (mm) F F F F F F F -
ANHX 1607 ANR-M 0.15-0.3 2.5-7.0 . o o °
-

®: Standard Item

_




ANM(H)X cHasEP riiii

Insert
90° . Dimension (mm)
Size
| di t ap a r
1 12 1 9.2 85 11 | 0.7-15| 04-16
ap 16 16 | 11.0 |104-109| 15 |06-1.7| 04-24

)il R

Recommended Machining Coated Uncoated
. . Conditions o O 9 © © © © 9 o
Insert Designation =S EEE S IS S IS e =)
Fz R B S - S = R O
(mm/tooth) (mm) F F F F F F F F FE
ANMX 110608R-M 0.10-0.20 3.0-9.0 ) °
> 160708R-M 0.10-0.20 | 45-120 | e °
W ANHX 110604R-M 0.08-015 | 3090 |e . o o
110608R-M 0.08-0.15 3.0-9.0 ° e o o o o o o
110616R-M 0.08-0.15 3.0-9.0 o [ °
160704R-M 0.10-0.20 45-12.0 e o o e o o o
160708R-M 0.10-0.20 45120 |@ o © o o o o o o
160716R-M 0.10-0.20 45-12.0 [ [ e o o o
160724R-M 0.10-0.20 45120 | e . e o o o o
r ANHX 160708R-ML 0.06-0.12 45-12.0 o o o
2 ANHX 160708R-MR 0.13-0.25 | 4.5-12.0 ° . °
ANHX 110604R-AL 0.10-0.40 3.0-9.0 °
‘@ 110608R-AL 0.10-0.40 3.0-9.0 [
160704R-AL 0.10-0.40 45-12.0 °
160708R-AL 0.10-0.40 | 4.5-12.0 °
ANHX 160708R-SM 0.10-0.20 4.5-12.0 ° . . °

®: Standard Item

_




APK(C)T 09 CHASERMILL
Insert
90° ) Dimension (mm)
r Size | d1 t ap a r
N 09 105 | 6.20 | 38 | 8.8 |05179]04-32
L ' ap 09HF) [107[594[39 [10| - | 525
@ [
di t
EM EM/ML/AL HF
el &1lm] = E%
EM ML AL M E86-E87 E114
Recommended Machining | Cermet Coated Uncoated
. . Conditions o O © ©9 © © © © o o
Insert Designation 3 S 8383 9 8338 8 1|9
Fz ap = ® o © ® ~ K © © o |Y
(mm/tooth) (mm) (3) EEEEEEEEE
APKT 09T3 PER-EM 0.05-0.10 2575 | e ® © o o o o o o o o
() 09T305R-EM 0.05-0.10 2.5-75 °
/ 09T308R-EM 0.050.10 | 2575 . o o o o o o
09T316R-EM 0.05-0.10 2575 ° ° o ° o o
09T320R-EM 0.05-0.10 2.5-75 . ° °
09T332R-EM 0.05-0.10 2.5-75 ° . °
0973 PER-M 0.05-0.10 2575 ° ° o o
APKT 09T3R-HF 0.30-0.80 0.1-1.0 . ° °
APCT 09T3 PER-ML 0.05-0.10 | 3.0-75 o ° o . .
APCT 09T3 PER-AL 0.05-0.35 2.5-75 °

p——
\ Contents

®: Standard Item

) TaeguTec




APK(C)T 12 CHASERMILL
Insert
Size Dimension (mm)
| di | t ap a r
12 13.3-14.6/ 8.3 |4.5-4.9111.8-12.5/0.9-2.1| 0.4-4.0
12(HF) 142 [8.0] 50 1.2 - 8.35
-‘)J
E
l, < e
EM/S AL EBG-EB9.EL14
Recommended Machining Coated Uncoated
. . Conditions o O © © 9 9 © 9 o
Insert Designation 2B =EBY =1 o G =
Fz ap d & ® ® ~ ~ © © « o
(mmtooth) mm |[EEEEEEEEE
APKT 1204 PER-EM 0.07-0.14 35100 |@ @ © o © o o o o
iy 120404R-EM 0.07-0.14 3.5-10.0 [ [ [] [
\/ 120416R-EM 007-0.14 | 35100 | o o o o o o o
120424R-EM 0.07-0.14 3.5-10.0 o o o .
120430R-EM 0.07-0.14 3.5-10.0 e o o o o o o o
120432R-EM 0.07-0.14 35100 | @ . o o o o
120440R-EM 0.07-0.14 35100 | e [ o
APKT 1204 PER-SM 0.07-0.14 3.5-10.0 [ [ o °
i APKT 1204 PER-EML 0.04-0.08 3.5-10.0 [ [
\ 4
APKT 1204 PER-EL 0.03-0.05 3.5-10.0 e o o o
v 120430R-EL 0.03-0.06 35100 | @ .
APKT 1204R-HF 0.10-0.80 0.2-1.0 ° °
&
; APCT 120430R-ML 0.04-0.08 3.5-10.0 o [
y 120432R-ML 004008 | 35100 |e .
120440R-ML 0.04-0.08 3.5-9.5 [ .
APCT 1204 PER-AL 0.10-0.50 3.5-10.0 °
Y 120404R-AL 0.10-0.50 | 3.5-10.0 .
120416R-AL 0.10-0.50 3.5-10.0 .
®: Standard Item
p——




APKT 17 CHASEMILL

Insert
Size Dimension (mm)
_’) | di t ap a r
%S 17 185 | 10.7 | 556 | 16.1 |0.9-3.17/04-6.4
M 17(AL) 176 |1 10.7 | 527 | 16.1 | 315 | 08
!)J
EM EM/ML/AL
e ol ]| ] =
Recommended Machining Coated
. . Conditions O 9 © © 9 © © 9o o
Insert Designation ZEEE = E1 =K - =)
Fz ap S & © © N~ K~ © © ;‘
(mm/tooth) mm |EEEEEEEEE
APKT 1705 PER-EM 0.09-0.18 45130 (@ o o o o o o o o .
i 170504R-EM 009-0.18 | 45130 |e o o . ° o
\/ 170510R-EM 0.09-017 | 45130 [e e e o o o o
170516R-EM 0.09-0.17 45130 |@ o e o . o o
170524R-EM 0.09-0.17 4.5-13.0 e o o o o o o o
170530R-EM 0.09-0.17 45130 | o e @ . .
170532R-EM 0.09-0.17 45130 |@ o o o o o o o
170535R-EM 0.09-0.17 4.5-13.0 e o o o e o
170540R-EM 0.10-0.20 45130 |e e ° °
170548R-EM 0.09-0.17 45130 |®@ o o o o o o o
170550R-EM 0.10-0.20 4.5-13.0 [] [ °
170564R-EM 0.09-0.18 4.5-13.0 e o o o [ o o
APKT 1705 PER-M 0.09-0.18 4.5-13.0 ° . o o °
R 170516R-M 0.15-0.30 4.5-13.0 [
\ 170532R-M 0.10-0.20 4.5-13.0 ° ° o o
170548R-M 0.10-0.20 4.5-13.0 [
APKT 1705 PER-SM 0.09-0.17 4.5-13.0 [ [] [ .
APKT 1705 PER-EML 0.07-0.14 4.5-13.0 [ [] [
NP
\/i y
APKT 1705 PER-EL 0.05-0.10 45130 |@ o o o @
&
APKT 1705 PER-AL 0.10-0.50 4.5-13.0 °
\}/f‘

®: Standard Item

_




AXMT 06/AXCT 06 CHASEMILL

Insert
. Dimension (mm
S | d1 t ap( )a r
6 6.7 |415] 26 | 55 |0.83-1.0] 0.2-20
6(HF) 6.7 |4.04| 26 | 05 - 30
t
EM/AL HF
i e
EM AL E84-E85
Recommended Machining Coated Uncoated
. . Conditions O 0 © © © o © o o
Insert Designation ® 8 8 ¥4 83 88 3 = o
= LA =G =R Ol S R S B
(mmitooth) (mm) F F F F F F F FF
AXMT 0602 PER-EM 0.04-0.08 1550 |e o o o .
Y 060204R-EM 0.07-0.13 1550 |e o o o .
V 060208R-EM 007-013 | 1550 |e e o o .
060216R-EM 0.07-0.13 1550 |e o o o L3
060220R-EM 0.07-0.13 1.5-5.0 o o
£ AXMT 0602R-HF 0.30-0.70 0.2-0.5 [ ° °
&
AXCT 060202R-AL 0.10-0.20 1.5-5.0 °
G 060204R-AL 0.10-0.20 15-5.0 .
\/ 060208R-AL 010020 | 1550 .

®: Standard Item

_




BLMP 06/09

cHAsED Feep

Insert
Size Dimension (mm)
| di t ap
06 90 | 639]373| 10
09 11.919.18 | 480 | 15
o | | e
M MM ML E74-E75
Recommended Machining Coated Uncoated
. . Conditions O O O © ©@ o © 9 o
Insert Designation S 8383 8 83383 1 S
Fz ap S & © ® ~ ~ © © ;‘
(mm/tooth) (mm) FEEEEEEEE
BLMP 0603R-M 0.30-2.50 0.1-1.0 ° e o o °
\;"“_;.;1 0904R-M 030350 | 0115 | o e e .
P BLMP 0603R-MM 0.20-2.00 0.1-1.0 ] °
-] 0904R-MM 0.20-3.00 0.1-1.5 ° °
-
& BLMP 0603R-ML 0.10-0.80 0.1-1.0 . °
\"‘ o 0904R-ML 0.30-0.80 | 0115 |e °
>
®: Standard Item
p————
| Contents eTaeQHIQE




BLMP 12 cHasEP Feep

Insert
Size Dimension (mm)
d t ap r
12 12 55 2 15

M ==

Recommended Machining Coated Uncoated
X X Conditions O O 9 © © O © o o
Insert Designation = S EE S E S E S E o
Fz g 2 eeREC e <
(mm/tooth) (mm) F - F F F - F ~ F
BLMP 1205R-M 0.40-4.50 0.5-2.0 . [ o o ]
®
* ,.r"

®: Standard Item

CNHX TRIOBALL

Insert
. Dimension (mm)
Size I i t
- 131108T | 12.7 | 11 | 54
160608T 160| 12 | 64
H BfV le
LtJ \4'/'\
-
E116
Recommended Machining Coated Uncoated
. . Conditions © © © © © © o o
Insert Designation X 38 ¥ 8 38 3 =)
Fz ap © @ ® © ~ & © © 2
(mm/tooth) (mm) EFEEFEEEEEEE
CNHX 131108T 0.17-055 | 1.2-55 )
[ )

= J 160608T 020-060 | 12-55

®: Standard Item

——————————————\




HNC(M)X 05

HEXAyY MiLi

Insert
Size Dimension (mm)
d t ap r
05 127 1 50 | 50 | 10
55° 05(W) 12.7 | 556 | 50 | 250
ap
MM/MP/L w MR
# MR | | [MVMP L/I ;
Recommended Machining |Ceramic Coated Uncoated
. . Conditions o O 9 © © © 9 o
Insert Designation S =SB SEl RS S EE
Fz ap %) S  © ~ &~ © © «|g
(mm/tooth) (mm) | < FEEEEEEEE
= HNCX 050410-L 0.05-0.20 1.5-4.0 . . °
\-/
= HNCX 050410R-MP 0.05-0.20 15-4.0 ° °
\*
= HNCX 050410-MM 0.05-0.20 15-4.0 o o o o o
\ / HNMX 050410-MM 0.07-0.20 1.5-4.0 e o o e o o
= HNCX 050610-MR 0.13-0.25 15-4.0 °
= HNCX 05R-W 0.05-0.15 0.1-1.0 o o °
@ ] 05L-W 0.05-0.15 | 0.1-1.0 o o o
®: Standard Item
—_—
| Contents e TaeguTec




HNHX/HNCF/HNEN 10 HEX@QD Fiiii

Insert
Size Dimension (mm)
d t ap a r
HNHX10 19.05| 635 | 61 | 10 | 10
HNHX10-W  [19.05| 635 | 6.1 | 485 | 250

HNCF10 1905/ 580 | 80 | 06 | 10
HNCF10-WC |19.337| 580 | 80 - | 400
HNEN10-T 19.05/580 | 80 | 06 | 10

&

Recommended Machining |Ceramic| Cermet Coated Uncoated
. X Conditions o o o © o 9o 9
Insert Designation S =] =SS S
e 12 |E RRBEEREIF
(mm/tooth) (mm) i O E - F F F F
HNHX 1006 ANTN-M 0.10-0.20 1.5-5.0 e o o o o o

HNHX 1006 ANTN-MM | 0.125-0.25 1.5-5.0 ° o o o
HNHX 1006 ANTN-ML 0.10-0.20 1.5-5.0 ° o o
HNHX 1006 ANTN-W 0.10-0.20 0.1-1.0 ° ° °

HNHX 1006 ANTN-CE 0.125-0.25 1550 | e

HNCF 100510-MR 0.125-0.25 2.0-6.5 o o
HNCF 100510-EM 0.10-0.25 2.0-6.5 o o
HNCF 100510-ML 0.10-0.20 2.0-6.5 o o
HNCF 100510-WC 0.05-0.15 0.1-1.0 o o
HNEN 100510 T 0.125-0.25 2065 | e

®: Standard Item

_




NFB FINEGALL

Insert ——
Size ] : Dlmfnsmn (mm)
080 8 22 | 40
100 10 | 27 | 50
120 12 32 | 60
160 16 | 42 | 80
200 20 52 | 100
250 25 6.2 | 125
t 300 30 | 72 | 150
320 32 72 | 160
=
Recommended Machining Coated Uncoated
. . Conditions O O © 9 © 9 W !V o
Insert Designation 8 L83 3 A A=A o
e | B EE LSS g
(mm/tooth) (mm) F - F F F F F F F
.y NFB 080-FM 0.05-0.20 0.05-0.3 e o o
l ‘@ 100-FM 0.05-0.20 0.05-0.3 e o o
o 120-FM 0.08-0.30 0.05-0.5 e o o
160-FM 0.08-0.30 0.05-0.5 e o o
j =] 200-FM 0.08-0.30 0.10-1.0 e o o
Straight 250-FM 0.08-0.40 | 0.15-1.0 e o o
cutting edge 300-FM 0.08-040 | 0.15-1.0 o o o
320-FM 0.08-0.40 0.15-1.0 e o o
;‘s—\ NFB 080-SM 0.05-0.25 1.20-3.2 e o o
@ 100-SM 0.05-0.25 | 1.50-4.0 o o o
4 120-SM 0.08-0.35 | 1.80-4.8 ° o o
160-SM 0.08-0.35 2.40-6.4 e o o
> -3 200-SM 0.08-0.35 3.00-8.0 e o o
Helical 250-SM 0.08-0.45 3.75-10.0 e o o
cutting edge 300-SM 0.08-0.45 | 4.50-12.0 e o o
320-SM 0.08-0.45 4.80-12.8 e o o

®: Standard Item

_




NFR FINEBALL

Insert
Size Dimension (mm)
d t r
080 8 | 22 |0310
I 100 10 | 27 0320
A l,. 110 11 | 27 (0320
—1 120 12 | 32 0320
— t ; 130 13 | 32 [0320
d 160 16 | 42 |0330
170 17 | 42 1020
=
Recommended Machining Coated Uncoated
. . Conditions ©O O ©9 9 ©@ © W W1V o
Insert Designation ZEICEL = G =
Fz R =l - R S O - S
(mm/tooth) (mm) F F F K F F F F F
NFR 080A-R03 0.05-0.12 0.05-0.2 e o o
=Y 080A-R05 0.05-0.12 | 0.05-0.2 e o o
=/ 080A-R06 005-0.12 | 00502 °« o
080A-R10 0.05-0.12 0.05-0.2 o o o
100A-R03 0.05-0.12 0.05-0.3 e o o
100A-R05 0.05-0.12 0.05-0.3 e o o
100A-R08 0.05-0.12 0.05-0.3 o o o
100A-R10 0.05-0.12 0.05-0.3 e o o
100A-R15 0.05-0.12 0.05-0.3 e o o
100A-R20 0.05-0.12 0.05-0.3 o o o
110A-R10 0.05-0.12 0.05-0.3 e o o
110A-R20 0.05-0.12 0.05-0.3 e o o
120A-R03 0.08-0.15 0.07-0.3 o o o
120A-R05 0.08-0.15 0.07-0.3 e o o
120A-R10 0.08-0.15 0.07-0.3 e o o
120A-R15 0.08-0.15 0.07-0.3 e o o
120A-R20 0.08-0.15 0.07-0.3 e o o
130A-R10 0.08-0.15 0.07-0.3 e o o
130A-R20 0.08-0.15 0.07-0.3 o o o
160A-R03 0.08-0.15 0.08-0.5 e o o
160A-R05 0.08-0.15 0.08-0.5 e o o
160A-R10 0.08-0.15 0.08-0.5 e o o
160A-R13 0.08-0.15 0.08-0.5 e o o
160A-R15 0.08-0.15 0.08-0.5 e o o
160A-R20 0.08-0.15 0.08-0.5 e o o
160A-R30 0.08-0.15 0.08-0.5 e o o
170A-R10 0.08-0.15 0.08-0.5 e o o
170A-R20 0.08-0.15 0.08-0.5 o o o
E ®: Standard Item

I




NFR FINEB@ALL

Insert
Size Dimension (mm)
d t r
I an 20 o1 [ oz Tios0
|\ .. -2
I | 250 25 | 62 [0330
260 26 | 62 [10-20
— t [ 300 30 | 74 [1.020
d 320 32 | 71 [1020
=
Recommended Machining Coated Uncoated
. . Conditions O O © 9 © 9 W !V o
Insert Designation CZEEAEE =K =)
Fz LN = - R S - O - S
(mm/tooth) (mm) F - F F F F F F F
NFR 200A-R03 0.08-0.15 0.1-0.7 e o o
® 200A-R05 0.08-015 | 0.1-0.7 D
\r\/ 200A-R10 0.08-0.15 0.1-0.7 e o o
200A-R15 0.08-0.15 0.1-0.7 e o o
200A-R16 0.08-0.15 0.1-0.7 e o o
200A-R20 0.08-0.15 0.1-0.7 e o o
200A-R30 0.08-0.15 0.1-0.7 e o o
210A-R10 0.08-0.15 0.1-0.7 e o o
210A-R20 0.08-0.15 0.1-0.7 e o o
250A-R03 0.08-0.15 0.1-1.0 e o o
250A-R05 0.08-0.15 0.1-1.0 e o o
250A-R10 0.08-0.15 0.1-1.0 e o o
250A-R15 0.08-0.15 0.1-1.0 e o o
250A-R20 0.08-0.15 0.1-1.0 e o o
250A-R30 0.08-0.15 0.1-1.0 e o o
260A-R10 0.08-0.15 0.1-1.0 e o o
260A-R20 0.08-0.15 0.1-1.0 e o o
300A-R05 0.08-0.20 0.1-1.0 e o o
300A-R10 0.08-0.20 0.1-1.0 e o o
300A-R20 0.08-0.20 0.1-1.0 e o o
320A-R10 0.08-0.20 0.1-1.0 e o o
320A-R20 0.08-0.20 0.1-1.0 e o o

®: Standard Item E

_



OFCN 07/0FMR 07/0FCR 07/RFMR 19 CHASETCTO
Insert
Size Dimension (mm)
d t ap a r
OF..05 17.94]| 5051 | 50 [13-22]| 08
RFMR 14 19.00| 53 95 - -
R
MR/I;MR W ML/EML ﬁ g
Recommended Machining | Cermet Coated Uncoated
. X Conditions o o 0o © © © o o 9
Insert Designation S S 83 83 9883 8 8 8|lg
= ap = 2222 E© 2|
(mm/tooth) (mm) (3) - F F F F - F
OFCN 0704 TN-MR 0.80-0.20 15-4.0 . . ° oo
A
OFCN 0704 TN-EMR 0.08-0.15 15-4.0 . o o o °
N
= OFMR 0704 AER-M 0.10-0.19 15-4.0 e o o o o o o0
A 4
A R OFCR 0704 TN-ML 0.05-0.15 15-4.0 . . oo
] o )
-
OFCR 0704 TN-EML 0.08-0.15 15-4.0 e o o o o o °
= OFMR 0704 TN-AL 0.08-0.15 15-4.0 )
"
% RFMR 1904 M 0.07-0.14 2.5-8.0 o o ° ° °
( o )
\_r'

V7] (5> TaeguTec

p——
( Contents

®: Standard Item



OFCW(T) 05/0FMT 05/RFMT 14 CHASEGITT

Insert

Dimension (mm)
d t ap r

r
N
3 — ZID) OF..05 12.7 |3.76-386] 35 |0.5-0.8
@ d i?@%i 43° g ©3 RFMT 14 140 | 453 7.0 -
e | Qe &)

135°

Size

Al |~ o)

Recommended Machining | Cermet Coated Uncoated
. . Conditions o o O 9 © © © 9 9
Insert Designation S S 8 38 3883 38 8 8¢9
Fz ap = ® & ©®© ® ~ &~ © ©|Y
(mm/tooth) (mm) |G FEEEEEEEE
OFCW 05T3 TN-MR 0.04-0.08 1.0-3.0 . ° oo

¢ % 05T3 TN-EMR 0.08-0.15 1.0-3.0 [ o o [ .

e OFCT 05T3 TN-M 0.08-0.15 1.0-3.0 ° ° oo
e 05T3 TN-EM 0.05-0.10 | 1.0-3.0 © o o 0 0o o o o
\u-

B OFCT 05T3 TN-AL 0.10-0.50 1.0-3.0 °
e ~
e
2, OFMT 05T3 TN-ML 0.06-0.12 1.0-3.0 e o o o o o oo
(o)
’-_ RFMT 1404 ML 0.14-0.27 2.0-6.0 ° . . °
Ny
\:J‘

®: Standard Item E

_



PLNG CHASEY PLUNGE

Insert
. Dimension (mm)
d Size d di t ae r
r — 09 10 | 9 |647| 9 [ 08
| Oy
-t lae |
kT ==
M ML =
Recommended Machining Coated Uncoated
. . Conditions o O 9 © © © © 9 o
Insert Designation S 8383 8 8338 3 B =]
Fz ae » & ® ® ~ ~ © © « 2
(mm/tooth) (mm) EFEEEEEEEEE
PLNG 090408R-M 0.10-0.80 2575 ° . ° °
PLNG 090408R-ML 0.10-0.50 2575 . °

Q
<°/

®: Standard Item

E N\




RNMU cHASED rioiD
Insert
Size Dimension (mm)
r d t ap
10 5 10 | 45 5
d 12 6 12 | 5.0 6
16 8 16 | 6.3 8
M
] | ==
M ML E64-E65 | E99-E100
Recommended Machining Coated Uncoated
. . Conditions o 0 © © © 9o © o o
Insert Designation SIS S S S =)
Fz ap d» & ® ® ~ K © © <
(mm/tooth) mm |EEEEEEEEE
==, RNMU 1004-ML 0.05-0.30 1540 | e e o o °
- 1205-ML 0.05-0.35 1.5-5.0 o e o o °
N
-7 1606-ML 005040 | 2065 |e ° o o .
= RNMU 1004S-M 0.05-0.35 1.5-4.0 ° e o o °
- 1205S-M 0.05-0.40 1.5-5.0 o e o o [
W 16065-M 005045 | 2065 | e o o o o
®: Standard Item
RP(N)GX 12 CHASESPEED
Insert
Size Dimension (mm)
d t ap
110 RPGX 12 1271476 | 6
7 P RNGX 12 127 1794 | 6
d : dl -
@ ap e ap
Tl Tl
RPGX RNGX
==
E73
Recommended Machining |Ceramic Coated Uncoated
. . Conditions O O O © © 9o © o
Insert Designation I =1 S EI SR 2 R S S
Pz 12 |EEREEEEREE
(mm/tooth) (mm) | < FEEEEEETE
g RPGX 1204-CH 0.10-0.20 1.5-5.0 .
9 RNGX 1207-CH 0.10-0.20 1.5-5.0 °

——————————————\
\ Contents

G“, TaeguTec [V

®: Standard Item




RXM(H)X/RDMX CHASEriOLD
Insert
Size Dimension (mm)
r d t ap
§ 05 25 | 5 | 15 | 25
07 35 7 238 | 35
150 10 50 [ 10 [ 318 ] 50
] X 12 60 | 12 397 [ 60
16 80 | 16 | 476 | 80
20 100 | 20 | 585 | 100
2 i | =
MR M ML AL E66-E67
Recommended Machining Coated Uncoated
X . Conditions O 9 © © 9 9 o 9
Insert Designation A S EEE S S o
e Bp 2SR EEE S S <
(mm/tooth) (mm) F - F F F F F F
RDMX 0501-M 0.04-0.25 0.5-2.0 e o o o ° °
¢ 0702-M 005025 | 1030 |eo o o @ . .
A d
= RXMX 1003-M 0.10-0.30 1.5-4.0 ° o o e o o
S 12T3-M 0.10-0.50 1850 |@ © © o o o o o
N~ 1604-M 010050 | 2065 |® o o o o o o
2006-M 0.10-0.50 3.0-8.0 o o o o o
S RXMX 1003-ML 0.05-0.30 1540 |o o o o
- 12T3-ML 0.05-0.45 1.5-5.0 o o e o
- 1604-ML 010045 | 2065 |e e e
= RXMX 1003-MR 005030 | 1540 |e e e .
- 12T3-MR 0.05-0.35 1.5-5.0 o o . . .
N~ 1604-MR 010040 | 2065 |e e ) o
2006-MR 0.10-0.40 3.0-8.0 o o o o
RXHX 1003-MR 0.05-0.30 1.5-4.0 ° ° °
12T3-MR 0.05-0.35 1.5-5.0 [] [ o
= RXHX 1003-AL 0.10-0.80 1.5-4.0 o
Sy 12T3-AL 0.10-0.80 | 15-5.0 .

Wy (5> TaeguTec

p——
\ Contents

®: Standard Item



RYM(H)X

CHASEMOLD

Insert
Size Dimension (mm)
r d t ap
d 08 4 | 8 [32] 4
10 5 10 | 40 5
12 6 | 12 [ 48] 6
t 16 8 16 | 61 8
20 10 20 | 70 10
w ﬂ m ﬁ m E68-E7L
Recommended Machining Coated Uncoated
. . Conditions o O O © © © © 9O o
Insert Designation ZE A =EM1 2 El 1 - =
Fz a |2 2B EEF S LSS |
(mm/tooth) (mm) F - F F F F F F F
RYMX 0803-M 0.05-0.25 1035 | e ° o o ° o
.”:‘\, 1004-M 0.10-0.30 1540 | e e o o o e o
N 1205-M 010-050 | 1550 |e ° o o o o o
1205-6M 0.10-0.50 1.5-5.0 [ L
1606-M 0.10-0.50 2065 | e e o o o o o
1606-7M 0.10-0.50 2.0-6.5 [ °
2007-M 0.10-0.50 3.0-8.0 o o o o o o o
RYMX 0803-MM 0.07-0.30 1.0-3.5 [ o o
¢ 1004-MM 007035 | 1540 |e o e
N 1205-MM 010-040 | 1550 |e * o o
1205-6MM 0.10-0.40 1.5-5.0 [
1606-MM 0.10-0.45 2.0-6.5 ° o o
1606-7MM 0.10-0.45 2.0-6.5 °
RYHX 1205-MM 0.10-0.40 3.0-8.0 [ [
RYMX 0803-ML 0.05-0.25 1.0-35 [ °
=) 1004-ML 005030 | 1540 |e D
L 4 1205-ML 005-035 | 1550 |e LI
1205-6ML 0.05-0.35 1.5-5.0 °
1606-ML 0.05-0.40 2.0-6.5 ° o o o
1606-7ML 0.05-0.40 2.0-6.5 [
2007-ML 0.10-0.50 3.0-8.0 ° o o o
RYHX 0803-ML 0.05-0.25 1.0-3.5 ° o o
1004-ML 0.05-0.30 1.5-4.0 o o
1205-ML 0.05-0.35 1.5-5.0 o o
1606-ML 0.10-0.40 2.0-6.5 o o
RYMX 0803-MR 0.05-0.30 1035 | e e o o o o
= 1004-MR 005035 | 1540 |e . o o o o
& 1205-MR 005035 | 1550 |e . e o o o
1606-MR 0.05-0.40 2065 | e ° e o o o o
2007-MR 0.10-0.45 1.0-35 ° ) o o
RYHX 0803-MR 0.05-0.30 1.5-4.0 ° o o o
1004-MR 0.05-0.35 1.5-5.0 . e o o
1205-MR 0.05-0.35 2.0-6.5 . o o o
—~ RYHX 1004-AL 0.10-0.80 1.5-4.0 o
Y 1205-AL 0.10-0.80 1.5-5.0 L4
4 1606-AL 0.10-0.80 | 2.0-65 .

p——
\ Contents

®: Standard Item E

) TaeguTec iz



AAEE B
SCKN 21/27 LIONFMILL
Insert
Size Dimension (mm)
d t ap a r
21-HE 20.8 7 13 2 15
21-HS 21 [ 695 | 13 2 15
27-HE 268 [ 895 | 18 2 2
27-HS 27 |89 | 18 2 2
Al &5
Recommended Machining Coated Uncoated
L Conditions o o © © © 9 o o
Insert Designation S 33 9 8388 8 =]
Fz ap S 2 ® D E OO 2
(mmtootn) | (mm) |E E E EE E EE
N SCKN 2107 DDTR-HE 0.13-0.25 3.5-10.5 e o o
‘\;/ 2708 DDTR-HE 0.15-0.30 5.0-14.5 e o o
SN SCKN 2107 DDTR-HS 0.13-0.25 3.5-10.5 .
0 2708 DDTR-HS 0.13-0.25 5.0-145 .
®: Standard Item
AM&EE B
SDKN 12/15 LIONMILL
Insert
Size Dimension (mm)
d t ap a
12 12.7| 318 | 64 | 2.00
450 15 [15.875 4.76 | 85 | 1.89
ap
E61
Recommended Machining Coated Uncoated
L Conditions © o 9 © 9 © © o
Insert Designation 883 383 383 8 3 =]
Fz ap © 2 ® ® = & © © 2
(mmtooth) | (mm) |E E E FE EEEE
SDKN 1203 MT-HPN 0.10-0.25 1.5-6.0 °
\\./ 1504 MT-HPN 0.10-0.25 1.5-8.0 .
SDKN 1203 MT-GPN 0.10-0.25 1.5-6.0 [
g / 1504 MT-GPN 0.10-0.25 1.5-8.0 .

vy 5> TaeguTec

——————————————\
\ Contents

®; Standard Item



ASEE =
SEKN 12/15 LIONFMILL
Insert
Size Dimension (mm)
d t ap a
12 12.7 | 318 | 63 | 2.08
15 15.875| 4.76 | 84 | 2.06
Recommended Machining Coated Uncoated
. . Conditions o o © © © o o o
Insert Designation S 8 83 8 83 38 8 3 =1
Fz ap » & ® ® ~ ~ © © <
(mm/tooth) mm |EEEEEEEE
SEKN 1203 AFTN-HPN | 0.10-0.25 15-6.0 °
\/ 1504 AFTN-HPN | 0.10-0.25 15-8.0 .
SEKN 1203 AFTN-GPN | 0.10-0.25 15-6.0
\'/ 1504 AFTN-GPN | 0.10-0.25 15-8.0
®: Standard Item
AMAEE B
SEKX 21 LIONMILL
Insert
Size Dimension (mm)
d t ap a r
21 PETR-M |2185| 7 17 2 12
d
t
a
Recommended Machining Coated Uncoated
. . Conditions O O 9 © © © o o
Insert Designation B S S S 3 o
Fz N o = - S S <
(mm/tooth) (mm) F F F F F F F -
SEKX 2107 PETR-M 0.10-0.22 5.5-13.0 ° °

——————————————\
\ Contents

®: Standard Item

G“, TaeguTec E¥[]




SLOT TOPSLOT

Insert
. Dimension (mm)
r di Size | di t r
N 018 8 65 | 18 | 04
023 8 65 | 23 | 04
CD 028 8 65 | 28 | 04
033 8 65 | 33 | 04
<L
;
Recommen%{ed Machining Coated Uncoated
Insert Designation = Conditions ap § § % § % ’é % % =]
(mmftooth) mm |FEEEEEEE =
= SLOT 018-04 0.05-0.08 . . .
n 023-04 0.05-0.08 . ° °
- 028-04 0.05-0.08 . ° °
033-04 0.06-0.10 . . .

®: Standard Item

_




SNEX(T) 12 cHAsgD adeD

Insert
c c ) Dimension (mm)
B = S L Size d t [ap [ r R [ C
% 1204PW 127|476 | 10 | 20 | 450 | 25
d d 1204W 127|476 | 05 | 20 | 800 | -
B = + 1205W | 12.7 | 556 | 10 | 2.0 | 450 | 25
t R/ % LL,] 1204R-CBN | 12.7 [ 4.76 | 05 | 0.8 | 250 | 15
P-W CBN
# CBN m ;
Recommended Machining | Cermet |Ceramic| CBN Coated Uncoated
L Conditions o o o o o
Insert Designation S S S 8 8 8 8|9
Fz &y 2 2 e 2 2 e 2|
(mm/tooth) (mm) O = F - F F
~ SNEX 1204 P-W 0.07-0.15 0.3-0.8 o e
-
- SNEX 1204-W 007015 | 0308 o
\
SNET 1205-W 0.07-0.15 0.3-0.8 . ° °
V/
SNEX 1204R-CBN 0.08-0.12 0.3-0.8 .
@ 1204R-CBN-T22 | 0.08-0.12 0.3-0.8 °

®: Standard Item

_




SNG(M)X 13

cHasEP adriv

Insert S
Size imension (mm)
d t ap a r
13 ENTN-M 1351 70 | 95 [ 22 | 04
13ANTN-M | 135 | 6.8 | 70 | 22 | 04
13ANTN-ML | 135| 68 | 70 | 22 | 04
13 ANN-AL 135] 6.8 | 70 | 2.2 | 04
13ANTR-MP | 135 | 6.8 | 60 | 22 | 04
13 ANTN-W 135| 6.8 - 75 12
13XTN(59) [ 135 68 | 96 | 14 | 04
13 XTN(45°) 135| 68 | 635 | 14 04
Recommended Machining Coated Uncoated
. . Conditions O O © © 9 9 © 9O o
Insert Designation ® 38 ¥ 2 3 8 3 o
Fz ap » & ® © ~ ~ © © ;‘
(mm/tooth) mm |EEEEEEEEE
SNGX 1306 ENTN-M 0.10-0.20 2.5-8.0 ° . ° o o
\"/ SNMX 1306 ENTN-M 010020 | 2580 |e . . ° o o
= SNGX 1306 ANTN-M 0.10-0.20 2.0-6.0 ° . e o o o
® 1306 ANTN-ML [ 0.13-0.25 | 2.0-6.0 o o
5 SNMX 1306 ANTN-M 0.100.20 | 2060 |e . e o o o o
PP SNGX 1306 ANN-AL 0.10-0.35 2.0-6.0 o
& SNMX 1306 ANTR-MP 0.10-0.20 2.0-6.0 . . ° [
SNMX 1306 XTN 0.10-0.20 2.5-6.5 ° ° e o o
<V
_ SNGX 1306 ANTN-W 0.10-0.20 0.2-1.0 ° °
o~
-
®: Standard Item
p————
> TaeguTec ™ Contents




SNG(M)X 13

cHasEP adrv

Insert
r F\B6° o =
7 g © ap Size Dimension (mm)
v ‘9\% d t ap a r
af =l ¥ 6.7 13 135 |6.8-7.0| 10-12 |1.2-5.3(0.4-1.6
INMML 13PNTN-W (135 68 | - [ 115 [ 10
I @ &8
g e
ZNTN-W
# MICE | WM ﬁ—l g
Recommended Machining |Ceramic Coated Uncoated
. . Conditions o O 9 © @ o 9
Insert Designation S ® 38 x 8 8 8 =)
Fz ap 0 S & ©®© ~ ~ © © 2
(mmtooth) (mm) | < FEEEEEEE
: SNGX 1306 ZN-M 0.10-0.20 | 3.5-10.0 ° . o o o
V/
SNGX 1306 ZN-ML 0.13-0.25 | 3.5-10.0
e 1306008 ZN-M | 0.10-0.20 | 35-10.0 ° ° o
v 130608-MM 0.08-0.15 | 3.5-10.0 .
130612-MM 0.08-0.15 | 35-10.0 [
130616-MM 0.08-0.15 3.5-10.0 o o
130608-ML 0.13-0.25 3.5-10.0 .
130612-ML 0.13-0.25 | 3.5-10.0 [
SNGX 130608-M 0.10-0.20 3.5-10.0 o o o
= 130612-M 0.10-0.20 3.5-10.0 [ e o o
v 130616-M 0.10-0.20 3.5-10.0 . o o o °
130620-M 0.01-0.20 3.5-10.0 o e o o
y SNGX 130608-CE 0.13-0.25 | 3.5-10.0 | e
e ]
) SNGX 1306 ZNTN-W 0.10-0.20 0.2-1.0 ° °
- 1306 PNTN-W 0.01-0.20 0.2-1.0 . o

p——
\ Contents

®: Standard Item

) TaeguTec




SNM(H)X 16

cHasEP adrv

Insert
Size Dimension (mm)
d t ap a r
SNMX 16 16.7| 78 | 88 | 24 0.8
SNHX 16 16.7| 64 | 88 | 24 | 08
Recommended Machining Coated Uncoated
. . Conditions O O 9 © @ 9o © 9
Insert Designation ZEEE=EY aHE E E =
Fz ap A & ® ® I~ ~ © © 2
(mm/tooth) mm |EEEEEEEE
SNMX 1607 ANTN-M 0.13-0.25 2575 . . o o .
4
SNHX 1606 ANN-MM 0.10-0.20 25-75 o o

> TaeguTec

p——
\ Contents

®: Standard Item



SPMG/SPMT/XOMT CHASEQGAD
Insert
Size Dimension (mm)
r d t ap r
" N - 06 6.16 | 256 | 56 | 04
09 98 | 43 | 90 | 08
d () ap @ Jap 1 115 | 48 [ 107 | 08
\ 14 142 | 52 [ 134 ] 08
L REPYS
XOMT
=
EM E96-E98
Recommended Machining | Cermet Coated Uncoated
. . Conditions o o O © © © 9 9 9
Insert Designation S S 8 38 3883 38 8 8¢9
Fz ap E P2 RREER 2K
(mm/tooth) (mm) O E F F F F F F F
SPMG 090404-EM 0.8-0.15 25-75 .
v 090408-EM 0.8-0.15 2575 ° ° o o
110408-EM 0.8-0.15 3.0-85 o o ° ° °
140508-EM 0.1-0.18 4.0-11.0 . . ° °
SPMT 090408-EM 0.83-0.17 2.5-75 o o ° e o o
= 110408-EM 0.73-015 | 3.085 o o o e o o
\/ 140508-EM 007014 | 4.0-11.0 e o o o .
XOMT 060204 0.03-0.06 15-4.5 ° °

p——
\ Contents

®: Standard Item

) TaeguTec




SPKN 12/15 LIONMILL

Insert
Size Dimension (mm)
d t ap a
12 127318 | 8 [12-16
15 15.875 476 | 12 [14-16
:L’LO
¥
t
E£41
Recommended Machining Coated Uncoated
. . Conditions O O © © © o © o
Insert Designation Y I 83 3 g 8 o
Fz ap » & ® ® ~ K~ © © s
(mmiooth) | (mm) |E E E FE E E E E
SPKN 1203 EDTR-HPN | 0.10-0.25 15-7.0 o
\",/ 1504 EDTR-HPN | 0.10-0.25 1.5-10.0 °
SPKN 1203 EDR-HPN 0.10-0.25 15-7.0 . .

o 1504 EDR-HPN | 0.100.25 | 15-10.0 o .

SPKN 1203 EDTR-GPN | 0.10-0.25 1.5-7.0 .
o 1504 EDTR-GPN | 0.10-0.25 1.5-10.0 °

®: Standard Item

_




TIMC

Slotting Insert

Size : Dimension (mm)
Seat Size|W+0.1] R
E TIMC 1.6 1 16 | 0.16
TIMC 2 2 2.2 1020
TIMC 2.4 2 24 1020
TIMC 3 4 31 | 020
w} -=] TIMG 4 4 |41 |0
TIMC 4.8 4 48 | 0.28
Recommended Machining Coated Uncoated
X . Conditions O O © © © o o o
Insert Designation ® 8 8 9 8 8 8 g
b P e e R REE DR <
(mml/tooth) (mm) F - F F F F F F
TIMC 1.6 0.04-0.12 - ° . °
S 2 0.05-0.13 - o o e o °
24 0.06-0.15 - . .
3 0.06-0.18 - . o o °
4 0.08-0.20 - o o o o °
4.8 0.08-0.20 - ° °

®: Standard Item

TIMJ

Slotting Insert

Size Dimension (mm)
Seat SizeW+0.1] R
TIMJ 2 2 22 1020
TIMJ 2.4 2 24 10.20
TIMJ 3 4 31 | 020
TIMJ 4 4 41 | 025
i
w2 TMJ48 4 [ 48 028
R
Recommended Machining Coated Uncoated
. . Conditions © o © © © © o o
Insert Designation = a § § § % S § § g g
(mmtooth) | (mm) |E E E E E E E E *
o [ TIMJ 2 0.04-0.12 - . o o .
-’ 24 0.05-0.13 - . ° °
. 3 0.05-0.15 - . o o .
4 0.05-0.18 - . . .
4.8 0.05-0.18 - ° . °

®: Standard Item

_




TIPV

Slotting Insert

Size Dimension (mm)
Seat Size| W+0.1 R
TIPV..E ... 4 3.0-45 | 04-20

TIPV 1.85-2.15 2 1.85-2.15| 0102
TIPV 2.65-4.15 4 2.65-4.15 | 0.15-0.20

o 3

R
Recommended Machining Coated Uncoated
. . Conditions o o0 O © © o © 9
Insert Designation 2 ZE ] T E 2 E o
i d @ FEEEERPD <
(mm/tooth) (mm) F - F F F F F F
TIPV  3.00E 0.40 0.06-0.18 o o )
4 4.00E 0.40 0.08-0.20 o o .
4.50E 0.40 0.08-0.20 o o .
3.00E 1.50 0.06-0.18 o o )
4.00E 2.00 0.08-0.20 o o .
1.850.10 0.05-0.13 o o )
2.00 0.20 0.05-0.13 o o )
2.150.15 0.05-0.13 o o .
2.650.15 0.06-0.18 o o )
3.000.20 0.06-0.18 o o )
3.18 0.20 0.06-0.18 o o .
4.00 0.20 0.08-0.20 o o )
4.150.15 0.08-0.20 o o )
E ®: Standard Item

I




TNMX 18

=
. [ f" \"TIT
iLE & BUSH

u_

Insert
Size Dimension (mm
d t ap a
18 1165| 8 13 14
i
Recommended Machining Coated Uncoated
X . Conditions o o O © © © 9o 9
Insert Designation ZE=EY:E =
Fz ap » & ® ® ~ ~ © © <
(mm/tooth) mm |EEEEEEEE
o TNMX 1806 PNTR-M 0.07-0.15 10110 | e o o °
(PN
| S
®: Standard Item
AM&EE B
TPKN 22 LIONMILL
Insert
Size Dimension (mm
d t ap a
2 127 | 476 | 16 [1.41-17
110
St
Recommended Machining Coated Uncoated
S Conditions © o o © © 9 o o
Insert Designation S SEI S S S =
Fz ap S ® ® = & © © <
(mmtooth) | (mm) |F E EE E EEE
TPKN 2204 PDTR-HPN | 0.10-0.25 1.5-13.0 [
P o
N——r
o TPKN 2204 PDR-HPN 0.10-0.25 1.5-13.0 ° °
4l
—
/4 TPKN 2204 PDTR-GPN | 0.10-0.25 1.5-13.0 .
/'
=

——————————————\
\ Contents

®: Standard Item

) TaeguTec




TS16 TOPSLOT

Insert —— e
Size Dimension (mm) Size Dimension (mm)
W R | Tmax W R | Tmax
12 12 [005] 46 | 30 |30 020] 48
159Ref W R 14 |14 ]010| 48 | 325 [325[015] 48
e 15 15 [010] 48| 40 [ 40 [020] 48
1.7 17 1010 | 48 425 [425]015| 48
195 [195015]48 | 50 |50 [020] 48
¢Tma>< 20 20 [020 ] 4.8 525 |525]0.15] 4.8
LY 225 [225/015] 48| 60 [ 60020/ 48
275 275|015 48
28
E133
Recommended Machining Coated Uncoated
. . Conditions o 0 9 © © 9 © 9
Insert Designation 8 X8 Y8383 o
= i flg 2828 EE €@ <
(mmitooth) | (mm) |(mm) - F - F F — F K
TS16- 1.2-R0.05 0.02-0.08 1.20 05| e
- 2 1.4-R0.1 002010 | 140 [05]e
-_/: 1.5-R0.1 0.03-0.12 1.50 05| e
1.7-R0.1 0.03-0.12 1.70 05| e
1.95-R0.15 0.04-0.15 1.95 05| e
2.0-R0.2 0.04-0.15 2.00 05| e
2.25-R0.15 0.04-0.15 2.25 0.75| @
2.75-R0.15 0.04-0.20 2.75 139| @
3.0-R0.2 0.04-0.20 3.00 1.39| @
3.25-R0.15 0.04-0.20 3.25 139| @
4.0-R0.2 0.05-0.25 4.00 243| @
4.25-R0.15 0.05-0.25 4.25 095| @
5.0-R0.2 0.05-0.30 5.00 215| ®
5.25-R0.15 0.05-0.30 5.25 215| @
6.0-R0.2 0.05-0.30 6.00 315| e

®: Standard Item

-
G ToeguTec T




XDMX 08/13 cHasEP Feep

Insert

Dimension (mm)

t )
’(_.‘ di ‘ Size @ I T ap
—x 08 81 | 81 | 397 1
@ Ti 13 12.9 | 12.9 | 556 2
|
13°A ap

| 67 =E=

-

Recommended Machining Coated Uncoated
. . Conditions o O 9 © © 9O 9 9
Insert Designation S8 8 983 3 8 38 =1
Fz ap » & O © ~ K~ © © Q
(mmtooth) mm |[EEEEEEEE
XDMX 08T310R-M 0.10-0.80 0.2-1.0 ° ° o o
&
£ XDMX 08T310R-MR 0.10-0.80 0.2-1.0 ° ° °

5

4
h

XDMX 130515R-MM 0.10-1.50 0.3-2.0 ° ° o o

XDMX 130515R-MR 0.10-1.50 0.3-2.0 ° ° °

O G

®: Standard Item

_




XECT 16 CHASEALG

Insert
r\fﬁ* o0 Size Dimension (mm
4\ | d t ap | a r
16 18.4-22.24/ 11.23|5.4-5.9|13-16 |0.3-1.3]0.4-5.0,
&
di
-EEJ LEZEB
Recommended Machining Coated Uncoated
. . Conditions O O 9 © @ 9o © 9
Insert Designation ® 38 ¥ 2 3 8 3 o
Fz P2 e @2 EE L C <
(mm/tooth) (mm) E F F F F F F F
XECT 160504R-AL 0.10-0.80 4.5-13.0 o
o 160508R-AL 0.10-0.80 45-13.0 [
| / 160512R-AL 0.100.80 | 45125 o
160516R-AL 0.10-35.0 4.5-12.0 .
160520R-AL 0.10-35.0 4.0-12.0 [
160524R-AL 0.10-35.0 4.0-11.5 °
160530R-AL 0.10-35.0 4.0-11.5 .
160532R-AL 0.10-35.0 4.0-11.5 [
160540R-AL 0.10-35.0 3.5-10.5 °
160550R-AL 0.10-35.0 3.5-10.5 .

®: Standard Item

R




XNM(H)U 06 cHasePrerTa

Insert

. Dimension (mm
Size
d t a r ap

r
~ N
06 137 6.2 1.0 10 35
d| (T ) ¢5°
, lap
a

ol [

Recommended Machining |Ceramic Coated Uncoated
X . Conditions o O ©o © o © o o
Insert Designation g S 3838 8 8388 8|9
Fz ap %] ® © © ® ~ ~ © oY
(mmitooth) | (mm) | < FEEEEEEEE
22 XNMU 0605 ANR-M 0.10-0.20 1.0-3.0 ° . .
o/
| XNHU 0605ANN-MM | 0.10-020 | 1.0-35 o .
|
¥ XNHU 0605 ANN-ML 0.10-0.20 1.0-35 . . °

®: Standard Item

_




XNM(H)U 09

Insert
Size Dimension (mm)
d t a r ap
09 18.5 16.35-7.4| 1.0 | 10 | 45
09-CE 185 16.35-7.4) 1.0 | 10 | 50
§ al=iiAli==) =
Recommended Machining |Ceramic| Coated Uncoated
. . Conditions O O © © ©9 © 9o O
Insert Designation = 8 I 832 8 8 8o
Fz ap (2] ® & ® ® ~ K © ©|Y
(mmitooth) (mm) = EEEEEEETEL
XNMU 0906 ANTR-M 0.10-0.20 15-4.0 ° o o o o
XNMU 0906 ANTN-ML 0.13-0.25 15-4.0 ° o o
XNHU 0906 ANTN-ML 0.13-0.25 1.5-4.0 o o
XNHU 0906 ANTN-MM 0.13-0.25 15-4.0 ° . o o
XNHU 0906 ANTN-CE 0.135-0.25 15-4.0 .
XNHU 0906 ANTN-W 0.10-0.20 0.1-1.0 .
=
®: Standard Item
—_—
> TaeguTec | Contents




ZNHT TOPSLOT
Insert Size Dimension (mm)
| di t r
a 018 10 75 | 18 |0.2-0.8]
023 10 75 | 23 ]0.2-0.8
028 10 [75] 28 [0.2-08
AR VA 033 10 [75] 33 [0.208
\ 038 13 |10 38 [0.408
043 13 10 | 43 0408
048 13 10 | 4.8 10.4-0.8
053 13 10 53 10.4-0.8
Gan
Recommended Machining Coated Uncoated
. . Conditions O O 9 © © 9O 9 9
Insert Designation ZE 2Bl KL G =)
Fz a |25 22 EEF ST <
(mm/tooth) (mm) F - F F F F F F
ZNHT 018-04 0.05-0.08 ° ° o o [
. 018-08 0.05-0.08 ° .
023-04 0.05-0.08 ° . o o °
023-08 0.05-0.08 ° °
028-04 0.05-0.10 ° ° o o °
028-08 0.05-0.10 ° °
033-04 0.05-0.12 ° ° o o .
033-08 0.05-0.12 ° ° °
038-04 0.05-0.12 ° ° . °
038-08 0.05-0.12 ° ° o o .
043-04 0.05-0.15 [] . ° ]
043-08 0.05-0.15 ° . o o °
048-04 0.05-0.15 ° ° . °
048-08 0.05-0.15 [] . o o ]
053-04 0.05-0.15 ° ° . °
053-08 0.05-0.15 o ° o o [
ZNHT 018-04-ML 0.05-0.08 ° °
b 023-04-ML 0.05-0.08 ° °
028-04-ML 0.05-0.08 ° °
033-04-ML 0.05-0.12 ° °
038-04-ML 0.05-0.12 ° °
043-04-ML 0.05-0.12 ° °
048-04-ML 0.05-0.12 ° °
053-04-ML 0.05-0.12 ° °
ZNHT 018-02-AL 0.10-0.35 °
b, 023-02-AL 0.10-0.35 °
028-02-AL 0.10-0.35 .
033-02-AL 0.10-0.35 °
038-04-AL 0.10-0.35 .
043-04-AL 0.10-0.35 .
048-04-AL 0.10-0.35 .
053-04-AL 0.10-0.35 .
053-08-AL 0.10-0.35 .

p——
\ Contents

®: Standard Item

) TaeguTec




ZNHU TOPSLOT

Insert
Size Dimension (mm)
| di t r
080 7.6 | 10.7 | 6.36-6.49 | 0.8
110 106 | 13.0 |8.38-8.42| 0.8
140 14 | 13.0 /19.59-9.65| 0.8
Non m -
Recommended Machining Coated Uncoated
. . Conditions O O 9 © @ 9o © 9
Insert Designation S 8383 8 83 38 8 3 =
Fz ap S & © © ~ ~ © © g
(mm/tooth) mm |EEEEEEEE
2 ZNHU 080-08 0.08-0.16 . . e o o o
S 110-08 0.10-0.20 ° . e o o o
o 140-08 0.11-0.21 ° ° e o o o
ZNHU 080-08-ML 0.05-0.10 . . °
= g 110-08-ML 0.06-0.12 (4 .
E\ 140-08-ML 0.06-0.12 . .

®: Standard Item

R




Ramping Data

Straight Ramping

Helical Ramping

HillieRUCE

3PK(H)T 06
L IR Max. Ramp (Af;rah;?:;.Ra\?)nzrzrg;le\r;lin. Length (L)|  Min. Dia. Hehc:\/II:xénI;FaPowlr\]/Iax. Pitch/Rev.
@12 37 47 73 125 o 43
214 28 47 9 235 55 £
16 23 47 u7 25 32 G
o17 2.0 47 135 245 a1 4
218 20 47 135 L5 % 3
20 16 47 168 85 0 N
@21 15 47 180 35 o 2
@22 15 47 180 35 o £
@25 15 47 180 455 - N
@30 12 47 224 55.2 &0 .
@32 12 47 224 595 - ;5
@35 10 47 269 855 =0 :
240 07 47 385 55 20 4
3PK(H)T 10
Cutter Dia.(Dz) Max. Ramp (Af)trilllg;;,z?)n(‘r?]na;)wl\:in, Length (L)| Min. Dia. He"cilllg(ér;&?ow;lax. Pitch/Rev.

216 70 70 57 241 . &
220 33 7.0 121 33.9 10 21
@21 32 70 125 359 2 24
@22 32 70 125 318 7 &
@25 238 7.0 143 435 = 24
226 26 70 154 45.9 £ 24
230 20 70 201 239 0 58
@32 18 7.0 223 55 & &l
33 17 70 236 599 % 24
240 13 70 309 137 5 28
@50 10 7.0 401 937 100 29
63 08 70 502 8.7 . 24




Ramping Data MILiRUCH

Straight Ramping Helical Ramping

3PK(H)T 15
Cutter Dia.(D1) Max. Ramp (Af)tral\f:;.z??r?wn?;)wlain. Length (L)| Min. Dia. He“C:‘/::xi.mI;:?Oer\]Aax. Pitch/Rev.
232 32 110 197 235 5 22
233 3.1 110 203 25.5 5% 23
@35 31 110 203 9.5 - 32
@40 2.0 110 315 0.1 % 28
@50 15 110 420 €01 0o 28
263 11 110 573 116.1 5 2
@80 08 110 788 1503 . 28
@100 0.6 110 1051 1305 555 22
@125 05 110 1261 2403 555 2l
2160 03 110 2102 3103 5 2
@200 0.2 110 3153 3903 5 18
3PK(H)T 19
Cutter Dia.(D1) Max. Ramp (Af;ral\;?:;.zzn;r?wﬁ;wclin. Length (L)| Min. Dia. He“c:/II:xérlgraPOW:/Iax. Pitch/Rev.

@40 36 15.0 239 66.7 - 1.3
@50 2.2 15.0 391 87.9 0 3
263 17 15.0 506 113.9 5 2
280 13 15.0 661 147.9 % “
2100 1.0 15.0 860 167.9 555 h]
@125 08 15.0 1075 231.9 555 42
2160 06 15.0 1433 307.9 o5 “
@200 04 15.0 2150 381.9 5 33
2250 03 15.0 2866 481.9 =5 33




Ramping Data cHaseD wiiii

Straight Ramping Helical Ramping

Max. Ramp ‘A" |

ANH(M)X 11
Cutter Dia.(Dy) Max. Ramp (Af)trilllg::.z?)r?slrgfwlain. Length (L)| Min. Dia. He"C:JI;éTSEPOW"MaX. Pitch/Rev.
@25 15 11.0 420 30 = gg
726 14 11.0 450 32 = 2:171
o3z 1 10 573 “ 64 (1)2
033 L0 10 631 ° 66 gg
@40 08 11.0 788 60 " %,
@50 0.6 11.0 1051 80 10 08
263 04 11.0 1576 106 " 08
@80 03 11.0 2102 140 o 08
@100 02 11.0 3153 180 200 8;
2125 0.2 11.0 3153 230 5 10
ANH(M)X 16
Cutter Dia.(D) =" Ramp (Af)trz?\lllg:;.z?)n(]rarg;)wl\r/\lin. Length (L)|  Min. Dia. Henc?/llaFj(z.irIgE;Powrl\]/lax. Pitch/Rev.

@32 1.2 15.0 716 44 . %
@33 1.0 15.0 560 46 - 04
@40 0.9 15.0 955 60 = 03
@50 08 15.0 1075 80 0 % ﬁsla
263 06 150 1433 100 126 % ﬁg
@80 0.45 15.0 1911 140 5 13
o100 0.3 150 2457 10 200 %g
o125 0.25 150 3439 20 250 %E
o160 0.5 150 5782 00 320 %(1)
2200 o1 150 8599 0 400 65




Ramping Data

Straight Ramping

®Max. Ramp'A'

Helical Ramping

CHASERMILL

AXMT 06
Cutter Dia.(D1) Max. Ramp (Af)trﬁ:;.zznz&rg;)whjlin. Length (L)| Min. Dia. Hehc:ﬂl::rgffowlr\]/lax. Pitch/Rev.
28 15 5.0 191 9 5 9.
@10 50 5.0 57 13 55 91
211 55 5.0 52 15 55 1
212 6.0 5.0 48 17 5 1
213 55 5.0 52 19 % E
@14 50 5.0 57 21 5 1
@15 45 5.0 64 23 o 1
216 40 5.0 7 25 o 1
@17 39 5.0 73 27 7 18
218 50 5.0 57 29 % 25
219 50 50 57 il - 28
@20 30 50 95 33 5 18
@21 6.0 50 48 35 - 3
@25 2.0 50 143 43 = 1
@32 15 50 191 a7 < 1!
@40 12 5.0 239 3 % 18
G} TaeguTec [ conens )



Ramping Data CHASEMILL

Straight Ramping Helical Ramping

:>Max. Ramp ‘A’

APKT 09
Cutter Dia.(D1) Max. Ramp (Af)trahlf;;.zzn(]rzna;)w&in. Length (L)|  Min. Dia. Hellci;:xérlg:;Pow;\]ﬂax. Pitch/Rev.
210 75 9.0 68 14 55 14
212 73 9.0 70 16 5 14
214 6.0 9.0 86 18 o 1
@16 49 9.0 105 2108 o 12
@17 44 9.0 17 23.08 7 12
218 40 9.0 129 2508 % 13
@20 34 9.0 152 2208 0 1
@21 3.1 9.0 166 3108 v 1
@22 28 9.0 184 33.08 44 14
@25 18 9.0 287 39.08 % 12
226 2.0 9.0 258 41.08 & 14
@30 2.2 9.0 234 49.08 % 20
232 2.0 9.0 258 23.08 s 20
233 17 9.0 303 25.08 = 1
@40 15 9.0 344 69.08 % 20
@50 11 9.0 469 §9.08 w0 2.0
263 08 9.0 645 115.08 5 12
280 05 9.0 1032 149.08 % L




Ramping Data CHASEMILL

APKT 12
ity DI {2 Max. Ramp (Af)tral\lllg:;.izrr(]rng)(’wl\r;lin. Length (L)|  Min. Dia. Halc?/llgfrlgg)ow;\}lax. Pitch/Rev.
@16 125 120 54 1.5 2 52
@18 9.7 12.0 70 29 36 ég
220 6.8 12,0 101 249 40 54
@21 6.2 12.0 m 269 42 %I
@25 8.0 12.0 85 349 50 54
@26 75 120 91 3.9 52 53
032 5.0 120 137 489 54 52
233 46 120 149 0.9 &6 59
240 35 120 196 64.9 %0 it
@50 25 120 275 84.9 100 £b
@63 17 120 405 109 176 3‘18
280 13 120 529 1449 5 e
APKT 17
Cutter Dia.(D1) Max. Ramp (, E)tre;\l/lg;xt, ii?&?;wam, Length (L)| Min. Dia. He"caMI;érlg?aPOW:/Iax. Pitch/Rev.

@20 8.0 16.1 15 2 20 5
@25 5.0 161 184 305 50 3
226 40 161 230 326 57 zltg
P 90 16.1 102 4.6 ) 535
@33 9.0 161 102 46.6 66 539
@40 50 161 184 60.6 80 53
@50 44 16.1 209 806 100 53
@63 32 161 288 1066 126 53
@80 23 161 401 1406 160 58
100 18 16.1 513 1806 200 54
2125 14 16.1 659 230.6 550 83
2160 10 16.1 923 300.6 50 82
@200 0.7 16.1 1318 3806 400 33

-
G ToeguTec T




Ramping Data CHASEMILL

Straight Ramping Helical Ramping

AXMT 0602R-HF

Cutter Dia.(D1) Straight Ramp DOWHI _ Helical Ramp Down .
Max. Ramp (A°) Max. ap (mm) | Min. Length (L)|  Min. Dia. Max. Dia. _|Max. Pitch/Rev.

@8 0.3 0.5 96 14 i 8:
211 0.5 05 57 14 - 812
213 1.0 05 29 18 - 8%
215 23 0.5 12 18 - gg
217 45 05 6 18 - 8?
219 35 05 8 18 - 8%
@21 3.0 05 10 26 - cig
@32 2.8 05 10 26 - 0:2
217 25 05 1 26 - 82
218 2.3 0.5 12 26 = o.g
219 2.2 05 13 26 5 ng
220 1.9 05 15 34 - 8%
221 1.7 0.5 17 34 i 8%
@25 14 05 20 44 = cig
@32 1.0 05 29 58 - ojg
@40 0.7 0.5 41 74 o 82

Programming Technical Data

When CNC programming specify tools with 'R’ for the each insert, this will result un-machined material thickness of
approximately 'B' mm along the corner.

When applying CNC program with 'R', over-cut area is ‘A" mm. To avoid over-cut, please add to set up roughing stock’A’
mm. For other program R data, please refer to diagram below.

R A B
Program Over cut Un-machined
Material Thickness
e
AXMT 0602R-HF 5 016 005
0 0.35 0
5 0 0.47
iy 0 0.29
APKT 09T3R-HF 2.0 0.04 0.3
2.5 0.1 0.1
3.0 0.3 0.04
2 0 0.57
25 0.07 0.42
APKT 1204R-HF 3 0.21 0.28
35 0.39 0.15
4 0.58 0.06
B: Un-machined :Recommended program 'R’




Ramping Data

APKT 09T3R-HF

CHASERMILL

Cutter Dia.(Dy) Straight Ramp Down _ Helical Ramp Down
Max. Ramp (A°) Max. ap (mm) |Min. Length (L)|  Min. Dia. Max. Dia. _[Max. Pitch/Rev.
@30 1.8 1.0 32 50 = 8
@32 1.6 1.0 36 54 o 8
@33 15 1.0 38 56 = 8
@40 12 1.0 48 70 @ 8
@50 0.9 1.0 64 90 o 8
263 05 10 115 116 - 9
280 0.4 1.0 143 150 - 0
216 3.8 1.0 15 22 2 8
217 35 1.0 16 24 7 18
@18 3.4 1.0 17 26 = 8
@20 3.0 1.0 19 30 - 8
@21 2.3 1.0 25 32 o 8
@22 2.0 1.0 29 34 i 8
@25 2.1 1.0 27 40 = 8
@26 2.0 1.0 29 42 . 8
APKT 1204R-HF
cuerda®) i, FEll (Af;rahf:;-zzr?rzg;wl\:in- Length (L)| Min. Dia. Hehcﬂfg?fc’w&ax. Pitch/Rev.
— 0 L2 ul “ 36 17
220 4.0 1.2 17 27 . %g
@21 35 1.2 20 29 - %g
@25 25 1.2 27 37 = %g
226 2.3 1.2 30 39 = %g
g% =l L2 10 > 66 15
o L L2 b o 80 15
@50 11 1.2 63 86 T %g
@63 1.0 1.2 69 112 . %g
@80 0.8 1.2 86 146 . %g
@) TaeguTec [~ Conens}



Ramping Data CHASEALG

Straight Ramping Helical Ramping Step Milling

XECT16 0.4R-1.6R

Cutter Dia.(D1) Straight Ramp Dowp _ Helical Ramp Down : Step Down
Max. Ramp (A%)| Max. ap (mm) [Min. Length (L) Min. Dia. Max. Dia.  |Max. Pitch/Rev.|  Max. ap
@25 22.0 16.0 40 29.1 5 % 22
232 165 16.0 54 431 o 3L .
240 15 16.0 79 9.1 % 104 .
250 95 16.0 9% 9.1 0 139 .
263 70 16.0 130 1051 5 138 4
280 5.0 16.0 183 139.1 5 2.5 :
2100 35 16.0 262 179.1 55 22 -
2125 25 16.0 367 229.1 -5 21 .
XECT16 2.0R
Cutter Dia.(D1) Straight Ramp Dowp _ Helical Ramp Down : Step Down
Max. Ramp (A%)| Max. ap (mm) [Min. Length (L) Min. Dia. Max. Dia.  |Max. Pitch/Rev.|  Max. ap
@25 220 155 38 29.1 % 4 3
232 16.0 155 54 431 o B 32
240 110 155 80 9.1 % 2 32
250 9.0 155 98 9.1 0 123 32
263 6.5 155 136 1051 . 28 35
280 45 155 197 139.1 % 22 32
2100 3.0 155 296 179.1 50 1l 33
2125 2.0 155 444 2201 55 3L 32




Ramping Data CHASEALG

Straight Ramping Helical Ramping Step Milling

XECT16 3.0R-3.2R

Cutter Dia.(D1) Straight Ramp Down _ Helical Ramp Down : Step Down
Max. Ramp (A%) Max. ap (mm) [Min. Length (L) Min. Dia. Max. Dia. |Max. Pitch/Rev.| Max. ap
@25 21.0 145 38 2.1 % 2 23
@32 15.0 145 54 431 o 5% 3
@40 10.0 145 82 9.1 o 29 3
@50 8.0 145 103 2.1 100 102 3
263 6.0 145 138 105.1 5 18 3
@80 40 145 207 139.1 5 Lo 3
@100 25 145 332 179.1 556 32 3
@125 15 145 554 229.1 555 L3 3
XECT16 4.0R-5.0R
Cutter Dia.(D1) Straight Ramp Down _ Helical Ramp Down : Step Down
Max. Ramp (A% Max. ap (mm) Min. Length (L) Min. Dia. Max. Dia. |Max. Pitch/Rev.|  Max. ap
@25 185 145 43 29.1 = 2L 2
232 135 145 60 431 o 55 22
240 85 145 97 9.1 5 55 22
250 7.0 145 18 2.1 0o 55 22
263 55 145 151 105.1 6 108 22
@80 35 145 237 139.1 5 55 22
@100 25 145 332 179.1 500 3% 22
@125 15 145 554 229.1 550 13 22

@ Taegutec | Cortents )




Ramping Data

Straight Ramping

cHasgPreeo

Helical Ramping

BLMP 06
iz i) Max. Ramp (Af;rahf:;.iir?sn?;w&in. Length (L)|  Min. Dia. Hellca:xérB:;Pow:\]Aax. Pitch/Rev.
216 30 07 13 ) = 9.
17 2.7 07 15 5 5 %
18 25 07 16 2z % 2
220 15 10 38 31 o 98
21 15 10 38 33 = 98
@25 14 10 41 Al % 1
226 13 10 44 43 & 1
@30 11 10 52 = & 19
@32 10 10 57 gk 5 19
233 10 10 57 57 & 19
@40 0.9 10 64 71 % 4
@50 0.6 10 9 ol 10 4
263 05 10 115 wr 6 4

207




Ramping Data

CHASED FEED

BLMP 09
Cutter Dia.(D1) Max. Ramp (Af)tra:\ll?:;. F:l?)n;r?]na;]wlr\/]lin. Length (L)| Min. Dia. HencaMl:xénI;:;POer\]/Iax. Pitch/Rev.
@25 2.2 15 39 42 - 2
@26 2.2 15 39 44 & 2
@30 2.0 15 43 22 = 2
@32 2.0 15 43 56 o 2
233 2.0 15 43 58 % 13
@40 15 15 57 12 % 13
@42 15 15 57 76 o 12
@50 10 15 86 22 0 13
252 10 15 86 % o 13
263 0.9 15 9 n8 5 2
266 0.9 15 9 124 e 2
280 0.8 15 107 152 50 2
2100 0.7 15 123 192 200 2

Programming Technical Data
When CNC programming specify tools with 'R’ for the each insert, this will result un-machined material thickness of
approximately '‘B' mm along the corner.

When applying CNC program with 'R', over-cut area is ‘A" mm. To avoid over-cut, please add to set up roughing stock
'A" mm. For other program R data, please refer to diagram below.

) TaeguTec

R A B
Program Over cut Un-machined
Material Thickness
2.0 0 0.42
BLMP 06 2.5 0.12 0.26
3.0 0.29 0.17
2.5 0 0.61
3.0 0.09 0.45
BLMP 09 35 0.24 0.30
4.0 0.41 0.17
3.0 0.36 0.04

:Recommended program 'R’

\ )



Ramping Data cHasgPreeo

Straight Ramping Helical Ramping

BLMP 12
Cutter Dia.(D1) Max. Ramp (Af)trahlng:;.zin(ﬁn?;)w&in. Length (L)|  Min. Dia. Hellcz:xérlg:;Pow:\]Aax. Pitch/Rev.
@32 2.0 20 57 41.6 o 92
233 20 2.0 57 426 5 X
@35 18 20 64 416 -0 1
@40 15 20 76 216 % 1
@42 13 20 88 616 o 1
@50 11 20 104 16 0o 18
@52 1.0 2.0 115 816 o 1
263 08 20 143 1026 5 1
266 0.7 2.0 164 1096 5 1
280 05 2.0 229 137.6 . 3
@100 04 2.0 287 1716 555 4
@125 04 2.0 382 221.6 555 4

Programming Technical Data
When CNC programming specify tools with 'R" for the each insert, this will result un-machined material thickness of
approximately '‘B' mm along the corner.

When applying CNC program with 'R, over-cut area is 'A" mm. To avoid over-cut, please add to set up roughing stock
'A"mm. For other program R data, please refer to diagram below.

R A B
Program Over cut Un-machined
Material Thickness

3.0 0 1.15

35 0 1.00
BLMP 12 4.0 0.03 0.84

4.5 0.14 0.70

5.0 0.29 0.57

:Recommended program 'R’

B: Un-machined




Ramping Data cHasEP reeo

Straight Ramping Helical Ramping

XDMX 08
Cutter Dia.(D1) Max. Ramp (Af)trall\lllg:;.Ra?)n(]r:%)wlain. Length (L)|  Min. Dia. Hehc{;\llllaiérlg?:}ow&ax. Pitch/Rev.
@20 15 1.0 38 26 ) 94
@25 0.9 1.0 64 36 . 05
232 05 10 115 20 < 34
@40 04 10 143 66 % g3
@50 03 1.0 191 86 . 25
XDMX 13
O IR Max. Ramp (Af)trell\lllg:;. Z?)r?rzr:)owl\r/]lin. Length (L)| Min. Dia. HE"C:/::X&.“;;POW”M“ Pitch/Rev.
232 25 2.0 46 40 = 2
@40 17 2.0 67 26 % 3
@50 13 2.0 88 76 00 £
@63 08 2.0 143 102 6 2
280 05 2.0 229 136 5 3
2100 04 2.0 287 176 55 4
@125 0.2 2.0 573 226 . 03

Programming Technical Data
When CNC programming specify tools with 'R' for the each insert, this will result un-machined material thickness of
approximately 'B' mm along the corner.

When applying CNC program with 'R', over-cut area is ‘A" mm. To avoid over-cut, please add to set up roughing stock
'‘A"mm. For other program R data, please refer to diagram below.

R A B
Program Over cut Un-machined
Material Thickness
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B: Un-machined

:Recommended program 'R’




Ramping Data

Straight Ramping

cHASED rioio

Helical Ramping

RNMU 1004S-M ,RNMU 1004-ML: 8 Corners

Cutter Dia.(D1) Straight Ramp Down. _ Helical Ramp Down :
Max. Ramp (A°)| Max. ap (mm) |Min. Length (L)]  Min. Dia. Max. Dia.  |Max. Pitch/Rev.
@25 11 50 261 33 % 94
226 11 50 261 35 & 9.2
232 0.9 50 318 47 < 9.5
@33 0.9 50 318 49 & 9.1
@40 0.9 50 318 63 % 9
@42 0.9 5.0 318 67 o 9
250 07 50 409 83 0o 1
@52 08 50 358 87 o 13
RNMU 1205S-M ,RNMU 1205-ML: 8 Corners
Cutter Dia.(D1) Max. Ramp (Af)tral\ll?:;.zznzgg;)wain. Length (L)] Min. Dia. Hellc?)l?xénI;&Powk:ax. Pitch/Rev.
@32 14 6.0 246 42 5 91
233 14 6.0 246 44 5 9
@40 13 6.0 265 20 . 14
@50 1.0 6.0 344 18 0 13
@52 1.0 6.0 344 82 i 7
263 1.0 6.0 344 104 5 13
266 1.0 6.0 344 110 5 20
@80 0.9 6.0 382 138 0 24
@100 07 6.0 491 178 555 23




Ramping Data cHasED iioio

RNMU 1606S-M: 8 Corners

Cutter Dia.(Ds) Straight Ramp Down _ HelicalRampDown
Max. Ramp (A%)| Max. ap (mm) |[Min. Length (L)| _Min. Dia. Max. Dia. _|Max. Pitch/Rev.

240 14 8.0 328 52 - gg
@42 14 8.0 328 56 = gg
@50 13 8.0 353 72 o %8
@52 1 8.0 459 76 - %:zlt
763 1 8.0 459 98 o %:g
266 1 8.0 459 104 - %513
@80 1 8.0 459 132 - %?
@100 0.9 8.0 510 172 555 4312
@125 0.9 8.0 510 222 - 451%

|




Ramping Data

Straight Ramping

=

Max. Ramp ‘A’

Helical Ramping

CHASErOLD

RDMX-05
Cutter Dia. (D) Max. Ramp (Af)tril;i];):.zzrr(]rzra;)whr;lin. Length (L)|  Min. Dia. He"caMl:xérB:;Pow;\]/Iax. Pitch/Rev.
8 7 25 20 8.5 5 9.2
210 14 25 10 12 55 13
212 9 25 16 16 o LI
RDMX-07
=TI (o) Max. Ramp (Af)trﬁ;):.zzn(qrzn[:;)wl\jlin. Length (L)|  Min. Dia. HellcaMl:xén[;:;Pow;\]/Iax. Pitch/Rev.
215 17 35 1 18 e 24
216 15 35 13 20 = 23
o17 145 35 14 22 18
@20 14 35 14 55 34 30
@25 8 35 25 % 40 30
230 5 35 40 i =0 30
232 5 35 40 ) €0 30
RXM(H)X-10
Cutter Dia.(D1) Max. Ramp (Af)trﬁ:;.z;n(]rzra;)w&in. Length (L)| Min. Dia. HencaMl:xf.leD]iF;Powlr\]Aax. Pitch/Rev.
220 20 50 14 2 0 2
@25 15 50 19 32 % >
232 12 50 24 46 & 1
@42 8 50 36 €6 o a3
@50 6.5 50 4 82 1o 3
@52 6 50 48 86 o 13

\ )
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Ramping Data CHASEMOLD

RXM(H)X-12
Cutter Dia.(D1) Max. Ramp (Af)tre;\lllg;;. z;n(ﬁrg;)wl\r/‘lin. Length (L)|  Min. Dia. Hehcillliérlgfel?ow:/lax. Pitch/Rev.
@25 20 60 16 28 = 23
232 15 6.0 2 42 o 21
235 8 6.0 03 48 =5 &9
@40 15 6.0 22 58 . 2
@42 75 6.0 46 62 o 21
@50 75 60 46 78 0 21
@52 6 6.0 57 82 o 21
263 5 6.0 69 104 5 21
266 5 6.0 69 110 5 21
280 4 6.0 86 138 % 21
2100 2 6.0 172 178 555 21
@125 2 60 172 228 555 24
RXMX-16
Cutter Dia.(D1) Max. Ramp (Af)tra;\;g:;. i;nz&g;)wl\:in. Length (L)|  Min. Dia. Hellc::l:iz.irg:;?ow&ax. Pitch/Rev.
232 20 80 22 4 < 13
@40 15 8.0 30 0 % il
@42 14 8.0 32 = o 82
@50 13 8.0 3 70 100 o8
@52 10 80 45 4 o4 o8
80 6 8.0 76 130 750 o8
@100 4 8.0 114 110 500 o8
@125 35 8.0 131 220 550 o8
RXMX-20
Cutter Dia.(D1) Max. Ramp (Af)trilllg;;. z?)n(ﬁrg;)wl\r/]lin. Length (L)|  Min. Dia. Hehcf\l/ll;(é.lr;:;.Dow&ax. Pitch/Rev.
@50 16 10.0 35 62 100 o2
63 115 100 49 8 = 52
280 9 10.0 63 122 70 8
100 75 100 76 162 556 83
125 5.5 100 104 212 555 83
2160 4 10.0 143 262 0 83

-
G ToeguTec T




Ramping Data

Straight Ramping

Helical Ramping

CHASEMOLD

RYM(H)X-08
Cutter Dia.(D1) Max. RampAngitre;\lllg:):.izr?r?lrz)ow:llin. Length (L) Min. Dia. HEIlc:l/ll:xér;iF;Pown Max. Pitch
216 25 40 92 18 o 9.2
@17 25 40 92 2 7 93
218 25 40 92 2 % 93
220 40 40 57 26 o 14
@21 40 40 57 28 = 13
@25 40 40 57 86 % 24
226 40 40 57 ! & 22
232 40 40 57 20 o 3
240 7.0 40 33 €6 % 3
RYMX-10
Cutter Dia.(D1) Max. RampAnglitrahlllg:;.zzn(]rrrjlrgfwrl\]/lin. Length (L) Min. Dia. He"C?;::'g:;POW“ Max. Pitch

@20 45 5.0 64 2 5 a2
@21 45 5.0 64 24 - 98
@25 50 5.0 57 32 5% T
226 50 5.0 57 4 o 3
232 50 5.0 57 45 5 23
235 50 5.0 57 22 o -
@40 50 50 57 62 % 3
@42 50 50 57 66 o 43
@50 6.5 50 44 82 o0 3
@52 6.0 5.0 48 86 Tod 3
266 45 50 64 114 e +3

\ )
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Ramping Data

RYMX-12

CHASEMOLD

Straight Ramp Down

Helical Ramp Down

Cutter Dia.(D1) Max. Ramp Angle | Max. ap (mm) | Min. Length (L) Min. Dia. Max. Dia. Max. Pitch
@25 6.0 6.0 57 28 % 28
@26 6.0 6.0 57 30 & L
@32 120 6.0 28 42 o 24
@33 120 6.0 28 44 = 21
@35 120 6.0 28 48 = 24
@40 10.0 6.0 34 58 % 24
@42 120 6.0 28 62 o 31
@50 9.0 6.0 38 78 o 21
@52 8.0 6.0 43 82 o 21
@55 8.0 6.0 43 88 0 2
263 7.0 6.0 49 104 5 24
266 6.5 6.0 53 110 i 24
280 45 6.0 76 138 150 24
2100 35 6.0 98 178 260 21
2125 25 6.0 137 228 255 21
RYMX-16

Cutter Dia.(D1) Max. Ramp Angitril/lg:;. I-\r:\z;l)an';nlz)ovwl\llin. Length (L) Min. Dia. He"C:I/llg(fjlf;iF;.DOWH Max. Pitch
232 8.0 8.0 57 L & oL
@40 95 8.0 48 20 % &
@42 9.0 8.0 51 4 - 24
@50 9.0 8.0 51 0 0 88
@52 9.0 8.0 51 “ o 88
263 85 8.0 54 9 5 88
266 85 8.0 54 102 e 88
280 6.0 8.0 76 130 % 8.8
@100 5.0 8.0 o1 170 50 8.8
@125 35 8.0 131 220 555 88
2160 35 8.0 131 230 =5 88



Ramping Data CHASEMOLD

RYMX-20
Cutter Dia.(D1) Max. Ramp Anglitrahlllg;;. ZT)TE]E)OW"\‘M” Length (L) Min. Dia. He"C:‘;;f?‘TBEDOW” Max. Pitch
250 8.0 10.0 71 62 % 42
63 125 100 45 8 5 B2
@80 85 100 67 122 0 83
100 6.5 10.0 88 162 5 83
2125 45 10.0 127 212 555 83
2160 40 10.0 143 262 =0 83
@200 25 10.0 229 362 % 83
@250 2.4 10.0 239 462 5 83

PE— E



Recommended Cutting Condition

~/- 3P TE90 and 3P TF90 Using 3PK(H)T 06 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -3.0 180-300 TT7080, TT7800,7T9080 0.07-0.12
High Carbon Steel 175-225 -3.0 130-280 TT7080, TT7800,TT9080 0.07-0.12
Alloyed Steel 275-325 -3.0 120-250 TT7080, TT9080, TT8080, TT7800]  0.05 - 0.12
Tool Steel - -3.0 80-200 TT2510,TT7080, TT9080, TT8080 |  0.05-0.12
Stainless 300 Series -3.0 80-170 TT8080, TT8020, TT9080 0.05-0.12
Stainless 400 Series -3.0 100-210 TT9080, TT8080, TT8020 0.07-0.12
High-Temp Alloy Inconel -2.0 30-100 TT8080, TT9080 0.05-0.10
Titanium Alloy - -2.0 30-80 TT8080, TT9080 0.05-0.10
Gray Cast Iron 190-220 -4.0 150-400 TT6800, TT6080 0.07-0.14
Nodular Cast Iron 140-200 -3.0 100-250 TT6080 0.07-0.12
Aluminum - -4.0 350-500 K10 0.07-0.22
¢ Reduce Speed by 20% for Face Mills when slotting
] /- 3P TEQO and 3P TF90 Using 3PK(H)T10 Insert
Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -5.0 180 - 300 TT7080, TT7800, TT9080 0.08 - 0.20
High Carbon Steel 175- 225 -5.0 130 - 280 TT7080, TT7800, TT9080 0.08-0.20
Alloy Steel 275- 325 -5.0 120 - 250 TT7080, TT9080, TT8080, TT7800|  0.08-0.18
Tool Steel - -5.0 80 - 200 TT2510,1T7080, TT9080, TT8080 | 0.08-0.18
Stainless 300 Series - -3.0 80-170 TT8080, TT8020, TT9080 0.05-0.15
Stainless 400 Series -3.0 100- 210 TT9080, TT8080,T78020 0.05-0.18
High Temp. Super Alloy -30 30-100 TT8080, TT9080 0.05-0.15
Titanium Alloy - -30 30-80 TT8080, TT9080 0.05-0.15
Gray Cast Iron 190 - 220 -6.0 150 - 400 TT6800, TT6080 0.08-0.20
Nodular Cast Iron 140 - 200 -6.0 100 - 250 TT6080 0.08-0.18
Aluminum - -6.0 400 - 600 K10 0.10-0.40
¢ Reduce Speed by 20% for Face Mills when slotting
il - 3P TE90 and 3P TF90 Using 3PK(H)T15 Insert
Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -9.0 180 - 300 TT7080, TT7800, TT9080 0.10-0.25
High Carbon Steel 175-225 -9.0 130 - 280 TT7080, TT7800, TT9080 0.10-0.25
Alloy Steel 275- 325 -9.0 120 - 250 TT7080, TT9080, TT8080, TT7800|  0.10-0.20
Tool Steel - -9.0 80 - 200 TT2510,TT7080, TT9080, TT8080 0.10-0.20
Stainless 300 Series - -5.0 80-170 TT8080, TT8020, TT9080 0.08-0.18
Stainless 400 Series -5.0 100- 210 TT9080, TT8080,7T8020 0.08-0.20
High Temp. Super Alloy -5.0 30-100 TT8080, TT9080 0.08-0.18
Titanium Alloy - -5.0 30-80 TT8080, TT9080 0.08-0.18
Gray Cast Iron 190 - 220 -10.0 150 - 400 TT6800, TT6080 0.10-0.25
Nodular Cast Iron 140 - 200 -10.0 100 - 250 TT6080 0.10-0.22
Aluminum - -10.0 350 - 500 K10 0.10-0.50
¢ Reduce Speed by 20% for Face Mills when slotting
i % - 3P TE90 and 3P TF90 Using 3PK(H)T19 Insert
Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -12.0 180 - 300 TT7080, TT7800, TT9080 0.10-0.30
High Carbon Steel 175 - 225 -12.0 130 - 280 TT7080, TT7800, TT9080 0.10-0.30
Alloy Steel 275 - 325 -12.0 120 - 250 TT7080, TT9080, TT8080, TT7800|  0.10-0.25
Tool Steel - -12.0 80 - 200 TT2510,TT7080, TT9080, TT8080 0.10-0.25
Stainless 300 Series - -7.0 80-170 TT8080, TT8020, TT9080 0.08-0.20
Stainless 400 Series -7.0 100 - 210 TT9080, TT8080,7T8020 0.08- 0.25
High Temp. Super Alloy -7.0 30-100 TT8080, TT9080 0.08 - 0.20
Titanium Alloy - -7.0 30-80 TT8080, TT9080 0.08 -0.20
Gray Cast Iron 190 - 220 -13.0 150 - 400 TT6800, TT6080 0.12-0.30
Nodular Cast Iron 140 - 200 -13.0 100 - 250 TT6080 0.12-0.25
Aluminum -13.0 400 - 600 K10 0.15-0.50

¢ Reduce Speed by 20% for Face Mi

> TaeguTec
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Recommended Cutting Condition

ML S AUCT - 6N TE9O and 6N TF90 Using 6NGU 06 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -45 180 - 300 TT7080, TT7800, TT9080 0.10-0.20
High Carbon Steel 175 - 225 -45 130 - 280 TT7080, TT7800, TT9080 0.10-0.20
Alloy Steel 275- 325 -45 120 - 250 TT7080, TT9080, TT8080, TT7800|  0.10-0.18
Tool Steel - -45 80 - 200 TT2510,TT7080, TT9080, TT8080|  0.10-0.18
Stainless 300 Series - -25 80-170 178080, TT8020, TT9080 0.08-0.15
Stainless 400 Series - -25 100 - 210 TT9080, TT8080,TT8020 0.08-0.18
High Temp. Super Alloy - -25 30- 100 TT8080, TT9080 0.08-0.15
Titanium Alloy - -25 30-80 TT8080, TT9080 0.08-0.15
Gray Cast Iron 190 - 220 -5.0 150 - 400 TT6800, TT6080 0.10-0.22
Nodular Cast Iron 140 - 200 -5.0 100 - 250 TT6080 0.10-0.20
Aluminum -5.0 400 - 600 K10 0.10-0.40

¢ Reduce Speed by 20% for Face Mills when slotting

JAUZY - 6N TE90 and 6N TF90 Using 6NGU 09 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -7.0 180 - 300 TT7080, TT7800, TT9080 0.10-0.25
High Carbon Steel 175 - 225 -7.0 130 - 280 TT7080, TT7800, TT9080 0.10-0.25
Alloy Steel 275 - 325 -7.0 120 - 250 TT7080, TT9080, TT8080, TT7800]  0.10-0.20
Tool Steel - -7.0 80 - 200 TT2510,TT7080, TT9080, TT8080|  0.10-0.20
Stainless 300 Series - -4.0 80-170 TT8080, TT8020, TT9080 0.08-0.17
Stainless 400 Series - -4.0 100 - 210 TT9080, TT8080,TT8020 0.08 - 0.20
High Temp. Super Alloy - -4.0 30- 100 TT8080, TT9080 0.08-0.17
Titanium Alloy - -4.0 30-80 TT8080, TT9080 0.08-0.17
Gray Cast Iron 190 - 220 -8.0 150 - 400 TT6800, TT6080 0.10-0.25
Nodular Cast Iron 140 - 200 -8.0 100 - 250 TT6080 0.10-0.20
Aluminum -8.0 400 - 600 K10 0.10-0.40

¢ Reduce Speed by 20% for Face Mills when slotting

JZ% - SCRM90TN Using TNMX 18 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -6.0 200 - 300 TT7080, TT7800 0.10-0.23
High Carbon Steel 175 - 225 -6.0 130 - 280 TT7080, TT7800 0.10-0.23
Alloy Steel 275 - 325 -6.0 120 - 250 TT7080, TT9080 0.10-0.23
Tool Steel - -6.0 80-180 TT7080, TT9080 0.06 - 0.20
Stainless 300 Series - -4.0 80-170 TT9080 0.10-0.15
Stainless 400 Series - -4.0 100 - 210 TT9080 0.10-0.18
Gray Cast Iron 190 - 220 -6.0 150 - 300 TT6080 0.10-0.20
Aluminum 140 - 200 -6.0 100 - 250 TT6080 0.10-0.20

¢ Reduce Speed by 20% for Face Mills when slotting

CHﬂseﬁiii -TE90AN and TFM90AN Using ANH(M)X 11 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -9.0 180 - 300 TT7080, TT7800, TT9080 0.10-0.25
High Carbon Steel 175-225 -9.0 130 - 280 TT7080, TT7800, TT9080 0.10-0.25
Alloy Steel 275 - 325 -9.0 120 - 250 TT7080, TT9080, TT8080, TT7800]  0.10-0.20
Tool Steel - -9.0 80 - 200 TT2510,TT7080, TT9080, TT8080 |  0.10-0.20
Stainless 300 Series - -6.0 80-170 TT8080, TT8020, TT9080 0.10-0.18
Stainless 400 Series - -6.0 100 - 210 TT9080, TT8080,TT78020 0.10-0.20
High Temp. Super Alloy - -6.0 30- 100 TT8080, TT9080 0.10-0.18
Titanium Alloy - -6.0 30-80 TT8080, TT9080 0.10-0.18
Gray Cast Iron 190 - 220 -10.0 150 - 400 TT6800, TT6080 0.10-0.30
Nodular Cast Iron 140 - 200 -10.0 100 - 250 TT6080 0.10-0.25
Aluminum -10.0 400 - 600 K10 0.10-0.40

¢ Reduce Speed by 20% for Face Mills when slotting

I




Recommended Cutting Condition

Cﬂﬁeﬁiﬁ- - TE90AN and TFM90AN Using ANH(M)X 16 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -12.0 180 - 300 TT7080, TT7800, TT9080 0.10-0.27
High Carbon Steel 175 - 225 -12.0 130 - 280 TT7080, TT7800, TT9080 0.10-0.27
Alloy Steel 275-325 -12.0 120 - 250 TT7080, TT9080, TT8080, TT7800|  0.10-0.25
Tool Steel - -12.0 80 - 200 TT2510,TT7080, TT9080, TT8080 |  0.10- 0.25
Stainless 300 Series -8.0 80-170 TT8080, TT8020, TT9080 0.08-0.20
Stainless 400 Series -8.0 100 - 210 TT9080, TT8080,7T8020 0.10-0.25
High Temp. Super Alloy - -8.0 30-100 TT8080, TT9080 0.08 - 0.20
Titanium Alloy - -8.0 30-80 TT8080, TT9080 0.08-0.20
Gray Cast Iron 190 - 220 -13.0 150 - 400 TT6800, TT6080 0.10-0.35
Nodular Cast Iron 140 - 200 -13.0 100 - 250 TT6080 0.10-0.30
Aluminum - -13.0 400 - 600 K10 0.10-0.40
* Reduce Speed by 20% for Face Mills when slotting
Cﬂﬁeﬁiii - TFM45AN Using ANHX 16 Insert
Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -6.0 180 - 300 TT7080, TT7800 0.10-0.30
High Carbon Steel 175 - 225 -6.0 130 - 280 TT7080, TT7800 0.10-0.30
Alloy Steel 275 - 325 -6.0 120 - 250 TT7080, TT8080, TT7800 0.10-0.27
Tool Steel - -6.0 80 - 200 TT7080, TT8080 0.10-0.27
Stainless 300 Series -4.0 80-170 TT8080 0.10-0.22
Stainless 400 Series -4.0 100- 210 TT8080 0.10-0.25
High Temp. Super Alloy -4.0 30-100 TT8080 0.10-0.22
Titanium Alloy - -4.0 30-80 TT8080 0.10-0.22
Gray Cast Iron 190 - 220 -7.0 150 - 400 TT6080 0.10-0.40
Nodular Cast Iron 140 - 200 7.0 100 - 250 TT6080 0.10-0.35
* Reduce Speed by 20% for Face Mills when slotting
CHASERMILL - TEQOAX, TEM90AX Using AXM(C)T 0602 Insert
Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 1.0-3.0 180 - 300 TT9030, TT8080, TT2510 0.07-0.10
High Carbon Steel 175 - 225 10-3.0 130 - 280 TT9030, TT8080, TT2510 0.07-0.10
Alloy Steel 275 - 325 1.0-3.0 120 - 250 TT9030, TT8080, TT2510 0.05-0.10
Tool Steel - 1.0-3.0 80 - 200 TT9080, TT8080, TT2510 0.05-0.10
Stainless 300 Series 10-3.0 80-170 TT8080, TT8020, TT9030 0.05-0.10
Stainless 400 Series 10-3.0 100- 210 TT9030, TT8080,TT8020 0.07-0.10
High Temp. Super Alloy 10-2.0 30-100 TT8080, TT9030 0.05 - 0.08
Titanium Alloy - 10-20 30-80 TT8080, TT9030 0.05 - 0.08
Gray Cast Iron 190 - 220 1.0-4.0 150 - 400 TT6080 0.07-0.12
Nodular Cast Iron 140 - 200 10-3.0 100 - 250 TT6080 0.07-0.10
Aluminum - 1.0-4.0 350 - 500 K10 0.07-0.20

¢ Recommended cutting conditions are just for reference.
* The recommended cutting conditions always refer to optimum conditions.
If machine rigidity, workpiece clamping, or overall length is not ideal, these cutting conditions should be altered accordingly.

CHASERMILL - AXMT 0602R-HF Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Carbon Steel / Alloy Steel - 375 0.4 100 - 180 TT9080, TT8080,TT2510 0.7-0.8
Prehardened Steel / Die and mold Steel 375 - 480 0.4 100 - 180 TT8080, TT9080,TT2510 0.5-0.6
Hardened Steel 480 - 0.3 80 -130 TT8080, TT9080,TT2510 04-0.5
Stainless Steel - 0.4 90 - 180 TT8080, TT9080 0.6-0.7
Cast Iron 140 - 220 0.5 130 - 230 TT9080, TT8080 0.7-0.8

¢ Reduce Speed by 20% for Face Mills when slotting
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Recommended Cutting Condition

CHASEMILL - 2S-TE90AP, 2S-TFM90AP Using APK(C)T 09 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -7.0 180 - 300 TT7080, TT7800, TT9080,TT2510 0.07-0.18
High Carbon Steel 175 - 225 -7.0 130 - 280 TT7080, TT7800, TT9080,7T2510 0.07-0.18
Alloy Steel 275 - 325 -7.0 120 - 250 TT7080, TT9080, TT8080, TT7800.772510  0.07 - 0.15
Tool Steel - -7.0 80 - 200 TT7080, TT9080, TT8080, TT2510 0.07-0.15
Stainless 300 Series - -4.0 80-170 TT8080, TT8020, TT9080 0.05-0.12
Stainless 400 Series - -4.0 100- 210 TT9080, TT8080,178020 0.05-0.15
High Temp. Super Alloy - -4.0 30-100 TT8080, TT9080 0.05-0.12
Titanium Alloy - -4.0 30-80 TT8080, TT9080 0.05-0.12
Gray Cast Iron 190 - 220 -8.0 150 - 400 TT6800, TT6080 0.07-0.12
Nodular Cast Iron 140 - 200 -8.0 100 - 250 TT6080 0.07-0.10
Aluminum -8.0 350 - 500 K10 0.10-0.30

¢ Reduce Speed by 20% for Face MI||S when slotting

CHASEMILL - APKT 09T3R-HF Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Carbon Steel / Alloy Steel - 375 05-0.7 100 - 180 179080, TT8080 07-1.0
Prehardened Steel / Die and mold Steel 375 - 480 0.3-0.6 100 - 180 TT8080, TT9080 05-0.7
Hardened Steel 480 - 0.3-0.6 80 - 150 TT9080, TT8080 04-0.6
Stainless Steel - 05-0.7 90 - 150 TT8080, TT9080 06-1.0
Cast Iron 140 - 220 0.5-0.8 120 - 220 179080, TT8080 07-1.0

¢ Reduce Speed by 20% for Face Mills when slotting

CHASEFMILL - TEQOAP, TFMO0AP Using APK(C)T 12 and APKT 17 Insert

q Hardness Speed APK(C)T 12 Insert APKT 17 Insert
R (HB) (m/min) Best grades D.0.C (mm)|Feed(mmitooth)|D.0.C (mm)|Feed(mm/tooth)
Low Carbon Steel 85-175 | 180-300 |TT7080,TT7800,TT9080, 772510 | -10.0 |0.10-0.20| -12.0 |0.10-0.25
High Carbon Steel 175-225 | 130-280 |TT7080, TT7800,TT9080, TT2510 | -10.0 |0.10-0.20| -12.0 |0.10-0.25
Alloy Steel 275-325 | 120 - 250 |TT7080,TT9080, TT8080, TT7800,7T2510 - 10.0 |0.10-0.18 -120 ]0.10-0.22
Tool Steel - 80 - 200 |TT7080,TT9080,TT8080, TT2510 | -10.0 |0.10-0.18| -12.0 |0.10-0.22
Stainless 300 Series - 80-170 |TT8080, TT8020, TT9080 -70 ]0.08-0.15 -80 |0.08-0.18
Stainless 400 Series - 100 - 210 {TT9080, TT8080,778020 -70 ]0.08-0.18 -80 |0.08-0.20
High Temp. Super Alloy - 30-100 |TT8080, TT9080 -7.0 0.08 - 0.15 -8.0 0.08-0.18
Titanium Alloy - 30-80 [TT8080, TT9080 -7.0 0.08 -0.15 -8.0 0.08-0.18
Gray Cast Iron 190-220 | 150-400 |TT6800, TT6080 -110 ]010-025| -11.0 [0.10-0.30
Nodular Cast Iron 140-200 | 100-250 [TT6080 -110 ]010-025| -11.0 [0.10-0.25
Aluminum 400 - 600 |K10 -110 ]0.10-040| -11.0 [0.15-0.50

¢ Reduce Speed by 20% for Face M|IIs when slotting
CHASERMILL - APKT 1204R-HF Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)

Carbon Steel / Alloy Steel -375 05-08 100 - 180 TT9080 0.7-1.2

Prehardened Steel / Die and mold Steel 375-480 03-07 100 - 180 179080 05-08

Hardened Steel 480 - 0.3-0.6 80 - 150 TT9080 04-0.6

Stainless Steel - 05-0.7 90 - 150 TT9080 06-1.0

Cast Iron 140 - 220 05-1.0 120 - 220 TT9080 0.7-1.2

¢ Reduce Speed by 20% for Face Mills when slotting
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Recommended Cutting Condition

CHASEALU - TEQOXE and TFM90OXE using XECT 16 Insert

Material Ha{ﬁg?ss (rsrﬁﬁﬁn Best grades Feed (mm/tooth)
Aluminum- Not cureable 60 300 - 5000 K10 0.15-0.35
wrought alloy Cured 100 200 - 2000 K10 0.10-0.25
. <=12%Si | Not cureable 75 200 - 2000 K10 0.15-0.30
g'lgrymum-casr Cured 90 [200-1500 K10 010-0.25
>12% Si | High temperature 130 200 - 1000 K10 0.07-0.15
>1% Pb | Free cutting 110 200 - 800 K10 0.07-0.15
Copper alloys Brass 90 300 - 1000 K10 0.10-0.15
Electrolitic copper 100 300 - 800 K10 0.10-0.15
. Duroplastics, fiber plastics - 100 - 500 K10 0.10-0.15
IED iz LS Hard rubber - 100- 300 K10 010-0.15

CHASEGdaD - Spot Face, Counterbore, Plunging, and Drill - Mill series TSF and TDM using
XOMT 06, SPMG(T) 09, SPMG(T) 11 & SPMG(T) 14 Inserts

. Speed XOMT 06 | SPMG(T)09 | SPMG(T) 1L | SPMG(T) 14
Hardness|
Material B) | {mh Bestgrades e soouen] 00c/on) |Fesomon] 00C(m) ] DOC(] [Fedmbet] 000
Low Carbon Steel §5.- 175 |180 - 300| TT7080, TT7800, TT9080 [0.05-015 45 [007-08 -7.2 009020 -80 [040-0.25 -104
High Carbon Steel 175 - 225[130 - 280 TT7080, TT7800, TT9080 [0.05-0.15 -45 10.07-0.18 -7.2 [0.09-020| -8.0 |0.10-0.25 -10.4
Alloy Steel 275 - 325[120 - 250| TT7080, TT9080, TT8080, TT7800/0.05- 0.15 -4.5 10.07-0.18] -7.2 {0.09-0.20] -8.0 [0.10-0.25 -10.4
Tool Steel ~ [80-200{TT7080, TT9080, TT8080 [0.04-013 -45 [006-05 -7 |0.08017| -80 [0.09-0.20 -104
Stainless 300 Series —[80-170{ TT8080, TT8020, TT9080 [0.03-008 -27 [005-040 -43 |0.06042] -48 [0.08-015 -62
Stainless 400 Series —100- 210{TT9080, TT8080.TT8020 [0.04-015 -27 [0.06-05 -43 008017 -48 [009-020 -62
Gray Cast Iron 190 - 220/150 - 400| TT6800, TT6080 0.05-0.15] -45 [0.06-0.16] -7.2 0.07-0.19] -80 [0.08-0.20 -104
Nodular Cast Iron 1402001100 - 250/ TT6080 004-015 45 1005016 72 1006019] -80 10.07-0.20 -104

* Reduce Feed by 25% for Face Mills 18mm and under at D.O.C > 3.8mm

Cﬂﬂseﬁiiﬁﬁ - TFM90SNS, TQ90SNS-Using SNEX 1204 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Gray Cast lron 190-220 | Under10. 150 - 280 TT6080, K10 0.08-0.20
Nodular Cast Iron 140-200 | Under10. 130 - 250 TT6080, K10 0.08-0.20
Gray / Ductile / Nodular Cast Iron 140 - 200 under 0.5 400 - 800 KB90 0.08-0.15
Alloy Steel 275- 325 (nder 1.0 135 - 200 TT9080 0.08-0.20
Carbon Steel 85- 225 ronder 1.0 150 - 350 TT9080 0.10-0.20

* Recommended cutting conditions are just for reference.
* The recommended cutting conditions always refer to optimum conditions.
If machine rigidity, workpiece clamping, or overall length is not ideal, these cutting conditions should be altered accordingly.

Cﬂﬁseﬁiiﬁﬁ - TFM88/90SN Using SNGX 13 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -96 180 - 300 TT7080, TT7800, TT9080 0.10-0.25
High Carbon Steel 175 - 225 -96 130 - 280 TT7080, TT7800, TT9080 0.10-0.25
Alloy Steel 275 - 325 -9.6 120 - 250 TT7080, TT9080, TT8080, TT7800,  0.10-0.25
Tool Steel - -9.6 80 - 200 TT7080, TT9080, TT8080 0.10-0.20
Stainless 300 Series - -5.8 80-170 TT8080, TT8020, TT9080 0.08-0.13
Stainless 400 Series - -5.8 100 - 210 TT9080, TT8080,TT8020 0.10-0.22
Gray Cast Iron 190 - 220 -9.6 150 - 400 TT6800, TT6080 0.10-0.25
Nodular Cast Iron 140 - 200 -9.6 100 - 250 TT6080 0.10-0.25
Gray / Nodular Cast Iron 140 - 200 -4.6 400 - 800 AS10 0.08 - 0.20

¢ Reduce Speed by 20% for Face Mills when slotting

R




Recommended Cutting Condition

CHGSQGc'iFu‘I - TEM75SN Using SNG(M)X 13 Inserts

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carhon Steel 85-175 -7.2 180 - 300 TT7800, TT9080 0.10-0.23
High Carbon Steel 175 - 225 -7.2 130 - 280 TT7800, TT9080 0.10-0.23
Alloy Steel 275- 325 -7.2 120 - 250 TT9080, TT8080, TT7800 0.10-0.23
Tool Steel - -7.2 80 - 200 TT9080, TT8080,TT2510 0.10-0.20
Stainless 300 Series - -43 80-170 178080, TT9080 0.08-0.13
Stainless 400 Series - -4.3 100 - 210 TT9080, TT8080,7T8020 0.10-0.22
Gray Cast Iron 190 - 220 -7.2 150 - 400 TT6800, TT6080 0.10-0.23
Nodular Cast Iron 140 - 200 -7.2 100 - 250 TT6080 0.10-0.23

¢ Reduce speed by 20% when channel milling e In order of preference, uncoated carbide reduce speed 20%

‘Hﬂset‘ﬂ'iﬁl" - TFM45SN Using SNG(M)X 13 Inserts

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -4.8 180 - 300 TT7080, TT7800, TT9080 0.10-0.25
High Carbon Steel 175- 225 -4.8 130 - 280 TT7080, TT7800, TT9080 0.10-0.25
Alloy Steel 275 - 325 -4.8 120 - 250 TT7080, TT9080, TT8080, TT7800 0.10-0.25
Tool Steel - -4.8 80 - 200 TT7080, TT9080, TT8080 0.10-0.22
Stainless 300 Series - -2.9 80-170 TT8080, TT9080 0.08-0.15
Stainless 400 Series - -2.9 100 - 210 TT9080, TT8080 0.10-0.23
Gray Cast Iron 190 - 220 -4.8 150 - 400 TT6800, TT6080 0.10-0.25
Nodular Cast Iron 140 - 200 -4.8 100 - 250 TT6080 0.10-0.25
Aluminum - -4.8 400 - 600 K10 0.10-0.35

¢ Reduce speed by 20% when channel milling e In order of preference, uncoated carbide reduce speed 20%

‘"552‘7"-"“7‘_’ - TFM45SNS/TFM45SNW/TQ45SNW Using SNMX/SNHX 16 Inserts

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -7.0 180 - 300 TT7080, TT7800, TT9080 0.10-0.30
High Carbon Steel 175-225 -7.0 130 - 280 TT7080, TT7800, TT9080 0.10-0.30
Alloy Steel 275 - 325 -7.0 120 - 250 TT7080, TT9080, TT8080, TT7800 0.10-0.30
Tool Steel - -7.0 80 - 200 TT7080, TT9080, TT8080 0.10-0.25
Stainless 300 Series - -4.2 80-170 TT8080, TT8020, TT9080 0.08-0.18
Stainless 400 Series - -4.2 100 - 210 TT9080, TT8080,7TT8020 0.10-0.26
Gray Cast Iron 190 - 220 -7.0 150 - 400 TT6800, TT6080 0.10-0.30
Nodular Cast Iron 140 - 200 -7.0 100 - 250 TT6080 0.10-0.30

EXT. Flute Mills Overcut Shell Mills Series - TEF, TES Using Inserts SDMT 05, SPMT 09, SPMT
11, SPMT 14, AXM(C)T 06, APK(C)T 09, APKT 12, APKT 17, ANM(H)X 11 & ANM(H)X 16 Inserts

Material HalB5=S wB&m| @0%SS) | Bestorades | —pag 1 pe0C I Des T DE0 T D100
Low Carbon Steel 85-175 | 0.5-DIA/2 | 210-300 | TT7080, TT8020]0.12-0.60[0.15-0.75]0.15-0.85[0.15-1.20[0.15-1.40]0.15-160
Figh Carbon Steel 175225 [ 0.5-DIA2 | 120-210 | TT7080, TT8020(0.12-0.60[0.15-0.75/0.15-0.85(0.15-1.20[0.15-1.40[0.15-1.60
Alloy Steel 275325 [0.5-DIA/2 | 90-180 | TT8020, TT7080(0.10-0.40[0.12-0.55[0.12-0.75(0.12-L.05]0.12-1.24]0.12-1.40
Tool Steel 200-250 | 0.5-DIA2 | 75-140 | TT8020. TT7080(0.10-0.40(0.12-0.55/0.12-0.75(0.12-1.05(0.12-1.24]0.12-L.40
Stainless 300 Series - |05-DIA/2 | 120-180 | TT8020, TT7080|0.10-0.40[0.12-0,55(0.12-0.75]0.12-L105]0.12-1.24]0.12-1.40
Stainless 400 Series — [05-DIA/2 | 120-210 | TT8020, TT7080[0.12-0.60[0.15-0.75(0.15-0.85]0.15-1.20[0.15-1.40[0.15-1.60
High Temp. Super Alloy — [05DIA2| 22-45 | TT8020, TT7080[0.10-0.40[0.12-0,55(0.12-0.750.12-105]0.12-1.24]0.12-1.40
Titanium Alloy -~ |05DIA2| 36-54 | TT8020 0.10-0.40[0.12-0.55/0.12-0.75]0.12-1.05(0.12-1.24]0.12-L40
Gray CastIron 190220 [ 0.5-DIA2 | 120-210 | TT6080 0,60-0.12]0.15-0.75(0.15-0.8510.15-1.20]0.15-1.40[0.15-1.60
Nodular Cast lron 140200 [ 0.5-DIA2 | 120-210 | TT6080 0.12-0.60(0.15-0.75(0.15-0.8510.15-1.20]0.15-1.40[0.15-1.60
Aluminum - [05DIA2| 450+ | K10 0.25-1.00[0.25-1,00[0.25-1.2510.25-1.50[0.25-1.75(0.25-2.00

¢ Feed adjusted to compensate for radial chip thinning
¢ Decrease speed 20% when width of cut (WOC) exceeds DIA/1.3 (3/4 of cutter DIA) or consider using single stage End Mills or
Face Mills - TE9OAP, TFM90AP: Insert APKT1705 in multiple passes to desired depth




Recommended Cutting Condition

cHasgdpianaE - TPM Using PLNGO9 Insert

Material Hardness (HB) Speed (m/min) Best Grades Feed (mm/tooth)
Carbon Steel 85 - 225 130-300 TT9080, TT7800,TT2510 0.05-0.30
Alloy Steel 275 - 375 120-250 TT9080, TT8080, TT7800,172510 0.05-0.30
Alloy Steel 375 - 480 60-140 TT9080, TT7800,TT2510 0.05-0.30
Pre-Hardened Steel 250 - 470 50-200 TT9080, TT7800,TT2510 0.05-0.20
Hardened Steel 480 - 50-110 TT9080,TT2510 0.05-0.20
Stainless 300 Series - 80-170 TT8080, TT8020, TT9080 0.05-0.25
Stainless 400 Series - 100-210 TT9080, TT8080,7T8020 0.05-0.23
High Temp. Alloy - 30-100 TT8080, TT9080 0.03-0.20
Inconel - 20-60 TT8080, TT9080 0.03-0.15
Titanium Alloy - 30-80 TT8080, TT9080 0.05-0.30
Cast Iron 140 - 220 150-400 TT9080 0.05-0.40

HASEPFEED - TEBL and TFMBL Using BLMP 06 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Carbon Steel 85- 225 03-1.0 130 - 300 TT9080, TT7800, TT2510 05-30
Alloy Steel 275 - 375 03-08 120 - 250 TT9080, TT8080, TT7800, TT2510 04-25
Alloy Steel 375 - 480 03-08 60 - 140 TT9080, TT7800, TT2510 03-20
Pre-Hardened Steel 250 - 470 0.3-0.8 50 - 200 TT9080, TT7800, TT2510 03-15
Hardened Steel 480 - 03-08 50 - 110 TT9080, TT2510 03-1.2
Stainless 300 Series - 03-08 80-170 178080, TT8020, TT9080 03-15
Stainless 400 Series - 03-08 100 - 210 TT9080, TT8080, TT8020 04-20
High Temp. Alloy - 0.3-0.7 30-100 178080, TT9080 03-12
Inconel - 03-07 20 - 60 TT8080, TT9080 03-10
Titanium Alloy - 03-07 30-80 TT8080, TT9080 03-12
Cast Iron 140 - 220 03-1.0 150 - 400 TT9080 05-20

GHASEPFEED - TEBL and TEMBL Using BLMP 09 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Carbon Steel 85-225 0.3-15 130-300 TT9080, TT7800,TT2510 0.5-4.0
Alloy Steel 275 - 375 0.3-1.3 120-250 TT9080, TT8080, TT7800,172510 0.4-3.0
Alloy Steel 375 - 480 0313 60-140 TT9080, TT7800,TT2510 0.3-25
Pre-Hardened Steel 250 -470 0312 50-200 TT9080, TT7800,TT2510 03-25
Hardened Steel 480 - 0312 50-110 TT9080,7T2510 0.3-2.0
Stainless 300 Series - 0.3-1.3 80-170 TT8080, TT8020, TT9080 0.3-2.0
Stainless 400 Series - 0312 100-210 TT9080, TT8080, TT8020 04-25
High Temp. Alloy - 0312 30-100 TT8080, TT9080 03-15
Inconel - 0312 20-60 TT8080, TT9080 03-15
Titanium Alloy - 0.3-1.2 30-80 TT8080, TT9080 03-1.6
Cast Iron 140 - 220 0.3-15 150-400 TT9080 03-3.0

crasgPFEED - TEBL and TFMBL Using BLMP 12 Insert

q Hardness Speed RBEX 50 BLMP 12
A (HB) (mr;min) Best grades D.0.C (mm)|Feed(mmitooth)|D.0.C (mm)|Feed(mm/tooth)
Carbon Steel 85-225 | 130 - 300 |TT9080, TT7080, TT7800,T72510 | 0.3-3.0 05-45 | 03-2.0 05-45
Alloy Steel 275 - 375 | 120 - 250 |TT9080, TT7080, TT8080, TT7800,7T2510 | 0.3-2.4 | 05-4.0 | 0.3-1.6 05-40
Alloy Steel 375-480 | 60-140 |TT9080, TT6080,TT2510 03-24 05-35 03-16 05-35
Pre-Hardened Steel 250 - 470 | 50-200 |TT9080, TT7080, TT8080, TT7800,772510 | 0.3 - 2.0 0.3-3.0 | 03-1.6 0.3-3.0
Hardened Steel 480 - 50 - 110 |TT9080, TT6080,TT2510 0.3-2.0 03-25 | 03-16 03-25
Stainless Steel - 80-210 |TT8080, TT8020, TT080 0.3-2.0 05-35 | 03-16 05-35
High Temp. Super Alloy - 30-100 |TT8080, TT9080 03-15 03-2.0 03-1.2 03-2.0
Titanium Alloy - 30-80 |TT8080, TT9080 03-15 03-2.0 | 03-1.2 0.3-2.0
Cast Iron 140 - 220 | 150 - 400 | TT6800, TT6080 0.3-3.0 05-35 | 03-2.0 05-35

I




Recommended Cutting Condition

cHASEPFEED - XDMX 08 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Carbon Steel 85- 225 03-1.0 130 - 300 TT9080, TT7080, TT7800 05-3.0
Alloy Steel 275-375 0.3-0.8 120 - 250 TT9080, TT7080, TT8080, TT7800 04-25
Alloy Steel 375 - 480 0.3-0.8 60 - 140 TT9080, TT6080 03-2.0
Pre-Hardened Steel 250 - 470 0.3-0.8 50 - 200 TT9080, TT7080, TT8080, TT7800 03-15
Hardened Steel 480 - 0.3-0.8 50 - 110 TT9080, TT6080 03-1.2
Stainless Steel - 0.3-0.8 80-210 TT8080, TT8020, TT9080 0.3-2.0
High Temp. Super Alloy 0.3-0.6 30-100 TT8080, TT9080 03-1.0
Titanium Alloy - 0.3-0.6 30-80 TT8080, TT9080 03-1.2
Cast Iron 140 - 220 03-1.0 150 - 400 TT6800, TT6080 05-2.0
HASEPFEED - XDMIX 13 Insert
Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Carbon Steel 85- 225 0.3-2.0 130 - 300 TT9080, TT7080, TT7800 05-45
Alloy Steel 275 - 375 0.3-16 120 - 250 TT9080, TT7080, TT8080, TT7800 05-4.0
Alloy Steel 375 - 480 0.3-16 60 - 140 TT9080, TT6080 05-35
Pre-Hardened Steel 250 - 470 03-16 50 - 200 TT9080, TT7080, TT8080, TT7800 0.3-3.0
Hardened Steel 480 - 03-16 50 - 110 TT9080, TT6080 0.3-25
Stainless Steel - 0.3-16 80-210 TT8080, TT8020, TT9080 05-35
High Temp. Super Alloy 03-14 30-100 TT8080, TT9080 03-20
Titanium Alloy - 03-14 30-80 TT8080, TT9080 0.3-2.0
Cast Iron 140 - 220 0.3-2.0 150 - 400 TT6800, TT6080 05-35
GHasED oL - RNMU 10
Feed (mm/tooth)
Material HARSSS| eed | Best grades RNMU RNMU 10045-M
1004-ML | ax, ap(tmm) | Max. ap(2mm) | Max. ap(3mm) | Max. ap(4mm) | Max. ap(5mm)
Low Carbon Steel 85-175 |180-300] TT7800, TT9080,T72510 [0.07 -0.55|0.07 - 0.50|0.07 - 0.40|0.07 - 0.30/0.07 - 0.25]0.07 - 0.20
High Carbon Steel 175-225]130-280| TT7800, TT9080,7T2510 |0.06-0.500.07 - 0.45]0.07 - 0.35/0.07 - 0.30|0.07 - 0.25|0.07 - 0.20
Alloy Steel 275 - 375 | 120 - 250 | TT9080, TT8080, TT8020, TT7800,7T2510 | 0.05 - 0.45 |0.07 - 0.45|0.07 - 0.35]0.07 - 0.30| 0.07 - 0.25|0.07 - 0.20
Alloy Steel 375-480 | 60 - 140 | TT9080, TT8080,T72510 |0.05-0.40/0.07 - 0.45|0.07 - 0.40|0.07 - 0.30|0.07 - 0.25]0.07 - 0.20
Tool Steel 250-470 | 50 - 200 | TT9080, TT7800, TT8080,7T2510/ 0.05 - 0.35 |0.07 - 0.40|0.07 - 0.35]0.07 - 0.30 | 0.07 - 0.25| 0.07 - 0.20
Tool Steel 480- | 50-110 | TT9080, TT7800, TT8080,7T25100.05 - 0.30|0.07 - 0.35]0.07 - 0.35|0.07 - 0.30|0.07 - 0.25|0.07 - 0.20
Stainless 300 Series - 80-170 | TT8080, TT8020, TT9080 |0.07 - 0.45|0.07 - 0.50|0.07 - 0.40|0.07 - 0.30|0.07 - 0.25|0.07 - 0.20
Stainless 400 Series 100-210| TT9080, TT8080,T78020 |0.07 - 0.45]0.07 - 0.50|0.07 - 0.40|0.07 - 0.30|0.07 - 0.25|0.07 - 0.20
High Temp. Super Alloy 30-100 | TT8080, TT8020, TT9080 | 0.05 - 0.35]0.07 - 0.30/0.07 - 0.30/0.07 - 0.300.07 - 0.25|0.07 - 0.20
Inconel 20-60 | TT8080, TT8020, TT9080 |0.05-0.30]|0.07-0.30]0.07 -0.30{0.07 - 0.30{0.07 - 0.25|0.07 - 0.20
Titanium Alloy - 30-80 | TT8080, TT8020, TT9080 | 0.05 - 0.40 |0.07 - 0.40|0.07 - 0.35|0.07 - 0.300.07 - 0.25|0.07 - 0.20
Cast Iron 140- 220 |150 - 400| TT9080, TT7800 0.12-0.50]0.07-0.50]0.07 -0.40{0.07 - 0.30{0.07 - 0.25|0.07 - 0.20
GasED rioio - RNMU 12
Feed (mm/tooth)
Material Ha(rgrBu)ess (rsn‘}emeir(mj) Best grades RNMU RNMU 12055-M
1205-ML | ax, ap(2mm) | Max. ap(3mm) [ Max. ap(4mm) | Max. ap(5mm) [ Max. ap(6mm)
Low Carbon Steel 85-175 |180-300| TT7800, TT9080,TT2510 |0.13-0.60{0.13-0.60|0.13-0.55|0.13-0.50/0.13-0.40/0.13-0.25
High Carbon Steel 175-225]130-280| TT7800, TT9080,172510 |0.13-0.55|0.13-0.55|0.13-0.50|0.13-0.45/0.13-0.30/0.13-0.25
Alloy Steel 275 - 375|120 - 250 | TT9080,778080,778020, 777800172510 |0.13-0.50]0.13-0.50]0.13-0.45]0.13-0.350.13-0.30{0.13-0.25
Alloy Steel 375-480 | 60-140 | TT9080, TT8080,TT2510 |0.13-0.40/0.13-0.40]/0.13-0.40{0.13-0.35/0.13-0.30{0.13-0.25
Tool Steel 250-470 | 50 - 200 | TT9080, TT7800, TT8080,772510{0.10 - 0.35[0.10-0.35/0.10-0.35]0.10-0.30/0.10-0.30]0.10- 0.25
Tool Steel 480- | 50- 110 | TT9080, TT7800, TT8080,7T2510/0.10- 0.3010.10-0.30]0.10-0.30/0.10-0.25|0.10-0.25|0.10- 0.25
Stainless 300 Series - 80-170 | TT8080, TT8020, TT9080 |0.13-0.50/0.13-0.50]0.13-0.50|0.13-0.40/0.13-0.30|0.13-0.25
Stainless 400 Series 100- 210 TT9080, TT8080, TT8020|0.13-0.50|0.13-0.50|0.13-0.50/0.13-0.40|0.13-0.30|0.13- 0.25
High Temp. Super Alloy 30-100 | TT8080, TT8020, TT9080 |0.10-0.35/0.10-0.35/0.10-0.30|0.10-0.30/0.10-0.25]|0.10- 0.25
Inconel 20-60 | TT8080, TT8020, TT9080 |0.10-0.30{0.10-0.30/0.10-0.30|0.10-0.30{0.10-0.25/0.10-0.25
Titanium Alloy - 30-80 | TT8080, TT8020, TT9080 |0.10-0.40/0.10-0.40|0.10-0.40/0.10-0.35/0.10-0.30|0.10- 0.25
Cast Iron 140- 220 |150 - 400| TT9080, TT 7800 0.13-0.50{0.13-0.50/0.13-0.50/0.13-0.45]0.13-0.35/0.13-0.25
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Recommended Cutting Condition

Cﬂﬂsei'it‘li.ﬁ -RNMU 16

Feed (mm/tooth)
Material Ha‘('ﬂgg’ss (fneﬁﬁg) Best grades RNMU RNMU 16065-M

1606-ML | Max.ap(2mm) | Max.ap(mm) | Max.ap(mm) | Max.ap(8mm)

Low Carbon Steel 85-175 | 180-300 | TT7800, TT9080,772510 | 0.10-0.80 | 0.10-0.80 | 0.10-0.60 | 0.10-0.40 | 0.10-0.35
High Carbon Steel 175-225|130-280 | TT7800, TT9080,772510 | 0.10-0.70 | 0.10-0.70 | 0.10-0.60 | 0.10-040 | 0.10-0.35
Alloy Steel 275- 375 | 120 - 250 | TT9080, TT8080, 778020, TT7800,1T2510| 0.10-0.70 | 0.10-0.70 | 0.10-0.60 | 0.10-045 | 0.10-0.35
Alloy Steel 375-480| 60-140 | TT9080, TT8080,7T2510 | 0.10-0.60 | 0.10-0.60 | 0.10-050 | 0.10-0.40 | 0.10-0.35
Tool Steel 250-470 | 50-200 | TT9080,TT7800, TT8080,TT2510 | 0.10-0.50 | 0.10-0.60 | 0.10-0.50 | 0.10-040 | 0.10-0.35
Tool Steel 480- | 50-110 |TT9080,TT7800,TT8080,TT2510 | 0.10-0.45 | 0.10-0.60 | 0.10-050 | 0.10-0.40 | 0.10-0.35
Stainless 300 Series - 80-170 | TT8080, TT8020, TT9080 | 0.10-0.70 | 0.10-0.70 | 0.10-0.60 | 0.10-0.40 | 0.10-0.35
Stainless 400 Series 100-210 | TT9080, TT8080,778020 | 0.10-0.70 | 0.10-0.70 | 0.10-0.60 | 0.10-0.40 | 0.10-0.35
High Temp. Super Alloy 30-100 | TT8080, TT8020, TT9080 | 0.10-050 | 0.10-0.50 | 0.10-045 | 0.10-0.40 | 0.10-0.35
Inconel - 20-60 |TT8080,TT8020, TT9080 | 0.10-0.40 | 0.10-050 | 0.10-0.45 | 0.10-0.40 | 0.10-0.35
Titanium Alloy - 30-80 |TT8080,TT8020, TT9080 | 0.10-0.60 | 0.10-0.70 | 0.10-0.60 | 0.10-0.40 | 0.10-0.35
Cast Iron 140- 220 | 150 - 400 | TT9080, TT7800 0.10-0.80 | 0.10-0.80 | 0.10-0.60 | 0.10-0.40 | 0.10-0.35

Feed (mm/tooth)
Material Haltasss) Sheed | Bestgrades D05 | D07 | D8 | D10 | DL2 | D16 | D20

IMax. ap(2.5mm) [Max. ap(3.5mm) | Max. ap(4mm) | Max. ap(5mm) | Max. ap(6mm) | Max. ap(8mm) | Max. ap(LOmm)
Low Carbon Steel 85 - 175[180 - 300 TT7080, TT7800, TT9080,1T2510 |0.08 - 0.25/0.09 - 0.26]0.10 - 0.30{0.12 - 0.44/0.13 - 0.60/0.16 - 0.65]0.20 - 0.70
High Carbon Steel 175 - 225[130 - 280 TT7080, TT7800, TT9080,T72510 0.08 - 0.250.09 - 0.26/0.10 - 0.30{0.12 - 0.40]0.13 - 0.55/0.16 - 0.60{0.20 - 0.65
Alloy Steel 275 - 375|120 - 250} TT9080, TT7080, TT8080, TT7800,172510 | 0.07 - 0.23]0.09 - 0.23]0.10 - 0.25{0.12 - 0.34{0.13 - 0.50{0.15 - 0.55|0.15 - 0.55
Alloy Steel 375 - 480| 60 - 140 | TT9080, TT6080,7T2510 |0.07 - 0.20{0.09 - 0.30{0.10 - 0.40{0.12 - 0.35(0.13 - 0.40{0.15 - 0.41]0.15- 0.41
Tool Steel 250 - 470| 50 - 200 | TT9080, TT7080, TT8080, TT7800772510 | 0.07 - 0.2010.09 - 0.30{0.10 - 0.40/0.10 - 0.32/0.10 - 0.35]0.10 - 0.40]0.10 - 0.40
Tool Steel 480- |50-110 | TT9080, TT6080,TT2510 0.05-0.15/0.09 - 0.20/0.10 - 0.35/0.10 - 0.25]0.10 - 0.30{0.10 - 0.30{0.10 - 0.30
Stainless 300 Series - 80- 170 | TT8080, TT8020, TT9080 |0.07 - 0.25/0.09 - 0.30{0.10 - 0.40{0.12 - 0.45/0.13 - 0.50{0.15 - 0.55/0.15 - 0.55
Stainless 400 Series - |100- 210| TT9080, TT8080,7T8020 |0.07 - 0.35/0.09 - 0.30]0.10- 0.400.12 - 0.45/0.13 - 0.500.15 - 0.55/0.15 - 0.55
High Temp. Super Alloy - 30-100 | TT8080, TT9080 0.05-0.17{0.09 - 0.25/0.10 - 0.35/0.10 - 0.30/0.10 - 0.35]0.10 - 0.40]0.10 - 0.40
Titanium Alloy - 30-80 | TT8080, TT9080 0.05-0.25/0.09 - 0.32|0.10 - 0.38]0.10 - 0.35]0.10 - 0.40]0.10 - 0.65/0.10 - 0.65
Cast Iron 140 - 220[150 - 400| TT6800, TT6080 0.08 - 0.30{0.09 - 0.40{0.10 - 0.50{0.12 - 0.44|0.13 - 0.50{0.15 - 0.65[0.15 - 0.65
Aluminum - 1400 - 1500 K10 - - - 0.20-0.60/0.20 - 0.60/0.20 - 0.60/0.20 - 0.60

CHASESPEED - TFMRN & TERP using RPGX, RNGX Inserts

Material D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Inconel 1.0- 800 - 1000 AS20 0.1-0.15
Ductile Cast Iron 1.0-4.0 600 - 800 0.1-0.3

HEXGDFiLi . TEM55AHNS Using HNM(C)X 05, HNCX-W Inserts

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Gray Cast Iron 190 - 220 -4.0 180 - 350 TT6080, TT6800 0.10-0.25
Nodular Cast Iron 140 - 190 -4.0 150 - 280 TT6080, TT6800 0.10-0.25
Nodular Cast Iron 190 - 280 -4.0 130 - 250 TT6080, TT6800 0.10-0.22
Low Carbon Steel 85-175 -35 150 - 300 TT9080, TT8080 0.10-0.20
High Carbon Steel 175 - 225 -35 130 - 230 TT9080, TT8080 0.10-0.20
Alloy Steel 275 - 325 -35 120 - 200 179080, TT8080 0.10-0.20
Stainless 400 Series - -35 100 - 180 179080, TT8080 0.08-0.15
Gray / Nodular Cast Iron 140 - 200 -2.0 400 - 800 AS10 0.08-0.15

¢ Reduce speed by 20% when channel milling e In order of preference, uncoated carbide reduce speed 20%
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Recommended Cutting Condition

HEXED¥iii - TEMASHN, TEMASHNS, TQ45HN Using HNHX 10 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Gray Cast Iron 190 - 220 -6.0 150 - 350 TT6080, TT6800 0.15- 0.40
Nodular Cast Iron 140 - 190 -6.0 130 - 280 TT6080, TT6800 0.15-0.40
Nodular Cast Iron 190 - 280 -6.0 130 - 250 TT6080, TT6800 0.15-0.33
Low Carbon Steel 85-175 -4.5 150 - 300 TT9080, TT7800 0.15-0.30
High Carbon Steel 175 - 225 -4.5 130- 230 TT9080, TT7800 0.15-0.30
Alloy Steel 275 - 325 -4.5 120 - 200 TT9080, TT7800 0.15-0.30
Gray / Nodular Cast Iron 140 - 220 -3.0 400 - 800 AS10 0.12-0.25

¢ Reduce speed by 20% when channel milling

* In order of preference, uncoated carbide reduce speed 20%

HEXQHI'I'-I'- - TFM15HNS Using HNHX 10-M Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Gray Cast Iron 190 - 220 -2.0 150 - 350 TT6080, TT6800 -2.0
Nodular Cast Iron 140- 190 -2.0 130 - 280 TT6080, TT6800 -2.0
Nodular Cast Iron 190 - 280 -2.0 130 - 250 TT6080, TT6800 -15
Low Carbon Steel 85-175 -15 150 - 300 TT9080, TT7800 -1.0
High Carbon Steel 175- 225 -15 130 - 230 TT9080, TT7800 -1.0
Alloy Steel 275-325 -15 120 - 200 TT9080, TT7800 -1.0

* Reduce speed by 20% when channel milling

e In order of preference, uncoated carbide reduce speed 20%

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Gray Cast Iron 190 - 220 -4.5 150 - 380 TT6080, TT6800 0.15-0.45
Nodular Cast Iron 140 - 190 -45 130 - 300 TT6080, TT6800 0.15-0.45
Nodular Cast Iron 190 - 280 -4.5 130 - 270 TT6080, TT6800 0.15-0.40
Low Carbon Steel 85-175 -4.0 150 - 300 TT9080, TT7800 0.15-0.40
High Carbon Steel 175 - 225 -4.0 130 - 250 TT9080, TT7800 0.15 - 0.40
Alloy Steel 275 - 325 -4.0 120 - 200 TT9080, TT7800 0.15-0.35
Gray / Nodular Cast Iron 140 - 220 -3.0 400 - 800 AS10 0.10-0.25

* Reduce speed by 20% when channel milling

e In order of preference, uncoated carbide reduce speed 20%

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Gray Cast Iron 190 - 220 -3.0 150 - 380 TT6080, TT6800 0.10-0.40
Nodular Cast Iron 140 - 190 -3.0 130 - 300 TT6080, TT6800 0.10-0.40
Nodular Cast Iron 190 - 280 -3.0 130 - 270 TT6080, TT6800 0.10-0.35
Low Carbon Steel 85-175 -3.0 150 - 300 TT9080, TT7080 0.10-0.35
High Carbon Steel 175- 225 -3.0 130 - 250 TT9080, TT7080 0.10-0.35
Alloy Steel 275 - 325 -3.0 120 - 200 TT9080, TT7080 0.10-0.30

p——
\ Contents

) TaeguTec P2y,



Recommended Cutting Condition

CHASEGTTO - TFM430FS

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -28 180 - 300 TT7080, TT7800, TT9080 0.10-0.20
High Carbon Steel 175 - 225 -2.8 130 - 280 TT7080, TT7800, TT9080 0.10-0.20
Alloy Steel 275 - 325 -28 120 - 250 TT7080, TT9080, TT8080, TT7800|  0.10 - 0.20
Tool Steel - -28 80 - 200 TT7080, TT9080, TT8080 0.08-0.18
Stainless 300 Series - -1.7 80-170 TT8080, TT8020, TT9080 0.07-0.13
Stainless 400 Series - -17 100 - 210 TT9080, TT8080,778020 0.08-0.20
High Temp. Super Alloy - -1.7 30-100 TT8080, TT9080 0.07-0.13
Titanium Alloy - -17 30-80 178080, TT9080 0.07-0.13
Gray Cast Iron 190 - 220 -28 150 - 400 TT6800, TT6080 0.10-0.20
Nodular Cast Iron 140 - 200 -28 100 - 250 TT6080 0.10-0.20
Aluminum - -2.8 500 - K10 0.10-1.00

¢ Reduce speed by 20% when channel milling e In order of preference, uncoated carbide reduce speed 20%

CHASEUCTU - TFM43ZOFW

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -4.0 180 - 300 TT7080, TT7800, TT9080 0.12-0.30
High Carbon Steel 175 - 225 -4.0 130 - 280 TT7080, TT7800, TT9080 0.12-0.30
Alloy Steel 275 - 325 -4.0 120 - 250 TT7080, TT9080, TT8080, TT7800 0.12-0.30
Tool Steel - -4.0 80 - 200 TT7080, TT9080, TT8080 0.10-0.25
Stainless 300 Series - -24 80-170 178080, TT8020, TT9080 0.08-0.15
Stainless 400 Series - -24 100 - 210 TT9080, TT8080,TT8020 0.10-0.26
High Temp. Super Alloy - -24 30-100 TT8080, TT9080 0.08-0.15
Titanium Alloy - -24 30-80 TT8080, TT9080 0.08-0.15
Gray Cast Iron 190 - 220 -4.0 150 - 400 TT6800, TT6080 0.10-0.22
Nodular Cast Iron 140 - 200 -4.0 100 - 250 TT6080 0.10-0.22
Aluminum - -4.0 500 - K10 0.10 - 1.00

¢ Reduce speed by 20% when channel milling e In order of preference, uncoated carbide reduce speed 20%

LIONMILL - LM60SC Using SCKN 21 Insert

Material Hardness (HB) D.0O.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -10.0 120 - 250 TT7800, TT7080 0.20- 0.60
High Carbon Steel 175-225 -10.0 100 - 200 TT7800, TT7080 0.20- 0.60
Alloy Steel 275 - 325 -10.0 80 - 160 TT7800, TT7080 0.20- 0.60
Stainless Steel - -6.0 90-170 TT7080 0.15-0.40
Cast Iron 14 -220 -10.0 80 - 180 TT6800, TT7800 0.20 - 0.50

* Reduce speed by 20% when channel milling

LIONFILL - | MB0SC Using SCKN 27 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -14.0 100 - 230 TT7800, TT7080 0.25-0.70
High Carbon Steel 175 - 225 -14.0 90 - 180 TT7800, TT7080 0.25-0.70
Alloy Steel 275- 325 -14.0 70 - 150 TT7800, TT7080 0.25-0.70
Stainless Steel - -9.0 80 - 160 TT7080 0.15-0.45
Cast Iron 14-220 --14.0 70-170 TT6800, TT7800 0.25-0.60

¢ Reduce speed by 20% when channel milling
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Recommended Cutting Condition

LION#ILL - LMOOSE cutter Using SEKX 21 insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -14.0 100 - 230 TT7800 0.20 - 0.60
High Carbon Steel 175 - 225 -14.0 90-180 TT7800 0.20 - 0.60
Alloyed Steel 275-325 -14.0 70-150 TT7800 0.20-0.60
Cast Iron 14 - 220 -14.0 70-170 TT6080, TT7800 0.20 - 0.50
LIONMILL - LM75SP Using SPKN 12 Insert
Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -75 180 - 300 TT7080 0.10-0.20
High Carbon Steel 175-225 -75 130 - 280 TT7080 0.10-0.20
Alloy Steel 275-325 -715 120 - 250 TT7080 0.10-0.20
Tool Steel - -75 80 - 200 TT7080 0.05-0.15
Stainless 300 Series -4.0 80-170 TT8020 0.10-0.15
Stainless 400 Series -4.0 100 - 210 178020 0.10-0.18
High Temp. Super Alloy -4.0 30 - 100 TT8020 0.10-0.15
Titanium Alloy - -4.0 30-80 178020 0.10-0.15
Gray Cast Iron 190 - 220 -175 150 - 400 TT6080 0.10-0.20
Nodular Cast Iron 140 - 200 -75 100 - 250 TT6080 0.10-0.20
¢ Reduce speed by 20% when channel milling
LIONHMILL - LM75SP Using SPKN 15 Insert
Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -10.0 180 - 300 TT7080 0.10-0.20
High Carbon Steel 175-225 -10.0 130 - 280 TT7080 0.10-0.20
Alloy Steel 275-325 -10.0 120 - 250 TT7080 0.10-0.20
Tool Steel - -10.0 80 - 200 TT7080 0.05-0.15
Stainless 300 Series -6.0 80-170 178020 0.10-0.15
Stainless 400 Series -6.0 100 - 210 178020 0.10-0.18
High Temp. Super Alloy -6.0 30-100 TT8020 0.10-0.15
Titanium Alloy - -6.0 30-80 TT8020 0.10-0.15
Cray Cast Iron 190 - 220 -10.0 150 - 400 TT6080 0.10-0.20
Nodular Cast Iron 140 - 200 -10.0 100 - 250 TT6080 0.10-0.20
¢ Reduce speed by 20% when channel milling
LIONFMILL - LM45SD, LM45SE Using SDKN 12, SEKN 12 Inserts
Material Hardness (HB) D.0.C (mm) | Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -5.0 180 - 300 TT7080 0.10-0.23
High Carbon Steel 175 - 225 -5.0 130 - 280 TT7080 0.10-0.23
Alloy Steel 275 - 325 -5.0 120 - 250 TT7080 0.10-0.23
Tool Steel - -5.0 80 - 200 TT7080 0.05-0.17
¢ Reduce speed by 20% when channel milling
—_—




Recommended Cutting Condition

LIONHMILL - LM45SD, LM45SE Using SDKN 15, SEKN 15 Inserts

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -7.0 180 - 300 TT7080 0.10-0.23
High Carbon Steel 175 - 225 -7.0 130 - 280 TT7080 0.10-0.23
Alloy Steel 275 - 325 -7.0 120 - 250 TT7080 0.10-0.23
Tool Steel - -7.0 80 - 200 TT7080 0.05-0.17

* Reduce speed by 20% when channel milling

LIONMILL - LMO0TP Using TPKN 22 Insert

Material Hardness (HB) D.0.C (mm) Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 -145 180 - 300 TT7080 0.10-0.20
High Carbon Steel 175 - 225 -145 130 - 280 TT7080 0.10-0.20
Alloy Steel 275 - 325 -145 120 - 250 TT7080 0.10-0.20
Tool Steel - -145 80 - 200 TT7080 0.05-0.18
Stainless 300 Series - -8.0 80-170 178020 0.10-0.15
Stainless 400 Series - -8.0 100 - 210 178020 0.10-0.18
High Temp. Super Alloy - -8.0 30-100 TT8020 0.10-0.15
Titanium Alloy - -8.0 30-80 178020 0.10-0.15
Gray Cast Iron 190 - 220 -145 150 - 400 TT6080 0.10-0.20
Nodular Cast Iron 140 - 200 -145 100 - 250 TT6080 0.10-0.20

¢ Reduce speed by 20% when channel milling

FINEBALL - NFB & NFR Inserts

" Hardness | MaxAxial | Speed Feed (mm/tooth)

e (HB) |D.OC(mm)| (mimin) | BES19"9ES T pe T T h1o | pas | D20 | D25 pao@2)
High Carbon Steel/Alloy steel | 180-280 | <0.03D | 180-270 |TT5515TT525TT2510[ 0.15 | 0.20 | 0.20 | 0.25 | 0.25 | 0.30 | 0.35
Prehardened Steel 400-480 | <0.03D | 150-250 |TTS515T15525,112510] 0.15 | 0.15 | 0.20 | 0.20 | 0.25 | 0.25 | 0.30
High Hardened Steel 480-830 | <0.02D | 100-230 |TT9515TT5525,112510] 0.08 | 0.08 | 0.10 | 0.125 | 0.15 | 0.20 | 0.25
Stainless steel 135-200 | <0.035D | 100-250 |TT5515175625172510) 0.10 | 0.15 | 0.20 | 0.20 | 0.25 | 0.25 | 0.30
High Temp. Super Alloy - <0.03D | 30-100 |TT5515TT562511250] 0.08 | 0.08 | 0.10 | 0.12 | 0.15 | 0.18 | 0.20
Titanium Alloy - <0.03D 30-80  |TT9515,TT5525,112510] 0.08 | 0.08 | 0.10 | 0.12 | 0.15 | 0.18 | 0.20
Cast Iron 140-220 | <0.05D | 150-400 |1rs515T75525712500] 0.20 | 0.20 | 0.25 | 0.30 | 0.30 | 0.35 | 0.40
Aluminum, Copper Alloy - <0.05D | 200-500 |TT5515T79625172510] 0.25 | 0.25 | 0.35 | 0.35 | 0.35 | 0.40 | 0.45

¢ Recommended cutting conditions are just for reference in general machining.
o For carbide shank the feed rate & D.O.C. can be increased 20 - 30% compared to steel shank.

DUETBALL - 2F Using 2FB Insert

Material Hardness (HB) | Speed (m/min) Best grades Deep Shotl derin;egﬁﬂ(ﬂ:i?gh) Ful Slotting
Low Carbon Steel 85- 175 200 - 350 TT9080, TT7800,T72510 | 0.15-0.6 0.2-09 0.1-05
High Carbon Steel 175 - 225 180 - 320 TT9080, TT7800,7T2510 | 0.1-0.5 0.15-0.85 | 0.05-04
Alloy Steel 275 - 325 120 - 250 TT9080, TT7800,7T2510 | 0.1-0.5 0.15-0.8 0.05-0.4
Tool Steel 200 - 250 100 - 200 TT9080, TT7800,T72510 | 0.15-0.5 0.2-0.7 0.1-0.35
Stainless 300 Series - 180 - 280 TT8080, TT8020 0.08-06 | 012-0.75 | 0.05-0.4
Stainless 400 Series - 200 - 300 TT8080, TT8020 0.1-0.6 0.15-0.8 0.05-0.35
High Temp. Super Alloy - 20-80 178080, TT8020 0.05-0.4 0.1-0.6 0.08-0.4
Titanium Alloy - 40 - 110 TT9080, TT8080 0.05-0.6 0.1-0.8 0.08 - 0.65
Gray Cast Iron 190 - 220 240 - 380 TT9080, TT7800 0.15-05 0.2-0.9 0.1-0.45
Nodular Cast Iron 140 - 200 180 - 280 TT9080, TT7800 0.1-0.45 0.2-0.8 0.1-0.35
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Recommended Cutting Condition

TRIOBALL - 3F Using 3FB...P-M, 3FB...C-M Inserts

Material Hardness (HB) | Speed (m/min) Best grades Deep Shoulderi gFe;ﬁ é&?ﬂ:ﬁgh Full Slotting
Low Carbon Steel 85-175 180 - 300 TT9080, TT7800,72510 0.15-0.45 | 0.20-0.50 | 0.1-0.30
High Carbon Steel 175-225 130 - 280 TT9080, TT7800,T2510 0.10-0.35 | 0.15-0.40 | 0.08-0.20
Alloy Steel 275 - 375 120 - 250 TT9080,778080, TT7800,772510 | 0.10-0.30 | 0.15-0.35 | 0.05-0.25
Alloy Steel 375-480 60 - 140 T79080,T78080, TT7800,772510 | 0.10-0.30 | 0.15-0.35 | 0.05-0.25
Tool Steel 250 - 470 50 - 200 TT9080, TT7800, TT8080,TT2510| 0.08-0.30 | 0.12-0.30 | 0.05-0.25
Tool Steel 480 - 50 - 110 TT9080, TT7800, TT8080,TT2510| 0.08-0.25 | 0.10-0.30 | 0.05-0.25
Stainless Steel - 80-210 TT8080, TT9080, TT7800 | 0.08-0.30 | 0.12-0.45 | 0.05-0.25
High Temp. Super Alloy - 30-100 TT8080, TT9080 0.05-0.20 | 0.10-0.30 | 0.08-0.15
Titanium Alloy - 30-80 TT8080, TT9080 0.05-0.20 | 0.10-0.30 | 0.08-0.25
Cast Iron 140 - 220 150 - 400 TT9080, TT7800 0.10-0.35 | 0.20-0.50 | 0.10-0.30

CHGSQBFM'J- - TDB50X Using 6RBE 50-M Inserts

Material Hardness (HB) | Speed (m/min) Best grades T cuningFeg%(eantlttiﬂgth ETooNg
Low Carbon Steel 85-175 200 - 350 TT9080, TT7800 0.15-05 02-09 0.1-03
High Carbon Steel 175 - 225 180 - 320 TT9080 0.1-0.45 0.15-0.8 | 0.05-0.25
Alloy Steel 275 - 325 120 - 250 TT9080, TT6800 0.1-045 | 0.15-0.65 | 0.05-0.3
Tool Steel 200 - 250 100 - 200 TT9080 0.15- 0.45 02-05 01-04
Stainless 300 Series 180 - 280 TT8020 0.08-0.25 | 0.12-0.35 | 0.05-0.25
Stainless 400 Series 200 - 300 TT8020 0.1-03 0.15-0.45 | 0.05-0.25
High Temp. Super Alloy 20-80 TT8020 0.05-0.2 0.1-0.3 0.08-0.15
Titanium Alloy 40 - 110 TT8020 0.05-0.2 01-03 0.08-0.15
Gray Cast Iron 190-220 240 - 380 TT6080, TT6800 0.15-04 02-05 01-03
Nodular Cast Iron 140-220 180 - 280 TT6080, TT6800 0.1-0.35 02-05 0.1-0.15

Operating Guidelines for TOPSLGT- TSM Using SLOT Insert

Material Hardness (HB) | Speed (m/min) Best grades Feed (mm/tooth)
Low Carbon Steel 85-175 150 - 300 TT9080, TT8080 0.05-0.12
High Carbon Steel 175-225 130 - 280 TT9080, TT8080 0.05-0.12
Alloy Steel 275-325 120 - 250 TT9080, TT8080 0.05-0.12
Tool Steel - 80 - 200 TT9080, TT8080 0.05-0.10
Stainless 300 Series - 80-170 TT8080, TT9080 0.05-0.10
Stainless 400 Series - 100 - 210 TT9080, TT8080 0.05-0.12
High Temp. Alloy - 30- 100 TT8080, TT9080 0.05-0.10
Inconel - 20-60 TT8080, TT9080 0.05-0.10
Titanium Alloy - 30-80 TT8080, TT9080 0.05-0.10
Gray Cast Iron 190 - 220 150 - 400 TT6080 0.10-0.20
Nodular Cast Iron 140 - 200 100 - 250 TT6080 0.10-0.20
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Recommended Cutting Condition

Operating Guidelines for TOPSLUT - TSM Using ZNHT and ZNHU Inserts

) ) Feed (mm/tooth)
Material Hardness (HB) | Speed (m/min) Best grades ZNHT ZNHU
Low Carbon Steel 85-175 180 - 300 TT7080, TT7800, TT9080 0.05-0.15 0.08-0.30
High Carbon Steel 175 - 225 130 - 280 TT7080, TT7800, TT9080 0.05-0.15 0.08-0.30
Alloy Steel 275-325 120 - 250 TT7080, TT9080, TT8080, TT7800 0.05-0.15 0.08 - 0.25
Tool Steel - 80 - 200 TT7080, TT9080, TT8080 0.05-0.12 0.08-0.25
Stainless 300 Series - 80-170 TT8080, TT9080 0.05-0.10 0.07-0.20
Stainless 400 Series - 100 - 210 TT9080, TT8080 0.05-0.12 0.07-0.20
High Temp. Super Alloy - 30-100 TT8080, TT9080 0.05-0.10 0.07-0.15
Titanium Alloy - 30-80 TT8080, TT9080 0.05-0.10 0.07 - 0.15
Gray Cast Iron 190 - 220 150 - 400 TT6080 0.10-0.20 0.12-0.25
Nodular Cast Iron 140 - 200 100 - 250 TT6080 0.10-0.20 0.10-0.20
Aluminum - 500 - K10 0.15-0.35 0.15-0.35
Operating Guidelines for TOPSLOT - TSM Using TS16 Inserts
Material Hardness (HB) Speed (m/min) Best grades Feed (mm/tooth)

Low Carbon Steel 85-175 180-300 TT9080 0.05-0.20

High Carbon Steel 175- 225 150-280 TT9080 0.05-0.20

Alloy Steel 275-325 140-250 TT9080 0.05-0.20

Tool Steel - 100-200 TT9080 0.05-0.15

Stainless 300 Series - 100-170 TT9080 0.05-0.15

Stainless 400 Series - 120-210 TT9080 0.05-0.20

High Temp. Super Alloy - 40-100 TT9080 0.05-0.15

Titanium Alloy - 20-60 TT9080 0.05-0.15

Gray Cast Iron - 40-80 TT9080 0.05-0.15

Nodular Cast Iron 190 - 220 180-400 TT9080 0.10-0.25

Aluminum 140 - 200 120-250 TT9080 0.10-0.30

Operating Guidelines for TSC Slotting Cutters
Material Hardness (HB) Speed (m/min) Best grades

Carbon Steel ~ 0.2%C 150 171-232 TT8020, TT5100

0.45%C 190 120 - 201 TT8020, TT5100

0.83%C 250 90-171 TT8020, TT5100

Alloy Steel up to 200 120-181 TT8020, TT5100

200 - 250 101 - 161 178020, TT5100

275-325 81-131 178020, TT5100

325-375 70-111 TT8020, TT5100

375-425 55 - 96 778020, TT5100

425 - 475 46 -81 TT8020, TT5100

Stainless Steel Ferritic 135-175 171-221 TT8020, TT5100

175 - 225 131-201 T78020, TT5100

Martensitic 275-325 101-151 TT8020, TT5100

375-425 46 - 70 TT78020, TT5100

Austenitic 135-175 101 - 151 TT8020, TT5100

Cast Iron Carbon up to 150 90 - 161 TT8020, TT5100

150 - 200 76 -131 178020, TT5100

Alloyed 200 - 250 61 - 110 TT8020, TT5100

250 - 300 46 - 81 TT78020, TT5100
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Recommended Cutting Condition

Operating Guidelines for TSC Slotting Cutters

Material Hardness (HB) Speed (m/min) Best grades
Malleable Ferritic 110 - 145 80 - 110 K10
Iron Pearlitic 200 - 250 70 - 96 K10
Cast Iron,
Low Tensile, Grey 180 110 - 140 K10
Cast Iron, High
Tensile, Grey, Alloy 250 70-100 K10
Nodular Ferritic 160 70 - 110 K10
Iron Pearlitic 250 55 - 80 K10
Chilled Cast Iron 400 10- 20 K10
Nickel Base Alloys
Inconel 600 175 - 225 15-37 K10
Hastelloy C
Titanium Alloys
6ALAY 300 - 350 27-55 K10
Wrought Aluminum
2024, 6061, 7075 30-80 380- 777 K10
Cast Aluminum
308, 356,380 50 - 100 305 - 625 K10
PN
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Mounting Reference
Metric Arbor Style

Fig.A

Fig.E
Dimension (mm)
D1 Fig. Arbor
P ba A B E For Mold & Die | For General e < o
32 16 8.4 5.6 20 30 - - E SEM16
32 16 84 5.6 20 30 - 9 135 A SEM16
40 16 8.4 5.6 20 38 - 9 135 A SEM16
40 16 84 5.6 20 38 - 9 135 A SEM22
50 22 104 6.3 22 47 - 11 17 - A SEM22
63 22 10.4 6.3 22 47 - 11 17 - A SEM22
80 27 12.4 7 28 58 70 13 22 - A SEM27
100 32 14.4 8 26 66 85 18 26 - A SEM32
100 32 144 8 26 66 85 - 46 B SEM32
125 40 16.4 9 32 85 - - 56 - B SEM40
160 40 16.4 9 32 110 - - 90 66.7 C FM40
200 60 25.7 14 40 130 - - 132 101.6 C FM60
250 60 25.7 14 40 160 - - 150 101.6 C FM60
315 60 25.7 14 40 220 - - 220 - D -
® For Face Mill arbors, please refer to TaeguTec tooling system(part G)
Mounting Bolt SH Type
L Dimension (mm) Cutter
) Designation D L L T £ She
L SH M8X1.25X30(-C) | 13 | 38 8 8 6 40
— SH M10X1.5X30(-C) | 16 | 40 | 10 | 10 | 8 50,63

SH M12X1.75X35(-C) | 18 | 47 12 12 10 | 80

SH M16X2X35(-C) 24 51 16 16 14 | 100

LH Type

Dimension (mm) Cutter
D L i T E Size

Designation

LH M10X1.5X25(-C) 16 [ 315] 65 | 10 8 |50, 63

LH M12X1.75X30(-C) | 18 | 369 | 69 | 12 10 80

LH M16X2X35(-C) 24 | 45 16 16 14 | 100

¢ "-C": Bolt with hole for internal coolant
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Mounting Reference
Inch Arbor Style

Dimension (mm) .
D Da A B E D1 a a2 & Fig Arbor
32 16 8.4 5.6 20 30 - - E SEM16
32 16 84 5.6 20 30 9 135 A SEM16
40 16 84 5.6 20 38 9 13.5 A SEM16
40 22 104 6.3 22 38 11 17 A SEM22
50 22 104 6.3 22 47 1 17 A SEM22
63 22 104 6.3 22 47 13 17 A SEM22
80 25.4 9.526 6 26 70 18 22 A FMA25.4
100 3175 12.7 8 32 80 - 26 A FMA31.75
100 3175 12.7 8 32 80 - 46 B FMA31.75
125 38.1 15.875 10 38 80 - 56 - B FMA38.1
160 50.8 19.05 11 38 100 - 72 101.6 B FMA50.8
200 47.625 25.4 14 38 130 - 132 101.6 [ FMA47.625
250 47.625 254 14 38 160 - 150 - C FMA47.625
315 47.625 254 14 38 220 - 224 D -
¢ For Face Mill arbors, please refer to TaeguTec tooling system(part G)
Mounting Bolt SH Type
L Dimension (mm) Cutter
L Designation b L 18 T £ | Size
RN SHMB8X1.25X30(-C) | 13 | 38 | 8 8 6 | 40
SH M10X1.5X30(-C) 16 40 10 10 8 50,63
Tl I E— SH M12X1.75X35(-C) | 18 | 47 | 12 | 12 | 10 | 80

SH M16X2X35(-C) 24 51 16 16 14 | 100

LH Type

Designation

Dimension (mm) Cutter
D | L || T | E |Se
LH M10X1.5X25(-C) 16 | 315| 65 | 10 8 50,63
LH M12X1.75X30(-C) | 18 | 36.9 | 6.9 12 10 80
LH M16X2X35(-C) 24 45 16 16 14 100

¢ "-C": Bolt with hole for internal coolant
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