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Milling Cutter - Content structure

- Products are listed by application.
- Please refer the table of contents and the icons.

How to use the page
Method @

Select the application (@) and the approach angle (@) at the left
end of each page and choose a designation you need (@) in the

dimension table (@). Applicable inserts are shown in (@).

Method @

Select the tool series name on HO08 — HO09 and check

the details on the product page.
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Dosignation
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A-Across section
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Method @

Select the tool series or the tool specification on
HO10 - HO19 and see the details on each page.

Application Overview EaiHigh-Feed Milling - Quick Guide
Face milling, High feed milling i iozemees » TuncFFEso| DOPEED | oo TEALL | cormoauss | MLLQEEED
General face milling Aluminium machining i, / b | - o —_— "
COTMILL  wiors TUNGSMILL oo ;‘H /g “;} ¥ /u @& b |
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Icon
Approach angle Application .'4 Chamfering
1020 10° ~ 20° E Thin workpiece [ ! Deep shoulder milling @ Shoulder milling
: L]
454 45° = Rampin Face millin Internal threading
] ping ¢
Ao I . N
70/ 70 :3 Long overhang External threading Profiling
/|
. Z
85’ 85° El: Axial plunging | Back facing '% Edging / Contouring
v1
88°| 88° Hole enlargin Peck milling Interrupted surface
=d ging L]
[
90| 90° m Slot milling E Hollow workpiece % Cutting off
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2ALLRNOSE
EBRM... I INSERT
AT nooe e o s ronaning, shank type, with screw clamp system ZRBM...

r, Steel *
Designation | Apmx [N CICT DcoNMs LS LF LM LB BHTA wv.mlnm.e Insert ] B stokicss | |7
eswerzosi0 M 11s 8 2 20 70 10 e o5 3 05 win [|zmswieo [ Do
eomerzos20 Ml s 18 2 20 10 0 e o5 3 o Zraico I oo
3 eommcorzsszzo W s w0 2 oz w0 s e 5 oes " | zraveco. BB Hecamaors | I+ Second chece
o] eomvesrazszno wr [ 2 @  ms s s ) u.asﬁ] win | zRewzs0.. ] Goared
A covmesrooso0 P 7 oz 2 @ w0 a0 0 w4 tsos | win | zreweso
3 Designation nzg LE| S
SPARE PARTS %
T Vinen ZREMTG0 N i le e a7
6 EBRMIG... T250641 T ZRBMZ00-MM 70 [e 749 | 48
carvzo TsoesHG D ZREMZS0- M 75 ]e RS
eBrzs.. TessoRsiHG T80 o e
- To2s0841-1., S giecopepactagy

SALLRNOSE @ 150
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Ball nose endmill for semi-roughing, modular type, with screw clamp system (TungFlex)
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mm STANDARD CUTTING CONDITIONS

. Selestion
Workpiece matorists Mardnoss  Selectio
T
st e Fstenoee
e
e e
e e Fretchoe
oo
Prteercdstess -G Frstohacs

Austeniic tainless steal
SUS304, SUSG16, ofc - 20008 First choice
XSCINI18-9, XSCIMo17-12-3, etc.
Martensitc stainless steel
El

- 200H8 Frstcnoics
aocr, .
Gy ot rons
5D, et 160-250HB  Firstchaice
SEcet:
Dutie castfon
REDRTD st 1s0-25008  Frstonace
005, e
Thanium i
CTiacks sk First choice
Heat rsitance aloys
e st choice
Hardened stes
Koer 40-50HRC  Fistohoie
XeOCHaVS et
ardened seol
o1 0-GHRC  Firstchoice

e
X153CiMoV12, etc.

‘The above cutting parameters are for reference. Adjustments may be required depending on applications, machine powers and rigidity, and/or
workpiecs fixture/dlamping meinods.

Recommended  Chip-  Cutting speed Feed per tooth,
breaker Vo (m/min)  fz (mm/t)

APHTI0 MM 150-350 008-06
APHTZ0 MM 120-320 005-05

2
APHT30 MM 100-200 o0s-05 |3

2
APHT30 MM 100-280 oos-06 2

=
APHT30 MM 100-300 005-06
APH730 M 120-380 008-06
APHT30 My 100- 260 008-06
APHT30 MM 20-80 005-06
APHTI0 M 20-60 005-04
APHTI0 M 40-80 005-02
APHTI0 MM 30-60 004-014

@ [Relevence pages: Inserts, Standard cutting conditions — H205 ]

H204 www.tungaloy.com

Tungaloy H205

: Application

: Approach angle

: Tool series name

: Dimension table

: Mill designation

: Dimension drawing (conforming to ISO13399)
: Spare parts

s Insert

: Standard cutting conditions

: Reference page

OPOROOODdQ

When ordering
- Please specify the designation and quantity for mills.
e.g. TPW13R080M25.4-06 ... 1 (one mill per package)
- Please specify the designation, grade, and quantity for inserts.
e.g. SWMT1304PDPR-MJ AH120 ... 10 (10 inserts per package)
*You will find a note if the number per package is not 10.

Machining accuracy

Workpiece material

E Finishing

. Steel

@ Medium cutting

M Stainless

@ Roughing

@ Coolant hole

Milling cutter

Tungaloy H003




Designation system

TAC Mills [New products]

[ H | Hybrid TAC Mill Series]
—1
Bore type Symbol‘ Type
[E] ymbol|  Relief angle T~: General type
== (o] 7° - JIS
LS P 11° E ISO
Shank type D 15° A ANSI Symbol Type
E 20° 2 il W | Wedge clamp
i Type F 25° smba]  Hand Symbal Unit = |Cylindrical L |Long shank
T | Bore type N 0 R |Right M mm W |Weldon LE |Long edge
E | Shank type Special i Combination CS | Carbide shank

© Relief angle & Additional feature

TAW13R 080 M 25.4 - 06 --
EVHO7RO012M12.0-02 L

@ Angle, Category @ Cuiting edge length @ Effective cutter diameter {®Number of inserts

Symbol | Cutting edge angle Symbol Size (£) Symbol Size
P 90° ~ 80° M: Unit in mm M: Unit in mm
E 80° ~ 70° S g 080 80 mm Hole diameter
D| 60 ~50 y JAN 200/ 200 mm 200 20 mm
A 50° ~ 40° - I: Unit in inch 254 254 mm
L | Wi I%ré%gutting O 200 2in 31.7 31.75mm
Others) ~ Special R P 10H 10in 47.6] 47.625 mm
O I: Unit in inch
H i Hole diameter
= \ 0125 1.251in
‘Effecuve cutter dlameter‘ -
Body diameter 0200 21in
Cutting
edge E~: Shank type
angle Shank diameter
10.0 10 mm
12.0 12 mm
16.0 16 mm
25.0 25 mm
32.0 32 mm

HO04 www.tungaloy.com




TAC Mills [Previous products]

® Bl | A e
Symbol| Size |Symbol| Size |Symbol| Size |Symbol | Size (mm) ‘

Shing 06 16.35/06| 6.511 11 | 6.35 ottt

NI angle 07 |7.94/08| 8.1 |13 [13.8| 7.94 | | - eosxsamsie

i ‘ é\:/logn?ingti;\ll/t Symbol| Relief angle | | 09 [9.525 09 |9.525 09 | 9.7 | 16 [16.5| 9.525 Symbol EﬂeCti\(’% rc\i1i)ameter
‘ serse C 7° 10(10| - | - | = | = | = | - 10 050 50
@é D| 15° 12/ 12| - - |- -]-|-1 12 ||oe3 63
Symbol Type Symbol|Cutting edge angle| | E 20° 12 12.7|12 |12.7/12 [12.9/ 22 | 22 | 12.7 | | 080 80
V |Vertical insert || X Others F| 25° 15 [15.875 15 15875 16 [16.1| 27 27.5| 15.875 | | 100 100
Q |Quick change || Z Others N 0° 6|16 -] - | =| - [ =1 -1 16 ||125 125
E |Shank V| Others P| 11° |[19]190519 190519 |19.3[33| 33 [19.05| |53 o
T (Bore P 90" ~ 80° X | Others 20| 20 | - - | = -l =1 - 20 250 250
S |Special E 80° ~ 70° 25|25 | = | - | = | - |=|~- 25 315 315
D |AIl PCD tipped | |[D | 60" ~ 50° :JJ, 25 (25.4| 25 |25.4/ 25 25.8/44 | 44 | 254 | [355] 355
Q |AllPCBN tipped [[ A | 50" ~ 40° 31 (31.75/ 31 (31.75/ 32 |32.2| 55 | 55 | 31.75| (400 400

@ Angle

@ Cutting edge length © Effective cutter diameter

Example

Metric system

Example

Inch system

-
T 4
- ET

Milling cutter

© Application, etc. [l © Size of applicable insert [l @ Angle

@ Effective cutter diameter
Symbol| Application, geometry etc. | |Symbol I. C. (mm) SymbolCutting edge angle| [Symbol| Effective diameter (mm) Close pitch

M | For machining centers | | 3 9.525 0 90° ~ 80° 50 50 I | Irregular pitch
F |For finishing 4 12.7 1 80° ~ 70° 63 63 A(-A)| Modified type
G |General purpose 5 15.875 2 70° ~ 60° 03 80 s E?Srtin Lishin
s ;oiﬁizcgquare shoulder 6 19.05 3 60° ~ 50° 04 100 shankgsize 9
H |High rake geometry | | 7 22.225 4 50° ~ 40° 05 125 L | Long shank
P g%?;t%i:’g:grggﬂy"e 8 25.4 5 40° ~ 30° 06 160 m e
R |Useroundinserts | | 9 31.75 6 30° ~ 20° 08 200 Left hand %\j
U E;);tgm{?:sult to cut 7 20° ~1 0° 10 250 _ 3
C |For chamfering 12 315 | &
L |Long edge type : cutting| | 14 355 Close piteh specs. " Spect "
T |For threading ggglee 16 400

Note: For diameter of less than

ot ahosivs e s o,

T
Effective
cutter diameter

Body diameter

Note: The above nomenclature is not applicable
for VSN6000I, MS cutter, TCB, PES1500
and TBN etc.

Tungaloy H005




Designation system for Insert

Symbol| Hole | Shape of hole | Chipbreaker Shape
N Without|[T——] 7
R |Without - Single-sided| [T~ ©__
F Double-sided E = i
TR Shape| Cutting edge length (£) Symbol | Thickness (mm)
artly cylindrica T
w holez,‘ysuir%/gle—nside Without| (171 A7 S D 02 2.38
T Counter sink |Single-sided| BT TXT o 03 3.18
Partly cylindrical | Wi T3 3.97
@l magmeed oo | o] A =
U | With | countersink [Pouble-sided B3 6 05 5-56
Partly cylindrical i
B e o | Without | COT] T i =t 06 | 635
H Counter sink |Sngle-sided 177 YT O 07 7.94
Partly cylindrical | Wi H
C g 3@,7%5’(,%%;5& Without O Bl 09 9.52
J Counter sink | Pouble-sided FONO% /7 _
X - - ~ A i ‘ EiThlckness
(4]

[
Groove and hole @ Cutting edge length @ Thickness

(Example)
=~ P N
(Example)
Inch
(1)
@ Shape @ Relief angle © Accuracy (mm)
Symbol Shape N&Seeg?ge le Figure Symbol| Relief angle S(ggsbs(;l Corner height (m) Thickness (s) 1. C. dia. (ed)
H | Hexagona | 120° O c| 7 A + 0.005 +0.025 +0.025
S Square 90° ] D 15° c +0.013 +0.025 +0.025
T Triangular 60° A E 20° E +0.025 +0.025 +0.025
C 80° F 25° G + 0.025 +0.13 + 0.025
E Rhombic 75° G 30° H +0.013 + 0.025 +0.013
G 70° g K +0.013 + 0.025 +0.05~+0.13
R — o0 M | Others | |“m 2 0.08~0.18 +0.13 +0.05~+0.13
ectangular °
9 L N 0 N | +0.08~+0.18 + 0.025 +0.05~+0.13
A Parallelogram 85° /7 P 11°
R Round O Q Other Standard I. C. 1. C. dia. (ed) tolerance Corner height (mm) tolerance
applications dia.
A"} Wiper 80° O o Other 4K LMN u M, N u
. applications| 6.35
W |  Special - X e +0.05 | 008 | =008 | =013
o Octagonal 135° O s (?th?y 9.525
applications|
P Pentagonal 108° O W |2-ctep rolef 12.7 +0.08 +0.13 +0.13 +0.2
: 15.875
X Special Others +0.1 +0.18 +0.15 +0.27
Y Special \ / 19.05
4 Special 254 +0.13 +0.25 +0.18 +0.38

HO06 www.tungaloy.com




Symbol (Cutting edge anglef Symbol Description
A 45° HM | General-purpose high feed milling chipbreaker
Symbol | Relief angle MM | General-purpose milling chipbreaker
D 60° A 3° Symbol | Cutting edge Shape MW | Milling insert with wiper edge
E 75° B 50 B |Milling insert for burr removal
sh D |Insert with diamond sintered body
F 85° ° F o
(] 7 W | Wiper insert (multiple corners)
° ° WS | Wiper insert (single corner)
G 70
H 87° E 20° E Round E WD |Wiper insert (with diamond sintered body)
F 25° ' ) )
P a0° BD |Wiper for burr removal (diamond sintered body)
- G 30° — -
U SpteC_IaL Sm&}” o T Chamfer G MJ |General-purpose milling chipbreaker
entering angle
Spe?:i al g N 0 MH | Milling chipbreaker with reinforced cutting edge
z universal P 11° ML |Milling chipbreaker for low cutting force
4 Special S |Combination|< ) Symbol [Handof | | MS | Milling chipbreaker for stainless steel
R | rint HJ |High feed milling chipbreaker
i I
g#;gg edge 9 AJ |Milling chipbreaker for non-ferrous metal
Relief angle P |Combination G L | teft |INMJ General-purpose milling chipbreaker with serration
ithou illing chipbreaker with serration for non-ferrous metal
N without| | NAJ | Milling chipbreaker with serration for non-f |

(5) Wiper relief

Hand of
insert

@ Cutting edge angle angle © Major cutting edge

(104

@ Supplementary symbol

N

Milling cutter

@ Thickness @ Corner radius

N O

@ Groove and hole @ Inscribed circle (1. C.)

Symbol | Shape of hole Hole Symbol | I. C. dia. (mm) Symbol | Thickness (mm) Symbol Corner radius (mm)
A Without With 3 9.525 2 3.18 1| 0.4(0.397)
F | Double side | Without 5 4 12.7 5 3 4.76 2 8 (0.794)
G | Double side |  With £l 5 15.875 =1 4 6.35 3 2(1.191)
M | Single side With 6 19.05 6 9.52 4 6 (1.588)
N Without With 5 0 (1.984)
U Without Without 6 2.4 (2.381)
W Without With Symbol Description

Special design
F (e.g. for MS cutter)

Ho

Chamfer for corner angle 60°

S \_/

Chamfer for corner angle 15°
*For wiper inserts, the designation uses “W” as the shape symbol of inch items. For metric L/ \_/
items, the shape symbol is the same as that of regular inserts, and a supplementary z
symbol, such as W, WS, and WD, is at the end of each designation. Flat chamfer

Tungaloy H007




Application Overview

Face milling, High feed milling ;s

General face milling Aluminium machining

DOT““—L HO060 page TUNGSM“.L HO078 page
DOOCTO  Hosspage TFE HO82 page
DOQ;\XI LL HO67 page TUNG-ALUMILL H174 page

DORENT  Ho7opage

High feed milling
DOFEED HO026 page

WIST

DO TSALL H036 page
MILLQEEED 1046 page

Profile milling w20z 7236 page

Semi-finishing

SOLIDMEISTER
Roughing 1006 page
TUNGFFEED
HO022 page
DOFEED
HO026 page
DOTSALL

H036 . .
page Finishing

sALLFNOSE

H206 page

HO08 www.tungaloy.com




Shoulder milling

Shoulder milling (double side)

DoFT=I H122 page
DOREC H167 page
TECM“-I- H171 page

Slot milling

TUNGMSLIT  +190page
TUNGTSLIT  194page
TUNGUSLCOT 196 page
TECTELOY  ni99page

- H188 page

Shoulder milling (single side)

TUNG=T=I H125 page
TUNG TSHXRED 1135 page
TUNGFXEC H138 page

Thread milling
Thread milling cutter

TUNGMEISTER

Milling cutter

1122 page

THREADMILLING

1102 page

1060 page

Tungaloy H009
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High-Feed Milling - Quick Guide

Cutting edge

TUNEFFEED

DOFEED

Do TEALL

DOFEEDQUAD

: xS oo
< - | & \,’ )
H |
Cutting edge angle 12° 15°/17° 20° / 25° 13° 7°/10°/12°/ 14°
Depth of cut (APMX) 0.5 1.0/15 1.3/20 2 1/15/2/25
Tool diameter o8 - 016 016 - 200 020 - 063 050 - 125 225 - 96160
Workpiece material -M... .M... .M... .M... .M...
E\ilrg)é ec:j[)corners 2 4 4 3 4
= = - - “x
- ;.
7= 7= 7= 7= /=
A A A = =
i ol . T T T
L2 FLA ) FdLA FL2
) « B « LT LT 4
4 K4 > i > i > i
p L L (A (A
k-
Shoulder milling
7 7 a7 a7
" 9 5 B /P 9 5 B P
F.‘ F.1 F.1 F.1
= B v B v B v B v
Profile milling E S E S E bie E bie
'/A '/A '/A '/A
Il =N =N =N =N
Slot milling
A A CA A
Other lilll lilll lilll llll‘
applications
Re;:;‘ilce HO22 - H025 HO026 - H035 HO36 - H042 HO043 - H045 HO046 - H050
Y : Most suitable
¥ : Suitable
: Usable
Icon
Thin workpiece Ramping Long overhang Axia\ plunging Ej} Hole enlarging l'{i Slot milling [L! Deep shoulder milling
Face milling xternal threading m Back facing Peck milling Hollow workpiece ﬂ Shoulder milling

B erereins (e
nternal threading g Profiing

7
A Edging / Contouring

Interrupted surface

EJE

<ICh

‘ Chamfering

9& Cutting off

HO10 www.tungaloy.com




MILLFEED
TXP

angle
APMX

’_x‘ Cutting edge

Cutting edge angle 10°/15°/ 20°

Depth of cut (APMX) 15/8
Tool diameter 220 - 160
Workpiece material BEvEH
No. of corners 3
(insert)

/=
=
Face milling @ >
'l!’dl
= *
> i
P L v
k- .
[0]
Shoulder milling §
2
ez E
I‘ Y 5
=
> & v
Profile milling E S
77
Slot milling
A
Other lill
applications
Reference HO51 - HO57
pages

% : Most suitable
¥ : Suitable
: Usable

Tungaloy Hot1
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Face Milling - Quick Guide

-

-
O
(o]
]
=
5

«Q

Do TMILL | DOOCTO  DOPENT | o0oQ@MILL | TUNGMILL
. b
| i, | TV
OF g op E
= /& %
Cutting edge angle 45° 44° / 45° / 15° 70° 88° 30°0~45°
Depth of cut (APMX) 6/3.4 475/75/35/15 6.4 9.5 4/5/2
Tool diameter 250 - 9160 063 - 6315 032 - 9160 250 - 6100 025 - 200
Workpiece material -M... .M... .M... .M..- .M...
o ot corners 8/16 8/16 10 8 4
e o o & &
- ;. =t =t =P -
“x A A &
Face milling @ * @ * @ S @ Pk @

> i
P [
k-
Shoulder milling
(A
“- )
>
Profile milling
LA
Il L]
Slot milling
P P P
Other i\( i\( 71\3
applications
Re;:;‘jsce HO60 - H062 HO63 - H066 HO70 - HO72 HO67 - HO69 HO73 - HO77
Y : Most suitable
¥ : Suitable
: Usable
Icon
Thin workpiece E Ramping Long overhang E Axial plunging ﬁ Hole enlarging '{‘ Slot milling [L! Deep shoulder milling
—

Face millin:
g

E Internal threading

Profiling

External threading -/ | Back facing

Z
A Edging / Contouring

EJE

Peck milling

Interrupted surface

<ICh

%

Hollow workpiece

Chamfering

NE

d

Cutting off

4 |
u Shoulder milling

HO12 www.tungaloy.com




Db NMS, EMS
TUNGSMILL ED=D MS, SFP, EFP
» =
5 T
= 2 J Z
Cutting edge angle 85° 90° 90° 90° =
Depth of cut (APMX) 8/35/15 4.5 4/ 11 8 0.2
Tool diameter 063 - 6125 050 - 6160 225 - 9125 063 - 160 280 - 8300
Workpiece material BEvEN N N N BvEs
No. of corners 4/1/2 1/2 1

(insert)

P

Face milling

e
o
A
R

e
o
A
R

=/ | -
o o%

X

-

Shoulder milling

74

D

-

Profile milling

Milling cutter

I

Slot milling

Other
applications

Reference
pages

H082 - HO85

HO080 - HO81

HO078 - HO79

HO086 - H087

H114 - H119

Y : Most suitable
¥ : Suitable
: Usable

Tungaloy Ho13




Shoulder milling - Quick Guide

TUNEFREC TUNGREC TUNG-TRI

% -t —- Roughing | =2 Roughing
1 W h '}c’i i
4 p v { - - i
| & 97] > Y 7 7 (A

,1 ey 7/ /
L'f r @? P /

=2
=0
Sc
o)
Q@
]

APMX

Cutting edge angle 90° 90° 90° 90° 90°

Depth of cut (APMX) 6 7/10.6/16.7 30.4 - 48.8 6/10/15 54 - 97 (-153)
Tool diameter 28 - 240 212 - 160 225 - 50 212 - 160 250 - 6100
Worpiecemateriel| @M ENSH | BvENS @ EvENS  EBvENS  BvENS

No. of corners 3 3

(insert) 2 2 2
R A = = =
- - ¥
P = - - -
T @* i .
. B &,
i i i i i
i E. - - . B
7. 7 7 7. 7

Shoulder milling

vz 7 7 e 2|
" A/ A/ A/ A/
> B~ B B * B
Profile milling E % E * E E PAG E
77 77 w77
Il. 6] % (& < T %
Slot milling
A A CA
Other lill lill lill
applications
Reference H138 - H142 H143 - H156 H125 - H134
pages
Y : Most suitable
¥ : Suitable
: Usable
Icon
Thin workpiece E Ramping Long overhang E Axial plunging ﬁ Hole enlarging l'{i Slot milling [L! Deep shoulder milling
Facemiling [ xternal threading m Back facing @ Peck miling Hollow workpiece m Chamfering Shoulder miling

/o

7
Internal threading Profiing % Edging / Contouring Interrupted surface 9 Cutting off
[ \4 &

HO14 www.tungaloy.com




TUuNG TSH=BED TUNGQUAD TUNG-ALUMILL
Roughing Roughing
\'¢

=

L =
Cutting edge angle 90° 90° 90° 90° 90°
Depth of cut (APMX) 16 61-76 4 20.3-24.2 13-16
Tool diameter 250 - 100 063 - 80 012 - 40 020 - 625 225 - 9125
Workpiece material BEBvEs BEBvEs BEBvENS PvENS

No. of corners
(insert)

= IN(NEN |

4
-l

"

(=YY

EINDN - -
* %

=
= =
Face milling @ ¢ ¢ @
&, B, B® # N
a0 Za Za 7 Z]
P I P [ 1 x 1 x %
- [lg! * [lg! * [lg! [lg! ¥ [lg! *
A A v A v A v VA Vape
I‘ K/. *
> *
Profile milling *
g | @ ¢ .
Slot milling
Other E E i’\(
applications
e H135 - H137 H135 H157 - H161 H174 - H176

Y : Most suitable

¥ : Suitable
: Usable

Tungaloy Ho15
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Shoulder milling - Quick Guide

TUNGMILL | poFfra1 | DOREC TECMILL

@/

Roughing

[92)
>
¥e]
34
o
@
o

Bulin 101S

Cutting edge angle 90° 90° 90° 90° 90°
y Depth of cut (APMX) 10 11 9.0/16 9.7 /1541 58.5/66.9
—\ Tool diameter 232 - 2200 232 - 9125 225 - 160 232 - 9125 250 - 063

Workpiece material -M.... .M... .M... .M... .M..-

No. of corners

(insert) 4 6 4 4 4
A, =R =, =. =
- -
P = - - - -
TR TR TR
&
(e [ [ [ [
i B E E E B
Vi 7. 7. 7 7.

Shoulder milling

(A
,‘ L/.
S B
e,
Profile milling E
77 77 77
ll. [ ] [
Slot milling
A A CA CA
Other lill lill lill pAe lill PAY
applications
Re;:;lce H162 - H166 H122 - H124 H167 - H170 H171 - H173
Y : Most suitable
¥ : Suitable
: Usable
Icon
Thin workpiece E Ramping Long overhang E Axial plunging :{‘.j] Hole enlarging '{‘ Slot milling [L! Deep shoulder milling

Hollow workpiece

NE

‘ Chamferi 'l Should: il
amfering / oulder milling

Interrupted surface 9& Cutting off

Face milling External threadin | E ; ﬂ o
- E [¢] - Back facing Peck milling
E I ‘ ‘ e '/

ernal threading . v ofiling ‘ dging / Contouring

<ICh

HO16 www.tungaloy.com




Slot milling - Quick Guide

TUNEMSELIT | TUNG TELIT | TUNGUSLST | TECTSLOT
P
.
o Ef i *'-‘ =i |
- e - »
'» | e - - -
Depth of cut (W) 1.6-441 4-8 10 - 16 16 -25
Tool diameter 063 - 6125 280 - 200 280 - 2160 2100 - 9250
Workpiece material . M . . M .. . M .. . M ..
alnos.e?ft)corners 1 6 6 4
- A o PN
b
Face milling @ @ @ @
- -
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Slot milling
Other * *
applications
Reference H190 - H193 H194 - H195 H196 - H198 H199 - H201
pages
Y : Most suitable
' : Suitable
: Usable
lcon
Thin workpiece E Ramping Long overhang Axial plunging T\ Hole enlarging Zi Slot milling [L! Deep shoulder miling
Face miling xternal threading Back facing Peck milling Hollow workpiece :"1 Chamfering Shoulder milling
E\ntemalthreading PfOfi“ng Edging/ Contouring @Imerrupted surface Cumng off
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Profile milling - Quick Guide

O TSALL | ROUNDSPLIT | 2ALLRNOSE DO M MILL
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g °© g |© ®
Depth of cut (APMX) 4/5/6 6/8 11.8/18.6/17.7 4-16 1
]
% Tool diameter 020 - 063 032 - 0125 016 - 225 08 - @32 016 - 225
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Slot milling
A CA CA CA A
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applications
Re;:;l” HO36 - H042 H217 - H220 H204 - H205 H206 - H209 H211
v : Most suitable
¢ : Suitable
: Usable
Icon
Thin workpiece Ramping Long overhang Axia\ plunging ﬁ Hole enlarging l'{i Slot milling [L! Deep shoulder milling
Face milling 7 xternal threading m Back facing @ Peck milling Hollow workpiece m Chamfering Shoulder milling
E Internal threading Profiling "/A Edging / Contouring @ Interrupted surface Cutting off
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Thread milling - Quick Guide

SOLIDTHREAD | TUNGMEISTER THREAOMILLING
ETTL, ETLN Thread milling cutter
N v
Pitch 0.25-3.5 0.5-45 1-8 15-6
Tool diameter 0.7 - 20 010 - @21.7 o017 - 830 023 - 280
Workpiece material . M . . . M . . - M .
No. of corners _ 1/2 2

(insert)

Thread milling * & * T *
Kl i« i«
Reference 1102 - 1121 1116 - 117 1122 - 1125 1126 - 127
pages
% : Most suitable
3¢ : Suitable
: Usable
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lcon
Thin workpiece Ramping 2!’&' Long overhang ﬂ.il‘ Axial plunging ?.,.j Hole enlarging '/‘ Slot milling [L! Deep shoulder milling
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Face milling

Internal threading . Profiling

External threading
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| Back facing M
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Edging / Contouring
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Peck milling
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Hollow workpiece

Cutting off

Chamfering | 3| Shoulder milling
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