NIVERSAL

TUNGSUELOT

High economy by 6-corner insert with wiper
Machining stability with the cutter design for optimum

chip evacuation

Il High economy by 6-corner insert
6-corner insert provides economical advantage. Self-wiper edge delivers good surface quality.

-

TUNGUSLOT ¢ a0 ¢ ASW / TSW
6 corners Lo )) [ CW=10,12,14,16 mm
with wiper R 4

R edge

04 o

Milling cutter

B Excellent chip evacuation even in deep slot milling - optimum pocket design

TUNGUSLOT Competitor
OK Optimum x Unformed chip and
chipbreaker narrow gullet cause
and big gullets chip packing.
P create compact
, chip formation
g— and smooth
o evacuation!
TUNGUSL ST ASW / TSW type
. Steel S55C / C55 (200HB) Chips at ae = 30 mm depth
Ed idth: CW =10 ,Dry L Ol RuyEesar
Corner radius: RE = 0.8 mm TUNGUSLEST  competitora

Cutter Depth of slot: ae (mm) a 6
10 20 30 u
TuNnelJSL6T| O | O | O
Competitor A (@) o) )4 -‘_

Reference pages: H196 - H198

.
Chips are packed because
of bad chip control and
flow.

Packed
chips

Tungaloy H189




Bunin 1018

Approach
angle

TUNGMSELIT

S/ASG

Side cutter for thin slitting and cutting off

Designation

SSGO1R063-E1.6
ASGO1N076-1.6
ASGO1N080-E1.6
ASGO1N100-1.6
ASGO1N100-E1.6
ASGO1N125-1.64
ASGO1N125-E1.6%
SSG02R063-E2
ASG02N076-2
ASG02N080-E2
ASG02N100-2
ASGO2N100-E2
ASG02N125-2¢
ASGO02N125-E2@)
SSGO3R063-E3
SSGO3R080-3
SSGO3R080-E3
SSGO3R100-3
SSGO3R100-E3
SSGO3R125-3%
SSGO3R125-E3“)
SSG04R063-E4
SSG04R080-4
SSG04R080-E4
SSG04R100-4
SSG04R100-E4
SSG04R125-4@

SSG04R125-E4¢

(1) When using a drive flange, DCSFMS = 46 mm
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(2) When using a drive flange, CDX = 16 mm
(8) When using a drive flange, CDX = 26 mm

Tolerance of slot width*

+0.1

*Just for reference

SPARE PARTS
Designation
SSG01/02...

ASGO01/02...
SSG03/04...

A

Grip
ESGO0.5
ESGO0.5

H190 www.tungaloy.com

o © _
CWN-CWX_, - S CWN-CWX
N~ ) Y
I y /
THUB . \ o e THUB
2 e
< s ‘
< (=)
) > 5y vy
A type
CICT Seat CDX DCONMS THUB DCSFMS DBC KA KWW  SS SS  Drive flange Key
6 1 14 10 24 32 22 - 3 SW25-32 SW1.00-32 -
8 1 14 254 24 39 - 1125 6.35 - - -
8 1 16 22 24 39 - 1125 6 - - -
10 1 30 254 24 39 - 90  6.35 - - -
10 1 30 22 24 39 - 90 6 - - -
12 1 30 3175 24 64 - 75 7.92 - - -
12 1 30 27 24 64 - 75 7 - - -
6 2 15 10 24 32 22 - 3 SW25-32  SW1.00-32 -
8 2 17 254 24 39 - 1125 6.35 - - -
8 2 20 22 24 39 - 1125 6 - - -
10 2 30 254 24 39 - 90 6.35 - - -
10 2 30 22 24 39 - 90 6 - - -
12 2 32 3175 24 60 - 75 7.92 - - -
12 2 38 27 24 60 - 75 7 - - -
5 3 15 10 24 32 22 - 3 SW25-32 SW1.00-32 -
SW32-
6 3 16 254 24 46 36 - 6.35 o445y SW1.25-46 R1.00-46
6 3 19@ 22 24 400 32 = 6 SW32-40 = R22-46
SW32-
6 3 26 254 24 46 36 - 635 o5 y45. SW1.25-46 R1.00-46
6 3 200 22 24 40 32 - 6 SW32-40 - R22-46
8 3 34 3175 24 55 45 - 7.92 - - R1.25-55
8 3 34 32 24 55 45 - 8 S32-55 - R32-55
5 4 15 10 32 32 22 - 3 SW25-32  SW1.00-32 -
SW32-
6 4 16 254 32 46 36 - 6.35 5446y SW1.25-46 R1.00-46
6 4 19@ 22 32 400 32 - 6 SW32-40 - R22-46
SW32-
6 4 26 254 32 46 36 - 6.35 0446, SW1.25-46 R1.00-46
6 4 200 22 32 40 32 - 6 SW32-40 - R22-46
8 4 34 3175 32 55 45 - 7.92 - - R1.25-55
8 4 34 32 32 55 45 - 8 $32-55 - R32-55

(4) Cutters 125, only one keyway.

CW = When standard inserts are mounted. CWN, CWX = When special inserts are mounted.
Since a single insert cuts the full groove width, use the insert whose width is equal to the groove width in the application.

{

Extractor

ESG1

K

A

?%

o)
' Wys

Insert

SSM1*N/
SSS1*N

SSM1*N/
SSS1*N

SSM1*N/
SSS1*N

SSM1*N/
SSS1*N
SSM1*N/
SSS1*N
SSM1*N/
SSS1*N
SSM1*N/
SSS1*N
SSM2*N/
SSS2*N

SSM2*N/
SSS2*N

SSM2*N/
SSS2*N

SSM2*N/
SS8S2*N

SSM2*N/
SSS2*N
SSM2*N/
SSS2*N
SSM2*N/
SS8S2*N
SSM3*N/
SSS3*N
SSM3*N/
SSS3*N

SSM3*N/
SSS3*N

SSM3*N/
SSS3*N

SSM3*N/
SSS3*N

SSM3*N/
SSS3*N

SSM3*N/
SSS3*N
SSM4*N/
SSS4*N
SSM4*N/
SSS4*N
SSM4*N/
SSS4*N

SSM4*N/
SSS4*N
SSM4*N/
SSS4*N
SSM4*N/
SSS4*N

SSM4*N/
SSS4*N

Reference pages: Inserts, Standard cutting conditions — H191




I INSERT
SSM SSS

- Steel *
M Stainless *
- Cast iron D ¢
- Non-ferrous
- Superalloys ¥ : First choice
H Hard materials v¢ : Second choice
Coated
Designation RE |8 CW0.04
I
(0]
SSM22N 02 |@ 22
SSM31N 02 | @ 3.1
SSM41N 025 | @ 41
SSS16N 0.16 @ 1.6
SSS22N 02 |@ 2.2
SSS31N 02 | @ 3.1
SSS41N 025 | @ 41
@®: Line up

B STANDARD CUTTING CONDITIONS

Hardness

1ISO Workpiece material (HB) Insert Cutting speed Chip thickness

Vc (m/min) t (mm)

Low carbon steel

SS400, S15C, etc. -200 SSM... 150 - 230 0.05 - 0.15 >

E275A, C15E4, etc. g

o

High carbon steel 8’

S45C, S55C, etc. 200 - 300 SSM... 100 - 170 0.04-0.13 =

E355D, C55, etc. =

. Alloy steels
SCM440, SCr415, etc. 150 - 300 SSM... 90 - 160 0.04-0.13

42CrMo4, 20Cr4, etc.

Tool steel
SKD11, SKD#61, etc. - 300 SSM... 70-120 0.04 - 0.13
X153CrMoV12, X40CrMoV5-1, etc.

Stainless steel
SUS304, SUS316, etc. - SSS... 90 - 200 0.04 - 0.13
X5CrNi18-9, X5CrNiMo17-12-3, etc.

Grey cast iron

FC250, FC300, etc. 150 - 250 SSM... 100 - 200 0.05 - 0.15
250, 300, etc.
Ductile cast iron
FCD400, etc, 150 - 250 SSM... 80 - 130 0.05-0.15
400-158, etc.

Tungaloy H191




TUNGMSLIT

R (drive flange set)

Drive flange set for side cutters

LB
<t
(a)
2]
S Designation DCONMS BD D4 DBC LB KWW
é R1.00-46 25.4 46 5 36 10 6.35
@ R22-46 22 46 6 32 10 6
R1.25-55 31.75 55 6 45 10 7.92
R32-55 32 55 6 45 10 8
TUNGMSLIT
SW
Drive shank for side cutters
OAL ]
LF_ | &
Approach wn 8
angle =1 gi
z ) | Qla Z
8 T a o o
D‘ = 8 y
SW*-* type
Designation DCONMS DCONMS DCONWS BD DBC LF OAL
SW25-32 25 - 10 32 22 25 110
SW32-40 32 - 22 40 32 30 120
SW32-25.4-46-J 32 - 25.4 46 36 30 120
SW1.00-32 25.4 - 10 32 22 25.4 110
SW1.25-46 31.75 - 25.4 46 36 30 120
S32-55 - 32 32 55 45 - 60
901 spARE PARTS & A / /
Designation Screw vrencly
9 Mono block type Torx bit Handle
SW25-32 SR76-961 SETT-15/5 - -
SW32-40 SR76-963 SETT-15/5 - -
SW32-25.4-46-J SR76-963 SETT-15/5 = =
SW1.00-32 SR76-961 SETT-15/5 - -
SW1.25-46 SR76-963 SETT-15/5 - -
S32-55 SR76-943 - BT20M H-TB

*Recommended clamping torque (N-m):SR76-961=3.5

H192 www.tungaloy.com




Il COMBINATION OF ARBORS / ATTACHMENTS

Cutter bodies : “A” type

A-type disk cutters are without clamping holes on the hub and can be mounted only by using

axial drive arbors.

f

Cutter bodies : “K” type

i

Axial drive arbor

K-type disk cutters are with clamping holes on the hub and can be mounted by using intermediate shanks
or shell adaptors, making it possible to use endmills / shell mill arbors.

4
-I-

Drive flange
Axial drive arbor

Milling cutter

| BX

Shank adaptor Shell adaptor

Tool dia. 263 280 2100 0125
Drive flange - v v 4 i .
Shell mill / Endmill arbor
Shank / Shell adaptor v v v v

Tungaloy H193




TUNGETSLIT

ASV 02/03/04/05

Axial drive slot mill, for tangentially mounted inserts

-~ -
P -
¢ @ o R DCSFMS_ CDX
< K > : I
h‘- ~ - I
\‘\ o 4
Lol o B b e
@
S Designation [ [GICTE ZEFP/CICT DCSFMS DCONMS  LF b KWW  CDX KA insert
é ASV02N080-4 4 80 5/10 41 25.4 6 28 6.35 15 162 TVKX0202...
@ ASV02N080-E4 4 80 5/10 41 27 6 29.8 7 15 162 TVKX0202...
ASV02N100-4 4 100 6/12 48 31.75 6 35.2 7.92 20 165 TVKX0202...
ASV02N100-E4 4 100 6/12 47 32 6 34.8 8 20 165 TVKX0202...
ASV02N125-4 4 125 8/16 58 38.1 6 42.3 9.52 30 168.75 TVKX0202...
ASV02N125-E4 4 125 8/16 55 40 6 43.5 10 30 168.75 TVKX0202...
ASV02N160-4 4 160 10/20 58 38.1 6 42.3 9.52 45 171 TVKX0202...
ASVO02N160-E4 4 160 10/20 55 40 6 43.5 10 45 171 TVKX0202...
ASV0O3N080-5 5 80 5/10 41 25.4 6.5 28 6.35 15 162 TVKX03X3...
ASVO3N080-E5 5 80 5/10 41 27 6.5 29.8 7 15 162 TVKX03X3...
ASV0O3N100-5 5 100 6/12 48 31.75 6.5 35.2 7.92 20 165 TVKX03X3...
ASVO3N100-E5 5 100 6/12 47 32 6.5 34.8 8 20 165 TVKX03X3...
Apapnfgg:h ASVO3N125-5 5 125 8/16 58 38.1 6.5 423 9.52 30 168.75 TVKX03X3...
ASVO3N125-E5 5 125 8/16 55 40 6.5 43.5 10 30 168.75 TVKX03X3...
ASV03N160-5 5 160 10/20 58 38.1 6.5 42.3 9.52 45 171 TVKX03X3...
ASVO3N160-E5 5 160 10/20 55 40 6.5 43.5 10 45 171 TVKX03X3...
ASV04N080-6 6 80 4/8 41 25.4 8 28 6.35 17 157.5 TVKX04HS...
ASV04N080-E6 6 80 4/8 41 27 8 29.8 7 17 157.5 TVKX04H3...
ASV04N100-6 6 100 5/10 48 31.75 8 35.2 7.92 23.5 162 TVKX04H3...
ASV04N100-E6 6 100 5/10 47 32 8 34.8 8 23.5 162 TVKX04H3...
ASV04N125-6 6 125 6/12 58 38.1 8 42.3 9.52 31 165 TVKX04H3...
ASV04N125-E6 6 125 6/12 55 40 8 43.5 10 32.5 165 TVKX04H3...
ASV04N160-6 6 160 8/16 58 38.1 8 42.3 9.52 48.5 168.75 TVKX04H3...
ASV04N160-E6 6 160 8/16 55 40 8 43.5 10 50 168.75 TVKX04H3...
ASV04N200-6 6 200 10/20 69 50.8 8 55.8 12.7 63 171 TVKX04HS...
ASV04N200-E6 6 200 10/20 69 50 8 53.5 12 63 171 TVKX04H3...
U’ ASV0O5N080-8 8 80 4/8 41 25.4 10 28 6.35 17 157.5 TVKX0504...
ASV05N080-E8 8 80 4/8 41 27 10 29.8 7 17 157.5 TVKX0504...
ASV0O5N100-8 8 100 5/10 48 31.75 10 35.2 7.92 23.5 162 TVKX0504...
ASVO5N100-E8 8 100 5/10 47 32 10 34.8 8 23.5 162 TVKX0504...
ASV0O5N125-8 8 125 6/12 58 38.1 10 42.3 9.52 31 165 TVKX0504...
ASVO05N125-E8 8 125 6/12 55 40 10 43.5 10 32.5 165 TVKX0504...
ASV0O5N160-8 8 160 8/16 58 38.1 10 423 9.52 48.5 168.75 TVKX0504...
ASVO5N160-E8 8 160 8/16 55 40 10 43.5 10 50 168.75 TVKX0504...
ASV05N200-8 8 200 10/20 69 50.8 10 55.8 12.7 63 171 TVKX0504...
ASV0O5N200-E8 8 200 10/20 69 50 10 53.5 12 63 171 TVKX0504...
SPARE PARTS & , f / /
Designation Clamping screw Lubricant Torx bit Mono block type Torx bit
ASV02/03N... SR114-018-L3.40 = M-1000 = T-6D
ASVO04N... SR14-500/L5.1 H-TB2W M-1000 BT15S =
ASVO5N... SR14-500-L7.0 H-TB2W M-1000 BT15S -

*Recommended clamping torque (N-m):SR114-018-L3.40=0.7, SR14-500/L5.1=3.5, SR14-500-L7.0=3.5

Reference pages: Inserts, Standard cutting conditions — H195
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I INSERT
TVKX-MJ

; p
- Steel

Yol |k
M Stainless * |y
- Cast iron * D¢
- Non-ferrous
S  Superalloys * | | ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation RE [ 8 & S | IC
Tk
<< <
TVKX020202TN-MJ 02 | @ ) 24 | 94
TVKX020204TN-MJ 04 @ ) 24 | 94
TVKX03X302TN-MJ 02 | @ [ 32 | 94
TVKX03X304TN-MJ 04 @ () 32 | 94
TVKX04H304TN-MJ 04 | @ @ @ 3.5 | 16.9
TVKX04H308TN-MJ 5|l ® @ 35 | 169
TVKX050404TN-MJ 04 | @ @ @ 45 | 16.9
TVKX050408TN-MJ 08 @ @ ©® 45 | 16.9
@®: Line up

I STANDARD CUTTING CONDITIONS

1ISO Workpiece material

Low carbon steels
SS400, etc.
E275A, etc.

High carbon steels
S45C, etc.
C45, etc.

Alloy steels
SCM440, etc.
42CrMod4, etc.

Tool steels
SKD61, etc.
X40CrMoV5-1, etc.

Stainless steel
SUS304, etc.
X5CrNi18-9, etc.

Grey cast irons
FC250, etc.
250, etc.

Ductile cast irons
FCD400, etc.
400-15S, etc.

S

Titanium alloys
Ti-6Al-4V, etc.

Nickel-based alloys
Inconel 718, etc.

Hardness o

Priority Grade
(HB)

-200 First choice AH725
-200 Fracture resistance AH130
200 - 300 First choice AH725
200 - 300 Fracture resistance AH130
150 - 300 First choice AH725
150 - 300 Fracture resistance AH130
- 300 First choice AH725
-300 Fracture resistance AH130
- AH130
150 - 250 AH120
150 - 250 AH120
- First choice AH725
Fracture resistance  AH130
- First choice AH725
- Fracture resistance  AH130

Cutting
speed
Ve (m/min)

90 - 180
90 - 180
90 - 180
90 - 180
90 - 180
90 - 180
90 - 180
90 - 180

90 - 200

120 - 230

90 - 150

30 -40
30-40
20-35
20-35

Feed per edge line: fz (mm/t)

ASV ASV
ae /DC (mm) ae /DC (mm)
0% 20% 30% =50%
0.08-0.25 0.06-019 0.05-0.16 0.05-0.15
0.08-0.25 0.06-0.19 0.05-0.16 0.05-0.15
0.07-0.22 0.05-0.16 0.04-0.14 0.04-0.13
0.07-0.22 0.05-0.16 0.04-0.14 0.04-0.13
0.07-0.22 0.05-0.16 0.04-0.14 0.04-0.13
0.07-0.22 0.05-0.16 0.04-0.14 0.04-0.13
0.07-0.22 0.05-0.16 0.04-0.14 0.04-0.13
0.07-0.22 0.05-0.16 0.04-0.14 0.04-0.13
0.07-0.22 0.05-0.16 0.04-0.14 0.04-0.13
0.08-0.25 0.06-0.19 0.05-0.16 0.05-0.15
0.08-0.25 0.06-0.19 0.05-0.16 0.05-0.15
0.07-0.12 0.05-0.09 0.04-0.07 0.04-0.07
0.07-0.12 0.05-0.09 0.04-0.07 0.04-0.07
0.07-0.12 0.05-0.09 0.04-0.07 0.04-0.07
0.07-0.12 0.05-0.09 0.04-0.07 0.04-0.07

Milling cutter

Tungaloy H195




NIVERSAL

TUNGUSLCOT

ASW 06/07/09

Axial drive slot mill, for 6-corner double sided inserts

DCSFMS GDX bl
—

ATTE T BT & 90d |

s

9
04,%
¢ Designation MZEFP/CICT DCSFMS DCONMS  LF b KWW  CDX KA Insert

Z  ASWO06NO08O-10 41 25.4 10 28 6.35 18.5 1575  WNGUOB03...
2 ASWOBNO80-E10 10 80 4/8 41 27 10 29.8 7 18.5 157.5  WNGUO0B03...
ASWO0BN100-10 10 100 5/10 48 31.75 10 35.2 7.92 25 162 WNGUOB03...
ASWOBN100-E10 10 100 5/10 47 32 10 34.8 8 255 162 WNGUO0603...
ASWOBN125-10 10 125 6/12 58 38.1 10 423 9.52 325 165 WNGUO603...
ASWOBN125-E10 10 125 6/12 55 40 10 435 10 34 165 WNGUO603...
ASWOBN160-10 10 160 7/14 58 38.1 10 423 9.52 50 167.14  WNGUO0B03...
ASWOBN160-E10 10 160 7114 55 40 10 435 10 515 167.14  WNGUOB03...
ASWO7N100-12 12 100 5/10 48 31.75 12 35.2 7.92 25 162 WNGUO7TS...
ASWO7N100-E12 12 100 5/10 47 32 12 34.8 8 255 162 WNGUO7TS...
ASWO7N125-12 12 125 6/12 58 38.1 12 423 9.52 325 165 WNGUO7TS...
ASWO7N125-E12 12 125 6/12 55 40 12 435 10 34 165 WNGUO7TS...
Approach  ASWO7N160-12 12 160 7/14 58 38.1 12 423 9.52 50 167.14  WNGUO7TS...
angle ASWO7N160-E12 12 160 7/14 55 40 12 435 10 51.5 167.14  WNGUOT7TS...
ASWO9N100-14 14 100 5/10 48 31.75 14 35.2 7.92 25 162 WNGUO0904...
ASWOIN100-E14 14 100 5/10 47 32 14 34.8 8 255 162 WNGU0904...
ASWO9N160-14 14 160 7/14 58 38.1 14 423 9.52 50 167.14  WNGUO0904...
ASWO9N160-E14 14 160 7/14 55 40 14 435 10 51.5 167.14  WNGUO0904...
ASWO09N160-16 16 160 7/14 58 38.1 16 423 9.52 50 167.14  WNGUO0904...
ASWOIN160-E16 16 160 7114 55 40 16 435 10 515 167.14  WNGUO0904...

SPARE PARTS & @ / / f / /

Designation Clamping screw1 Clamping screw?2 i i i Torx bit Wrench

ASWO6N... - CSPB-2.5 - - M-1000 - IP-8D

ASWO07N100/125-... - CSPD-3 - SW6-SD M-1000 BLD IP10/S7 -
ASWO7N160-... - CSPD-3 - - M-1000 - IP-10D
90° ASWO09N100-... CSPB-3.5 - H-TB2W - M-1000 BLDIP15/S7 -
ASWO09N160-... CSPB-3.5 - - - M-1000 - IP-15D

*Recommended clamping torque N-m):CSPB-2.5=1.3, CSPB-3.5=3.5, CSPD-3=2.5

Reference pages: Inserts, Standard cutting conditions — H198
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NIVERSAL

TUNGUSLCOT

TSW 06/07/09
Radial drive slot mill, for 6-corner double sided inserts

—_ - DCSFMS

9 _Q' DCONMKV?W
ﬁva 5ﬂ ﬁ ﬁ“’jﬁ ﬁ m

7
\

YRASE

Designation [N -To ZEFP/CICT DCSFMS DCONMS  LF b Kww CDX Insert
TSWO06R100-10 10 100 5/10 50 25.4 50 6 9.5 24 WNGUO0608...
TSWO06R100-E10 10 100 5/10 58 27 50 7 12.4 20 WNGUO0603...
TSWO06R125-10 10 125 6/12 70 31.75 50 8 12.7 26.5 WNGUO0603...
TSWO06R125-E10 10 125 6/12 66 32 50 8 14.4 28.5 WNGUO0603...
TSWO06R160-10 10 160 714 100 38.1 63 10 15.9 29 WNGUO0608...
TSWO06R160-E10 10 160 714 82 40 63 9 16.4 38 WNGUO0603...
TSWO07R100-12 12 100 5/10 50 25.4 50 6 9.5 24 WNGUO7TS...
TSWO07R100-E12 12 100 5/10 58 27 50 7 12.4 20 WNGUO7TS...
TSWO07R125-12 12 125 6/12 70 31.75 50 8 12.7 26.5 WNGUO7TS...
TSWO07R125-E12 12 125 6/12 66 32 50 8 14.4 28.5 WNGUO7TS...
TSWO07R160-12 12 160 714 100 38.1 63 10 15.9 29 WNGUO7TS...
TSWO07R160-E12 12 160 714 82 40 63 9 16.4 38 WNGUO7TS...
TSWO09R160-16 16 160 714 100 38.1 63 10 15.9 29 WNGU0904...
TSWO09R160-E16 16 160 714 82 40 63 9 16.4 38 WNGUO0904...

SPARE PARTS & & / f / /
Designation Clamping screw1  Clamping screw2 i Lubricant Torx bit Mono block type Torx bit
TSWO6R... = CSPB-2.5 = M-1000 = IP-8D

TSW07R100/125-... - CSPD-3 SW6-SD M-1000 BLD IP10/S7 -

TSWO07R160-... = CSPD-3 = M-1000 = IP-10D
TSWO09R160-... CSPB-3.5 = = M-1000 = IP-15D

*Recommended clamping torque (N-m):CSPB-2.5=1.3, CSPB-3.5=3.5, CSPD-3=2.5

Milling cutter

Reference pages: Inserts, Standard cutting conditions — H198

Tungaloy H197




B INSERT
WNGU-MJ

B stee! * |k
M Stainless * | Y | %
- Cast iron PAd
o - Non-ferrous
2 S  Superalloys k| Yo |k % : First choice
é H Hard materials ¢ : Second choice
@ Coated
[t5)
Designation REIRS &L LE | IC | S
- =N ®M
I I T I
A<
WNGUO060304TN-MJ 04 |@ [ J 56 | 6.1 | 4.4
WNGUO060308TN-MJ 08 ©® ®© @ @ 56 | 6.1 | 4.4
WNGUO060310TN-MJ 1 |@ [ J 56 | 6.1 | 4.4
WNGUO060316TN-MJ 16 @ @ @ 56 | 6.1 | 4.4
WNGU060320TN-MJ 2 | @ [ J 56 | 6.1 | 4.4
WNGUO07T304TN-MJ 04 | @ [ J 68 | 74 | 55
A h WNGUO7T308TN-MJ 08 ® @ @ 68 | 74 | 55
pproac
angle WNGUO7T310TN-MJ 1 [ ] [ ] 6.8 | 74 | 55
WNGUO7T316TN-MJ 16 @ @ @ 68 | 74 | 55
WNGUO7T320TN-MJ 2 | @ [ J 68 | 74 | 55
WNGUO090404TN-MJ 04 | @ [ J 85 | 86 | 6.5
WNGUO090408TN-MJ 08 ® @ @ 85 | 86 | 6.5
WNGUO090410TN-MJ 1 | @ [ J 85 | 86 | 6.5
WNGUO090416 TN-MJ 16 @ @ @ 85 | 86 | 6.5
WNGU090420TN-MJ 2 | @ [ J 85 | 86 | 6.5
@®: Line up
I STANDARD CUTTING CONDITIONS
. F r line: fz (mm
o0 Cutting eed per edge line: fz (mm/t)
speed TSW /ASW
1ISO Workpiece material Hardness Priority Grade P L
(HB) Ve (m/min) ae / DC (mm)
10% 20% 30% =50%
Low carbon steels - 200 First choice AH725 90 -180 0.12-0.33 0.09 - 0.25 0.07 - 0.21 0.07-0.2
SS400, etc.
E275A, etc. -200 Fracture resistance AH130 90-180 0.12-0.33 0.09-0.25 0.07 -0.21 0.07-0.2
High carbon steels 200 - 300 First choice AH725 90 - 180 0.12-0.33 0.09 - 0.25 0.07 - 0.21 0.07 - 0.2
S45C, etc.
C45, etc. 200 - 300  Fracture resistance AH130 90-180 0.12-0.33 0.09 - 0.25 0.07 - 0.21 0.07-0.2
Alloy steels 150 - 300 First choice AH725 90 - 180 0.12-0.33 0.09 - 0.25 0.07 - 0.21 0.07 - 0.2
SCM440, etc.
42CrMod4, etc. 150 - 300  Fracture resistance AH130 90 - 180 0.12-0.33 0.09 - 0.25 0.07 - 0.21 0.07 - 0.2
Tool steels -300 First choice AH725 90 - 180 0.12-0.33 0.09 - 0.25 0.07 - 0.21 0.07-0.2
SKD61, etc.
X40CrMoV5-1, etc. - 300 Fracture resistance AH130 90-180 0.12-0.33 0.09 - 0.25 0.07 - 0.21 0.07-0.2
Stainless steel
M SUS304, etc. - - AH130 90 - 200 0.12-0.33 0.09 - 0.25 0.07 - 0.21 0.07-0.2
X5CrNi18-9, etc.
Grey cast irons
FC250, etc. 150 - 250 - AH120 120 - 230 0.12-0.42 0.09 - 0.31 0.07 - 0.27 0.07 - 0.25
250, etc.
Ductile cast irons
FCD400, etc. 150 - 250 - AH120 90 - 150 0.12 - 0.42 0.09 - 0.31 0.07 - 0.27 0.07 - 0.25
400-158S, etc.
Titanium alloys - First choice AH725  30-40 0.1-0.17 0.08 - 0.13 0.06 - 0.11 0.06 - 0.1
s Ti-6AI-4V, etc. - Fractureresistance ~ AH130 30 - 40 01-017  0.08-013  0.06-011  0.06-0.1
- First choice AH725 20-35 0.1-0.17 0.08 - 0.13 0.06 - 0.11 0.06 - 0.1

Nickel-based alloys

Inconel 718, etc. . Fractureresistance ~ AH130 20 - 35 01-017  0.08-013  0.06-0.11 0.06 - 0.1
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Axial drive slot mill, for tangentially mounted inserts

DCSFMS

NRSE

Designation [PEAEIEG ZEFP  CICT DCSFMSDCONMS LF b KWW CDX KA Insert
ASN10R100M31.7-16-05 16 100 5 10 48 31.75 16 35.2 7.92 25 162 LMEU1008**ZNEN-MJ
ASN10R100M32.0E16-05 16 100 5 10 47 32 16 34.8 8 255 162 LMEU1008**ZNEN-MJ
ASN10R125M38.1-16-06 16 125 6 12 58 38.1 16 42.3 9.52 32.5 165 LMEU1008**ZNEN-MJ
ASN10R125M40.0E16-06 16 125 6 12 55 40 16 43.5 10 34 165 LMEU1008**ZNEN-MJ
ASN10R160M38.1-16-07 16 160 7 14 58 38.1 16 42.3 9.52 50 167.14 LMEU1008**ZNEN-MJ
ASN10R160M40.0E16-07 16 160 7 14 55 40 16 43.5 10 51.5 167.14 LMEU1008**ZNEN-MJ
ASN10R200M50.0E16-08 16 200 8 16 69 50 16 53.6 12 64.5 168.75 LMEU1008**ZNEN-MJ
ASN12R100M31.7-19-05 19 100 5 10 48 31.75 19 35.2 7.92 25 162 LMEU1206**ZNEN-MJ
ASN12R100M32.0E19-05 19 100 5 10 47 32 19 34.8 8 25.5 162 LMEU1208**ZNEN-MJ
ASN12R125M38.1-19-06 19 125 6 12 58 38.1 19 42.3 9.52 325 165 LMEU1206"*ZNEN-MJ
ASN12R125M40.0E19-06 19 125 6 12 55) 40 19 43.5 10 34 165 LMEU1208**ZNEN-MJ
ASN12R160M38.1-19-07 19 160 7 14 58 38.1 19 42.3 9.52 50 167.14 LMEU1206"*ZNEN-MJ
ASN12R160M40.0E19-07 19 160 7 14 55 40 19 43.5 10 515 167.14 LMEU1208**ZNEN-MJ
ASN12R200M50.0E19-08 19 200 8 16 69 50 19 53.6 12 64.5 168.75 LMEU1208**ZNEN-MJ
ASN12R250M50.0E19-09 19 250 9 18 84 50 19 53.6 12 82 170 LMEU1208**ZNEN-MJ
ASN15R125M38.1-25-05 25 125 5 10 58 38.1 25 42.3 9.52 32.5 162 LMEU1509**ZNEN-MJ
ASN15R125M40.0E25-05 25 125 5 10 55 40 25 43.5 10 34 165 LMEU1509**ZNEN-MJ
ASN15R160M38.1-25-06 25 160 6 12 58 38.1 25 42.3 9.52 50 165 LMEU1509**ZNEN-MJ
ASN15R160M40.0E25-06 25 160 6 12 55 40 25 43.5 10 515 167.14 LMEU1509**ZNEN-MJ
ASN15R200M50.0E25-07 25 200 7 14 69 50 25 53.6 12 64.5 168.75 LMEU1509**ZNEN-MJ
ASN15R250M50.0E25-08 25 250 8 16 84 50 25 53.6 12 82 170 LMEU1509**ZNEN-MJ

-

2

SPARE PARTS (& , / 3
Designation Clamping screw Grip Torx bit 8’
ASN10/12R... SM40-143-H0 H-TB BT15S =
ASN15R... CSTB-5L159 H-TB BT20S =

*Recommended clamping torque (N-m):SM40-143-H0=1.3, CSTB-5L159=5

Reference pages: Inserts, Standard cutting conditions — H201

Tungaloy H199
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Radial drive slot mill, for tangentially mounted inserts

cw E@
b
=1, 29 £=
g & L1155
== 88y 4&
S
LF V
g Designation m ZEFP CICT DCSFMSDCONMS LF b KWW CDX DBC Insert
E TSN10R100M25.4-16-05 100 50 25.4 50 6 95 24 - LMEU1008**ZNEN-MJ
g TSN10R100M27.0E16-05 16 100 5 10 58 27 50 7 12.4 20 - LMEU1008"*ZNEN-MJ
TSN10R125M31.7-16-06 16 125 6 12 70 .75 50 8 12.7 26.5 - LMEU1008**ZNEN-MJ
TSN10R125M32.0E16-06 16 125 6 12 66 32 50 8 14.4 28.5 - LMEU1008**ZNEN-MJ
TSN10R160M38.1-16-07 16 160 7 14 100 38.1 63 10 15.9 29 - LMEU1008**ZNEN-MJ
TSN10R160M40.0E16-07 16 160 7 14 82 40 63 9 16.4 38 - LMEU1008**ZNEN-MJ
TSN10R200M40.0E16-08 16 200 8 16 95 40 63 9 16.4 55] 66.7 LMEU1008**ZNEN-MJ
TSN10R200M47.6-16-08 16 200 8 16 135 47.625 63 14 25.4 31.5 101.6 LMEU1008**ZNEN-MJ
TSN12R100M25.4-19-05 19 100 5 10 50 25.4 50 6 9.5 24 - LMEU1208**ZNEN-MJ
TSN12R100M27.0E19-05 19 100 5 10 58 27 50 7 12.4 20 - LMEU1208**ZNEN-MJ
TSN12R125M31.7-19-06 19 125 6 12 70 31.75 50 8 12.7 26.5 - LMEU1208**ZNEN-MJ
TSN12R125M32.0E19-06 19 125 6 12 66 32 50 8 14.4 28.5 - LMEU1208**ZNEN-MJ
Approach  TSN12R160M38.1-19-07 19 160 7 14 100  38.1 63 10 15.9 29 = LMEU1208**ZNEN-MJ
angle TSN12R160M40.0E19-07 19 160 7 14 82 40 63 9 16.4 38 - LMEU1208"*ZNEN-MJ
TSN12R200M40.0E19-08 19 200 8 16 95 40 63 9 16.4 55 66.7 LMEU1208**ZNEN-MJ
TSN12R200M47.6-19-08 19 200 8 16 135 47.625 63 14 25.4 31.5 101.6 LMEU1208**ZNEN-MJ
TSN12R250M47.6-19-09 19 250 9 18 140 47.625 63 14 25.4 54 101.6 LMEU1208**ZNEN-MJ
TSN12R250M60.0E19-09 19 250 9 18 135 60 63 14 25.7 60 101.6 LMEU1208**ZNEN-MJ
TSN15R125M31.7-25-05 25 125 5 10 70 31.75 50 8 12.7 26.5 - LMEU1509**ZNEN-MJ
TSN15R125M32.0E25-05 25 125 5 10 66 32 50 8 14.4 28.5 - LMEU1509**ZNEN-MJ
TSN15R160M38.1-25-06 25 160 6 12 100 38.1 63 10 15.9 29 - LMEU1509**ZNEN-MJ
TSN15R160M40.0E25-06 25 160 6 12 82 40 63 9 16.4 38 - LMEU1509**ZNEN-MJ
TSN15R200M40.0E25-07 25 200 7 14 95 40 63 9 16.4 55) 66.7 LMEU1509**ZNEN-MJ
TSN15R200M47.6-25-07 25 200 7 14 135 47.625 63 14 25.4 31.5 101.6 LMEU1509**ZNEN-MJ
TSN15R250M47.6-25-08 25 250 8 16 140 47.625 63 14 254 54 101.6 LMEU1509**ZNEN-MJ
TSN15R250M60.0E25-08 25 250 8 16 135 60 63 14 25.7 60 101.6 LMEU1509**ZNEN-MJ
e[0)
SPARE PARTS (& , /
Designation Clamping screw Grip Torx bit
TSN10/12R... SM40-143-H0 H-TB BT15S
TSN15R... CSTB-5L159 H-TB BT20S

*Recommended clamping torque (N*m):SM40-143-H0=1.3, CSTB-5L159=5

Reference pages: Inserts, Standard cutting conditions — H201
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I INSERT

LMEU-MJ
S
O
RE
- Steel DAY AdD ¢
M Stainless Idbidb ¢
- Cast iron * DAY
- Non-ferrous
S  Superalloys * * ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated
o]
Designation REIRS &L INSL| IC | S
- N M
I I IT I
<<
LMEU100808ZNEN-MJ 08 ©® ®© ® @ 12.7 | 10.5 8
LMEU100810ZNEN-MJ 1 [ J [ J 12.7 | 10.5 8
LMEU100816ZNEN-MJ 16 | @ @ @ @ 12.5 | 10.5 8
LMEU100820ZNEN-MJ 2 [ J [ J 12.4 | 10.5 8
LMEU100824ZNEN-MJ 24  © @ O 12.4 | 10.5 8
LMEU100830ZNEN-MJ 3 | @ [ J 12.2 | 10.5 8
LMEU100832ZNEN-MJ 32 | @ @ @ O 12.2 | 10.5 8
LMEU120808ZNEN-MJ 08 ©® ®© ® @ 13.6 | 12.7 8
LMEU120816ZNEN-MJ 16 | @ @ @ @ 13.4 | 12.7 8
LMEU120820ZNEN-MJ 2 [ J [ J 13.3 | 12.7 8
LMEU120824ZNEN-MJ 24  © @ O 13.2 | 12.7 8
LMEU120830ZNEN-MJ 3 | @ [ J 13.1 | 12.7 8
LMEU120832ZNEN-MJ 32 | @ @ @ O 13.1 | 12.7 8
LMEU150908ZNEN-MJ 08 ©® ®© ® @ 156 | 15 9.5
LMEU150916ZNEN-MJ 16 @ @ @ @ 154 | 15 9.5
LMEU150920ZNEN-MJ 2 [ J [ J 15.4 | 15 9.5
LMEU150924ZNEN-MJ 24 @ © 0 153 | 15 9.5 -
LMEU150930ZNEN-MJ 3 | @ [ J 152 | 15 9.5 g
LMEU150932ZNEN-MJ 32 | @ @ @ O 15.1 15 9.5 8
LMEU150940ZNEN-MJ* 4 | @ [ J 149 | 15 9.5 8’
LMEU150950ZNEN-MJ* 5 | @ [ J 147 | 15 9.5 =
* Please note that LMEU150940 and LMEU150950 inserts are for special cutter bodies only and do not fit standard versions. @: Line up =

Il STANDARD CUTTING CONDITIONS

Feed per edge line: fz (mm/t)

Cutting
: ] Hardness L speed TSN/ ASN
ISO Workpiece material (HB) Priority Grade Ve (m/min) ae/DC (mm)
10% 20% 30% =50%
LowS garbon steels - 200 First choice AH3135 90-180 0.22-0.42 016-0.31 014-0.27 0.13-0.25
400, etc.
E275A, etc. -200 Fracture resistance AH725  90-180 0.22-0.42 0.16-0.31 0.14-0.27 0.13-0.25
Highsiargon steels 200 - 300 First choice AH3135 90-180 0.22-0.42 0.16-0.31 0.14-0.27 0.13-0.25
5C, etc.
C45, etc. 200 - 300 Fracture resistance AH725 90-180 0.22-042 0.16-0.31 0.14-0.27 0.13-0.25
s?:l:\% :teels 150 - 300 First choice AH3135 90-180 0.22-0.42 0.16-0.31 014-0.27 0.13-0.25
0, etc.
42CrMo4, etc. 150 - 300 Fracture resistance AH725 90-180 0.22-0.42 0.16-0.31 014-0.27 0.13-0.25
STool steels - 300 First choice AH3135 90-180 0.22-0.42 0.16-0.31 0.14-0.27 0.13-0.25
KD61, etc.
X40CrMoV5-1, etc. - 300 Fracture resistance AH725 90-180 0.22-0.42 0.16-0.31 0.14-0.27 0.13-0.25
Stainless steel
M SUS304, etc. - = AH3135 90-200 0.22-0.42 0.16-0.31 014-0.27 0.13-0.25
X5CrNi18-9, etc.
Grey cast irons
FC250, etc. 150 - 250 - AH120 120-230 0.22-0.5 0.16-0.38 0.14-0.32 0.13-0.3
250, etc.
Ductile cast irons
FCD400, etc. 150 - 250 - AH120 90-150 0.22-0.33 0.16-0.25 014-0.21 0.13-0.2
400-15S, etc.
D - First choice AH725  30-40  012-022 009-016 007-014 0.07-0.13
INteEtHaEEee) Ellteye - First choice AH725  20-35 012-022 0.09-016 0.07-014 0.07-013

Inconel 718, etc.

Tungaloy H201




