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* Particularly suitable for high feed machining
* Low cutting forces
* 4 or 6 corner inserts for cost effective machining

* Low chipping tendency

CHASE2FEED high feed application guide
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Test Report

Case study 1_BLMP06

cHasgP Feeo

Competitor TaeguTec
Workpiece material Tool steel (X165CrMoV12, D2, SKD11)
Cutter D21 end mill cutter (2 teeth) TEBL 321-20-06-L200 (3 teeth)
Insert Single-sided 3corners insert BLMP 0603R-M TT9080
. V (m/min) 158 165
Cutting speed = ) 2400 2500
Feed rate Fz (mm/tooth) 0.93 0.73
F (mm/min) 4500 6000
Width of cut | ae (mm) Variable Variable
Depth of cut | ap (mm) 1 1
Coolant Air Air
Metal removal rate (cm?/min) 95 126
Tool life (min/corner) 60 90
Tool life Metal removal rate
(min/corner) (cm®/min)
100 _ Tool life 200 Ffroductlwty
increased increased
0, 0,
75 by 50% 150 by 33%
50 100
25 50
> 0 , 0 :
E Competitor TaeguTec Competitor TaeguTec
©
L
e}
3
w  Case study 2_BLMP06
ey
=) Competitor TaeguTec
I Workpiece material Mold steel (X40CrMoV51, P20, SCM, HP4MA)
Cutter D26 end mill cutter (2 teeth) TEBL 426-25-06-L200 (4 teeth)
Insert Single-sided 3corners insert BLMP 0603R-M TT9080
> . V (m/min) 204 204
= Cutt d
= UHiNg SPEEAT N rom) 2500 2500
L(E Feed rate Fz (mm/tooth) 0.6 0.5
o F (mm/min) 3000 5000
Q9 Width of cut | ae (mm) Variable Variable
=
-(__3_ Depth of cut | ap (mm) 0.5 0.5
(D) Coolant Air Air
o Metal removal rate (cm*/min) 39 65
= Tool life (hour/corner) 2 2.5
o
Tool life Metal removal rate
(hour/corner) (cm3min)
e Tool life . [ Productivity
4 . 100 .
increased increased
3 by 25% e — by 67%
2 50
‘ % 39
0 0

Competitor

TaeguTec

HIGH PRODUCTIVITY MILLING

Competitor TaeguTec



Test Report

Case study 1_BLMP09

cHasgP Feeo

Competitor TaeguTec
Workpiece material Mold steel (42CrMo4, 4140, SCM440, HP4A)
Cutter D50 face mill cutter (3 teeth) TFMBL 650-22R-09 (6 teeth)
Insert Single-sided 3corners insert BLMP 0904R-M TT9080
. V (m/min) 173 173
Cutting speed = ) 1100 1100
Feed rate Fz (mm/tooth) 0.97 0.98
F (mm/min) 3200 6500
Width of cut | ae (mm) Variable Variable
Depth of cut | ap (mm) 0.8 0.8
Coolant Air Air
Metal removal rate (cm?/min) 128 260
Tool life (hour/corner) 2 5

Tool life Metal removal rate
(hour/corner) (cm®/min)
5 _ Tool life 400 Ffroductlwty
increased increased
4 by 150% 300 by 103%
3
200
2
1 100 128
0 0
Competitor TaeguTec Competitor TaeguTec
Case study 2_BLMP09
Competitor TaeguTec
Workpiece material Tool steel
Cutter D63 high feed mill (5 teeth) TFMBL 663-22R-09 (6 teeth)
Insert Single-sided 3corners insert BLMP 09043R-M TT9080
. V (m/min) 178 143
Cutt d
YN SPEECTN (rom) 900 725
Fz (mm/tooth) 0.53 0.91
T 2400 4000
Width of cut | ae (mm) Variable Variable
Depth of cut | ap (mm) 1 1.2
Coolant Air Air
Metal removal rate (cm®min) 151 302
Tool life (hour/corner) 2 4
Tool life Metal removal rate
(hour/corner) (cm3min)
4 Tool life T ( Productivity
increased increased
3 by 100% a0 by 100%
2 200
1 100
0 0

Competitor

TaeguTec

Competitor

TaeguTec

ﬁ','; TaeguTec

fember IMC Group
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Chip Splitter Family

Test Report

Case study 1_BLMP13

cHasgP Feeo

Competitor

TaeguTec

Workpiece material

M12100(HB220)

Cutter D80 face mill (5 teeth) TFMBL 563-22R-13
Insert Single-sided 4corners insert BLMP 1306R-M TT9080
. V (m/min) 171 251
Cutting speed N 681 1268
Fz (mm/tooth) 0.82 1.03
e T 2791 6,531
Width of cut | ae (mm) 65 45
Depth of cut | ap (mm) 0.5 1.0
Coolant Mist Mist
Metal removal rate (cm®min) 91 294
Metal removal rate
(cm®/min)
400 P_roductlwty
increased
0,
300 by 224%
200
100
0
Competitor TaeguTec
Case study 2_BLMP13
Competitor TaeguTec

Workpiece material

Alloy structural steel (4340, 1.6582, SNCM8)

Cutter D160 ISO face mill (8 teeth) TFMBL 8160-40R-13 (8 teeth)
Insert Single-sided 4corners insert BLMP 1306R-M TT9080
. V (m/min) 250 140
Cutt d
YN SPEECTN (rpm) 500 279
Fz (mm/tooth) 0.2 1.35
Feed rat
eearae e mm/min) 800 3000
Width of cut | ae (mm) 112 112
Depth of cut | ap (mm) 4 2
Coolant Air Air
Metal removal rate (cm®*/min) 358 672
Tool life (pass/corner) 1 8
Tool life Metal removal rate
(pass/corner) (cm3min)
8 Tool life g0l Productivity
increased increased
6 by 700% 60l by 88%
4 400
2 200 358
0 0

Competitor

HIGH PRODUCTIVITY MILLING

TaeguTec

Competitor

TaeguTec



TFMBL-06

Face mill

cHASEP FeED
/. —
Vg,

&

Designation @ 5 Dlm;:SIW f_mm) 73 2{5& ' & Mounting bolt Insert
TFMBL 432-16R-06 4 32 16 40 1 A 0.1 SH M8x1.25x25 BLMP 0603...
532-16R-06 5 32 16 40 1 A 0.1 SH M8x1.25x25
640-16R-06 6 40 16 40 1 A 0.2 SH M8x1.25x25
640-22R-06 6 40 22 40 1 A 0.2 SH M10x1.5x30
650-22R-06 6 50 22 50 1 A 0.4 SH M10x1.5x30
750-22R-06 7 50 22 50 1 A 0.4 SH M10x1.5x30
850-22R-06 8 50 22 50 1 A 0.4 SH M10x1.5x30
752-22R-06 7 52 22 40 1 A 0.4 SH M10x1.5x30
852-22R-06 8 52 22 40 1 A 0.4 SH M10x1.5x30
763-22R-06 7 63 22 50 1 A 0.6 SH M10x1.5x30
863-22R-06 8 63 22 50 1 A 0.6 SH M10x1.5x30
963-22R-06 9 63 22 50 1 A 0.6 SH M10x1.5x30
966-27R-06 9 66 27 50 1 A 0.7 SH M12x1.75x35
+ Coolant through type

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

'3 Taeg

uTe

Member IMC Group
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TFMBL-09

CHAs

FEED

Face mill —
el
J
7R S
(B A N
=
e
Designation @ D D|m;:5|on :_mm) = 2{5@ ' @ Mounting bolt Insert
TFMBL 432-16R-09 4 | 32 16 40 15| E 01 KIB32B BLMP 0904...
440-16R-09 4 | 40 16 40 15| A 02  SHM8x1.25x25
540-16R-09 5 | 40 16 40 15| A 02  SHM8x1.25x25
550-22R-09 5 | 50 22 5 15| A 04  SHM10x1.5x30
650-22R-09 6 | 50 22 5 15| A 04  SHM10x1.5x30
750-22R-09 7 | 50 22 5 15| A 04  SHM10x1.5x30
652-22R-09 6 | 52 22 40 15| A 04  SHMI10x1.5x30
752-22R-09 7 | 52 22 40 15| A 04  SHM10x1.5x30
663-22R-09 6 | 63 22 5 15| A 06  SHM10x1.5x30
> 763-22R-09 7 | 63 22 5 15| A 06  SHM10x1.5x30
= 863-22R-09 8 | 63 22 50 15| A 06  SHM10x1.5x30
B 766-27R-09 7 | 66 27 50 15| A 07  SHMI12x1.75x35
S 866-27R-09 8 | 66 27 5 15| A 08  SHMI2x1.75x35
3 780-27R-09 7 | 80 27 5 15| A 12  SHM12x1.75x35
L 880-27R-09 8 | 80 27 50 15| A 12  SHM12x1.75x35
S 980-27R-09 9 |80 27 50 15| A 12  SHMI2x1.75x35
T 1080-27R-09 10 | 80 27 50 15| A 12  SHMI12x1.75x35
8100-32R-09 8 [ 100 32 60 15| A 23  SHM16x2.0x35
9100-32R-09 9 [ 100 32 60 15| A 23  SHM16x2.0x35
10100-32R-09 10 /100 32 60 15| A 23  SHMI16x2.0x35
11100-32R-09 11 | 100 32 60 15| A 23  SHMI6x2.0x35
12100-32R-09 12 /100 32 60 15| A 23  SHMI16x2.0x35
12125-40R-09 12 | 125 40 60 15| A 27  SHM20x25x40
14125-40R-09 14 | 125 40 60 15 | A 27  SHM20x25x40

Chip Splitter Family

+ Coolant through type

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

HIGH PRODUCTIVITY MILLING



TFMBL-13 cHaseP Feep
Face mill @Eﬁéz

Designation @ D B:mensDn;n (mr:) s Coolant '2;;2 ! @ Mounting bolt Insert

TFMBL 340-16R-13 3 |40 207 16 5 2 | e A 02 KIB32B BLMP 1306...
350-22R-13 3 |5 310 22 40 2 | e A 03 LHMIOxX1.5x25
450-22R-13 4 |50 310 22 40 2 | e A 03 LHMIOX1.5x25
452-22R-13 4 |52 322 22 40 2 | e A 03 SHMIOX1.5x30
463-22R-13 4 | 63 458 22 50 2 | e A 08 SHMIOXx1.5x30
563-22R-13 5 63 458 22 50 2 o A 0.8 SH M10x1.5x30
466-22R-13 4 | 66 459 22 50 2 | e A 08 SHM10x1.5x30
566-22R-13 5 | 66 459 22 50 2 | e A 08 SHMIOx1.5x30
463-27R-13 4 | 63 458 27 50 2 | e A 07 SHMI2x1.75x30
566-27R-13 5 66 459 27 50 2 o A 0.7 SH M12x1.75x30 ;
580-27R-13 5 80 59.8 27 60 2 o A 1.4 SH M12x1.75x30 (g.
680-27R-13 6 | 80 598 32 60 2 | e A 14 SHMI2x1.75x30 T
580-32R-13 5 | 80 598 32 60 2 | e A 14 SHMI6x2x35 4
5100-32R-13 5 100 797 32 60 2 | e A 19 SHMI6X2X35 Q
6100-32R-13 6 | 100 797 32 60 2 | e A 20 SHMI6x2x35 o
7100-32R-13 7 [100 797 32 60 2 | e A 20 SHMI6x2x35 3
6125-32R-13 6 | 125 1045 32 60 2 | e A 30 SHMI6x2x35 <
7125-40R-13 7 | 125 1045 40 60 2 | e A 29 SHM20x25x40
7160-40R-13 7 | 160 1395 40 60 2 | x B 36 -
8160-40R-13 8 | 160 1395 40 60 2 | x B 36 - Q
9160-40R-13 9 [160 1395 40 60 2 | x B 38 - 5
8200-60R-13 8 | 200 1795 60 60 2 | x B 54 - )
9200-60R-13 | 9 | 200 1795 60 60 2 | x B 53 : =
11200-60R-13 | 11 | 200 1795 60 60 2 | x B 55 - o
9250-60R-13 9 | 250 22905 60 60 2 | x B 106 - T
10250-60R-13 | 10 | 250 2295 60 60 2 | x B 106 - %
12250-60R-13 | 12 | 250 2295 60 60 2 | x B 107 - =

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

l} TaeguTe

Member IMC Group




TFMBL-13

Face mill (inch)

&

CHHSQ FEED
/ —

&

Designation @ D Dl?lmensgc;n (mml)_ . Coolant As’[)tl)l(:e ' & Mounting bolt Insert
TFMBL 580-25.4R-13 5 80 598 2540 60 2 ° A 13 SHM12x1.75x30 | BLMP 1306...

580-31.75R-13 5 80 598 31.75 60 2 ° A 1.3 SHM16x2x35

6100-31.75R-13 6 100 79.7 3175 60 2 o A 19 SHM16x2Xx35

7125-38.1R-13 7 125 1045 3810 60 2 X B 3.0

=
S
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8
]
o}
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Chip Splitter Family

Spare parts

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Screw Wrench
Designation ﬁ %y %
TFMBL-06 TS 250641/HG-P TD 8P
TFMBL-09 TS 35A088I/HG TD 10P
TFMBL-13 TS50B1061/HG T-T20

HIGH PRODUCTIVITY MILLING



End mill —~

TEBL-06 cHasEP Feep
VAl

L Dimension (mm)
Designation @ D d L H = Insert
TEBL 216-15-06-L150 2 16 15 150 40 0.7  |BLMP 0603...

216-16-06 2 16 16 150 40 0.7

216-16-06-S 2 16 16 100 30 0.7

217-16-06-S 2 17 16 100 30 0.7

217-16-06 2 17 16 150 40 0.7

217-16-06-1.200 2 17 16 200 20 0.7

218-16-06 2 18 16 150 25 0.7

220-20-06-1.200 2 20 20 200 80 1.0

320-19-06-1.180 3 20 19 180 80 1.0

320-20-06-S 3 20 20 130 50 1.0 I
320-20-06 3 20 20 160 80 1.0 <
321-20-06-S 3 21 20 150 20 1.0 T
321-20-06-L.200 3 21 20 200 20 1.0 3
325-25-06-1220 3 25 25 220 50 10 -
425-24-06-1180 4 25 24 180 60 1.0 )
425-25-06-S 4 25 25 140 60 1.0 2
425-25-06 4 25 25 180 60 10 <
425-25-06-L250 4 25 25 250 40 1.0

326-25-06-1.200 3 26 25 200 30 1.0

326-25-06-L250 3 2 25 250 30 10 Q
426-25-06-S 4 26 25 150 30 1.0 T
426-25-06-L200 4 26 25 200 30 1.0 _gJ
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 ;I;I
432-32-06-S 4 32 32 150 70 1.0 3
532-32-06-S 5 32 32 150 70 1.0 =
532-32-06-1.200 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

533-32-06-1.200 5 33 32 200 40 1.0

533-32-06-1.250 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

l} TaeguTe

Member IMC Group




TEBL-06

End mill

%\

cHasEP Feep
/ —

&

DJL = d
°
,Ej
ap [ H L
L Dimension (mm)
Designation @ D d L H 2D Insert
TEBL 535-32-06-L200 5 35 32 200 50 1.0 BLMP 0603...
535-32-06-L300 B 35 32 300 50 1.0
540-32-06-L220 5 40 32 220 40 1.0
640-32-06-S 6 40 32 150 40 1.0
640-32-06-L220 6 40 32 220 40 1.0

=
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Chip Splitter Family

+ Coolant through type

HIGH PRODUCTIVITY MILLING




TEBL...-M...-06

Modular

pred

v’

<8
p // \_l".."
4
.
< O%

cHAsEP FEED

a4

o=

N Dimension (mm)
Designation @ D Ds s s = Insert

TEBL 216-M08-06 2 16 13 25 08 0.7 BLMP 0603...
217-M08-06 2 17 13 25 08 0.7
218-M08-06 2 18 13 25 08 0.7
220-M10-06 2 20 18 30 10 1.0
320-M10-06 3 20 18 30 10 1.0
321-M10-06 3 21 18 30 10 1.0
322-M10-06 3 22 18 30 10 1.0
325-M12-06 3 25 21 35 12 1.0
425-M12-06 4 25 21 35 12 1.0
326-M12-06 3 26 21 35 12 1.0
426-M12-06 4 26 21 35 12 1.0
530-M16-06 5 30 29 40 16 1.0
432-M16-06 4 32 29 40 16 1.0
532-M16-06 5 32 29 40 16 1.0
433-M16-06 4 33 29 40 16 1.0
533-M16-06 5 33 29 40 16 1.0
435-M16-06 4 35 29 43 16 1.0
535-M16-06 5 35 29 43 16 1.0
640-M16-06 6 40 29 43 16 1.0
542-M16-06 5 42 29 43 16 1.0
642-M16-06 6 42 29 43 16 1.0

+ Coolant through type
Spare parts
Screw Wrench
Designation & /ﬁ
TEBL-06 TS 25064I/HG-P TD 8P

l} TaeguTe

Member IMC Group
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Chip Splitter Family

TEBL-09

End mill

cHAsEP FEED

@\

E

L~ L
M 4
Fig.1 Fig.2
Designation @ Dimension (mm) Fig. Insert
D d L H ap
TEBL 225-25-09-L150 2 25 25 150 70 1.5 1 BLMP 0904...
225-25-09-L.200 2 25 25 200 100 1.5 1
325-25-09-L150 3 25 25 150 70 1.5 1
325-25-09-L200 3 25 25 200 110 1.5 1
326-25-09-L150 3 26 25 150 30 1.5 1
326-25-09-L.220 3 26 25 220 30 1.5 1
330-32-09-L160 3 30 32 160 70 1.5 1
330-32-09-L220 3 30 32 220 120 1.5 1
332-32-09-L160 3 32 32 160 70 1.5 1
332-32-09-L220 3 32 32 220 120 1.5 1
432-32-09-L160 4 32 32 160 70 1.5 1
432-32-09-L.220 4 32 32 220 120 1.5 1
433-32-09-L180 4 33 32 180 30 1.5 1
433-32-09-L250 4 33 32 250 30 1.5 1
440-32-09-L180 4 40 32 180 40 1.5 2
440-32-09-L250 4 40 32 250 40 1.5 2
540-32-09-L180 5) 40 32 180 40 1.5 2
540-32-09-L250 5 40 32 250 40 1.5 2

+ Coolant through type

HIGH PRODUCTIVITY MILLING



TEBL...-M...-09 HASEP FEED
Modular ?ﬂ@@?@éz

= TS |D3

.2

T

N Dimension (mm)
Designation @ D Da L s o Insert
TEBL 225-M12-09 2 25 21 35 12 1.5 BLMP 0904...
325-M12-09 3 25 21 35 12 1.5
326-M12-09 3 26 21 35 12 1.5
330-M16-09 3 30 29 43 16 1.5
332-M16-09 3 32 29 43 16 1.5
432-M16-09 4 32 29 43 16 1.5
433-M16-09 4 33 29 43 16 1.5
335-M16-09 8 35 29 43 16 1.5
435-M16-09 4 35 29 43 16 1.5
440-M16-09 4 40 29 43 16 1.5 I
540-M16-09 5 40 29 43 16 15 <
542-M16-09 5 42 29 43 16 1.5 il
[0
[0
o
M
Q
3.
<
O
=
Ee)
+ Coolant th ht w
oolant through type g
8
-
W)
3,
Spare parts =3
Screw Wrench
Designation & /ﬁ
TEBL-09 TS 35A088I/HG TD 10P

l} TaeguTe

Member IMC Group
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Chip Splitter Family

TEBL-13

End mill

%\

cHasEP Feep
VaEat i

D d[
I
L
N Dimension (mm)
Designation @ D D1 q L H = Insert
TEBL 232-32-13-L150 2 32 12.9 32 150 50 2 BLMP 1306...
232-32-13-1L200 2 32 12.9 32 200 80 2
232-32-13-L 2 32 12.9 32 200 120 2
233-32-13-L200 2 33 14.3 32 200 50 2
233-32-13-1L.250 2 33 14.3 32 250 50 2
235-32-13-1.200 2 35 16.1 32 200 30 2
240-42-13-XL 2 40 20.7 42 300 120 2
340-32-13-L150 3 40 20.7 32 150 40 2
340-32-13-L200 3 40 20.7 32 200 70 2
340-42-13-S 3 40 20.7 42 150 70 2
+ Coolant through type

HIGH PRODUCTIVITY MILLING



TEBL...-M-13

cHasEP Feeo
s —

Modular 7 i
ANl
D Dli_‘ = Ts| D3
N (L
oF
e
Ls
N Dimension (mm)
Designation @ D D1 Ds s T = Insert
TEBL 232-M16-13 2 32 12.9 30 50 16 2 BLMP 1306...
233-M16-13 2 33 14.3 30 50 16 2
235-M16-13 2 35 16.1 30 50 16 2
340-M16-13 3 40 20.7 30 50 16 2
342-M16-13 3 42 22.6 30 50 16 2
+ Coolant through type
Spare parts
Screw Wrench
Designation & /%
TEBL-13 TS50B1061/HG T-T20

'3 Taeg

uTe

Member IMC Group
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BLMP 06/09 cHASEP FEED

Insert
Size Dimension (mm
| di t ap
06 90 1639373 1.0
09 11.9 1 9.18 | 480 | 1.5
M MM ML
Recommended Coated Uncoated
Insert Designation Machining Conditions S g9 89939 g ®©w g e
o Feed » 85882 RIR |o
(mm/tooth) mm |EEEEEEEEE T
BLMP 0603R-M 0.30-2.50 0.1-1.0 ° e o o e o o
’ N 0904R-M 0.30-3.50 0115 | o o o o o o o
2 BLMP 0603R-MM 0.20-2.00 0.1-1.0 ° o o °
- g 0904R-MM 0.20-3.00 0.1-15 °
= BLMP 0603R-ML 0.10-0.80 0.1-1.0 ° o o
0904R-ML 0.30-0.80 0.1-1.5 ° e o

(
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Chip Splitter Family

®: Standard item

HIGH PRODUCTIVITY MILLING




BLMP 13

cHasEP Feep

Insert
Size Dimension (mm)
d t ap
13 12.3 2
é 7
*&f
t d ap
M MM MR
Recommended Coated Uncoated
Insert Designation tsehipngleonditions S 83 & 8 83 2 8 2
9 Feed a |8 38 SR P33R o
(mm/tooth) mm |FFEEEEEE T
™ BLMP 1306R-M 0.40-4.50 0.5-2.0 e o o o e o o
-~
L=
BLMP 1306R-MM 0.40-4.50 0.5-2.0 e o o o °
rt-l L
—
BLMP 1306R-MR 0.40-4.50 0.5-2.0 e o o o e o o
=y -,
L ==

@: Standard item

l} TaeguTe

Member IMC Group
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High Feed Family

Chip Splitter Family

m High feed machining with
high positive SBMT 13 inserts

» Single sided, 4 corner high positive insert for high feed cutting conditions

* Lower cutting force than double sided inserts

* High helix geometry for smooth cutting

* Increased insert thickness for better endurance under high feed conditions

SBMT 13

HIGH PRODUCTIVITY MILLING




Test Report

Case study 1

CHASEFEED

Competitor

TaeguTec

Workpiece material

Mold steel (XPM)

Cutter D50 face mill cutter (3 teeth) TFMSB 350-22R-13 (3 teeth)
Insert Single-sided 4corners insert SBMT 130625R-M TT9080
. V (m/min) 140 140
Cutting speed N 892 892
Fz (mm/tooth) 1.6 1.6
Feadialo S e mmming 4281 4281
Width of cut | ae (mm) 30 30
Depth of cut | ap (mm) 0.8 0.8
Coolant Dry Dry
Metal removal rate (cm?/min) 102.7 102.7
Tool life (min/corner) 90 120
Tool life
(min/corner)
120 : Tool life
increased
0,
0 by 33%
60
30
0 ;
Competitor TaeguTec
Case study 2
Competitor TaeguTec

Workpiece material

Ductile cast iron (GGG50, 80-55-08, FCD500, GCD500)

Cutter D50 face mill (4 teeth) TFMSB 450-22R-13 (4 teeth)
Insert Single-sided 4corners insert SBMT 130628R-M TT9080
. V (m/min) 157 157
Cutt d
UHiNg SPEEAT N rom) 1000 1000
Fz (mm/tooth) 1.63 1.63
TS 6500 6500
Width of cut | ae (mm) Variable Variable
Depth of cut | ap (mm) 04 0.4
Coolant Air Air
Tool life (hour/corner) 4 5

Tool life
(hour/corner)

5
P —

Tool life
increased
by 25%

Competitor

TaeguTec

ﬁ','; TaeguTec

fember IMC Group
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TFMSB-13

Face mill

CHASEFEED

[

&

Designation @ D D[1)|mens|,3|c;n (mml)_ . Coolant 2{5@ ' @ Mounting bolt Insert
TFMSB 350-22R-13 3 50 29.3 22 40 2 ° A 0.3 LHM10x1.5x25 SBMT 1306...
450-22R-13 4 50 29.3 22 40 2 ° A 0.2 LHM10x1.5x25
452-22R-13 4 52 31.3 22 40 2 ° A 0.3 LHM10x1.5x25
552-22R-13 5) 52 3il:3 22 40 2 ° A 0.2 LHM10x1.5x25
463-22R-13 4 63 42.4 22 50 2 ° A 0.6 SHM10x1.5x30
563-22R-13 5 63 42.4 22 50 2 (] A 0.5 SHM10x1.5x30
463-27R-13 4 63 42.4 27 50 2 ° A 0.5 SHM12x1.75x35
580-27R-13 B 80 59.4 27 60 2 ° A 1.3 SH M12x1.75x35
580-32R-13 5) 80 59.4 32 60 2 ° A 1.3 SH M16x2x35
%‘ 6100-32R-13 6 100 794 32 60 2 ° A 1.9 SHM16x2x35
% 7125-40R-13 7 125 1047 40 60 2 (] A 2.5 SH M20x2.5x40
L 8160-40R-13 8 160 139.4 40 60 2 X B 3.5
8 9200-60R-13 9 200 1794 60 60 2 X B 5.1
ot 10250-60R-13 10 | 250 2294 60 60 2 X B 91 -
- TFMSB 463-25.4R-13 4 63 424 254 50 2 (] A 0.5 SHM12x1.75x35 | SBMT 1306...
% 580-25.4R-13 5) 80 594 254 60 2 (] A 1.3 SH M12x1.75x35
580-31.75R-13 ) 80 59.4 3175 60 2 ° A 1.3 SH M16x2x35
7125-38.1R-13 7 125 104.7 38.1 60 2 X B 2.2

Chip Splitter Family

Spare parts

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Screw Wrench
Designation & %
TFMSB-13 TS 50115l T-T20

HIGH PRODUCTIVITY MILLING




TESB-13 CHASEFEED

End mill —

Vil al ueat

N Dimension (mm)
Designation @ D D1 d L m P Insert
TESB 232-32-13-L150 2 32 11.6 32 150 50 2 SBMT 1306...
232-32-13-L200 2 32 11.6 32 200 80 2
233-32-13-L200 2 33 12.6 32 200 30 2
233-32-13-L250 2 33 12.6 32 250 50 2
235-32-13-L200 2 35 14.6 32 200 30 2
340-32-13-L150 3 40 19.5 32 150 30 2
340-32-13-L200 3 40 19.5 32 200 30 2
342-32-13-1L200 3 42 21.5 32 200 30 2

Ajwe psa4 ybiH

Aiwe sonids diyo

+ Coolant through type

l} TaeguTe

Member IMC Group




TESB...-M-13

Modular

CHASEFEED

@\

v

Ts| D3
N Dimension (mm)
Designation @ D D; Ds s T = Insert
TESB 232-M16-13 2 32 11.6 29 50 16 2 SBMT 1306...
233-M16-13 2 33 12.6 29 50 16 2
340-M16-13 3 40 19.5 29 50 16 2
342-M16-13 3 42 215 29 50 16 2
=
1S
]
L
e
[
()
L
N
2
I
=
£
(]
'-'; « Coolant through type
2
=
w
g
o
@ Spare parts
Screw Wrench
Designation & %
TESB-13 TS 501151 T-T20

HIGH PRODUCTIVITY MILLING




SBMT 13 CHASEFEED

Insert

Size Dimension (mm)
Z \ d t ap r
9 13 13.05| 6.65 | 2 2.5
S
)
M ML MR
Recommended Coated Uncoated
Insert Designation Machining Conditions S g3 989 g @2 g °
° Feed » |88 3 28Se8R. o
(mm/tooth) mm |EEEEEEEE T
SBMT 130625R-M 0.42-2.00 0.5-2.0 e © © o o o o o
w
V
SBMT 130625R-ML 0.42-2.00 0.5-2.0 o o
)
L2
® SBMT 130625R-MR 0.42-2.00 0.5-2.0 ° ° o

Ajwe psa4 ybiH
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®: Standard item
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y. XEVT line for excellence in
@mﬁ aluminum high speed machining

+ XEVT 16 is specifically dedicated to aluminum and non-ferrous material machining

+ Wide application range: Shouldering, Slotting, Face milling, Step down milling, Profiling, Straight
ramping, Helical ramping

« Stronger insert design including a "V" shape bottom and unique stopper system mean higher
performance under high-speed cutting conditions

[

Stable V" shape Safe stopper design

* High positive helical cutting edge and polished surface finish enable high precision and
excellent surface roughness

+ Available in several corner "R" options

High Feed Family

Chip Splitter Family

HIGH PRODUCTIVITY MILLING




Test Report

CHASEALG

Case study 1
Competitor TaeguTec
Workpiece material Al alloy (A6061)
Cutter D63 face mill (2 teeth) TFMO0XEV 563-22R-16 (5 teeth)
Insert Single-sided 2corners insert XEVT 160516R-AL K10
. V (m/min) 700 1200
Cutting speed| =\ ) 3500 6000
Fz (mm/tooth) 0.1 0.1
F t
S 800 3000
Width of cut | ae (mm) 30 44
Depth of cut | ap (mm) 2.5-3.0 2.5-3.0
Coolant Wet Wet
Metal removal rate (cm?/min) 72 396
Tool life (pcs/corner) 5 30
Tool life Metal removal rate
(pcs/corner) (cm®/min)
40 : Tool life 400 Ffroductlwty
increased increased
) 0,
30 by 500% 300 by 450%
20 200
10 100
0 N 0
Competitor TaeguTec Competitor TaeguTec
Case study 2
Competitor TaeguTec
Workpiece material Al alloy (A6061)
Cutter TE90AP 232-32-17-L (2 teeth) TE9OXEV 332-32-16 (3 teeth)
Insert APKT 1705 PER-AL K10 XEVT 160516R-AL K10
. V (m/min) 300 600
Cutt d
UHiNg SPEEAT N rom) 2985 6000
Fz (mm/tooth) 0.1 0.2
e 600 3600
Width of cut | ae (mm) 15 23
Depth of cut | ap (mm) 2.5-3.0 2.5-3.0
Coolant Wet Wet
Metal removal rate (cm®min) 27 248
Tool life (hour/corner) 24 48
Tool life Metal removal rate
(hour/corner) (cm®/min)
50 _TooI life P P_roductlwty
increased increased
0, 0,
40 by 100% 0 8 by 933%
30
200
20
100
10
0 0
Competitor TaeguTec Competitor TaeguTec

a TaeguTec

fember IMC Group
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Chip Splitter Family

TFM90XEV-16/22

Face mill

CHASEALG

\
%\

&\ &

I
90°
Designation @ D Dlmggsm I(_mm) = Coolant 2{5& ' IE\IAIEI\);I Mounting bolt Insert
TFM90XEV 340-16R-16 3 | 40 16 50 16 o A 41,200 0.2 SHM8x1.25x35-C | XEVT 1605...
450-22R-16 4 | 50 22 50 16 o A 36,800 0.3 SH M10x1.5x30-C
563-22R-16 5 | 63 22 50 16 o A 32,700 0.5 SH M10x1.5x30-C
580-27R-16 5 80 27 50 16 ° A 29,000 0.9 LHM12x1.75x30-C
680-27R-16 6 | 80 27 50 16 o A 29,000 0.8 LHM12x1.75x30-C
6100-32R-16 6 | 100 32 63 16 o A 26,000 1.6 SHM16Xx2x35-C
7125-40R-16 7 | 125 40 63 16 o A 23,200 2.5 SH M20x2.5x40-C
8160-40R-16 8 | 160 40 63 16 X C 20,000 3.8 -
10200-60R-16 | 10 | 200 60 63 16 X C 18,300 5.3 -
TFMOOXEV 350-22R-22 3 | 50 22 55 21 o A 31,400 0.4 SHM10x1.5x30-C | XEVT 2206...
463-22R-22 4 | 63 22 55 21 o A 28,000 0.6 SH M10x1.5x30-C
580-27R-22 5 |80 27 5 21 o A 24,800 1.0 LH M12x1.75x30-C
6100-32R-22 6 | 100 32 63 21 o A 22,200 2.1 SHM16x2x35-C
7125-40R-22 7 | 125 40 63 21 ° A 19,900 2.8 SH M20x2.5x40-C
10200-60R-22 | 10 | 200 60 63 21 X C 15,700 5.9 -

body "R"=insert "R"-0.3mm

Spare parts

+ Table’s ap refers to XEVT 160504 and XEVT 220605 insert.

+ Cutter body for inserts with corner radii more than 3.2mm (XEVT 16) and 3.0mm (XEVT 22) should be modified as follows:

Screw Wrench
Designation ﬁ /%
TFM90XEV-16 TS 40093I/HG T-T15
TFM90XEV-22 TS 501151 T-T20

HIGH PRODUCTIVITY MILLING




TE9OXEV-HSK63A-16

End mill for HSK toolholder

CHASEALG

&

1

.
90°
o Dimension (mm) Max

Designation @ D Dr L m = RPM @ Insert

TE9OXEV 225-100-HSK63A-16 2 25 63 100 70 16 52,000 0.8 | XEVT 1605...
232-125-HSK63A-16 2 32 63 125 95 16 46,000 1.1
332-90-HSK63A-16 3 32 63 90 60 16 46,000 0.9
340-105-HSK63A-16 3 40 63 105 75 16 41,200 1.1
450-105-HSK63A-16 4 50 63 105 75 16 36,800 1.5
450-120-HSK63A-16 4 50 63 120 90 16 36,800 1.7

+ Coolant through type

+ Cutter body for inserts with corner radii more than 3.2mm (XEVT 16) should be modified as follows: body "R"=insert

"R"-0.3mm
+ Table’s ap refers to XEVT 160504 insert.

Spare parts

Screw Wrench
Designation » /%
TE9OXEV 225-16 TS 40085I/HG T-T15
TE9OXEV 232/332/340/450-16 TS 40093I/HG T-T15

'3 Taeg

uTe

Member IMC Group
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TE9OXEV-16/22 CHASEALG

End mill —

Vil il aeal i 4

’ & e d
\.‘J,v
L
.
90°
Designation @ Dimension (mm) VX Insert
J D d L H ap RPM
TEQOXEV 225-25-16 2 25 25 125 55 16 52,000 XEVT 1605...
225-25-16-L170 2 25 25 170 70 16 52,000
232-32-16 2 32 32 150 50 16 46,000
232-32-16-L200 2 32 32 200 80 16 46,000
332-32-16 3 32 32 150 50 16 46,000
332-32-16-L200 3 32 32 200 80 16 46,000
340-32-16 3] 40 32 170 55 16 41,200
340-32-16-L250 3 40 32 250 55 16 41,200
TE9QOXEV 232-32-22 2 32 32 160 100 21 37,500 XEVT 2206...
g 340-40-22 3 40 40 160 80 21 35,100
e
(4]
L
©
(]
(0]
L
<
2
I
=
=
©
L
o
-T_:_
wn
2
<
(@)
+ Coolant through type

« Cutter body for inserts with corner radii more than 3.2mm (XEVT 16) and 3.0mm (XEVT 22) should be modified as follows:
body "R"=insert "R"-0.3mm
« Table’s ap refers to XEVT 160504 and XEVT 220605 insert.

HIGH PRODUCTIVITY MILLING




TE9OXEV...-M...-16

CHASEALG

Modular 77 = 'i"
/‘Q
.-M EDS
g -
Ls
L]
90°
Designation @ Dimension (mm) JET Insert
g D Ds Ls Ts ap RPM
TEQOXEV 225-M12-16 2 25 21 43 12 16 52,000 | XEVT 1605...
232-M16-16 2 32 29 43 16 16 46,000
332-M16-16 3 32 29 43 16 16 46,000
340-M16-16 3 40 29 43 16 16 41,200
+ Coolant through type

« Cutter body for inserts with corner radii more than 3.2mm (XEVT 16) should be modified as follows: body "R"=insert

"R"-0.3mm

« Table’s ap refers to XEVT 160504 insert.

Spare parts

Screw Wrench

Designation ﬁ %

TE9OXEV 225-16 TS 40085I/HG T-T15
TE9OXEV 232/332/340-16 TS 40093I/HG T-T15
TE9OXEV 232-32-22 TS 50105I T-T20
TE9OXEV 340-40-22 TS 50115I T-T20

l} TaeguTe

Member IMC Group
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XEVT 16/22-AL

CHASEALG

Insert
: Dimension (mm
- T ke [ d1 | t (alp : a r
LE 16 18.3-22.2| 11.2 |5.1-5.5| 14-16 |0.6-1.5]0.4-5.0
@ 22 22.4-28 | 13.6 |6.8-7.4]|18.5-21/1.2-1.7]|0.5-6.4
. &
fl I~
Recommended Coated Uncoated
o Machining Conditions O o © © © v o o
Insert Designation DX © A © ® = D =

Feed ap S 8 8 R R © 8 & o
(mm/tooth) mm |[EEEEEEEE <
XEVT 160504R-AL 0.1-0.4 3.5-12.0 °
V. 1 160508R-AL 0.1-0.4 3.5-12.0 o
160512R-AL 0.1-0.4 3.5-12.0 i
160516R-AL 0.1-0.4 3.5-12.0 o
160520R-AL 0.1-0.4 3.5-12.0 °
160524R-AL 0.1-0.4 3.5-12.0 o
160530R-AL 0.1-0.4 3.5-12.0 o
160532R-AL 0.1-0.4 3.5-12.0 i
= 160540R-AL 0.1-0.4 3.5-12.0 o
e 160550R-AL 0.1-0.4 3.5-12.0 °
L(E 220605R-AL 0.1-0.6 3.5-18.0 o
8 220608R-AL 0.1-0.6 3.5-18.0 i
Ltll_) 220616R-AL 0.1-0.6 3.5-18.0 i
- 220620R-AL 0.1-0.6 3.5-18.0 o
2 220630R-AL 0.1-0.6 3.5-18.0 o
L 220640R-AL 0106 | 35180 .
220650R-AL 0.1-0.6 3.5-18.0 i
220664R-AL 0.1-0.6 3.5-18.0 o

Chip Splitter Family

HIGH PRODUCTIVITY MILLING

®: Standard item




BT ATT DTN bt

'y 7 AXMT 06-HF & APKT 09/12-HF for
@E@ﬂﬁé high feed machining

* HF type insert for high feed machining

+ Small insert size enables high number of teeth

* Durable insert cutting edge - Maximum feed rate 1mm/tooth
* Low cutting resistance by positive helical cutting edge

« Maximum depth of cut: 0.5mm - 1.2mm

+ Ramp down capabilities

Ajwe psa4 ybiH
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AXMT 0602R-HF APKT 09-HF APKT 12-HF




TFMO0AX/2S-TFM90AP

Face mill

CHASERILL

-

&

{ TFM90AX 2S-TFM90AP
Designation @ D Dlmlzt)e:smn (me) = Coolant Q;SIZ ' @ Mounting bolt Insert
TFM90AX 832-16R-06 8 32 16 32 05 ° A SH M8x1.25x25 | AXMT 0602R-HF
1040-16R-06 10 | 40 16 40 05 ° A 0.2 SH M8x1.25x25
1040-22R-06 10 40 22 40 05 ° A 0.2 SHM10x1.5x30
2S-TFM90AP 540-16R-09 5 40 16 40 1.0 o A 0.3 SHM8x1.25x30 | APKT 09T3R-HF
640-16R-09 6 40 16 40 1.0 ° A 0.2 SH M8x1.25x30
550-22R-09-B 5 50 22 40 1.0 ° A 0.3 SHM10x1.5x30
650-22R-09 6 50 22 40 1.0 ° A 0.3 SHM10x1.5x30
750-22R-09 7 50 22 40 1.0 ° A 0.3 SHM10x1.5x30
863-22R-09 8 63 22 40 1.0 ° A 0.5 SHM10x1.5x30
1080-27R-09 10 | 80 27 50 1.0 ° A 11 SHM12x1.75x35
1080-25.4R-09 | 10 | 80 254 50 1.0 ° A 11 SHM12x1.75x35
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Chip Splitter Family

Spare parts

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Screw Wrench
Designation & /ﬁ
TFM90AX TS 180411/HG TD6P
2S-TFM90AP TS 25075IIHG TD8

HIGH PRODUCTIVITY MILLING



TFM90AP-12 CHASEMILL
Face mill =
Ve

.
90°
Designation @ D Dlm;:swn l(_mm) = Coolant :Sl?e r & Mounting bolt Insert
TFMO0AP 440-16R-12 4 40 16 40 1.2 ° A 0.2 SH M8x1.25x25 APKT 1204R-HF
540-16R-12 5 40 16 40 1.2 ° A 0.2 SH M8x1.25x25
550-22R-12 5 50 22 40 1.2 ° A 0.3 SHM10x1.5x30
650-22R-12 6 50 22 40 1.2 (] A 0.3 SH M10x1.5x30
563-22R-12 5 63 22 40 1.2 ° A 0.5 SHM10x1.5x30
663-22R-12 6 63 22 40 1.2 ° A 0.5 SHM10x1.5x30
763-22R-12 7 63 22 40 1.2 ° A 0.5 SHM10x1.5x30
680-27R-12 6 80 27 50 1.2 o A 1.0 SHM12x1.75x30
880-27R-12 8 80 27 50 1.2 (] A 1.0 SH M12x1.75x30
TFM90AP 880-25.4R-12 8 80 254 50 1.2 ° A 1.0 SHM12x1.75x30 | APKT 1204R-HF

Ajwe psa4 ybiH
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+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C) _gJ

E

(o)

=
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=}

Spare parts =
Screw Wrench

Designation & ﬁ

TFM90AP-12 TS 35A088I/HG TD10P

l} TaeguTe

Member IMC Group




TE90AX-06 CHASEMILL
End mill —

vt

DIES\/( o) 1] dI ol K] d
{@ |- - -
a. ‘ al.
D L L
. Fig.1 Fig.2
90°
Designation @ Dimension (mm) Coolant  Fig. Insert
D d L H ap
TE90AX 108-08-06-C 1 8 8 80 17 0.5 3 2 |AXMT 0602R-HF

210-09-06-L120 2 10 9 120 17 0.5 X 2
210-10-06 2 10 10 80 17 0.5 X 2
210-10-06-C 2 10 10 80 17 0.5 o 2
211-10-06 2 1 10 80 17 0.5 X 2
212-12-06 2 12 12 80 18 0.5 X 2
212-12-06-C 2 12 12 80 18 0.5 o 2
212-12-06-L 2 12 12 130 18 0.5 X 2
212-11-06-L120 2 12 11 120 20 0.5 X 2

= 312-12-06 8 12 12 80 18 0.5 X 2

e 312-12-06-C 3 12 12 80 18 0.5 o 2

L 313-12-06-C 3 13 12 9 20 0.5 3 2

3 314-12-06 3 14 12 80 18 0.5 X 2

@ 415-12-06 4 15 12 80 18 0.5 X 2

- 316-16-06 3 16 16 110 20 05 X 2

2 316-16-06-C 3 16 16 110 20 0.5 o 2

T 316-16-06-L 3 16 16 150 _ 20 05 X >
416-W16-06 4 16 16 9 20 0.5 X 1
416-W16-06-C 4 16 16 el 20 0.5 o 1

= 417-16-06 4 17 16 90 20 05 X 2

£ 418-W16-06 4 | 18 16 9 20 05 | x 1

L 418-W16-06-C 4 18 16 90 20 0.5 ° 1

o 418-16-06-L 4 18 16 150 20 05 X 2

%_ 419-W16-06 4 19 16 90 20 05 X 1

() 420-20-06 4 20 20 160 25 0.5 X 2

._g— 420-W20-06-C 4 20 20 160 25 0.5 ° 1

O 520-19-06-L 5 20 19 160 25 0.5 X 1
520-W20-06 5 20 20 105 25 0.5 X 1
520-W20-06-C 5 20 20 105 25 0.5 o 1
521-20-06 5 21 20 105 25 0.5 X 2
725-W20-06 7 25 20 115 25 0.5 X 1
725-W20-06-C 7 25 20 115 25 0.5 o 1
725-W25-06 7 25 25 120 30 0.5 X 1
832-W25-06 8 32 25 130 32 0.5 X 1
832-W25-06-C 8 32 25 130 32 0.5 o 1
1040-W32-06 10 40 32 140 40 0.5 X 1
1040-W32-06-C 10 40 32 140 40 05 o 1

HIGH PRODUCTIVITY MILLING




TE9OAX ...-M...-06 CHASEMILL

Modular Z I~ 17 = g
D| - ettt 1| D3
ip>¢
Ls
.
90°
N Dimension (mm)
Designation @ D Ds L s = Insert
TE90AX 210-M06-06 2 10 9.68 23 6 0.5 AXMT 0602R-HF
312-M06-06 3 12 9.68 23 6 0.5
416-M08-06 4 16 13 23 8 0.5
520-M10-06 5 20 18 30 10 0.5
725-M12-06 7 25 21 35 12 0.5
832-M16-06 8 32 29 43 16 0.5
1040-M16-06 10 40 29 43 16 0.5
L
«Q
>
M
[0
[0
o
M
Q
3.
<
O
=
©
. w
Coolant through type S
o}
-
o
3,
<
Spare parts
Screw Wrench
Designation & /ﬁ
TE90AX-06 TS 18041I/HG TD6P

l} TaeguTe

Member IMC Group




2S-TE90AP-09 CHASEFMILL
End mill 7

Pl Al et

DI@ i dI o B ;
il = B
apl, apl,
H H
L L
I Fig.1 Fig.2
90°
Designation @ Dimension (mm) Coolant  Fig. Insert
D d L H ap
2S-TE9OAP 110-W10-09 1 10 10 80 235 1.0 X 1| APKT 09T3R-HF

110-W10-09-C 1 10 10 80 235 1.0 o 1
112-W12-09 1 12 12 80 230 1.0 X 1
112-W16-09-C 1 12 16 80 217 10 o 1
114-W12-09 1 14 12 80 250 1.0 X 1
216-15-09-L 2 16 15 170 300 1.0 X 2
216-W16-09 2 16 16 90 22.1 1.0 X 1
216-W16-09-C 2 16 16 90 22.1 1.0 o 1
216-16-09-L 2 16 16 145 271 1.0 X 2

= 217-16-09-L 2 17 16 180 250 1.0 X 2

e 218-W16-09 2 18 16 90 25.0 1.0 X 1

L 218-W16-09-C 2 18 16 20 250 1.0 o 1

3 220-19-09-L 2 20 19 170 250 10 X 2

@ 220-20-09-L 2 20 20 170 37.1 1.0 X 2

- 320-W20-09 3 20 20 10 27.1 1.0 X 1

2 320-W20-09-C 3 20 20 10 27.1 1.0 o 1

T 221-20-09-L > | 21 20 200 250 10 | x 2
322-W20-09 3 22 20 110 300 1.0 X 1
322-W20-09-C 3 22 20 110 300 1.0 o 1

= 225-24-09-L 2 25 24 210 280 1.0 X 2

£ 225-25-09-L 2 | 25 2 210 81 10 | x 2

L 325-W20-09 3 25 20 110 30.0 1.0 X 1

o 325-W20-09-C 3 | 25 20 110 300 10 | e 1

%_ 325-W25-09 3 25 25 10 266 1.0 X 1

() 425-W20-09-C 4 25 20 110 300 1.0 o 1

._g— 226-25-09-L 2 26 25 250  28.0 1.0 X 2

O 430-W25-09 4 30 25 130 320 1.0 X 1
430-W25-09-C 4 30 25 130 300 1.0 o 1
232-32-09-L 2 32 32 250 620 1.0 X 2
432-W25-09 4 32 25 130 320 10 X 1
432-W25-09-C 4 32 25 130 320 1.0 o 1
532-W25-09-C 5 32 25 130 320 1.0 o 1
333-32-09-L 3 33 32 250 400 1.0 X 2
240-32-09-L 2 40 32 250 320 1.0 X 2
540-W32-09 5 40 32 130 320 10 X 1
540-W32-09-C 5 40 32 130 320 10 o 1
640-W32-09 6 40 32 130 320 10 X 1

HIGH PRODUCTIVITY MILLING




2S-TEQOAP ...-M...-09 CHASEMILL

Modular 7

P Al g

L1 ‘ Ls

SIS - g P

Fig.1
90°
Designation @ Dimension (mm) Fi Insert
g D Do L U T ap g-
2S-TE9OAP 110-M06-09 1 10 9.7 33 19 6 1.0 1 APKT 09T3R-HF
112-M08-09 1 12 13 33 25 8 1.0 1
216-M08-09 2 16 13 38 - 8 1.0 2
320-M10-09 3 20 18 38 - 10 1.0 2
325-M12-09 3 25 21 38 - 12 1.0 2
425-M12-09 4 25 21 38 - 12 1.0 2
432-M16-09 4 32 29 38 - 16 1.0 2
532-M16-09 5 32 29 38 - 16 1.0 2
540-M16-09 5 40 29 43 - 16 1.0 2
640-M16-09 6 40 29 43 - 16 1.0 2 I
«Q
>
M
[0
[0
o
M
Q
3.
<
O
=)
©
. w
Coolant through type 3
8
-
o
=}
<
Spare parts
Screw Wrench
Designation & /3
2S-TE90AP-09 TS 25055IHG TD8

l} TaeguTe

Member IMC Group




TE9OAP-12 CHASEFMILL

End mill —~ @ @ Eﬁ
P Al el
DI L] o] g DI ] q
T \l_‘_
ap|_ ! ap|_ y
L L
Fig.1 Fig.2
L]
90°
Designation @ D q D|mens:i)n (mm) H - Fig. Insert
TE9OAP 116-W16-12-C 1 16 16 85 26 1.2 1 APKT 1204R-HF
218-W20-12-C 2 18 20 85 26 1.2 1
220-19-12-L 2 20 19 170 30 1.2 2
220-W20-12-C 2 20 20 20 30 1.2 1
220-W20-12-L-C 2 20 20 125 30 1.2 1
220-20-12-L 2 20 20 170 30 1.2 2
220-20-12-L200 2 20 20 200 30 1.2 2
221-20-12-L200 2 21 20 200 30 1.2 2
221-20-12-1250 2 21 20 250 30 1.2 2
= 225-24-12-L 2 25 24 200 40 1.2 2
% 225-W25-12-L-C 2 25 25 145 40 1.2 1
e 225-25-12-L 2 25 25 210 40 1.2 2
3 225-25-12-1200 2 25 25 200 40 1.2 2
L 325-W25-12-C 3 25 25 100 40 1.2 1
- 226-25-12-1200 2 26 25 200 40 12 2
= 226-25-12-1250 2 26 25 250 40 1.2 2
T 232-25-12-L 2 32 25 250 40 12 2
332-W25-12-L-C 3 32 25 155 35 1.2 1
332-W32-12-C 3 32 32 110 40 1.2 1
= 332-32-12-L 3 32 32 250 40 12 2
£ 332-32-12-L150 | 3 52 82 150 40 12 2
L 432-W25-12-C 4 32 25 100 40 1.2 1
o 233-32-12-L200 2 33 32 200 40 12 2
%_ 233-32-12-1250 2 33 32 250 40 1.2 2
() 333-32-12-L.200 3 33 32 200 40 1.2 2
._g— 333-32-12-1.250 3 33 32 250 40 1.2 2
S 435-W25-12 4 35 25 100 40 1.2 1
440-W32-12-C 4 40 32 115 45 1.2 1
440-32-12-L 4 40 32 250 40 1.2 2
540-W32-12-C 5 40 32 115 45 1.2 1
+ Coolant through type

HIGH PRODUCTIVITY MILLING




TE9OAP...-M...-12 CHASEMILL

Modular 7 7= g
= - \\; E=mmsonameossnroo—so—og - TS| D3
D W
S
Ls
.
90°
N Dimension (mm)
D
esignation @ D Da s s - Insert
TE9OAP 116-M08-12 1 16 13 35 8 1.2 APKT 1204R-HF
220-M10-12 2 20 18 35 10 1.2
325-M12-12 3 25 21 35 12 1.2
432-M16-12 4 32 29 43 16 1.2
540-M16-12 5 40 29 43 16 1.2
542-M16-12 5 42 29 43 16 1.2
L
«Q
>
M
[0
[0
o
M
Q
3.
<
O
=
©
+ Coolant th ht w
oolant through type g
o}
-
o
=}
Spare parts <
Screw Wrench
Designation & /f)
TE90AP-12(716-@26) TS 35A070I/HG TD10P
TE90AP-12(@32-) TS 35A088I/HG TD10P

l} TaeguTe

Member IMC Group




APKT/AXMT-HF CHASERMiLL

Insert
Size Dimension (mm
| d1 t ap r
06 6.7 | 404 26 | 05 | 3.0
09 10.7 | 594 | 39 | 1.0 | 525
12 142 | 80 | 50 | 1.2 | 835
t
Recommended Coated Uncoated
Insert sl Machining Conditions S 9§99 98 =2 g e
Feed ap S &5 8 8RR RS & )
(mm/tooth) mm |FEEFEEEEE T
AXMT 0602R-HF 0.30-0.70 0.2-0.5 ° o o
g \45;/ APKT  09T3R-HF 0.30-080 | 0110 | e . .
1204R-HF 0.50-0.80 0.2-1.0 ° °

=
S
[
8
]
o}
ol
I8
e
2
I

Chip Splitter Family

®: Standard item

HIGH PRODUCTIVITY MILLING




b

m Small but powerful positive insert
with dovetail design

+ 2 cutting edges and 90° shoulder milling

+ 2PKT 05 insert’s high axial, positive geometry generates lower cutting force
* Double dovetail geometries for strong clamping force

* Bigger screw than the competitor’s

Ajwe psa4 ybiH

Aiwe sonids diyo

ﬁ','; TaeguTec ES




AM&EE §
Test Report CHASEMILLPOWER
Case study 1
Competitor TaeguTec
Workpiece material Carbon steel (S55C, 1055)
Cutter Competitor cutter 2P-TE90-212-12-05
Insert Similar size insert (PVD coating) 2PKT 050304R-M TT9080
No. of teeth 1 2
. V (m/min) 170 170
i
CUEJEEEEE g e 4500 4500
Fz (mm/tooth) 0.11 0.09
Feed rat
eeara® T mmimin) 500 800
Width of cut | ae (mm) 12 12
Depth of cut | ap (mm) 1.5 3
Coolant Air Air
Tool life (pcs) 3 6
MRR (cm®min) 9
Tool life Metal removal rate
(pcs/corner) (cm3/min)
8 Tool life P Productivity
increased increased
0, 0,
6 by 100% sl by 220%
4 200
2 100
>, N
e Competitor TaeguTec Competitor TaeguTec
©
(T
e}
3
w  Case study 2
o
o)) Competitor TaeguTec
T Workpiece material stainless steel (SUS 309S, 1.4828)
Cutter Competitor cutter 2P-TE90 316-W16 05
Insert Similar size insert (PVD coating) 2PKT 050304R-M TT9080
> No. of teeth 3 3
é . V (m/min) 75 75
© Cutting speedi o) 1500 1500
It Feed rate Fz (mm/tooth) 0.12 0.15
Q9 F (mm/min) 550 670
=
-(__3_ Depth of cut | ap (mm) 25~3 25~3
(D) Coolant Yes Yes
o Tool life (pcs) 45 60
<
o

Tool life
(hour/corner)

80

60

40

Tool life
increased
by 33%

20

Competitor

HIGH PRODUCTIVITY MILLING

TaeguTec



2P-TF90...-05 CHASEMiLLPOWER
Face mill —~ =
. Pl Al et

I
90°
Designation @ D Dlm;:SIM (me) = Coolant 2{5@ ' & Mounting bolt Insert
2P-TF90- 632-16R-05 6 32 16 32 47 o A 0.1 SH M8X1.25X25 | 2PKT 0503...
732-16R-05 7 32 16 32 47 o A 0.1 SH M8X1.25X25
840-16R-05 8 40 16 40 47 ° A 0.2 SH M8X1.25X30
840-22R-05 8 40 22 40 47 ° A 0.2 SH M10X1.5X30

Ajwe psa4 ybiH

O

=

©

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M8X1.25X25-C) _gJ

E

(o)

-~

T

o

=}

Spare parts e
Screw Wrench

Designation & ﬁ

2P-TF90...-05 TS 20043IHG-P TD 6P

lﬁ TaeguTe

Member IMC Group




2P-TE90...-05 CHASEiLLPOWER
End mill d —
Pl Al et

Q.

-4 dD:;/ d

ap
H
L L
. Fig.1 Fig.2
90°
Designation @ Dimension (mm) Coolant Fig. Insert
D d L H ap

2P-TE90- 212-12-05 2 12 12 80 20 4.7 o 2 2PKT 0503...
212-12-05-L110 2 12 12 110 20 4.7 o 2
213-12-05 2 13 12 80 20 4.7 o 2
213-12-05-L110 2 13 12 110 20 47 o 2
216-16-05-L150 2 16 16 150 25 4.7 o 2
316-W16-05 3 16 16 90 25 4.7 o 1
316-16-05-L110 3 16 16 110 25 4.7 o 2
317-16-05-L110 3 17 16 110 25 4.7 o 2
317-16-05-L150 3 17 16 150 25 4.7 o 2
= 320-W20-05 3 20 20 105 25 4.7 o 1
e 420-W20-05 4 20 20 105 25 47 o 1
L 420-W20-05-L160 4 20 20 160 25 4.7 o 1
3 421-W20-05 4 21 20 105 25 4.7 o 1
@ 421-20-05-L160 4 21 20 160 25 4.7 o 2
- 421-20-05-L200 4 21 20 200 25 4.7 o 2
2 425-W20-05 4 25 20 115 25 4.7 o 1
T 425-20-05-1200 4 | 25 20 200 25 47 | 2
525-W20-05 5 25 20 115 25 4.7 o 1
525-25-05-L160 5 25 25 160 25 4.7 o 2
= 525-25-05-1200 5 25 25 200 25 47 . 2
£ 625-W25-05 6 | 2 2 115 25 47 | e 1
L 526-25-05-1.200 5 26 25 200 25 47 o 2
o 626-25-05-L160 6 | 26 25 160 25 47 | e 2
%_ 632-W25-05 6 32 25 130 30 47 . 1
() 632-25-05-L200 6 32 25 200 30 4.7 o 2
._g— 732-W25-05 7 32 25 130 30 47 o 1
O 6 ° 2

633-25-05-L200 33 25 200 30 4.7

HIGH PRODUCTIVITY MILLING




2P-TE90...-M...-05 CHASEMiLLPOWER
Modular - =
Al

HEr=1 - Ts D3

L
90°
Designation @ Dimension (mm) Coolant Insert
g D D3 Ls Ts ap
2P-TE90- 212-M06-05 2 12 9.7 23 6 4.7 ° 2PKT 0503...
213-M06-05 2 13 11 23 6 4.7 °
316-M08-05 3 16 13 23 8 47 °
317-M08-05 3 17 13 23 8 47 °
420-M10-05 4 20 18 35 10 4.7 °
421-M12-05 4 21 21 35 12 4.7 °
525-M12-05 5 25 21 35 12 4.7 °
625-M12-05 6 25 21 35 12 47 °
626-M12-05 6 26 21 35 12 47 o
732-M16-05 7 32 29 43 16 4.7 ° I
733-M16-05 7 33 29 43 16 47 . <
1
[0
[0
o
M
Q
3.
<
O
=
©
w
=2
o}
-
o
3,
Spare parts =
Screw Wrench
Designation & %3
2P-TE90-05 TS 20043I/HG-P TD 6P

l} TaeguTe

Member IMC Group




2PKT 05 CHASEriLLPOWER
Insert
Size Dimension (mm)

d t ap a r
90° 05 517 | 34 | 47 |0.4-0.8/0.4-16
ap

%[100
t AT
é ML
Recommended Coated Uncoated
Insert Designation Machining Conditions S g9 8989 g © g o
9 Feed » |8 S 832k R o
(mm/tooth) (mm) EEEEEEEEE T
2PKT  050304R-M 0.06-0.18 0542 | o o e o o
- 050308R-M 0.06-0.18 0542 | e . o o o
= 050316R-M 006018 | 0542 |e . o o o
2PKT  050304R-ML 0.02-0.12 0.5-4.2 ° ° o
L 050308R-ML 0.06-0.18 0542 | e . o o
050316R-ML 0.06-0.18 0542 | o o o

=
S
[
8
]
o}
ol
I8
e
2
I

Chip Splitter Family

HIGH PRODUCTIVITY MILLING

®: Standard item



The optimum solution for cast iron
and steel machining

+ Economical 12 cutting edge insert with simple screw clamping

+ 15 degree cutter for high feed applications

* The angled approach of the screw-clamping system makes for more rigid and strong
clamping with fine pitch option

* Increased insert thickness (6.35 mm) for a more robust insert designed for higher feed rates

HNHX

pppppppppppppppp

Ajwe psa4 ybiH
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TFM15HNS-10

Face mill

i
15°

HEX4P riii

e

®

Designation @ D D:Jnmgr;snor:);mm)l_ 7 Coolanté{}tl’f:3 ' @ Mountingbolt Insert
TFM15HNS 580-27R-10 5|8 8 89 27 55 2 ° A 1.3 SHM12x1.75x35 |HNHX1006 ANTN-M
6100-32R-10 6 |100 105 109 32 63 2 X B 1.9 -
8125-40R-10 8 |125 130 134 40 63 2 X B 29 -

=
S
[
8
]
o}
ol
I8
e
2
I

Chip Splitter Family

Spare parts

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Screw Wrench
Designation & %
TFM15HNS TS 50C1301/HG T-T20

HIGH PRODUCTIVITY MILLING




HNHX 10

HEXAD Fiiii

Insert
Size Dimension (mm)
t ap a r a
10 19.05/6.35| 2.0 | 1.0 | 1.0 | 15
Recommended Ceramic| Cermet Coated Uncoated
Insert Designation atacilnliclenidion S S 83 8 8 2 8
9 Feed ap =) R S 83 R R R 8lo
(mm/tooth) (mm) 2 5 EEEEEE|E
HNHX 1006 ANTN-M 0.10-0.20 1.5-2.0 e o o o o o

=

®: Standard item

'3 Taeg

uTe

Member IMC Group

Ajwe psa4 ybiH
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%\, T,
) }a\ \
¢l
~r—y—v— Solid carbide end mill
0 ' Arl={=1¥/ for high feed machining

+ Efficient and reduces cycle time with extremely high feed machining capability
* Lowers cutting forces with unique corner geometry
* Designed for rough machining applications including slotting, shouldering, pocketing
and helical ramping
* Excellent wear resistance when machining general and hardened steel
(submicron base + AITiN coating)
+ Cutter rigidity allows for high speed machining even in long overhang operation conditions
+ Maximum feed per tooth 1.0 mm/tooth

High Feed Family

_ Chip Splitter Family

SZY HIGH PRODUCTIVITY MILLING




HFM 2 SOLIDFEED

2 flute high feed flat
uic ‘
| R B s m— Bl
JEN |
H
L
* High Feed Machining (H.F.M)
D Tolerance
H-A D<6 -0.015 - -0.030
10 6<D<10 |-0.015--0.035
= 10<D =20 | -0.015--0.040
Designation Feed Dimension (mm) Grade
9 (mmitooth) D L ap H ur/c d TT5515
HFM 2040 0.2-0.4 4 47 4 10 3.9 6 °
2060 0.3-0.6 6 52 6 16 55 6 °
2080 0.4-0.7 8 60 8 22 73 8 °
2100 0.5-0.9 10 68 10 28 9.2 10 °
2120 0.5-1.0 12 76 12 33 11.0 12 .
e: Standard item
L
Q@
>
T
HFM 4 SOLIDFEED &
o
4 flute high feed flat o
3.
urc ‘ <
fE— | e @
& | =
H S
L w
+ High Feed Machining (H.F.M) =2
D Tolerance 6
H-A D<6 -0.015 - -0.030 o
10 6<D=10 |-0.015--0.035| | 4
= 10<D=20 | -0.015--0.040 3
E
Desianation Feed Dimension (mm) Grade
9 (mm/tooth) D L ap H u/c d TT5515
HFM 4060 0.3-0.5 6 52 25 16 5.4 6 °
4080 0.3-0.6 8 60 35 24 7.2 8 .
4100 0.4-0.8 10 68 4.0 28 9.2 10 °
4120 0.4-1.0 12 76 5.0 33 11.0 12 .

e: Standard item

l} TaeguTe

Member IMC Group







+ Chip splitter design generates low cutting force enabling increased feed rates resulting
in higher productivity machining

+ Stable machining in long overhang and unstable fixture operations

+ Smooth cutting

3PKT 15/19-SM3 A

3PKT SM2/SM3

a Taeg

L
a
=y
-
@
@
o
-
)
3.
3




3P TF90-15/19

Face mill

MILLRUST

PFE

. Da
‘Fi’
L
0 & aPI
D
Designation @ D Dlml:;a:smn f_mm) . Coolant /:;;2 ' @ Mounting bolt Insert
3P TF90- 450-22R-15 4 | 50 22 40 1 o A 03 SHM10x1.5x30 | 3PKT 150508R-
550-22R-15 5 | 50 22 40 11 o A 03 SHM10x1.5x30 | SM2/SM3
463-22R-15-B 4 | 63 22 40 11 o A 05 SHM10x1.5x30
663-22R-15 6 | 63 22 40 11 o A 05 SHM10x1.5x30
480-27R-15-B 4 | 80 27 50 11 o A 1.0 SHM12x1.75x35
780-27R-15 7 | 80 27 50 11 o A 10 SHM12x1.75x35
880-27R-15 8 | 80 27 50 11 o A 10 SHM12x1.75x35
6100-32R-15-B 6 | 100 32 50 11 o A 18 LHMIi6x2x35
8100-32R-15 8 | 100 32 50 11 o A 19 LHMIi6x2x35
= 10100-32R-15 10 | 100 32 50 1 o A 19 LHMIi6x2x35
% 7125-40R-15-B 7 | 125 40 63 11 o A 30 SHM20x2.5x40
L 10125-40R-15 10 | 125 40 63 1 o A 31 SHM20x2.5x40
E 12125-40R-15 12 | 125 40 63 1 o A 31 SHM20x2.5x40
1t 12160-40R-15 12 | 160 40 63 11 X C 44 -
= 15160-40R-15 15 | 160 40 63 1 X C 44 -
= 15200-60R-15 15 | 200 60 63 11 X C 60 :
= 18200-60R-15 18 | 200 60 63 1 X C 58 -
3P TF90- 463-22R-19 4 | 63 22 40 15 o A 04 SHM10x1.5x30 | 3PKT 190608R-
663-22R-19 6 | 63 22 40 15 o A 09 SHMI10x1.5x30 |SM2/SM3
480-27R-19 4 | 80 27 50 15 o A 09 SHMi2x1.75x35
780-27R-19 7 | 80 27 5 15 o A 1.0 SHM12x1.75x35
6100-32R-19 6 | 100 32 50 15 o A 18 LHM16x2x35
8100-32R-19 8 | 100 32 50 15 o A 26 LHMI16x2x35
8125-40R-19 8 | 125 40 63 15 o A 30 SHM20x2.5x40
10125-40R-19 10 | 125 40 63 15 o A 31 SHM20x2.5x40
8160-40R-19 8 | 160 40 63 15 X C 42 -
12160-40R-19 12 | 160 40 63 15 X C 43 -
10200-60R-19 10 | 200 60 63 15 X C 60 -
14200-60R-19 14 | 200 60 63 15 X C 60 -
12250-60R-19 12 | 250 60 63 15 X C 105 -
16250-60R-19 16 | 250 60 63 15 X C 105 -

HIGH PRODUCTIVITY MILLING



3P TF90-15/19

Face mill (inch)

MilLisRUZT

Da

&

T
L
o 0 & aPI
#3 . i
90° b
Designation @ D Dlmgzswn (nL1m) a Coolant '2:;‘: @ Mounting bolt Insert
3P TF90- 780-25.4R-15 7 | 80 254 50 11 ° A 1.0 SHM12x1.75x35 |3PKT 150508R-
880-25.4R-15 8 | 80 254 50 11 ° A 10 SHMi2x1.75x35 |SM2/SM3
8100-31.75R-15 8 | 100 3175 50 11 X B 19 -
10100-31.75R-15 | 10 | 100 31.75 50 {1 X B 19 -
10125-38.1R-15 10 | 125 381 63 {1 X B 31 -
12125-38.1R-15 12 | 125 381 63 {1 X B 31 -
12160-50.8R-15 12 | 160 508 63 11 X B 44 -
15160-50.8R-15 15 | 160 508 63 11 X B 44 -
15200-47.625R-15 | 15 | 200 47.625 63 11 X C 6.0 -
3P TF90- 480-25.4R-19 4 | 80 254 50 15 ° A 09 SHM12x1.75x35 | 3PKT 190608R-
780-25.4R-19 7 | 80 254 50 15 ° A 1.0 SHM12x1.75x35 |SM2/SM3
6100-31.75R-19 6 | 100 3175 50 15 X B 1.8 -
8100-31.75R-19 8 | 100 3175 50 15 X B 26 -
8125-38.1R-19 8 | 125 381 63 15 X B 30 -
10125-38.1R-19 10 | 125 381 63 15 X B 31 -
8160-50.8R-19 8 | 160 508 63 15 X B 42 o
12160-50.8R-19 12 | 160 508 63 15 X B 43 -
10200-47.625R-19 | 10 | 200 47.625 63 15 X C 60 -
14200-47.625R-19 | 14 | 200 47625 63 15 X C 60 -

* Mounting bolts with coolant through hole

Spare parts

is available on request (ordering example: SH M10x1.5x30-C)

Screw Wrench
Designation ﬁ ﬁ %
3P TF90-15 TS 40B100I TD15
3P TF90-19 TS 451201 T-T20

l} TaeguTe

Member IMC Group
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High Feed Family

\Chip Splitter Family

3P TEF/TES-15

Extended flute cutter

MILieRUCT

l(‘u: .

L L
I Fig.1 Fig.2
90°
- No. of Dimension (mm) . :

Designation @ nset| D d Da L H ap ﬁ Fig Mounting bolt Insert
3P TEF D40-40-W32-15 2 8 |40 40 140 56 40 | - 1 3PKT 150508R-
3P TES D50-40-22R-15-2F | 2 | 8 | 50 22 65 - 40 |06 2 SHMIO0x1.5x50 | SM2/SM3

D50-40-22R-15 3 12 | 50 22 65 - 40 |06 2 SHM10x1.5x50

D63-50-27R-15 4 | 20 | 63 27 70 - 50 |10 2 SHM12x1.75x50

D80-60-32R-15 4 | 24 | 80 32 75 - 60|20 2 SHM16x2x50
+ Coolant through type
Spare parts

Screw Wrench
Designation § /ﬁ
3P TEF/TES-15 TS 40B100I TD15

HIGH PRODUCTIVITY MILLING




3P TEF/TES-19 MILLeRUCH

Extended flute cutter 77
'(.7._,
Wil
L\ d /
Ly ‘
L
Fig.1 Fig.2
90°
At No. of Dimension (mm) : i
Designation @ inset| D d Da L H ap @ Fig. Mounting bolt Insert
3P TEF D50-55-W40-19 2 8 50 40 - 150 75 55 1 = 3PKT 190608R-
3P TES D63-42-27R-19 3| 9 |63 - 27 70 - 42[10 2 SHM12x1.75x50 | SM2/SM3
D63-42-27R-19-4F 4 12 |63 - 27 70 - 42 |10 2 SHM12x1.75x50
D80-56-32R-19 4 16 |80 - 32 75 - 56|17 2 SHM16x2x50
D100-83-40R-19-4F 4 24 (100 - 40 110 - 83 | 44 2 SHM20x2.5x80
D100-83-40R-19 5 30 (100 - 40 110 - 83 |45 2 SHM20x2.5x80
D100-83-40R-19-6F 6 36 (100 - 40 110 - 83 |46 2 SHM20x2.5x80
L
(o]
>
t
(9
(0}
o
-
)
=}
<
« Coolant through type
Spare parts
Screw Wrench
Designation & %
3P TEF/TES-19 TS 451201 T-T20

g




3P TE90-15/19

End mill — @ @ Eﬁ
b ;\EZ:#
- ﬂ}‘
H
L
o Fig.2
90°
Designation @ Dimension (mm) Coolant  Fig. Insert
D d L H ap
3P TE9O- 232-W32-15 2 32 32 110 40 11 o 1 | 3PKT 150508R-
232-32-15-1.250 2 32 32 250 60 11 X 2 | SM2/SM3
332-W25-15 3 32 25 100 40 11 o 1
332-W25-15-L155 3 32 25 155 35 11 X 2
332-W32-15 3 32 32 110 40 11 o 1
332-32-15-L150 3 32 32 150 40 11 X 2
332-32-15-1250 3 32 32 250 60 11 X 2
233-32-15-1.200 2 33 32 200 40 11 X 2
233-32-15-1.250 2 33 32 250 40 11 X 2
= 335-W32-15 3 35 32 110 40 1 o 1
% 340-W32-15 3 40 32 10 40 1 . 1
L 340-32-15-1200 3 40 32 200 40 11 X 2
D 440-W32-15 4 40 2 110 40 11 . 1
i 3P TE9QO- 240-32-19-1.250 2 40 32 250 45 15 X 2 | 3PKT 190608R-
= 340-W32-19 3 40 32 115 45 15 ° 1 SM2 / SM3
-jg:’ 340-32-19-1.200 3 40 32 200 45 15 X 2
450-W32-19 4 50 32 115 45 15 o 1

=
S
@
8
g
=
w
o
e
7

HIGH PRODUCTIVITY MILLING




3P TE9O-...-M...-15/19 MILLRUZH
Modular 7

P Al g

)|
Ls
j 90°
R Dimension (mm)
Designation @ D Ds s s - Insert
3P TE90- 232-M16-15 2 32 29 43 16 11 3PKT 150508R-
332-M16-15 8 32 29 43 16 11 SM2/SM3
340-M16-15 3 40 29 43 16 11
440-M16-15 4 40 29 43 16 11
3P TE90- 340-M16-19 3 40 29 43 16 15 3PKT 190608R-
SM2/SM3
L
Q
>
1
(9
D
o
-
Q
3.
<
+ Coolant through type
Spare parts
Screw Wrench
Designation ﬁ //ﬁ 2
3P TE90-15 TS 40B100I TD15
3P TE90-19 TS 451201 T-T20

l} TaeguTe

Member IMC Group




3PKT MILLRUZN

Insert
. Dimension (mm)
90° Size d t ap 7 i
15 10.7 | 50 | 11.0]| 1.6 | 0.8
L 4 19 135| 6.0 [ 15.0] 2.0 | 0.8
d ap
! a ][\
Recommended Cermet Coated Uncoated
Insert Designation Machining Conditions S S g3 99 g @2 g o
¢ Feed » |E |EESERREERe
(mmAooth) | (mm) | G EEEEEEEE|Z
3PKT 150508-SM2 0.07-0.17 3.0-9.0 o o o i
_1;3. 190608-SM2 0.09-0.22 4.5-12.0 o o ° o
3PKT 150508-SM3 0.07-0.17 3.0-9.0 o o ° o
i 190608-SM3 009022 | 45-12.0 o o . .
pre——

=
S
S
(T
°
o}
o
(I
e
2
I

®: Standard item

HIGH PRODUCTIVITY MILLING




@l‘ﬁ%ﬂ& New chip splitter insert for top
productivity with reduced cutting force

+ Chip splitter type insert reduces cutting load for heavy milling applications

* Reduces cutting load — High table feed can be achieved

+ Reduces vibration (chatter free) and noise

* Insert’s helical cutting edge geometry enables double feed rate

* Improves chip evacuation (Chip split into small pieces)

* Reduces heat generation

+ Suitable for long overhang machining (weak machining and fixture applications)

Anwed poad ubH

Anweg sods diyg

APKT 12-SM APKT 17-SM

A"'
/"% .?

APKT 12-SML  APKT 17-SML
APKT SM/SML

l} TaeguTec [



A&EE =B
Test Report CHASEiLL
Case study 1_ APKT-SM
Competitor TaeguTec
Workpiece material Medium carbon steel (AISI 1045, S45C)
Cutter TE9OAP 232-32-17-L (2 teeth) TE9OAP 232-32-17-L (2 teeth)
Insert APKT 1705 PER-EML TT9080 APKT 1705 PER-SM TT9080
. V (m/min) 140 140
Cutting speed| =\ ) 1400 1400
Feed rate Fz (mm/tooth) 0.078 0.114
F (mm/min) 440 640
Width of cut | ae (mm) 40 40
Depth of cut | ap (mm) 6 6
Coolant Wet Wet
Metal removal rate (cm?/min) 106 154
Tool life (pcs/corner) 1 2

Tool life Metal removal rate
(pcs/comer) (cm®/min)
4 : Tool life 200 Ffroductlwty
increased increased
) 0,

3 by 100% 150 by 45%

2 100

1 . 50

0 . 0
%’ Competitor TaeguTec Competitor TaeguTec
©
L
©
3
= Case study 2_ APKT-SM
<
=) Competitor TaeguTec
T Workpiece material Forged steel

Cutter D80 extended flute cutter (6 flutes) TES D80-58-32-AP17 (4 flutes)
Insert Single-sided 4corners insert APKT 1705 PER-SM TT9080

> V (m/min) 188 160
é Cutting speed N 750 630
] Feed rate Fz (mm/tooth) 0.2 0.2
L F (mm/min) 450 510
g Width of cut | ae (mm) 5 5
'(—_l Depth of cut | ap (mm) 50 50
wn Coolant Wet Wet
o Metal removal rate (cm*/min) 113 128
5 Tool life (pcs/corner) 2 3

Tool life Metal removal rate
(pcs/cormer) (cm®/min)
Tool life g [
increased
0,
3 by 50% 150 |
2 100
1 50
0 0

Competitor

HIGH PRODUCTIVITY MILLING

TaeguTec

Productivity
increased
by 13%

Competitor

TaeguTec



TFM9O0AP-12/17

Face mill

CHASERILL

EalZ

.
90°
Designation @ D DIm;:SKm I(_mm) & Coolant 2{5& ' @ Mounting bolt Insert
TFM9O0AP  440-16R-12 4 | 40 16 40 12 ) A 0.2 SHM8x1.25x25 | APKT 1204 PER-
540-16R-12 5 | 40 16 40 12 o A 0.2 SHM8x1.25x25 |SM/SML
550-22R-12 5 | 50 22 40 12 o A 0.3 SHM10x1.5x30
650-22R-12 6 | 50 22 40 12 o A 0.3 SHM10x1.5x30
563-22R-12 5 | 63 22 40 12 ) A 05 SHM10x1.5x30
663-22R-12 6 | 63 22 40 12 ) A 05 SHM10x1.5x30
763-22R-12 7 | 63 22 40 12 o A 05 SHM10x1.5x30
680-27R-12 6 | 80 27 50 12 o A 1.0 SHM12x1.75x30
880-27R-12 8 | 80 27 50 12 o A 1.0 SHM12x1.75x30
TFM90AP 440-16R-17 4 40 16 40 161 ° A 0.3 SHM8x1.25x30 | APKT 1705 PER-
350-22R-17-B 3 | 50 22 40 16.1 ) A 04 SHMI10x15x30 |SM/SML
450-22R-17-B 4 | 50 22 40 16.1 o A 0.3 SHM10x1.5x30
550-22R-17 5 | 50 22 40 16.1 o A 0.4 SHM10x1.5x30
463-22R-17-B 4 | 63 22 40 16.1 o A 05 SHM10x1.5x30
663-22R-17 6 | 63 22 40 16.1 ) A 05 SHM10x1.5x30
480-27R-17-B 4 | 80 27 50 16.1 ) A 0.8 SHM12x1.75x35
680-27R-17 6 | 80 27 50 16.1 o A 0.9 SHM12x1.75x35
780-27R-17 7 | 80 27 50 16.1 o A 0.9 SHM12x1.75x35
6100-32R-17-B 6 | 100 32 50 16.1 o A 1.3 LHM16x2x35
8100-32R-17 8 | 100 32 50 16.1 o A 15 LHM16x2x35
7125-40R-17-B 7 | 125 40 63 16.1 ) A 29 SHM20x2.5x40
8125-40R-17 8 | 125 40 63 16.1 ) A 3.0 SHM20x2.5x40
9125-40R-17 9 | 125 40 63 16.1 o A 3.1 SHM20x2.5x40
8160-40R-17-B 8 |[160 40 63 16.1 X C 41
10160-40R-17 10 | 160 40 63 16.1 X C 42
12200-60R-17 12 | 200 60 63 16.1 X C 6.1

l} TaeguTe

Member IMC Group
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TFM90AP-12/17 CHASEMILL
Face mill (inch) =
@& &

L]
90°
- Dimension (mm)
Designation @ D Da L - Insert
TFM90AP 880-25.4R-12 8 80 254 50 12 ° A 1.0 SHM12x1.75x30 |APKT 1204 PER-
SM/SML
TFM90AP 663-25.4R-17 6 63 254 40 164 ° A 05 LMM12x1.75x30 |APKT 1705 PER-
780-25.4R-17 7 | 80 254 50 161 | e A 09 SHMI12x1.75x35 |SM/SML
8100-31.75R-17 8 | 100 3175 50 16.1 X B 15 -
9125-38.1R-17 9 | 125 381 63 16.1 X B 31 -
10160-50.8R-17 10 | 160 50.8 63 16.1 X B 42 -
12200-47.625R-17 12 | 200 47.625 63 16.1 X C 61 -

High Feed Family

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Spare parts

\Chip Splitter Family

Screw Wrench
Designation ﬁ %3 %
TFM90AP-12 TS 35A088I/HG TD10P
TFM90AP-17 (240-@63) TS 40093I/HG T-T15
TFM90AP-17 (280-) TS 401201/HG T-T15

HIGH PRODUCTIVITY MILLING




TEF/TES-AP12 CHASEMILL

Extended flute cutter
) / -
" ‘—P/f":q St d
T 251
4
—
L
I Fig.1
90°
- No. of Dimension (mm) . :
Designation @ insert| D 4 Da L T o ﬁ Fig.  Mounting bolt Insert
TEF D25-34-W25-AP12 2 6 |25 25 - 120 47 34 | - 1 - APKT 1204 PER-
D32-45-W32-AP12 | 2 | 8 |3 32 - 120 58 45| - 1 - SM/SML
D40-45-W32-AP12 3 12 | 40 32 - 140 65 45 = 1 =
TES D50-45-22R-AP12 4 16 | 50 - 22 65 - 45 |1 0.6 2 SHM10x1.5x40
D63-56-27R-AP12 5) 25 | 63 - 27 75 = 56 | 1.2 2 SHM10x1.5x50

Ajwe psa4 ybiH

+ Coolant through type
+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Spare parts

Screw Wrench

Designation & %}
TEF/TES-AP12 (@16-@25) TS 35A070I/HG TD10P
TEF/TES-AP12 (@32-) TS 35A088I/HG TD10P

l} TaeguTe

Member IMC Group




TEF/TES-AP17 CHASEMILL

Extended flute cutter 7

Y il

|
{ 1o d
1
L
— ] Fig.1
90° 9-
Designation @ ,i\rlge(r)tf D q Dlm;r;smn Ifmm) 1 @ Fig Mounting bolt Insert
TEF D32-30-W32-AP17 2 4 |32 32 - 120 50 30 1 - APKT 1705 PER-
D40-44-W32-AP17 | 2 | 6 | 40 32 - 140 65 44 1 - SM/SML
TES D50-44-22-AP17 2 6 50 - 22 60 - 44 | 0.5 2 SHM10x1.5x40
D63-44-27-AP17 3 9 63 - 27 63 - 44 | 09 2 SHM12x1.75x40
D80-58-32-AP17 4 16 | 80 - 32 75 - 58 | 1.9 2  SH Mi16x2x50
D100-88-40-AP17 5 30 | 100 - 40 110 - 88 | 48 2 SHM20x2.5x80
D63-44-25.4-AP17 & 9 63 - 254 63 - 44 | 09 2 SHM12x1.75x40
D80-58-31.75-AP17 4 16 | 80 - 8175 75 - 58 | 1.9 2  SH M16x2x50
D100-88-38.1-AP17 ) 30 100 - 381 110 - 88 | 48 2 SHM20x2.5x80

High Feed Family

+ Coolant through type
+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Spare parts

\Chip Splitter Family

Screw Wrench

Designation & % %
TEF-AP17 TS 40093I/HG TD15
TES-AP17 TS 40093I/HG T-T15

HIGH PRODUCTIVITY MILLING




TE9O0AP-12

End mill
Designation @ Dimension (mm) Fig. Insert
D d L H ap
TE90AP 116-W16-12-C 1 16 16 85 26 12 1 APKT 1204 PER-
218-W20-12-C 2 18 20 85 26 12 1 SM/SML
220-19-12-L 2 20 19 170 30 12 2
220-W20-12-C 2 20 20 90 30 12 1
220-W20-12-L-C 2 20 20 125 30 12 1
220-20-12-L 2 20 20 170 30 12 2
220-20-12-1.200 2 20 20 200 30 12 2
221-20-12-1.200 2 21 20 200 30 12 2
221-20-12-1.250 2 21 20 250 30 12 2
225-24-12-L 2 25 24 200 40 12 2 a0
225-W25-12-L-C 2 25 25 145 40 12 1 =
225-25-12-L 2 25 25 210 40 12 2 T
225-25-12-1.200 2 25 25 200 40 12 2 3
325-W25-12-C 3 25 25 100 40 12 1 =
226-25-12-L200 2 26 25 200 40 12 2 W)
226-25-12-1L250 2 26 25 250 40 12 2 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
233-32-12-1.200 2 33 32 200 40 12 2
233-32-12-1.250 2 33 32 250 40 12 2
333-32-12-1.200 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
+ Coolant through type

l} TaeguTe

Member IMC Group




High Feed Family

\Chip Splitter Family

TE9OAP...-M...-12

Modular

CHASEMILL

Y aEat

Ts| D3

L[]
90°
) . Dimension (mm)
Designation @ D Ds L s . Insert
TE9OAP 116-M08-12 1 16 13 35 8 12 APKT 1204 PER-
220-M10-12 2 20 18 35 10 12 SM/SML
325-M12-12 8 25 21 35 12 12
432-M16-12 4 32 29 43 16 12
540-M16-12 5 40 29 43 16 12
542-M16-12 5 42 29 43 16 12
+ 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

Spare parts

Screw Wrench

Designation § /5
TE90AP-12(@16-026) TS 35A070I1/HG TD10P
TE90AP-12(@32-) TS 35A088I/HG TD10P

HIGH PRODUCTIVITY MILLING




TE9OAP-17 CHASEMiLL

End mill

L

L

90°
Designation @ Dimension (mm) Coolant  Fig. Insert

D d L H ap

TE9OAP 120-W20-17 1 20 20 90 32 16.1 X 1 |APKT 1705 PER-
120-W20-17-C 1 20 20 90 32 16.1 o 1 |SM/SML
225-24-17-L 2 25 24 210 40 16.1 X 2
225-W25-17 2 25 25 100 39 16.1 X 1
225-W25-17-C 2 25 25 100 39 16.1 . 1
225-25-17-L 2 25 25 210 40 16.1 X 2
226-25-17-L200 2 26 25 200 40 16.1 o 2
226-25-17-1250 2 2 25 250 40 16.1 o 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 L
233-32-17-300 2 33 32 300 40 161 . 2 =
332-W32-17 3 32 32 110 40 16.1 X 1 C-ID-I
332-W32-17-C 8 32 32 110 40 16.1 o 1 8
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 o
333-32-17-1250 3 33 32 250 55 16.1 . 2 3.
240-32-17-L 2 20 3 250 54 164 X 2 =
340-W32-17 8 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 15 45 16.1 . 1
440-32-17-L 4 40 32 200 57 16.1 X 2

l} TaeguTe

Member IMC Group




High Feed Family

\Chip Splitter Family

TE9OAP...-M...-17

Modular

CHASERILL

L

7

.
90°
R Dimension (mm)
Designation @ D Da s s a Insert
TE9OAP 120-M10-17 1 20 18 43 10 16.1 APKT 1705 PER-
225-M12-17 2 25 21 43 12 161 |SM/SML
232-M16-17 2 32 29 43 16 16.1
332-M16-17 3 32 29 43 16 16.1
340-M16-17 3 40 29 43 16 16.1
440-M16-17 4 40 29 43 16 16.1
+ 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
Spare parts
Screw Wrench
Designation & %;
TE90AP-17 (@20-@25) TS 40085IHG TD15
TE9OAP-17 (26-063) TS 40093IHG TD15

HIGH PRODUCTIVITY MILLING




APKT 12/17 MILL
CHASERMILL
Insert
d: 90° . Dimension (mm)
_ \ sl | di t ap a r
8 — % 12 146 | 83 | 476 | 125 | 16 | 0.8
I 17 18.5 | 10.7 | 5.56 | 16.4 | 2.26 | 0.8
O] |»
E 3
al |\E
SM SML
Recommended Cermet Coated Uncoated
L Machining Conditions =} O 9 © o 9 v o o
Insert Designation S X NS D -8
Feed ap = d ® ® N K N © oo
(mm/tooth) (mm) o FEEEEEEEEE
APKT 1204 PER-SM 0.07-0.14 3.5-10.0 o o ° ®
\7 1705 PER-SM 0.09-0.17 4.5-13.0 o o o °
APKT 1204 PER-SML 0.06-0.14 3.5-10.5 o o
0.06-0.17 4.5-14.5 o o

‘y 1705 PER-SML

e: Standard item

l} TaeguTe

Member IMC Group

Ajwe psa4 ybiH

Q
=
©
2}
=l
o}
m
Q
3
i




y ~viri: New chip splitter insert for top
@/fﬂ productivity with reduced cutting force

+ Reduces cutting load - High table feed can be achieved
* Reduces vibration (chatter free) and noise
* Improves chip evacuation (chip split into small pieces)
+ Suitable for long overhang machining
(weak machining and fixture applications)

High Feed Family

ST Wiy

Side A Side B

ANHX 11-SML  ANHX 16-SML

ANHX 16-SM

=
S
@
8
g
=
w
o
e
7

ANHX SM/SML

HIGH PRODUCTIVITY MILLING




TFM90AN-11/16

Face mill

CHﬁSQ PiLL

Da

Va ali

. D
90°
Designation @ D DlmDezsmn Emm) - Coolant '2:;2 ' ﬁ Mounting bolt Insert
TFM90AN 440-16R-11 4 40 16 40 11 ° A 0.2 SHM8x1.25x30 ANHX 110608R-
450-22R-11 4 | 50 22 40 11 ) A 03 SHM10x1.5x30 |SM/SML
650-22R-11 6 | 50 22 40 11 o A 03 SHM10x1.5x30
563-22R-11 5 | 63 22 40 11 o A 06 SHM10x1.5x30
763-22R-11 7 | 63 22 40 11 ° A 0.6 SHM10x1.5x30
880-27R-11 8 | 80 27 50 11 ) A 11  SHM12x1.75x35
1080-27R-11 10 | 80 27 50 1 ) A 11 SHM12x1.75x35
9100-32R-11 9 | 100 32 50 11 o A 20 SHM16x2x35
12100-32R-11 12 | 100 32 50 1 o A 20 SHM16x2x35
10125-40R-11 10 | 125 40 63 11 ° A 33 SHM20x2.5x40
14125-40R-11 14 | 125 40 63 1 ) A 34 SHM20x25x40
TFM90AN 350-22R-16 8 50 22 40 15 ° A 04 SHM10x1.5x30 ANHX 160708R-
450-22R-16 4 | 50 22 40 15 o A 04 SHM10x1.5x30 |SM/SML
463-22R-16 4 | 63 22 40 15 o A 05 SHM10x1.5x30
663-22R-16 6 | 63 22 40 15 ° A 05 SHM10x1.5x30
580-27R-16 5 | 80 27 5 15 ) A 0.8 SHM12x1.75x35
780-27R-16 7 | 80 27 5 15 ) A 09 SHM12x1.75x35
5100-32R-16 5 |100 32 5 15 o A 13 SHM16x2x35
8100-32R-16 8 |100 32 50 15 o A 15 SHM16x2x35
7125-40R-16 7 | 125 40 63 15 ° A 39 SHM20x2.5x40
10125-40R-16 10 | 125 40 63 15 ) A 37 SHM20x2.5x40
8160-40R-16 8 160 40 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 cC 70 -

l} TaeguTe

Member IMC Group
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High Feed Family

\Chip Splitter Family

TFM90AN-11/16

Face mill (inch)

4 .r—
i § ==

CHﬁSQ MiLL

Va4l

L[ D
90°

Designation @ D Dlmgzsmn ([n m) - Coolant 2{5;: & Mounting bolt Insert

TFM90AN 763-25.4R-11 7 | 63 254 40 1 o A 06 LHM12x1.75x30 | ANHX 110608R-
880-25.4R-11 8 | 80 254 50 11 ) A 11 SHMi2x1.75x35 |SM/SML
1080-25.4R-11 10 | 80 254 50 11 o A 11  SHM12x1.75x35

TFM90AN 580-25.4R-16 5 | 80 254 50 15 o A 08 SHM12x1.75x35 | ANHX 160708R-
780-25.4R-16 7 | 80 254 50 15 o A 09 SHM12x1.75x35 |SM/SML
5100-31.75R-16 5 | 100 3175 50 15 X B 1.3 -
8100-31.75R-16 8 | 100 3175 50 15 X B 15 -
7125-38.1R-16 7 | 125 381 63 15 X B 39 -
10125-38.1R-16 10 | 125 381 63 15 X B 37 -
8160-50.8R-16 8 | 160 508 63 15 X C 50 :

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Spare parts

Screw Wrench
Designation & /ﬁ} %
TFM90AN-11 TS 35A088I/HG TD10P
TFM90AP-16 TS 401201 T-T15

HIGH PRODUCTIVITY MILLING




TEF/TES-AN11

Extended flute cutter

cHasEP riiii

L
Fig.1 Fig.2
90°
Designation @ ’i\:;é(r)tf D lem;r;san(mm)H = & Fig.  Mounting bolt Insert
TEF D32-40-W32-AN11 2 8 |32 32 - 110 48 40| - 1 - ANHX 110608R-
D40-40-W32-AN11 3 | 12 |40 32 - 125 50 40| - 1 - SM/SML
TES D50-40-22R-AN11 8 12 | 50 22 60 40 | 06 2 SHM10x1.5x40
D63-60-27R-AN11 4 24 | 63 27 80 60 | 1.3 2  SHM12x1.75x60
D80-60-32R-AN11 ) 30 | 80 32 80 60 | 23 2 SHM16x2x60

+ Coolant through type

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Spare parts

Screw Wrench
Designation & /ﬁ
TEF/TES-AN11 TS 35A088I/HG TD 10P

l} TaeguTe

Member IMC Group
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High Feed Family

\Chip Splitter Family

TEF/TES-AN16

Extended flute cutter

riLL

74

T

A

ap
L
- Fig.1 Fig.2
90°
Designation @ 'i\:‘(;é?: D lemgr;swnL(mm)H % & Fig Mounting bolt Insert

TEF D40-42-W32-AN16 2 6 |40 32 120 55 42 1 - ANHX 160708R-
D40-56-W32-AN16 2 | 8 |40 32 140 75 56 1 - SM/SML
D50-56-W40-AN16 3 12 |50 40 - 140 70 56 - 1 -

TES D50-42-22R-AN16 2 6 50 - 22 65 - 42|07 2 SHM10x1.5x40
D63-42-27R-AN16 3 9 63 - 27 70 - 42|14 2 SH M12x1.75x50
D63-56-27R-AN16 3 |12 |63 - 27 8 - 56|13 2 SHM12x1.75x50
D80-56-32R-AN16 4 16 |80 - 32 80 - 56|22 2 SHM16x2x50
D100-69-40R-AN16 D) 25 100 - 40 100 - 69 |45 2 SHM20x2.5x60

+ Coolant through type

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Spare parts

Screw Wrench
Designation & /%
TEF/TES-AN16 TS 401201/HG T-T15

HIGH PRODUCTIVITY MILLING




TE90AN-11/16 cHasEP riiii

End mill > 7

va’ dl
= E
L
L L
Fig.1 Fig.2
.
90°
Designation @ Dimension (mm) Fig. Insert
D d L H ap
TE9OAN 225-24-11-L 2 25 24 200 40 11 2 ANHX 110608R-
225-W25-11 2 25 25 100 40 11 1 SM/SML
225-25-11-L 2 25 25 200 40 11 2
226-25-11-L 2 26 25 200 40 11 2
332-W32-11 3 32 32 110 40 11 1
332-32-11-L 3 32 32 200 40 11 2
233-32-11-L 2 33 32 250 40 11 2
333-32-11-L 3 33 32 200 40 11 2
340-32-11-L 3 40 32 250 40 11 2
440-W32-11 4 40 32 115 40 11 1 a5
440-32-11-L 4 40 32 200 40 11 2 =
TE90AN 232-W32-16 2 32 32 110 30 15 1 ANHX 160708R- T
232-32-16 2 32 32 150 45 15 2 SM/SML g
232-32-16-1.250 2 32 32 250 40 15 2 =
233-32-16-1.200 2 33 32 200 55 15 2 o
340-W32-16 3 40 32 115 35 15 1 2
340-32-16 3 40 32 150 45 15 2 =
340-32-16-1.250 3 40 32 250 45 15 2
450-32-16 4 50 32 150 50 15 2
+ Coolant through type

l} TaeguTe

Member IMC Group




High Feed Family

\Chip Splitter Family

TE9OAN...-M...-11/16

Modular

CHﬁSQ PiLL

Va4l

Ts| D3
]
90°
R Dimension (mm)
Designation @ D Da L T . Insert
TE9OAN 225-M12-11 2 25 21 35 12 1 ANHX 110608R-
332-M16-11 3 32 29 43 16 11 SM/SML
440-M16-11 4 40 29 43 16 11
TE9OAN 232-M16-16 2 32 29 43 16 15 ANHX 160708R-
340-M16-16 3 40 29 43 16 15 SM/SML
+ Coolant through type
Spare parts
Screw Wrench
Designation & ﬁ
TE90AN-11 TS 35A088I/HG TD10P
TE9OAN-16 TS 401201 TD15

HIGH PRODUCTIVITY MILLING




ANHX 11/16

CHﬁSQ PiLL

Insert
90° . Dimension (mm)
&\v Sl || di t | ap | a r
2(3 11 12 9.2 | 85 1 1.1 0.8
72 . . .
| I @,o 16 16 11 106 | 15 14 | 08
t a et
SM SML
Recommended Cermet Coated
L Machining Conditions [=} ©O 9 © © © 1w o o
Insert Designation Feed - § § § % § § E § ﬁ
(mmitooth) (mm) 5 EEEEEEETE
ANHX 110608R-SM 0.08-0.15 3.0-9.0 e o ° o
\9 160708R-SM 010020 | 45-12.0 o« o . .
ANHX 110608R-SML 0.06-0.15 3.0-9.5 o o
\y 160708R-SML 0.06-020 | 45-135 o o

®: Standard item

'3 Taeg

uTe

Member IMC Group
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High Feed Family

=
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8
g
=
w
o
e
7

-MM,EEHUSH TNMX 18 Line

Splitter insert

« Chip splitter design generates low cutting force enabling increased feed rates resulting
in higher productivity machining

+ Stable machining in long overhang and unstable fixture operations

+ Smooth machining

- L0 PIT

A: SMR2 B : SMR3
TNMX 18-SMR2

A B
TNMX 18-SMR3 l 4
_ "?il

B A -

L = ¢
'/ _'Ii'lj_ - . 4 ;'?-I'y.'.ﬁ:j ]

-
=54 .

TNMX SMR2/SMR3

HIGH PRODUCTIVITY MILLING



SCRM90TN-18 WILL B RUCH

Face mill —

o i
—

_-—

Da

7 ® apI
#] L] D
90°
Designation @ D Dlmszmon (Ir-n m) P Coolant ':;JIZ ' & Mounting bolt Insert
SCRM90TN 450-16R-18 4 |50 16 40 13| e A 0.3 SHM8x1.25x30 | TNMX 1806 PNTR-
563-22R-18 5 |63 22 40 13| e A 05 SHM10x1.5x30 |SMR2/SMR3
580-27R-18 5 (8 27 50 13| e A 1.1 SHM12x1.75x35
780-27R-18 7 |80 27 50 13| e A 1.1 SHM12x1.75x35
6100-32R-18-B 6 [100 32 50 13| e A 20 SHM16x2x35
8100-32R-18 8 [100 32 50 13| e A 20 SHM16x2x35
7125-40R-18-B 7 [125 40 63 13| e A 34 SHM20x2.5x40
10125-40R-18 10 |125 40 63 13 | e A 3.3 SHM20x2.5x40
10160-40R-18 10 | 160 40 63 13 | «x C 45 -
14160-40R-18 14 | 160 40 63 13 | «x C 45 - T
16200-60R-18 16 /200 60 63 18| x C 62 - =
SCRM90TN 580-25.4R-18 5 |80 254 50 13| e A 1.1 SHM12x1.75x35 n
780-25.4R-18 7 |80 254 50 13| e A 1.1 SHM12x1.75x35 e
6100-31.75R-18-B | 6 | 100 3175 50 13| x B 20 - .
8100-31.75R-18 8 [100 3175 50 13 | «x B 20 - n-';'
7125-38.1R-18-B 7 |125 381 63 13| «x B 34 - 2
10125-38.1R-18 10 | 125 381 63 13 | «x B 33 - =
10160-50.8R-18 10 | 160 508 63 13 | «x C 45 -
14160-50.8R-18 14 | 160 508 63 13 | «x C 45 -
16200-47.625R-18 | 16 | 200 47.625 63 13 | «x C 62 -

+ Mounting bolt with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Spare parts

Screw Wrench
Designation ﬁ %
SCRN90TN-18 TS 40B100I T-T15

l} TaeguTe

Member IMC Group




High Feed Family

\Chip Splitter Family

TEF/TES-TN18

Extended flute cutter

[res

S B

nm

|/

[
90°

7

I

L}

LA

%
0
b

g

h l\ )

2
b
Wi

. . No. of Dimension (mm) ) .
Designation @ inset| D d Da L H ap & Fig. Mounting bolt Insert
TEF D50-48-W40-TN18-2F 2 8 |50 40 - 140 67 48 1 - TNMX 1806 PNTR-
D50-48-W40-TN18 3 |12 |50 40 - 140 67 48 1 - SMR2/ SMR3
TES D63-48-27R-TN18-2F 2 8 63 27 70 48 | 1.2 2 SH M12x1.75x50
D63-48-27R-TN18 g 12 | 63 27 70 48 | 1.1 2 SHM12x1.75x50
D80-60-32R-TN18 4 20 | 80 32 80 60 | 22 2 SHM16x2x60
D100-71-40R-TN18-4F | 4 | 24 |100 40 100 71 |45 2 SHM20x2.5x70
D100-71-40R-TN18 5 30 | 100 40 100 71 | 44 2 SHM20x2.5x70
D100-71-40R-TN18-6F 6 36 | 100 40 100 71 | 44 2 SHM20x2.5x70
+ Coolant through type
Spare parts
Screw Wrench
Designation & %
TEF/TES-TN18 TS 40B100I T-T15

HIGH PRODUCTIVITY MILLING




SCRMYOTN...-W...-18 iz 3 AU

End Mill V

@T} S
D & Sosroppameopeed d
©) %
Lap)
H
L
.
90°
Designation @ Dimension (mm) Insert
g D d L H ap
SCRM90TN 235-W32-18 2 35 32 115 85 13 TNMX 1806 PNTR-
340-W32-18 3 40 32 115 35 13 SMR2/SMR3
L
(o]
>
M
(0]
(0}
o
M
o)
=}
<
+ Coolant through type

l} TaeguTe

Member IMC Group




SCRM90TN...-M...-18

Modular

||
D =p—- Ts| Ds
- ||
)
Ls
.
90°
- Dimension (mm)
Designation @ D Ds L s = Insert
SCRM90TN 235-M16-18 2 35 29 43 16 13 TNMX 1806 PNTR-
340-M16-18 3 40 29 43 16 13 SMR2/ SMR3
=
=
©
L
©
(3]
()
L
-
2
I
=
S
©
L« Coolant through type
2
£
w
2
<
O Spare parts
/ Screw Wrench
Designation ﬁ %
SCRM90TN-18 TS 40B100I T-T15

st HIGH PRODUCTIVITY MILLING




TNMX 18

ML S RUCH

Insert
d . . Dimension (mm)
\90 = d t ap a
18 11.65| 8 13 14
=
,%, ap
a
Recommended Coated Uncoated
Insert Desianation Machining Conditions S 8§89 898w g o
’ Feed [ R3S IEREERBZR |o
(mmiooth)| mm) |F E F FEFEFEEFE <
TNMX 1806 PNTR-SMR2 0.10-0.20 | 2.7-11.0 | ® ° ° o o
h:-
TNMX 1806 PNTR-SMR3 0.10-0.20 | 2.7-11.0 | ® o o o o
e~
ey

®: Standard item
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Economical solution with
double-sided round inserts

* Unique double-sided round inserts

* New insert and cutter pocket structure for strong & robust clamping (Anti-rotating system)

* When machining with a long overhang cutter, it is recommended that the shred type insert
is used to reduce the cutting load

High Feed Family

RNMU 10/12/16-M

HIGH PRODUCTIVITY MILLING




Test Report

Case study 1

cHasEP rivio

Competitor

TaeguTec

Workpiece material

Tool steel (X40CrMoV51, H13, SDK61)

Cutter D50 round insert cutter (5 teeth) TFMRNS 550-22R-12 (5 teeth)
Insert Single-sided round insert RNMU 1205S-M TT9080
) V (m/min) 236 150
Cutting speed N (rpm) 1500 955
Fz (mm/tooth) 0.17 0.47
Feeditale S N E mmimin) 1000 2244
Width of cut | ae (mm) Variable Variable
Depth of cut | ap (mm) 2 3
Coolant Dry Dry
Metal removal rate (cm3/min) 70 235
Tool life (hour/corner) 1.5 1.5

Metal removal rate
(cm®/min)

250
200
150
100

50

0

Productivity

Competitor

TaeguTec

G’ TaeguTec
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TFMRNS-10/12

Face mill

Designation @ D Dlml:;a:swn I(_mm) 7 Coolant 2:5; r & Mounting bolt Insert
TFMRNS 432-16R-10 4 32 16 40 5 ° E 01 KIB32B RNMU 1004S-M
433-16R-10 4 33 16 40 5 ° E 01 KTB32B
540-16R-10 5 40 16 40 5 ° A 02  SHMB8x1.25x30
650-22R-10 6 50 22 50 5 ° A 04  SHM10x1.5x30
652-22R-10 6 52 22 50 5 ° A 04  SHM10x1.5x30
440-16R-12 4 40 16 40 6 ° A 0.2 SHMB8x1.25x30 RNMU 1205S-M
450-22R-12 4 50 22 50 6 ° A 03 SHM10x1.5x30
550-22R-12 5 50 22 50 6 ° A 03 SHM10x1.5x30
552-22R-12 5 52 22 50 6 ° A 04  SHM10x1.5x30
= 563-22R-12 5 63 22 50 6 ° A 06 SHM10x1.5x30
£ 663-22R-12 6 | 63 22 5 6 | e A 06 SHMI0X15x30
L 666-27R-12 6 66 27 50 6 ° A 0.6 SH M12x1.75x35
8 680-27R-12 6 80 27 50 6 ° A 1.1 SH M12x1.75x35
L‘B 780-27R-12 7 80 27 50 6 ° A 1.0 SHM12x1.75x35
= 7100-32R-12 7 | 100 32 50 6 ° A 15 LHM16x2x35
% 8100-32R-12 8 | 100 32 50 6 ° A 15 LHM16x2x35

HIGH PRODUCTIVITY MILLING




TFMRNS-16

Face mill

Designation @ D Dlms:smn (me) & Coolant 2{3@ ' & Mounting bolt Insert
TFMRNS 340-16R-16 8 40 16 55 8 ° E 03 KTB 32B RNMU 1606S-M

350-16R-16 3 50 16 50 8 ° A 02 SH M8x1.25x30

450-16R-16 4 50 16 50 8 ° A 02 SH M8x1.25x30

452-22R-16 4 52 22 50 8 ° A 03 SH M10x1.5x30

463-22R-16 4 63 22 50 8 ° A 05 SH M10x1.5x30

566-27R-16 5 66 27 50 8 ° A 06 LH M12x1.75x30

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

680-27R-16 6 80 27 50 8 ° A 08 LH M12x1.75x30

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

7125-40R-16 7 | 125 40 63 8 ° A 30 SH M20x2.5x40 a5

8125-40R-16 8 | 125 40 63 8 | e A 29  SHM20x25x40 =

9160-40R-16 9 | 160 40 63 8 X C 38 C'ID1

10200-60R-16 10 | 200 60 63 8 X C 56 8
-
)
3.
<

+ Mounting bolts with coolant through hole is available on request (ordering example: SH M10x1.5x30-C)

Spare parts

Screw Wrench

Designation & /%
TFMRNS-10 TS 35085I/HG T-T15
TFMRNS-12 TS 40G110I T-T15
TFMRNS-16 TS 50A121I/HG T-T20

l} TaeguTe

Member IMC Group




TERNS-10/12/16

e @~ e
> &
:::::::‘A\th’ d d
L
Fig.1 Fig.2
Designation @ Dimension (mm) Fig. Insert
D d L H ap
TERNS 225-25-10-L160 2 25 25 160 60 5 2 |RNMU 1004S-M
225-32-10-L250 2 25 32 250 40 5 2
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 3 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 12055-M
e 232-32-12-L.200 2 32 32 200 60 6 2
3 232-32-12-L 2 32 32 250 50 6 2
o 332-W32-12 3 32 32 160 60 6 1
= 332-32-12-1200 3 32 32 200 70 6 2
':|9:) 332-32-12-1.250 3 32 32 250 60 6 2
233-32-12-1200 2 33 32 200 50 6 2
233-32-12-1250 2 33 32 250 60 6 1
- 333-32-12-1200 3 33 32 200 70 6 2
= 333-32-12-1250 3 33 32 250 60 6 2
% 340-W32-12 3 40 32 160 50 6 1
L 340-32-12-1.250 3 40 32 250 50 6 2
Q 440-W32-12 4 40 32 160 50 6 1
= 440-32-12-L250 4 40 82 250 60 6 2
w 450-32-12-1200 4 50 32 200 70 6 2
_g— 550-32-12-L250 5 50 32 250 60 6 2
&) 240-32-16-L180 2 40 32 180 70 8 2 |RNMU 1606S-M
240-32-16-1250 2 40 32 250 100 8 2
340-32-16-L180 3 40 32 180 70 8 2
340-32-16-L250 3 40 32 250 100 8 2

+ Coolant through type

HIGH PRODUCTIVITY MILLING




TERNS...-M...-10/12/16 cHasED ioio

Modular 7

) . Dimension (mm)
Designation @ D Ds s s 3 Insert
TERNS 225-M12-10 2 25 21 35 12 5 RNMU 1004S-M
325-M12-10 3 25 21 35 12 5
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 1205S-M
332-M16-12 S 32 29 43 16 6
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 L
240-M16-16 2 40 29 43 16 8 RNMU 1606S-M ‘%—
340-M16-16 3 40 29 43 16 8 C'ID'I
8
-
)
3,
<
+ Coolant through type
Spare parts
Screw Wrench
Designation & %9 %
TERNS-10 TS 350851/HG TD 15
TERNS-12 TS 40G110I T-T15
TERNS-16 TS 50A121IHG TD 20

l} TaeguTe
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cHasEP rivio

Insert
Size Dimension (mm)
r d t ap
10 5 10 | 45 5
12 6 12 | 5.0 6
d 16 8 | 16 | 63| 8
M
Coated Uncoated
Insert Designation i ap 8 3 838383 2 3 ¢
(mmfoot) | mm) | & S R L LG Qo
E EF EFE F F FE E E E =
F F F - F F F F F %
= RNMU 1004S-M 0.05-0.35 1.5-4.0 ° e o o °
tf‘*-‘ 1205S-M 0.05-0.40 1550 | o e o o o
1606S-M 0.05-0.45 2.0-6.5 ° e o o °

HIGH PRODUCTIVITY MILLING

®: Standard item
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Chip splitter type solid end mills
for roughing

APEXMILL _REL

* Roughing end mill, 3 & 4 flutes, 20 helix
+ For HSM of hardened steel

* Long length, AITIN coating

STARMILL _REH

* Roughing end mill, 4 & 6 flutes, 45 helix
* For roughing of low hardened steel

+ Short / medium / long length,

TiAIN coating

ALUMILL _REA

* Roughing end mill, 3 flutes, 30 helix
* Roughing of aluminum

* Long length, uncoated

Ajwe psa4 ybiH
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REL ...L APEXHILL
3-4 flute rough long flat

dhe ‘%»

D Tolerance D Tolerance
H'e D=3 0--0.040 10<D=<18| 0--0.070
(3 20 3<D=<6 0--0.048 18<D=30| 0--0.084
P 6<D<10| 0--0.058
Designation Feed Dimension (mm) Grade
J (mm/tooth) & D c L ap d TT5515
REL 3060L 0.03-0.06 3 6 0.38 57 16 6 (]
3080L 0.03-0.08 3 8 0.38 63 16 8 °
4100L 0.03-0.09 4 10 0.61 72 22 10 °
4120L 0.04-0.10 4 12 0.61 83 26 12 (]
4140L-14 0.05-0.11 4 14 0.61 83 26 14 (]
4160L 0.05-0.11 4 16 0.61 92 32 16 (]
4200L 0.05-0.11 4 20 0.61 104 38 20 (]
+ Weldon shank is available on request (Ordering example: RELW ....L) ®: Standard item
=
%

AM&EE §
= REH...S STARMILL
(3]

0 4-6 flute rough short corner chamfer
<
2
T
. |l|II - H | dhe
D Tolerance D Tolerance
H-e D=3 0--0.040 10<D=<18| 0--0.070
45 3<D=<6 0--0.048 18<D=30| 0--0.084
e 6<D<10| 0--0.058
N Feed Dimension (mm) Grade
Designation
(mm/tooth) = D o] L ap d TT5525
REH 4060S 0.04-0.12 4 6 0.25 54 7 6 °
4080S 0.05-0.16 4 8 0.30 58 9 8 °
4100S 0.06-0.18 4 10 0.36 66 14 10 °
4120S 0.06-0.20 4 12 0.36 73 16 12 °
5160S 0.08-0.22 5 16 0.36 82 22 16 o
6200S 0.08-0.22 6 20 0.36 92 26 20 °
+ Weldon shank is available on request (Ordering example: REHW ....S) ®: Standard item

HIGH PRODUCTIVITY MILLING




REH ...M

3-6 flute rough medium corner chamfer

STARMILL

D Tolerance D Tolerance

H-A D<3 0--0.040 |/10<D=18] 0--0.070

45 3<D=<6 0--0.048 18<D=30| 0--0.084

= 6<D<10| 0--0.058

Designation Feed Dimension (mm) Grade

(mm/tooth) 3 D © L ap d TT5525
REH 3040M 0.02-0.05 3 4 0.15 57 11 6 °
4050M 0.02-0.05 4 5 0.20 57 13 6 °
4060M 0.04-0.12 4 6 0.25 57 16 6 °
4070M 0.05-0.16 4 7 0.28 63 16 8 °
4080M 0.05-0.16 4 8 0.30 63 16 8 o
4090M 0.06-0.18 4 9 0.33 72 19 10 °
4100M 0.06-0.18 4 10 0.36 72 22 10 °
4120M 0.06-0.20 4 12 0.36 83 26 12 °
5140M-14 0.08-0.22 5 14 0.36 83 26 14 °
5160M 0.08-0.22 5 16 0.36 92 32 16 o
6200M 0.08-0.22 6 20 0.36 104 38 20 °
6250M 0.08-0.22 6 25 0.36 121 45 25 °

+ Weldon shank is available on request (Ordering example: REHW ....M)

®: Standard item

l} TaeguTe

Member IMC Group

Ajwe psa4 ybiH

Q
=
©
2}
S
o}
m
Q
3
i




REH ...L STARMILL

4-6 flute rough long neck corner chamfer

— I dhe
L
D Tolerance D Tolerance
H'e D=3 0--0.040 10<D=<18| 0--0.070
45 3<D=<6 0--0.048 18<D=<30| 0--0.084
= 6<D=<10 0--0.058
Designation Feed Dimension (mm) Grade
9 (mm/tooth) = D c L ap H uic d | TT5525
REH 4060L 0.04-0.12 4 6 0.25 57 16 20 5.5 6 °
4080L 0.05-0.16 4 8 0.30 63 16 26 7.5 8 °
4100L 0.06-0.18 4 10 0.36 72 22 31 9.5 10 °
4120L 0.06-0.20 4 12 0.36 83 26 37 11.5 12 °
5160L 0.08-0.22 5 16 0.36 100 32 51 15.5 16 °
6200L 0.08-0.22 6 20 0.36 110 38 59 19.2 20 °
+ Weldon shank is available on request (Ordering example: REHW ....L) ®: Standard item

REA3..L ALUMILL

3 flute rough corner chamfer

=
S
S
(T
°
o}
o
(I
e
2
I

e (o ”
*Tﬁr ‘I R S N . - dhe %
Ay Uy >

L
D Tolerance D Tolerance
He-A =3 0--0.040 ||{10<D=18| 0--0.070
? '3& 3<D<6 0--0.048 18<D=<30| 0--0.084
— 6<D=<10 0--0.058
Designation Feed Dimension (mm) Grade
(mm/tooth) D © L ap d UF10
REA 3060L 0.03-0.07 6 0.61 57 16 6 °
3080L 0.03-0.15 8 0.61 63 16 8 °
3100L 0.05-0.20 10 0.61 72 22 10 °
3120L 0.07-0.22 12 0.66 83 26 12 °
3140L-14 0.07-0.22 14 0.99 83 26 14 °
3160L 0.07-0.25 16 0.99 92 32 16 °
3200L 0.07-0.25 20 0.99 104 38 20 °

®: Standard item

HIGH PRODUCTIVITY MILLING







Ramping Data cHasEP FeeD

Straight ramping Helical ramping

mn

Max. ramp 'A'
[y S

BLMP 06
Cutter dia. (D) Max. ramp (A°) Strl?/:i:f :‘)n:ﬁ]::;wn Min. length (L) Min. dia. Hehcl\jllar:(a.n;ii)afjown Max. pitch/rev.
016 3.0 07 13 = 32 0r
017 27 0.7 15 25 3 8;
218 25 0.7 16 = 36 8:;
@20 15 1.0 38 = 40 ?g
@21 15 1.0 38 = 42 ?g
@25 1.4 1.0 41 A 50 : 8
%‘ 026 13 1.0 44 3 5 :g
g 030 11 1.0 52 Z; 60 i :(g)
§ 032 1.0 1.0 57 _ 64 : :8
< 233 1.0 1.0 57 66 1.0
ac @40 0.9 1.0 64 n 80 : g
50 0.6 10 9 A 100 : :g
263 0.5 1.0 115 "7 126 :8

Technical Guide

HIGH PRODUCTIVITY MILLING




Ramping Data cHasEP FeED

BLMP 09
Cutter dia. (D) Max. ramp (A°) Str:‘/:g:.t ;Z”;:q::;wn Min. length (L) Min. dia. He"cl\e/lllajn;?aéown Max. pitch/rev.
025 22 15 39 42 = 12
026 22 15 39 44 = 12
030 2.0 15 43 52 = 12
032 20 15 43 56 o }g
033 20 15 43 58 5 12
040 15 15 57 2 5 15
042 15 15 57 76 5 5
50 1.0 15 86 92 - =
52 1.0 15 86 % o 2
063 0.9 15 9 118 o 12
066 0.9 15 9 124 = 12
080 0.8 15 107 152 =5 12
0100 07 15 123 192 550 12

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.

Ajwe psa4 ybiH

B
i . Un-machined
Program Over cut s
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 3.5 0.24 0.30
4.0 0.41 0.17

3.0 0.36 0.04

: Recommended program 'R'

B: Un-machined

apIny) |edluyda |

ij','; TaeguTec
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Ramping Data cHasEP Feep

Straight ramping Helical ramping

Max. ramping
angle A°

= S5

BLMP 13
Cutter dia.(D1) Straight ramp down ' _ Helical ram|.) down '
Max. ramp (A°) Max. ap (mm) Min. length (L) Min. dia. Max. dia. Max. pitch/rev.
50 0.7
032 0.8 2 143 64 09
52 1.0
@33 1.1 2 104 66 13
66 1.4
040 1.2 2 96 80 17
86 1.2
@50 0.8 2 143 100 12
112 1.2
063 0.6 2 191 126 13
146 1.3
080 0.5 2 229 160 12
0100 0.4 2 287 186 13
> 200 1.4
— 236 1.2
= 0125 0.3 2 382 550 13
= .
B o160 03 2 382 306 16
320 1.7
T oe00 0.2 2 573 386 13
Lcll_) : 400 1.4
486 1.7
- @250 0.2 2 573 500 17
2
I

Programming technical data
When performing CNC programming operations, specify tools with “Corner R” value for the BLMP 13 insert.
This will achieve un-machined material thickness of approximately “B” mm along the corner.

When applying the CNC program with “Corner R,” the over cut area is indicated as “A” mm. For other program “Corner R”
data, please refer to the diagram below.

B
ProRram Ove'? cut e

9 material thickness

3.0 0 1.31

3.5 0 117
BLMP 13 4.0 0.04 1.03

45 0.15 0.89

5.0 0.3 0.76
:Recommended program 'R'

Technical Guide

Max. depth of cut

HIGH PRODUCTIVITY MILLING




Ramping Data CHASEFEED

Straight ramping Helical ramping

Max. ramping
angle A° 4_‘

I
iy
i

SBMT 13
Cutter dia.(Dr) Max. ramp (A°) Str:/:i:f ;’:E}:ﬁwn Min. length (L) Min. dia. He"cl\jllarxa.rz’i)a(.jown Max. pitch/rev.

032 7.0 2 16 47 o 29
033 6.9 2 17 49 & 2
040 53 2 22 63 5 29
050 43 2 27 8 50 29
063 2.9 2 40 109 55 29
080 20 2 57 143 150 29
0100 15 2 76 183 500 29
0125 11 2 104 233 550 2

Programming technical data
When performing CNC programming operations, specify tools with the “Corner R” value for the SBMT 13 insert.
This will achieve un-machined material thickness of approximately “B” mm along the corner.

Ajwe psa4 ybiH

When applying the CNC program with “Corner R,” the over cut area is indicated as “A” mm. For other program “Corner R”
data, please refer to the diagram below.

B
ProRram Ove'? cut i

9 material thickness

4.0 0 1.62

4.5 0 1.51
SBMT 13 5.0 0.04 1.4

5.5 0.14 1.29

6.0 0.28 1.18
:Recommended program 'R’

. |[2mm

apIny) |edluyda |

Max. depth of cut

fj‘,‘ TaeguTec

fember IMC Group




High Feed Family

Technical Guide

Ramping Data

Straight ramping

XEVT 16: 0.4R-1.6R

Helical ramping

CHASEALG

Step down milling

Cutter dia.(D1) Straight ramp down : B Helical ramp down : Step down
Max. ramp (A°) | Max. ap (mm) | Min. length (L) Min. dia. Max. dia. Max. pitch/rev. Max. ap
025 235 16 37 2 50 1%?6 4
032 145 16 62 431 5 L i
040 10.0 16 91 59.1 % S0 i
@50 75 16 122 7.1 0 192 i
063 55 16 166 1051 126 128 4
@80 45 16 203 1981 160 15 4
@100 33 16 278 1781 200 1%2 i
@125 25 16 367 2291 250 1%23 i
0160 15 16 611 299.1 5 S .
@200 1.0 16 917 S 400 8% 4
XEVT 16: 2.0R
Cutter dia.(D1) Straight ramp down _ —_ Helcalampdown Stop down
Max. ramp (A°) | Max. ap (mm) | Min. length (L) Min. dia. Max. dia. Max. pitch/rev. Max. ap
025 235 15.5 36 21 50 5 3
032 14.5 15.5 60 43.1 64 173'.72 22
040 10.0 155 88 %91 80 s 52
050 75 155 118 71 100 o 52
063 55 155 161 1051 126 192 52
080 45 15.5 197 1391 160 e 35
0100 33 155 269 171 200 132 g&ss
0125 25 155 355 229.1 250 52 5
0160 15 15.5 592 299.1 350 L 33
@200 1.0 15.5 888 o 400 o 22

HIGH PRODUCTIVITY MILLING



Ramping Data

Straight ramping

Helical ramping

CHASEALG

Step down milling

% Max. ramp 'A'

XEVT 16: 3.0R-3.2R

Cutter dia.(D1) Straight ramp down : S Helical ramp down : Step down
Max. ramp (A°) | Max. ap (mm) | Min. length (L) Min. dia. Max. dia. Max. pitch/rev. Max. ap
025 225 145 35 291 5% o 28
032 135 14.5 60 431 o L 28
040 9.0 145 92 59.1 5 o 28
050 6.5 145 127 791 50 28 28
63 5.0 145 166 105.1 55 8 28
080 40 145 207 189.1 50 19 28
0100 3.0 145 277 179.1 556 1 28
0125 20 145 415 229.1 556 s o8
0160 11 145 756 299.1 55 ’1 28
0200 08 14.5 1039 379.1 5 8.1 28
XEVT 16: 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

025 20.0 145 40 29.1 5% o 24
032 12.0 145 68 431 s o3 24
040 75 145 110 59.1 % o0 24
050 55 145 151 9.1 100 o 24
063 45 145 184 105.1 % o0 24
080 35 145 237 139.1 160 o 24
0100 3.0 145 277 1791 500 e 2
0125 2.0 145 45 229.1 556 3L o
0160 1.0 145 831 299.1 550 83 o
0200 0.7 145 1187 879.1 o 28 o

Ajwe psa4 ybiH
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High Feed Family

Technical Guide

Ramping Data

Straight ramping

Helical ramping

CHASEALG

Step down milling

% Max. ramp 'A'

XEVT 22: 0.5R-0.8R

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
032 20.0 21 58 %88 64 167'.39 2:;
40 14.0 21 84 84.5 80 197'% ::;
@50 95 21 126 745 100 T 47
63 70 21 171 1005 126 e 47
@80 5.0 21 240 1345 160 1% 37
0100 37 21 325 1748 200 3 37
0125 26 21 463 2245 250 i 37
0200 16 21 752 Sas 400 s 47
XEVT 22: 1.6R-2.0R
Cuter 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

032 195 203 57 %85 64 s i
@40 135 203 85 245 80 197'% 3:3
@50 9.5 203 121 48 100 73 45
063 6.7 203 173 100:5 126 ] 172 ¥
80 47 203 247 1945 160 i i
0100 35 20.3 332 174 200 165 Y
0125 25 203 465 2245 250 s ¥
0200 15 20.3 776 8745 400 ]i:g ig

HIGH PRODUCTIVITY MILLING



Ramping Data

Straight ramping

% Max. ramp ‘A’

XEVT 22: 3.0R-4.0R

Helical ramping

CHASEALG

Step down milling

Cutter dia.(O1) 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
32 18.5 19.5 58 385 62 15(5?6 23
240 12,5 19.5 88 545 80 185_66 33
50 8.5 19.5 131 s 100 tos 33
63 55 195 203 1005 1%6 o 33
@80 40 195 279 1945 160 a5 33
0100 3.0 195 372 1740 200 140 )
0125 2.0 195 559 2245 250 0 3
@200 10 195 1118 S74.5 400 3 23
XEVT 22: 5.0R
Cutter ia.(D1) Straight ramp down ‘ i Helical ramp down : Step down
Max. ramp (A°) | Max. ap (mm) | Min. length (L) Min. dia. Max. dia. Max. pitch/rev. Max. ap
032 175 19 60 385 64 e 28
040 15 19 93 545 ) o~ 58
@50 75 19 144 785 100 186.62 g:g
63 50 19 217 1005 126 T 28
@80 35 19 311 1345 160 18391 gg
@100 25 19 435 1745 200 ins X
0125 17 19 641 2245 250 59 X
@200 0.8 19 1361 Sras 400 = 5
) TaeguTec
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High Feed Family

Technical Guide

Ramping Data

Straight ramping

Helical ramping

CHASEALG

Step down milling

XEVT 22: 6.4R
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

032 16.0 18.2 64 38.5 & % X
040 10.0 18.2 103 o5 80 ot x
@50 6.5 18.2 160 745 100 175'f12 21
63 45 18.2 231 1005 126 fa2 x
80 3.0 18.2 347 1345 160 s 5
0100 20 182 521 1745 560 =3 X
0125 15 18.2 695 2245 550 29 2
@200 0.7 18.2 1490 874.5 400 gg g}

HIGH PRODUCTIVITY MILLING



Ramping Data CHASEMILL

Straight ramping Helical ramping

AXMT 0602R-HF

) Straight ramp down Helical ramp down
Cutter dia.(D1) - — " -
Max. ramp (A°) Max. ap (mm) Min. length (L) Min. dia. Max. dia. Max. pitch/rev.
o8 03 05 96 14 5 91
210 05 05 57 14 55 33
o1 1.0 05 29 18 5 23
012 23 05 12 18 5 8-2
013 45 05 6 18 5 22
014 35 05 8 18 5 32
215 3.0 05 10 26 30 8-2
16 28 05 10 26 5 22 T
26 0.5 @
017 25 05 11 5 95 =
: i
018 23 05 12 26 % 22 @
26 05 2
219 22 05 13 3 o2
34 0.5 A
@20 1.9 05 15 0 0 %
@21 1.7 05 17 34 05 =
: : 42 0.5 <
025 14 05 20 44 = 22
032 1.0 05 29 58 s 32
040 07 05 41 74 % 8:2

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.

R A B
Un-machined
Program Overcut | material thickness
'8 0%1 8'%
1. . 5
AXMT 0602R-HF 1’5 016 005 —
2.0 0.35 0 g
15 0 0.47 S
1.7 0 0.29 =]
APKT 09T3R-HF 2.0 0.04 0.3 o
2.5 0.18 0.15 Q
3.0 0.36 0.04 -
2 0 0.57 (0]
2.5 0.07 0.42 .
APKT 1204R-HF 3 0.21 0.28 Q
3.5 0.39 0.15 o
4 0.58 0.06

B: Un-machined

:Recommended program 'R’

i?,‘ TaeguTec
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High Feed Family

Technical Guide

Ramping Data

APKT 09T3R-HF

CHASERMILL

Cutter dia.(D1) Straight ramp down . _ Helical ram!a down .
Max. ramp (A°) | Max.ap (mm) | Min. length (L) Min. dia. Max. dia. Max. pitch/rev.
@16 3.8 1.0 15 22 = 1 8
@17 3.5 1.0 16 24 = 1 8
@18 3.4 1.0 17 26 = } 8
@20 3.0 1.0 19 30 - } 8
@21 23 1.0 25 32 - } :8
@22 2.0 1.0 29 34 = } 8
@25 2.1 1.0 o7 40 = } 8
@26 2.0 1.0 29 42 = 1 8
@30 1.8 1.0 32 50 - 1 8
@32 1.6 1.0 36 54 = 1 8
@33 1.5 1.0 38 56 - 1 8
@40 1.2 1.0 48 70 = 1 8
@50 0.9 1.0 64 90 - } 8
@63 05 1.0 115 116 . }8
@80 0.4 1.0 143 150 = } 8
APKT 1204R-HF
Cutterda®) " ax, ramp (A°) 3";:2: ;Z”;g:gwn Min. length (L) Min. dia. He"cl\a/lllaer?a.down Max. pitch/rev.
@16 3.8 1.2 18 21 - ?g
@18 4.0 12 17 24 = 1;
@20 40 12 17 27 - 13
@21 35 12 20 29 . 13
@25 2.5 1.2 27 37 = ]g
@26 2.3 1.2 30 39 - 13
@32 17 12 40 51 - 13
@33 17 1.2 40 53 - 13
@40 1.5 1.2 46 67 - 15
@50 1.1 1.2 63 86 = 13
263 1.0 1.2 69 112 = 12
280 0.8 1.2 86 146 - 12

HIGH PRODUCTIVITY MILLING



Ramping Data

Straight ramping

:> Max. ramp 'A'

CHASEMILL

Helical ramping

APKT 12
Cutter dia.(D1) - I ramp (A9 S":/Ilgr: ::Ti::;wn Min. length (L) Min. dia. Hehcrj;n;?:own Max. pitchirev.
016 125 12,0 54 175 = 33
018 9.7 12.0 70 209 = 5
020 6.8 12,0 101 24.9 W 5o
021 6.2 12,0 111 269 5 &
025 8.0 12,0 85 34.9 5 3
026 75 12.0 91 36.9 = 38
032 5.0 12.0 137 48.9 5 33
033 46 12,0 149 509 5 38
040 35 12,0 196 64.9 5 ol
050 25 12,0 275 84.9 5 2
063 17 12.0 405 10.9 55 o
080 13 12.0 529 144.9 5 -
APKT 17
Cutter dia. (D) o ramp (A9 Strslllgg ;anwn Min. length (L) Min. dia. Henca:n;?:own Max. pitchirev.
020 8.0 16.1 115 22 i o
025 5.0 16.1 184 306 = 2
026 40 16.1 230 32.6 = =
032 9.0 16.1 102 44.6 5 >
033 9.0 16.1 102 46.6 5 L
040 5.0 16.1 184 60.6 5 33
050 44 16.1 209 80.6 0 238
063 3.2 16.1 288 106.6 55 o2
080 23 16.1 401 1406 55 o3
0100 18 16.1 513 180.6 556 o8
0125 14 16.1 659 230.6 556 89
0160 1.0 16.1 923 300.6 6 85
0200 0.7 16.1 1318 3806 56 22
) TaeguTec
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Ramping Data CHASEMiLiPOWER

Straight ramping Helical ramping

SN

Max. ramp

2PKT 05
it aliz [07) Max. ramp (A°) Strl?l:g:T ;anz\g:;wn Min. length (L) Min. dia. Hehcl\a;llar)i(i.nc]i?aéown Max. pitch/rev.

012 75 47 36 15.9 5 i
016 44 47 61 239 % i
020 3 47 90 31.9 i 4
025 22 47 122 41.9 5 o
032 16 47 168 559 5 2
040 12 47 224 7.9 5 I

High Feed Family

Technical Guide

HIGH PRODUCTIVITY MILLING




Ramping Data

Straight ramping

Max. ramp 'A'

CHﬁSQ PiLL

Helical ramping

ANH(M)X 11
Cutter dia.(D1) Max. ramp (A°) Strl?lllgr): Z)"E;:SW” Min. length (L) Min. dia. Hehcl\jllaj"c;?afjown Max. pitch/rev.

025 15 1.0 420 30 5% 93

026 14 1.0 450 32 & o

032 1.1 1.0 573 44 5 98

033 1.0 1.0 631 46 & 98

040 0.8 1.0 788 60 5 o

050 0.6 1.0 1051 8 0 98

063 0.4 1.0 1576 106 55 98

080 03 1.0 2102 140 50 98
0100 0.2 1.0 3153 180 555 o
0125 0.2 1.0 3153 230 555 1
ANH(M)X 16

Cutter dia.(D1) Max. ramp (A°) Str?/:i:? ;T)nz;dmc;wn Min. length (L) Min. dia. Hellchjlajz?aéown Max. pitch/rev.

032 12 15.0 716 44 5 o

033 10 15.0 560 46 =& 98

040 0.9 15.0 955 €0 o o8

050 0.8 15.0 1075 8 100 s

063 0.6 15.0 1433 106 55 12

080 0.45 15.0 1911 140 5 13
0100 0.35 15.0 2457 180 550 12
0125 0.25 15.0 3439 230 550 12
0160 0.15 15.0 5732 300 6 10
0200 0.1 15.0 8599 380 5 98

) TaeguTec
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High Feed Family

Technical Guide

Ramping Data

Straight ramping

Helical ramping

MILLeRUZH

3PK(H)T 15
Cutter dia.(D1) Max. ramp (A°) Str:l/:g:f ;?Jr?r:fnc;wn Min. length (L) Min. dia. He"";::”;'i)afjown Max. pitch/rev.
032 32 1.0 197 535 & Py
@33 3.1 11.0 203 855 66 2:3
035 3.1 1.0 203 585 20 35
@40 2.0 11.0 315 701 80 g?
50 15 1.0 420 %01 100 55
063 1.1 11.0 573 116.1 55 2t
080 0.8 1.0 788 150.3 50 28
0100 06 1.0 1051 1905 500 22
0125 05 1.0 1261 2403 550 2L
0160 0.3 11.0 2102 8103 350 3;
0200 0.2 1.0 3153 390.3 100 18
3PK(H)T 19
Cutter dia.(D1) Max. ramp (A%) Str;:g:f :)nz.‘;:qc;wn Min. length (L) Min. dia. He“cljllatrz?afmwn Max. pitch/rev.

040 36 15.0 239 S 50 .
050 22 15.0 391 87.9 100 39
063 17 15.0 506 13.9 55 :
080 13 15.0 661 147.9 T Y
0100 1.0 15.0 860 187.9 200 47
0125 0.8 15.0 1075 231.9 250 32
0160 0.6 15.0 1433 3079 350 Py
0200 0.4 15.0 2150 3879 200 25
0250 03 15.0 2866 4819 500 3

HIGH PRODUCTIVITY MILLING



Ramping Data cHAsEP riviD

Straight ramping Helical ramping

RNMU 1004S-M ,RNMU 1004-ML: 8 corners

) Straight ramp down Helical ramp down
Cutter dia.(D1) - — - -
Max. ramp (A°) Max. ap (mm) Min. length (L) Min. dia. Max. dia. Max. pitch/rev.
33 0.4
@25 1.1 5.0 261 50 13
35 05
026 11 5.0 261 52 13
47 0.6
032 0.9 5.0 318 64 13
49 0.7
@33 0.9 5.0 318 66 14
63 1.0
@40 0.9 5.0 318 80 17
67 1.0
042 0.9 5.0 318 84 18
@50 07 50 409 8 1.1 T
100 1.6 <
87 1.3 >
052 0.8 5.0 358 104 ) n
(9
(9
o
M
)
3.
3
RNMU 1205S-M ,RNMU 1205-ML: 8 corners
Straight d Helical d
Cutter dia.(D1) raight ramp down : _ elica ramp own :
Max. ramp (A°) Max. ap (mm) Min. length (L) Min. dia. Max. dia. Max. pitch/rev.
42 0.7
@32 1.4 6.0 246 64 51
44 0.7
@33 1.4 6.0 246 66 25
58 1.1
@40 1.3 6.0 265 80 24
78 1.3
@50 1.0 6.0 344 100 23
82 1.4
@52 1.0 6.0 344 104 24
104 1.9
@63 1.0 6.0 344 126 29
110 2.0
@66 1.0 6.0 344 132 31
138 2.4
@80 0.9 6.0 382 160 34
178 2.5
©100 0.7 6.0 491 200 33

apIny) |edluyda |

ij','; TaeguTec

fember IMC Group




High Feed Family

Technical Guide

Recommended Cutting Conditions

Milling
Cutting speed Vc(m/min)
(BT Hardness | Material
ISO Material Condition strength Uncoated
) HB No.
(N/mm?2)
K10 P30
<0.25%C Annealed 420 125 1 60-170
Non-alloy steel, >=0.25%C | Annealed 650 190 2 60-130
cast steel, free < 0.55%C Quenched and tempered 850 250 3 60-100
cutting steel >=0.55%C | Annealed 750 220 4 60-120
Quenched and tempered 1000 300 5 50-100
Low alloy steel Annealed 600 200 6 60-130
and cast steel 930 275 7 60-100
(less than 5% of Quenched and tempered 1000 300 8 50-100
alloying elements) 1200 350 9 40-90
High alloy steel, cast steel Annealed 680 200 10 60-130
and tool steel Quenched and tempered 1100 325 11 50-100
) Ferritic / martensitic 680 200 12
| SEmEEEEE Martensitic 820 240 13
and cast steel
Austenitic 600 180 14
Gray cast iron Ferritic 160 15 70-130
(GG) Pearlitic 250 16 50-110
Cast iron nodular Ferritic 180 17 45-90
(GGG) Pearlitic 260 18 40-85
. Ferritic 130 19 70-140
Malleable cast iron —
Pearlitic 230 20 55-115
) Not cureable 60 21 550-700
Aluminum - wrought alloy
Cured 100 22 600-750
) <=12% Si Not cureable 75 23 800-900
LT Cured 90 24 650-800
cast, alloyed
>12% Si High temp. 130 25 250-320
>1% Pb Free cutting 110 26 300-400
Copper alloys Brass 90 27 300-400
Electrolitic copper 100 28 210-280
Duroplastics, fiber plastics 29
Non-metallic opate (heibas
Hard rubber 30
Annealed 200 31 50-70
Fe based
i Cured 280 32 40-50
AT Annealed 250 33 50-70
alloys Ni or
Cured 350 34 35-40
Co based
Cast 320 35 45-50
L . Rm 400 36 120-145
Titanium, Ti alloys
Alpha+beta alloys cured Rm 1050 37 35-45
Hardened steel Hardened 55HRC 38
Hardened 60HRC 39
Chilled cast iron Cast 400 40
Cast iron nodular Hardened 55HRC 41
. Steel Stainless steel . Cast iron . Nonferrous . High temp. alloys . Hardened steel

HIGH PRODUCTIVITY MILLING



Recommended Cutting Conditions

Milling
Cutting speed Vc(m/min)
Coated Ceramic Cermet
TT9080 | TT9030 | TT7080 | TT7800 | TT8080 | TT8020 | TT7515 | TT6080 | TT2510 | AS10 AS20 | CT7000
220-370 | 190-310 | 250-410 | 160-270 | 170-250 | 150-210 270-510
180-310 | 160-260 | 200-380 | 140-210 | 130-220 | 120-200 230-450
115-195 | 105-185 | 140-230 | 90-160 90-170 70-140 150-370
130-210 | 120-200 | 160-250 | 100-170 | 100-190 | 90-150 210-430
115-175 | 95-160 | 135-195 | 80-140 70-160 60-130 150-280
175-265 | 160-250 | 190-290 | 140-200 | 150-220 | 130-170 150-285
130-215 | 120-200 | 150-240 | 90-160 | 110-190 | 70-150 100-190
105-185 | 95-175 | 135-225 | 70-150 80-160 60-110 90-170
95-160 80-150 | 120-190 | 60-110 70-120 50-100 80-130
85-155 75-135 | 100-150 60-90 70-110 50-80 100-170
75-135 65-120 90-140 50-90 60-100 40-80 80-120
115-270 | 100-250 90-200 75-170
100-230 | 80-200 70-160 60-130
120-275 | 110-260 100-210 | 80-180
180-350 | 200-390 400-900
140-280 | 160-300 250-600
115-230 | 130-250 350-800
100-200 | 110-210 250-600 s
190-310 | 210-330 360-540 Lg—
120-260 | 130-280 300-440 m
800-1200 8
700-110 =
-
800-1200 o
650-850 2
250-400 -
500-600
500-600
350-400
40-80 30-65 500-900
30-60 20-45 500-900
35-70 25-50 500-900
30-60 20-40 500-900
35-65 20-45 500-900
90-130 60-100 500-900
35-70 25-55 500-900
40-75 70-180
30-55 50-130
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High Feed Family

Technical Guide

Recommended Cutting Conditions

HIGH PRODUCTIVITY MILLING

Endmill
Tensile )
ISO Material Condition strength Harﬂgess Me'l\ﬁenal
5 o.
(N/mm?2)
<0.25%C Annealed 420 125 1
Non-alloy steel, >=0.25%C | Annealed 650 190 2
cast steel, free <0.55%C Quenched and tempered 850 250 3
cutting steel >=0.55%C | Annealed 750 220 4
Quenched and tempered 1000 300 5
Low alloy steel Annealed 600 200 6
and cast steel 930 275 7
(Iess.than 5% of Quenched and tempered 1000 300 8
alloying elements) 1200 350 9
High alloy steel, cast steel Annealed 680 200 10
and tool steel Quenched and tempered 1100 325 11
] Ferritic / martensitic 680 200 12
Qi Stainless stoel Martensitic 820 240 13
and cast steel
Austenitic 600 180 14
Gray cast iron Ferritic 160 15
(GG) Pearlitic 250 16
Cast iron nodular Ferritic 180 17
(GGG) Pearlitic 260 18
. Ferritic 130 19
Malleable cast iron =
Pearlitic 230 20
. Not cureable 60 21
Aluminum - Wrought alloy
Cured 100 22
i <=12% Si Not cureable 75 23
Aluminum- Cured 90 24
cast, alloyed
>12% Si High temp. 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
) Duroplastics, graphite 29
Non-metallic
Hard rubber 30
Annealed 200 31
Fe based
i Cured 280 32
AT EETTD Annealed 250 33
alloys Ni or
Co based Cured 350 34
Cast 320 35
Titanium, Rm 400 36
Ti alloys Alpha+beta alloys cured Rm 1050 37
Hardened steel Hardened 55HRC 38
Hardened 60HRC 39
Chilled cast iron Cast 400 40
Cast iron nodular Hardened 55HRC 41
. Steel Stainless steel . Cast iron . Nonferrous . High temp. alloys . Hardened steel



Recommended Cutting Conditions

Endmill
Cutting speed Vc(m/min)
Coated Uncoated
TT5505 TT5515 TT5525 TT6050 UF10N/UF10
260-300 260-280 210-220 180-200
200-250 200-230 160-180 140-160
160-230 160-220 130-180 110-150
160-230 160-220 130-180 110-150
140-200 140-180 110-140 100-130
160-230 160-220 130-180 110-150
120-200 120-180 100-140 80-130
140-200 130-180 100-140 90-130
140-200 140-180 110-140 100-130
140-200 130-180 100-140 90-130
80-150 70-120 60-100 50-80
80-160 60-130 60-110
60-150 50-120 40-100
60-120 50-100 40-80
100-300 80-260 60-210 60-180
130-280 130-140 100-190 90-170
150-280 150-270 120-220 100-200
90-280 90-270 70-220 60-200
150-280 150-270 120-220 100-200 é—,l:
140-250 140-240 110-190 100-170 =
800-900 @
700-800 2
800-900 A
750-850 =
400-550 400-450 <
500-550
500-550
350-380
300-500
20-40 20-40 20-30 10-20
20-30 20-40 20-20 10-20
20-30 20-50 20-20 20-50
20-30 20-70 20-20 20-50
30-80 30-70 20-60 20-50
30-70 20-60 20-30
30-70 20-60 20-30
30-60 40-60
30-40 20-30
70-90 60-80 65-75
30-60 30-50 40-45
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Mounting Reference

Metric arbor style

‘ D1
Da
& B
[~ *
|
N %
t Fig.B
4
d2
b,
D1
D1 ~—Da |
Da ‘ < A"
B
‘A‘ B M
7R U vz i tE
! ‘ : ‘ 1% E ==
| | =T |
| # %
ds 101.6 D ‘
d2 177.8
D d2
D
Fig.C Fig.D Fig.E
= Dimension (mm)
= D1 Fig. Arbor
% D Da A B E For mold & die| For general di d2 d
LL 32 16 8.4 5.6 20 30 - - - E SEM16
8 32 16 8.4 5.6 20 30 - 9 13.5 A SEM16
D 40 16 8.4 5.6 20 38 - 9 13.5 A SEM16
L 40 22 10.4 6.3 22 38 - 1 17 A SEM22
'S) 50 22 10.4 6.3 22 40 45 1 17 A SEM22
T 63 22 10.4 6.3 22 47 - 1 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 14.4 8 26 66 85 - 46 B SEM32
125 40 16.4 9 32 85 - 22 32 A SEM40
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 -
Mounting bolt ]
E L1
T - D
(0]
i)
S  SHtype LH type
(2 Designation Dimension (mm) Cutter Designation Dimension (mm) Cutter
S 9 D[ L[L | T]E|sie 9 D[ L | L | T]E |sie
c SH M8x1.25x30(-C) 13 38 8 8 6 40 LH M10x1.5x25(-C) 16 | 315 | 6.5 10 8 |50, 63
% SH M10x1.5x30(-C) 16 40 10 10 8 |50, 63 LH M12x1.75x30(-C) 18 | 36.9 | 6.9 12 8 80
lﬂ_) SH M12x1.75x35(-C) | 18 47 12 12 10 80 LH M16x2x35(-C) 24 45 10 16 12 100
SH M16x2x35(-C) 24 | 51 | 16 | 16 | 14 | 100  .".C" Bolt with hole for internal coolant
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Mounting Reference

Inch arbor style

‘ D1
Da
=
L
\
{
a2
b
D1
Da
#
ﬁJfA 1z
| l
| |
ds 101.6
& 177.8
D d2
D
Fig.C Fig.D Fig.E
Dimension (mm) )
D Da A B E D1 di do ds Fig. Atbor ar
32 16 8.4 5.6 20 30 - - E SEM16 =
32 16 8.4 5.6 20 30 9 13.5 A SEM16 n
40 16 8.4 5.6 20 38 9 13.5 - A SEM16 g
40 22 10.4 6.3 22 38 11 17 - A SEM22 o
50 22 10.4 6.3 22 45 11 17 - A SEM22 g","
63 22 10.4 6.3 22 47 11 17 - A SEM22 3
80 25.4 9.526 6 26 70 13 20 - A FMA25.4 <
100 31.75 12.7 8 32 80 18 26 - A FMA31.75
100 31.75 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 - B FMA50.8
200 47625 25.4 14 38 130 - 132 101.6 C FMA47.625
250 47625 25.4 14 38 160 - 150 101.6 C FMA47.625
315 47.625 25.4 14 38 220 - 224 - D -
Mounting bolt )
LE. EN
T - **f“\»” - D
g
SH type LH type S
Designation Dimension (mm) Cutter Designation Dimension (mm) Cutter =3
g D[ L|L | T]E sz d D | L L | T]E |see 8
SH M8x1.25x30(-C) | 13 | 38 | 8 8 6 | 40 LH M10x1.5x25(-C) 16 |315| 65 | 10 | 8 |50,63 G_)
SHM10x1.5x30(-C) | 16 | 40 | 10 | 10 | 8 50,63 LH M12x1.75x30(-C) | 18 | 369 | 6.9 | 12 | 8 | 80 c
SH M12x1.75x35(-C) | 18 | 47 | 12 | 12 | 10 | 80 LH M16x2x35(-C) 24 | 45 | 10 | 16 | 12 | 100 %
SH M16x2x35(-C) 24 | 51 | 16 | 16 | 14 | 100 «"-C": Bolt with hole for internal coolant
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World Headquarters
TaeguTec Ltd.

1040 Gachang-ro, Gachang-myeon,
Dalseong-gun, Daegu 42936, KOREA
Tel: +82-53-760-7640

Web: http:/www.taegutec.com

Argentina

TaeguTec Argentina SA

11 de septiembre 4237- Piso 7
(C1429BJC) Ciudad AutOnoma
Buenos Aires, Argentina

Tel: +54-11-4702-6222

E-mail: ventas@taegutec.com.ar

Australia

TaeguTec Australia Pty Ltd.
Unit 37, Five Ways Business Park,
Keysborough Close, Keysborough,
VIC 3173 Australia

Tel: +61-3-9798-1900

E-mail: sales@taegutec.com.au

Belarus Rep.

Twing-M

3/2 Klumova Str, Minsk, 220009,
Republic of Belarus

Tel: +375-17-506-3238

E-mail: info@twing.by
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Usi-Tools S.P.R.L.

Parc Industriel Des Hauts

Sarts1 Avenue, 145

4040 Herstal, Belgium

Tel: +32-42-480-481
+32-475-783-204

E-mail: usitools@skynet.be
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TaeguTec Brasil Ltda.

Rua Tito, 104-Lapa-Cep 05051-000
Sao Paulo, Brasil

Tel: +55-11-3868-6032

E-mail: vendas @taegubrasil.com.br
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Tekotek BG Ltd.

Alexander Stamboliyski No 31.
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Tel: +359-878-05-1818

E-mail: tekotekbg@gmail.com

Chile
Cutting Tools Chile E.Il.R.L.
Alcalde Pedro Alarcon N° 765,
San Miguel, Santiago - Chile
Tel: +56-2-553 6944

+56-2-552 1181
E-mail: ventas@cuttingtools.cl
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TaeguTec China

RM 1205, Huishang Office Building,
No.1286 of Minsheng RD,

Pudong New District, Shanghai, China
PC: 200135

Tel: +86-21-5106-1260

E-mail: mail@taegutec.com.cn
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Intehna Zagreb d.o.o0.
Samoborska cesta 255, 10090
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Tel: + 385-1-3436-919

E-mail: info@intehna.hr
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TaeguTec CR s.r.o0.

Domazlicka 180a, CZ-31800 Plzen,
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Tel: +420 373 720 999

E-mail: top@taegutec.cz
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TaeguTec Scandinavia A/S.
Omogade 8, DK-2100 Copenhagen,
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Tel: +45-7022-0103

E-mail: tts@taegutec.dk
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Finland

Knorring OY AB

Mestarintie 4 FI-01730 Vantaa, Finland
Tel: +358 9 560 41

E-mail: knorring@knorring.fi

France

Ingersoll TaeguTec France S.A.R.L
21, rue Galilee F-77420
CHAMPS-sur-MARNE, France

Tel: +33 (0)1 64 68 45 36

E-mail: info@ingersoll-imc.fr

Germany

Ingersoll Werkzeuge GmbH
Kalteiche Ring 21-25, D-35708, Haiger,
Germany

Tel: +49 2773-742 0

E-mail: info@Ingersoll-IMC.de
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FG Technotools-G.& K.Fakitsas Co.

25th Martiou & Thrakis 15, 15235 Vrilissia,

Athens, Greece
Tel: +30-2-10-832-0752
E-mail: Giorgos@technotools.gr

Hungary

TaeguTec Hungary Kft.
1142 Budapest, Kassai u.151.
Tel: +36-1-273-29-52

E-mail: info@taegutec.hu
Web: http://www.taegutec.hu

India

TaeguTec India Pvt. Ltd.

Plot Nos.119 & 120, Bommasandra
Industrial Area, Phase 4, Bengaluru
560 099, India

Tel: +91-80-2783-9111

E-mail: shankar@taegutec-india.com

Indonesia

PT. TaeguTec Indonesia
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JI. Gunung Panderman Blok B no. 12

Cikarang Selatan-Bekasi 17550, Indonesia

Tel: +62-21-29093176/78/79
E-mail: sales@taegutec.co.id
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Hardmetal Machine Tools Ireland Ltd.
Dargan House, Duncairn Terrace,

Bray Co. Wicklow, Ireland

Tel: +353-1-286-2466

E-mail: sales@hardmetal.ie

Italy
Ingersoll TaeguTec ltalia S.R.L.

Via Montegrappa 78, 20020 Arese (MI), Italy

Tel: +39 02.99.76.67.00
E-mail: taegutec@taegutec.it
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TaeguTec Japan Ltd.

- Osaka / Head office

Senri Asahi Hankyu Bldg. 15F

1-5-3 Shinsenri-Higashimachi
Toyonaka-shi Osaka 560-0082, Japan
Tel: +81-6-6835-7731

E-mail: taegutec@taegutec.co.jp
Website: http://www.taegutec.co.jp

- Nagoya / Branch office
Tel: +81-52-745-2451

- Tokyo / Branch office
Tel: +81-3-5753-6281

Lithuania

UAB TTMT

R.Kalantos str. 161
LT-52315 Kaunas, Lithuania
Tel: +370-37-328487
E-mail: sigitas @ttmt.It

Malaysia

TaeguTec Tooling Systems Malaysia Sdn. Bhd

No.23-1&2, Jalan Anggerik Vanilla
BF 31/BF Kota Kemuning, Seksyen 31

40460 Shah Alam Selangor Darul, Malaysia

Tel: +603-5131-7514
E-mail: info@taegutec.com.my

The Netherlands

T.C.E.

Kennedylaan 14, 5466 AA, Veghel,
The Netherlands

Tel: +31 (413) 38 83 10

E-mail: info@taegutec.nl

Website: http://www.taegutec.nl

New Zealand
TT Pacific
1/501 Mt. Wellington Highway

Sylvia Park, Auckland, New Zealand 1060

Tel: +64-9-573-1280
E-mail: sales@iscar.co.nz

Pakistan

Dynamic Tooling Services
Office No.301, 3rd Floor,

Royal Center, Blue Are, Fazal-E-
Haque Road, Islamabad, Pakistan
Tel: +92-51-2806197

E-mail: info@dts.com.pk

Philippines

Colt Commercial Inc.

Suite 508 Padilla delos Reyes Bldg.
232 Juan Luna St., Binondo, Manila
Philippines

Tel: +63-2-244-9756

E-mail: cyrus@colt.com.ph
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TaeguTec Poland Sp. z 0.0.
Ul. Koscielna 8

52-314 Wroctaw, Poland

Tel: +48 71 785 40 85

E-mail: sales@taegutec.pl
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Hexatool, S.A.

Rua Casal Galego, No. 40.44
2430 Marinha Grande, Portugal
Tel: +351-244-550424/5

E-mail: hexatool@hexatool.com

Romania

SC TaeguTec Tools SRL
Splaiul Unirii, nr. 4, BI. B3, 5th Floor,
Office 5.1, District 4., Bucharest,
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Tel: +4021 210 3108

E-mail: marian.luca@taegutec.ro
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TaeguTec Russia

123290, Russia, Moscow,

2nd Magistralnaya str, 8A, building 5
Tel: +7-495-627-79-17

E-mail: sales@taegutec.ru

Serbia

Intehna Beo d.o.o.

Autoput 22, 11080 Zemun, Serbia
Tel: +381-11-3149-092

E-mail: info@intehnabeo.rs

Singapore

TT Tooling Systems

BK502, #03-823,Jurong West Avenue 1,
Singapore 640502

Tel: +65-6-4254918

E-mail: kitan@sinotool.com.sg

Slovakia

TaeguTec Slovakia, s.r.o.
Bytticka 2/44 010 01 Zilina
Slovak Republic

Tel: +421 41 7000056
E-mail: matus@taegutec.sk

Slovenia

Intehna d.o.o.

Spruha 40, Si-1236, Trzin, Slovenia
Tel: +386-1-580-9260

E-mail: info@intehna.si
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TaeguTec South Africa (Pty) Ltd.
P.O. Box 3121, Springs, 1560

43 South Main Reef Road,

New Era Springs Gauteng, South Africa
Tel: +2711-362-1500

E-mail: info@taegutec.co.za

Spain

TaeguTec Spain S.L

Miquel Servet, 35 P.|.Bufalvent
08243 Manresa (Barcelona), Spain
Tel: +34-93-878-7309~10

E-mail: info@taegutec.es

Sweden

SMV Verktyg AB

Parkgatan 6

SE-333 31 Smalandsstenar, Sweden
Tel: +46-371-343-48

E-mail: verktyg@smv.se
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TaeguTec Taiwan

3F., No.56, Min Tai St., Ku-Shan Dist.,
Kaohsiung City 804, Taiwan (R.0.C.)
Tel: +886-7-5505996

E-mail: info@tw.taegutec.com

Thailand

TaeguTec(Thailand) Co.,Ltd.
6/177 M.7 Srinakarin Rd.,
T.Bangmuang, A.Muangsamutprakarn,
Samutprakarn 10270, Thailand

Tel: +662-759-9300, 662-759-9172
E-mail: info@taegutecthai.co.th

Turkey

TaeguTec Turkey

TOSB Otomotiv Yan Sanayi Ihtisas
Organize Sanayi Bolgesi

1.Cad. 15.Sokak No:9 41420 Sekerpinar
Cayirova/KOCAELI, Turkiye

Tel: +90-850-201-69-00

E-mail: info@taegutec.com.tr
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TaeguTec Ukraine

40-b, Pushkina avenue, Dnepropetrovsk
Ukraine, 49006

Tel: +38-056-790-84-09

E-mail: td@taegutec.com.ua

United Arab Emirates
A.F.Husain

Al Ghurair W/H Shed No. 60
Al Quoz Industrial Area

P.O. Box: 4007 Dubai, UAE

Tel: +971-4-3400034

E-mail: info@afh-tools.com
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TaeguTec UK Ltd.

Waterside, Grange Park, Wetherby,
Leeds, LS22 5NB, United Kingdom
Tel: +44-1937-589-828

E-mail: info@taegutec.co.uk

U.S.A.

Ingersoll Cutting Tools
845 S Lyford Road Rockford,
IL 61108-2749, U.S.A.

Tel: +1-815-387-6600

E-mail: info@ingersoll-imc.com
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DMC Technology Co., Ltd.
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Tel: +84-8-62925556
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