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SHOULDER MILLING — NAVIGATOR
SHOULDER MILLING - NEGATIVE INSERTS
STN10 STN16 SLN12 SLN16 SLN12X
90° 90° 90° 90° 90°
APMX (mm) 5.0 APMX (mm) 10.0 APMX (mm) 9.0 APMX (mm) 13.0 APMX (mm) 10.0
DC(mm) 18-80 DC(mm) 25-175 DC(mm) 25-125 DC(mm) 63175 DC(mm) 25-125
H £ H H
2 3 o 2
Cylindrical shank I | « I
=] < < <
8 8 8 0oog
£ I ] E | E
£ = | £ £
Weldon Z E I * : I P I
a a 'E 2 "l / a
E = E
£ = £
Modular Z =, E I
8 @' 8 8
2 2 g g
Shell mill i 7 | I
S = S <
8 2 s & * &
Page 66 70 75 81 85
1SO .MKN .MKN .M.N . .N H.M. H
Insert shape Q & a p h
Inserts TNGX 1004 TNGX 1606 LNG. 1205 LN.U 1607 LNEX 1210
No. of cutting edges 6 6 4 4 4
Shallow shoulder
milling 4 L u u u u
Helical interpolation Cb/ | 4 | 4 | 4 | 4
Shallow slot milling // [ | [ | [ | [ | [ |
Plunge milling '“!‘v g | 4] [ | [ | [ |
P
Progressive plunging W/ | 4 | 4
Ramping 4/ | 4 4 4
Face milling <7 [ | [ | 4 [ |
Shape surfaces Q
milling (copy milling) 4 4
W Primaryuse  PIPossible use
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ECON TN10 Square Shoulder Mill with Internal Coolant
90" end and shell mills utilizing double sided TNGX 10 insert with 6 cutting edges and APMX of 5 mm. Suitable for a wide range of applications.
Available in cylindrical, Weldon, modular and arbor style, with or without differential tooth pitch. Body treated for longer tool life.
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ECON TN
. _DCONMS
KAPR 90° [}
APMX 5.0mm
5
GAMF 2
Eﬁf\ \\ﬁ % - - DCON MS
} 1—% A
= 2 @ TDZ
63 o 3 DCON MS a
K ‘ R B
7 ] B | [ o kww 2
. ‘g DCON ::/ls_I L ) i
! z A
> ‘ © Y
] [ 1.2 I Y ENE @
J 0‘\? vy °<\0 'y ‘ '<\Oo Yo ‘ '106
@ @ DC DC DC DCCB
B DC
0.03-0.06 N ;
by 2,
0.03-0.08 4 4 4
g [~=) =
—_ = = 51> f
Product = 3 § 42 =2 = '5 g = ng % :@‘“ @ N @E g i}
(mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) () ()
18A2R050A20-STN10-C 18 180 20 - 50 - - - - <171 -1 2 - 29100 v° 039 GI292 SQ300 -
20A2R029A20-STN10-C 20 150 20 - 29 - - - - 165 -M 2 27600 v° 035 GI292 SQ300 -
20A3R029A20-STN10-C 20 150 20 - 29 - - - - -165 -M 3 - 27600 v~ 034 GI292 SQ300 -
22A3R050A25-STN10-C 22 180 25 - 50 - - - - -165 -1 3 - 26300 v~ 0.58 G292 SQ300 -
— 25A3R034A25-STN10-C 25 170 25 - 34 - - - - 16 -1 3 - 24700 v 0.58 G292 SQ300 -
onessa - 25A4R034A25-STN10-C 25 170 25 - 34 - - - - 16 -1 4 v' 24700 v° 058 GI292 SQ300 -
30A4R050A32-STN10-C 30 200 32 - 50 - - - - -6 -1 4 v’ 22500 v° 1.06 GI292 SQ300 -
32A4R037A32-STN10-C 20195 32 - 37 - - - - 6 -1 4 v 2180 v 108 G292 SQ300 -
32A5R037A32-STN10-C 32195 32 - 37 - - - - 16 -1 5 v' 21800 v°  1.08 G292 SQ300 -
35A5R080A32-STN10-C 35 200 32 - 80 - - - - -6 -1 5 v’ 20800 v° 1.07 GI292 SQ300 -
20A2R032B20-STN10-C 20 90 20 - 32 - - - - 165 -N 2 - 27600 v~ 020 GI292 SQ300 -
20A3R032B20-STN10-C 20 9% 20 - 32 - - - - 65 -11 3 - 27600 v 019 G292 5Q300 -
= 25A3R042B25-STN10-C 25 100 25 - 42 - - - - 16 -1 3 - 24700 v 031 GI292 SQ300 -
onesss - 25A4R042B25-STN10-C 25 100 25 - 4 - - - - 16 -1 4 v 24700 v© 031 GI292 SQ300 -
32A4R042B32-STN10-C 32 110 32 - 42 - - - - 16 -1 4 v' 21800 v° 057 GI292 SQ300 -
32A5R042B32-STN10-C 32 110 32 - 4) - - - - 16 -1 5 v' 21800 v°  0.56 GI292 SQ300 -
20A2R026M10-STN10-C 20 45 105 - - 26 MO - - -165 -11 2 - - v 006 G292 50300 -
20A3R026M10-STN10-C 20 45 105 - - 26 M10 - - 165 -N 3 - - v 006 G292 SQ300 -
o 25A3R033M12-STN10-C 25 55 125 - - 33 M12 - - -6 -11 3 - - v 010 G292 SQ300 -
voouse - 25A4R033M12-STN10-C 25 55 125 - - 33 M12 - - 16 -1 4 v - v 010 G292 SQ300 -
32A4R043M16-STN10-C 2 6 17 - - 43 M6 - - -6 -1 4 v - v 021 G292 SQ300 -
32A5R043M16-STN10-C 32 66 17 - - 43 M6 - - 16 -1 5 v - v 021 GI292 SQ300 -
40A04R-S90TN10-C 40 - 16 14 - 40 - 84 56 -15 -1 4 v’ 19500 v© 034 GI292 SQ302 -
40A06R-S90TN10-C 40 - 16 14 - 40 - 84 56 -15 -1 6 v’ 19500 v© 034 GI292 SQ302 -
&4 50A05R-S90TN10-C 50 - 22 18 - 40 - 104 63 -15 -1 5 v 17400 v 048 G292 SQ303 -
" 50A07R-S90TN10-C 50 - 2 18 - 40 - 104 63 -5 11 7 v 17400 v 049 G292 SQ303 -
63A06R-S90TN10-C 63 - 22 18 - 40 - 104 63 -15 -1 6 v' 15500 v© 0.63 GI292 SQ303 -
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ISO ISO ISO v.x1000 PMK
é 9 PVD
ﬁ ? ? (o] Y] 13399 cvD nxD NSH
= s q o] by P
=28 2 8=2>283%%83%ROQNERYE
Product s 3 § g8 2 = B £ 2 § % @ Oy (. N QA > &
(mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) §] ()
63A09R-S90TN10-C 63 - 22 18 - 40 - 104 63 -15 -1 9 v’ 15500 v© 063 GI292 SQ303 -
onssso. 8OATOR-S90TN10-C 80 - 27 38 - 50 - 14 7 15 11 10 v 13800 v° 1.03 GI292 SQ301 AC001
o]
ch o
G292 TNGX 1004..
% & ) = I < &
SQ300 US 52506-T07P 0.8 M2.5 6 - - Flag TO7P -
SQ301 US 52506-T07P 0.8 M2.5 6 D-T07P/TO9P FG-15 -
S0302 US 52506-T07P 0.8 M2.5 6 D-T07P/TO9P FG-15 HS 0830C
SQ303 US 52506-T07P 0.8 M2.5 6 D-T07P/TO9P FG-15 HS 1030C
2 4 ~
AC001 KS 1230 K.FMH27
2 PRAMET
Q IC D1 L S 60°
(mm) (mm) (mm) (mm)
1004 6.000 2.80 10.39 4.69 7%\
i /- \
o LO) =
" \\\ //l
L -
Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
o P M N H
Product : 7d f ap 7d f ap Ve f ap 7d f ap Ve f ap
(mm) (m/min) (mm/tooth) ~ (mm) (m/min) (mm/tooth) (mm) (m/min) (mm/tooth) (mm) (m/min) (mm/tooth)  (mm) (mm) (m/min) (mm/tooth) (mm)
0.06
379 .
290 TI <S F geometry with highly positive design for light machining.
TNGX 1004025R-F:M8330 ® 02 M 205 009 20 P 120 0.08 20 u 190 0.09 2.0 - - - - - =
TNGX 100402SR-F:M8340 (] 02 M 19 0.09 20 2 110 0.08 20 u 180 0.09 20 - - - - - -
TNGX 100404SR-F:8215 (] 04 M 225 009 20 7 135 0.08 20 ! 210 0.09 2.0 - - - - - -
TNGX 100404SR-F:M6330 (] 04 M 19 009 20 2 135 0.08 20 . - - - - - - - - -
TNGX 100404SR-F:M8330 ® 04 M 220 009 20 P 130 008 20 u 205 0.09 2.0 - - - - - -
TNGX 100404SR-F:M8340 (] 04 M 200 009 20 2 120 0.08 20 u 190 0.09 20 - - - - - -
TNGX 100404SR-F:M9340 (] 04 M 270 009 20 7 160 0.08 2.0 . - - - - - - - - -
TNGX 1004085R-F:8215 (] 08 M 270 009 20 P 160 0.08 2.0 ! 255 0.09 2.0 - - - - - -
TNGX 1004085R-F:M6330 ® 08 M 225 009 20 ® 160 0.08 20 . - - - - - - - - -
TNGX 100408SR-F:M8330 (] 08 M 260 0.09 20 P 155 0.08 20 u 245 0.09 2.0 - - - - - -
TNGX 100408SR-F:M8340 [} 08 M 240 0.09 20 P 140 0.08 20 ! 225 0.09 2.0 - - - - - -
TNGX 100408SR-F:M9340 [} 08 M 320 009 20 P 19 008 20 . - - - - - - - - -
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

o P M N S H
Product : Ve f ap Ve f ap Ve f ap 7d f ap Ve f ap Ve f ap
(mm) (m/min) (mm/tooth) ~ (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth) (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth) ~ (mm)
0.10

31°
13 ﬁ il_? ( S M geometry with positive design for light to medium machining.

TNGX 100404SR-M:8215 ® 04 W25 013 20 ®m 120 012 20 P 19 013 20 - - - ®m 50 009 16 = = =
TNGX100404SR-M:M6330 @ 04 M 175 013 20 P 125 012 20 || - - - - - - ?m 5 009 16 - - -
TNGX 100404SR-M:M8330 @ 04 W 205 0.13 20 P 120 012 20 ! 190 0.13 2.0 - - - ?m 50 009 16 - - -
TNGX100404SR-M:M8340 @ 04 M 185 0.3 20 ® 110 012 20 P 175 013 20 - - - ®m 45 009 16 = = =
TNGX100404SR-M:M9340 @ 04 M 240 013 20 W 140 012 20 || - - - - - - m 6 009 16 = = =
TNGX 100408SR-M:8215 ® 03 W25 013 20 W 145 0.12 20 Pl 230 013 20 - - - m 6 009 16 - - -
TNGX 100408SR-M:M6330 & 0.8 W 210 0.13 2.0 P 150 0.12 2.0 . - - - - - - »m 60 009 16 - - -
TNGX1004085R-M:M8310 @ 03 M 270 0.3 20 ® 135 012 20 P 255 013 20 = = = = = = = = =
TNGX100408SR-M:M8330 & 03 M 245 0.3 20 P 145 012 20 P 230 013 20 - - - m 60 009 16 = = =
TNGX100408SR-M:M8340 & 03 M 220 0.3 20 P 130 012 20 P 205 013 20 - - - ?m 55 009 16 - - -
TNGX 100408SR-M:M8345 & 0.8 W 180 0.13 2.0 P 105 0.12 2.0 . - - - - - - »m 45 009 16 - - -
TNGX1004085R-M:M9340 @ 03 M 285 013 20 W 170 012 20 || - - - - - - m7 009 16 = = =
TNGX1004125R-M:M8330 & 12 M 255 0.3 20 P 150 012 20 [P 240 013 20 - - - m 6 009 16 = = =
TNGX1004125R-M:M8340 & 12 M 230 0.3 20 P 135 012 20 P 215 013 20 - - - ?m 55 009 16 - - -
TNGX 100416SR-M:M8310 & 1.6 M 300 0.13 2.0 P 150 0.12 2.0 ! 285 0.13 20 - - - - - - - - -
TNGX100416SR-M:M8330 & 16 M 270 0.3 20 P 160 012 20 [P 255 013 20 - - - m 6 009 16 = = =
TNGX100416SR-M:M8340 & 16 M 245 0.3 20 P 145 012 20 71 230 013 20 - - - m 60 009 16 = = =
2PRAMET
Q IC D1 L S 60°
(mm) (mm) (mm) (mm)
1004 6.000 2.80 10.39 4.69 ’%\
‘ - =3
o A\ &
' .
B L | S

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

Product : Ve f ap Ve f ap Ve f ap 74 f ap Ve f ap Ve f ap
(mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth) ~ (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth)  (mm)
377
¥
_A'I \ F FA geometry with highly positive design for fine-finish to medium machining.
TNGX 100404FR-FA:HF7 [ ] 0.4 = = = = = = . - - - W35 010 15 = = = = = =
TNGX 100404FR-FA:M0315 @ 0.4 = = = = = = . - - - W78 010 15 = = = = = =
TNGX 100408FR-FA:HF7 (] 0.8 = = = = = = . - - — W 345 010 15 = = = = = =
TNGX 100408FR-FA:M0315 @ 0.8 - - - - - - . - - - W78 010 15 - - - - - -
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(18

10% 15% 20% 25% 30% 40 % 50% 60 % 70% 75% 80% 90 % 100 %

w)
O

mm@
s ® A

X.V 1.35 1.27 1.22 1.19 1.16 m 1.08 1.05 1.03 1.00 1.00 1.00 1.00
2.20 1.60 1.35 1.20 1.10 0.95 0.85 0.75 0.85 0.95 1.00 1.00 1.00 1.00
= Xx.f
0.64 0.64 0.64 0.64 0.64 0.65 0.65 0.67 0.68 0.71 0.72 0.74 0.79 1.00
= x.f
~) g TNGX 10-F TNGX 10-M TNGX 10-FA
RE/ 02 04 08 04 08 12 16 04 08

B
\r_’]s/ 1.53 1.34 0.92 1.34 0.92 133 0.93

QO
o
<<

40 400 400
| T T B a )y T ap, )y | T
50 TNGK1004025R-F | 50 TNGK1004045R-M | 50 | TNGK100404FR-FA | |
160 TNGX100404SR-F || 160 TNGK1004085R-M ... 160 | TNGX100408FRFA ||
TNGX 100408SR-F TNGX 1004125R-M
100 100 TNGK1004165R-M [ 100
63 63 63
40 00—\ 40
25 25 \ 25
16 16 \ 16
10 10 \ 10
063 063 \ 063
04 04 04

;
m‘.,:’ % 10 3.0 5.0 %

15 0.2

0.10 0.08 0.04

- RPMX APMX/I - SMAX ShAX
~ Bl DMIN DMAX $- $-
1.2 1.2

18 1.80° 3.05/100 18 33 36

20 1.60° 2.70/100 20 37 40 12 1.2
22 1.20° 2.00/100 22 41 44 1.0 1.0
25 1.00° 1.70/100 25 47 50 1.0 1.0
30 0.90° 1.45/100 30 57 60 1.0 1.0
32 0.80° 1.30/100 32 61 64 1.0 1.0
35 0.65° 1.00/100 35 67 70 0.9 0.9
40 0.60° 0.90/100 40 77 80 0.9 0.9
50 0.50° 0.70/100 50 97 100 0.9 0.9
63 0.40° 0.50/100 63 123 126 0.9 0.9
80 0.25° 0.30/100 80 157 160 0.9 0.9
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ECON TN16 Square Shoulder Mill with Internal Coolant
90° end and shell mills utilizing double sided TNGX 16 inserts with 6 cutting edges and APMX of 10 mm. Suitable for a wide range of applications.
Available in cylindrical, Weldon, modular and arbor (with differential tooth pitch) style. Body treated for longer tool life.

ECON TN DCONMS_ o
KWW S
_ _DCON Ms
KAPR 90° ] W
APMX 10.0 mm
3
GAMF 2
GAMP A by DCON MS
i G,
o E g 8 0z DCON Ms a
< © 8 Kww S
-~ L - - X
i z ! ) T |
oz |
. g DCON MS_. /
i
| 5 4
2 3 ‘ 5

‘\&.0" R

k)
®

0.03-0.13

0.03-0.15
g [="=) o
— = = = 5 1 p
Product = 3 § 2 & 2 % a g = % % N@Q @ N @E d
(mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) () ()
25A2R034A25-STN16-C 5 170 25 - - 3% - - - - 185 95 2 - 2000 v 054 G340 0382
32A2R034A32-STN16-C 20195 RN - - ¥ - - - - 16 95 2 - 17500 v 105 GI340 0382
. 25A2R080A25-STN16-C % 170 25 - - 8 - - - - 185 95 2 — 20000 v 048 GI340 0382
owsszn - 32A2R080A32-STN16-C 2 195 3 - - 8 - - - - -6 95 2 - 17500 ¥ 096 GI340 0382
32A3R034A32-STN16-C 20195 RN - - ¥ - - - - 16 95 3 - 17500 v 104 G340 0382
35A3R034A32-STN16-C 3% 195 32 - - 3% - - - - 16 95 3 - 17000 v 107 G340 0382
25A2R042B25-STN16-C 5 10 25 - - 4 - - - - 85 95 2 - 20000 v 029 G340 0382
32A3R042B32-STN16-C 2 1M R - - 4 - - - - 16 95 3 - 17500 v 052 G340 0382
40A4R050B32-STN16-C 0 120 R - - 50 - - - - -6 95 4 - 16000 v 068 GI340 0382
25A2R033M12-STN16-C 25 55 125 - - — 33 M2 - - -185 95 2 - 20000 v 0.0 G340 (0382
32A2R043M16-STN16-C 32 66 17 - - - 43 M6 - - -16 95 2 - 1750 v 018 G340 (0382
32A3R043M16-STN16-C 32 66 17 - - — 4 M6 - - -16 95 3 - 1750 v 017 GI340 (0382
40A3R043M16-STN16-C 40 66 17 - - — 43 M6 - - -16 95 3 - 16000 v 020 GI340 (0382
40A4RO43M16-STN16-C 40 66 17 - - — 43 M6 - - -16 95 4 — 16000 v 021 GI340 (0382
40A03R-S90TN16-C 0 40 16 124 - - 40 - 84 56 -16 95 3 — 16000 v 032 G340 (0384
40A04R-S90TN16-C 0 40 16 124 - - 40 - 84 56 -16 95 4 — 16000 v 031 G340 (0384
50A04R-S90TN16-C 50 40 2 181 - - 40 - 104 63 -16 95 4 v 14000 v 034 GI340 0386
50A05R-S90TN16-C 50 40 2 181 - - 40 - 104 63 -6 95 5 v 14000 v 032 GI340 0386
63A04R-S90TN16-C 63 40 2 181 - - 40 - 104 63 -16 95 4 v 12500 v 047 GI340 0386
63A06R-S90TN16-C 63 40 2 181 - - 40 - 104 63 -16 95 6 v 1250 v 048 GI340 0386
80AO5R-S90TN16-C 8 50 27 21 - - 50 - 124 7 -6 95 5 v 11000 v 115 GI340 0388
" 80A07R-S90TN16-C 80 50 27 21 - - 50 - 124 7 -6 95 7 v 1000 v 117 G340 0388
100A06R-S90TN16-C 00 50 32 451 - - 5 - 144 8 16 95 6 v 10000 v 179 G340 (0390
100A08R-S90TN16-C 00 5 32 451 - - 5 - 144 8 16 -95 & v 10000 v 166 G340 (0390
115A06R-S90TN16-C 15 50 32 451 - - 5 - 144 8 16 95 6 v 950 v 221 G340 (0390
125A07R-S90TN16-C 125 63 40 51 - - 6 - 164 9 16 95 7 v 9000 v 305 G340 (0390
125A09R-590TN16-C 125 63 40 51 - - 6 - 164 9 16 95 9 v 9000 v 314 G340 (0390
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ISO ISO ISO o v.x1000 PMK
é 9 PVD
ﬁ ? ? (o] Y] 13399 cvD o nxD NSH
= = all ] by
= ) N} [ ™~ = = LEL = I~ ! o) ﬂb
Product = 5 § 2 8 2 = 2 B 2 3 = max. B @
(mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) (mm) () ()
140A08R-S90TN16-C 140 63 40 561 - - 63 - 164 9 -6 95 8 v’ 8500 v' 369 GI340 (0390
E4 ' 160C10R-S90TN16-C 160 63 40 - 667 - 63 - 164 92 -16 -95 10 v 8000 v 516 GI340 (0394
175C10R-S90TN16-C 175 63 40 - 667 - 63 - 164 92 -16 -95 10 v 7500 v 689 GI340 (0394
o]
ch o
G340 TNGX 1606..
b (51 o » 5 o
1T & @®» B [F ~ &
(0382 US44010-T15P 3.5 M4 10 - - Flag T15P - - -
(0384  US44010-T15P 3.5 M4 10 D-TO8P/T15P FG-15 - HS 90835 - -
(0386  US44010-T15P 3.5 M4 10 D-TO8P/T15P FG-15 - HS 1030C - -
(0388  US44010-T15P 3.5 M4 10 D-TO8P/T15P FG-15 - HS 1230C - -
(0390  US44010-T15P 35 M4 10 D-TO8P/T15P FG-15 - - - -
(0394 US44010-T15P 35 M4 10 D-TO8P/T15P FG-15 - HS 1240C HSD 0825C CAC160C
2/PRAMET
m Ic D1 L S 60°
" (mm) (mm) (mm) (mm)
1606 9.525 4.40 16.50 6.58 ’%\
i N
(@] i A
= AN O Oy
'
~ L S
Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
Product : Ve f ap Ve f ap ve f ap Ve f ap Ve f ap Ve f ap
(mm) (m/min) (mm/tooth) ~ (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth) (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth)  (mm)
0.06
379 3
290 IE' <S F geometry with highly positive design for light machining.
TNGX 160604SR-F:M8330 o 04 M 205 070 3.0 ® 120 0.09 3.0 ! 190 0.10 3.0 - - - - - - - - -
TNGX 160604SR-F:M8340 [ 04 M 19 010 3.0 ® 110 0.09 3.0 ! 180 0.10 3.0 - - - - - - - - -
TNGX 160608SR-F:8215 o 08 M 250 0.10 3.0 ® 150 0.09 3.0 ! 235 0.10 3.0 - - - - - - - - -
TNGX 160608SR-F:M6330 o 08 M 215 070 3.0 P 150 0.09 3.0 . - - - - - - - - - - - -
TNGX 160608SR-F:M8310 o 0.8 W 280 0.10 3.0 ® 140 0.09 3.0 ! 265 0.10 3.0 - - - - - - - - -
TNGX 160608SR-F:M8330 () 0.8 W 245 0.0 3.0 ® 145 0.09 3.0 ! 230 0.10 3.0 - - - - - - - - -
TNGX 160608SR-F:M8340 o 08 WM 225 010 3.0 P 135 0.09 3.0 ! 210 0.10 3.0 - - - - - - - - -
0.10
31°
13 ﬂ‘iq} QS M geometry with positive design for light to medium machining.
TNGX 160604SR-M:8215 ® 04 M 180 0.8 3.0 P 105 0.16 3.0 ! 170 0.18 3.0 - - - P45 013 24 - - -
TNGX 160604SR-M:M6330 [ ] 04 M 155 018 3.0 ® 110 0.16 3.0 . - - - - - - P 45 013 24 - - -
TNGX 160604SR-M:M8310 (] 04 W 205 015 3.0 ®m 100 0.14 3.0 ! 190 0.15 3.0 - - - - - - - - -
TNGX 160604SR-M:M8330 o 04 M 180 0.8 3.0 ® 105 0.16 3.0 ! 170 0.18 3.0 - - - ? 45 013 24 - - -
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

o P M N S H
Product : Ve f ap Ve f ap Ve f ap 7d f ap Ve f ap Ve f ap
(mm) (m/min) (mm/tooth) ~ (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth) (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth) ~ (mm)
0.10

31°
13 ﬁ il;]} ( S M geometry with positive design for light to medium machining.

TNGX160604SR-M:M8340 @ 0.4 M 165 018 30 ® 95 016 30 B 155 018 30 - - - ® 40 013 24 - - -
TNGK160608SR-M:8215 @ 0.8 M 215 0.8 30 ® 125 016 30 #1200 018 30 - - - K 50 013 24 - - -
TNGK160608SR-M:M6330 @ 0.5 M 185 0.8 30 ® 130 016 30 ° - - - - - - w55 013 24 - - -
TNGK160608SR-M:M8310 @ 0.5 M 245 0.5 30 ® 120 014 30 ® 230 015 30 - - - - - - - - -
TNGX160608SR-M:M8330 & 0.8 M 215 018 3.0 ® 125 016 30 #1200 018 30 - - - B 50 013 24 - - -
TNGX160608SR-M:M8340 @ 0.5 M 195 0.8 30 ® 115 016 30 P 185 018 30 - - - ® 45 013 24 - - -
TNGK160608SR-M:M8345 @ 0.5 M 15 018 30 ® 9 016 30 ° - - - - - - ®w 35 013 24 - - -
TNGK160608SR-M:M9325 @ 08 M 285 015 30 - - - ®W 270 015 30 - - - - - - - - -
TNGK160608SR-M:M9340 & 0.8 M 245 0.8 30 P 145 016 30 °° - - - - - - w60 013 24 - - -
TNGK160612SR-M:M8330 @ 12 M 230 0.8 30 ® 135 016 30 #1215 018 30 - - - B 55 013 24 - - -
TNGK160612SR-M:M8340 @ 12 M 205 0.18 30 ® 120 016 30 ®J 19 018 30 - - - ® 50 013 24 - - -
TNGK160616SR-M:M8310 @ 1.6 M 275 0.5 30 ® 140 014 30 ® 260 015 30 - - - - - - - - -
TNGK160616SR-M:M8330 @ 1.6 M 240 0.8 30 ® 140 016 30 # 25 018 30 - - - ® 60 013 24 - - -
TNGK160616SR-M:M8340 @ 1.6 M 220 0.8 30 ® 130 016 30 B 205 018 30 - - - B 55 013 24 - - -

2PRAMET

Q IC D1 L S 60°
(mm) (mm) (mm) (mm)
1606 9.525 440 1650 6.58 R
‘ s T
o LU\ &
Y 4
. L _ S

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

[ J RE P M N S H
Product £ 3
2 7q f ap Ve f ap Ve f ap g f ap Ve f ap Ve f ap
(mm) (m/min) (mm/tooth) ~ (mm) (m/min) (mm/tooth) (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth)  (mm) (m/min) (mm/tooth) ~ (mm)
37° 3
IH' \ F FA geometry with highly positive design for fine-finish to medium machining.
Y
TNGX 160604FR-FA:HF7 ® 04 - - - - - -PB- - - m2» 0420 - - - - -
TNGX 160604FR-FA:M0315 @ 0.4 = = = - - - B - - - m58 014 20 - - - -
TNGX 160608FR-FA:HF7 ® 038 = = = - - - - - - m30 014 20 - - -
TNGX 160608FR-FA:M0315 @ 0.8 - - - - - -H- - -mew 0120 - - - - -
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ISO ISO ISO o v,x1000 PMK
é 9 1 - PVD
@ ? ? u { N 13399 CcVD oﬁ nxD NSH
ae
4c 5% 10% 15% 20% 25% 30% 40% 50 % 60 % 70% 75% 80% 90 % 100 %
X.V 148 1.35 127 1.22 119 116 111 1.08 105 1.03 1.00 1.00 1.00 1.00
2.20 1.60 1.35 1.20 1.10 095 0.85 075 0.85 095 1.00 1.00 1.00 1.00
0.64 0.64 0.64 0.64 0.64 0.65 0.65 0.67 0.68 0.71 0.72 0.74 0.79 1.00
= X.
' TNGX 16-F TNGX 16-M TNGX 16-FA
. 0.4 0.8 0.4 0.8 12 1.6 04 0.8
. 2.10 19 2.10 1.90 173 1.14 210 1.90
\ 00 R \ 00 ] \ 00 el
= 50 | TNGX160604SR-F | | = 50 TNGX1606045R-M = 50 | TNGK160604FR-FA |
160 | Tnex -F | 160 TNGX -M 160 | TNGX160608FR-FA ...
TNGX160612SR-M
10.0 10.0 TNGX -M 10.0
63 63 6.3
40 40 40
25 25 25
16 16 16
1.0 1.0 1.0
0.63 0.63 0.63
04 04 04
f f f
0 522583382233 & v 522583382233 & © 5228583382233 B
3.0 4.5 6.0
0.18 0.14 0.10

{
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Y ISO ISO ISO E— V1000 PMK
M <€ > | 2 ? B M & W 98 2 N
. drin=DC* . d=1.25DC . d=1.5DC . d=1.75DC . d=>2DC
min .%X Qe max -ﬂx Qe max -iAX Qe max m Qe max EL Qe max
25 25 0.14 13 31 0.22 2.2 38 0.33 3.0 44 0.60 4.0 50 0.70 5.0
32 32 0.16 15 40 0.33 28 48 0.44 4.0 56 0.70 5.0 64 0.90 6.5
40 40 0.22 2.0 50 0.38 35 60 0.55 5.0 70 0.90 6.5 80 1.15 8.0
50 50 0.27 25 63 0.50 45 75 0.70 6.5 88 1.00 8.0 100 1.40 10.0
63 63 0.33 32 80 0.60 55 95 0.90 8.0 110 1.45 10.0 125 1.80 12.5
80 80 0.55 4.0 100 1.00 7.0 120 1.45 10.0 140 215 13.0 160 2.60 16.0
100 100 0.70 5.0 125 1.20 9.0 150 1.80 12.5 175 2.70 16.5 200 3.30 20.0
115 115 0.85 6.0 145 1.50 10.0 175 1.90 14.5 200 2.80 19.0 230 3.80 23.0
125 125 0.90 6.5 155 1.60 11.0 190 2.30 15.5 220 3.10 20.0 250 4.10 25.0
140 140 1.00 7.0 175 1.80 12.5 210 2.60 17.5 245 3.70 23.0 280 4.60 28.0
160 160 1.20 8.0 200 2.00 14.0 240 2.90 20.0 280 430 26.0 320 5.30 32.0
175 175 1.30 8.8 220 2.20 15.5 265 3.20 22.0 305 470 29.0 350 5.80 35.0

* Check feed rate reduction when hole diameter is between d,,;, — 1.5 DC.
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