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High-feed cutters reduce
machining time for a wide range
of applications.
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MILLLINE

DOFEED

TUNGALOY

Innovative high-feed cutters!

DoFeed offers outstanding productivity with close-
pitch cutters and special insert geometry that reduces
cutting force. The rich lineup of items meets a wide
variety of application needs.

& Outstanding productivity
|Excellent chip evacuation prevents chip packing

- Air hole removes all chips away from the
insert and cutter body.

- Large inclination forms ideal chips and controls
the direction chips flow.

FE Cutter : TXNO6R050M22.0E05
go d ED Insert : LNMUOQO6X5ZER-MJ
ooda Grade : AH725
gtuig gzg’lnlséﬁ&?]ﬂy Workpiece material : Carbon steels
(S55C / C55)

Cutting speed : Ve =180 m/min

Competltor Feed per tooth 1fz=1.8 mm/t
Poor Depth of cut rap =1.0 mm
Crushed or Coolant : Dry
unstable Machine : Vertical M/C, BT50
ICIose pitch cutters for high productivity!
Tool di No. of inserts (2)
ool dia. Productivity improvement
DOFEED } !
C tit
oDc (mm) Coarse pitch Close pitch ompetitor compared to competitor
220 3 4 3 1.3 times
225 4 5 4 1.3 times
250 4 5 4 1.3 times
263 4 6 4 1.5 times
Coarse-pitch cutters minimize vibration for tools on - 220 and 225 are based on EXNO3 and HXNO3 type
low-powered machines. - 50 and 063 are based on TXNO6 type

I Reduced chatter due to double-sided insert with low cutting forces

B Comparison of spindle load

Cutter : EXNO3R025M25.0-05 (925, z = 5)
] Insert : LNMUO303ZER-MJ / ML
?hlpbreakler Grade : AH725
n(:;gr?i:?rzg Workpiece material : Carbon steels (S55C / C55)
Cutting speed : Ve =250 (m/min)
—————— Feed per tooth :fz = 0.5 mm/t (1 insert)
Chipbreaker Depth of cut :ap=0.5mm
for lower Width of cut : ae = 25 mm (Slot milling)
cutting force Coolant : Dry
Machine : Vertical M/C, BT40

Spindle current (A)



& Extensive application coverage with a large variety of items
IThree chipbreakers for all machining needs

W Wiper insert

D

MJ General machining M L Low cutting force

Small land

Large land

Optimal rake angle Large rake angle

LNGUO06

Steel Castiron Hard

Materials

4 cutting edges

Stainless Superalloys

4 cutting edges

Steel Stainless Cast Superalloys Hard
. iron Materials
2 cutting edges

- Excellent surface finish while
maintaining high productivity

- Excellent combination of sharpness and strength
- Ideal for machining steel, cast iron, and hardened
steel

- Exceptional sharpness

- Suitable for cutting stainless steel, titanium alloys,
and other exotic materials

- Reduces chattering when cutting with low rigid set-
ups

Cutting performance of wiper insert

Excellent surface finish!
B Comparison of surface finish

Feed per tooth
fz=1.0 mm/t

Feed per tooth

7o 03 mmit 3.6 mm (Wiper length)

DOFEED

+ Wiper insert 4

Competitor
Face milling cutter
+ Wiper insert

Wiper insert
LNGUO6X5ZER-W

0 1.0 Ra (um) 2.0 3.0 Cutter : TXNO6R080M31.7-05
. Insert : LNMUO6X5ZER-ML x 3
Tripled metal removal rate! : LNGUOBX5ZER-W x 2
B Comparison of metal removal rate Grade : AH725
Workpiece material : S55C
DOFEED ‘ ‘ Fosd por tooth Cutting speed : Ve =150 m/min
+ Wiper insert fz=1.0 mm/ Depth of cut rap=1.5mm
Competitor Feed per tooth Width of cut :ae =60 mm
Face milling cutter fz = 0.3 mm/t Coolant : Dry
+ Wiper insert ‘ ‘ ) )
Machine : Vertical M/C, BT50

0 50 100 150 200
Metal removal rate Q (cc/min)

250 300

I Rich lineup of cutter bodies from @16 to 6200 mm

m Applicable area

Insert Bore type Shank type Modular type
LNMUO3 TXNO3 EXNO3 HXNO3
(eDc = 40 - 50 mm) | (eDc = 16 - 35 mm)

(eDc = 16 - 32 mm)

3

- -

BT50 |

Max. ap = 1.0 mm BT40 |-

TXNO6
(eDc = 50 - 200 mm)

EXNO6
(eDc = 32 - 40 mm)

LN*U06

-

Machine size

BT30 | -

16 20 25 32 40 50 63 80
Tool dia. : @Dc (mm)

200

Max. ap = 1.5 mm




DOFEED

I Grades with long tool life for a wide range of materials

Special Surface Technology

PREMIUMTEC

oo [ o
BEvMESH MBS

Steel  Stainless Cast iron SuperalloysM I-{argll Stainless  Steel Superalloys Steel Castiron
aterials
- Multi-purpose grade for various - Suitable for stainless steel - Suitable for cast iron
materials - Excellent chipping resistance - Excellent wear resistance achieved
- Suitable for exotic and hard materials achieved by highly tough substrate by substrate that withstands high
- Minimum abnormal wear due to highly temperature

tough substrate

Steel Hard
Materials

Special Surface Technology Oxide layer

PREMIUMTEC

Smooth insert surface prevents chip adhesion!

Exclusive carbide substrate

Exclusively developed for with incredible toughness

high-speed milling
- Suitable for steel and hard materials
- Strong wear and oxidation resistance with thick coating and oxide layer

H Tool life
Longer tool life due to Cutter : TXNOBRO50M22.0E05
high wear resistance! Insert : LNMUOBX5ZER-ML
Grade : AH3035
‘ Workpiece material : Prehardened steel
Cutting speed : Ve =120 m/min
DOFEED Feed per tooth 1fz=1.0 mm/t
. Depth of cut ap=1.0mm
Competitor Width of cut tae =35mm
Coolant : Dry
Machine : Vertical M/C, BT50
0 10 20 30 40
Machining length (m)
| specification of AH3035
Grade Substrate Coating layer
Application | Appjication | Relative [Hardness| TR.S. Main  [Thickness Features
code density | (HRA) (GPa) |Composition| (um)
—m ) For high-feed machining
Flash-Coat
. . 14.0 89.5 3.2 (r?SAl)Nosagg 5 | Strong resistance to fracture and thermal
P25 - P35 i
Steel | Hard shock




& Cutter

Bore type TXNO3
oDp
od
a Q
—
m A
= A
| ~
|
'_______
= L__I____l'_ ‘[
] | |
| |
L o
2 LNMUO3 type: Max. ap = 1.0 mm
A\l 17°a
@] o
I ! ! N‘[ | Parts
i 4 A Descriptions Parts Cat. No.
©Dc4 - Clamping screw CSPB-2.5
oD¢ . Wrench IP-8D
Coarse pitch
ISO / JIS No. of Dimensions (mm) Weight .
Stock.

Cat. No. inserts D Dot oDb _ od T Lr b a (ko) Air hole Center bolt Insert
TXNO3R040M16.0E05 () 5 40 336 35 16 18 40 5.6 84 0.2 with  CM8X30H LNMUOS...
TXNO3R050M22.0E05 () 5 50 436 47 22 20 50 6.310.4 0.5 with  CM10X30H LNMUOS...
Close pitch

ISO No. of Dimensions (mm) Weight , .
Stock,

Cat. No. inserts gDc oDt oDb _ od T Lt b a (ko Air hole Center bolt Insert
TXNO3R040M16.0E06 () 6 40 336 35 16 18 40 5.6 84 0.2 with  CM8X30H LNMUOS...
TXNO3R050M22.0E08 o 8 50 436 47 22 20 50 6.310.4 0.5 with  CM10X30H LNMUOS...

JIS No. of Dimensions (mm) Weight 4 :

Cat. No. Stockinsertsech oDcigDb od 0 Li b a (kg) Aliriele Gemitarlzell Insert

TXNO3R050M22.2-08 () 8 50 43.6 47 22225 20 50 5 8 0.5 with CM10X30H LNMUO3...

@ : Stocked items




DOFEED

Shank type EXNO3

[ Q
Y
K || LNMUO3 type: Max. ap = 1.0 mm
L I Parts
ap = Descriptions Parts Cat. No.
i Clamping screw CSPB-2.5
Wrench IP-8D
Coarse pitch
ISO / JIS No. of Dimensions (mm) Weight  Air
Cat. No. Sto%Kinserts oDs oDor _oDs L Lf s K (kg hole "M

EXNO3R016M16.0-02 ° 2 16 96 16 100 30 70 15° 0.2 with LNMUOS..
EXNO3R018M16.0-02 ° 2 18 115 16 100 30 70 17° 0.2  with LNMUOS...
EXNO3R020M20.0-03 ° 3 20 135 20 130 50 80 17° 0.3 with LNMUOS3...
) 3 22 155 20 130 50 80 17° 0.3  with LNMUOS...
EXNO3R025M25.0-04 ° 4 25 185 25 140 60 80 17° 0.5 with LNMUOS...
EXNO3R028M25.0-04 ° 4 28 215 25 140 60 80 17° 0.5 with LNMUOS...
EXNO3R030M32.0-04 ° 4 30 235 32 150 70 8 17° 0.8 with LNMUO3...
° 5 32 255 32 150 70 80 17° 0.8 with LNMUO3...
® 5 3 286 32 150 35 115 17° 0.9  with LNMUO3...
Close pitch

ISO / JIS No. of Dimensions (mm) Weight Air

Cat. No. S inserts oDo oDt oDs L Lf  0s K (kgg; hole "o

e 4 20 135 20 130 50 80 17° 0.3 with LNMUOS...
° 4 22 155 20 130 50 80 17° 0.3  with LNMUO3...
EXNO3R025M25.0-05 ° 5 25 185 25 140 60 80 17° 0.5 with LNMUO3...
EXNO3R028M25.0-05 ° 5 28 215 25 140 60 80 17° 0.5 with LNMUOS...
EXNO3R030M32.0-05 ° 5 3 235 32 150 70 80 17° 0.8  with LNMUO3...
° 6 32 255 32 150 70 80 17° 0.9  with LNMUO3...
@ 6 3 285 32 150 35 115 17° 0.9  with LNMUO3...
Long type

1ISO / JIS No. of Dimensions (mm) Weight Air

Cat. No. StocK incerts obo oDor oDs L Lt 0s K (g hole MO
e 2 16 96 16 150 50 100 15° 02 wih LNMUOS...
e 2 18 115 16 150 25 125 17° 02 with LNMUOS...
SQGEEOPN PGS @ 3 20 135 20 160 80 80 17° 0.3  with LNMUO3...
Skl Pl @ 3 22 155 20 160 30 130 17° 0.4  with LNMUOS...
SONEEIPE P @ 4 25 185 25 180 100 80  17° 0.6  with LNMUOS...
° 4 28 215 25 180 35 145 17° 0.7  with LNMUO3...
SQGEEOENEPE TS @ 4 30 235 32 200 120 80 17° 09 with LNMUO3...
EXNO3R032M32.0-05L [ 5 32 255 32 200 120 80 17° 1.1  with LNMUOS...
EXNO3R035M32.0-05L ) 5 3 285 32 200 35 165 17° 1.2  with LNMUO3...

@ : Stocked items




Modular type HXNO3

— LH -
LHA1
C M
A / HE
0‘ 13 : I~ 2 A } LNMUOS t M 1.0
© NG B I — —Ao e: Max. ap = 1.0 mm
% % SEmn e g‘ 8 yp p
\ ‘ ‘[ I Parts
ap A A-A cross section Descriptions Parts Cat. No.
K Clamping screw CSPB-2.5
Wrench IP-8D

Coarse pitch

Dimensions (mm ;
IS0/ JIS stook No-of (mm) Weight iy pole

Insert

Cat. No. Insertsgpc oDc1 LH LH1 C E odi ed2 K M (k)
® 2 16 95 42 25 8 10 85 128 15° M8 0.03  with  LNMUO3..
® 2 18 115 42 25 8 10 85 145 17° M8 004  with  LNMUO3...
DALESIAIEEES @ 3 20 1355 49 30 10 15 10.517.8 17°M10 0.06  with  LNMUOS3...
® 3 22155549 30 10 15 10517.8 17°M10 0.06  with  LNMUO3...
DALECIEPL @ 4 25 1850 57 35 10 17 12.520.8 17°M12 040  with  LNMUOS3...
DOLEhe e @ 4 28 2156 57 35 10 17 12.523.0 17°M12 042  with  LNMUOS3...
DOLECEEINEES @ 4 30 2357 63 40 12 22 17.028.8 17°M16 049  with  LNMUOS3..
DOLEse NN @ 5 32 2550 63 40 12 22 17.028.8 17°M16 020  with  LNMUOS..
Close pitch

IS0/ JIS Stock NO: Of Dimenslons {mm) Weight air hole Insert

Cat. No. Insertsgpc gDct LH LH1 C E @di ed2 K M (kg)
® 4 20 135 49 30 10 15 10517.8 17°M10 0.06  with  LNMUO3..
® 4 22 155 49 30 10 15 10517.8 17°M10 007  with  LNMUOS...
DOLEGIPETIEPSES @ 5 25 185 57 35 10 17 125208 17° Mi2 041  with  LNMUOS3..
® 5 238 215 57 35 10 17 125230 17°M12 012  with  LNMUO3..
DOLECEENTEENESS @ 5 30 235 63 40 12 22 17.028.8 17°M16 020  with  LNMUOS3..
DOlEsle N @ 6 32 255 63 40 12 22 17.028.8 17°M16 021 with  LNMUOS..

J Insert
LNMUOS type
B T B T
MJ (for general purpose) ML (for low cutting force)
Cat. No. Accuracy Honing Grades Dimensions (mm)
AH725 AH130 AH3035 A B T re

LNMUO0303ZER-MJ M with ® ( J (] 3.2 6.0 4.3 1.2
LNMUO303ZER-ML M with (] (] ( 3.2 6.0 4.3 1.2

@ : Stocked items




DOFEED

& Cutter

Bore type TXNOG

oDc = 200 mm

ad?2

I Parts

Parts Cat. No.
<o125 | 2160, 200

Descriptions

Clamping screw CSPB-5
'Fé Bit BLD |P20/S7|BLD IP20/M7
LNMUO6 type: Max. ap = 1.5 mm S| Handle H-TBS
Coarse pitch
Dimensions (mm i i
Ca:ts.?\lo. StOCKiE:ér(’:; oDc oDc1 Db od  @d2 (!2 )Lf b a V\(Iltzg;]t hpc;IIre Center bolt Insert
OIS @ 4 50 37.6 47 22 - 20 50 63 104 0.4 with FSHM10-40H LN*UOG...
TXNO6R052M22.0E04 i) 52 396 50 22 - 20 50 63 10.4 0.5 with FSHM10-40H LN*UO0G...
P OLEIEE P @ 4 63 506 59 22 - 20 50 6.3 104 0.8 with CM10X30H  LN*UO6...
® 4 66 536 63 27 - 22 50 7 124 08 with CMI2X30H  LN*UOG...
® 5 80 676 76 27 - 22 63 7 124 1.6 with CM12X30H LN*UO6...
@ 6 10087.6 9 32 - 25 63 80 144 22 with CM16X40H  LN*UOG...
® 8 1251126100 40 - 37 63 9.0 16.4 3.0 with TMBA-M20H LN*UO06...
® 10 160147.6100 40 - 37 63 9.0 164 50 with TMBA-M20H LN*UOG...
® 12 200187.6130 60 18 38 63 14.0 257 7.2without - LN*UO06...
JIS Stock NO- Of Dimensions (mm) Weight Ar  center bolt Insert

Cat. No. inserts gDc eDc1 eDb  od @d2 0 Li b a (kg) hole
® 4 50 376 47 22225 - 20 50 5 8 04 with CM10X30H  LN*UOG...
5
8

4 63 506 59 22225 - 20 50 8 0.8 with CM10X30H  LN*UO6...
5 80 67.6 76 31.75 - 32 63 8 127 1.6 with CM16X40H  LN*UO0G...
6
8

TXNO6R100M31.7-06 100 87.6 96 31.75 32 63 8.0 12.7 2.2 with CM16X40H LN*U06...

o
[ )
o
vooR125ws.1-08 [
o
[ )

125 112.6 100 381 - 43 63 10.015.9 3.0 with TMBA-M20H LN*UO06...
TXNO6R160M50.8-10 10 160 147.6 100 50.8 - 46 63 11.019.0 4.6 Wwith TMBA-M24H  LN*UO06...
TXNO6R200M47.6-12 12 200 187.6 130 47.625 17 38 63 14.025.4 7.7 without = LN*UO06...

@ : Stocked items
10



Close pitch

ISO No. of Dimensions (mm) Weight  Air

Cat. No. StocKjnserts oDc eDc1 @Db od od2 { Li b a (kg) hole Center bolt e
e s @ 5 50 37.6 47 22 - 20 50 6.3 10.4 0.4 with FSHM10-40H LN*UOG...
DO el @ 5 52 396 49 22 - 20 50 6.3 104 05 with FSHM10-40H LN*UOG...
® 6 63506 5 22 - 20 50 63 10.4 0.8 with CM10X30H  LN*UOG...
® 6 66 536 63 27 - 22 50 7 124 08 with CM12X30H  LN*UO6...
® 8 80 676 76 27 - 22 63 7 124 1.6 with CM12X30H  LN*UO6...

Dimensions (mm i i
Ca‘tl-IsNO- Stoc"i'r\::ér?; oDc oDc1 oDb zds oﬁcsiz( 0 )Lf a \Qfg;ht hpt‘)llre stz el IR

8 0.4 with FSHM10-40H LN*U06...
8 0.8 with CM10X30H LN*U06...
12.7 1.6 with CM16X40H LN*UO06...

TXNO6R050M22.2-05 (] 5 50 37.6 47 22225 - 20 50
TXNO6R063M22.2-06 ( ] 6 63 50.6 59 22225 - 20 50
TXNO6R080M31.7-08 (] 8 80 676 76 31.75 - 32 63

© o U0|T

Shank type EXNO6

1 LNMUO6 type: Max. ap = 1.5 mm
Q
I Parts
Descriptions Parts Cat. No.
Clamping screw CSPB-5
Wrench IP-20D
Coarse pitch

1ISO / JIS No. of Dimensions (mm) Weight .

Cat. No. Stock caris oDo wDon wDs L L D= (kg rhole” lnsert
EXNO6R032M32.0-02 ( 2 32 19.7 32 150 70 80 0.8 with LN*U06...
EXNO6R035M32.0-02 (] 2 35 227 32 150 45 105 0.9 with LN*UO06...
EXNO6R040M32.0-03 o 3 40 277 32 150 45 105 0.9 with LN*UO06...

Long type

ISO / JIS No. of Dimensions (mm) Weight .

Cat. No. Stock jcerts oDc  oDc1  @Ds L Lf Us (kg) Airhole l=sit
EXNO6R032M32.0-02L [ ] 2 32 19.7 32 200 120 80 1.1 with LN*UO06...
EXNO6R035M32.0-02L N } 2 35 227 32 200 45 155 1.2 with LN*U06...
EXNO6R040M32.0-03L [ ] 3 40 277 32 220 45 175 1.3 with LN*UO06...
JlInsert

LNMUO6 type

P\ re
MJ (for general purpose) ML (for low cutting force) W (Wiper insert)
. Grades Dimensions (mm)
Cat. No. Ac H

at- o curacy ToniG TAH725 AH120  AH130 AH3035 A B T re
LNMUO06X5ZER-MJ M with (] (] (] (] 6 12 7 2
LNMUO06X5ZER-ML M with () (] (] () 6 12 7 2
New LNGUO6X5ZER-W G with () 6 12 7 2

@ : Stocked items 11




DOFEED

& Standard cutting conditions  Txno3 7 ExNo3 7 HXNO3 type

Cutting _Feed per tooth: fz (mm/t)
ISO Workpiece material Hardness Priority Grades S'P-  speed Tool dia: eDc (mm)
016~ 022 925 ~ 650

Plunging
Vc (m/min)

First choice =~ AH725 MJ 100-300 0.5-12 05-15 0.1

Carbon steels '
S45C, S55C etc. ~ 300HB Forlg(\;vcuttmg AH725 ML 100-300 0.5-0.7 0.5-1.0 0.1

C45, C55 etc. - i:eact
forimpact  AH3035 MJ 100-300 05-1.2 05-15 0.1

. First choice AH725 MJ 100-200 0.5-12 05-15 0.1
Alloy steels

SCM440, SCr415 etc. ~ 300HB FOf'%vrggﬂing AH725 ML 100-200 0.5-0.7 05-1.0 0.1
42CrMo4, 17Cr3 etc.

Fori t
oranpact - AH3035 MJ 100-200 0.5-1.2 05-15 0.1

Prehardened steels
NAK80, PX5 etc.

Stainless steels Firstchoice  AH130 ML 100-150 0.3-0.5 0.3-0.7 0.08

30 ~ 40HRC - AH3035 ML 100-200 0.5-0.7 05-1.0 0.1

SUS304, SUS316 etc.
X5CrNi18-10, ~ 200HB For impact
XSCrNiM°1 7_1 2_2 etC. resistance AH130 MJ 100 - 150 0.3 = 0.8 0.3 = 0.8 0.08
First choice AH725 MJ 100-300 05-12 05-15 0.1
Grey cast irons FC250, 150 ~ 250HB
e Forlow cutting  AH725 ML 100-300 05-07 05-1.0 0.1
. . First choice AH725 MJ 80-200 05-12 05-15 0.1
Ductile cast irons 150 ~ 250HB
FCD400 / GGG40 etc. - i
Forlowcutting  AH725 ML 80-200 05-07 05-1.0 0.1
Titanium alloys
. Ti-6AI-4V et. ~ 40HRC - AH725 ML 30 - 60 0.3-0.5 0.3-0.7 0.08
Heat-resistantalloys 40 - AH725 MJ 20-50 0.1-02 01-03 0.05
Inconel, Hastelloy etc.
SKD61 First choice AH3035
. Hardened X40CrMoV5-1 etc. 40 ~ 50HRC For wear resistance AH725 MJ 80-130 0.1-02 0.1-0.3 0.05
steels SKD11 First choice AH725
X153CrMoV12 etc. 50 ~ 60HRC For impact resistance AH3035 MJ 50-70 0.08-0.050.03-0.07 0.03
- When chips stay in the cutting zone during slotting or pocketing, - Tool overhang length must be as short as possible to avoid
use air blast to remove chips from the work area. chatter. When the tool overhang length is long, decrease the

number of revolutions and feed.

Cautionary points in use

B The use of a standard or long shank

When using a long shank, please lower the cutting conditions (Vc, 1z, ap) to 70% of the
maximum conditions for the standard shank.

1.0

Standard shank
Vc =100 ~ 300 m,
0.7

Tool dia.: eDc = 16 ~ 35 mm
Workpeice: S55C / C55 (200HB)
L/D ratio of overhang
Standard shank: L/D < 3

Long shank: L/D = 4

0.5

0.3

Depth of cut: ap (mm)

0.5 0.8 1.0 1.5
Feed per tooth: fz (mm/t)

12



Tool dia.: eDc (mm), Number of revolutions: n (min™'), Feed speed: Vf (mm/min), Max. depth of cut: ap = 1.0 mm

016,z =2 o18,2=2 220 o 022 o 025 o 228 o
n %i n %i n z=3 z=4 n z=3 z=4 n z=4 z=5 n z=4 z=5
3,980 6,370 3,540 5660 3,180 7,630 10,180 2,890 6,940 9,250 2,550 10,200 12,750 2,270 9,080 11,350
Vc = 200 m/min, fz = 0.8 mm/t
3,980 4,780 3,540 4250 3,180 5,720 7,630 2,890 5200 6,940 2,550 8,160 10,200 2,270 7,260 9,080
Ve = 200 m/min, fz = 0.6 mm/t
3,980 6,370 3,540 5660 3,180 7,630 10,180 2,890 6,940 9,250 2,550 10,200 12,750 2,270 9,080 11,350
Vc = 200 m/min, fz = 0.8 mm/t
2,980 4,770 2,650 4,240 2,390 5,740 7,650 2,170 5210 6,940 1910 7,640 9,550 1,710 6,840 8,550
Ve = 150 m/min, fz = 0.8 mm/t
2,980 3,580 2,650 3,180 2,390 4,300 5,740 2,170 3,910 5210 1,910 6,110 7,640 1,710 5470 6,840
Ve = 150 m/min, fz = 0.6 mm/t
2,980 4,770 2,650 4,240 2,390 5,740 7,650 2,170 5210 6,940 1910 7,640 9,550 1,710 6,840 8,550
Ve = 150 m/min, fz = 0.8 mm/t
2,980 3,580 2,650 3,180 2,390 4,300 5,740 2,470 3,910 5210 1,910 6,110 7,640 1,710 5470 6,840
Ve = 150 m/min, fz = 0.6 mm/t
2,390 1,910 2,120 1,700 1,910 2,290 3,060 1,740 2,090 2,780 1,530 3,060 3,830 1,360 2,720 3,400
Ve =120 m/min, fz = 0.4 mm/t
2,390 2,390 2,120 2,120 1,910 2,870 3,820 1,740 2,610 3,480 1,530 3,670 4,590 1,360 3,264 4,080
Ve =120 m/min, fz = 0.5 mm/t
3,980 6,370 3,540 5660 3,180 7,630 10,180 2,890 6,940 9,250 2,550 10,200 12,750 2,270 9,080 11,350
Ve =200 m/min, fz = 0.8 mm/t
3,980 4,780 3,540 4,250 3,180 5,720 7,630 2,890 5200 6,940 2,550 8,160 10,200 2,270 7,260 9,080
Vc = 200 m/min, fz = 0.6 mm/t
2980 4,770 2,650 4,240 2,390 5,740 7,650 2,170 5210 6,940 1,910 7,640 9,550 1,710 6,840 8,550
Ve = 150 m/min, fz = 0.8 mm/t
2,980 3,580 2,650 3,180 2,390 4,300 5,740 2,170 3,910 5210 1,910 6,110 7,640 1,710 5470 6,840
Ve = 150 m/min, fz = 0.6 mm/t
800 640 710 570 640 770 1,020 580 700 930 510 1,020 1,280 450 900 1,130
Ve = 40 m/min, fz = 0.4 mm/t
600 180 530 160 480 216 290 430 190 260 380 300 290 340 270 260
Ve = 30 m/min, fz = 0.15 mm/t
1,990 600 1,770 530 1,590 720 950 1,450 650 870 1,270 1,020 1,270 1,140 910 1,140
Ve =100 m/min, fz = 0.15 mm/t
1,190 100 1,060 80 950 114 150 870 100 140 760 150 190 680 140 170

Vc = 60 m/min, fz = 0.04 mm/t

- The above table shows the conditions for standard shank type
cutters. When using long shank type cutters, the number of teeth
may be different. In this case, the cutting conditions should be
changed by referring to: “The usage of standard and long shanks”
shown in previous page.

- Cutting conditions are generally limited by the rigidity and power
of the machine and the rigidity of the workpiece. When setting the
conditions, start from half of the values of the standard cutting
conditions and then increase the value gradually while making sure
the machine is running normally.

Cautionary points in use

B Tool geometry on programming

When programming for CAM, the tool should be considered as a radius cutter. Usually, the
corner radius should be set as R = 1.5 mm. If a larger radius is used, overcutting will occur. The
following table shows the amount left uncut (t1) and overcut (t2).

Max. depth of cut

17°

Max. depth|  Gorner CornerR | Amount left| Amount left
of cut radius | W (mm) | _ When uncut overcut
Amount left| Maxap RIogIaN
Amount left toovercut (mm) re(mm) ming t (mm) t, (mm)
uncut . 1.0 1.2 3.0 1.0 0.6 -
1.0 1.2 3.0 1.5 0.5 -
1.0 1.2 3.0 2.0 0.25 0.08
1.0 1.2 3.0 2.5 0.14 0.26

Corner R when
programming

Each value in table is calculated theoretically at the maximum

condition.
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230 232 235 240 250
%i . %] %i %i - %]

Z= 10 ZI=15 z=5 z=6 z=5 z=6 z=5 z=6 Zi=5017Z1=18

2,120 8,480 10,600 1,990 9,950 11,940 1,820 9,100 10,920 1,590 7,950 9,540 1,270 6,350 10,160
Ve = 200 m/min, fz = 1.0 mm/t

2,120 6,780 8,480 1,990 7,960 9,550 1,820 7,280 8,740 1,590 6,360 7,630 1,270 5,080 8,130
Ve = 200 m/min, fz = 0.8 mm/t

2,120 8,480 10,600 1,990 9,950 11,940 1,820 9,100 10,920 1,590 7,950 9,540 1,270 6,350 10,160
Ve =200 m/min, fz = 1.0 mm/t

1,590 6,360 7,950 1,490 7,450 8940 1,360 6,800 8,160 1,190 5,950 7,140 950 4,750 5,700
Ve = 150 m/min, fz = 1.0 mm/t

1,590 5,090 6,360 1,490 5960 7,150 1,360 5,440 6,530 1,190 4,760 5,710 950 3,800 4,560
Vc = 150 m/min, fz = 0.8 mm/t

1,590 6,360 7,950 1,490 7,450 8940 1,360 6,800 8,160 1,190 5,950 7,140 950 4,750 5,700
Ve = 150 m/min, fz = 1.0 mm/t

1,590 5,090 6,360 1,490 5960 7,150 1,360 5,440 6,530 1,190 4,760 5,710 950 3,800 4,560
Ve = 150 m/min, fz = 0.8 mm/t

1,270 2,540 3,180 1,190 2,980 3,570 1,090 2,730 3,270 950 2,380 2,850 760 1,900 3,040
Ve =120 m/min, fz = 0.5 mm/t

1,270 3,060 3,810 1,190 3,570 4,280 1,090 3,270 3,920 950 2,850 3,420 760 2,280 3,650
Ve =120 m/min, fz = 0.6 mm/t

2,120 8,480 10,600 1,990 9,950 11,940 1,820 9,100 10,920 1,590 7,950 9,540 1,270 6,350 10,160
Ve =200 m/min, fz = 1.0 mm/t

2,120 6,780 8,480 1,990 7,960 9,550 1,820 7,280 8,740 1,590 6,360 7,630 1,270 5,080 8,130
Vc = 200 m/min, fz = 0.8 mm/t

1,590 6,360 7,950 1,490 7,450 8940 1,360 6,800 8,160 1,190 5,950 7,140 950 4,750 5,700
Ve =150 m/min, fz = 1.0 mm/t

1,590 5,090 6,360 1,490 5960 7,150 1,360 5,440 6,530 1,190 4,760 5,710 950 3,800 4,560
Ve = 150 m/min, fz = 0.8 mm/t

420 840 1,050 400 1,000 1,200 360 900 1,080 320 800 960 250 630 1,000
Ve = 40 m/min, fz = 0.5 mm/t

320 260 240 300 300 270 270 270 240 240 240 220 190 190 230

Ve =30 m/min, fz = 0.2 mm/t

1,060 850 1,060 990 990 1,190 910 910 1,090 800 800 960 640 640 1,020
Ve = 100 m/min, fz = 0.2 mm/t

640 130 160 600 150 180 550 140 170 480 120 140 380 100 150

Ve = 60 m/min, fz = 0.05 mm/t

J Applications

. )
Small depth ; Drilling Enlarged
Smﬁilgg ' Slotting Ramping plunging Plunging (Helical 1“eed) hole > ‘
il ‘
o _J
Cat. No. Tool dia. Ma:)(f. gﬁfth ra“A?))i(r'lg plmn%)?hg M%vxi'd?ﬁtitr;ng macmmi_able magf\?rféble Ma“)’(ld?#tltr:ngJ
angle depth plungin hole dia. hole dia. _|enlarged hol
@Dc (mm), ap (mm) 0 A (mm) W (mm oD1(mm) | D2 (mm) | ae (mm)
E/HXNO3RO016M... 216 1.0 2.1° 0.3 3.5 22 30 12.5
E/HXNO3RO018M... 218 1.0 1.7° 0.3 3.5 26 34 14.5
E/HXNO3RO020M... 220 1.0 1.4° 0.3 3.5 30 38 16.5
E/HXNO3R022M... 222 1.0 1.2° 0.3 3.5 34 42 18.5
E/HXNO3RO025M... 225 1.0 1.0° 0.3 3.5 40 48 21.5
E/HXNO3R028M... 228 1.0 0.8° 0.3 3.5 46 54 24.5
E/HXNO3RO030M... 230 1.0 0.7° 0.3 3.5 50 58 26.5
E/HXNO3RO032M... 232 1.0 0.7° 0.3 3.5 54 62 28.5
EXNO3R035M32.0... 235 1.0 0.6° 0.3 3.5 60 68 31.5
TXNO3R040M16.0... 240 1.0 0.5° 0.3 3.5 70 78 36.5
TXNO3R050M-22.... 250 1.0 0.4° 0.3 3.5 90 98 46.5
- For gDc above @33 mm, slot milling, ramping or contouring is 14

not recommended as chips may be re-cut




DOFEED

& Standard cutting conditions Txnoe6 / EXNO6 type

Cutting Feed per tooth: fz (mm/t)

: . L chip- SPeed oo dia:
ISO Workpiece material Hardness Priority Grades breaker Ve @Dc (mm) Plunging

(m/min) 232 ~ 280

Carbon steels First choice AH725
$45C, S55C etc. -300HB  For wear resistance  AH120 MJ 100-300 0.5-1.5 0.15
C45, C55 etc. For impact resistance AH3035
Alloy steels First choice AHT725
SCM440, SCr415 etc. - 300HB For wear resistance  AH120 MJ 100-200 0.5-1.5 0.15
42CrMo4, 17Cr3 etc. For impact resistance AH3035
Prehardened steels
NAK80, PX5 etc. 30 - 40HRC - AH3035 ML 100-200 0.5-1.0 0.15
Stainless steels First choice . _
SUS304, SUS316 etc. AH130 ML 100-150 0.3-0.7 0.1
X5CrNi18-10, - 2Rl . .
X5CrNiMo17-12-2 ete. For impact resistance AH130 MJ 100-150 0.3-0.8 0.1

First choice AH120 MJ 100-300 0.5-1.5 0.15

For low cutting force AH120 ML 100-300 0.5-1.0 0.15

First choice AH120 MJ 80-200 05-15 0.15

Ductile cast irons
FCD400 / GGG40 etc. 150 - 250HB _
For low cutting force  AH120 ML 80-200 0.5-1.0 0.15

Titanium alloys

AH725
For impact resistance AH3035

. L - 40HRC - AH725 ML 30-60 03-0.7 0.08

,::::eﬁeﬂztsatgflgﬁﬁ - 40HRC - AH725 MJ 20-50 0.1-03 0.5
SKD61 First choice AH3035

. Hardened X40CrMoV5-1 etc. 40 - 50HRC For wear resistance AH725 MJ 80-130 0.1-03 005

steels SKD11 50 - 60HRC First choice

X153CHMoV12 etc. MJ 50-70 0.03-0.07 0.03

- When chips stay in the cutting zone during slotting or - Tool overhang length must be as short as possible to avoid
pocketing, use an air blast to remove chips from the work area. chatter. When the tool overhang length is long, decrease the
number of revolutions and feed.

Cautionary points in use

E The use of a standard or long shank

When using a long shank, please lower the cutting conditions (Vc, fz, ap) to 70% of the
maximum conditions for the standard shank.

] e A

Standard shank
Ve =100 ~ 300 m/min

1.0

! Tool dia.: 8Dc = 832 ~ 40 mm

05/ N : Workpiece: S55C / C55 (200HB)
| | L/D ratio of overhang

Standard shank: L/D < 3

Long shank: L/D = 4

Depth of cut: ap (mm)

0.5 1.0 1.5 2.0

Feed per tooth: z (mm/t)
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Tool dia.: D¢ (mm), Number of revolutions: n (min-1), Feed speed: Vf (mm/min), Max. depth of cut: ap = 1.5 mm, No. of inserts: z

032,z=2 035,z=2 240,z=3 250 252 263
%] %] %]

n o n o n . n z=4 z=5 n z=4 z=5 n z=4 z=6
1,990 3,980 1,820 3,640 1,590 4,770 1,270 5,080 6,350 1,220 4,880 6,100 1,010 4,040 6,060
Ve =200 m/min, fz = 1.0 mm/t
1,490 2,980 1,360 2,720 1,190 3,570 950 3,800 4,750 920 3,680 4,600 760 3,040 4,560
Ve = 150 m/min, fz = 1.0 mm/t
1,490 2,380 1,360 2,180 1,190 2,860 950 3,040 3,800 920 2,940 3,680 760 2,430 3,650
Ve = 150 m/min, fz = 0.8 mm/t
1,190 1,190 1,090 1,090 950 1,430 760 1,520 1,900 730 1,460 1,830 610 1,220 1,830
Ve =120 m/min, fz = 0.5 mm/t
1,190 1,430 1,090 1,310 950 1,710 760 1,820 2,280 730 1,750 2,190 610 1,470 2,200
Ve =120 m/min, fz = 0.6 mm/t
1,990 2,390 1,820 2,180 1,590 2,860 1,270 3,060 3,810 1,220 4,880 6,100 1,010 2,430 3,640
Ve =200 m/min, fz = 0.6 mm/t
1,990 3,180 1,820 2,910 1,590 3,820 1,270 4,060 5,080 1,220 3,900 4,880 1,010 3,230 4,850
Vc =200 m/min, fz = 0.8 mm/t
1,490 2,980 1,360 2,720 1,190 3,570 950 3,800 4,750 920 3,680 4,600 760 3,040 4,560
Ve = 150 m/min, fz = 1.0 mm/t
1,490 2,380 1,360 2,180 1,190 2,860 950 3,040 3,800 920 2,940 3,680 760 2,430 3,650
Vc = 150 m/min, fz = 0.8 mm/t
400 400 360 360 320 480 250 500 630 240 480 600 200 400 600
Ve = 40 m/min, fz = 0.5 mm/t
300 120 270 110 240 140 190 150 190 180 140 180 150 120 180
Ve = 30 m/min, fz = 0.2 mm/t
990 400 910 360 800 480 640 510 640 610 490 610 510 410 610
Vc =100 m/min, fz = 0.2 mm/t
600 60 550 60 480 70 380 80 100 370 75 90 300 60 90
Ve = 60 m/min, fz = 0.05 mm/t

- The above table shows the conditions for standard shank type
cutters. When using long shank type cutters, the number of teeth
may be different. In this case, the cutting conditions should be
changed by referring to: “The usage of standard and long shanks”
shown in previous page.

- Cutting conditions are generally limited by the rigidity and power
of the machine and the rigidity of the workpiece. When setting the
conditions, start from half of the values of the standard cutting
conditions and then increase the value gradually while making sure
the machine is running normally.

Cautionary points in use

®m Tool geometry on programming

When programming for CAM, the tool should
be considered as a radius cutter. Usually, the
corner radius should be setas R=3.0 mm. If a
larger radius is used, overcutting will occur. The
following table shows the amount left uncut (t1)
and overcut (t2).

5
o Amount left
_2 overcut
o B
©
v £
4
W
Amount left Corner R when
uncut programming
Max. depth | Corner Corner R | \ 1 ount left A
el ! winan mount left
max ap radius W (mm) e uncut overcut
(mm) re ming t, (mm) t, (mm)
2.0 1.0 -
1.5 2.0 6.0 3.0 0.77 -
4.0 0.54 0.26

Each value in table is calculated theoretically at the maximum condition.
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m Notes for using wiper inserts

- Place the wiper insert in the pocket with W mark
shown on the top. (Fig. 1)

- Two corners are available for each wiper insert.

- The cutting edge of the wiper insert has the same
sharpness as the standard insert. (Fig. 2)

- Avoid ramping operations with wiper inserts.

- Wiper inserts can be used together with standard
inserts for general high-feed face milling and
contouring.

- For high-feed machining: fz = 1.2 mm/t

Use 1 wiper insert for every 3 MJ or ML inserts
- For high surface quality: fz = 0.6 mm/t

Use 1 wiper insert for every 6 MJ or ML inserts

Fig. 1 Fig. 2

W (Wiper) mark

Cutting edge




066 280 2100 2125 2160 2200
n — E— n — —- n %] n %i n %] n %i
960 3,840 5,760 800 4,000 6,400 637 3,822 510 4,076 398 3,981 318 3,822
Ve =200 m/min, fz = 1.0 mm/t
720 2,880 4,320 600 3,000 4,800 478 2,866 382 3,057 299 2,986 239 2,866
Ve = 150 m/min, fz = 1.0 mm/t
720 2,300 3,460 600 2,400 3,840 478 2,293 382 2,446 299 2,389 239 2,293
Ve = 150 m/min, fz = 0.8 mm/t
580 1,160 1,740 480 1,200 1,920 382 1,146 306 1,223 239 1,194 191 1,146
Ve =120 m/min, fz = 0.5 mm/t
580 1,390 2,090 480 1,440 2,300 382 1,376 306 1,468 239 1,433 191 1,376
Ve =120 m/min, fz = 0.6 mm/t
960 3,840 5,760 800 2,400 3,840 637 3,822 510 4,076 398 3,981 318 3,822
Ve = 200 m/min, fz = 0.6 mm/t
960 3,070 4,610 800 3,200 5,120 637 3,057 510 3,261 398 3,185 318 3,057
Vc =200 m/min, fz = 0.8 mm/t
720 2,880 4,320 600 3,000 4,800 478 2,866 382 3,057 299 2,986 239 2,866
Ve = 150 m/min, fz = 1.0 mm/t
720 2,300 3,460 600 2,400 3,840 478 2,293 382 2,446 299 2,389 239 2,293
Vc = 150 m/min, fz = 0.8 mm/t
190 380 570 160 400 640 127 382 102 408 80 398 64 382
Ve = 40 m/min, fz = 0.5 mm/t
140 110 170 120 120 190 96 115 76 122 60 119 48 115
Ve = 30 m/min, fz = 0.2 mm/t
480 380 580 400 400 640 318 382 255 408 199 398 159 382
Vc = 100 m/min, fz = 0.2 mm/t
290 60 85 240 60 100 191 57 153 61 119 60 96 57
Ve = 60 m/min, fz = 0.05 mm/t
& Applications
e Drilling Enlarged )
Shoulder Small depth ) Plunging  (Helical feed) hole g
milling plunging Ramping ging ‘
oD1, gD2
9 2D1, oD2] y
] : | Max. cutting Min. Max. Max. cuttin
Cat. No. Tool dia. Max]: depth Max. eTha Ma"ag",‘{’,‘,g'"g width in = | machinable | machinable |  width in g
of cut arge %mgln hole dia. hole dia. ~ |enlarged hole
@Dc (mm) ap (mm) 2] A (mm) (mm oD1(mm) | D2 (mm) ae (Mm)
EXNO6R032M32.0... 232 1.5 2.0° 0.5 6.0 47 59 25
EXNO6R035M32.0... 235 1.5 1.7° 0.5 6.0 53 65 28
EXNO6R040M32.0... 240 1.5 1.3° 0.5 6.0 63 75 33
TXNO6RO50M... 250 1.5 0.9° 0.5 6.0 83 95 43
TXNO6R0O52M... 252 1.5 0.8° 0.5 6.0 85 97 45
TXNO6R0O63M... 263 1.5 0.6° 0.5 6.0 109 121 56
TXNO6RO66M... 066 1.5 0.5° 0.5 6.0 112 124 59
TXNO6R0O8OM... 280 1.5 0.5° 0.5 6.0 143 155 73

+ For oDc above 6100 mm, slot milling, ramping or contouring is

not recommended as chips may be re-cut
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DOFEED

& Arbors

IS
214
y
-
»*No through air hole.
ISO / JIS Dimensions (mm) Weight j j
k
Cat. No. Stoc! L P oD od h w (k) Applicable TAC mills

BT50-FMC22-138-47 ([ 138 100 47 22 18 10 5.2 TXNO*R050M22.0E**

BT50-FMC22-188-47 @ 18 150 47 22 18 10 59  TXNO'RO50M22.0E*
BT50-FMC22-243-47 ® 243 205 47 22 18 10 65  TXNO'RO50M22.0E*
BT50-FMC22-293-47 ® 293 255 47 22 18 10 72  TXNO'RO50M22.0E*
BT50-FMC22-178-59 ® 178 140 59 22 18 10 68  TXNOGRO63M22.0E*
BT50-FMC22-238-59 @ 238 200 59 22 18 10 8 TXNOBRO63M22.0E**
BT50-FMC22-308-59 ® 308 270 59 22 18 10 95  TXNOGROG3M22.0E*
BT50-FMC22-373-59 @ 373 335 59 22 18 10 109  TXNOGROG3M22.0E*
il | e 215 177 76 3175 80 127 10 TXNOBROSOM31.7-*
S| @ 205 257 76 3175 80 127 129 TXNOBROSOM31.7-**
Al | @ 375 337 76 8175 80 127 158  TXNOBROSOM31.7-*
NNl e 275 237 9% - - - 168  TXNOBR100M31.7-**
BT50-FMA31.75-375-96 [ TR/ c At - L - - 23 TXNOBR100M31.7-*

DIN69871

Shell Mill Holder | L h

o0 Stook ———- D"Z‘Z:s'ngmm) I W(ight Applicable TAC mills

DIN6987150SEM22X48X200C 200 181 48 22 19 M24 5.0 TXNO6R05*M22.0E**
DIN6987150SEM22X61X300C 300 281 61 22 19 M24 8.8 TXNO6R063M22.0E**
DIN6987150SEM27X61X300C 300 281 61 27 21 M24 8.8 TXNOGR066M27.0E**

@ : Stocked items
18



BT MAS 403

Shell Mill Holder

ISO
Cat. No.

BT50SEM22X48X220C

BT50SEM22X61X320C

BT50SEM27X61X320C

Dimensions (mm)

Weight

Stock i 1 oD od h G (k) Applicable TAC mills
220 182 22 19 M24 5.1 TXNO6R05*M22.0E**
320 282 22 19 M24 8.9 TXNO6R0O63M22.0E**
320 282 27 21 M24 8.9 TXNO6R0O66M27.0E**

J Practical examples

@ : Stocked items

Workpiece type Die & Mould / Back block Machine parts
Cutter TXNO6R063M22.2-06 (263, z = 6) EXNO3R025M25.0-05 (925, z =5)
Insert LNMUO6X5ZER-MJ LNMUO303ZER-MJ
Grade AH3035 AH725

Workpiece material

Prehardened steel HPM7 (HRC30)

Prehardened steel (40HRC)

2000 mm

[ !
- |

|

1000 mm

DOFEED Competitor

AH3035 grade showed better chipping .
r%sol/stance than competitor improving tool life by
0.

@ Cutting speed: Vc (m/min) 115 100
:_g Feed per tooth: fz (mm/t) 0.7 0.8
T |Depth of cut: ap (mm) 1.1 0.5
8 |width of cut: ae (mm) 42 18
_g’ Process Contour milling Pocket milling
£ Coolant Air blow Dry (air)
O |Machine Vertical M/C, BT50 Vertical M/C, BT40
VBmax = 0.304 mm
300 Actual machining
= £ time: 69 min
£ 5200
£ 8
Results 3 £100
E £
o

v}
(@)
°)
3
S
2
3

VBmax = 0.309 mm

Actual machining
time: 29 min
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DOFEED

Workpiece type Machine frame Die & Mould
Cutter TXNO6R080M31.7-08 (280, z = 8) EXNO3R020M20.0-04 (220, z = 4)
Insert LNMUO6X5ZER-ML x 7 / LNGUO6X5ZER-W x 1 LNMUO303ZER-MJ
Grade AH130 / AH725 AH130
SUS304 / X5CrNi18-9 SUS420 / X20Cr13
Workpiece material
Cutting speed: Vc (m/min) 100 110
g Feed per tooth: fz (mm/t) 0.4 0.8
£ |Feed speed: Vf(mm/min) 1273 -
°
S |Depth of cut: ap (mm) 0.5 0.8
© |Width of cut: ae (mm) 60 19
(o2} A pren
£ |Process Face milling Slot milling
8 Coolant Wet Air blow
Machine Vertical M/C, BT50 Vertical M/C, #50 /11 kW
’(‘w_" 360 . 4.5
£ 300 2 ol
E 240 sy v 30
g 10 / productivity! £ 2ol
Results 5 120 5 1@
£ 60 2 o.(sJ ————— E i
© 0 DOFEED Competitor DOFEED Competitor
Competitor's tool took 300 minutes for roughing and finishing. | DoFeed shows 4 times the tool life against
DoFeed with wiper insert reduces time for?inisging and competitor & 190% increase in metal removal rate.
improves total productivity by 5 times that of the competitor.
Workpiece type Automotive / Rod end Power generation / Frame of blade
Cutter EXNO3R032M32.0-06 (232, z = 6) EXNO3R032M32.0-06 (932, z = 6)
Insert LNMUO303ZER-ML LNMUO303ZER-ML
Grade AH130 AH130
SUS630 / X5CrNiCuNb16-4 SUS410/ X12Cr13
Workpiece material
@ Cutting speed: Vc (m/min) 120
2 |Feed per tooth: fz (mm/t) 0.15 0.6
T |Depth of cut: ap (mm) 1 0.8
8 |Width of cut: ae (mm) 40 20
_g’ Process Face milling Shoulder milling
£ |Coolant Internal supply Internal supply
O [Machine Turning center / 7.5 kW Vertical M/C, BT50
9 2.5 o
8 20 B sl
£5 15 5 &
58 EE
Results L= 10 £s
2 05 20
s =
o 0 0
DOFEED Competitor DOFEED Competitor
DoFeed is a versatile cutter and was used DoFeed was tested again:_;t_a shoulder_millinﬁ_tool
against a shoulder milling cutter, achieving offering 4.6 times productivity and 1.5 times higher
double tool life. tool life with double the number of corners.
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Die & mould

Workpiece type Large machine parts
Cutter TXNO6R200M47.6-12 (2200, z = 12) HXNO3R020MM10-04 (220, z = 4)
Insert LNMUO06X5ZER-MJ LNMUO303ZER-MJ
Grade AH120 AH725

FCD600 / 600-3

FCD600 / 600-3

Workpiece material

0
DOFEED Competitor

Tripled cutting speed and super high feed milling
offer 16 times higher productivity.

@ |Cutting speed: Vc (m/min) 150 190
2 |Feed per tooth: fz (mm/t) 1.0 0.4
T |Depth of cut: ap (mm) 0.5 0.3
8 |Width of cut: ae (mm) 150 9
D |Process Face milling Pocket milling
':E Coolant Dry Dry (air)
O [Machine Horizontal M/C, BT50 Vertical M/C, BT40
o —
Se £
€ s
g8 E
: 5
Results Eé 2
2 =
= 0 o 0
DOFEED Competitor DOFEED Competitor
DoFeed, with high density insert, can effectively Due to the lower cutting forces, DoFeed can
increase productivity. Lower cutting forces reduce | increase the productivity 4 times higher. AH725
chattering, achieving 1.5 times tool life. grade can effectively reduce sudden fracture,
achieving double tool life.
Workpiece type Turbine blade Aerospace component
Cutter EXNO3R030M32.0-05 (230, z = 5) EXNO3R025M25.0-05 (925, z = 5)
Insert LNMUO303ZER-ML LNMUO303ZER-ML
Grade AH725 AH725
Heat resistant cast steel Ti-6Al-4V (36HRC)
Workpiece material
@ |Cutting speed: Vc (m/min) 70 50
2 |Feed per tooth: fz (mm/t) 0.5 0.7
T |Depth of cut: ap (mm) 0.5 0.5
S |Width of cut: ae (mm) 30 25
2 |Process Shoulder milling Pocket milling
33 Coolant Wet Wet
O |Machine Vertical M/C, BT50 Vertical M/C, BT40
@ 80 3
Ee 25§ ' improved by, Be
TE 0@ N SE
53 15 53
Results %E 10 [ %E
5= 3=
= s

0
DOFEED Competitor

7.3 times higher feed machining that drastically
improves productivity.
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