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Designation

Dimension (0 °or inch)

Ramp Angle, A° L DOC
TE90AP-D.75 1.0 3.2 635
TE9OAP-D1.00 5.8 6.2 635
TE9O0AP-D1.25 3.5 10.4 635
TE90AP-D1.50 2.3 159 635
TE90AP-D1.75 1.8 19.8 635
TE9O0AP-D2.00 1.6 23.5 635
TE90AX-D.38 7.0 2.8 .350
TE90AX-D.44 7.0 2.8 .350
TE90AX-D.50 6.8 29 .350
TE90AX-D.56 6.1 3.2 350
TE90AX-D.62 5.1 3.9 .350
TE90AX-D.70 4.3 4.6 .350
TE90AX-D.75 4.1 48 350
TE90AX-D.88 3.4 5.8 350
TE90AX-D1.00 3.1 6.4 .350
TE90AX-D1.12 2.7 7.4 .350
TE90AX-D1.25 2.2 9.1 350
TE90AX-D1.50 1.6 12.5 350
TE90AX-D2.00 1.0 20.0 .350

Designation

Ramp Data (inch)

Helical

Min. Dia. | Max. Dia.| L1 Pitch

TE9OAP-D.75 1.00 13 7.7

1.5 40 2.5

TEQOAP-D1.00 1.25 .07 14.3

2.0 25 40

TE9OAP-D1.25 1.65 .06 16.7

2.5 .20 50

TE9OAP-D1.50 2.15 .07 14.3
3.0 16 6.3

TE9QOAP-D1.75 2.65 .08 12.5
3.5 15 6.7

TE9OAP-D2.00 3.15 .08 12.5
4.0 14 7.1

TE90AX-D.38 50 .04 25
75 12 8.3

TE9OAX-D.44 .58 .04 25,0
.88 14 7.1

TE90AX-D.50 62 .03 33.3
1.00 16 6.2

TE9QOAX-D.56 .65 02 50.0
1.12 16 6.2

TE90AX-D.62 72 02 50.0
1.25 15 6.6

TE9QOAX-D.70 .88 .03 33.3
1.40 14 7.1

TE90AX-D.75 98 .04 25
1.50 14 7.1

TE9OAX-D.88 1.24 05 20.0
1.75 14 7.1

TE90AX-D1.00 1.48 07 14.2
2,00 14 7.1

TE9QOAX-D1.12 1.73 07 14.2
2.25 14 7.1

TE90AX-D1.25 1.98 07 14.2
2.50 12 8.3

TE9QOAX-D1.50 2.48 07 14.2
3.00 A1 9.0

TE90AX-D2.00 3.48 .06 16.1
4,00 .09 11.1

e Calculation is based on APKT 1705 PER-EM &
AXMT 0903 PER-EML insert.



perating Guidelines for
ChaseMill & ChaseQuad SEMT13 Inserts

Material

1117 1020 (MS)

1018

1045 4620 1095 8620
1060 9310 4140
52100 L1 W2 L6

4150 4140HT
9260 S7
4340

TOOL STEEL
D2

TOOL STEEL
A2 A6 P20

STAINLESS
STEEL 303, 316
15-5PH

STAINLESS
STEEL 416
17-4PH

STAINLESS
STEEL 13-8PH

INCONEL,
HASTELLOY WASPALLOY

TITANIUM
6AL-4V

GRAY CAST
IRON-CLASS
40-45-50

DUCTILE CAST
IRON-GRADE
65-45-12

DUCTILE CAST
IRON-GRADE
80-55-06

ALUMINUM
6061 T-6
7075 T-6

72 BRASS 360
18 AMPCO
660 BRONZE

e Reduce chip load by 28% for End Mills .750 dia. and under at D.O.C.>.150
e Reduce sfm by 20% for Face Mills when channel milling

FPT** FPT*
Brinell D.O.C. SFM Best Grades APKT17 & AXMTO09 &
SEMT13 ADKTO09
85 040 1300 .004 - .006 .002 - .005
fo 150 1150 7030, 8020, P30 .004 - .006 .002 - .004
175 .300 1000 .004 - .006 .002 - .004
175 040 900 .004 - .006 .002 - .005
fo 150 800 7030, 8020, P30 .004 - .006 .002 - .004
225 .300 600 .004 - .006 .002 - .004
275 040 800 7030, 8020, P30 .004 - .006 .002 - .005
fo 150 650 8020, 7030, P30 .004 - .006 .002 - .004
325 .300 500 8020, 7030, P30 .004 - .005 .002 - .004
200 040 400 .004 - .006 .002 - .005
fo 150 350 7030, 8020, P30 .004 - .006 .002 - .004
250 .300 300 .004 - .005 .002 - .004
200 040 915 .004 - .006 .002 - .005
fo 150 700 7030, 8020, P30 .004 - .006 .002 - .004
250 .300 600 .004 - .005 .002 - .004
135 040 800 .004 - .006 .002 - .005
fo 150 700 8020, 7030, DX2 .004 - .006 .002 - .004
185 .300 500 .004 - .005 .002 - .004
135 040 1000 .004 - .006 .002 - .005
fo 150 850 8020, 7030, DX2 .004 - .006 .002 - .004
185 .300 700 .004 - .005 .002 - .004
040 400 .004 - .005 .002 - .005
150 300 8020, 7030, DX2 .004 - .005 .002 - .004
.300 200 .004 - .005 .002 - .004
040 150 .004 - .005 .002 - .005
180 100 8020, DX2, 7030 .004 - .005 .002 - .004
.300 75 .004 - .005 .002 - .004
040 180 .004 - .005 .002 - .005
150 150 8020, DX2, 7030 .004 - .005 .002 - .004
.300 120 .004 - .005 .002 - .004
190 040 1200 .004 - .006 .003 - .005
fo 150 1000 6030, 8020, K10 .004 - .006 .003 - .005
220 .300 800 .004 - .006 .003 - .005
140 040 1000 .004 - .006 .003 - .005
fo 150 850 6030, 8020, K10 .004 - .006 .003 - .005
190 .300 700 .004 - .006 .003 - .005
190 040 800 .004 - .006 .003 - .005
fo 150 700 6030, 8020, K10 .004 - .006 .003 - .005
225 .300 500 .004 - .006 .003 - .005
040 max .006 - .020 .005 - .020
150 max K10, 8020, DX2 .006 - .015 .005-.015
.300 1200 min 006 -.015 .005-.015
60RB 040 1600 .006 - .020 .005 - .020
fo 150 1400 K10, 6030, 8020 006 -.015 .005-.015
100RB .300 1200 006 - .015 .005-.015
e **FPT(Feed per tooth) shown at lower limit can be increased up to 2 times depending upon application
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perating Guidelines for
ChaseOcto & Round Inserts

\ECE

1117 1020 (MS)
1018

1045 4620 1095 8620

1060 9310 4140
52100 L1 W2 L6

4150 4140HT
9260 S7
4340

TOOL STEEL
D2

TOOL STEEL
A2 A6 P20

STAINLESS
STEEL 303, 316
15-5PH

STAINLESS
STEEL 416
17-4PH

STAINLESS
STEEL 13-8PH

INCONEL,
HASTELLOY
WASPALLOY

TITANIUM
6AL-4V

GRAY CAST
IRON-CLASS
40-45-50

DUCTILE CAST
IRON-GRADE
65-45-12

DUCTILE CAST
IRON-GRADE
80-55-06

ALUMINUM
6061 T-6
7075 T-6

72 BRASS 360
18 AMPCO
660 BRONZE

@ TaeguTmill

Brinell

85
to
1756
1756
fo
225
275
to
325
200
fo
250
200
to
250
135
fo
185
135
to
185

190
to
220
140
fo
190
190
to
225

60RB
to
100RB

D.O.C.

040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +
040
.100
250 +

Max
sfm

1200
1000
900
850
750
600
700
600
450
400
350
300
800
650
550
800
700
500
1100
900
700
400
300
200
150
100
80
250
175
120
1000
850
700
900
750
600
800
700
500
max
max
1200 min
1600
1400
1200

Best Grades***

7030, 8020, P30

7030, 8020, P30

7030, 8020, P30

8020, 7030, P30

8020, 7030, P30

7030, 8020, P30

7030, 8020, P30

8020, 7030, DX2

8020, 7030, DX2

8020, 7030, DX2

8020, DX2, 7030

8020, DX2, 7030

6030, 8020, K10

6030, 8020, K10

6030, 8020, K10

K10, 8020, DX2

K10, 6030, 8020

FPT*
OF-- 05
OF-- 07

.004 - .007
.004 - .006
.004 - .006
.004 - .007
.004 - .006
.004 - .006
.003 - .005
.003 - .004
.003 - .004
.003 - .005
.003 - .004
.003 - .004
.003 - .007
.003 - .005
.003 - .005
.003 - .007
.003 - .005
.003 - .005
.003 - .007
.003 - .005
.003 - .005
.003 - .007
.003 - .005
.003 - .005
.003 - .007
.003 - .005
.003 - .005
.003 - .007
.003 - .005
.003 - .005
.003 - .007
.003 - .005
.003 - .005
.003 - .007
.003 - .005
.003 - .005
.003 - .007
.003 - .005
.003 - .005
.006 - .020
006 - .015
006 - .015
.006 - .020
006 - .015
006 - .015

FPT*
RFMT 14
RFMR 19

.008 - .014
.005 - .008
.004 - .006
.008 - .014
.005 - .008
.004 - .006
.006 - .010
.004 - .007
.003 - .004
006 -.010
.004 - .007
.003 - .004
006 -.014
.004 - .007
.003 - .005
006 -.014
.004 - .007
.003 - .005
006 -.014
.004 - .007
.003 - .005
006 -.014
.004 - .007
.003 - .005
006 -.014
.004 - .007
.003 - .005
006 -.014
.004 - .007
.003 - .005
006 -.014
.004 - .007
.003 - .005
006 -.014
.004 - .007
.003 - .005
006 -.014
.004 - .007
.003 - .005
012 -.040
.008 - .020
006 - .015
012 -.040
.008 - .020
006 - .015

Reduce sfm by 20% for Face Mills when channel milling

**EPT(Feed per tooth) shown at lower limit can be increased up to 2 times depending upon application
FPT reflects 40% increase to compensate for 45 degree chip thinning
***|n order of preference, uncoated carbide reduce sfm 20%



ChaseMill -

perating guidelines for ChaseQuad TSF and TDM End mill using Inserts: :
XOMT 06, SPMT 09, SPMG 09, SPMT 11, SPMG 11, SPMT 14, SPMG 14 -
—
‘J d
: BEST GRADES FPT FPT FPT FPT
Material BRINELL DOC.  SFM gy pREFERENCE ~ XOMTO06 ~ SPM-09  SPM-11  SPM-14 I'j
80 040 | 1300 003-.007 | .004-008 | .004-.008 | .005-.010 ("
7 113122 MS) to 150 | 1150 | 8020,7030,P30 | .003-.006 | .004-.008 | .004-.008 | .005-.010 —
175 250 | 1000 003-.005 | .004-.008 | 004-.008 | .005-.010
. 175 040 900 003-.007 | 004-.007 | 004-.007 | .005-.010
1060 9310 4140 to 150 800 8020, 7030, P30 | .003-.006 | .004-.007 | .004-.007 | .005-.010 "_") ]
52100 L1 W2 L6 225 250 600 003-.005 | .004-007 | .004-.007 | .005-.010
T 275 040 600 003-.007 | .004-006 | .004-.006 | .004-.008 —
9260 S7 to 150 500 | 8020,7030,DX2 | .003-.006 | 004-.006 | .004-.006 | .004-.008 =3
4340 325 250 | 400 003-.005 | .004-.005 | .004-.005 | 004- 008 -
200 040 400 002-.005 | 004-.006 | 004-006 | .004-.008
TOOLDTEEL to 150 350 8020, 7030, P30 | .002-.004 | .004-.006 | .004-.006 | .004-.008 ——
250 250 300 002-.004 | 004-005 | .004-.005 | .004-.008
— 200 040 915 002-.005 | .004-006 | .004-006 | .004-.007 P
R to 150 700 8020, 7030, P30 | .002-.004 | .004-.006 | .004-.006 | .004-.007 3
250 250 600 002-.004 | 004-.005 | .004-.005 | .004-.007
STAINESS 135 040 800 003-.006 | .004-007 | .004-007 | .004-.007 _-","'
STEEL 303, 316 to 150 700 | 8020,DX2, 7030 | .003-.005 | .004-.006 | .004-.006 | .004-.007
15-5PH 185 250 500 003-.005 | .004-005 | .004-.005 | .004-.007
STAINLESS 135 040 | 1000 002-.005 | 004-.007 | 004-007 | .004-.008 ;_l)
STEEL 416 to 150 850 8020, P30, 7030 | .002-.004 | .004-.006 | .004-.006 | .004-.008
U 185 250 | 700 002-.004 | 004-.005 | (004-005 | 004-008 '
STAINLESS 040 400 002-.005 | 003-.005 | .003-.005 | .004-.007 I
= 150 300 | 8020,DX2, 7030 | .002-.004 | .003-.005 | .003-.005 | .004- 007 -
250 200 002-.004 | 003-.005 | .003-.005 | .004-.007 { j
— 040 150 002-.005 | 003-.005 | .003-.005 | .004-.007
HASTELLOY 150 100 | 8020,DX2,7030 | .002-.004 | 003-.005 | .003-.005 | .004-.007 —
WASPALLOY 250 75 002-.004 | .003-005 | .003-.005 | .004-.007 P—
TTTANIUM 040 180 002-.005 | .003-005 | .003-.005 | .004-.007 N
BALLV 150 150 | 8020,DX2,7300 | .002-.004 | 003-.005 | .003-.005 | .004-.007 J
250 120 002-.004 | 003-005 | .003-.005 | .004-.007
GRAY CAST 190 040 | 1200 003-.005 | .004-.006 | 004-006 | .004-.008 I
IRON-CLASS to 150 | 1000 | 6030, 8020, K10 | .003-.005 | .004-006 | .004-.006 | .004-.008
40-45-50 220 250 800 003-.005 | .004-.006 | .004-.006 | .004-.008 —
TR 140 040 | 1000 003-.005 | 004-.006 | 004-006 | .004-.008
IRON-GRADE to 150 850 | 6030,8020,KI0 | .003-.005 | .004-.006 | .004-.006 | .004-.008 —
65-45-12 190 250 700 003-.005 | .004-006 | .004-.006 | .004-.008 ot
o, 190 040 800 003-.005 | .004-006 | .004-.006 | .004-.008 —
IRON-GRADE to 150 700 | 6030,8020,P30 | .003-.005 | .004-.006 | .004-.006 | .004-.008 o=
seinte 225 250 | 500 003-.005 | 004-.006 | 004-.006 | 004-.008 —2
6061 T-6 150 | max | KIO,8020,DX2 | 005-.015 | .006-015 | 006-.015 | .006-015 —
7075T-6 250 1200 min 005-.015 | .006-.015 | .006-.015 | .006-.015
72 BRASS 360 60RB .040 1600 .005 - .020 006 -.020 .006 - .020 ,006 - .020 j
18 AMPCO to 150 | 1400 | K10, 6030,8020 | .005-.015 | 006-.015 | .006-.015 | .006-.015
660 BRONZE JOORB 250 | 1200 005-.015 | 006-.015 | .006-.015 | .006-.015 -
e Reduce chip load by 28% for End Mills .750 dia and under at D.O.C.>.150 J'
A
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perating guidelines for Ext. Flute Mills Overcut Shell Mills Series-
TEF, TES Using Inserts SPMT09, SPMT11, SPMT14 & APKT17

(Feed per Effective flute by Cutter Diameter**)

ol ERL LAY

. RADIAL  MAX 1250 1500 2.000 2500 3.000  4.000
¥ A BN "woc srm BESTGRADES  h DA DA DA DA DA
—_ R 1000 024 | 030 | .035 | 048 | 056 | .064

1117 1020 (MS) DIA/8* | 900 008 | 009 | 009 | 011 | on o
1018 ]T% DiA/4= | goo | 7930.8020.P80 |00 | a7 | 007 | 008 | 008 | .008
,:-J ) DIA/2 700 005 | 006 | .06 | 006 | 006 | .006
0.02** 700 024 | 030 | 035 | 048 | 056 | 064
13?32 ggfg Kgg 2? ig ]125 DIA/8™ | 600 | ;035 gopo, p3g | 008 | 009 | 009 ) 011 Ol o1
— ops | DIA™ | 500 20, 006 | 007 | .07 | 008 | .008 008
— W216 52100 L1 DIA/2 400 005 | 006 | 006 | 006 | .006 005
0.02** 600 06 | 022 | 030 | 042 | o040 | 0%
i 4150 4140HT 2r75 DIA/B | 800 | oo a0 a0 | 006 | 008 | 008 | 009 | 009 | 009
— 4340 9260 S7 355 DIA/4* | 400 o I8 005 | 006 | 006 | 007 | .007 007
i DIA/2 300 004 | 005 | 005 | 005 | 005 | .005
) 0.02** 450 06 | 022 | 030 | 042 | 049 056
s — TOOL STEEL TOO DIA/8* | 480 | gooosoa0 ooy | 006 | 008 | 008 | 009 | 009 009
A2 A6 D2 P20 25?0 DIA/4* | 350 7990, 005 | 006 | .06 | .007 | .007 007
— DIA/2 250 004 | 005 | .05 | 005 | 005 | .005
P Sl 0.02** 600 06 | 02 | 030 | 042 | o4 | 0%
— STSEEL 3033331 6 ]%5 DIA/™ | 600 | g s0a0 pgg | 006 | 008 | 008 | 009 | 009 | 009
o 'ss DA™ | 500 QLSS 005 | 006 | 006 | 007 | .007 007
15-5 DIA/2 400 004 | 005 | 005 | 005 | .005 005
) SUN 135 0 | w8 | o9 | oo | on | on | o
SIEE‘:-P‘S‘S ]T§5 Diaa~ | s00 | 8020708030\ hne | 007 | 007 | oo | 008 | 008
U ] . DIA/2 400 .005 006 .006 006 .006 .006
' 0.02** 400 06 | 022 | 030 | 042 | o040 | 0%
STAINLESS DIA/8* | 300 006 | 008 | .08 | 009 | 009 | .009
(*} STEEL 13-8PH pia/4 | 200 | 8020.7030.DX2 ) o5 | oos | 006 | 007 | 007 | 007
DIA/2 150 004 | 005 | 005 | 005 | 005 | .005
el 0.02** 150 06 | 022 | 030 | 042 | o040 | 05
— HASTETESYN\IIEVIXSPAL- DIA/B™ | 120 | gy 7030, Dx2 | 006 | 008 | 008 1009 1 009 | .009
Loy DIA/4*™ | 100 - 7990, 005 | 006 | 006 | 007 | .007 007
t DIA/2 75 004 | 005 | 005 | 005 | 005 | .005
J 0.02** 180 06 | 022 | 030 | 042 | o040 | 0%
TITANIUM DIA/8*™ | 170 006 | 008 | .08 | 009 | 009 | .009
I BAL-4V DiA/4~ | 150 | 8020.7800.DX2 | ons | o0 | 006 | 007 | 007 | 007
DIA/2 120 004 | 005 | 005 | 005 | 005 | .005
e 9o 00" | 700 024 | 030 | 035 | 048 | 056 | 064
— RON-CLASS ) DIA/8 500 | 00 k10 000 | 008 | 009 | 009 | o1 | o o
— 25’0 DIA/4™ | 400 K19, 006 | 007 | 007 | o008 | .008 008
40-45-50 DIA/2 400 005 | 006 | 006 | 006 | .006 006
e 0.02** 700 024 | 030 | 035 | 048 | 056 | 064
%ﬁ?'}%ﬁ%&iﬁT 1:‘0 DIA/&™ | 800 | (oo o pgy | 008 | 009 | 009 | 011 | 0] 011
— 1;’0 DIA/4* | 400 b NlIGs 006 | 007 | .07 | 008 | .008 008
— 65-45-12 DIA/2 400 005 | 006 | 006 | 006 | 006 | 006
s pucTie/noouar TN 700 024 | 030 | 035 | 048 | 086 064
. CAST IRON-GRADE ) DIA/B™ | 800 | o0 io pgg | 008 | 009 | 009 | 011 | N o
— 2;’5 DIA/4* | 400 K10, 006 | 007 | .07 | 008 | .008 008
80-55-06 DIA/2 400 005 | 006 | 006 | 006 | .006 006
== 002 | 1500+ 040 | 044 | 050 | 060 | 070 080
__j ALéJF';”AQlSJM DIA/B* | 1500+ | 1o oo | 016 | 016 | 016 | 015 | 015 | 05
BRONZE DIA/4™ | 1500+ L LR, 02 | o012 | o012 | 012 | 012 012
DIA/2 | 1500+ 010 | 00 | 010 | 010 | 010 010
)
’ e **FPT Adjusted to compensate for radial chip thinning FPT Above can be increased as Much as 50% depending upon application
l e Decrease SFM 20% when width of cut(WOC) Exceeds DIA/1.3 (3/4 of cutter DIA) or consider using single stage end mills or face
'J Mills-TE9OAP, TFM90AP;Insert APKT1705 in Multiple passes to desired depth
(*J
;_; @ TaeguTmill



perating guidelines for Z-Mill, Face Mills series TFM55HN
using HNCF100510-MR, -ML, -EM Inserts

BRINELL D.O.C. BEST GRADES™* FPT*

HIEENE] HARDNESS  (Depth Of Cut) BY PREFERENCE HNCF 100510

040

GRAY CAST 190
.100 850 6030, K10 006 ~ .014

IRON-CLASS TO
310 700 .006 ~ .014

40-45-50 220
max .040 2950 KB90 .003 ~ .006
040 900 .006 ~.017

DUCTILE/NODULAR 140
.100 750 6030, K10 .006 ~ .014

CAST IRON-GRADE TO
310 600 .006 ~ .014

65-45-12 190
max .040 2300 KB90 .003 ~ .006
040 700 .006 ~.017

DUCTILE/NODULAR 190
.100 600 6030, K10 .006 ~ .014

CAST IRON-GRADE TO
310 450 .006 ~ .014

80-55-06 225
max .040 1950 KB90 .003 ~ .006

e Reduce SFM by 20% when channel milling
e **Higher FPT reflects increase to compensate for 35 degree lead angle chip thinning.
e ***In order of preference, uncoated carbide reduce SFM 20% '! I
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TaeguTec Grade

rade Chart

ISO Rating

<10 | ka0 |

Grades«

Coating

Grain Size

Workpiece material

Malleable & Gray Cast Iron
over 220HB, Aluminum,

Feature

High Wear resistance

k10 92.8 Fine Non-ferrous alloys, Copper, i
) Uncoated Plastics, High-femp ailoys | O Miling
. High Shock Resistance,
R 3 PRI 917 Medium | Steels High Wear & Crater resistance
M30 - M40 Stainless steels, Alloy steels, | Wet or Dry Miling,
DX2 Uncoated 90.2 Fine ) High Mechanical Shock &
-3 Cast Iron, High-temp alloys | wear resistance
B - High Wear & Shock
= Steels, Mold Steels,
PN — , Resistance
CT5000 M15 - M30 Cermet 92.5 Fine Stainless steels, o )
. . for finishing to medium
NTO B N25 Cast iron & Aluminum o
- machining
o P25
O kos [ K15 | Steels, Mold Steels, High Wear Resistance
CT3000 M05 - M20 | Cermet 93.0 Fine Cast iron, Stainless steels | for finishing
- & Aluminum alloy application
-
_ CVD Dry Miling at high Speeds &
KT7300 EN 89.9 Coarse | Steels Lower FPT
- Malleable & Gray Cast Iron
-2 "
PVD , over 220HB, Aluminum, Dry & Wet Milling,
176030 - 1 92.8 Fine . .
iAIN Non-ferrous alloys, Copper, | High Wear Resistance
- Plastics, High-temp alloys
_ PVD . Dry Milling, High wear &
117030 AN 91.7 Medium | Steels Qo st D
& PVD . Alloy Steels, Dry Miling
117070 P20 [ P40 . 92.0 Med
P20 I pao TIAIN AU vold Steels,Cast Iron High wear resistance
M30 - M40
_ All purpose Grade,
o PVD 639 Stainless steels, Alloy steels, i i Mpechon'col & Shock
- . ' ; [ i
118020 TiCN i3 High-temp alloys, Cast Iron g
N15 | N30 resistance
-E
M20 - M40
All purpose Grade,
& P25 | pas | PVD Alloy Steels, Stainless steels,| purP ,
TT8030 ' 90.2 Fine , High Mechanical & Shock
- TIAIN High-temp alloys, Cast Iron|
resistance
s15 | 30
MI0 - M30
@ P15 M P35 Stainless steels, Alloy steels, | All purpose Grade,
TT9030 - - P.VD 92.8 Micro , "
k10 B K30 TIAIN High-temp alloys, Cast Iron | Dry & Wet milling
-E3
= Wet or Dry Miling, High
KT8600 PVD 2 Mold Steels, Cast Iron, Mech Iry W © gd
ko5 [ K20 . , [ lechanical Wear an
< TIAIN Mcto 1 siaintess steels

Thermal Shock resistance

@ TaeguTmill



lection Guide

. Wear . Wear Wear Wear
Wear Resisfance > | Resistonce > Wear Resistance > | Resistance > | Resistance > | Resistance
Direction ~«——— Toughness | <eToughness| <«————— Toughness | <e&— Toughness | —&— Toughness | <&— Toughness
of I | | |
ncrease ncrease ncrease ncrease
Use —~«—— Increase Feed Feed | € Increase Feed Feed Feed Feed
Increase Increase Increase Increase
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Ingersoll Cutting Tools for the Americas Ingersoll Cutting Tools for Europe

Marketing & Technology Center Marketing & Technology Center
845 S. Lyford Road Ingersoll Werkzeuge GmbH
Rockford, IL 61108-2749 U.S.A. Kalteiche-Ring 21-25

35708 Haiger, Germany
Tel: 815.387.6600

Fax: 815.387.6968 Tel: 02773.742 0
Email: info@ingersoll-imc.com Fax: 02773.742 812/814
Internet: www.ingersoll-imc.com Email: info@ingersoll-imc.de

Internet: www.ingersoll-imc.de
Ingersoll Cutting Tool Ltd.
4510 Rhodes Drive, Unit #100
Windsor, Ontario N8W 5K5, Canada

Tel: 519.974.1019
Fax: 519.974.2260

Ingersoll Cutting Tools de México S.A. de C.V.
Carr. Saltillo Monterrey Km. 5.5, Local 2y 3
Saltillo, Coahuila C.P. 25200, México

Tel: (844) 432.2546, (844) 432.2547
Fax: (844) 432.2544
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