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SEC-Sumi Dual Mill

TS Xseries
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Features

Superior Surface Finish

Incredible accuracy and superior finish are
achieved with use of ground inserts

Excellent Cutting Edge Strength and
Sharpness

Excellent cutting edge strength and sha ness
are possible due to angenhally mountedJinserts
and optimized cutting edge shape.

Wide Range of Product Offering

2 types of insert size, 3 types of chipbreaker,

'\ f “

W [

and a wide range of gra es available for use
in a variety of machining applications.

Series
Face mill

@Number in circle indicates the number of teeth

Type

Cat. No.

Series

Diameter Range (mm)

216

220

225

032

240

250|063

2800100

0125|0160

0200|0250

0315 Shape

TSX 08000RS

Standard Pitch

006

TSX 08000R

Standard Pitch

TSXF 08000RS

Extra-Fine Pitch

TSXF 08000R

Extra-Fine Pitch

TSX 13000RS

Standard Pitch

TSX 13000R

Standard Pitch

TSXM13000RS

Fine Pitch

TSXM13000R

Fine Pitch

6606
SHEI=0)
8066

TSXF 13000RS

Extra-Fine Pitch

TSXF 13000R

Extra-Fine Pitch

660000

0666009
OO0

TSX 08000E

Standard Pitch

TSXF 08000E

Extra-Fine Pitch

0

TSX 13000E

Standard Pitch

000

TSXM 13000E

Fine Pitch

0009

TSXF 13000E

Extra-Fine Pitch

00O 6 ©6 o0 o

060606 © 6 6 o
OC0OB600 © © 6 6

00000880

Repeater

@Number in circle indicates the number of effective teeth

* Different shank diameters in stock

Type

Cat. No.

Diameter Range (mm)

216

020

925

240

250

263

280

0100

9125

TSXR 08000RS

®0

(5]

TSXR 13000RS

3]

®0

006

00

TSXR 08000E

TSXR 13000E

©0 00




SEC-Sumi Dual Mill

TS X series

Achieved excellent squareness
Shoulder with high precision insert and
Squareness  optimized edge shape | 2
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Cutting width: 5mm

Machine: Vertical M/C BT50, Part Material: S50C
Tool: TSX 13100R, Insert: LNEX 130608PNER-G (ACP200)

Cutting conditions: v,=200m/min, £,=0.2mm/t, a,=5mm x 3 passes, a,=5mm Dry

e Optimized edge shape creates
Surface Finish superior surface finish

8.00

7.00

[ Ra | [ Rz | Surface Finish Comparison

6.00

5.00

TSX Series
Smooth Finish

4.00

3.00

Surface roughness (um)

2.00

1.00 -
0

TSX Series  Competitor A Competitor B TSX Series  Competitor A Competitor B

Competitor
Rough Finish

Machine: Vertical M/C BT50, Part Material: S50C
Tool: TSX 13100R, Insert: LNEX 130608PNER-G (ACP200)
Cutting conditions: v,=200m/min, f,=0.2mm/t, a,=3mm, a,.=60mm Dry

. TSX Series has extremely strong
Cutting Edge Strength cutting edge, allowing for high
efficiency machining
1 pass = 300 mm

Cutting length 4 passes 8 passes 12 passes
TSX Series

Competitor A Breakage

Competitor B | (===l

Machine: Vertical M/C BT50, Part Material: S50C
Tool: TSX 13100R, Insert: LNEX 130608PNER-G (ACP200)
Cutting conditions: v,=150m/min, f,=0.6mm/t (acceleration evaluation)

a,=3mm, a,=40mm Dry




SEC-Sumi Dual Mill

TS X series

Longer tool life and stability due to superior wear resistance

Tool Life

0.14

Competitor-A

/A

Competitor B

0.12

0.10

TSX-Series—

Flank wear (mm)

I I
20 40
Cutting time (min)

Machine: Vertical M/C BT50, Part Material: S50C
Tool: TSX 08025E, Insert: LNEX 080408PNER-G (ACP200)
Cutting conditions: v,=200m/min, £,=0.10mm/t, a,=2mm, a,=5mm

Applications

Face Milling Shoulder Milling

Slot Milling

*@32 mm or less is
recommended

Plunge Milling Helical Milling

v

% b

TSX Series
(After 60 minutes
milling)

Competitor A
(After 48 minutes
milling)

Competitor B
(After 60 minutes
milling)

Side Face Milling

Q&

Hole Expansion Milling

&

Ramping



SEC-Sumi Dual Mill

TS X series

Shoulder Milling Tool Selection Guide

TSX Series: accuracy V\éi)a(riﬁl‘eigz:

Ground insert

Surface
finish

High rake wave cutting edge

Shoulder accuracy

Chip control

Number of corners o

Cutting edge strength

DFC Series: WFX Series:
Economical general purpose

Six-cornered specification Four-cornered specification
on both sides on one side

% % %: Top recommendation

Surface Shoulder Cutting Chib control Number of | Cutting edge

finish accuracy Force P corners strength
TSX Series IS & & ¢ * % % * % %
DFC Series (I8 'S | * * * Jr *kk  Khkk

e orer S
* * * * * * %k * * *

*See DFC Series (IGETALLOY News No. 513), WEX Series (IGETALLOY News No. 452) and WFX Series (IGETALLOY News No. 491) for more information on individual products.




SEC-Sumi Dual Mill

TS Xseries

Insert Grades Selection Guide

ACP100/ACP200/ACP300 grades for steel machining, ACM200/ACM300 grades for stainless steel machining, and
ACK200/ACK300 grades for cast iron machining to cover a wide range of materials.

Material | Finishing to Light Cut Medium Cut Rough to Heavy Cut

lWACP100 Y Insert Size Comparison

k I ACP200_
A ls/ACP300

&

M ACM200 Y
s A ACM300
I/ ACK200 VY
Cast Iron ‘% ACK300 ‘ LNEX 13 Series
‘ LNEX 08 Series
} ACM200 Y
I
Exotic Alloy, A ec M300

The letters “C" and “P" at either end of each grade indicate coating type. V:CVD A:PVD

Coating Features
A New Super ZX Coat/Super ZX Coat (PVD: Physical Vapor Deposition)

Utilizes the "New Super ZX Coat" featuring thousands of ultra-thin layers on the nanometer scale (a nanometer is one
billionth of a meter), made possible with our proprietary thin layer coating technology and advanced nanotechnology.

Coating features

» Compared to conventional grades, the coating hardness
60 Super 2X Coat has been increased by 40% and the oxidization starting

\ \" temperature has been increased by 200°C.
50 - Super ZX Coat

N 4 Laminating » High speed, high efficiency machining of more than 1.5
i : a N\ cyele Up to times conventional grades is achieved with the hardened
40~ zX Coat b \ 10 nm .
\ coating layer.

\ ‘
sofOTien O\ \
q TIAIN \,
— TiN ™

Coating hardness (Gpa)

P 2x or better tool life than conventional grades.

New ACP200
20 New ACP300

\ ACM300

| | | | New ACK300
600 800 1,000 1,200
Starting Temperature for Oxidization (°C)  Cross Section of Coating (TEM Image)

V Super FF Coat (CVD: Chemical Vapor Deposition)

Both high reliability and superior wear resistance have been achieved with the ultra-fine coating particles and
coating stress control technology found in our proprietary CVD process used in the Super FF Coat.

Coating features

» Achieves excellent chipping resistance due to the
smoothness of the coating and our coating stress control

Coating Hardness: 30% higher
Super FF Coat Coating Surface Roughness:

3 £0% rotluction | | Alumina technology.
G 50 . . . .
= Y » High speed, high efficiency machining of more than 1.5
2 a0l times conventional grades is achieved with the hardened
é Q Conventional coating coating layer.
S TICN : :
§30r OO » 2x or better tool life than conventional grades.
o
= 20+ O New ACP100
3 ACM200 Y
© | | | | New ACK200 Substrate
005 010 015 020 o -
TIiCN Finished Surface Roughness Ra (um) Cross Section of Coating




SEC-Sumi Dual Mill

TS Xseries

Chipbreaker Lineup
Work Materials E @ [s B
L type G type H type
Chipbreaker
Features Low Cutting Force General Purpose Strong Edge

LNEX 08 Series 30° 15° .
Cutting Edge Figure :4 Not available

LNEX 13 Series < ? 25° 21°
Cutting Edge Figure

o 'L.ight cut, General to interrupted . Heavy cut, .
Applications low rigidity macr_unlng machining heavy interrupted machining
Low-burr design Hard materials

L7

Chipbreaker Selection Guide Series
Good Cat. No Corner Radius (mm)
; B R0.4 | R0.8 | R1.2 | R1.6 | R2.0 | R2.4 | R3.2
8 Lgncuting LNEXOS804OOPNER-L ® © @  ©
o
5 G , LNEX 08040OPNER-G| @ () (] ()
%) Heavy Cutting
LNEX 1306 0O0OPNER-L| @ o () o [ ) o o
General-purpose H
LNEX 1306 0O0OPNER-G| @ o () (] o o o
Cutting edge strength — Higher| LNEX 1306 COPNER-H| @ o o o @ o o




SEC-Sumi Dual Mill

TSX(F) 08000R(S) type Rako CERPY EOK NN SH

DCSFMS
DCB

KDP

-

_CBDP

Body (Standard Pitch)

Dimensions (mm)

St N Sl Diameter|52n9€ | Height [Hole Size| S{o2)in9 GB’e"’J"tiﬁg Mgggﬂq‘g Bolt Size|Bolt Size No. of |Weight
DC |DCSFMS| LF | DCB |[KWW | KDP |[CBDP| D1 | D2 Testh | (g
TSX 08040RS [ 40 33 40 | 16.0 | 84 | 56 18 14 9 4 0.21
}% TSX 08050RS [ ] 50 41 40 22.0 | 104 6.3 20 18 1 5 0.30
% TSX 08063RS [ ] 63 50 40 22.0 | 104 6.3 20 18 11 6 0.53
TSX 08080RS [) ‘80 55 50 | 270 | 124 | 70 22 20 14 7 | 099
Inch| TSX 08080R [ ] ‘80 55 50 25.4 9.5 6.0 25 20 14 7 1.00
Check the arbor attachment size (DCB) when selecting the cutter. Inserts are not included.
ﬁPlease use JIS B1176 hexagonal bolt (M12x30 to 35mm) for securing a @80mm cutter to the arbor. \

Body (Extra-Fine Pitch)

Dimensions (mm)

St N, Stock |DEmeter Ghange. | Height [Hole Size| 3{5eyind| SLooyingMBunting Boit size|Bolt Size No. of |Weight
DC |DCSFMS| LF | DCB |[KWW| KDP |[CBDP| D1 | D2 Teeth | (kg)
TSXF 08040RS ® 40 33 40 | 16.0 | 84 | 56 18 14 9 6 0.21
fg) TSXF 08050RS [ ) 50 41 40 22.0 | 104 6.3 20 18 1 8 0.31
g TSXF 08063RS o 63 50 40 22.0 10.4 6.3 20 18 1 10 0.54
TSXF 08080RS [ J ‘80 55 50 27.0 12.4 7.0 22 20 14 11 0.97
Inch| TSXF 08080R [ ] ‘80 55 50 25.4 9.5 6.0 25 20 14 11 0.98
Check the arbor attachment size (DCB) when selecting the cutter. Inserts are not included.
ﬁPlease use JIS B1176 hexagonal bolt (M12x30 to 35mm) for securing a @80mm cutter to the arbor. ‘

Identification Details TQX F 08 050 R S

Cutter Series  Extra-Fine  Insert Cutting Direction Metric
Pitch Size Diameter Bore

Anti-seizure
Screw Wrench Cream

5

BFTX0308IP|2.0| TRDRO8IP | SUMI-P

N-m Recommended Tightening Torque (N-m)



SEC-Sumi Dual Mill

TSX(F) 08000R(S) Type Rako

Inserts [ Steel (M) Stainless Steel [ Cast Iron [ Exotic Alloy
Grades Coating
High Speed/Light Cut (K] %4
Applications | General Purpose Cut B K] 4
Roughing Cut (K] ™4 Dimensions (mm) ,ﬂz
Cat. No. {E § g % % § % Corner Radius
22 RE
LNEX 080404PNER-L [ 3N 2N BN AN AX 0.4
LNEX 080408PNER-L ( BN BN BN AN AN} 0.8 .
LNEX 080412PNER-L o [ 2N 2N ) 1.2
LNEX 080416PNER-L () (K ) 1.6 i
LNEX 080404PNER-G oo 0o 00 00 0.4 —
LNEX 080408PNER-G oo 0o 0 o0 o000 0.8
LNEX 080412PNER-G oo 0o 0 0 00 1.2
LNEX 080416PNER-G oo 0o 0 0 00 1.6
Recommended Cutting Conditions
ISO|  Material Hardness Cdgi_ngggg%du‘r/; (_m’élg)l(n) Mii??doget‘};ﬁr%m—ml\jlgx. Grades
180 to 280HB 150- 225 -300 0.08- 0.20 -0.30
Carbon Steel ACP100
>280HB 75- 150 -230 0.08- 0.20 -0.30 |ACP200
Aloy Steel | 180t0 280HB | 100- 175 -250 0.08- 0.15 -0.25 |ACP300
220 to 280HB 90- 135 -180 0.08- 0.15 -0.25 | ACM200
Stainless Steel
>280HB 75- 125 -170 0.08- 0.15 -0.25 |ACM300
plaston/ | 250HB 150- 175 -250 0.08- 0.20 -0.30  |ASK339
Exotic Alloy — 30- 60 -90 0.05- 0.10 -0.15  |ASM200

- Adjust the above-mentioned recommended cutting conditions, as required by the mechanical and workpiece rigidity.
- The above is a guide for use with BT50.



SEC-Sumi Dual Mill

TSX 13000R(S) Type Rake

D1 D1

|
T

DC DC
it | In the case of TSX 13160RS
. *1: 066.7 *2: 4-014
Body (Standard Pitch) Dimensions ()
ot o, Stock |DEmeter Dange, | Height |Hole Size| /0oy CEaying|Mgunting| Bot size|Bolt Size |Bolt Size| No. of |Weight Fig
DC |DCSFMS| LF | DCB |[KWW/| KDP |[CBDP| D1 | D2 | D3 | 'eeth | (g
TSX 13040RS o 40 33 40 |16.0 8.4 5.6 | 18.0 14 9 — 3 0.20 1
TSX 13050RS [ ] 50 41 40 |22.0 10.4 6.3 | 20.0 18 1 = 4 0.30 1
TSX 13063RS [ ] 63 50 40 |22.0 10.4 6.3 | 20.0 18 11 — 5 0.50 1
TSX 13080RS o ‘80 55) 50 |27.0 12.4 70 | 22.0 20 14 — 5 0.92 1
-§ TSX 13100RS [ ] 100 70 50 |32.0 14.4 8.0 | 32.0 46 — — 6 1.35 3
2 | TSX 13125RS ® | 125 | 80 | 63 (400 | 164 | 9.0 | 29.0 | 52 | 29 = 7 | 255 | 1
TSX 13160RS o 160 130 63 |40.0 16.4 9.0 | 29.0 90 — — 8 4.97 5
TSX 13200RS o 200 160 63 |60.0 25.7 | 14.0 | 35.0 135 = = 12 6.20 5
TSX 13250RS o 250 180 63 |60.0 25.7 | 14.0 | 35.0 160 — — 14 9.35 5
TSX 13315RS [ J 315 240 63 |60.0 25.7 | 14.0 | 35.0 | 230 = = 16 16.42 6
TSX 13080R [ ] ‘80 55 50 |25.4 9.5 6.0 | 25.0 20 14 — 5 0.93 1
TSX 13100R o 100 70 63 [31.75 | 12.7 8.0 | 32.0 46 27 18 6 1.88 2
- TSX 13125R [ ) 125 80 63 [38.1 159 | 10.0 | 355 55 30 — 7 2.61 1
© | TSX 13160R o 160 100 63 |50.8 19.1 11.0 | 38.0 72 — — 8 4.18 4
~ | TSX 13200R [ ] 200 160 63 |47.625| 254 | 14.0 | 35.0 135 — — 12 6.36 5
TSX 13250R o 250 180 63 |47.625| 254 | 14.0 | 35.0 160 — — 14 9.60 5
TSX 13315R [ ) 315 240 63 |47.625| 254 | 14.0 | 35.0 | 230 — — 16 16.68 6
Check the arbor attachment size (DCB) when selecting the cutter. Inserts are not included.
@ *Please use JIS B1176 hexagonal bolt (280: M12x30 to 35mm, a100: M16x40 to 45mm) for securing a ©80/2100mm cutter to the arbor. |

Identification Details TQY 13 100 R S

Cutter Series Insert Cutting Direction Metric
Size Diameter Bore

Parts

Un-detachable Detachable wrench Seat Anti-seizure
wrench Handle grip Bit Cream

Applicable Cutters %\\\\\\\\ /ﬁ / @

TSX 13040RS
TSX 13050RS

TSX 13063RS
1% 1200000 - HPS1015 | TRB15IP _

TSX 13100RS

ToX 1319508 BFTX035101P| 3.0 SUMI-P
TSX 13160RS
TSX 13200RS
TSX 13250RS TRDR15IP - - TSXS13R
TSX 13315RS
TSX 13080R
TSX13100R — HPS1015 | TRB15IP
TSX 13125R
TSX 13160R BFTX035101P| 3.0 SUMI-P
TSX 13200R
TSX 13250R TRDR15IP - - TSXS13R
TSX 13315R

Screw

N-m) Recommended Tightening Torque (N-m)

10



SEC-Sumi Dual Mill

TSX 13000R(S) Type o 12mg0

Inserts [ Steel (M) Stainless Steel [ Cast Iron [ Exotic Alloy
Grades Coating
High Speed/Light Cut (K] VE|
Applications | General Purpose Cut B K] 4
Roughing Cut (K] Dimensions (mm)
Cat. No. § g § g g § § Corner Radius
22 RE
LNEX 130604PNER-L [ 3N 2N BN AN AX 0.4
LNEX 130608PNER-L ( BN BN BN AN AN} 0.8
LNEX 130612PNER-L o [ 2K 3K ) 1.2
LNEX 130616PNER-L () e o e 1.6
LNEX 130620PNER-L () e o e 2.0
LNEX 130624PNER-L () ( 2N 2N ) 2.4
LNEX 130632PNER-L () [ 2K 3K ) 3.2
LNEX 130604PNER-G [ AN BN BN BN AN BN ) 0.4 ©
LNEX 130608PNER-G [ 2K BN BN BN AN BK ) 0.8 o
LNEX 130612PNER-G [ AN BN BN BN AN BN ) 1.2
LNEX 130616PNER-G [ 2K BN BN BN AN BK ) 1.6
LNEX 130620PNER-G [ AN BN BN BN AN BN ) 2.0
LNEX 130624PNER-G [ 2K BN BN BE AN BK ) 2.4
LNEX 130632PNER-G o0 00 o o o 3.2
LNEX 130604PNER-H ® 00 o0 0.4
LNEX 130608PNER-H { 3N BN BN ) 0.8
LNEX 130612PNER-H o 0o 0 o0 1.2
LNEX 130616PNER-H ® 00 o0 1.6
LNEX 130620PNER-H { 3N 3N BN ) 2.0
LNEX 130624PNER-H ® 00 o0 2.4
LNEX 130632PNER-H (I K 3K 3.2
Recommended Cutting Conditions
5o Matora | Hariness | GiinaSpedv i | Feodsiate i) [ Grages
Carbon s | 18010 280HB|  150- 225 -300 0.10- 0.30 -0.40 | \~pi00
>280HB 75- 150 -230 0.10- 0.30 -0.40 |ACP200
Aloy Steel | 1800 280HB |  100- 175 -250 0.10- 025 -035 | ACP300
Staioss g 22010 280HB 90- 135 -180 0.10- 0.20 -0.30  |ACM200
ainless Steel
>280HB 75- 125 -170 0.10- 0.20 -0.30 |ACM300
plaston/ | 250HB 150- 175 -250 0.10- 0.30 -0.40 | ASK290
Exotic Alloy — 30- 60 -90 0.10- 0.15 -0.20  |ASM339

- Adjust the above-mentioned recommended cutting conditions, as required by the mechanical and workpiece rigidity.
- The above is a guide for use with BT50.

11



SEC-Sumi Dual Mill

TSXM 13000R(S) Type Rake

D1 D1

|
T

D1 DC DC
. o | In the case of TSXM 13160RS
. . *1: 066.7 *2: 4-014
BOdy (Flne PItCh) Dimensions (mm)
ot o, Stock |DEmeter Dange, | Height |Hole Size| /0oy CEaying|Mgunting| Bot size|Bolt Size |Bolt Size| No. of |Weight Fig
DC [DCSFMS| LF | DCB |[KWW| KDP |[CBDP| D1 | D2 | D3 | Teeth | (9
TSXM 13040RS o 40 33 40 |16.0 8.4 5.6 | 18.0 14 9 — 4 0.19 1
TSXM 13050RS [ ] 50 41 40 |22.0 10.4 6.3 | 20.0 18 1 — 5 0.28 1
TSXM 13063RS [ ) 63 50 40 |22.0 10.4 6.3 | 20.0 18 11 — 6 0.50 1
TSXM 13080RS o ‘80 55 50 |27.0 12.4 70 | 22.0 20 14 — 7 0.92 1
-§ TSXM 13100RS [ ] 100 70 50 |32.0 14.4 8.0 | 32.0 46 — — 8 1.36 3
g TSXM 13125RS o 125 80 63 |40.0 16.4 9.0 | 29.0 52 29 — 10 2.57 1
TSXM 13160RS o 160 130 63 |40.0 16.4 9.0 | 29.0 90 — — 12 5.02 5
TSXM 13200RS o 200 160 63 |60.0 25.7 14.0 | 35.0 135 — — 16 6.32 5
TSXM 13250RS o 250 180 63 |60.0 25.7 14.0 | 35.0 160 — — 20 9.42 5
TSXM 13315RS [ J 315 240 63 |60.0 25.7 14.0 | 35.0 230 — — 24 16.37 6
TSXM 13080R [ ] ‘80 55 50 |25.4 9.5 6.0 | 25.0 20 14 — 7 0.93 1
TSXM 13100R o 100 70 63 |31.75 12.7 8.0 | 32.0 46 27 18 8 1.90 2
= TSXM 13125R [ ) 125 80 63 [38.1 15.9 10.0 | 35.5 55 30 — 10 2.62 1
2 TSXM 13160R o 160 100 63 |50.8 19.1 11.0 | 38.0 72 — — 12 4.22 4
~ | TSXM 13200R [ ) 200 160 63 |47.625| 254 14.0 | 35.0 135 — — 16 6.48 5
TSXM 13250R o 250 180 63 |47.625| 25.4 14.0 | 35.0 160 — — 20 9.68 5
TSXM 13315R [ ) 315 240 63 |47.625| 25.4 14.0 | 35.0 230 — — 24 16.63 6
Check the arbor attachment size (DCB) when selecting the cutter. Inserts are not included.
@ *Please use JIS B1176 hexagonal bolt (280: M12x30 to 35mm, a100: M16x40 to 45mm) for securing a ©80/2100mm cutter to the arbor. |

Identification Details  TQYX M 13 100 R S

Cutter Series  Fine Pitch  Insert Cutting Direction Metric
Size Diameter Bore

Parts

Un-detachable Detachable wrench Seat Anti-seizure
wrench Handle grip Bit Cream

Applicable Cutters %\\\\\\\\ /ﬁ / @

TSXM 13040RS
TSXM 13050RS

TSXM 13063RS
TSXM 13080RS - HPS1015 | TRB15IP _

TSXM 13100RS

TEXM 13155R8 BFTX035101P| 3.0 SUMI-P
TSXM 13160RS
TSXM 13200RS
TSXM 13250RS TRDR15IP - - TSXS13R
TSXM 13315RS
TSXM 13080R
TSXM 13100R — HPS1015 | TRB15IP
TSXM 13125R
TSXM 13160R BFTX03510P| 3.0 SUMI-P
TSXM 13200R
TSXM 13250R TRDR15IP - - TSXS13R
TSXM 13315R

Screw

N-m) Recommended Tightening Torque (N-m)

12



SEC-Sumi Dual Mill

TSXM 13000R(S) Type = 12109

Inserts [ Steel (M) Stainless Steel [ Cast Iron [ Exotic Alloy
Grades Coating
High Speed/Light Cut (K] VE|
Applications | General Purpose Cut B K] 4
Roughing Cut (K] Dimensions (mm)
Cat. No. § g § g g § § Corner Radius
22 RE
LNEX 130604PNER-L [ 3N 2N BN AN AX 0.4
LNEX 130608PNER-L ( BN BN BN AN AN} 0.8
LNEX 130612PNER-L o [ 2K 3K ) 1.2
LNEX 130616PNER-L () e o e 1.6
LNEX 130620PNER-L () e o e 2.0
LNEX 130624PNER-L () ( 2N 2N ) 2.4
LNEX 130632PNER-L () [ 2K 3K ) 3.2
LNEX 130604PNER-G [ AN BN BN BN AN BN ) 0.4 ©
LNEX 130608PNER-G [ 2K BN BN BN AN BK ) 0.8 o
LNEX 130612PNER-G [ AN BN BN BN AN BN ) 1.2
LNEX 130616PNER-G [ 2K BN BN BN AN BK ) 1.6
LNEX 130620PNER-G [ AN BN BN BN AN BN ) 2.0
LNEX 130624PNER-G [ 2K BN BN BE AN BK ) 2.4
LNEX 130632PNER-G o0 00 o o o 3.2
LNEX 130604PNER-H ® 00 o0 0.4
LNEX 130608PNER-H { 3N BN BN ) 0.8
LNEX 130612PNER-H o 0o 0 o0 1.2
LNEX 130616PNER-H ® 00 o0 1.6
LNEX 130620PNER-H { 3N 3N BN ) 2.0
LNEX 130624PNER-H ® 00 o0 2.4
LNEX 130632PNER-H (I K 3K 3.2
Recommended Cutting Conditions
5o Matora | Hariness | GiinaSpedv i | Feodsiate i) [ Grages
Carbon s | 18010 280HB|  150- 225 -300 0.10- 0.30 -0.40 | \~pi00
>280HB 75- 150 -230 0.10- 0.30 -0.40 |ACP200
Aloy Steel | 1800 280HB |  100- 175 -250 0.10- 025 -035 | ACP300
Staioss g 22010 280HB 90- 135 -180 0.10- 0.20 -0.30  |ACM200
ainless Steel
>280HB 75- 125 -170 0.10- 0.20 -0.30 |ACM300
plaston/ | 250HB 150- 175 -250 0.10- 0.30 -0.40 | ASK290
Exotic Alloy — 30- 60 -90 0.10- 0.15 -0.20  |ASM339

- Adjust the above-mentioned recommended cutting conditions, as required by the mechanical and workpiece rigidity.
- The above is a guide for use with BT50.

13



SEC-Sumi Dual Mill

TSXF 13000R(S) Type Rake

Fig 1 Fig 2 Fig 3 Fig 4 Fig 5
DCSFMS
DCSFMS 066.7
o| DCB,, 0| DCB,
2| Kww 2| Kww 4-014
D1 D1
E DC DC
44|
Body (Extra-Fine Pitch) Dimensions ()
ot o, Stock |DEmeter Dange, | Height |Hole Size| /0oy CEaying|Mgunting| Bot size|Bolt Size |Bolt Size| No. of |Weight Fig
DC [DCSFMS| LF | DCB |[KWW| KDP |[CBDP| D1 | D2 | D3 | Teeth | (9
TSXF 13040RS o 40 33 40 16.0 8.4 5.6 | 18.0 14 9 — 5 0.18 1
TSXF 13050RS [ ] 50 41 40 22.0 10.4 6.3 | 20.0 18 1 — 6 0.29 1
o TSXF 13063RS [ ) 63 50 40 22.0 10.4 6.3 | 20.0 18 11 — 7 0.50 1
% TSXF 13080RS o ‘80 55 50 27.0 12.4 70 | 22.0 20 14 — 8 0.92 1
= | TSXF 13100RS [ J 100 70 50 |32.0 | 144 8.0 | 320 | 46 — — 10 134 | 3
TSXF 13125RS o 125 80 63 40.0 16.4 9.0 | 29.0 52 29 — 14 2.58 1
TSXF 13160RS [ ) 160 130 63 40.0 16.4 9.0 | 29.0 90 — — 16 5.08 5
TSXF 13080R [ ) ‘80 55 50 25.4 9.5 6.0 | 25.0 20 14 — 8 0.93 1
S TSXF 13100R o 100 70 63 31.75 | 12.7 8.0 | 32.0 46 27 18 10 1.88 2
£ | TSXF 13125R o 125 80 63 38.1 15.9 10.0 | 35.5 515 30 — 14 2.60 1
TSXF 13160R [ ) 160 100 63 50.8 19.1 11.0 | 38.0 72 — — 16 4.28 4
Check the arbor attachment size (DCB) when selecting the cutter. Inserts are not included.
@*Please use JIS B1176 hexagonal bolt (280: M12x30 to 35mm, @100: M16x40 to 45mm) for securing a @80/@100mm cutter to the arbor. |

Identification Details  TSYX F 13 100 R S

Cutter Series  Extra-Fine Insert Cutting Direction Metric
Pitch Size Diameter Bore
Screw Un-detachable Detachable wrench Anti-seizure
wrench Handle grip Bit Cream

Applicable Cutters \\\\\\ v 0
Ve %

TSXF 13040RS
TSXF 13050RS

TSXF 13063RS

TSXF 13080RS  [BFTXO310P[3.0] HPS1015 | TRB1SIP | gpp
TSXF 13100RS
TSXF 13125RS

TSXF 13160RS TRDR15IP — —
TSXF 13080R s

TSXF 13100R — HPS1015 | TRB15IP

TSXE 131258 BFTX03510IP| 3.0 SUMI-P
TSXF 13160R TRDR15IP — -

N-m) Recommended Tightening Torque (N-m)
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SEC-Sumi Dual Mill

TSXF 13000R(S) ype e 12:]gq.

Inserts [ Steel (M) Stainless Steel [ Cast Iron [ Exotic Alloy
Grades Coating
High Speed/Light Cut (K] VE|
Applications | General Purpose Cut B K] 4
Roughing Cut (K] Dimensions (mm)
Cat. No. § g § g g § § Corner Radius
22 RE
LNEX 130604PNER-L [ 3N 2N BN AN AX 0.4
LNEX 130608PNER-L ( BN BN BN AN AN} 0.8
LNEX 130612PNER-L o [ 2K 3K ) 1.2
LNEX 130616PNER-L () e o e 1.6
LNEX 130620PNER-L () e o e 2.0
LNEX 130624PNER-L () ( 2N 2N ) 2.4
LNEX 130632PNER-L () [ 2K 3K ) 3.2
LNEX 130604PNER-G [ AN BN BN BN AN BN ) 0.4 ©
LNEX 130608PNER-G [ 2K BN BN BN AN BK ) 0.8 o
LNEX 130612PNER-G [ AN BN BN BN AN BN ) 1.2
LNEX 130616PNER-G [ 2K BN BN BN AN BK ) 1.6
LNEX 130620PNER-G [ AN BN BN BN AN BN ) 2.0
LNEX 130624PNER-G [ 2K BN BN BE AN BK ) 2.4
LNEX 130632PNER-G o0 00 o o o 3.2
LNEX 130604PNER-H ® 00 o0 0.4
LNEX 130608PNER-H { 3N BN BN ) 0.8
LNEX 130612PNER-H o 0o 0 o0 1.2
LNEX 130616PNER-H ® 00 o0 1.6
LNEX 130620PNER-H { 3N 3N BN ) 2.0
LNEX 130624PNER-H ® 00 o0 2.4
LNEX 130632PNER-H (I K 3K 3.2
Recommended Cutting Conditions
5o Matora | Hariness | GiinaSpedv i | Feodsiate i) [ Grages
Carbon s | 18010 280HB|  150- 225 -300 0.10- 0.30 -0.40 | \~pi00
>280HB 75- 150 -230 0.10- 0.30 -0.40 |ACP200
Aloy Steel | 1800 280HB |  100- 175 -250 0.10- 025 -035 | ACP300
Staioss g 22010 280HB 90- 135 -180 0.10- 0.20 -0.30  |ACM200
ainless Steel
>280HB 75- 125 -170 0.10- 0.20 -0.30 |ACM300
plaston/ | 250HB 150- 175 -250 0.10- 0.30 -0.40 | ASK290
Exotic Alloy — 30- 60 -90 0.10- 0.15 -0.20  |ASM339

- Adjust the above-mentioned recommended cutting conditions, as required by the mechanical and workpiece rigidity.
- The above is a guide for use with BT50.
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SEC-Sumi Dual Mill

TSX(F) 08000E Type i &

Fig 1 Fig 2

(I || e [ a
LH LS
LF

LH LS
LF

Body (Standard Pitch) Dimensions ()

Diameter | piater| Langth | Largth | Longth | No. of | Weight| g;
Cat. No. Stock DS 1DMM I LH LS LF | Teeth | (ko) Fig

TSX 08016E o 16 16 25 75 100 2 0.13 1
TSX 08020E ) 20 20 30 80 | 110 2 | 022 | 1
TSX 08020E-16 ° 20 16 30 80 | 110 2 015 | 2
TSX 08025E () 25 25 30 90 120 3 0.40 1
o | TSX 08025E-20 ) 25 20 30 90 | 120 3 |02 | 2
% | TSX 08032E ) 32 32 30 90 | 120 3 | 067 | 1
= | TSX 08032E-25 ) 32 25 30 90 | 120 3 | 043 | 2
TSX 08040E ) 40 32 30 90 | 120 4 | 072 | 2
TSX 08050E ° 50 32 30 90 | 120 5 | 08 | 2
TSX 08063E ) 63 32 35 90 | 125 6 109 | 2
TSX 08080E ) 80 32 35 90 | 125 7 144 | 2

Inserts are not included.

Body (Extra-Fine Pitch) Dimensions (mr)
Diameter | piracter] Lanaih | Corots | Loatn | No. of | Weight| g

Cat. No. Stock 56 | DMM ™ LH LS LE Testh | (ko) Fig

TSXF 08020E ° 20 20 30 80 | 110 3 | 022 1
TSXF 08025E ° 25 25 30 90 | 120 4 | 040 | A
o | TSXF 08032E ) 32 32 30 90 | 120 5 | 067 | 1
% | TSXF 08040E ) 40 | 32 | 30 | 90 | 120 6 | 073 | 2
= | TSXF 08050E ° 50 32 30 90 | 120 8 | 08 | 2
TSXF 08063E () 63 32 35 90 125 10 1.10 2
TSXF 08080E ) 80 32 35 90 | 125 | 11 142 | 2

Inserts are not included.

Identification Details  TQYX F 08 032 E (-25)

Cutter Series  Extra-Fine  Insert Cutting Shank Shank
Pitch Size Diameter Type Diameter
Screw Wrench Anti-seizure

Cream

Applicable Cutters N
m)

TSX 08016E, TSX 08020E, TSXF 08020E | BFTX0306IP
TSX 08025E~80E, TSXF 08025E~80E | BFTX0308IP -0 TRDRO8IP SUMI-P

\S]

N-m) Recommended Tightening Torque (N-m)
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SEC-Sumi Dual Mill

TSX(F) 08000E Type o

Inserts [ Steel (M) Stainless Steel [ Cast Iron [ Exotic Alloy
Grades Coating
High Speed/Light Cut (K] %4
Applications | General Purpose Cut B K] 4
Roughing Cut (K] ™4 Dimensions (mm) ,ﬂz
Cat. No. {E § g % % § % Corner Radius
22 RE
LNEX 080404PNER-L [ 3N 2N BN AN AX 0.4
LNEX 080408PNER-L ( BN BN BN AN AN} 0.8 .
LNEX 080412PNER-L o [ 2N 2N ) 1.2
LNEX 080416PNER-L () (K ) 1.6 i
LNEX 080404PNER-G oo 0o 00 00 0.4 —
LNEX 080408PNER-G oo 0o 0 o0 o000 0.8
LNEX 080412PNER-G oo 0o 0 0 00 1.2
LNEX 080416PNER-G oo 0o 0 0 00 1.6
Recommended Cutting Conditions
ISO|  Material Hardness Cdgi_ngggg%du‘r/; (_m’élg)l(n) Mii??doget‘};ﬁr%m—ml\jlgx. Grades
180 to 280HB 150- 225 -300 0.08- 0.20 -0.30
Carbon Steel ACP100
>280HB 75- 150 -230 0.08- 0.20 -0.30 |ACP200
Aloy Steel | 180t0 280HB | 100- 175 -250 0.08- 0.15 -0.25 |ACP300
220 to 280HB 90- 135 -180 0.08- 0.15 -0.25 | ACM200
Stainless Steel
>280HB 75- 125 -170 0.08- 0.15 -0.25 |ACM300
plaston/ | 250HB 150- 175 -250 0.08- 0.20 -0.30  |ASK339
Exotic Alloy — 30- 60 -90 0.05- 0.10 -0.15  |ASM200

- Adjust the above-mentioned recommended cutting conditions, as required by the mechanical and workpiece rigidity.
- The above is a guide for use with BT50.
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SEC-Sumi Dual Mill

TSX(M/F) 13000E Type e 4

Fig 1
8 —= % %

LH LS

Body (Standard Pitch)

Dimensions (mm)

Diameter D%'%?’éér L'Qﬁg?h Egr%}h Lg‘r’@'h No. of | Weight |
Cat. No. Stock DS 1DMM I LH LS LF | Teeth | (ko) Fig
TSX 13025E [ 25 25 35 85 120 2 0.38 1
TSX 13032E () 32 32 35 85 120 2 0.66 1
£ | TSX 13040E ) 40 32 30 90 120 3 0.71 2
2 | TSX 13050E ® | 50 | 32 | 30 | 9 | 120 | 4 | o081 | 2
TSX 13063E o 63 32 35 90 125 5 1.08 2
TSX 13080E ) 80 32 35 90 125 5 140 | 2
Inserts are not included.
BOdy (Flne PItCh) Dimensions (mm)
Diameter | siracter] Lanaih | Corets | Loatn | No. of | Weight| e
Cat. No. Stock BC oMM | LH LS LE | Testh | (ko) Fig
TSXM 13032E [ 32 32 35 85 120 3 0.65 1
o | TSXM 13040E () 40 32 30 90 120 4 0.71 2
5 | TSXM 13050E ) 50 32 30 90 | 120 5 | 080 | 2
= | TSXM 13063E ) 63 32 35 90 | 125 6 107 | 2
TSXM 13080E ) 80 32 35 90 125 7 1.41 2
Inserts are not included.
Body (Extra-Fine Pitch) Dimensions ()
Diameter |savantc,| ('aeadt, | St | Looath | No. of |Weight| e
Cat. No. Stock 5G| DMM ™ LH LS LE | Testh | (ko) Fig
TSXF 13040E [ 40 32 30 90 120 5 070 | 2
£ | TSXF 13050E () 50 32 30 90 120 6 080 | 2
2 | TSXF 13063E ® | 63 | 32 | 3 | 9 | 125 | 7 | 107 | 2
TSXF 13080E () 80 32 35 90 125 8 1.42 2

Inserts are not included.

Identification Details  TQY M 13 050 E

Cutter Series  MFine Pitch  Insert Cutting Shank
F:Extra-Fine  Size Diameter Type
Pitch

Parts
Anti-seizure

Screw Wrench Cream

@/ %

BFTX03510IP| 3.0| TRDR15IP | SUMI-P

N-m) Recommended Tightening Torque (N-m)
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SEC-Sumi Dual Mill

TSX(M/P) 13000ETpe 2.0y

Inserts [ Steel (M) Stainless Steel [ Cast Iron [ Exotic Alloy
Grades Coating
High Speed/Light Cut (K] VE|
Applications | General Purpose Cut B K] 4
Roughing Cut (K] Dimensions (mm)
Cat. No. § g § g g § § Corner Radius
22 RE
LNEX 130604PNER-L [ 3N 2N BN AN AX 0.4
LNEX 130608PNER-L ( BN BN BN AN AN} 0.8
LNEX 130612PNER-L o [ 2K 3K ) 1.2
LNEX 130616PNER-L () e o e 1.6
LNEX 130620PNER-L () e o e 2.0
LNEX 130624PNER-L () ( 2N 2N ) 2.4
LNEX 130632PNER-L () [ 2K 3K ) 3.2
LNEX 130604PNER-G [ AN BN BN BN AN BN ) 0.4 ©
LNEX 130608PNER-G [ 2K BN BN BN AN BK ) 0.8 o
LNEX 130612PNER-G [ AN BN BN BN AN BN ) 1.2
LNEX 130616PNER-G [ 2K BN BN BN AN BK ) 1.6
LNEX 130620PNER-G [ AN BN BN BN AN BN ) 2.0
LNEX 130624PNER-G [ 2K BN BN BE AN BK ) 2.4
LNEX 130632PNER-G o0 00 o o o 3.2
LNEX 130604PNER-H ® 00 o0 0.4
LNEX 130608PNER-H { 3N BN BN ) 0.8
LNEX 130612PNER-H o 0o 0 o0 1.2
LNEX 130616PNER-H ® 00 o0 1.6
LNEX 130620PNER-H { 3N 3N BN ) 2.0
LNEX 130624PNER-H ® 00 o0 2.4
LNEX 130632PNER-H (I K 3K 3.2
Recommended Cutting Conditions
5o Matora | Hariness | GiinaSpedv i | Feodsiate i) [ Grages
Carbon s | 18010 280HB|  150- 225 -300 0.10- 0.30 -0.40 | \~pi00
>280HB 75- 150 -230 0.10- 0.30 -0.40 |ACP200
Aloy Steel | 1800 280HB |  100- 175 -250 0.10- 025 -035 | ACP300
Staioss g 22010 280HB 90- 135 -180 0.10- 0.20 -0.30  |ACM200
ainless Steel
>280HB 75- 125 -170 0.10- 0.20 -0.30 |ACM300
plaston/ | 250HB 150- 175 -250 0.10- 0.30 -0.40 | ASK290
Exotic Alloy — 30- 60 -90 0.10- 0.15 -0.20  |ASM339

- Adjust the above-mentioned recommended cutting conditions, as required by the mechanical and workpiece rigidity.
- The above is a guide for use with BT50.
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SEC-Sumi Dual Mill

TSXR 08000RS)Type o & T ek s

CBDP

KDP

KWW

I~

DCB
DCSFMS

Dimensions (mm)

ot No. ook | Dameter "B Lnge | Height |Hole Size| {5t GRovingMBUhg ot ize| ot Size| ot [ ey i

DC |APMX|DCSFMS| LF | DCB |[KWW | KDP |[CBDP| D1 | D2 |™®" Teeth | (kg)

TSXR 08032RS3416202| @ 32 34 33 55 16.0 84| 56 | 180 | 14 9 10| 5 | 2 [0.17

o | TSXR 08040RS4016203| @ 40 40 37 60 | 16.0 | 84 | 56 | 180 | 14 9 18| 6 | 3 |032
% | TSXR 08050RS5422703| @ 50 54 47 75 | 22.0 | 104 | 63 | 20.0 | 18 11 | 24| 8 | 3 070
= | TSXR 08050RS5422204| @ 50 54 47 75 | 22,0 | 104 | 6.3 | 20.0 | 18 1 32| 8 | 4 |0.68
TSXR 08063RS6027Z05| @ 63 60 60 80 | 27.0 | 124 | 7.0 | 22.0 | 20 14 |45| 9 | 5 [125

Inserts are not included.

Identification Details  TGXR 08 050 R S 54 22 Z03

Cutter Series Insert Cutting Direction Metric Max.Depth  Hole Size Effective
Size Diameter Bore of Cut Teeth
Parts
Anti-seizure
Screw Wrench Bolt Cream
Applicable Cutters N
Pp! \\\\
V @
N-m)
TSXR 08032RS3416202 BX0845
TSXR 08040RS4016Z03 BX0850
TSXR 08050RS5422703 |BFTX03081P| 2.0| TRDRO8IP BX1060 SUMI-P
TSXR 08050RS5422704
TSXR 08063RS6027205 BX1265

N-m) Recommended Tightening Torque (N-m)
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SEC-Sumi Dual Mill

TSXR 08000RS)Type o 4] go |9

Inserts [ Steel (M) Stainless Steel [ Cast Iron [ Exotic Alloy
Grades Coating
High Speed/Light Cut K] Ve
Applications | General Purpose Cut B (K] VE|
Roughing Cut (K] ™4 Dimensions (mm) ,ﬂz
Cat. No. § § g % % § % Corner Radius
2L RE
LNEX 080404PNER-L o e 00 o o 0.4
LNEX 080408PNER-L e e 0o o o o 0.8 1
LNEX 080412PNER-L () e 0o e 1.2
LNEX 080416PNER-L () e 0o e 1.6 i
LNEX 080404PNER-G ( 2N AN BN BK BN AN ) 0.4 —
LNEX 080408PNER-G ( 2N AN BN BN BN AN ) 0.8
LNEX 080412PNER-G (2 AN BN BK BN AN ) 1.2
LNEX 080416PNER-G ® 00 0 o o o 1.6
- Use the inserts RE < 0.8mm exept for the tip blade.
Recommended Cutting Conditions
g Cutting Speed v. (m/min Feed Rate £, (mm/t
IS0 Material Hlardness Min. - Ogtimum(— v | M Optimursu i, | Grades
180 to 280HB 110- 200 -280 0.10- 0.20 -0.30
Carbon Steel ACP100
>280HB 70- 135 -200 0.10- 0.20 -0.30 ACP200
Aloy Steel | 1800 280HB | 90- 155 -220 0.10- 0.15 -0.25 | ACP300
220 to 280HB 90- 135 -180 0.10- 0.15 -0.25 ACM200
Stainless Steel
>280HB 70- 115 -160 0.10- 0.15 -0.25 |ACM300
plaston/ | 250HB 125- 175 -225 0.10- 0.20 -0.30 | ASK299
Exotic Alloy — 30- 60 -90 0.05- 0.10 -0.15  |A&M200

- Adjust the above-mentioned recommended cutting conditions, as required by the mechanical and workpiece rigidity.
- The above is a guide for use with BT50.
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SEC-Sumi Dual Mill

TSXR 13000R©)Type o~ 7

CBDP

KDP

DC

D1

D2
5|

KWW

A

DCB
DCSFMS

BOdy Dimensions (mm)
ot No. ook | Dameter "B Lnge | Height |Hole Size| {5t GRovingMBUhg ot ize| ot Size| ot [ ey i
DC |APMX|DCSFMS| LF | DCB |[KWW | KDP |[CBDP| D1 | D2 |™®" Teeth | (kg)
TSXR 13040RS4116202| @ 40 41 37 60 16.0 | 84 | 56 | 18.0 14 9 | 8] 4| 2 |031
TSXR 13050RS6022203 | @ 50 60 47 80 | 22.0 | 104 | 6.3 | 20.0 18 11 | 18| 6 | 3 |0.66
TSXR 13063RS5027203| @ 63 50 60 | 75 | 27.0 | 124 | 70 | 220 | 20 14 | 15| 5 | 3 | 112
o |TSXR 13063RS6027204| @ 63 60 60 80 | 27.0 | 124 | 70 | 220 | 20 14 |24 | 6 | 4 | 115
5 | TSXR 13080RS6032204| @ 80 60 77 80 | 320 | 144 | 80 | 260 | 25 18 |24 | 6 | 4 |2.06
= | TSXR 13080RS6032205| @ 80 60 77 80 | 320 | 144 | 80 | 26.0 | 25 18 | 30| 6 | 5 |2.04
TSXR 13100RS6040205| @ 100 60 88 | 85 | 40.0 | 164 | 9.0 | 29.0 | 32 21 | 30| 6 | 5 |3.45
TSXR 13100RS6040206| @ 100 60 88 85 | 40.0 | 16.4 | 9.0 | 29.0 | 32 21 |3 | 6 | 6 |3.44
TSXR 13125RS6040207| @ 125 60 | 100 85 | 40.0 | 16.4 | 9.0 | 29.0 | 32 21 |42 | 6 | 7 |5.63

Inserts are not included.

Identification Details TGXR 13 050 R S 60 22 Z03

Cutter Series Insert Cutting Direction Metric Max.Depth  Hole Size Effective
Size Diameter Bore of Cut Teeth
Parts
Un-detachable Detachable wrench Anti-seizure
Screw wrench Handle grip Bit Bolt Cream
Applicable Cutters N
A
S v
\

TSXR 13040RS4116202 BX0850
TSXR 13050RS6022Z03 BX1060
TSXR 13063RS5027203 - HPS1015 TRB15IP BX1260
TSXR 13063RS6027204 BX1265
TSXR 13080RS6032204 |BFTX03510IP| 3.0 BX1660 SUMI-P
TSXR 13080RS6032Z05
TSXR 13100RS6040Z05 TRDR15IP - -
TSXR 13100RS6040206 BX2065
TSXR 13125RS6040Z07

N-m) Recommended Tightening Torque (N-m)
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SEC-Sumi Dual Mill

TSXR 13000R(S) Type o*”

SEVEH Radial [-23°t0-15°
Angle

Inserts [ Steel (M) Stainless Steel [ Cast Iron [ Exotic Alloy
Grades Coating
High Speed/Light Cut B (K] VE
Applications | General Purpose Cut B (K] VE
Roughing Cut (K] Dimensions (mm)
Cat. No. {% é § g § § § Corner Radius
2L RE
LNEX 130604PNER-L [ BN BN AN BN BN ) 0.4
LNEX 130608PNER-L [ BN BN AN BN NN ) 0.8
LNEX 130612PNER-L [ J [ BN BN ) 1.2
LNEX 130616PNER-L () e e e 1.6
LNEX 130620PNER-L (] o e e 2.0
LNEX 130624PNER-L () o o e 2.4
LNEX 130632PNER-L [ J [ 2K 3K ) 3.2
LNEX 130604PNER-G ( AN AN BN BN BN BN J 0.4 ©
LNEX 130608PNER-G (AN AN BN BN BN BN J 0.8 Qi
LNEX 130612PNER-G ( AN AN BN BN BN BN J 1.2
LNEX 130616PNER-G (AN AN AN BN BN BN J 1.6
LNEX 130620PNER-G [ BN BN AN NN NN BN J 2.0
LNEX 130624PNER-G (AN AN AN BN BN BN J 2.4
LNEX 130632PNER-G (KKK K 2K 3K ) 3.2
LNEX 130604PNER-H o 0o 0o o 0.4
LNEX 130608PNER-H ® 0o 0 o 0.8
LNEX 130612PNER-H ® 00 o0 12
LNEX 130616PNER-H e e o o 1.6
LNEX 130620PNER-H [ BN BN AN J 2.0
LNEX 130624PNER-H o e 0o o 2.4
LNEX 130632PNER-H [ I 3K 2K ) 3.2

- Use the inserts RE < 0.8mm exept for the tip blade.

Recommended Cutting Conditions

q Cutting Speed v (M/min) Feed Rate f, (mm/t
G lstanizl flrdness Min. —Optimum - Max. | Min. - Optimur(n i, | Grades

180 to 280HB 110- 200 -280 0.10- 0.20 -0.30
Carbon Steel ACP100
>280HB 70- 135 -200 0.10- 0.20 -0.30 |ACP200
Alloy Steel | 180 to 280HB 90- 155 -220 0.10- 0.15 -0.25 |ACP300
220 to 280HB 90- 135 -180 0.10- 0.15 -0.25  |ACM200

Stainless Steel

>280HB 70- 115 -160 0.10- 0.15 -0.25 |ACM300
plaston/ | 250HB 125- 175 -225 0.10- 0.20 -0.30 |ASK239
Exotic Alloy — 30- 60 -90 0.05- 0.10 -0.15  |ASM209

- Adjust the above-mentioned recommended cutting conditions, as required by the mechanical and workpiece rigidity.

- The above is a guide for use with BT50.
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SEC-Sumi Dual Mill

TSXR 08000E type o/ Fake FIEP B

=
=
a
LS
LF
BOdy Dimensions (mm)
! Max.Depth| Shank | Head | Shank | Total .
Cat. No Stock Diameter ofCu§J Diameter| Length | Length | Length | Total |gyeng Effective Weight
. . Teeth [°1€PS| Teeth (kg)
DC |APMX| DMM | LH LS LF

TSXR 08020E2120201 | @ 20 21 20 30 80 10 | 3 | 3 | 1 |0.22
£ | TSXR 08025E2725202 | @ 25 27 25 35 90 125 | 8 | 4 | 2 |0.39
2 | TSXR 08032E3432202 | @ 32 34 32 50 90 140 |10 | 5 | 2 |0.74

TSXR 08040E4032Z03 | @ 40 40 32 60 90 150 | 18 | 6 | 3 [0.92

Inserts are not included.

Identification Details TQ YR 08 025 E 27 25 Z02

Cutter Series Insert Cutting Shank  Max.Depth Shank Effective
Size Diameter Type of Cut Diameter Teeth

Parts
Screw Wrench Aﬂg-rseZirznure
D
S
Y @
-m)

BFTX0308IP|2.0| TRDRO8IP | SUMI-P

@ Recommended Tightening Torque (N-m)
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SEC-Sumi Dual Mill

TSXR 08000E Type o#” B

Inserts [ Steel (M) Stainless Steel [ Cast Iron [ Exotic Alloy
Grades Coating
High Speed/Light Cut K] Ve
Applications | General Purpose Cut B (K] VE|
Roughing Cut (K] ™4 Dimensions (mm) ,ﬂz
Cat. No. § § g % % § % Corner Radius
2L RE
LNEX 080404PNER-L o e 00 o o 0.4
LNEX 080408PNER-L e e 0o o o o 0.8 1
LNEX 080412PNER-L () e 0o e 1.2
LNEX 080416PNER-L () e 0o e 1.6 i
LNEX 080404PNER-G ( 2N AN BN BK BN AN ) 0.4 —
LNEX 080408PNER-G ( 2N AN BN BN BN AN ) 0.8
LNEX 080412PNER-G (2 AN BN BK BN AN ) 1.2
LNEX 080416PNER-G ® 00 0 o o o 1.6
- Use the inserts RE < 0.8mm exept for the tip blade.
Recommended Cutting Conditions
g Cutting Speed v. (m/min Feed Rate £, (mm/t
IS0 Material Hlardness Min. - Ogtimum(— v | M Optimursu i, | Grades
180 to 280HB 110- 200 -280 0.10- 0.20 -0.30
Carbon Steel ACP100
>280HB 70- 135 -200 0.10- 0.20 -0.30 ACP200
Aloy Steel | 1800 280HB | 90- 155 -220 0.10- 0.15 -0.25 | ACP300
220 to 280HB 90- 135 -180 0.10- 0.15 -0.25 ACM200
Stainless Steel
>280HB 70- 115 -160 0.10- 0.15 -0.25 |ACM300
plaston/ | 250HB 125- 175 -225 0.10- 0.20 -0.30 | ASK299
Exotic Alloy — 30- 60 -90 0.05- 0.10 -0.15  |A&M200

- Adjust the above-mentioned recommended cutting conditions, as required by the mechanical and workpiece rigidity.
- The above is a guide for use with BT50.
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SEC-Sumi Dual Mill

TSXR 13000E Type o —_ NNSH

=
2 ) =
L
APMX
LH LS
LF
BOdy Dimensions (mm)
! Max.Depth| Shank | Head | Shank | Total .

Diameter ofCu§J Diameter| Length | Length | Length |Total|gye Effective Weight

Cat. No. Stock Teeth | (kg)

DC |APMX|DMM | LH LS LF |

TSXR 13040E4132202 | @ 40 41 32 60 90 | 150 | 8 | 4 | 2 [0.91
TSXR 13050E6042Z03 | @ 50 60 42 80 90 170 |18 | 6 | 3 | 1.74

Metric

Inserts are not included.

|dentification Details TQYXR 13 050 E 60 42 Z03

Cutter Series Insert Cutting Shank  Max.Depth Shank Effective
Size Diameter Type of Cut Diameter Teeth

Parts
Screw Wrench Aﬂg-rseZirznure
D
S
Y @

BFTX03510IP| 3.0| TRDR15IP | SUMI-P

N-m Recommended Tightening Torque (N-m)
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SEC-Sumi Dual Mill

AEUCH Radial |-23° t0-18°|8144 g,
Angle

TSXR 13000EType d‘(”u

Inserts [ Steel (M) Stainless Steel [ Cast Iron [ Exotic Alloy
Grades Coating
High Speed/Light Cut B (K] VE
Applications | General Purpose Cut B (K] VE
Roughing Cut (K] Dimensions (mm)
Cat. No. {% é § g § § § Corner Radius
2L RE
LNEX 130604PNER-L [ BN BN AN BN BN ) 0.4
LNEX 130608PNER-L [ BN BN AN BN NN ) 0.8
LNEX 130612PNER-L [ J [ BN BN ) 1.2
LNEX 130616PNER-L () e e e 1.6
LNEX 130620PNER-L (] o e e 2.0
LNEX 130624PNER-L () o o e 2.4
LNEX 130632PNER-L [ J [ 2K 3K ) 3.2
LNEX 130604PNER-G ( AN AN BN BN BN BN J 0.4 ©
LNEX 130608PNER-G (AN AN BN BN BN BN J 0.8 Qi
LNEX 130612PNER-G ( AN AN BN BN BN BN J 1.2
LNEX 130616PNER-G (AN AN AN BN BN BN J 1.6
LNEX 130620PNER-G [ BN BN AN NN NN BN J 2.0
LNEX 130624PNER-G (AN AN AN BN BN BN J 2.4
LNEX 130632PNER-G (KKK K 2K 3K ) 3.2
LNEX 130604PNER-H o 0o 0o o 0.4
LNEX 130608PNER-H ® 0o 0 o 0.8
LNEX 130612PNER-H ® 00 o0 12
LNEX 130616PNER-H e e o o 1.6
LNEX 130620PNER-H [ BN BN AN J 2.0
LNEX 130624PNER-H o e 0o o 2.4
LNEX 130632PNER-H [ I 3K 2K ) 3.2

- Use the inserts RE < 0.8mm exept for the tip blade.

Recommended Cutting Conditions

q Cutting Speed v (M/min) Feed Rate f, (mm/t
G lstanizl flrdness Min. —Optimum - Max. | Min. - Optimur(n i, | Grades

180 to 280HB 110- 200 -280 0.10- 0.20 -0.30
Carbon Steel ACP100
>280HB 70- 135 -200 0.10- 0.20 -0.30 |ACP200
Alloy Steel | 180 to 280HB 90- 155 -220 0.10- 0.15 -0.25 |ACP300
220 to 280HB 90- 135 -180 0.10- 0.15 -0.25  |ACM200

Stainless Steel

>280HB 70- 115 -160 0.10- 0.15 -0.25 |ACM300
plaston/ | 250HB 125- 175 -225 0.10- 0.20 -0.30 |ASK239
Exotic Alloy — 30- 60 -90 0.05- 0.10 -0.15  |ASM209

- Adjust the above-mentioned recommended cutting conditions, as required by the mechanical and workpiece rigidity.

- The above is a guide for use with BT50.
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SEC-Sumi Dual Mill

TS Xseries

K SEC-Sumi Dual Mill TSX Series Repeater Design Contact Sheet (1) 3}

Select a specialized shape and fill out the dimensions in the boxes., | €ompany name/contact information
Once you have filled this form out please contact your nearest Sumitomo Sales
Office or authorized distributor.
Please include necessary additional infomation (different shapes, dimensions, etc.)
Standard Specifications
: Diameter| ozt | Total Max. | Specifications
Applicable (mm) M| umber Number | Effective
Inserts of Steps | No. of
DC | APMX |of Teeth Teeth | Shell Type |Shank Type
20 21 3 3 1 O
25 27 8 4 2 O
LNEX08 32 34 10 5 2 O O
(See P.9) 40 40 18 6 3 O O
50 54 32 8 4 O
63 60 45 9 5 O
40 41 8 4 2 O O
50 60 18 6 3 O @)
LNEX13 63 60 24 6 4 O
(See P. 11) 80 60 30 6 5 O
100 60 36 6 6 O
125 60 42 6 7 O
D SLELLGLY Y Based on the standard specifications above, fill in the required special dimensions
<
DI I N & i e =
a =
- o
J, _J
RE
T sl |
;I

Included Parts

Anti-seizure
Screw Wrench Cream

S All other blades RE < 0.8mm.

&

D - Required effective no. of teeth: E
- Coolant holes: YesD NOD

- Tip blade corner radius (RE) can be selected.
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SEC-Sumi Dual Mill

TS Xseries

K SEC-Sumi Dual Mill TSX Series Repeater Design Contact Sheet (2) J

Company name/contact information

Select a specialized shape and fill out the dimensions in the boxes.
Once you have filled this form out please contact your nearest Sumitomo Sales

Office or authorized distributor.
Please include necessary additional infomation (different shapes, dimensions, etc.)

D SIEIRY/elsl Please refer to the standard specifications on P. 28 when filling out.
CBDP

ko |

__________________________________

il

=
)
=

:

|
DCSFMS| |

______________________________

oca[ |

RE

]

D I\jelol@YjolsY Please refer to the standard specifications on P. 28 when filling out.

-

Interface E

el
NI

\ﬁ
S

- Tip blade corner radius (RE) can be selected.

Included Parts

Anti-seizure

29

All other blades RE < 0.8mm.

Screw Wrench Bolt Cream
S S . i ; .
@\\\\\\ / f Required effective no. of teeth: E
“Shelltype only - Coolant holes: Yes D No D



SEC-Sumi Dual Mill

TS Xseries

IK SEC-Sumi Dual Mill TSX Series Side Cutter Design Contact Sheet 3

Select a specialized shape and fill out the dimensions in the boxes. | Company name/contact information
Once you have filled this form out please contact your nearest Sumitomo Sales
Office or authorized distributor.

Please include necessary additional infomation (different shapes, dimensions, etc.)

Insert Series (Left-Handed)

Cat. No. Corner Radius (mm) CW size standard specifications
R0.4 | R0.8| R1.2 | R1.6 | R2.0 | R2.4 | R3.2 14mm LNEX 08 (see P. 9)
LNEXOS04OOPNEL-L| ] | OJ | L] O | = | = | — 18 to 22mm LNEX 13 (see P. 11)

LNEX 08040OPNEL-G| [ | [] | [0 | [0 | — | — | —
LNEX13060C0OPNEL-L| [ | [ | (0 | OO | OO | OO | O

*CW sizes above those stated here use a multi-stage design.

LNEX130600PNEL-G| (] | [J | O | O | O | O | O Included Parts
[ I mark indicates left-handed available as made-to-order product. — mark indicates not available. Anti-seizure
[Specialized Insert Support] Screw Wrench Cream

LNEX 08 corner radius (RE) = 0.4 to 1.6mm
LNEX 13 corner radius (RE) = 0.4 to 3.2mm, support for left and right handed operation.
(After processing, the shape of the corner radius can differ from the corner RE size of the installed insert.)

/=X

@)
2

/Q

DC

-/ GEREETD w1 [/l

DC

ceopl___|

- Required effective no. of teeth: E
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SEC-Sumi Dual Mill

TS Xseries

K SEC-Sumi Dual Mill TSX Series Specialized Design Contact Sheet

Company name/contact information

Select a specialized shape and fill out the dimensions in the boxes.
Once you have filled this form out please contact your nearest Sumitomo Sales
Office or authorized distributor.

Please include necessary additional infomation (different shapes, dimensions, etc.)

Insert Series (Left-Handed)

Cat. No. Corner Radius (mm) CW size standard specifications
R0.4| R0.8 |R1.2| R1.6 | R2.0 | R2.4| R3.2 1amm INEX 08 (55 P. G|
LNEXOBO400PNEL-L) [ | O | O O | = | = | — 18 to 22mm LNEX 13 (see P. 11)

LNEX0804COPNEL-G| [] | ] | [ | OO | — | — | —
LNEX 1306 00OPNEL-L | [] ] ] ] ] O O
LNEX13060CPNEL-G| (] | O | O | O | O | O | O Included Parts
[ I mark indlicates left-handed available as made-to-order product. — mark indicates not available.
[Specialized Insert Support]

LNEX 08 corner radius (RE) = 0.4 to 1.6mm D
LNEX 13 corner radius (RE) = 0.4 to 3.2mm, support for left and right handed operation. Q\\\\\
(After processing, the shape of the corner radius can differ from the corner RE size of the installed insert.)

B S0t o)

*CW sizes above those stated here use a multi-stage design.

Anti-seizure

Screw Wrench Cream

on_ |

|
\
pmml_ |

DC

cw___ |2l | sl |
L]

- Required effective no. of teeth: E - Coolant holes: YesD NOD

* Angled cutters, high feed cutters, bore cutters, etc. are also available.
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Application Examples

SCM440 Mechanical Parts Sumitomo Conventional SUS304L Guide Sumitomo Conventional
M/C:BT30 Tool TSXF 08020E | Vertical 4 corner M/C:BT50 Tool TSXM 13125RS -
Grade ACP200 — Grade ACM200 —
() 8 | Chipbreaker G B Chipbreaker L -
Tool diameter (mm) 20 20 Tool diameter (mm) 125 125
No. of teeth 3 3 No. of teeth 10 8
V¢ (m/min) 270 270 V¢ (m/min) 70 70
Vi (mm/min) 650 650 V¢ (mm/min) 80 40
f, (mm/t) 0.05 0.05 f, (mm/t) 0.045 0.028
a, (mm) 8.0 8.0 a, (mm) 5.0 5.0
8 (mm) 0.64 0.64 A (Mm) 95 95
Coolant Wet Wet Coolant Wet Wet
(1) (2) Side Face Milling Faster finish compared to ; . i
( Face Milng Resul conventional products e to Result TWics the toa g, efietency:
FC250 Cylinder Block Sumitomo Conventional Cast Steel Shaft Housing Sumitomo Conventional
M/C:BT40 Tool TSX 13050RS - M/C:BT40 Tool TSX 13100R -
Grade ACK300 - Grade ACP200 -
Chipbreaker L — Chipbreaker G —
Tool diameter (mm) 50 50 Tool diameter (mm) 100 100
No. of teeth 4 4 No. of teeth 6 8
V¢ (m/min) 235 235 V¢ (m/min) 180 141
Vs (mm/min) 600 600 Vs (mm/min) 962 1000
f, (mm/t) 0.1 0.1 f, (mm/t) 0.28 0.28
a, (mm) 0.8 0.8 d, (mm) Rough: 3mm Finish: 1mm | Rough: 3mm Finish: 1mm
e (mm) 0.8 0.8 e (Mm) - -
Coolant Wet Wet Coolant Wet Wet
Superior dimensional accuracy Superior machined surfaces
Result and surface finish compared to Result compared to conventional
conventional products. products.
Ductile Iron Housing Sumitomo Conventional SCM430 Bearing Cover Sumitomo Competitor
M/C:BT40 Tool TSXM 13050RS | One-sided 4 corner M/C: BT50 horizontal Tool TSXM 13080RS —
Grade ACK300 — Grade ACP200 —
Chipbreaker G - Chipbreaker H —
== X Tool diameter (mm) 50 50 Tool diameter (mm) 80 80
No. of teeth 5 5 No. of teeth 7 6
V¢ (Mm/min) 240 240 V¢ (m/min) 180 180
- | V¢ (mm/min) 1150 1150 V¢ (mm/min) 950 950
| 1, (mmt) 0.13 0.13 f, (mm/t) 0.2 0.2
a, (mm) 1.0 1.0 a8, (mm) 3.8 3.8
8, (mm) 30.0 30.0 &, (mm) 50.0 50.0
Coolant Dry Dry Coolant Dry Dry
Result Tool life extended by 131%. Result Tool life extended by 333%.

AN

® \ery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered.

< SAFETY NOTES >

® Please handle with care as this product has sharp edges.

® |Improper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its

recommended conditions.

® \When using non-water soluble cutting oil, precautions

against fire must be taken and please ensure that a fire
extinguisher is placed near the machine.

€ Sumitomo Electric Industries, Ltd.

Hardmetal Division
Global Marketing Department : 1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan

Tel: +81-72-772-4535

Fax: +81-72-771-0088
http://www.sumitool.com/global
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