
Keeping the Customer First

NEW

High productivity and economical solution
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Super high feed face milling cutter

TXQ type
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Rigid clamping provides the high 
reliability and long tool life.

PAT. Pending

Cutting length (m)

Comparison of reliability

: TXQ12R050M22.0E03 
 (Single insert cutting)
: SQMU1206ZSR-MJ
: AH725
: Prehardened steels (40HRC)
: Vc = 100 m/min
: fz = 1.0 mm/t
: ap = 1.0 mm
: ae = 28 mm
: 188 mm
: Dry
: Vertical M/C, BT50

Cutter

Insert
Grade
Work material
Cutting speed
Feed per tooth
Depth of cut
Width of cut
Overhang length 
Coolant
Machine

Double sided insert with 8 corners
for high feed milling.

Economical advantages
Front Back

Dovetail structure improves the clamping strength by
50%*.  * Calculated with Finite Element Analysis (FEA)

Rigid clamping with one screw.
Simple structure offers a high level of cutter body 
rigidity with easy operation.

Remarkable reliability in high feed milling

Dove tail structure tightly holds 
the insert against unclamping force.

Cutting force

Umclamping force

Holding insert

Competitor A 

Competitor B 

Competitor C 
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Vc (m/min) fz (mm/t)

~ 300HB
AH725

100 - 300 0.5 - 2.0T3130
AH130

~ 300HB
AH725

100 - 200 0.5 - 1.5T3130
AH130

30 ~ 40HRC - AH725 100 - 200 0.5 - 1.0

~ 200HB - AH130 100 - 150 0.3 - 0.8

- - AH120 100 - 300 0.5 - 2.0

- - AH120 80 - 200 0.5 - 2.0

~ 40HRC - AH725 30 - 60 0.3 - 0.7

40 ~ 50HRC
- AH725

80 - 130 0.1 - 0.3

50 ~ 60HRC 50 - 70 0.03 - 0.07

CSPB-4

BLD IP15/S7

H-TBS

(kg)øDc øDc1 øDb ød r Lf b a
TXQ12R050M22.2-03 � 3 50 33.8 47 22.225 20 50 5 8 0.4 FSHM10-40H

SQMU1206
ZSR-MJ

TXQ12R063M22.2-04 � 4 63 46.8 59 22.225 20 50 5 8 0.8 CM10X30H

TXQ12R080M31.7-05 � 5 80 63.8 76 31.75 32 63 8 12.7 1.5 CM16X40H

TXQ12R100M31.7-06 � 6 100 83.8 96 31.75 32 63 8 12.7 2.6 CM16X40H

TXQ12R125M38.1-07 � 7 125 108.8 98 38.1 44 63 10 15.9 3.3 TMBA-M20H

øDc
øDc1

øDb
ød
a

R
b

a

L f

13º

· Slot or pocket milling is not recommended, since the chip re-
cutting easily occurs.

· Tool overhang length must be as short as possible to avoid 
chatter. When the tool overhang length is long, decrease the 
number of revolutions and feed.

· 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.

High carbon steels
(S45C / C45 etc.)

Alloyed steels  
(SCM440 / 42CrMo4 etc.)

Prehardened steels (PX5, NAK80 etc.) 

Stainless steel 
(SUS304 / X5CrNi18-9  etc.)

Grey cast iron
(FC250 / GG250 / 250 etc.)  

Ductile cast irons 
(FCD600 / GGG60 / 600-3 etc.)

Titanium alloy (Ti-6AI-4V etc.)

Hardened steels
(SKD61 / X40CrMoV5-1 etc.)

First choice
For wear resistance

For impact resistance
First choice

For wear resistance
For impact resistance

 Work material Hardness Priority Grades
Cutting speed    Feed per tooth

Standard cutting conditions

Cutter

Bore type

JIS

 Description Parts Cat. No.

 Clamping screw

     Bit

       Handle

Replacement parts

� : Stocked items

W
re

nc
h

with

Cat. No.
Dimensions (mm)

Stock InsertWeight Air
hole Center boltNo. of

inserts

Max. ap = 2.0 mm



AH725

AH130
AH120
T3130
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ø50 ø63 ø80 ø100 ø125
n Vf n Vf n Vf n Vf n Vf

1,270 4,570 1,010 4,850 790 4,740 630 4,540 500 4,200

Vc = 200 m/min, fz = 1.2 mm/t

950 2,850 750 3,000 590 2,950 470 2,820 380 2,660

Vc = 150 m/min, fz = 1.0 mm/t

950 2,280 750 2,400 590 2,360 470 2,260 380 2,130
Vc = 150 m/min, fz = 0.8 mm/t

760 1,140 600 1,200 470 1,180 380 1,140 300 1,050
Vc = 120 m/min, fz = 0.5 mm/t

1,270 4,570 1,010 4,850 790 4,740 630 4,540 500 4,200
Vc = 200 m/min, fz = 1.2 mm/t

950 3,420 750 3,600 590 3,540 470 3,380 380 3,190
Vc = 150 m/min, fz = 1.2 mm/t

250 370 200 400 150 380 120 360 100 350
Vc = 40 m/min, fz = 0.5 mm/t

630 380 500 400 390 390 310 370 250 350
Vc = 100 m/min, fz = 0.2 mm/t

380 60 300 60 235 60 190 60 150 50
Vc = 60 m/min, fz = 0.05 mm/t

AH725 AH130 AH120 T3130 A T rε
SQMU1206ZSR-MJ M � � � � 11.7 6 2

r ε

A

TA

T U N G A LOY

Tool dia.: øDc (mm), Number of revolutions: n (min-1), Feed speed: Vf  (mm/min), Max. depth of cut: ap = 2 mm

 : First choice
 : Applicable

Insert

Cat. No. Accuracy Honing
Grades

Dimensions (mm)

Steel Hard
MaterialsStainless Cast lron Superalloys

with

Grade selection

Grades

For impact resistance

For wear resistance

ISO

(kg)øDc øDc1 øDb ød r Lf b a
TXQ12R050M22.0E03 � 3 50 33.8 47 22 20 50 6.3 10.4 0.4 FSHM10-40H

SQMU1206
ZSR-MJ

TXQ12R052M22.0E03 � 3 52 35.8 49 22 20 50 6.3 10.4 0.5 FSHM10-40H
TXQ12R063M22.0E04 � 4 63 46.8 59 22 20 50 6.3 10.4 0.8 CM10X30H
TXQ12R066M27.0E04 � 4 66 49.8 63 27 22 50 7 12.4 0.9 CM12X30H
TXQ12R080M27.0E05 � 5 80 63.8 76 27 22 63 7 12.4 1.6 CM12X30H
TXQ12R100M32.0E06 � 6 100 83.8 96 32 25 63 8 14.4 3.0 CM16X40H
TXQ12R125M40.0E07 � 7 125 108.8 98 40 32 63 9 16.4 3.2 TMBA-M20H

Bore type

� : Stocked items

with

Cat. No.
Dimensions (mm)

Stock InsertWeight Air
hole Center boltNo. of

inserts
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AH725 AH130 T3130

0 5 10 15 20 25 30 35 40 45 50

T U N G A LOY

(AH725)

AH120

Low cutting force and tough edges 
provide exceptional stability.

Low cutting force even in high feed cutting
· Large rake angle
· Optimum land width

High fracture resistance
· Thickness of insert: 6 mm
· Tough cutting edge

Excellent chip control
Large inclination provides optimum chip fl ow

Wiper edge

Comparison of fracture resistance

Competitor A (PVD)  

Competitor B  (PVD) 

Competitor C (PVD) 

Fracture

Continuity

Chipping

Chipping

Ideal insert for high productivity

· Newly developed coating 
layer with a unique substrate

· Well balanced with 
excellent  wear and chipping 
resistance

· Suitable for steels

· Unique substrate
· Well balanced grade with 

hardness and toughness
· First choice for stainless 

steels

· Tough substrate with a highly 
adhered coating

· Thick coating for exceptional 
wear resistance

· Suitable for steels in high 
speed cutting

: TXQ12R050M22.0E03
 (Single insert cutting)
: SQMU1206ZSR-MJ
: AH725
: Prehardened steels (33HRC)
: Vc = 150 m/min
: fz = 1.5 mm/t
: ap = 1.0 mm
: ae = 28 mm
: 188 mm
: Dry
: Vertical M/C, BT50

Cutter

Insert
Grade
Work material
Cutting speed
Feed per tooth
Depth of cut
Width of cut
Overhang length 
Coolant
Machine

Cutting length (m)

Grade

Steel SteelStainlessHard
MaterialsSuperalloys

· Tough substrate with high 
reliability

· Outstanding wear resistance
· Ideal grade for cast iron 

milling

Cast Iron



   TXQ12R125M38.1-07 TXQ12R80M31.7-05

SQMU1206ZSR-MJ SQMU1206ZSR-MJ

AH725 AH725
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Vf = 1070 
    3580 mm/min

300 mm

200 m
m500 mm

300 mm

（ø125, z = 7） （ø80, z = 5）

Practical examples
Workpiece type  

Cutter

Insert

Grade

Work material

 Cutting speed:  Vc (m/min)

 Feed per tooth: fz (mm/t)
 Depth of cut: ap (mm)
 Width of cut: ae (mm)
 Process
 Coolant
 Machine

Results

Prehardened steels (40HRC)

Plate

75
Face milling

Dry
Vertical M/C, BT50

Tool life 
tripled !

Toughness of insert 
prevents fracture and 
drastically improves the tool 
life.

Machine part

75
Face milling

Dry
Vertical M/C, BT50

75% 
Productivity 

gain !
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DoFeedQuad allows 3.5 times
higher feed rates due to
higher number of inserts and 
increased feed per tooth. This 
improves productivity 75%.

SS400 / E275A

C
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Competitor
A

Competitor
B

Tungaloy Cutting Tool (Shanghai) Co.,Ltd.
Phone: +86-21-3632-1880 Fax: +86-21-3621-1918
www.tungaloy.co.jp/tcts

Tungaloy Cutting Tool (Thailand) Co.,Ltd.
Phone: +66-2-714-3130 Fax: +66-2-714-3134
www.tungaloy.co.th

Tungaloy Singapore (Pte.),Ltd.
Phone: +65-6391-1833 Fax: +65-6299-4557
www.tungaloy.co.jp/tspl

Tungaloy India Pvt. Ltd.
Phone: +91-22-6124-8804 Fax: +91-22-6124-8899
www.tungaloy.co.jp/in

Tungaloy Korea Co., Ltd
Phone: +82-2-6393-8930 Fax: +82-2-6393-8952
www.tungaloy.co.jp/kr

Tungaloy Malaysia Sdn Bhd
Phone: +603-7805-3222 Fax: +603-7804-8563
www.tungaloy.co.jp/my

Tungaloy Australia Pty Ltd
Phone: +612-9672-6844 Fax: +612-9672-6866
www.tungaloy.co.jp/au

Tungaloy Corporation (Head offi ce)
11-1 Yoshima-Kogyodanchi
Iwaki-city, Fukushima, 970-1144 Japan
Phone: +81-246-36-8501 Fax: +81-246-36-8542
www.tungaloy.co.jp

Tungaloy America, Inc.
Phone: +1-888-554-8394 Fax: +1-888-554-8392
www.tungaloyamerica.com

Tungaloy Canada
Phone: +1-519-758-5779 Fax: +1-519-758-5791
www.tungaloyamerica.com

Tungaloy de Mexico S.A.
Phone: +52-449-929-5410 Fax: +52-449-929-5411
www.tungaloyamerica.com

Tungaloy do Brasil Comércio
de Ferramentas de Corte Ltda.
Phone: +55-19-38262757 Fax: +55-19-38262757
www.tungaloy.co.jp/br

Tungaloy Germany GmbH
Phone: +49-2173-90420-0 Fax: +49-2173-90420-19
www.tungaloy.de

Tungaloy France S.A.S.
Phone: +33-1-6486-4300 Fax: +33-1-6907-7817
www.tungaloy.fr

Tungaloy Italia S.r.I.
Phone: +39-02-252012-1 Fax: +39-02-252012-65
www.tungaloy.it

Tungaloy Czech s.r.o
Phone: +420 532 123 391 Fax: +420 532 123 392
www.tungaloy.cz

Tungaloy Ibérica S.L.
Phone: +34 93 113 1360 Fax: +34 93 876 2798
www.tungaloy.es

Tungaloy Scandinavia AB
Phone: +46-462119200 Fax: +46-462119207
www.tungaloy.se

Tungaloy Rus, LLC
Phone: +7 4722 58 57 57 Fax: +7 4722 58 57 83
www.tungaloy.co.jp/ru

Tungaloy Polska Sp. z o.o
Phone: +48-22-617-0890 Fax: +48-22-617-0890
www.tungaloy.co.jp/pl

Tungaloy UK Ltd
Phone:+44 121 309 0163 Fax: +44 121 270 9694  
www.tungaloy.co.jp/uk

Tungaloy Hungary Kft
Phone: +36 1 781-6846   Fax: +36 1 781-6866
www.tungaloy.co.jp/hu

Tungaloy Turkey
Phone: +90 216 540 04 67  Fax: +90 216 540 04 97
www.tungaloy.co.jp/tr  

Produced from Recycled paper

Distributed by:

ISO 9001 certifi ed ISO 14001 certifi ed
QC00J0056 EC97J1123
Tungaloy Corporation Tungaloy Group
  Japan site and Asian
  production site
18/10/1996 26/11/1997

Sep. 2012 (TJ)




