




1

A l l p r i c e s e x c l u s i v e o f V A T

iii

T e l e p h o n e : 0 1 2 5 5 2 2 0 1 2 3 F a x : 0 1 2 5 5 2 2 1 4 2 2

BS  EN
847

Our world wide website shows latest details of

literature and products available from the Titman group

of companies.

Use our e-mail address when seeking hints and

advice on any of our products and services.

Titman Router Cutters are made

and designed to give the highest

safety and greatest cutter performance.

The price to performance ratio

makes Titman cutters

Industry's number one choice.

Copyright © Aug 2008

Titman Tip Tools Limited

No part of this catalogue may be reproduced or used

in any means - graphic, electronic or mechanical,

including photocopying, without the express

permission of Titman Tip Tools Limited.

Many of Titman's distributors are
members of the prestigious
Saw Doctors Association.

Titmans are proud of their status
as a full SDA Member.

Our tools have passed extensive tests including dynamic balance,

overspeed testing (to twice maximum 48,000 rpm) material

structure and manufacturing design. Our tools qualify under the

following standards where applicable.

sales@titman.co.uk

www.titman.co.uk

BS EN ISO 9001:2000

BG Test 145 - 001 =
profile/shaped cutters

BG Test 145 - 002 =
straight fluted panel cutters

BS EN 847-1 / -2 / -3 =
where appropriate

Our continuing upgrading of machinery enables our

technical engineers to operate with quicker response times

whilst ensuring our products are developed and produced

consistently to our highest specification.

The Titman solid

tungsten carbide

tooling is

manufactured in

our factory at

Clacton-on-

Sea, Essex, on

the world leading

TX7 ANCA machines.

Howle Carbides, our sister company, has developed the

tungsten carbide for Titman, to ensure our tooling gives an

excellent cutting performance.

In October 1992, Titmans achieved the

prestigious BS EN ISO 9001:2000 Part 2

approval, this is the manufacturers approved

accreditation and is a major indication of our

company's dedication to quality. Coupled with

our Holz B-G Certification it gives you

guaranteed quality of our tooling, plus the

reassurance that the materials and methods

used in our production have correct traceability,

conformity and the consistency expected from

one of Europe's major tooling manufacturers.

We are the first Router Cutter

Manufacturer and Distributor to

gain BS EN ISO 9001:2000.

Certificate Number FM21913

Holz BG



Titman Tip
Use a PTFE Spray to enhance
performance and prevent waste
from welding to the tool.
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When ordering your Titman product:

Quote the Order Reference Number plus the Shank Diameter

for example: FPC47 x 1/2"

Our part numbers have a positive meaning:

FPC47 = Finger Pull Cutter, 47mm diameter

Other examples:

ROB63 = Roman Ogee Cutter with 6.3mm radius & Bearing

ROCB95 = Rounding Over Cutter with 9.5mm radius & Bearing

DC16 = Dovetail Cutter 16mm diameter

New products are listed in a magenta colour i.e TSSR31.
Please take time to look out for them.

This symbol shows the cutter

has passed the Holz BG tests for

profile/shaped cutters.

This symbol shows the cutter

has passed the Holz BG tests for

straight fluted panel cutters.

This symbol shows the cutter

has the facility to 'ramp' into the

chosen material.

This symbol shows the euro-

pean equivalent to maximum

RPM.

This symbol denotes that the

maximum RPM is shown in the

price grid or chart.

This symbol denotes that the

cutter is NOT designed for use in

portable routing machines.

This symbol denotes the cutter

WAS NOT designed with a

plunging facility.

This symbol denotes the cutter

WAS designed with a plunging

facility.

This symbol indicates which

Torx Srewdriver is supplied.

Throughout the catalogue you will notice Titman Tips,

these are designed to help users to improve the life and

performance of genuine Titman products.

How to use this catalogue

Tips on using Titman Cutters

How to order your cutter

This new catalogue is the largest ever

produced by Titman Tip Tools. It offers

cutters on imperial and metric shanks, plus

a whole section on Spindle/Profile tooling.

In total, the catalogue contains over 4,500

products on varying shank diameters. This

catalogue has many new products and

concepts, plus an additional section

showing our routing accessories.

Titman's Terms and Conditions apply.

Errors and omissions excepted.

New products are listed in a magenta

colour for easy reference i.e TSSR31.

Please take time to look out for them.

Symbols
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Metric to Imperial Conversion Chart
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Safe RPM

The following points are all

important manufacturing features

that make our router cutters the

finest available on the market.

• All double flute cutters have safe

plunging centre points, loading tests

show cutters without this feature require

3 times more downward pressure than a

Titman cutter with plunging point, (see

safety booklet).

• Cutters are

specially relieved

for clearance and

strength.

• Many special

grades of carbide are used,

depending on the cutter type.

• The cutter bodies are made up from

many grades of the finest British steels.

• High tolerance grinding for superior

cutting performances.

• Skilled craftsmen employed at all

manufacturing processes.

• Over 6 cleaning operations during

manufacture ensures no contamination

occurs in any of the production methods.

• 99% of all TCT Tooling in this new

catalogue are made by Titmans in

Clacton from quality UK sourced

materials giving you our customer Real

British Tooling.

The following points must be noted

when re-sharpening Titman TCT

Router Cutters.

• Avoid overheating the tip as this will

cause cracking and the brazed joint is

liable to fail, (overheating can be

caused by using the incorrect wheel).

• We recommend only grinding the face

of the cutter, unless the edges have

been chipped.

• A flair-cup wheel should be used for

grinding the face of the cutter, and a

dish wheel for grinding the outside edge.

• After several re-sharpens the steel

backing may need relieving to bring the

clearance back to the same amount as

when the cutter was new.

This prevents burning and rubbing and

allows for fast feed rates. Titmans will be

pleased to carry out this grinding

operation if any problems occur in this

area of re-sharpening.

• Any problems with grinding router

cutters please contact Titman Tip Tools

or your diamond wheel supplier, who

will advise grit size and the correct bond.

• Check extraction meets COSHH

Regulations.

Cutter Recommended
diameter maximum RPM

3mm - 25mm ( 1/8" - 1") 24,000

25mm - 50mm (1" - 2") 18,000

50mm - 75mm (2" - 3") 16,000

75mm - 100mm (3" - 4") 12,000

Note the following safety points:

• Ensure that collets are clean and not

worn. Worn collets cause vibration

which cause breakages.

• Cutters must be inserted into the collet

up to 3/4 of the shank length, i.e. P12 x

1/4 has 1.1/4" (32mm) shank length -

ensure 25mm is inserted into collet and

secure tightly, do not over tighten.

• Do not use 2" cut length cutters for short

cut depths, i.e. H122 2" cut depth to

produce 1/2" deep grooves, select shorter

cut length Ref H12.

• Allow machine to run at full revs before

attempting the cut.

• Even feed rates are required to prevent

undue breakages.

• Workpieces must be clamped firmly

and safely.

• Always wear protective goggles.

• Any cutter that does not perform

satisfactorily or vibrates on cut or causes

a high pitch screech when cutting -

remove from machine and return to

Titman's.

• Ensure your machine has a good

extraction for operator safety and

improve cutter performance.

• Do not exceed the recommended RPM

marked on the cutter shank.

Titman safe
round form tooling

• 1/4", 3/8" and 8mm shanks have a normal

shank length of: 32mm.

• 1/2" shanks have a normal shank length

of: 40mm.

• HSS shanks have a normal shank length

of: 25mm.

Hints for safe grinding
of router cutters

Unique manufactur ing
features

Titman product safety
guidel ines

Shank length


