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WHISPERLINE Interchangeable Anti-Vibration Boring Heads 4

LOGIQ-4-TURN Double Sided Positive Inserts 8
ALU-P-TURN Double Sided Positive and Sharp Edged Inserts 12
JET-R-TURN Rigid Clamp Tools with Channels for High Pressure Coolant 15
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GRIP SYSTEMS

SWISSCUT Parting, Grooving, Turning and Threading Long Inserts 34
PENTACUT 5 Edged Parting and Grooving Inserts 38
LOGIQ-5-GRIP 5 Pocket Adapters for Parting and Grooving 43
TANG-F-GRIP High Feed Parting 47
MODUGRIP Parting and Grooving Compact Adapters. 52
WHISPERLINE Anti-Vibration Blade for Deep Grooving and Parting 55

NANMILL Miniature (.313-.375") 90° Indexable Endmills 58
HELI-3-MILL Small (.500-.625") Indexable Endmills 60
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X-QUAD Extended Flute Shell Mills Carrying Square Inserts 67
NANSFEED Miniature (.315-.394”) High Feed Endmills 70
MICRO-3-FEED Small (.375-.625") High Feed Endmills 72
LOGIQ-4-FEED High Feed Mills Carrying 4 Edged Inserts 74
MILL-4-FEED High Feed Face Mills Carrying Square Inserts 77
TANG-4-FEED High Feed Mills Carrying Tangentially Clamped Inserts 84
TOR-6-MILL Multi Functional Milling Cutters 86
TANGFIN Finishing Face Mills Carrying Tangentially Clamped Inserts 91
SOLIDMILL High Feed Ceramic Endmills 94
MULTI-MASTER 1.5XD Long Edge Heads, Face Milling Heads and Pull-Out Prevention Shanks 96
T-FACE Small Multi-Tooth Solid Carbide Interchangeable Face Mills 99
SLIMSLIT Narrow (.024-.047") Slitting Cutters 101
MINSLIT Small Diameter (.630-.866") Slitting Cutters 103

ADAPTATION SYSTEMS

X-STREAM Thermal Shrink Chucks 108
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NEW GRADES 113
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ANTI-VIBRATION

Anti-Vibration Turning

Dia .625-2.5
Whisper Master

Anti-Vibration Shank for Boring
with Exchangeable Boring Heads

For All Up to 10xBD
with Internal Materials Anti-Vibration
Coolant Shank

Variety of Exchangeable Turning
Heads for Different Geometries
of Turning, Threading and
Grooving Inserts
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ANTi-VIBRATION
AVC-SCLCR/L
Interchangeable Boring
Heads Carrying 80° Rhombic
Inserts with 7° Clearance

we ocows own & Y &

AVC-D16-SCLCR/L-06 .438 .630 787 787 SR 14-548* T-7/5*
AVC-D20-SCLCR/L-09 512 787 .984 787 SR 16-236* T-15/5*
AVC-D25-SCLCR/L-09 .669 .984 1.260 787 SR 16-236* T-15/5*
AVC-D32-SCLCR/L-09 .866 1.260 1.575 1.260 SR 16-236* T-15/5
AVC-D40-SCLCR/L-12T 1.063 1.575 1.968 1.496 SR 16-212* T-20/5* SR TC-4* TCC 4-2*

* Optional, should be ordered separately

| 7.y v /¥y _VV])
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ANTI-VIBRATION

AVC-DDUNR/L

Interchangeable Boring Heads
for 55° Rhombic Inserts

200
MAX

I

93°

e 1F—

WF  DCONMS DMIN LF f & / ? s &

AVC-D32-DDUNR/L-11T .866 1.260 1.575 1.260 RDT 3-2* SRRC3* SR40085I" HW25* T-15/5* LCGR-3" KSP3*
AVC-D40-DDUNR/L-15T 1.063 1.575 1.968 1.496 RDT 433 DLS4* SR14-506* HW3.0 T-15/5* DLM4*  DSP4*

*  Optional, should be ordered separately
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ANTi-VIBRATION
AVC-SVLCR/L
Interchangeable Boring
Heads Carrying 35° Rhombic
Inserts with 7° Clearance

r

Designation WF  DCONMS  DMIN LF & 7

AVC-D32-SVLCR/L-16T .866 1.260 1.575 1.260 SR 16-236 P* T-15/5* SR TC-3P* TVC 3-1P*
AVC-D40-SVLCR/L-16T 1.063 1.575 1.968 1.260 SR 16-236 P* T-15/5* SR TC-3P* TVC 3-1P*

* Optional, should be ordered separately

2 onmmn msma s
oV I Ui
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WHISFiERLING B
ANTi-VIBRATION j DCONMS 1

AVC-SDUCR/L f ,r
Interchangeable Boring WF 93('

Heads Carrying 55° Rhombic 'K

Inserts with 7° Clearance

W ocows oww i & V&

AVC-D16-SDUCR/L-07 .438 .630 787 787 SR 14-548* T-7/5*

AVC-D20-SDUCR/L-11 512 787 .984 787 SR 16-236 P* T-15/5*

AVC-D25-SDUCR/L-11 .669 .984 1.260 787 SR 16-236 P* T-15/5*

AVC-D32-SDUCR/L-11T .866 1.260 1.575 1.260 SR 16-236 P* T-15/5* SR TC-3P* TDC 3-1P*
AVC-D40-SDUCR/L-11T 1.063 1.575 1.968 1.260 SR 16-236 P* T-15/5* SR TC-3P* TDC 3-1P*

*  Optional, should be ordered separately

Member IMC Group
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ANTI-VIBRATION

AVC-DVUNR/L

Interchangeable Boring Heads
for 35° Rhombic Inserts

l«—LF

DCONMS

30°
9 e

Id

P .-

DCONMS DMIN LF

& » ¢ F Y &

AVC-D40-DVUNR/L-16T

1.339

1.575 2.205 1.496

DLM 3V* SR 10402267

HW 4.0

KSP 5*  ASV322 D30*

T-15/6*

SR 350801

* Optional, should be ordered separately

oV I Ui
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ANT/-VIBRATI/ION

AVC-SVUCR/L

Interchangeable Boring Heads for 35°
Rhombic Inserts with 7° Clearance

.

WF

DCONMS DMIN

AVC-D20-SVUCR/L-11
AVC-D25-SVUCR/L-11

.630
.669

787
.984

1.063
1.260

SR 14-560*
SR 14-560*

T-8/5*
T-8/5*

* Optional, should be ordered separately

LAS

ECO LINE
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ANTI-VIBRATION

AVC-PCLNR/L

Interchangeable Boring Heads
for 80° Rhombic Inserts

Id

we_oconvs own e d 4 [ B 7
AVC-D20-PCLNR/L-09 512 787 .984 1.024 LR3S SR117-2009 HW 2.0
AVC-D25-PCLNR/L-09 669 .984 1.260 1.102 TCN 323 TCX3 LR3 SR117-2014 HW25 SP3 PN 3-4
AVC-D32-PCLNR/L-09 .866 1.260 1.575 1.260 TCN 323 TCX 3 LR3 SR117-2014 HW25 SP3 PN 3-4

LOGIGLITURN 5

95°

WHiSPERLING j

AVC-PCLXR/L r

Interchangeable Boring Heads

for 80° Rhombic Inserts

WF DCONMS DMIN LF . & / y ® 7
AVC-D20-PCLXR-09X 512 787 .984 1.024 LR 3X SET SR M6XL11.5V T-8/5
AVC-D25-PCLXR/L-09X .669 .984 1.260  1.102 LR 3XSET SR M6XL11.5V T-8/5
AVC-D32-PCLXR/L-09X .866 1.260 1.575 1.260 TSN 323 LR 3W SR 117-2014 HW 25 SP 3 PN 3-4
AVC-D40-PCLXR/L-12X 1.063 1.575 1.968 1.378  TCNX 423 LR 4X SR LCS 5 HW 3.0 SP 4 PN 3-4

S MACHINING O TELTIGENTIY
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— A
ANT/-VIBRATION DCOl\leS == CNT DCONMS DCONWS

Straight Shank ) — 55— ‘

OAL
AvV-D

Anti-Vibration Bars with Through
Coolant for Interchangeable
Turning Heads

DCONWS _ DCONMS BD OAL LS OHX™ CNT BMC®
AV-D.625-7D-C .630 .625 .6300 6.140 3.60 3.500 G1/8
AV-D.625-10D-E .630 .625 .6300 8.030 5.22 5.500 -
AV-D.750-7D-C 787 .750 .7870 7.870 4.94 4.400 G1/4
AV-D.750-10D-E 787 .750 .7870 10.240 6.77 7.000 -
AV-D1.00-7D-C .984 1.000 .9840 10.200 6.83 6.200 G1/4
AV-D1.00-10D-C .984 1.000 .9840 13.210 8.65 9.200 G1/4
AV-D1.25-7D-C 1.260 1.250 1.2600 12.480 7.37 7.500 G3/8
AV-D1.25-10D-C 1.260 1.250 1.2600 16.240 9.67 11.200 G3/8
AV-D1.50-7D-C 1.575 1.500 1.56750 15.260 9.18 9.200 G1/2
AV-D1.50-10D-C 1.575 1.500 1.5750 19.800 13.35 13.700 G1/2
AV-D2.00-7D 1.575 2.000 2.0000 20.740 - 12.700 G1/2
AV-D2.00-10D-C 1.575 2.000 2.0000 26.730 - 18.700 G1/2
AV-D2.50-7D 1.575 2.500 2.5000 26.200 - 16.200 G3/4
AV-D2.50-10D-C 1.575 2.500 2.5000 33.720 - 23.700 G3/4

2 & 2.5” shanks

DN nnnnnonITnTon

() Maximum overhang
(2 S-steel body, H-solid carbide body

Bar Diameter Minimum Length After Shortening
DCONMS (inch) OAL 7D (inch) OAL 10D (inch)
.625 4.60 --(1)
.750 5.60 -1
1.00 6.70 10.3
1.25 9.00 12.5
1.50 11.4 15.1
2.00 12.4 21.0
2.50 16.8 26.8

) Cannot be shortened

Member IMC Group
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LOGIQLTURN

POSITIVE DOUBLE SIDED

Economical
Positive Insert
Double Sided Master

d g o N, 3 A

B G

i ‘3-;
b {

Double Sided Insert with
&4 Positive Cutting Edges

LA JrummM
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LOGIQLTURN

POSITIVE DOUBLE SIDED

CXMG-F3P
80° Double-Sided and Double-

Positive Inserts with a Positive Rake

for Finishing on Alloyed Steel

Dimensions Tough <— Hard| Recommended Machining Data
o
5} ~
o R ap f
Designation L IC S RE o o (inch) (IPR)
CXMG 090402-F3P 409 .382 .183 .0079 . . .012-.079 .0012-.0059
CXMG 090404-F3P 409 .382 183 .0157 o .016-.079 .0020-.0098
CXMG 12T504-F3P 544 492 .228 .0157 (] .016-.079 .0020-.0098
CXMG 12T508-F3P 541 492 228 .0315 [ .031-.079 .0020-.0098
LOGIQLTURN
POSITIVE DOUBLE SIDED
CXMG-M3P
80° Double-Sided and Double-Positive
Inserts with a Positive Rake for
Medium Machining on Alloyed Steel
Dimensions Tough «<— Hard| Recommended Machining Data
o o
2 0
- . © o ap f
Designation L IC S RE o o (inch) (IPR)
CXMG 090408-M3P 406 .382 .183 .0315 . .031-.118 .0039-.0197
CXMG 12T508-M3P 541 492 .228 .0315 o o .031-.197 .0039-.0197
CXMG 12T512-M3P .539 492 .228 .0472 o o .047-197 .0039-.0197
LOGIQZITURN
POSITIVE DOUBLE SIDED
CXMG-F3M ﬂ
80° Double-Sided and Double-Positive i
Inserts with a Positive Rake for ﬁl
Finishing on Stainless Steel and H.T.A. I
- . Recommended
Dimensions Tough «<— Hard Machining Data
0 0
N - © ~
=] o =] o
. . © | © | ® | @ ap f
Designation L IC S RE &) o O o (inch) (IPR)
CXMG 090402-F3M 409 .382 .183 .0079 ° ° o .012-.079 .0012-.0059
CXMG 090404-F3M 409 .382 .183 .0157 ° .016-.079 .0020-.0098
CXMG 12T504-F3M .544 492 .228 .0157 (] . . .016-.079 .0020-.0098
CXMG 12T508-F3M .541 492 228 .0315 o ° ° .031-.079 .0020-.0098
LOGIQLTURN
POSITIVE DOUBLE SIDED
CXMG-M3M
80° Double-Sided and Double-
Positive Inserts with a Positive
Rake for Medium Machining on
Stainless Steel and H.T.A.
Dimensions Tough «<— Hard | Recommended Machining Data
10
N © ~
=] o o
. q © | @ | @ ap f
Designation L IC S RE O o O (inch) (IPR)
CXMG 090408-M3M 406 .382 183 .0315 o .031-.118 .0059-.0197
CXMG 12T508-M3M 541 492 .228 .0315 o ° o .031-.197 .0059-.0197
| CXMG 12T512-M3M | 539 492 228 0472 o | o | o 047-197 .0059-.0197

Member IMC Group




LOGIQLITURN

POSITIVE DOUBLE SIDED
A-PCLXR/L

Lever Lock Boring Bars Carrying the
Negative CXMG 80° Rhombic Inserts

I

DCONMS

LF

LDRED WF

GAMF

DMIN

CNT

Insert

A-PCLXR/L 10-3X
A-PCLXR/L 12-3X
A-PCLXR/L 16-3X

.625
.750
1.000

7.000
8.000
8.000

1.18
1.18
1.57

433
512
.640

10.0 7
10.0
8.0

50

1.000
1.250

UNC 3/8"-16
UNC 3/8"-16
UNC 1/2"-20

CXMG 09..
CXMG 09..
CXMG 09..

Spare Parts

<

Designatio

&

b4

4

LR 83X SET
LR 3X SET
LR 3X SET

A-PCLXR/L 10-3X
A-PCLXR/L 12-3X

A-PCLXR/L 16-3X

SR M6XL11.5V
SR M6XL11.5V
SR M6XL11.5V

PL 062
PL 075
PL 100

T-8/5
T-8/5
T-8/5

HW 2.0

LOGIOLTURN
POSITIVE DOUBLE SIDED

@00e
JETCUT
PCLXR/L-JHP
Lever Lock Tools with Channels

for High Pressure Coolant Carrying
the CXMG 80° Rhombic Inserts

LF

HF

LF LH

WF

GAMP

GAMF Insert

PCLXR/L 08-3X-JHP
PCLXR/L 10-3X-JHP

.500
.625
.750
1.000

PCLXR/L 12-4X-JHP
PCLXR/L 16-4X-JHP

.500
.625
.750
1.000

.500
.625
.750
1.000

3.250
4.500
4.500
6.000

.875
787
1.000
1.000

.625
.750
1.000
1.250

6.0
6.0
6.0
6.0

6.0
6.0
6.0
6.0

CXMG 09..
CXMG 09..
CXMG 12..
CXMG 12..

Spare Parts

=

&

@

4

&

PCLXR/L 08-3X-JHP

PCLXR/L 10-3X-JHP
PCLXR/L 12-4X-JHP
PCLXR/L 16-4X-JHP

TCNX 423
TCNX 423

LR 83X SET
LR 3X SET
LR 4X
LR 4X

SR M6XL11.5V
SR M6XL11.5V
SR LCS 5
SR LCS 5

SP4
SP 4

T-8/5
T-8/5
HW 3.0
HW 3.0

PN 3-4
PN 3-4

S-CU-JHP-A SET
S-CU-JHP-A SET
CH-1.9D-JHP-A SET
CH-1.9D-JHP-A SET

S0 MACHINING O TELTIGENTIY




LOGIQZTURN 5
POSITIVE DOUBLE SIDED HF GAM;‘/\J\ " %VMP
PCLXR/L ﬁx I f I
Lever Lock Tools Carrying the H H { | I H
CXMG 80° Rhombic Inserts ! '
) )
e ;
| LF
B H HF LF LH WF GAMP GAMF Insert
PCLXR/L 08-3X .500 .500 .500 3.250 .875 .625 6.0 6.0 CXMG 09..
PCLXR/L 10-3X .625 .625 .625 4.000 .800 .800 6.0 6.0 CXMG 09..
PCLXR/L 12-4X .750 .750 .750 4.500 1.000 1.000 6.0 6.0 CXMG 12..
PCLXR/L 16-4X 1.000 1.000 1.000 6.000 1.000 1.250 6.0 6.0 CXMG 12..
Spare Parts
Designation f / @ y
PCLXR/L 08-3X LR 38X SET SR M6XL11.5V T-8/5
PCLXR/L 10-3X LR 3X SET SR M6XL11.5V T-8/5
PCLXR/L 12-4X TCNX 423 LR 4X HW 3.0 SR LCS 5 PN 3-4 SP 4
PCLXR/L 16-4X TCNX 423 LR 4X HW 3.0 SR LCS 5 PN 3-4 SP 4

Member IMC Group



ALUFTURN

POSITIVE

Economical Turning
Aluminum Master

DOUBLE SIDED

Double Sided
Positive Turning Inserts

for Alummum

@ ) \0

thFAlmmelde PtRk

Y@, 7.

/SCAR CHESS LINES
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FOSITIVE‘ DOUBLE SiDED

CNGG-F3N

Double-Sided Sharp-Edged
Positive and Polished Rake Inserts
for Finishing on Aluminum and

'S
Other Non-Ferrous Materials
Dimensions Recommended Machining Data
Q ap f
Designation L IC S RE o (inch) (IPR)
CNGG 330-F3N-P .382 .375 187 .0079 . .012-.118 .0039-.0118
CNGG 331-F3N-P .382 .375 187 .0157 (] .016-.118 .0039-.0118
CNGG 332-F3N-P .382 .375 187 .0315 [ .031-.118 .0039-.0118
HELiT VRN A-A
CNGX-M3N y
Double-Sided Positive Rake
Inserts with High Helical and
Sharp Edge for Medium Machining
on Non-Ferrous Materials
Dimensions Recommended Machining Data
Q ap f
Designation L IC S RE o (inch) (IPR)
CNGX 341-M3N-P .382 .375 178 .0157 . .016-.118 .0039-.0118
CNGX 342-M3N-P .382 .875 173 .0315 . .031-.118 .0039-.0118
® PCLNR/L...X and A..-PCLNR/L-X are most recommended as they were designed especially for this insert
7.y vy vy
oV I Ui
VNGU-R3N > 35°
Double-Sided Sharp-Edged ! . A
Positive Rake Inserts for Rough IC O ]
Machining on Aluminum and . /
Other Non-Ferrous Materials R L ol
Dimensions Recommended Machining Data
Q ap f
Designation L IC S RE O (inch) (IPR)
VNGU 220616-R3N .866 .500 .250 .0630 (] .020-.118 .0039-.0098
VNGU 220630-R3N .866 .500 .250 1181 o .059-.177 .0059-.0118

Member IMC Group
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PDSITII/E‘ DOUBLE SIDED

WNGG-F3N

Double-Sided Sharp-Edged
Positive and Polished Rake Inserts
for Finishing on Aluminum and
Other Non-Ferrous Materials

o DI

a

Designation L

Dimensions

RE

Recommended Machining Data

ap f
(inch) (IPR)

WNGG 330-F3N-P .257
WNGG 331-F3N-P .257
WNGG 332-F3N-P .257

375 187
375 187
.375 187

.0079
.0157
.0315

.012-.118
.012-.118
.012-.118

.0039-.0118
.0039-.0118
.0039-.0118

® o o /|C20

y 7.
oV I VRN

A-SVQNR/L-AL-JHP
Screw Lock Boring Bars Carrying
the 35° Rhombic Inserts

il

v \l.
WF 1075, :
-~ LDRED L

LF

:ﬁx rll

PSI

- CONMS
L@J

H

DCONMS

LF

LDRED H

HF

WF

DMIN

GAMP GAMF Insert

A-SVQNR/L 24-4-AL-JHP 1.500

13.705

2.36 1.417

.004

.921

1.929 6.5

14.5 VNGU 22..

Spare Parts

P

7,

/

& @

A-SVQNR/L-AL-JHP TVX 2230

SW6-T-SH

BLD T20/S7

SR 14-591/L-SN

HW 3.0 PL 150

IS07T Ui JE FoUT

SVHNR/L-JHP

Screw Lock Tools with Channels
for High Pressure Coolant
Carrying 35° Rhombic Inserts

|0

H

HF LF

WF

GAMP GAMF Insert

SVHNR/L 16-4-AL-JHP 1.000

1.000

1.000

5.761

1.431

1.182

7.0 6.0 VNGU 22..

Spare Parts

P

i

/

&

4 &

SVHNR/ L-JHP TVX 2230

SR TC-4

SW6-T-SH

BLD T20/S7

SR 14-591/L-SN

HW 3.0 CH-1.9D-JHP-A SET

wETn MACHINING O TELTIGENTIY




JETHTURN

RIGID CLAMP

Pinpointed Coolant
Jet Master

New Tool Holder with
2 Inlets for Coolant

Rigidly Clamped Holder
with Through-Coolant Clamp
ng Edge

Rigid Clamping Easy Chip  Variety of Inserts High Pressure
Evacuation for Coolant Coolant

O ) rumm
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JETIRTURN

DDJNR/L-JHP-MC

Rigid Clamp Tools with Channels
for High Pressure Coolant Carrying
the 55° Rhombic Inserts

B H HF LF LH WF GAMP GAMF Insert
DDJNR/L 12-4-JHP-MC .750 .750 .750 4.500 1.575 1.000 6.0 6.0 DNMG/X 43
DDJNR/L 16-4-JHP-MC 1.000 1.000 1.000 6.000 1.575 1.250 6.0 6.0 DNMG/X 43

® Use RDT 433 seat for DNMX inserts

Spare Parts

e ¢ ° 2 / @ ® o

DDJNL 12-4-JHP-MC RDT 443 RDT 433" LCGL-4JC SET(a) SR 14-506  T-20/3 PLUG G1/8-6.5 TL360 SR M4X4 DIN913 TL360 OR 4X3 NBR70
DDJNR 12-4-JHP-MC RDT 443 RDT 433* LCGR-4JC SET(a) SR 14-506 T-20/3 PLUG G1/8-6.5 TL360 SR M4X4 DIN913 TL360 OR 4X3 NBR70
DDJNL 16-4-JHP-MC RDT 443 RDT 433" LCGL-4JC SET(a) SR 14-506  T-20/3 PLUG G1/8-6.5 TL360 SR M4X4 DIN913 TL360 OR 4X3 NBR70
DDJNR 16-4-JHP-MC RDT 443  RDT 433" LCGR-4JC SET(a) SR 14-506  T-20/3 PLUG G1/8-6.5 TL360 SR M4X4 DIN913 TL360 OR 4X3 NBR70
* Optional, should be ordered separately
@ Recommended tightening torque 4Nm for R-Clamp Screw

PV I U

JETIRTURN

DCLNR/L-JHP-MC

Rigid Clamp Tools with Channels
for High Pressure Coolant Carrying
the 80° Rhombic Inserts

B H HF LF LH WF GAMP GAMF Insert

DCLNR/L 1 C .750 .750 .750 4.500 1.378 1.000 6.0 6.0 CNMG 48..
DCLNR/L 16-4-JHP-MC 1.000 1.000 1.000 6.000 1.378 1.250 6.0 6.0 CNMG 43..

GAMP

Spare Parts

N & 2 & ( @ @ o

DCLNL 12-4-JHP-MC RCT 443 TCH 4* LCGL-4JC SET(@) SR 14-506 T-20/3 PLUG G1/8-6.5 TL360 SR M5X5 DIN913 TL360 OR 4X3 NBR70
DCLNR 12-4-JHP-MC RCT 443 TCH 4* LCGR-4JC SET(a) SR 14-506 T-20/3 PLUG G1/8-6.5 TL360 SR M5X5 DIN913 TL360 OR 4X3 NBR70
DCLNL 16-4-JHP-MC RCT 443 TCH 4* LCGL-4JC SET(a) SR 14-506 T-20/3 PLUG G1/8-6.5 TL360 SR M5X5 DIN913 TL360 OR 4X3 NBR70
DCLNR 16-4-JHP-MC RCT 443 TCH 4* LCGR-4JC SET(a) SR 14-506 T-20/3 PLUG G1/8-6.5 TL360 SR M5X5 DIN913 TL360 OR 4X3 NBR70
* Optional, should be ordered separately
@ Recommended tightening torque 4Nm(35.4 Ibf*in) for R-Clamp Screw

PV I Ui GAMP

JETIRTURN i
RIGID CLAMP v

DWLNR/L-JHP-MC

%
©
a

%

11

I'psi

i
‘403» 41»‘

Rigid Clamp Tools with Channels
for High Pressure Coolant
Carrying the 80° Trigon Inserts

Designation B H HF LF LH WF GAMP GAMF Insert
DWLNR/L .750 .750 .750 4.500 1.417 1.000 6.0 6.0 WNMG 43..
DWLNR/L 16- 1.000 1.000 1.000 6.000 1.417 1.250 6.0 6.0 WNMG 43..

Spare Parts

P> 2 2 2 & (/ @ ® o

D)V RTERPIE R R (P RWT 443 TWH 4 RWT 443-TNM* LCGL-4JC SET SR 14-506 T-20/3 PLUG G1/8-6.5 TL360 SR M4X4 DIN913 TL360 OR 4X3 NBR70
DAVRER PR R (B RWT 443 TWH 4 RWT 443-TNM* LOGR-4JC SET SR 14-506 T-20/3 PLUG G1/8-6.5 TL360 SR M4X4 DIN913 TL360 OR 4X3 NBR70
)RR ICEE R R (] RWT 443 TWH 4 RWT 443-TNM* LCGL-4JC SET SR 14-506 T-20/3 PLUG G1/8-6.5 TL360 SR M4X4 DIN913 TL360 OR 4X3 NBR70
DAVR IR R (B RWT 443 TWH 4 RWT 443-TNM* LOGR-4JC SET SR 14-506 T-20/3 PLUG G1/8-6.5 TL360 SR M4X4 DIN913 TL360 OR 4X3 NBR70

* Optional, should be ordered separately

SETn MACHINING O TELTIGENTIY
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LOGIQ<SCHAM

THREE FLUTE CHAMDRILL

3 Effective Cutting Edges
Dia .472-1.020"
Drilling Master

No Setup

3 Effective Cutting Edges
for Higher Drilling Productivity

Insert Cast Iron Insert

O AoRiLL

ISCAR CHESS LINES




LOGIQICHAM i on ‘ :!j

EshN Adfy??ﬂ d 3 Flute Dril }—ﬂ" = - ‘ f
xchangeable Head 3 Flute Dirills

with Co%lant Holes and One Flat DCN-DCX k7 _ = - \=’ | DCOI:MS h6 DF ’F

Shank, Driling Depth 1.5xD ' \ | |

e w—o+

DCN®  DCX® LU PL DCONMS DF LPR OAL  SSC@ @
D3N 0472-071-063A-1.5D 472 488 95 1066 630 787 1.687 3577 12 KDGN 12-13.99
D3N 0492-074-063A-1.5D 492 508 98 1066 630 787 1.746 3.636 12 KD3N 12-13.99
D3N 0512-077-063A-1.5D 512 528 1.02 1145 630 787 1.829 3719 13 KD3N 12-13.99
D3N 0531-080-063A-1.5D 532 547 1.06 1145 630 787 1.888 3.778 13 KD3N 12-13.99
D3N 0551-083-063A-1.5D 551 567 1.10 1220 630 787 1.970 3.860 14 KDSN 14-15.99
D3N 0571-085-063A-1.5D 571 587 114 1220 630 787 2,030 3919 14 KDGN 14-15.99
D3N 0591-089-075A-1.5D 591 626 1.18 1366 750 984 2112 4.081 15 KD3N 14-15.99
D3N 0630-095-075A-1.5D 630 665 1.26 1354 750 984 2254 4222 16 KD3N 16-17.99
D3N 0669-100-075A-1.5D 669 705 1.34 1385 750 984 2396 4.364 17 KDGN 16-17.99
D3N 0709-106-100A-1.5D 709 744 1.42 1535 1.000 1260 2537 4742 18 K D3N 18-19.99
D3N 0748-112-100A-1.5D 748 784 1.50 1614 1.000 1260 2679 4.884 19 KDBN 18-19.99
D3N 0787-118-100A-1.5D 787 823 1.58 1700 1.000 1260  2.821 5.026 20 K D3N 20-21.99
D3N 0827-126-100A-1.5D 827 862 1.65 1791 1.000 1260  2.963 5.167 21 KD3N20-21.99
D3N 0866-130-100A-1.5D 866 902 173 1846 1.000 1260  3.104 5.309 22 KD3N22-23.99
D3N 0906-138-125A-1.5D 906 941 1.81 1933 1.250 1575 3.246 5.608 23 K D3N 22-23.99
D3N 0945-142-125A-1.5D 945 980 1.89 2051 1.250 1575  3.388 5.750 24 KDGN 24-25.99
D3N 0984-150-125A-1.5D 984 1.020 1.97 2090 1.250 1575 3530 5.892 25 K D3N 24-25.99

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
(@ Cutting diameter maximum
() Seat size code

LOGIQICHAM
THREE FLUTE CHAMDRILL L OA|_ ‘
D3N R-1.5D PLI LPR !
Exchangeable Head 3 Flute Drills e ¢ T
with Coolant Holes and Round DCN-DCX k7 _ = i~ __ N DCONMS h6 DF F
Shank, Drilling Depth 1.5xD ¥ ‘ l

‘47 LU——j

DCN®  DCX® LU PL DCONMS DF LPR OAL  SSC® @

D3N 0472-071-063R-1.5D 472 488 .95 .1066 .630 787 1.687 3.577 12 K D3N 12-13.99
D3N 0492-074-063R-1.5D 492 .508 .98 .1066 .630 787 1.746 3.636 12 K D3N 12-13.99
D3N 0512-077-063R-1.5D 512 .528 1.02 1145 .630 787 1.829 3.719 13 K D3N 12-13.99
D3N 0531-080-063R-1.5D 531 .547 1.06 1145 .630 787 1.888 3.778 13 K D3N 12-13.99
D3N 0551-083-063R-1.5D .5561 .567 1.10 1220 .630 787 1.970 3.860 14 K D3N 14-15.99
D3N 0571-085-063R-1.5D .571 .587 1.14 1220 .630 787 2.030 3.919 14 K D3N 14-15.99
D3N 0591-089-075R-1.5D .591 .626 1.18 .1366 .750 .984 2112 4.081 15 K D3N 14-15.99
D3N 0630-095-075R-1.5D .630 .665 1.26 .1354 .750 .984 2.254 4.222 16 K D3N 16-17.99
D3N 0669-100-075R-1.5D .669 .705 1.34 .1385 .750 .984 2.396 4.364 17 K D3N 16-17.99
D3N 0709-106-100R-1.5D .709 744 1.42 .1535 1.000 1.260 2.537 4.742 18 K D3N 18-19.99
D3N 0748-112-100R-1.5D 748 .783 1.50 1614 1.000 1.260 2.679 4.884 19 K D3N 18-19.99
D3N 0787-118-100R-1.5D 787 .823 1.58 .1700 1.000 1.260 2.821 5.026 20 K D3N 20-21.99
D3N 0827-126-100R-1.5D .827 .862 1.65 1791 1.000 1.260 2.963 5.167 21 K D3N 20-21.99
D3N 0866-130-100R-1.5D .866 .902 1.73 .1846 1.000 1.260 3.104 5.309 22 K D3N 22-23.99
D3N 0906-138-125R-1.5D .906 941 1.81 .1933 1.250 1.575 3.246 5.608 23 K D3N 22-23.99
D3N 0945-142-125R-1.5D .945 .980 1.89 .2051 1.250 1.575 3.388 5.750 24 K D3N 24-25.99
D3N 0984-150-125R-1.5D .984 1.020 1.97 .2090 1.250 1.575 3.530 5.892 25 K D3N 24-25.99

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

(@) Cutting diameter maximum

) Seat size code

Member IMC Group



LOGIQ,

THREE FLUTE

D3N A-3D

Exchangeable Head 3 Flute Drills
with Coolant Holes and One Flat
Shank, Drilling Depth 3xD

CHAMDRILL

DCN-DCX k7

LPR

OAL

!

+tDCONMShs DF

by
DCN®"  DCX®@ LU PL  DCONMS DF LPR OAL Ssc® @
D3N 0472-141-063A-3D 472 488 1.69 .1066 .625 .790 2.402 4.291 12 K D3N 12-13.99
D3N 0492-147-063A-3D 492 .508 1.75 .1066 .625 790 2.490 4.380 12 K D3N 12-13.99
D3N 0512-153-063A-3D 512 .528 1.83 1145 .625 .790 2.602 4.491 13 K D3N 12-13.99
D3N 0531-159-063A-3D .531 547 1.86 1145 .625 .790 2.690 4.580 13 K D3N 12-13.99
D3N 0551-165-063A-3D .561 .567 1.98 1220 .625 790 2.802 4.691 14 K D3N 14-15.99
D3N 0571-171-063A-3D 571 .587 2.03 1220 .625 .790 2.890 4.780 14 K D3N 14-15.99
D3N 0591-177-075A-3D .591 .626 212 .1366 .750 .980 3.002 4.970 15 K D3N 14-15.99
D3N 0630-189-075A-3D .630 .665 2.26 1354 .750 .980 3.202 5.170 16 K D3N 16-17.99
D3N 0669-201-075A-3D .669 .705 2.40 .1385 .750 .980 3.402 5.370 17 K D3N 16-17.99
D3N 0709-213-100A-3D .709 744 2.48 15635 1.000 1.260 3.602 5.807 18 K D3N 18-19.99
D3N 0748-224-100A-3D 748 .783 2.68 1614 1.000 1.260 3.802 6.007 19 K D3N 18-19.99
D3N 0787-236-100A-3D 787 .823 2.76 .1700 1.000 1.260 4.002 6.207 20 K D3N 20-21.99
D3N 0827-248-100A-3D .827 .862 2.89 A791 1.000 1.260 4.202 6.407 21 K D3N 20-21.99
D3N 0866-260-100A-3D .866 .902 3.10 .1846 1.000 1.260 4.402 6.607 22 K D3N 22-23.99
D3N 0906-272-125A-3D .906 941 3.17 .1933 1.250 1.650 4.602 6.965 23 K D3N 22-23.99
D3N 0945-283-125A-3D .945 .980 3.31 .2051 1.250 1.650 4.803 7.165 24 K D3N 24-25.99
D3N 0984-295-125A-3D .984 1.020 3.53 .2090 1.250 1.650 5.003 7.365 25 K D3N 24-25.99
() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
(@) Cutting diameter maximum
) Seat size code
LOGIQ, M
THREE FLUTE CHAMDRILL OAL
D3N R-3D LPR | : E
Exchangeable Head 3 Flute Drills S -
with CO%'am Holes and Round DCN-DCX k7 \%:i%“j L fDCO$NMSh5 DF
Shank, Driling Depth 3xD v \""\\_"I { l
o lPL ‘
LU {
DCN®  DCX®@ LU PL DCONMS  DF LPR OAL Ssc® @
D3N 0472-141-063R-3D AT2 .488 1.69 .1066 .625 790 2.402 4.291 12 K D3N 12-13.99
D3N 0492-147-063R-3D 492 .508 1.756 .1066 .625 .790 2.490 4.380 12 K D3N 12-13.99
D3N 0512-153-063R-3D 512 .528 1.83 1145 625 .790 2.602 4.491 13 K D3N 12-13.99
D3N 0531-159-063R-3D .531 .547 1.86 1145 .625 .790 2.690 4.580 13 K D3N 12-13.99
D3N 0551-165-063R-3D .551 .567 1.98 .1220 .625 .790 2.802 4.691 14 K D3N 14-15.99
D3N 0571-171-063R-3D 571 .587 2.03 1220 .625 .790 2.890 4.780 14 K D3N 14-15.99
D3N 0591-177-075R-3D .591 .626 212 .1366 .750 .980 3.002 4.970 15 K D3N 14-15.99
D3N 0630-189-075R-3D .630 .665 2.26 .1354 .750 .980 3.202 5.170 16 K D3N 16-17.99
D3N 0669-201-075R-3D .669 .705 2.40 .1385 .750 .980 3.402 5.370 17 K D3N 16-17.99
D3N 0709-213-100R-3D .709 744 2.48 .1535 1.000 1.260 3.602 5.807 18 K D3N 18-19.99
D3N 0748-224-100R-3D .748 .783 2.68 1614 1.000 1.260 3.802 6.007 19 K D3N 18-19.99
D3N 0787-236-100R-3D 787 .823 2.76 .1700 1.000 1.260 4.002 6.207 20 K D3N 20-21.99
D3N 0827-248-100R-3D .827 .862 2.89 791 1.000 1.260 4.202 6.407 21 K D3N 20-21.99
D3N 0866-260-100R-3D .866 .902 3.10 .1846 1.000 1.260 4.402 6.607 22 K D3N 22-23.99
D3N 0906-272-125R-3D .906 .941 3.17 .1933 1.250 1.650 4.602 6.965 23 K D3N 22-23.99
D3N 0945-283-125R-3D .945 .980 3.31 .2051 1.250 1.650 4.803 7.165 24 K D3N 24-25.99
D3N 0984-295-125R-3D .984 1.020 3.53 .2090 1.250 1.650 5.003 7.365 25 K D3N 24-25.99

() Cutting diameter minimum ® Do not mount smaller drilling heads other than the specified range of the drill body

(2 Cutting diameter maximum
@) Seat size code

MACHINING O TELTTGERTLY




LoGlaSCHAM I
D3N A-5D

Exchangeable Head 3 Flute Drills ¥
with Coolant Holes and One Flat DCN-DCX k7
Shank, Driling Depth 5xD r

Y
DCONMShs DF

¥

DCN®™ DCX®@ LU PL DCONMS DF LPR OAL SSC®@ @

D3N 0472-236-063A-5D 472 488 2.64 .1066 .625 .790 3.346 5.236 12 K D3N 12-13.99
D3N 0492-246-063A-5D 492 .508 2.74 .1066 625 790 3.474 5.364 12 K D3N 12-13.99
D3N 0512-256-063A-5D 512 .528 2.86 1145 .625 .790 3.625 55118 13 K D3N 12-13.99
D3N 0531-266-063A-5D .531 547 2.92 1145 .625 .790 3.753 5.643 13 K D3N 12-13.99
D3N 0551-275-063A-5D .551 .567 3.08 1220 625 790 3.904 5.794 14 K D3N 14-15.99
D3N 0571-285-063A-5D 571 .687 3.18 1220 .625 .790 4.032 5.922 14 K D3N 14-15.99
D3N 0591-295-075A-5D .591 .626 3.30 .1366 .750 .980 4.183 6.151 15 K D3N 14-15.99
D3N 0630-315-075A-5D .630 .665 3.52 .1354 .750 .980 4.462 6.430 16 K D3N 16-17.99
D3N 0669-335-075A-5D .669 .705 3.74 .1385 .750 .980 4.741 6.709 17 K D3N 16-17.99
D3N 0709-354-100A-5D .709 744 3.90 1535 1.000 1.260 5.020 7.224 18 K D3N 18-19.99
D3N 0748-374-100A-5D 748 .783 4.18 1614 1.000 1.260 5.298 7.503 19 K D3N 18-19.99
D3N 0787-394-100A-5D 787 .823 4.33 .1700 1.000 1.260 5.577 7.782 20 K D3N 20-21.99
D3N 0827-413-100A-5D .827 .862 4.55 1791 1.000 1.260 5.856 8.061 21 K D3N 20-21.99
D3N 0866-433-100A-5D .866 .902 4.84 .1846 1.000 1.260 6.135 8.339 22 K D3N 22-23.99
D3N 0906-453-125A-5D .906 .941 4.98 .1933 1.250 1.650 6.413 8.776 23 K D3N 22-23.99
D3N 0945-472-125A-5D .945 .980 5.20 .2051 1.250 1.650 6.693 9.055 24 K D3N 24-25.99
D3N 0984-492-125A-5D .984 1.020 5.50 .2090 1.250 1.650 6.972 9.334 25 K D3N 24-25.99

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

() Cutting diameter maximum

) Seat size code

D3N R-5D R OAL \
Exchangeable Head 3 Flute Drills — T
with Coolant Holes and Round DCN-DCX k7 ~ = _ _ L _ __ll DcONMSHs DF
Shank, Drilling Depth 5xD v v ¢
PL
™ Ly

DCN®  DCX® LU PL DCONMS DF LPR OAL  SSC® @

D3N 0472-236-063R-5D 472 .488 2.64 .1066 .625 .790 3.346 5.236 12 K D3N 12-13.99
D3N 0492-246-063R-5D 492 .508 2.74 .1066 .625 790 3.474 5.364 12 K D3N 12-13.99
D3N 0512-256-063R-5D 512 .528 2.86 1145 625 .790 3.625 5.515 13 K D3N 12-13.99
D3N 0531-266-063R-5D 531 547 2.92 1145 .625 790 BY58] 5.643 13 K D3N 12-13.99
D3N 0551-275-063R-5D 155 567 3.08 1220 .625 .790 3.904 5.794 14 K D3N 14-15.99
D3N 0571-285-063R-5D 571 587 3.18 1220 625 .790 4.032 5.922 14 K D3N 14-15.99
D3N 0591-295-075R-5D .591 .626 3.30 .1366 750 .980 4.183 6.151 15 K D3N 14-15.99
D3N 0630-315-075R-5D .630 .665 3.52 1354 .750 .980 4.462 6.430 16 K D3N 16-17.99
D3N 0669-335-075R-5D .669 .705 3.74 .1385 .750 .980 4.741 6.709 17 K D3N 16-17.99
D3N 0709-354-100R-5D .709 744 3.90 1535 1.000 1.260 5.020 7.224 18 K D3N 18-19.99
D3N 0748-374-100R-5D 748 783 4.18 1614 1.000 1.260 5.298 7.503 19 K D3N 18-19.99
D3N 0787-394-100R-5D 787 .823 4.33 1700 1.000 1.260 5.577 7.782 20 K D3N 20-21.99
D3N 0827-413-100R-5D .827 .862 4.55 1791 1.000 1.260 5.856 8.061 21 K D3N 20-21.99
D3N 0866-433-100R-5D .866 .902 4.84 .1846 1.000 1.260 6.135 8.339 22 K D3N 22-23.99
D3N 0906-453-125R-5D .906 941 4.98 1933 1.250 1.650 6.413 8.776 23 K D3N 22-23.99
D3N 0945-472-125R-5D .945 .980 5.20 .2051 1.250 1.650 6.693 9.055 24 K D3N 24-25.99
D3N 0984-492-125R-5D .984 1.020 5.50 .2090 1.250 1.650 6.972 9.334 25 K D3N 24-25.99

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

(@ Cutting diameter maximum

) Seat size code

Member IMC Group

A=l



THREE FLUTE)G CHAMDRILL

H3P

Exchangeable 3 Flute Drilling
Heads for Carbon and Alloy Steel
(ISO P) and Cast Iron (ISO K)

Dimensions

©

S

Designation DC LPR™" SSC@ PL® KCH BCH ©
472 - .508 272 12 1067 15.00 .016 o
512 - 547 .298 13 1146 15.00 .016 o
.551 - .687 .319 14 1224 15.00 .016 o
591 - .626 .341 15 .1366 15.00 .016 o
.630 - .665 .365 16 .1354 15.00 .016 [}
.669 - .705 .383 17 .1386 15.00 .016 o
709 - .744 408 18 .1535 15.00 .016 o
.748 - 783 430 19 1614 15.00 .016 o
787 - .823 .443 20 1701 15.00 .016 .
.827 - .862 465 21 1791 15.00 .016 o
.866 - .902 497 22 .1850 15.00 .016 [}
.906 - .941 512 23 .1933 15.00 .016 o
.945 - .980 .533 24 .2047 15.00 .016 .
.984 -1.020 .556 25 .2094 15.00 .016 o

M LPR tolerance +.002"
() Seat size code
@) PL tolerance +.0039"

MACHINING O TELTTGERTLY




SUMOCHAM

CHAMDRILL LINE
Smallest Indexahle

Dia .157-.232"
Drilling Master

Available in
Diameter Range of .157-.232"
(4.0-5.9 mm) with
3 & 5xD Drilling Depths

. .. .. A

World’'s Smallest
Indexable Drill Head
Decreased to .157” (4 mm)

Micro Size Inserts
for High Productivity

Innovative Cost Effective
Nozzles of Material Ergonomic Key Insert

VO ORI

ISCAR CHESS LINES




SUMOCHAM T

DCN C-3D e W

Indexable Head Drills with Pl o LS

Coolant Holes and a Cylindrical [ ' r

Shank, Drilling Depth 3xD DCN-DCXK7 —_— R - DCONMSh6 *@

I T

DCN®@ DCX®@ DCONMS LU PL LS OAL SSc@
DCN 0157-047-0236C-3D (1) 157 173 236 47 0244 1.38 2.272 4
DCN 0177-055-0236C-3D (1) 77 .193 .236 .53 .0260 1.38 2.348 45
DCN 0197-059-0236C-3D (1) 197 213 236 59 0287 1.38 2.413 5
DCN 0216-067-0236C-3D (1) 217 232 236 65 0319 1.38 2.486 5.5
DCN 0236-071-0315C-3D 236 252 315 71 0378 1.42 2.520 6
DCN 0256-079-0315C-3D 256 272 315 77 0464 1.42 2,591 6.5
DCN 0275-082-0315C-3D 276 291 315 83 .0398 1.42 2.661 7
DCN 0295-089-0315C-3D 295 311 315 .89 .0398 1.42 2.720 7
DCN 0315-094-0394C-3D 315 331 394 94 0472 1.57 2.969 8
DCN 0335-102-0394C-3D 335 350 394 1.00 0472 1.57 3.028 8
DCN 0354-106-0394C-3D 354 370 394 1.06 0492 1.57 3.102 9
DCN 0374-112-0394C-3D 374 1390 394 1.12 0492 1.57 3.161 9

() The SK DCN key is supplied with the insert

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
@) Cutting diameter maximum

4 Seat size code

CHAMDRILL LINE

SUMOCHA T

OAL
DCN C-5D ‘
Indexable Head Dirills with PL Lu LS
Coolant Holes and Cylindrical t = —t
Shanks, Drilling Depth 5xD DCN-DCXk7 — ST o= -y ———————tﬂ» DCONMShe

)

DCN®@ DCX® DCONMS LU PL LS OAL SSCW
DCN 0157-079-0236C-5D (1) 157 178 .236 .79 .0244 1.38 2.587 4
DCN 0177-090-0236C-5D (1) A77 193 .236 .89 .0260 1.38 2.703 4.5
DCN 0197-098-0236C-5D (1) 197 218 .236 .98 .0287 1.38 2.807 5
DCN 0216-110-0236C-5D (1) 217 .232 .236 1.08 .0319 1.38 2.919 5.5
DCN 0236-118-0315C-5D .236 .252 315 1.18 .0378 1.42 2.992 6
DCN 0256-130-0315C-5D .256 272 .315 1.28 .0464 1.42 3.102 6.5
DCN 0275-138-0315C-5D 276 .291 315 1.38 .0398 1.42 3.213
DCN 0295-148-0315C-5D 295 311 .315 1.48 .0398 1.42 3.311
DCN 0315-157-0394C-5D .315 .331 .394 1.57 .0472 1.67 3.5698
DCN 0335-169-0394C-5D .335 .350 .394 1.67 .0472 1.57 3.697
DCN 0354-177-0394C-5D .354 .370 .394 1.77 .0492 1.57 3.811
DCN 0374-187-0394C-5D 374 .390 .394 1.87 .0492 1.57 3.909

() The SK DCN key is supplied with the insert

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

©) Cutting diameter maximum

@) Seat size code

© © 0 00 N ~
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SUMOCHAM

CHAMDRILL LINE
ICP
Exchangeable DCN Dirill

»‘ LFT T

PL

Heads, for Carbon and Alloy bc - - SIG
Steel (ISO P Materials)
Dimensions
+ 2

Designation DC PL LF SIG SScm O
ICP 0157 157 .0244 .098 140 4 SK DCN 4-4.99 °
ICP 0161 161 .0244 .098 140 4 SK DCN 4-4.99 °
ICP 0165 165 .0244 .098 140 4 SK DCN 4-4.99 o
ICP 0169 .169 .0244 .098 140 4 SK DCN 4-4.99 o
ICP 0173 173 .0244 .098 140 4 SK DCN 4-4.99 o
ICP 0177 A77 .0260 114 140 4.5 SK DCN 4-4.99 (]
ICP 0181 181 .0268 113 140 4.5 SK DCN 4-4.99 o
ICP 0185 .185 .0276 112 140 4.5 SK DCN 4-4.99 °
ICP 0189 189 .0279 112 140 4.5 SK DCN 4-4.99 o
ICP 0193 .1938 .0287 11 140 4.5 SK DCN 4-4.99 °
ICP 0197 197 .0287 17 140 5 SK DCN 5-5.99 [
ICP 0200 .201 .0295 119 140 B SK DCN 5-5.99 (]
ICP 0204 .205 .0303 118 140 &) SK DCN 5-5.99 o
ICP 0208 .209 .0307 118 140 5 SK DCN 5-5.99 [
ICP 0212 213 .0315 17 140 5 SK DCN 5-5.99 o
ICP 0216 217 .0319 120 140 B SK DCN 5-5.99 o
ICP 0220 .220 .0327 119 140 515 SK DCN 5-5.99 [
ICP 0224 224 .0335 118 140 515 SK DCN 5-5.99 o
ICP 0228 .228 .0338 118 140 515 SK DCN 5-5.99 o
ICP 0232 232 .0346 17 140 515 SK DCN 5-5.99 o

® The drill head has a honed cutting edge

(1) Seat size code

SUMOCHAM - ne

ICK T

Exchangeable DCN Dirill Heads, e £ /;G

for Cast Iron (ISO K Materials) \ V

»J LF lPL«
Dimensions
n 2

Designation DC LPR SSCcm PL LF SIG KCH BCH ©]

197 146 5.0 10492 .096 140 30.00 024 SK DCN 5-5.99 .
ICK 02 217 162 515) .0543 .097 140 30.00 .026 SK DCN 5-5.99 o

[ Icko0232 [PEE 152 5.5 0543 097 140 30.00 028 SKDCN5-5.99 | e

M) Seat size code

Member IMC Group

A=l




SUMOCHAM

CHAMDRILL LINE

ICM
Exchangeable DCN Drill Heads, for

Stainless Steel and High Temperature

Alloys (ISO M & S Materials)

?7

DC

r <

| Fy ﬁ
SIG

o

Designation

vl

Dimensions

(e

ﬁ S

DC LPR SSCt PL SIG LF O
197 146 5.0 .0276 140 118 SK DCN 5-5.99 .
.201 146 5.0 .0283 140 17 SK DCN 5-5.99 o
.205 .146 5.0 .0291 140 A17 SK DCN 5-5.99 o
.209 146 5.0 .0295 140 116 SK DCN 5-5.99 o
213 .146 5.0 .0303 140 1156 SK DCN 5-5.99 o
217 152 55 .0354 140 116 SK DCN 5-5.99 .
.220 152 5.9 .0362 140 1156 SK DCN 5-5.99 o
224 1562 585 .0370 140 115 SK DCN 5-5.99 o
.228 162 5.9 .0378 140 114 SK DCN 5-5.99 o
.232 1562 58 .0382 140 118 SK DCN 5-5.99 o

() Seat size code

MACHINING O TELTTGERTLY




MODUDRILL

Drilling System -
Dia 1.299-1.575" (33-40 m
Modu Drill Master

Innovative Modular System for
Large Diameter and Deep Drilling Smart and Easy

Internal Coolant  Easy Chip nnovative Cost Effective
Evacua tion odular Syste Insert

IO JoRILL

ISCAR CHESS LINE.




MODUDRILL
MODULAR HEADS
MD-BODY sy | . e ’r
: i [} LF LS |
Modular Drill Bodies, Each Can Carry DCV@E F )
a Variety of Exchangeable Drilling v e |=
| |

Heads with Different Diameters

DCONMS DF LS LF LCF DCN® DCX®  DCONWS®
MD-BODY-1299-1417-16-125A 1.250 1.654 2.36 17.520 15.48 1.299 1.453 .264
MD-BODY-1457-1575-16- A 1.250 1.654 2.36 17.520 15.48 1.457 1.575 272

() Cutting diameter minimum
(2 Cutting diameter maximum
() DFN HEAD connection size.

Spare Parts

D
/ 7 %

MD-BODY-1299-1417-16-125A SET SCREW M6-MODUDRILL BLD T15/S7 SW6-T-SH HW 3.0*
MD-BODY-1457-1575-16-125A SET SCREW M6-MODUDRILL BLD T15/S7 SW6-T-SH

* Optional, should be ordered separately

MODUDRILL - LPR

MODULAR HEADS =—— 4"

MD-DFN-HEAD !

Exchangeable Drilling Heads Carrying ]

CHAMIQDRILL Solid Carbide Inserts DCN-DCX ) - DCONMS F

1
—) pLL

DCN® DCX@ LPR DCONMS SSC® MIID® F
MD-DFN 1299 HEAD 1.299 1.335 1.453 .264 33 HFP 330-1Q K DFN 30-40
MD-DFN 1339 HEAD 1.339 1.374 1.465 .264 34 HFP 340-1Q K DFN 30-40
MD-DFN 1378 HEAD 1.378 1.413 1.465 .264 35 HFP 350-1Q K DFN 30-40
MD-DFN 1417 HEAD 1.417 1.453 1.480 264 36 HFP 360-1Q K DFN 30-40
MD-DFN 1457 HEAD 1.457 1.492 1.480 272 37 HFP 370-1Q K DFN 30-40
MD-DFN 1496 HEAD 1.496 1.531 1.496 272 38 HFP 380-1Q K DFN 30-40
MD-DFN 1535 HEAD 1.535 1.575 1.496 272 39 HFP 390-1Q K DFN 30-40

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
(@ Cutting diameter maximum

3 Seat size code

(@) Master insert identification

DUDRILL

MODULAR HEADS

MD-DR-DH-HEAD
Exchangeable Drilling Heads with
Guide Pads, Carrying Square Inserts

Designation LPR DCONMS MIID™ MIID_2@ PL
MD-DR-DH 330 070606-06 33.00 6.70 SOMX 06 SOMX 07 @ 1.00
MD-DR-DH 340 070606-06 33.00 6.70 SOMX 06 SOMX 07 @ 1.00
MD-DR-DH 350 070606-06 33.00 6.70 SOMX 06 SOMX 07 @ 1.00
MD-DR-DH 360 070707-06 33.00 6.70 SOMX 07 SOMX 07 @ 1.00
MD-DR-DH 370 070707-06 39.00 6.90 SOMX 07 SOMX 07 @ 1.00
MD-DR-DH 380 070707-06 39.00 6.90 SOMX 07 SOMX 07 @ 1.00
MD-DR-DH 390 070707-06 39.00 6.90 SOMX 07 SOMX 07 @ 1.00
MD-DR-DH 400 070707-06 40.00 6.90 SOMX 07 SOMX 07 @ 1.00
() Master insert identification (2 Master insert identification 2 @) Inner insert

Spare Parts

P / S % &

MD-DR-DH-06 SR 14-560-HG T-8/53 SR 22052/HG-P IP-7/51 GPS-06-20-120

MACHINING O TELTTGERTLY




MODUDRILL

MODULAR HEADS

MD-BODY . VD-DFN .

Modular Drill Holders, Each Holder DeN:DOX Lo

Can Carry 4 Drill Pocket Head Sizes o —DCONMS DF
7|—“ ¥

Designation DCONMS DF LS LF LCF DCN® DCX DCONWS®

MD-BODY-33-36-400-32A 32.00 42.00 60.0 445.00 393.3 33.00 36.90 6.70
MD-BODY-37-40-400-32A 32.00 42.00 60.0 445.00 393.3 37.00 40.00 6.90

() Cutting diameter minimum @ HEAD connection size

Spare Parts

/7

2A SET SCREW-M6 BLD 4 T15-42.5LBFIN  HSA 4 1-5
-400-32A SET SCREW-M6 BLD 4 T15-42.5LBFIN ~ HSA 4 1-5

MODUDRILL PUT=R—
MODULAR HEADS =
MD-DFN T Y\ . ! ’r
Indexable Pocket ngds with DCN-DC T ooRl e
Coolant Holes for Drilling Holders l
—/pL

Designation DCN DCX LPR DCONMS SSC@ MIID® PL i

MD-DFN 330 HEAD 33.00 33.90 36.90 6.70 88 HFP 330-1Q 7.33 K DFN 30-40
MD-DFN 340 HEAD 34.00 34.90 37.20 6.70 34 HFP 340-1Q 7.62 K DFN 30-40
MD-DFN 350 HEAD 35.00 35.90 37.20 6.70 86 HFP 350-1Q 7.65 K DFN 30-40
MD-DFN 360 HEAD 36.00 36.90 37.60 6.70 36 HFP 360-1Q 8.15 K DFN 30-40
MD-DFN 370 HEAD 37.00 37.90 37.60 6.90 87 HFP 370-1Q 8.04 K DFN 30-40
MD-DFN 380 HEAD 38.00 38.90 38.00 6.90 38 HFP 380-1Q 8.20 K DFN 30-40
MD-DFN 390 HEAD 39.00 40.00 38.00 6.90 39 HFP 390-1Q 8.43 K DFN 30-40

1) Cutting diameter minimum (@ Seat size code @) Master insert identification

Member IMC Group

A=l



T IRIDEEP

DEEP DRILLING

Small Diameter
Dia .472"-.551" (12-13.9 mm)
Deep Drilling Master

Small Diameter Deep Drills
with New Chip Splitting
Insert Concept

Chip Spllttlng Deep Drilling Super Surface Innovative

O JoRuLL

/SCAR CHESS LINES

. No Setup /
§ Time .

Serrated Cutting Edges
Small Diameter Range:
472"-551"
(12-13.9 mm)




DEEP DRILLING BD i
GD-DHL [ R —j
DG fb‘”ﬁh = - DCONMSh6

Gundrills.Carrying Inde'xa‘lble I T \I_V \I_ ' I

Inserts with 2 Chip Splitting L Lﬂ ‘

Cutting Edges and a Wiper for Lu I S Ls—=

High Hole Surface Quality OAL ! "f

M E T R 1 C

Designation DC OAL LU DCONMS BD PL LS MIID®
GD-DHL 12.00X800-U03 12.00 801.80 713.8 19.05 11.50 1.80 70.0 LOGT 06..
GD-DHL 12.00X800-22 12.00 801.80 733.8 20.00 11.50 1.80 50.0 LOGT 06..
GD-DHL 12.00X800-34 12.00 801.80 733.8 20.00 11.50 1.80 50.0 LOGT 06..
GD-DHL 12.00X1000-U03 12.00 1001.80 913.8 19.05 11.50 1.80 70.0 LOGT 06..
GD-DHL 12.00X1000-22 12.00 1001.80 933.8 20.00 11.50 1.80 50.0 LOGT 06..
GD-DHL 12.00X1000-34 12.00 1001.80 933.8 20.00 11.50 1.80 50.0 LOGT 06..
GD-DHL 12.00X1650-U03 12.00 1651.80 1563.8 19.05 11.50 1.80 70.0 LOGT 06..
GD-DHL 12.00X1650-22 12.00 1651.80 1583.8 20.00 11.50 1.80 50.0 LOGT 06..
GD-DHL 12.00X1650-34 12.00 1651.80 1583.8 20.00 11.50 1.80 50.0 LOGT 06..
GD-DHL 13.00X800-U04 13.00 801.80 711.8 25.40 12.50 1.80 70.0 LOGT 06..
GD-DHL 13.00X800-23 13.00 801.80 725.8 25.00 12.50 1.80 56.0 LOGT 06..
GD-DHL 13.00X800-35 13.00 801.80 725.8 25.00 12.50 1.80 56.0 LOGT 06..
GD-DHL 13.00X1000-U04 13.00 1001.80 911.8 25.40 12.50 1.80 70.0 LOGT 06..
GD-DHL 13.00X1000-23 13.00 1001.80 925.8 25.00 12.50 1.80 56.0 LOGT 06..
GD-DHL 13.00X1000-35 13.00 1001.80 925.8 25.00 12.50 1.80 56.0 LOGT 06..
GD-DHL 13.00X1650-U04 13.00 1651.80 1561.8 25.40 12.50 1.80 70.0 LOGT 06..
GD-DHL 13.00X1650-23 13.00 1651.80 1575.8 25.00 12.50 1.80 56.0 LOGT 06..
GD-DHL 13.00X1650-35 13.00 1651.80 1575.8 25.00 12.50 1.80 56.0 LOGT 06..

* Note: Gundrills can be supplied with up to 2400 mm length on request.

 Inserts and guide pads should be ordered separately (they are not included with the tools).

* Preventative measures:
Do NOT operate the deep hole drill at full speed before engaging the guide hole.
Enter the guide hole slowly at a speed of 50 - 100 rpm.

() Master insert identification

DEEP DRILLING B

GD-DH (.500)

Gundrills Carrying Indexable BD

Inserts with 2 Chip Splitting | — LI, 1:|

Cutting Edges and a Wiper for DC 007 (o DCONMSh6

High Hole Surface Quality T 0 [y ' 'ﬁi

PL| ‘L LF s

DC LF PL LU DCONMS BD LS Shank MIID™
GD-DH 12.70-95-15D-06 .500 11.457 .0710 10.31 .750 AT72 2.03 C LOGT 06
GD-DH 12.70-95-20D-06 .500 8.898 .0710 7.75 .750 AT72 2.03 C LOGT 06
GD-DH 12.70-95-25D-06 .500 14.016 .0710 12.87 .750 AT72 2.03 C LOGT 06
GD-DH 12.70-99-15D-06 .500 11.457 .0710 10.31 .750 472 2.03 W LOGT 06
GD-DH 12.70-99-20D-06 .500 8.898 .0710 7.75 .750 AT72 2.03 W LOGT 06
GD-DH 12.70-99-25D-06 .500 14.016 .0710 12.87 .750 472 2.03 W LOGT 06

* Note: Gundrills can be supplied with up to 95" length on request.
* |nserts and guide pads should be ordered separately (they are not included with the tools).
* Preventative measures:
Do NOT operate the deep hole drill at full speed before engaging the guide hole
Enter the guide hole slowly at a speed of 50 - 100 rpm.
() Master insert identification

Member IMC Group

A=l



DEEP DRILLING

GD-DH (12-13.5) BD

Gundrills Carrying Indexable . ¥ § ] ﬂ [

Inserts with 2 Chip Splittin DC - ! DCONMSh6

Cytting Edges ang a?N?pe? for O%ﬁ'ﬂ | 1 Ju | I i £

High Hole Surface Quality ] LU | ‘

L L LF LS |
M E L R 1 C

Designation DC LF PL LU DCONMS BD LS MIIDM
GD-DH 12.00-M20-15D-06 12.00 218.00 1.80 189.8 20.00 11.50 50.0 LOGT 086..
GD-DH 12.00-M20-20D-06 12.00 280.00 1.80 251.8 20.00 11.50 50.0 LOGT 06..
GD-DH 12.00-M20-25D-06 12.00 343.00 1.80 314.8 20.00 11.50 50.0 LOGT 06..
GD-DH 12.50-M20-15D-06 12.50 226.00 1.80 196.8 20.00 12.00 50.0 LOGT 06..
GD-DH 12.50-M20-20D-06 12.50 291.00 1.80 261.8 20.00 12.00 50.0 LOGT 086..
GD-DH 12.50-M20-25D-06 12.50 356.00 1.80 326.8 20.00 12.00 50.0 LOGT 06..
GD-DH 13.00-M25-15D-06 13.00 238.00 1.80 204.8 25.00 12.50 56.0 LOGT 086..
GD-DH 13.00-M25-20D-06 13.00 305.00 1.80 271.8 25.00 12.50 56.0 LOGT 06..
GD-DH 13.00-M25-25D-06 13.00 373.00 1.80 339.8 25.00 12.50 56.0 LOGT 06..
GD-DH 13.50-M25-15D-06 13.50 245.00 1.80 211.8 25.00 13.00 56.0 LOGT 06..
GD-DH 13.50-M25-20D-06 13.50 315.00 1.80 281.8 25.00 13.00 56.0 LOGT 06..
GD-DH 13.50-M25-25D-06 13.50 385.00 1.80 351.8 25.00 13.00 56.0 LOGT 086..

* Note: Gundrills can be supplied with up to 2400 mm length on request. e Inserts and guide pads should be ordered separately (they are not included with the tools).
* Preventative measures: ¢ Do NOT operate the deep hole drill at full speed before engaging the guide hole. e Enter the guide hole slowly at a speed of 50 - 100 rpm.
() Master insert identification

DEEP DRILLING

LOGT

Deep Drilling Inserts with 2 Chip
Splitting Cutting Edges, Positive
Rake Chipbreaker and a Wiper

Call |

Dimensions

Designation IC RE PL S

LOGT 060204R-DT 276 .016 .071 .079

Spare Parts & ?
Insert Screw Insert key

LOGT 060204R-DT SR 106038331040 T-7F

® |C908

ISCARDEEPDRiLi

Deep Drilling Solid RE
GPSCarbide Guide Pads A @ 777L )

Dimensions

Designation Wi RE INSL S

GPS-04-16-055 157 217 .630 .079

Spare Parts & y
-— GuidePad Screw __ GuidePad key

TS 20043//HG-P Wrench IP-6/5

MACHINING O TELTTGERTLY

® |1C908




ISCAR CHESS LINES 2

For All

High Productivity 0
Materials 0® Insert

MAGHININI@ﬁﬁﬁﬁﬁ?




SWISSTuU T

EXTRA LONG

Extra-Long Inserts
Swiss Master

Long Reach Inserts and
Tools for General Applications
on Swiss Type Machines

Long Insert with

Variety of Rigid Clamping Precision Deep Parting
Geometries and Grooving

TN )arP

ISCAR CHESS LINES




SWISSTuUT

EXTRA LONG

SCHR/L-41BF

Grooving and Turning Tools with
Back and Front Clamping for Swiss-
Type and Automatic Machines

SCHR/L 16-41BF

) Maximum cutting width
(2 See insert data

SWISSTuUT

EXTRA LONG

SCIR/L-41-R/L
Parting Inserts

Designation

SCIL 41-100L15K00
SCIR 41-100R15K00
SCIL 41-150L15K00
SCIR 41-150R15K00
SCIL 41-150L15K7
SCIR 41-150R15K7
SCIL 41-200L15K00
SCIR 41-200R15K00
SCIL 41-200L15K7
SCIR 41-200R15K7
SCIL 41-250L15K00
SCIR 41-250R15K00
SCIL 41-250L15K7
SCIR 41-250R15K7
SCIL 41-300L15K00
SCIR 41-300R15K00

() Cutting width tolerance (+/-)
(2 Cutting edge below center

OAL

NCORY

—=| CDX
v

‘r“r?

|| T

7CWN»CWX

Right-hand shown

&

/

& Sy

SCHR/L 12-41BF
SCHR/L 12.7-41BF

OAL
118 438 472 472 4921 SRM4.5X0.75-L7.9 BLDT15/87 SR M2X0.4-L3.5 BLDT10/S7 SW6-SD
118 433 .500 500 4.921 SR M4.5X0.75-L7.9  BLD T15/S7 SR M2X0.4-L3.5 BLD T10/S7  SW6-SD
118 433 .630 .630 4921 SRM4.5X0.75-L.7.9 BLDT15/S7 SR M2X0.4-L3.5 BLDT10/S7 SW6-SD

] 157 v 1.614HG$‘_‘JH*F rwork oo XX :
T = CEaD *
Tc o CDX [}
= gy SCIR 41-...R15K.. %mli T Tvc
J CDXL\ Sharp corner x 2
SCIL 41-...L15K..
Dimensions I\F/‘Iz((::?lri?\ir:gng:tg
3
& f groove

cw CWTOL®M HF@ CDX Tc GAN o (IPR)

.039 .00078 .008 .236 433 .0 ° .0008-.0016
.039 .00078 .008 .236 433 .0 o .0008-.0016
.059 .00078 .008 .315 433 .0 o .0012-.0024
.059 .00078 .008 .315 433 .0 o .0012-.0024
.059 .00078 .020 .315 433 7.0 o .0012-.0024
.059 .00078 .020 .315 .433 7.0 . .0012-.0024
.079 .00078 .008 .394 .433 .0 (] .0012-.0027
.079 .00078 .008 .394 433 .0 ° .0012-.0027
.079 .00078 .020 .394 .433 7.0 . .0012-.0027
.079 .00078 .020 .394 .433 7.0 . .0012-.0027
.098 .00078 .008 .394 .433 .0 . .0012-.0027
.098 .00078 .008 .394 .433 .0 . .0012-.0027
.098 .00078 .020 .394 433 7.0 o .0012-.0027
.098 .00078 .020 .394 433 7.0 ° .0012-.0027
118 .00078 .008 .394 433 .0 . .0012-.0031
118 .00078 .008 .394 .433 .0 o .0012-.0031

Member IMC Group

| Tl



S8 g "
SWISSCuT — Y Jaitica =0
SCIR/L-41-NP | R —
.334 ] v
: r CcDX L XX
Grooving, Turning and Parting Inserts = - - CW ® C
9, Turning o o ST '
v ! -
CDX l<\REx2
Dimensions Recommended Machining Data
©
=]
S ap fturn f groove
Designation cw CWTOL™M RE RETOL® HF® CDX Tc o (inch) (IPR) (IPR)
SCIR/L 41-150NP08 .059 .00078 .0031 .0008 .008 .315 433 . .004-.071 .0008-.0039 | .0008-.0027
SCIL 41-200NP08 .079 .00078 .0031 .0008 .008 .315 433 (] .004-.098 | .0008-.0059 | .0008-.0035
SCIL 41-250NP08 .098 .00078 .0031 .0008 .008 .394 433 L] .004-.118 | .0008-.0067 | .0008-.0043
SCIL 41-300NP08 118 .00078 .0031 .0008 .008 .394 433 ] .004-.157 | .0008-.0079 | .0008-.0047
¢ When turning to the opposite side of chipformer, maximum D.O.C. is .020"
() Cutting width tolerance (+/-)
(@ Gorner radius tolerance (+/-)
@) Cutting edge below center
S8 g "
SWISSCuT . P iianes
SCIR/L-41-BRA/BLA 334 i
Back Turning Inserts T 7 Y
Tc
1
- q Recommended
Rimensions Machining Data
©
o
) ap f turn
Designation Ccw RE HFM Tc GAN o (inch) (IPR)
SCIL 41-BLA08-05K8 .020 .0031 .020 433 8.0 (] .004-.165 .0008-.0059
SCIR 41-BRA08-05K8 .020 .0031 .020 .433 8.0 . .004-.165 .0008-.0059
SCIL 41 BLA08-10K8 .039 .0031 .020 433 8.0 (] .004-.165 .0008-.0059
SCIR 41-BRA08 .039 .0031 .020 433 8.0 (] .004-.165 .0008-.0059
() Cutting edge below center
vy "
SWISSCuT . ianes
SCIR/L-41-ERA/ELA | 'm* e ' a
Back Turning Inserts for 4 & ) T !
Short Chipping Materials . g; [ | Tc
A
‘ L
.037
Dimensions Recommended Machining Data
©
o
e ap f turn
Designation CW RE HFM Tc o (inch) (IPR)
SCIL 41-ELA00-10KO .039 .0000 .008 433 [ .002-.197 .0008-.0059
SCIR 41-ERA00-10KO .039 .0000 .008 .433 . .002-.197 .0008-.0059
SCIL 41 ELA08-10K0 .039 .0031 .008 433 L] .004-.197 .0008-.0059
.039 .0031 .008 .433 . .004-.197 .0008-.0059
() Cutting edge below center
USTRY 4.0

5" MACHINING\>TELLIGENTIY



SWISScCuT

EXTRA LONG

SCIR/L-41-AD
Turning Inserts

&

HF
1 61—,
" ‘IlEE o
o . SW

g;}uzf
JCDX \jM

Workpiece
R o

1 -
Tc
Y

Dimensions Recommended Machining Data
©
=]
S ap f turn f groove
Designation CwW CcwTtoL® RE RETOL®@  HF® CDX Tc GAN| © (inch) (IPR) (IPR)
SCIR/L 41-AD08-30K8 118 .00078 .0031 .0008 .020 433 433 8.0 o .005-.157 | .0008-.0059| .0004-.0024
() Cutting width tolerance (+/-)
(@ Corner radius tolerance (+/-)
() Cutting edge below center
r Yy,
§TM§V§I’U ] o HE Workpiece
SCIR/L-41-AR/AL TGAN S
Turning Inserts with a '5 — i
Frontal Relief Angle TC = cpx Tc
- [SODX Y
Q_/ |<\Sharp corner ﬂ
A . Recommended
DImES e Machining Data
©
=]
S ap fturn
Designation Ccw HFM CDX Tc GAN (€] (inch) (IPR)
SCIL 41-AL00-33K16 130 .020 167 433 16.0 o .002-.157 .0008-.0059
SCIR 41-AR00-33K16 .180 .020 157 433 16.0 ° .002-.157 .0008-.0059
M) Cutting edge below center
SWISSTUT -
EXTRA LONG 157 ?
-~ Y~ 1.61—
IscanTiAzaD I
v I
SCIR/L-41-MTR/MTL ¥ - -Q,’) ) PDX
' . 60 ¥
Threading Inserts with a MTR 3
60° Partial Profile ﬁ e
MTL S S
Dimensions
©
=]
S
Designation RE PDX TPN® TPX@ TPIN® TPIX4) HF® o
SCIL 41-MTL006 .0024 .0354 .400 1.500 17.00 64.00 .008 [
SCIR 41-MTR006 .0024 .0354 .400 1.500 17.00 64.00 .008 o
SCIL 41-MTL020 .0079 .0630 1.500 2.500 10.00 17.00 .008 [}
SCIR 41-MTR020 .0079 .0630 1.500 2.500 10.00 17.00 .008 o

™) Thread pitch minimum (mm)
@ Thread pitch maximum (mm)
®) Threads per inch minimum
@) Threads per inch maximum
(8) Cutting edge below center

Member IMC Group

37



PENTACU 7

PARTING & GROOVING LINE

Mini Penta for Grooving & Parting
Next to Shoulder Dia .01-.125"
Miniature Master

-

_ Parting &
w \%\Grooving
. " \}
| o |

Pentagonal Insert with 5 Cutting Edges
for Grooving & Parting Miniature
Parts Next to Shoulder -
Leftz Right
Insert Widths:
.01-.125”

Cost Effective
Insert

TN )arP

ISCAR CHESS LINES

Parting, Turning  of Material
& Threading

Application




PARTING”GRODVING LINE' "LH*‘ OAL —|_|L
PCHRS/LS-17 ‘ﬁﬁ v F
Tools Carrying Inserts with 5 Cutting ue B " ¥ H O/;i 12
Edges for Grooving,Parting and v ; EEELY [} XX
Recessing Next to High Shoulders ¥
Wy || B bt !
b Hown-owx L
H B CWN" CWX@  WF OAL LH HBH OAH HF & ?
PCHR/LS 9.5-17 .375 .375 .010 125 375 4724 .669 .10 .69 .375 SR M4-39432 T-1508/5
PCHR/LS 12.7-17 500 .500 .010 125 500 4.724 .669 - 72 .500 SR M4-39432 T-1508/5
PCHR/LS 16-17 .630  .630 .010 125 630  4.724 .669 - .85 .630 SR M4-39432 T-1508/5
PCHR/LS 19-17 750  .750 .010 125 750  4.724 .669 - 97 .750 SR M4-39432 T-1508/5
PCHRS 25.4-17 1.000 1.000 .010 125 1.000 4.724 .669 - 1.18 1.000 SR M4-39432L  T-1508/5

® Use right-hand inserts on right-hand tools and vice versa
) Minimum cutting width
(2) Maximum cutting width

PARTING & GROOVING LINE

PENTA 17-P-RS/LS

Pentagonal Inserts for Grooving ff =3 ﬂ_,L
and Parting Soft Materials, \ ‘L’
Thin and Miniature Parts ! CW+.0008 RE
{ B G
[ 7
. . Recommen
Dimensions Machining Data
3
S f groove
Designation cw RE CDX CUTDIA ©] (IPR)
.010 .0000 .024 .05 . .0008-.0012
PENTA 17NO30PO0OR/LS .012 .0000 .024 .05 . .0008-.0012
PENTA 17NO33P00OR/LS .013 .0000 .024 .05 o .0008-.0012
PENTA 17N043PO0OR/LS 017 .0000 .039 .08 (] .0008-.0016
PENTA 17NO50POOOR/LS .020 .0000 .079 16 . .0008-.0016
PENTA 17N075P000R/LS .030 .0000 .098 .20 ° .0008-.0016
PENTA 17NO80OPOOOR/LS .031 .0000 .098 .20 (] .0008-.0016
PENTA 17N095P000R/LS .037 .0000 118 .24 o .0008-.0020
PENTA 17N100P010R/LS .039 .0039 118 .24 ° .0008-.0020
PENTA 17N120P010R/LS .047 .0039 118 24 . .0008-.0020
PENTA 17N140P010R/LS .065 .0039 118 24 o .0008-.0020
PENTA 17N150P010R/LS .059 .0039 167 .31 [ .0008-.0027
PENTA 17N157P010R/LS .062 .0039 157 .31 . .0008-.0027
PENTA 17N170P010R/LS .067 .0039 167 .31 o .0008-.0027
PENTA 17N178P010R/LS .070 .0039 157 .31 (] .0008-.0027
PENTA 17N196P010R/LS 077 .0039 157 .31 . .0008-.0031
PENTA 17N200P010R/LS .079 .0039 167 .31 o .0008-.0031
PENTA 17N222P010R/LS .087 .0039 167 .31 [ .0008-.0031
PENTA 17N230P010R/LS .091 .0039 157 .31 . .0008-.0031
PENTA 17N239P010R/LS .094 .0039 167 .31 o .0008-.0031
PENTA 17N247P010R/LS .097 .0039 157 .31 (] .0008-.0031
PENTA 17N250P010R/LS .098 .0039 157 .31 . .0008-.0031
PENTA 17N270P010R/LS 106 .0039 167 .31 o .0008-.0035
PENTA 17N287P010R/LS 113 .0039 157 .31 . .0008-.0039
PENTA 17N300P010R/LS 118 .0039 157 .31 . .0008-.0039
BPO10R 125 .0039 157 .31 [ .0008-.0039

Member IMC Group
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PENTACU: o Ot -
PENTA 17-P-RS/LS 100
(full radius) ‘ ]
Precision Grooving Pentagonal Full %/ H
Radius Inserts for Soft Materials OW=.0008
+. RE
R E
[ f
- q Recommended
DIEEETE Machining Data
©
=}
S f groove
Designation cw RE CDX CUTDIA (©] (IPR)
PENTA 17N100PO50R/LS .039 .0197 118 .24 ° .0008-.0020
PENTA 17N157P079R/LS .062 .0311 157 .31 o .0008-.0027
PENTA 17N200P100R/LS .079 .0394 167 .31 . .0008-.0031
PENTA 17N239P120R .094 .0472 157 .31 o .0008-.0031

PENTA 17N...P...RS/LS - Precision Grooving & Parting Off Inserts

CUTDIA as a function of depth of cut (CDX
Parting to center
Designation CWs=0008 | RE | CDX [CDX<.092| CDX<.1 | CDX<.12 | CDX<.14 | CDX<.152 | CDX<.16 CUTDIA
PENTA 17N0O25P000RS/LS .01 0 .024* - - - - - -
PENTA 17NO30PO00ORS/LS .012 0 .024* = = = = = = .048
PENTA 17NO33P0O00RS/LS .013 0 .024* - - - - - -
PENTA 17N043P0O00RS/LS .017 0 .039* = = = = = = .08
PENTA 17NO50P000RS/LS .02 0 .079* - - - - - - .16
PENTA 17NO75P000RS/LS .03 0 .098 N.L. - - - - 2
PENTA 17NO80OPO00RS/LS .031 0 .098 N.L. = = = =
PENTA 17NO95P0O00RS/LS .037 0 118 N.L. - - -
PENTA 17N100P010RS/LS .039 .0039 | .118 N.L. - - -
PENTA 17N100P0O50RS/LS .039 .0197 | .118 N.L. = = = 24
PENTA 17N120P010RS/LS .047 .0039 | .118 N.L. - - -
PENTA 17N140P010RS/LS .055 .0039 | .118 N.L. - - -
PENTA 17N150P010RS/LS .059 .0039 | .157 N.L.
PENTA 17N157P010RS/LS .062 .0039 | .157 N.L.
PENTA 17N157P079RS/LS .062 .0311 | 1567 N.L.
PENTA 17N170P010RS/LS .067 .0039 | .157 N.L.
PENTA 17N178P010RS/LS .07 .0039 | .1567 N.L.
PENTA 17N196P010RS/LS .077 .0039 | .157 N.L. 16
PENTA 17N200P010RS/LS .079 .0039 | .157 N.L. 4
PENTA 17N200P100RS/LS .079 .0394 | 157 N.L.
PENTA 17N222P010RS/LS .087 .0039 | .157 N.L. 5o 108 .8
PENTA 17N230P010RS/LS .091 .0039 | .157 N.L. .32
PENTA 17N239P010RS/LS .094 .0039 | .1567 N.L.
PENTA 17N239P120RS/LS .094 .0472 | 157 N.L.
PENTA 17N247P010RS/LS .097 .0039 | .157 N.L.
PENTA 17N250P010RS/LS .098 .0039 | .1567 N.L.
PENTA 17N270P010RS/LS .106 .0039 | .157 N.L.
PENTA 17N287P010RS/LS 118 .0039 | .157 N.L.
PENTA 17N300P010RS/LS 118 .0039 | .1567 N.L.
PENTA 17N318P010RS/LS 125 .0039 | .157 N.L. 1
N.L.= No Limit
* - For Precission Grooving, CUTDIA - No Limit
%\ CDX

MACHINING O TELTTGERTLY



PARTING & GROOVING LINE

PENTA 17-NP-RS/LS

Pentagonal Inserts for Precision
Grooving and Turning Next to
High Shoulder Applications

Designation cw

PENTA 17-100NPO8R/LS .039
PENTA 17-200NPO8R/LS .079
PENTA 17-300NPO8R 118

. CDX . 067 [
U
5 9“% ~
. CUTDIA " ya
) N/ /
# ‘ Aeow S 2
Re 4
Dimensions Recommended Machining Data
©
o
S
5 ap fturn f groove
CWTOLM RE RETOL® CDX CUTDIA = (inch) (IPR) (IPR)
.00078 .0031 .0008 118 1.26 o .002-.028 |.0008-.0024 | .0012-.0024
.00078 .0031 .0008 157 1.26 [} .002-.098 | .0020-.0059 | .0020-.0035
.00078 .0031 .0008 157 1.26 o .002-.122 |.0020-.0075 | .0020-.0043

* When turning to the opposite side of chipformer, maximum CDX is .020" () Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

PENTA 17-100NPO8-L/RS
PENTA 17-200NP08-L/RS
PENTA 17-300NP08-L/RS

PARTING & GROOVING LINE

PENTA 17-ER/EL

Back Turning Pentagonal Inserts
for Short Chipping Materials

CUTDIA as a function of depth of cut (CDX)

CDX<.98 CDX<.118 CDX<.138 CDX<.150 CDX<.157
N.L. 3.937 = = =
N.L. 3.937 2.953 1.772 1.260
N.L. 3.937 2.953 1.772 1.260

Designation

PENTA 17EL00-07KOLS
PENTA 17ER00-07KORS
PENTA 17EL08-07KOLS

.138
. f'jl
4= I
g "\
Dimensions Recommended Machining Data
©
o
S ap f turn
Ccw RE PSIR Tc O (inch) (IPR)
.028 .0000 60.0 167 . .002-.098 .0004-.0059
.028 .0000 60.0 157 o .002-.098 .0004-.0059
.028 .0031 60.0 157 . .002-.098 .0004-.0059
.028 .0031 60.0 157 o .002-.098 .0004-.0059

Member IMC Group
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PENTA 17-MT-RS/LS

Precision Ground Pentagonal
External Threading Inserts
with a 60° Partial Profile

Designation

PENTA 17-MTLOO3LS
PENTA 17-MTRO03RS
PENTA 17-MTLOOSLS
PENTA 17-MTRO08R

PENTA 17-WT-RS/LS

Precision Ground Pentagonal
External Threading Inserts
with a 55° Partial Profile

Designation

PENTA 17-WTLOO3LS
PENTA 17-WTROO3RS

PENTA 17-WTLOOSLS

i
*I'fi Nt
|
Dimensions

©
o
o
TPN™ TPX® RE PDX o

.300 1.750 .0012 .03 .

.300 1.750 .0012 .03 .

.700 3.500 .0031 .06 (]

.700 3.500 .0031 .06 .

() Thread pitch minimum (mm) @ Thread pitch maximum (mm)
F Yy J
Al
"2 ;
Dimensions

©
o
<)
TPIX(™ TPIN®@ RE PDX o
72.00 17.00 .0012 .03 (]
72.00 17.00 .0012 .03 (]
31.00 7.00 .0031 .06 .
: 31.00 7.00 .0031 .06 o

() Threads per inch maximum @ Threads per inch minimum

=1 MACHINING > TELLIGENTLY




LOGIQSGRIP &

PARTING & GROOVING
Pentagonal Adapters
5 Pockets

Blade Master

Up t8].77” bar diameter Up to .87 bar diameter
Tang-Grip .0787-.118" GFT for Small Size .047", .063"

Economical 5 Pocket Blade
for Parting & Grooving

Ease of Use  High Pressure  New Generation
Coolant Insert

O JarP

ISCAR CHESS LINES



SLIMGRIP

NARROW INSERTS

LoGia5a6riP

PARTING& GROOVING

THMPR/L D22-JHP
Holders with High Pressure
Coolant Channels for Pentagonal
SLIM-GRIP Adapters

OAL ‘F
2000
Iy

WI'psi

H HF HBH B WF _ CUTDIA OAL HBL CNT
THMPR/L 16-D22-JHP .630 .634 .39 .630 575 .87 B6.319 1.17 UNF 5/16-24
THMPR/L 19-D22-JHP .750 752 .28 .750 .693 .87 5.315 1.17 G1/8

THMPR/L...-D22-JHP CDX to CUTDIA oDX CUTDIA
CDX <0787 | <118 | <157 | <197 | <236 | <275 | <315 | <433
CUTDIA 1.96 1.65 1.42 1.26 1.18 1.10 1.02 .866
/

Spare Parts

® % S & >

THMPL 16-D22-JHP SR 5/16UNF TL360 HW 5/32" SR M4-39432 T-15/5
THMPR 16-D22-JHP SR 5/16UNF TL360 HW 5/32" SR M4-39432 T-15/5
THMPL 19-D22-JHP PLUG G1/8-6.5 TL360 HW 5.0 SR M4-39432 T-15/5
THMPR 19-D22-JHP PLUG G1/8-6.5 TL360 HW 5.0 SR M4-39432 SR M4X8 DIN912 T-15/5

LOGIQSGRIP oA ;

PARTING& GROOVING ﬁ XX

SLIMGRIP =50

NARROW INSERTS ‘

ADMP D22 T

Parting and Grooving Adapters With

5 Pockets for SLIM-GRIP Inserts o

cw WB D CUTDIA Insert
ADMP D22-1.2 047 042 1.260 87 GFT 1.2
ADMP D22-1.6 .063 047 1.260 87 GFT 1.6

Spare Parts

/

ADMP D22 ESG-SLM*

* Optional, should be ordered separately

! MACHINING > TELLIGENTLY



NARROW INSERTS

GFT-J
Thin Parting, Grooving &

SLIMGRIP | .
Wi

for Soft Materials

Slitting Single-Ended Inserts ‘| J 9&

Dimensions Tough <= Hard| Recommended Machining Data
© )
[aY] (=]
) ) f groove
Designation CwW RE o Q (IPR)
GFT 0.8J-0.1 .031 .0039 [ o .0012-.0031
GFT 1.0J-0.1 .039 .0039 o ° .0012-.0039
GFT 1.2J-0.14 .047 .0055 ° [ .0012-.0039
GFT 1.6J-0.16 .063 .0063 [ [ .0012-.0047
L W Y72 W Vv _ 7/ Y
AN IFir
PARTING LINE CNT (tprS) ’F
) Y s 2000
LOGIQSGRIP T
PARTING& GROOVING _ jJ
THMPR/L D45-JHP ‘
Holders with High Pressure y
Coolant Channels for Pentagonal =
TANG-GRIP Adapters
I
H HF HBH B WF CUTDIA OAL HBL CNT
THMPR/L 19-D45-JHP .750 752 .75 .750 .644 1.77 5.315 1.40 G1/8
THMPR/L 25.4-D45-JHP 1.000 1.004 .50 1.000 .896 1.77 5.315 1.40 G1/8
Spare Parts
§ /
S >
THMPR/L D45-JHP SR M3X8 ISO 14580 BLACK T-10/5 PLUG G1/8-6.5 TL360 HW 5.0

Member IMC Group
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0GIQ5GRIP

PAHT/NM GROOVING

7/ )
"Il‘llﬂ"'

PARTING LINE

ADMP D45

Parting and Grooving Adapters

With 5 Pockets for TANG-GRIP

Tangentially Clamped Inserts.

Designation

ADMP D45-2.0
ADMP D45-3.0
() Minimum cutting width
@ Maximum cutting width

CUTDIA

CWN® Cwx2 wWB D

CUTDIA Insert

.071 .094 .063 1.654
110 138 .098 1.654

1.77 TAG 2
1.77 TAG 3

THMPR/L...-D45-JHP Tmax. to Dmax.

CDX CUTDIA

CDX <.118
CUTDIA 3.35

<157
3.15

<197 <.236 <.275 <.315 <.354 <.394
2.95 2.75 2.55 2.36 2.16 1.96

<.886
1.77

Spare Parts

/
ADMP D4 ETG 2*
ADMP D45-3. 0 ETG 3-4-SH*

* Optional, should be ordered separately

s MACHINING > TELLIGENTLY




MULTIF=GRIP

HIGH FEED GRIP HOLDER

High Productivity
Parting Master

Reinforced and Robust Tool
Extra Stability and Higher Productivity
Block Suitable for Al Machine Types

Ultra High Feed
Parting Insert and Tool
Guarantee Higher
Rigid Clamping Extra High  High Pressure  Cost Effective  Anti-Vibration
Feed Coolant Insert

A JarP

ISCAR CHESS LINES




)MQELDT’ Gmﬁo’zg’ f«—— OAL assembly 4" > OAW = \<CUTDIA
. 35900

TGTBQ-JHP

Tool Blocks for Parting and
Grooving Square Adapters for
High Pressure Coolant

oz

Coolant inlet G1/8 /* ] B <
OAH H B OAW OAL LB CUTDIA
TGTBQ 19L-D52-JHP 1.97 750 772 1.008 4.803 1.339 2.05
TGTBQ 19R-D52-JHP 1.97 .750 772 1.008 4.803 1.339 2.05
TGTBQ 25.4L-D52-JHP 1.97 1.000 1.024 1.260 5.197 1.339 2.05
TGTBQ 25.4R-D52-JHP 1.97 1.000 1.024 1.260 5.197 1.339 2.05
TGTBQ 19L-D82-JHP 2.52 .750 772 1.008 5.512 2.087 3.22
TGTBQ 19R-D82-JHP 2.52 .750 772 1.008 5.512 2.087 3.22
TGTBQ 25.4L-D82-JHP 2.52 1.000 1.024 1.260 5.906 2.087 3.22
TGTBQ 25.4R-D82-JHP 2.52 1.000 1.024 1.260 5.906 2.087 3.22
TGTBQ 31.8L-D82-JHP 2.52 1.250 1.280 1.516 5.925 2.106 3.22
TGTBQ 31.8R-D82-JHP 2.52 1.250 1.280 1.516 5.925 2.106 3.22
TGTBQ 25.4L-D120-JHP 3.74 1.000 1.024 1.260 6.496 2.638 4.72
TGTBQ 25.4R-D120-JHP 3.74 1.000 1.024 1.260 6.496 2.638 4.72
TGTBQ 31.8L-D120-JHP 3.74 1.250 1.280 1.516 6.496 2.638 4.72
TGTBQ 31.8R-D120-JHP 3.74 1.250 1.280 1.516 6.496 2.638 4.72

Table determining depth of cut for grooving as function of workpiece diameter

Designation CUTDIA

qpep:{e B IPRN R 2,09 ( 2,13 [ 2.17 | 2.20 | 2.24 | 2.32 | 2.40 | 2.52 | 2.64 | 2.80 | 2.95 | 3.19 | 3.46 | 3.78 | 4.21 | 4.80 | 5.55 | 6.65
qlep e B PR 4,21 (4.33 [ 4.49 | 4.69 | 4.88 [ 5.12 5.39 | 5.71 [ 6.06 | 6.50 | 7.01 | 7.64 | 8.39 | 9.33 {10.51(12.13(14.29(17.44
qep (e B RPLIA] | 7,95 ( 8.27 | 8.62 | 9.02  9.45 | 9.96 (10.51(11.14{11.89(12.76(13.74|14.96(16.42(18.19|20.39(23.31(27.13|32.56
83| .79 |.75| .71 | .67 | 63 | .59 | 55 | .51 | 47 | .43 | .39 | .35 | .31 | .28 | .24 | .20 | .16

Designation CUTDIA
gy le B P, 803,27 | 3.27 | 3.31  3.31 | 3.35  3.39 | 3.43 | 3.46 | 3.50 | 3.58 | 3.62 | 3.70 | 3.78 | 3.86 | 3.98 | 4.06
gy BP0 5.47 | 5.55 | 5.63 | 5.71 | 5.83 [ 5.91 | 6.02 | 6.14 | 6.30 | 6.46 | 6.61 | 6.77 | 6.97 | 7.20 | 7.40 | 7.68
CDX 1.46|1.42(1.38(1.34|1.30 (1.26 |1.22 [ 1.18|1.14(1.10|1.06 [ 1.02| .98 | .94 | .91 | .87

Designation CUTDIA
TGTBQ...D120-JHP B ¥ (] 480 |4.84)|4.84|4.884.92|4.92|4.96 | 5.00
CDX 2.20-2.36| 2.09-2.17 | 2.05 [ 2.01 [ 1.97 [ 1.93 | 1.89 | 1.85 | 1.81

. Block: TGTBQ...D...

. Blade: T/DGAQ...

. Locating Pin: Side thrust Pin 3mm
. Screw: SR M4x10 ISO 14580

. Screw: SR M4x9-Seal-JHP

. Seal washer: CSW 1/8”

. O-ring: O-ring 10x2 NBR

NOoO O~ ODN=

Spare Parts

N - ¢ 2 © ¢ 7 /7 o

TGTBQ-JHP SR M4X9-SEAL-JHP SIDE THRUST PIN 3mm JHP COPPER SEAL 1/8" SR ISO 14580 M4X10 SW6-SD  BLD T20/S7  O-RING 10X2 NBR

! MACHINING > TELLIGENTLY



TANGF=GRIP

HIGH FEED: PARTING

TGAQ-JHP

Parting and Grooving Square
Adapters for TANG-GRIP
Tangentially Clamped Inserts

Designation

TGAQ D52-2-2Z-JHP
TGAQ D52-3-2Z-JHP
TGAQ D52-4-2Z-JHP

TGAQ D82-2-4Z-JHP

TGAQ D82-3-4Z-JHP
TGAQ D82-4-4Z-JHP
TGAQ D120-3-4Z-JHP
TGAQ D120-4-4Z-JHP
TGAQ D120-5-4Z-JHP

e Suitable for all TANG-GRIP inserts
) Minimum cutting width

(2 Maximum cutting width

@ Maximum diameter for parting

Flow Rate vs. Pressure

TGAQ D52/82/120-2

TGAQ D52/82/120
TGAQ D52/82/120-4-...-JHP
TGAQ D120-5-4Z-JHP

Spare Parts

Designation

TGAQ D52-2-2Z-JHP
TGAQ D52-3-22-JHP
TGAQ D52-4-22-JHP
TGAQ D82-2-4Z2-JHP

TGAQ D82-3-4Z-JHP
TGAQ D82-4-4Z-JHP
TGAQ D120-3-4Z-JHP
TGAQ D120-4-4Z-JHP
TGAQ D120-5-4Z-JHP

* Optional, should be ordered separately

2000
PSI
OAL OAH CWN® CWX@ WB HF CUTDIA® Insert
1.968 1.97 .071 .098 065 1.713 2.05 TAG 2
1.968 1.97 110 .138 098 1.713 2.05 TAG 3
1.968 1.97 146 A77 134 1.713 2.05 TAG 4
2.402 2.40 .071 .098 065 2.283 3.23 TAG 2
2.402 2.40 110 .138 098 2.283 3.23 TAG 3
2.402 2.40 146 A77 134 2.283 3.23 TAG 4
3.563 3.56 110 .138 098 3.307 4.72 TAG 2
3.563 3.56 146 A77 134 3.307 4.72 TAG 3
3.563 3.56 .185 217 157 3.307 4.72 TAG 4
1000 PSI 1450 PSI 2000 PSI
Flow Rate (GPM) Flow Rate (GPM) Flow Rate (GPM)
11-1.9 1.3-2.1 1.6-2.4
1.6-1.9 1.9-2.1 2.1-24

&

@

S/

SR M4X9-SEAL-JHP
SR M4X9-SEAL-JHP
SR M4X9-SEAL-JHP
SR M4X9-SEAL-JHP
SR M4X9-SEAL-JHP
SR M4X9-SEAL-JHP
SR M4X9-SEAL-JHP
SR M4X9-SEAL-JHP
SR M4X9-SEAL-JHP

JHP COPPER SEAL 1/8"
JHP COPPER SEAL 1/8"
JHP COPPER SEAL 1/8"
JHP COPPER SEAL 1/8"
JHP COPPER SEAL 1/8"
JHP COPPER SEAL 1/8"
JHP COPPER SEAL 1/8"
JHP COPPER SEAL 1/8"
JHP COPPER SEAL 1/8"

ETG 2*
ETG 3-4-SH*
ETG 3-4-SH*

ETG 2*
ETG 3-4-SH*
ETG 3-4-SH*
ETG 3-4-SH*
ETG 3-4-SH*

ETG 5-7*

TANGI=GRIP -
Hi{GH FEED PARTING >‘ CW g
TANG GRIF &= 4
PARTING LINE v
TAG N-HF XX
Single-Ended Inserts for High
Feed Parting and Grooving, Hard H
Materials and Tough Applications
i . Recommended
Dimensions Tough <— Hard Machining Data
o ©
& 3 f groove
Designation cw CWTOL™ RE o o (IPR)
TAG N3HF 118 .00157 .0157 . . .0098-.0138
TAG N4HF 157 .00157 .0197 (] (] .0118-.0157
| TAGNSHF | 197 00157 0197 ) o .0118-.0157

() Cutting width tolerance (+/-)

Member IMC Group
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DOE%QLP D120 “ﬁ
il

52000
PSI

DGAQ-JHP
Parting and Grooving Square
Adapters for DO-GRIP Inserts

OAL OAH CWNO CWX®@ WB HF CUTDIA® Insert

DGAQ D52-2-2Z-JHP 1.968 1.97 .075 .098 .068 1.713 2.05 DGN/R/L 2
DGAQ D52-3-2Z-JHP 1.968 1.97 118 125 .098 1.713 2.05 DGN/R/L 3
DGAQ D52-4-2Z-JHP 1.968 1.97 157 157 126 1.718 2.05 DGN/R/L 4
DGAQ D82-3-2Z-JHP 2.402 2.54 118 125 .098 2.283 3.23 DGN/R/L 3
DGAQ D82-4-2Z-JHP 2.402 2.54 157 157 126 2.283 3.23 DGN/R/L 4
DGAQ D82-5-2Z-JHP 2.402 2.54 197 197 157 2.283 3.23 DGN/R/L 5
DGAQ D120-4-4Z-JHP 3.563 3.56 157 157 126 3.307 4.72 DGN/R/L 4
DGAQ D120-5-4Z-JHP 3.563 3.56 197 197 157 3.307 4,72 DGN/R/L 5

* When using .079 and .118" double-sided inserts, the depth of cut is limited up to .75". For larger depth, use a DGNM type single-ended insert.
() Minimum cutting width

(2 Maximum cutting width

(@) Maximum diameter for parting

Flow Rate vs. Pressure

1000 PSI 1450 PSI 2000 PSI
Designation Flow Rate (GPM) Flow Rate (GPM) Flow Rate (GPM)

DGAQ D52-2-2Z-JHP

DGAQ D52/82-3-22-JHP 1119 192t 1624
1.6-1.9 1.9-21 21-2.4
Spare Parts
> Gl “
DGAQ-JHP SR M4X9-SEAL-JHP  JHP COPPER SEAL 1/8" EDG 33A*

* Optional, should be ordered separately

MACHINING O TELTTGERTLY



L 2y Y2 W V. Y/ )
LAV Ireirr. 0
350 LINE

TGSU ...-4Z “ [ ¥ ]
TGSU ‘ onlL
Parting and Grooving Flat Top Blades @‘ [
with Tangential Pockets Carrying CUTDIA 0 e e e LA
TANG-GRIP el
Single-Ended Inserts @ L -0 6 e e oiVg

H CWN@ CWX®  CUTDIA NOP@ WB OAL HF CSP®) Insert
TGSU 35-1.4-1Q 1.378 .055 .055 1.38 2 .098 © 7.087 1.307 0 TAG 1.4 ETG 1.4/1.6*
TGSU 35-2-1Q 1.378 .071 .094 2.34 2 .098 ™ 6.299 1.307 0 TAG 2 ETG 2*
TGSU 35-3-1Q-42 1.378 110 138 4.72 4 .098 7.087 1.307 0 TAG 3 ETG 3-4-SH*
TGSU 35-4-10-42 1.378 146 A77 4.72 4 134 7.087 1.307 0 TAG 4 ETG 3-4-SH*
TGSU 35-5-1Q 1.378 185 217 5.67 2 157 7.087 1.8307 0 TAG 5 ETG 5-7*
TGSU 35-6-1Q 1.378 224 .256 5.67 2 .205 7.087 1.307 0 TAG 6 ETG 5-7*
TGSU 35-7-1Q 1.378 .268 .295 5.67 2 .236 7.087 1.307 0 TAG 7 ETG 5-7*
TGSU 35C-8-1Q (1) 1.378 .303 335 5.67 2 283 7.087 1.307 1 TAG8  ETG 8-12*
TGSU 35C-9-1Q (1) 1.378 .343 .394 5.67 2 .323 7.087 1.307 1 TAG9  ETG8-12*
TGSU 56C-7-1Q (1) 2.205 .268 .295 8.66 2 .236 10.236 2.110 1 TAG 7 ETG 5-7*
TGSU 56C-8-1Q (1) 2.205 .303 .335 8.66 2 283 10.236  2.110 1 TAG8  ETG8-12
TGSU 56C-9-1Q (1) 2.205 343 394 8.66 2 .323 10.236  2.110 1 TAG9 ETG 8-12*

) C- Internal coolant, use with TGTBU HD blocks only; cooling tube SGCU 341 should be ordered separately

@ Minimum cutting width

@) Maximum cutting width

4 Number of pockets

8) 0 - Without coolant supply, 1 - With coolant supply

(6) Thickness at the D.O.C. area is .041"

(7 Thickness at the D.O.C. area is .065"

* Optional, should be ordered separately

TGSU 35-3-10-4Z y _

rasussaiosz OMC ), s & | Ie

_.':':221".-?_%..';“1:! w&.‘tl wod
s ke :_ INE . ™~ J
0|« 142 TGS 300 C: t (4)
“oc-..‘..-

JETCUT ~—0AW

TGTBU-JHP T ﬁ o 2000

Tool Blocks for Parting and Grooving OAHT — i !

Blades for High Pressure Coolant H HTPRM

by A
HBH I
Hegal o lawrheAm
Choose blade by prism height dimension

H B HTPRM OAW OAH HBH WTHPRM OAL % f / Qo

TGTBU 16-5G-JHP 630 .665 1.024 1.402 1.18 .52 161 3.386 BKU86 SRM6X16DIN912 HW5.0 OR 14X2.5N
TGTBU 19-35-JHP .750 787 1.378 1.535 1.24 97 .236 4331 BKU210 SRM6X20DIN912 HW 5.0 OR 14X2.5N
TGTBU 19-5G JHP .750 787 1.024 1.520 1.70 .39 160 3.400 BKU86 SRM6X16DIN912 HW5.0 OR 14X2.5N
TGTBU 19-6G JHP .750 787 1.260 1.540 1.40 .63 .209 3.937 BKU100 SRM6x16DIN912 HW5.0 OR 14X2.5N
TGTBU 25.4-5G JHP 1.000 1.028 1.024 1.730 1.75 .20 160 4330 BKU105 SRM6X16DIN912 HW5.0 OR 14X2.5N
TGTBU 25.4-35-JHP 1.000 1.142 1.378 1.772 1.48 .72 .236 4331 BKU210 SRM6X20DIN912 HW 5.0 OR 14X2.5N
TGTBU 25.4-6G JHP 1.000 1.028 1.260 1.780 1.65 .30 .209 4331 BKU110 SRMBX16DIN912 HWS5.0 OR 14X2.5N
TGTBU 31.8-6G JHP 1252  1.142 1.260 1.900 1.90 21 .209 4331 BKU110 SRM6X16DIN912 HW5.0 OR 14X2.5N

Z2ZZ2ZZzZ22Z22ZZ

Member IMC Group



MODUGRIP i

MODULAR GRIP CARTRIDGES

Compact Modular Adapters
for Parting & Grooving
Grip Master

Extra Compact Flat Bottom
Modular Holder Carries Cartridges
for Parting and Grooving

/‘x\ AN S -

) .. W [ ; \ i ility to
\i” ) \ a) \ i ) \ 2 ) nLgcthﬁ: rgll.:(tc ?52?125‘{.1;

Ease of Use Variety of High Pressure Cost Effective
Cartriges on Shank Coolant Insert

O JarP
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MODUGRIP JETCUT

MODULAR GRiIP CARTRIDGES
NMAHR/L-JHP
Holders with High Pressure Coolant
Channels for MODU-GRIP Adapters

WFE = .969

WF(asAsembly) ¥
j;?;“_—g‘ I

WF(adapter)

ko]

2000

PSI

WF(assembly)=WF+WF(adapter)

H

OAL

WF

CNT

HF

NMAHR/L 19-MG-JHP .750
NMAHR/L 25.4-MG-JHP 1.000

.750
1.000

3.937
3.937

.539
791

G1/8
G1/8

.750
1.000

Spare Parts

N s v

/

o

ICTZNTETT I SR M5-04451  SW6-T-SH  BLD T20/S7__ OR 5XIN

TANGGRic JETCUT

PARTING LINE

MODULAR GR!P CARTRIDGES

TGAD RE/LE-JHP

Parting and Grooving Adapters with
Channels for High Pressure Coolant
Carrying TANG-GRIP Inserts

-
A

N
WE e

[ A

CW}

L
il

;&-2000
PSI

CWN®

Cwx@

WF

WB

WB_2

LF

OAH HF

CUTDIA Insert

TGAD 2R/LE-D54-JHP .071
TGAD 3R/LE-D54-JHP 118

.094
.138

176
161

.065
.096

.209 1.748
.209 1.748

1.01 742
1.01 742

213 TAG 2
213 TAG 3

() Minimum cutting width
2 Maximum cutting width

Spare Parts

S

TGAD RE/LE-JHP

ETG 3-4-SH"

* Optional, should be ordered separately

@000
DOGRiIr JETCUT
TWISTED 2-SIDED

RIP

MODULAR GRiP CARTRIDGES

D/HGAD RE/LE-JHP

Parting and Grooving Adapters
with Channels for High Pressure
Coolant Carrying DO-GRIP Inserts

CUTDIA

cune

CWX®@

WF

WB

OAL

OAH

HF  CUTDIA Insert 4

DGAD 2R/LE-D38-JHP (1) 075
DGAD 3LE-D38-JHP (1) 118

HGAD 3R/LE-D42-JHP 118

.098
125
118

A77
161
161

.063
.096
.096

2.140
2.140
2.061

1.01
1.01
1.01

742 1.50 DGN 2 EDG 33A*
742 1.50 DGN 3  EDG 33A*
742 1.65 HGN 3 EDG 23B*

™) For parting and external grooving only
(2 Minimum cutting width
(@) Maximum cutting width

* Optional, should be ordered separately

Member IMC Group
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PENTACUT JETCUT

PARTING & GROOVING LINE

MODULAR GRiP CARTRIDGES

PCAD RE/LE-JHP

Parting and Grooving Adapters
with Channels for High Pressure
Coolant Carrying PENTA 24 Inserts

OAL
- K3
i @) OAH
LR i
Pa—
! ' WB_2

LI
NE

4@4900
PSI Max

CWN®  CWx®@ WF WB ¥ LF OAL OAH HF Insert
PCAD 24R/LE-JHP .020 125 .205 433 .209 1.630 2177 1.01 742 PENTA 24

) Minimum cutting width
(2) Maximum cutting width

Spare Parts

&

>

SR 16-212-01397L
SR 16-212-01397

PCAD 24LE-JHP
PCAD 24RE-JHP

T-2010/5
T-2010/5

MACHINING O TELTTGERTLY




VS riiSr Eirikine

ANTI-VIBRATION

Anti-Vibration Grip
Whisper Master

/W

Unique Anti-Vibration
Blades for Deep Parting &
Deep Grooving Applications

Unique Anti-Vibration
* _Blades

Innovative Counterweight Design
to Compensate Oscillation

(E) (é) @!) ()

Internal High Productivity Deep Parting High Efficiency
Coolant and Grooving in Large Overhangs

VO JaruP

ISCAR CHESS LINES
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cu 'G.H-I.F TGFHM

VWi SFErmuing

ANTI-VIBRATION

Anti-Vibration Blades

Anti-Vibration Blades for Deep
Grooving and Turning

CWN-CWXK

S

r

HF H OAL Insert I% / é‘

CGHNM 53-6DG-AV 217 .252 3.937 3.661 .205
TGFHM 53K-8-AV .303 .354 3.937 3.661 291

CGHNM 53-P8-AV .315 .315 3.937 3.661 .291

1772 2071 9.252 GIMF/N/T/Y 6 GIM6 SGCU 341*
1772 2071 9.252 TAG/TAGB 8 SGCU 341*
1772 2071  9.252 GIMY/F/MM 8 SGCU 341* HW 4.0

EDG 44A*
ETG 8-12*

) Minimum cutting width
(2) Maximum cutting width
() Maximum overhang

@) Cutting depth maximum

*  Optional, should be ordered separately

User Guide

¢ RPM is one of the most important factors that
affect vibrations. In order to maintain a stable and
controlled machining process in deep grooving
applications, the WHISPERLINE blade should be
applied at a constant RPM instead of constant
cutting speed. In case of vibrations, the first step an
operator should do is to reduce the RPM.

e Each blade is pre-calibrated by ISCAR for optimal
performance at an overhang of 4.0”. Even though
this calibration is suitable for a wide range of
overhangs, end-users can perform fine tuning
calibration themselves if necessary.

Fine tuning Calibration

Before starting calibration, measure the

gap between the plates. This will enable restoration of
the initial setup in case the calibration did not improve
the situation.

1. If the blade’s overhang is smaller than 4”, it is
recommended to increase the compression
of the O-ring by rotating the calibration screw
clockwise (make sure the distance between the damping
plates increases).

Damping
plates

Distance
between
plates

Calibration
screw

O-Ring

. If the blade’s overhang is bigger than 4”,

it is recommended to decrease the compression of

the O-ring by rotating the calibration screw counter
clockwise (make sure the distance between the damping
plates decreases).

. The fine tuning resolution should be

about a half-turn for each 1.20” difference

in the overhang. For example, for an

overhang of 2.75” the calibration screw should be half-
turned clockwise.

51 MACHINING SO TELLIGENTLY




G

ISCAR CHESS LINES

For All New ener fective
Materials 0°® Insert

MACHINING\NMELLIGENTLY

High Productivity




NANMILL

NANO ENDMILL

90° Endmill Line Miniature”
Sized Dia .313-.375"
Nano Master

--.._....- -
Significantly Larg
Body Core Diameter

.

Smallest Indexable Insert Combined
with Small Diameter Multi-Toothed

Triangular Insert
with No Hole
Performs

Cutting Edge  Durable Insert Insert 90° Shoulder

L ML

/ISCAR CHESS LINES




NMILL

NANO ENDMILL

HM390 ETP-04

90° Small Diameter Endmills Carrying
HM390 TPKR 0401 Triangular Inserts
with 3 Helical Cutting Edges

APMX_, |

— DCONMS

%

&

=

|

-~ [H —»

OAL:

APMX CICT™ OAL

P -

LU LH DCONMS

Shank

Q
Ll

RMPX®@

HM390 ETP D.31-2-C.31-04 313
HM390 ETP D.38-3-C.38-04 .375

120
120

2
3

2.500
3.000

313
.375

.37
47

470
.560

Rd]
b3
.05

C
C

3.0

2.6 .09

® Tightening torque 4 lofx*in
() Number of inserts

() C-Cylindrical

3 Maximum ramping angle

Spare Parts

Y

HM390 ETP-04 SR M2X0.4-3T6 SR M2X0.4-3T6 T-6/5 MAGNET 3X3
LLEEDES GRS T-6/6 MAGNET 3X3 SR M2X0.4-3T6  T-6/5 MAGNET 3X3

NMILL

NANO ENDMILL

DRVS

MULTI-miASTER

AT

DC

HM390 ETP-MM-04

90° Endmills with a MULTI-MASTER
Threaded Adaptation Carrying HM390
TPKR 0401... Triangular Inserts

ﬂAPMX b«LF J

L]

! ‘ THSfMS DCTNMS

OAL

4\%

Rd|

P -

s

APMX CICT™ LF DCONMS THSZMS OAL DRVS® RMPX®
HM390 ETP D.31-2-MMT05-04 313 120 2 .380 .300 TO5 .850 217 3.0 .01
HM390 ETP D.38-3-MMT06-04 .375 120 3 .500 .360 TO6 740 .315 2.5 .02
¢ Tightening torque 4 Ibf'in e For adaptation, see pages .. ® For user guide, see pages ..
) Number of inserts
(2 Clamping wrench size
() Maximum ramping angle
Spare Parts
S >

SR M2X0.4-3 T6
T-6/5 MAGNET 3X3

HM390 ETP-MM-04
HM390 ETP-MM-04

SR M2X0.4-3 T6
SR M2X0.4-3 T6

T-6/56 MAGNET 3X3
T-6/5 MAGNET 3X3

NMILL

NANO ENDMILL

HM390 TPKR 0401

Triangular Miniature Inserts
with 3 Helical Cutting Edges
for 90° Shoulders

®

i

Rd'|

. . Recommended
Dimensions Machining Data
o
9]
8 ap fz
Designation INSL IC S LE RE BS = (inch) (inch/t)
HM390 TPKR 0401-P R 157 110 .063 118 .0157 .016 [ .020-.118 .0016-.0039

Member IMC Group

A=l
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o Doy

HM390 LINE

Endmill Line Miniature
Dia .5-.625"
Heli Maste

Magnihe
. AT
_I___.;g:‘:_l-l_ejcﬁllﬁuttingfg'es

The Smallest Helical Indexable
Multi-Toothed Endmill for

Miniature Insert for Small
Diameter Endmills
. Depth of Cut up to .14"
Cost Effective
Insert

o)’ i

ISCAR CHESS LINES

Large Performs
Rake Diameter Core  90° Shoulder




HM390 ETP-05

90° Endmills Carrying HM390
TPKT 0502 Triangular Inserts
with 3 Helical Cutting Edges

DCONMS

|

&

©

A

@

@,

r

o
Los

A7
.25

LH
.750
1.000

RMPX®
1.5
1.5

DC
.500
.625

APMX CICT™
138 3
.138 4

OAL
3.500
3.500

DCONMS  Shank@
.500 C
.625 C

HM390 ETPD.50-03-C.50-05C
HM390 ETPD.62-04-C.62-0

® Tightening torque 4.42 Ibf*in

() Number of inserts

() C-Cylindrical

3 Maximum ramping angle

Spare Parts

&

TS 18041I/HG

7

T-6IP/51

Designation

HM390 ETP-05

DRVS

B
THSZMS DCONMS
I l
ﬂAPMX l«LF
OAL

DC

HM390 ETP-MM-05

90° Endmills with a MULTI-MASTER
Threaded Adaptation Carrying HM390
TPKT 0502... Triangular Inserts

2,)9\@
o iﬁﬁ”\j4@§>

RMPX®@ Lbs]
1.5 .20
1.5 .01

APMX CICT™ LF
.650
.740

e For user guide, see pages ..

DCONMS THSZMS
480 T08
.610 T10

OAL
.950
1.200

DRVS®
315
.394

P -

HM390 ETPD.50-03-MMT08-05 .500 .138 3
HM390 ETPD.62-04-MMT10-05 .625 .138 4
 Tightening torque 4.42 Ibfin e For adaptation, see pages ..
™) Number of inserts
(@ Clamping wrench size
@) Maximum ramping angle

Spare Parts
S
HM390 ETP-MM-05 TS 18041/HG TS 18041/HG ~ T-6IP/51
HM390 ETP-MM-05 T-61P/51 TS 180411/HG T-61P/51
A2 FMILL
HM390 LINE
HM390 TPKT/CT 0502 Q %
Triangular Inserts with 3 Helical Cutting =
Edges for 90° Shoulder Accuracy @ @
Rd]
Dimensions Tough «<— Hard aiz%mmgng:‘i
=} © o
(2] o -
® | @ | © ap fz
Designation INSL IC S APMX RE BS o o o (inch) (inch/t)
HM390 TPCT 0502PDR .207 155 .083 .138 .0157 .039 o .020-.138 | .0020-.0039
HM390 TPKT 0 .207 155 .083 .138 .0157 .039 o ° ° .020-.138 | .0020-.0059

Member IMC Group




L2 ;i OMILL

HM490 LINE

Extra Small

Dia .375-.75"

SO Master
v

m MULTI-MASTER Range

.375"-.75"

Two Small Quad Inserts for

90° Shouldering and High Feed
Fit the Same Endmill

\‘@j) Cm \9_%\) \.‘. Small Quad Insert with

4 Cutting Edges

Positive Rake  High P;essure Performs Cost Effective
Angle Coolant 90° Shoulder Insert

WO vt

ISCAR CHESS LINES



SELiEMILL DCONMS -
E90S0-04 0 ,E‘:*A = ;_*"J % @ @B
Endmills Carrying Inserts W
for Shouldering and Fast LTU AL @ @ i
Feed Applications ' AEMEZ
| AIiMX l JA 15 r
DC— DC2 sl [ 4
DCX_2 —
O

Designation DC APMX DC_2 DCX 2 APMX_2 LU OAL DCONMS Shanki® CICT® RMPX@ X2 MIID@ MIID_26

E90S0 D.38-02-C.38-04-C [/ Fc'- BN <7 BNNC!S v} .020 .75 3.000 375 C 2 6.0 .07 SOMT 040204 PNTR SOMT 040208 PNR-FF

E90S0 D.50-03-C.50-04-C [H:I0/c I fc'-Isie BEG(0 3] 020 .75 3.500 .500 C 3 3.0 17 SOMT 040204 PNTR SOMT 040208 PNR-FF

E90S0 D.62-05-C.62-04-C el o/ IRc s G K] .020 1.00 3.500 625 C & 2.0 .13 SOMT 040204 PNTR SOMT 040208 PNR-FF

E90SO0 D.75-06-W.75-04-C i Rk I BN o) .020 1.00 3.500 750 w 6 1.0 44 SOMT 040204 PNTR SOMT 040208 PNR-FF

® A - with SOMT/CT 0402 insert ® B - with SOMT 0402-FF insert e Tightening torque 4.4 Ibf*in
() G-Cylindrical, W-Weldon

2 Number of inserts

@) Maximum ramping angle - valid only with SOMT 040208 PNR-FF insert

4 Master insert identification

5) Master insert identification 2

Spare Parts

P 7

E90S0-04 TS 180411/HG T-61P/51

DCONMS

HEL iESMILL
HM490 LINE m THSZME‘ == %
‘ &=

@

WIAD § s 0 |

E90SO-MM-04

Endmills with a MULTI-
MASTER Connection Carrying

! Rd]
Inserts for Shouldering and

Fast Feed Applications

DC APMX DC_2DCX_2APMX 2 LF OAL CICT® DCONMS THSZMS DRVS® RMPX® s MIID®) MIID_2®

E90S0 D.38-02-MMT06-04-C [T KIS ke e oVl .020 .626 .770 2 .361 TO6 3156 6.0 .01 SOMT 040204 PNTR SOMT 040208 PNR-FF
E90S0 D.50-03-MMT08-04-C 00 I e welsic Iu:io/s) .020 .630 .940 .450 T08 .394 3.0 .03 SOMT 040204 PNTR SOMT 040208 PNR-FF
E90S0 D.62-05-MMT10-04-C J:2 00 ISR <Y RG] .020 .7501.200 .600 T10 512 2.0 .06 SOMT 040204 PNTR SOMT 040208 PNR-FF
E90S0 D.75-06-MMT 12-04-C i ok I I le) .020 .9801.500 .730 T12 .630 1.0 .11 SOMT 040204 PNTR SOMT 040208 PNR-FF
® A - with SOMT/CT 0402 insert ¢ B - with SOMT 0402-FF insert e Tightening torque 4.4 Ibfin

() Number of inserts

@) Key flat size

@3 Maximum ramping angle - valid only with SOMT 040208 PNR-FF insert

4 Master insert identification

) Master insert identification 2

> O W

Spare Parts

S I
E90S0-MM-04 TS 18041I/HG TS 18041I/HG T-6IP/51
E90S0-MM-04 T-6IP/51 TS 180411/HG T-61P/51

Member IMC Group

A=l



HES [

"

HM490 LINE

SOMT/CT 0402
Square Milling Inserts for General Use

9
©
®

Dimensions Tough <— Hard| Recommended Machining Data
g(8|¢g
0 | @ | © ap f:
Designation APMX RE IC S | Q| Q (inch) (inch/t)
SOCT 040204 PNR 138 .0157 .160 .087 o [ .020-.138 .0020-.0039
SOMT 040204 PNTR .138 .0157 .160 .087 o ° o .020-.138 .0020-.0039
L i MILL
HM490 LINE — l
FEEDiwii.i. =
SOMT 0402-FF = Q
Square Milling Inserts for I
Fast Feed Miling T %
c s Recommended
RIS Machining Data
o
g ap fz
Designation IC APMX RE Rg S o (inch) (inch/t)
SOMT 040208 PNR-FF 161 .020 .0315 .043 .087 o .008-.020 .0039-.0197

¢ \When mounting this insert in a HELI4MILL tool for fast feed milling, the tool pockets should be modified by a corner rounding of .079" radius

() Radius for programming

W MACHINING O TELTIGERTIY




LOGIQETANG

7890 MILLING LINE

90° 8 Cutting Edged Insert
Dia 1.5-5"
Tangential Master

Cost Effective Tangential Insert
with 8 Cutting Edges for

Advantage ore 90° Shoulder

WO vt

ISCAR CHESS LINES



LOGIQETANG

T890 MILLING LINE

T890HT FLN-R13

90° Face Mills Carrying T890 LN.T
1306... Tangentially Clamped
Inserts with 8 Cutting Edges

~<—— DHUB
el DCOMNS

:::@ ,,.|

29

T890HT FLND1.5-03-.75-R13
T890HT FLND1.5-04-.75-R13
T890HT FLND1.5-05-.75-R13
T890HT FLND2.0-04-.75-R13
T890HT FLND2.0-05-.75-R13
T890HT FLND2.0-06-.75-R13
T890HT FLND2.5-06-1.0-R13
T890HT FLND2.5-07-1.0-R13
T890HT FLND2.5-08-1.0-R13
T890HT FLND3.0-06-1.0-R13
T890HT FLND3.0-07-1.0-R13
T890HT FLND3.0-09-1.0-R13
T890HT FLND4.0-08-1.5-R13
T890HT FLND4.0-12-1.5-R13
T890HT FLND5.0-09-1.5-R13
T890HT FLND5.0-15-1.5-R13
T890HT FLND6.0-12-2.0-R13
T890HT FLND6.0-20-2.0-R13

) Number of inserts

Spare Parts

T890HT FLND1.5-03-.75-R13
T890HT FLND1.5-04-.75-R13
T890HT FLND1.5-05-.75-R13
T890HT FLND2.0-04-.75-R13
T890HT FLND2.0-05-.75-R13
T890HT FLND2.0-06-.75-R13
T890HT FLND2.5-06-1.0-R13
T890HT FLND2.5-07-1.0-R13
T890HT FLND2.5-08-1.0-R13
T890HT FLND3.0-06-1.0-R13
T890HT FLND3.0-07-1.0-R13
T890HT FLND3.0-09-1.0-R13
T890HT FLND4.0-08-1.5-R13
T890HT FLND4.0-12-1.5-R13
T890HT FLND5.0-09-1.5-R13
T890HT FLND5.0-15-1.5-R13
T890HT FLND6.0-12-2.0-R13
T890HT FLND6.0-20-2.0-R13

() Recommended tightening torque: 8.0 N*m

LOGIQETANG

T890 MILLING LINE

T890 LNHT/LNAT 1306

Tangentially Clamped Inserts
with 4 or 8 Cutting Edges

DC APMX CICT® DCONMS DHUB OAL Arbor
1.500 374 3 750 1.440 1.574 A 39
1.500 374 4 750 1.440 1.575 A 39
1.500 374 5 750 1.440 1.574 A 39
2.000 374 4 750 1.850 1.574 A 78
2.000 374 5 .750 1.850 1.6574 A .78
2.000 374 6 750 1.850 1.574 A 81
2.500 374 6 1.000 2.252 1.750 A 1.40
2.500 374 7 1.000 2.252 1.750 A 1.41
2.500 374 8 1.000 2.252 1.750 A 1.41
3.000 374 6 1.000 2.252 2.000 B 1.81
3.000 374 7 1.000 2.252 2.000 B 1.82
3.000 374 9 1.000 2.252 2.000 B 1.90
4.000 374 8 1.500 3.228 2.000 B 3.43
4.000 374 12 1.500 3.228 2.000 B 3.61
5.000 374 9 1.500 3.800 2.000 B 5.34
5.000 374 15 1.500 3.800 2.000 B 5.85
6.000 374 12 2.000 5.000 2.000 B 7.30
6.000 374 20 2.000 5.000 2.000 B 7.85
& / & Ve
SR 10513105-L10.5(a) BLD IP20/M7 SW6-T-SH SR UNF 3/8X1-1421
SR 10513105-L10.5(a) BLD IP20/M7 SW6-T-SH SR UNF 3/8X1-1421
SR 10513105-L10.5(a) BLD IP20/M7 SW6-T-SH SR UNF 3/8X1-1421
SR 10513105(a) BLD IP20/M7 SW6-T-SH SR UNF 3/8X1 B18.3
SR 10513105(a) BLD IP20/M7 SW6-T-SH SR UNF 3/8X1 B18.3
SR 10513105(a) BLD IP20/M7 SW6-T-SH SR UNF 3/8X1 B18.3
SR 10513105(a) BLD IP20/M7 SW6-T-SH SR UNF 1/2X20X1 B18.3
SR 10513105(a) BLD IP20/M7 SW6-T-SH SR UNF 1/2X20X1 B18.3
SR 10513105(a) BLD IP20/M7 SW6-T-SH SR UNF 1/2X20X1 B18.3
SR 10513105(a) BLD IP20/M7 SW6-T-SH
SR 10513105(a) BLD IP20/M7 SW6-T-SH
SR 10513105(a) BLD IP20/M7 SW6-T-SH
SR 10513105(a) BLD IP20/M7 SW6-T-SH
SR 10513105(a) BLD IP20/M7 SW6-T-SH
SR 10513105(a) BLD IP20/M7 SW6-T-SH
SR 10513105(a) BLD IP20/M7 SW6-T-SH
SR 10513105(a) BLD IP20/M7 SW6-T-SH
SR 10513105(a) BLD IP20/M7 SW6-T-SH
(71.0 Ibf*in)
Fig. 2
LHHL.. Fig. 1 LMAT W Fig 2/
INSL

Re | BS 2N RE

@9\&

CHWx45°

Recommended

Dimensions Tough «— Hard Machining Data
o (=] o
o] o o o o] o o
< (2] < [Te) o - - a f
(o] [0} v o] o] [e0) (o] P z
Designation APMX INSL Wi BS RE CHWCEDC® Fig | @ |[Q (O | O |Q| Q| (inch) (inch/t)
T890 LNHT 1306PNTR 374 543 236 - .031 - 8 1 | e e[ e e[ e e]e .039-.374 | .0039-.0078
yCEDNRTN S EDEATAUN 374 548 232 169 024 .024 4 2 ° .020-.039 | .0039-.0078

™) A wiper insert for finishing only
(2 Cutting edge count

TELLIGENTLY




Xauap

EXTENDED FLUTE

Extended Flute Milling
Dia 2-4”
Aerospace Master

il

L N ; . o
3 TR P - | : : ~
| [ { | '3 Special Positioning ofIn 0
“ Y i | ' | Quiet and Chatter Free C
IREIEL R, Lbbl Liicd i }” ! ¥
il 1y “”l‘!':

A

Extended Flute for
Aerospace Parts Machining 4 Cutting Edged
Square Insert

Easy Chip For Exotic High Pressure  Cost Effective
Evacuation Materials Coolant Insert

WA v

ISCAR CHESS LINES




Xauap

EXTENDED FLUTE

SDK-10-C/HP

Extended Flute Shell Mills Carrying
SDHW/T 100408... Inserts

NMS D

HUB

P -

SDK D2.0-1.9-3-1.00-10-C 2.000
SDK D2.0-1.9-4-1.00-10-C 2.000
SDK D2.0-1.9-4-1.00-10-HP 2.000
SDK D2.5-2.2-4-1.00-10-C 2.500
SDK D3.0-2.5-5-1.25-10-C 3.000

O
APMX NOF® cICT® OAL DCONMS  DHUB Arbor Lbs)
1.907 & 18 3.150 1.000 1.921 A 1.28
1.907 4 24 3.150 1.000 1.921 A 1.27
1.907 4 24 3.150 1.000 1.921 A 1.29
2.218 4 28 3.150 1.000 2.205 A 1.94
2.528 5} 40 3.346 1.250 2.795 A 3.16

() Number of flutes
2 Number of inserts

Spare Parts

Designation

&

/

s

7

SDK D2.0-1.9-3-1.00-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR-NF50-250
SDK D2.0-1.9-4-1.00-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR-NF50-250
SDK D2.0-1.9-4-1.00-10-HP SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR-NF50-250
SDK D2.5-2.2-4-1.00-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SWe-SD SR-NF50-250
SDK D3.0-2.5-5-1.25-10-C SR M3.5X0.6-L.8.5 IP10 BLD IP10/S7 SW6-SD SR UNF 5/8X2.5 B18.3
Xauap
EXTENDED FLUTE
SDHW/T 100408 @ @ %
Square Inserts for Machining = -
Titanium, High Temperature *
Alloys and Stainless Steel R
Swih 5 ‘
- S >

Designation L

SDHT 100408-PDEN (1) .394
SDHW 100408-TN (2 .394

SDHW 100408-TN-CS (3 .394

. . Recommended
Dimensions Tough «<— Hard Machining Data
o
o I =}
© | © [ © f
o | © [ ® z
S RE S Q Q (inch/t)
a77 .0314 ° . .0020-.0039
A77 .0314 . ° ° .0020-.0047
77 .0314 o .0020-.0047

M) First choice for machining stainless steel
(@) First choice for machining titanium
®) Chip splitting cutting edge

W MACHINING O TELTIGENTIY




Xauap

EXTENDED FLUTE

SDK-12-C/HP

Extended Flute Shell Mills
Carrying SDHT 1205... Inserts

NMS DHUB

i s

SDK D2.5-2.1-05-1.0-12-C
SDK D2.5-2.1-05-1.0-12-HP
SDK D2.5-2.6-04-1.0-12-C
SDK D2.5-3.8-04-1.0-12-C
SDK D3.0-2.6-05-1.25-12-C
SDK D3.0-4.3-05-1.25-12-C
SDK D4.0-3.0-06-1.5-12-C
SDK D4.0-5.1-06-1.5-12-C

) Number of flutes
@) Number of inserts

Spare Parts

Designation

SDK D2.5-2.1-05-1.0-12-C
SDK D2.5-2.1-05-1.0-12-HP
SDK D2.5-2.6-04-1.0-12-C

SDK D2.5-3.8-04-1.0-12-C
SDK D3.0-2.6-05-1.25-12-C
SDK D3.0-4.3-05-1.25-12-C
SDK D4.0-3.0-06-1.5-12-C
SDK D4.0-5.1-06-1.5-12-C

Xauap

EXTENDED FLUTE
SDHT/X 120508

Square Inserts for Machining
Titanium, High Temperature
Alloys and Stainless Steel

DC APMX NOF CICT®@ OAL DCONMS DHUB Arbor
2.500 2173 5 25 3.150 1.000 2.252 A 2.15
2.500 2173 5 25 3.150 1.000 2.252 A 2.15
2.500 2.603 4 24 3.661 1.000 2.252 A 2.40
2.500 3.879 4 36 4.921 1.000 2.252 A 2.70
3.000 2.603 5 30 3.661 1.250 2.874 A 3.76
3.000 4.309 5 50 5.630 1.250 2.874 A 5.82
4.000 3.028 6 42 4.331 1.500 3.228 A 8.76
4.000 5.154 6 72 6.496 1.500 3.228 A 13.23
& / a /
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SWe-T SR-NF50-250
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SWe-T SR-NF50-250
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SWe-T SR UNF 1/2X3 B18.3
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR UNF 1/2X4.25 B18.3
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SWe-T SR UNF 5/8X2.75 B18.3
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SWe-T SR UNF 5/8X4.75 B18.3
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR UNF 3/4X3.5 B18.3
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR UNF 3/4X5-1/2 B18.3
SDHT RE

%
@

Designation

SDHT 120508-PDEN (1)
SDHX 120508-PD-N (2

. . Recommended
Dimensions Tough «<— Hard Machining Data
o
o I
o] [ f.
I°s) 0 z
L S RE Q Q (inch/t)
.500 193 .0315 . .0020-.0059
.500 194 .0315 ° ° .0020-.0059

™) First choice for machining stainless steel
(@) First choice for machining titanium

Member IMC Group




NANGSFEED

NANO FEED MILL

Miniature Dia .315-.394"
High Feed Endmill Line
Nano Master

Smallest Indexable Insert Combined
with Small Diameter Multi-Toothed
Endmlll for High Feed and Productlwty

Fast Feed Very Strong and High Ramp Down Easy Chip High Pressure
Durable Insert Angle Evacuation Coolant

VO vt

ISCAR CHESS LINES

Triangular Insert
with No Hole




NANO FEED MILLEED OAL @ ®
FFT3 EFM-02 LH @
Small Diameter Endmills Carrying IRDG LV T W =
Single-Sided Triangular Inserts DCX LMT DCONMS ] @
for Fast Feed Miling ' l
L aPmx Q r
e
DCXm DC APMX AE@ CICT® LU LH OAL DCONMS Shank4 RMPX® MDN®© MDX™ MIID® TQ® %
FFT3 EFM D08-2-060-C10-02 [¥cy ISTN0!sTARNN 0722 SN b V) .67 787 2.362 .394 C 10.8 402 591 FFT3 TXMT 0201205T 4.50 .07
GARRDIER ARG PR 315 087 024 114 2 1.02 1.181 3.150 472 C 10.8 402 591 FFT3 TXMT 0201205T 4.50 .11
AR RO EF O S B ) 394 165 .024 114 3 J7 787 2.756 .394 C 4.7 559 748 FFT3 TXMT 0201205T 4.50 .09
GARRAIDIDER LI PR 394 165 024 114 3 1.18 1.299 3.543 472 C 4.7 559 748 FFT3 TXMT 0201205T 4.50 .13

* Radius for programming .0433 inch e To generate a straight surface without cusps, the width of cut must not exceed DC
() Cutting diameter maximum @ Maximum plunging width @ Number of inserts 4 C-Cylindrical ) Maximum ramping angle (€ Machinable diameter minimum for interpolation
(M) Machinable diameter maximum for interpolation 8 Master insert identification (@ Recommended tightening torque (Ibf*in) for insert screw

Spare Parts

& b4

AP SR M2X0.4-2.9 T6-HG(E)  T-6/5 MAGNET 3X3

(@ Recommended tightening torque:0.5 N*m

EED OAL

NANO FEED MiLL |- LFH g@

FFT3 EFM-MM 02 T e é“’ i ] T 8 i\ﬁ
Small Diameter Endmills with @ Ao =

— - THSZM

a MULTI-MASTER Threaded pox SZMS  DCONMS %‘ @
Adaptation Carrying Triangular l l

Inserts for Fast Feed Miling TR s Q

T \r‘/

DCX“) DC APMX AE®@ CICT® LF DCONMSTHSZMS OAL DRVS®RMPX® MDN® MDX? MIID® TQ® e
FFT3 EFMDO08/.31-2MMTO05-02 [RrchI-I0/S7AR0727 SN | VSl 394 299 TO5 659 217 108 402 591 FFT3 TXMT 0201205T 4.50 .02
FFT3 EFMD10/.39-3MMT06-02 [cieZ i (s e ~7 i b V: 394 .382 TO6 642 315 4.7 559 748 FFT3TXMT 0201205T 4.50 .02

e Radius for programing .043" e To generate a straight surface without cusps, the width of cut must not exceed DC
M) Cutting diameter maximum @ Maximum plunging width @ Number of inserts ©) Key flat size ) Maximum ramping angle (€ Machinable diameter minimum for interpolation
(1) Machinable diameter maximum for interpolation (8 Master insert identification (® Recommended tightening torque (Iof*in) for insert screw

Spare Parts

& >

AR SR M2X0.4-29 T6-HG  T-6/5 MAGNET 8X3

NANO Fsy%LEED Sﬂf‘ @ ®
FFT3 TXMT 02 Sy &=
Triangular Miniature Inserts for Fast ‘ o
Feed Miling at Small Depth of Cut @ d @
Y
Dimensions Recommended Machining Data
=}
8 ap fz
Designation INSL IC RE S St o (inch) (inch/t)
FFT3 TXMT 020105T 144 .079 .0197 .043 .061 [ .008-.024 .0079-.0177

e For side plunging, the initial cutting feed is .002 inch/t

Application Range FFT3-02

ap Face and profile milling ap Pocket milling
(inch) (inch)
.031 .031
0238 .023
.015 .015
.008 .008
Member IMC Group

008 .015 .023 .031 .039 fz (ipt) 008 .015 .023 .031 .039 fz(ipY .--..-
[ 4 || []




MICROGFEED

MF 300 ENDMILL

Miniature High Feed
Dia .375-.625”
Micro Master

Small Diameter Multi-Toothed Endmill
for High Feed and Productivity

High Positive Throu:gh—Tool
Insert Rake Angle Productivity Coolant

e’

ISCAR CHESS LINES

Unique Trigon Insert
with 3 Cutting Edges

Micro Sized Insert for
Depth of Cut up to .023"
Feed up to .031" per tooth




MICROIFEED
MF 300 ENDMILL OAL ) IE/ @ ®
FFT3 EFM-03 L =

Lo [ B[S

DCONMS /
O
08

Endmills Carrying Single-Sided Small
Trigon Inserts for Fast Feed Milling

DCX“) DC APMX AE® CICT® LH OAL DCONMSShank®RMPX® MDN® MDX® MIID® TQ®

Gkl DRIk B0K) 375 200 .024 .086 2 .750 3.000 375 C 7.5 575 711 FFT3 WXMT 030206T 4.50

FFT3 EFMD.50-3-5.0C.50-03 [0/ IS ic R0 S0': o} 3 1.000 5.000 .500 C 4.0 823 961 FFT3 WXMT 030206T 4.50 .24

FFT3 EFMD.62-4-5.5C.62-03 [c2s IS0 22 SNo/s s} 4 1.250 5.500 625 C 2.5 1.075 1.211 FFT3 WXMT 030206T 4.50 .40
¢ Radius for programming .043" e To generate a straight surface without cusps, the width of cut must not exceed DC
) Cutting diameter maximum ) Maximum plunging width @ Number of inserts 4 C-Cylindrical ®) Maximum ramping angle (6 Machinable diameter minimum for interpolation
(M) Machinable diameter maximum for interpolation (8 Master insert identification (@ Recommended tightening torque (Iof*in) for insert screw

Spare Parts
> 7
| FFTSEFM-03  IREEGCE) T-6IP/51

(@ Recommended tightening torque:0.5 N*m

MICROSFEED
MF 300 ENDMJLL @ ®
FFT3 EFM-MM 03 @
Endmills with a MULTI-MASTER & N } T @ 9l @
Threaded Adaptation Carrying 7 THSZMS DCONMS /
Single-Sided Small Trigon S ¢ l =
Inserts for Fast Feed Milling APMX t . @ r
17°
T

DCX(" DC APMX AE®@ CICT® LF DCONMSTHSZMS OAL DRVS®#RMPX®© MDN® MDX? MiID® TQ® &

FFT3 EFMD10/.39-2MMT06-03 ¥ 220 024 086 2 394 382 TO6 642 315 6.9 614 748 FFT3 WXMT 030206T 4.50 .04
FFT3 EFMD12/.47-3MMT08-03 ¢ 299 024 086 3 591 461 TO8 886 .394 4.7 772 906 FFT3 WXMT 030206T 4.50 .07
FFT3 EFMD16/.63-4MMT10-03 ¥ 457 024 086 4 787 602 T10 1232 512 2.9 1.087 1.220 FFT3 WXMT 030206T 4.50 .11
¢ Radius for programming .043" e To generate a straight surface without cusps, the width of cut must not exceed DC
() Cutting diameter maximum @) Maximum plunging width © Number of inserts @ Key flat size ) Maximum ramping angle (€ Machinable diameter minimum for interpolation
(M) Machinable diameter maximum for interpolation ® Master insert identification © Recommended tightening torque (Ibf*in) for insert screw

Spare Parts
S/
| FFTSEFM-MM 03 IIREREAIREE) T6IP/51

(8 Recommended tightening torque:0.5 N*m

MICROSFEED

Single-Sided Small Trigon
Inserts for Fast Feed Milling

MF 300 ENDM{LL
FFT3 WXMT 03 . @ Q

=7

Dimensions Tough «<— Hard| Recommended Machining Data
o ©
@ =}
8 8 ap fz
Designation IC S RE APMX = = (inch) (inch/t)
FFT3 WXMT 030206T 165 .087 .0236 .024 o o .008-.024 .0079-.0315

e For side plunging, the initial cutting feed is .003 inch/t

Member IMC Group

A=l




LOGIQLFEED

HIGH FEED MILLING

High Feed Milling
Dia .5-1.5"
Twist Master

A L ]
Saakl(
R

Twisted Shape Insert for

High Feed Milling Guarantees
Hi

Doubil; Sided
Milling Ensures Stability  Rake Angle Insert
and Rigidity

WO v

ISCAR CHESS LINES

Twisted Shape
High Rake Angle




Loalg4reeD | | S
FFX4 ED > LH \ &=

Endmills Carrying Small Double- T i R

Sided "Bone Shape" Inserts with 4 DCX DC 2 { ) DCONMS @ @ @?
Cutting Edges for Fast Feed Miling ¥ . M_l U S—

_\apmx Q r
7w
S 5 AR 459 G 1 G e (P M T b

FFX4 ED0.50-1-1.2W0.50-04 J{o/clu~lolc BEN0'CH I V/15} 1 1.200 3.250 .500 3.4 709 961 FFX4 XNMU 040310T 8.00 .15
FFX4 ED0.62-2-1.5W0.62-04 JG-iTRCIC Su0)C ) . P: 15} 1.500 3.500 .625 4.3 959  1.211 FFX4 XNMU 040310T 8.00 .25
GO CH-DVCYE TN Y CE Y 625 334 .031 .145 2.000 4.250 750 4.3 959 1.211 FFX4 XNMU 040310T 8.00 .39
D CH-DINLEE TV CELY 750 459 .031 .145 2.000 4.250 750 2.9 1209 1.461 FFX4 XNMU 040310T 8.00 .44
G CY-DIN TR VY LY 750 459 031 145 2.500 5.000 .750 2.9 1209 1.461 FFX4 XNMU 040310T 8.00 .50
D CH-DIRO RIS IGDEOY 1.000 .709 .031 .145 2.000 4.500 1.000 1.8  1.709 1.961 FFX4 XNMU 040310T 8.00 .02
[ CR DRI EEAROLE:E 1.000 709 .031 .145 3.000 5.000 1.000 1.8 1.709 1.961 FFX4 XNMU 040310T 8.00 1.03
9 CR DR LEL A ARODENE Y 1,250 959 .031 .145 2.500 5.000 1.000 1.2 2209 2.461 FFX4 XNMU 040310T 8.00 1.21
{2 CH DRI AP0 1,250 959 .081 .145 5 3.000 5500 1.250 1.2 2209 2.461 FFX4 XNMU 040310T 8.00 1.50

® Radius for programming .071" e To generate a straight surface without cusps, the width of cut must not exceed DC

() Cutting diameter maximum 8 Maximum plunging width @ Number of inserts 4 W - Weldon ®) Maximum ramping angle 6 Machinable diameter minimum for interpolation

(1) Machinable diameter maximum for interpolation (8 Master insert identification ® Recommended tightening torque (Ibf*in) for insert screw

& i

SR M2.5X6-T7-60 T-7/51

o~ D W WNN
Ssssss=s:s:=

Spare Parts

LOGIQLFEED G
I &=
MULTI-miAaSTER L THsiZMS DCONMS r
FFX4 ED-MM v ]
Endm?ils with MULTI-MASTER l @ @ %

Adaptation Carrying Small "Bone
Shape" Inserts with 4 Cutting

9 F

Edges for Fast Feed Milling
Q.
Designation DCX® DC CICT® APMX AE® THSZMS LF OAL DCONMSRMPX® MDN® MDX® DRVS® MIID® TQe E8

FFX4 ED16/.63-2-MMT10-04 U< 031 145  T10 787 1.250 .598 4.3 969 1220 512 FFX4 XNMU 040310T 8.00 .05
¢ Radius for programming .071" e To generate a straight surface without cusps, the width of cut must not exceed DC
() Cutting diameter maximum @ Number of inserts @) Maximum plunging width 4 Maximum ramping angle ¥ Machinable diameter minimum for interpolation
(6) Machinable diameter maximum for interpolation ) Key flat size (8 Master insert identification © Recommended tightening torque (Ibf*in) for insert screw

Spare Parts

» %

(Frxa EDM ISIEIRIY T

Member IMC Group

A=l



FFX4 ED-M
Endmills with FLEXFIT Adaptation
Carrying Small "Bone Shape"

Inserts with 4 Cutting Edges DRVS @
for Fast Feed Milling

Dcxm DC CICT® APMX AE® THSZMS LF OAL DCONMSRMPX@MDN® MDX® DRVS®  MIID® TQo [

D CY-DPITAEEERDE N 787 496 3 .031 146 M10 984 1772  .709 2.7 1283 1535 591 FFX4 XNMU 040310T .04 .0
FFX4 ED25/.98-4-M12-04 [Eeis%Rc T S It 031 146 M12 1181 2047  .827 1.8 1677 1929 748 FFX4 XNMU 040310T .04 .18
D CH-DEPIAW LR RE0Y 1260 969 5 031 146 M16 1.378 2362 1.142 1.2 2228 2480 1.063 FFX4 XNMU 040310T .04 .4
39 CH-DELTAREIE ECR Y 1.378 1.087 5 031 146 M16 1378 2362 1.142 1.1 2465 2717  .984 FFX4 XNMU 040310T .04 .4
39 CY-DEPIRHECE TR ENY 1654 1.362 6 031 146 M16 1575 2559 1.142 .8 3.016 3.268 .984 FFX4 XNMU 040310T .04 .0
¢ Radius for programming .071" e To generate a straight surface without cusps, the width of cut must not exceed DC

) Cutting diameter maximum @ Number of inserts @) Maximum plunging width 4 Maximum ramping angle ¥ Machinable diameter minimum for interpolation

(6) Machinable diameter maximum for interpolation () Key flat size ® Master insert identification @ Recommended tightening torque (Ibf*in) for insert screw

LOGIOLFEED AL

HIGH FEED MILLING }_7 .

FLEXF:7 | 1 f = Qu
1 } ;s:zms DCONMS @ @ %

b | [

3

©

S b~ O

Spare Parts

$ %

SR M2.5X6-T7-60 T-7/51

LogladFEED

FFX4 FD

Face Mills Carrying Small "Bone
Shape" Inserts with 4 Cutting
Edges for Fast Feed Milling

=S|
el
Cils
Designation DCX" DC CICT® APMX AE® KAPR OAL DHUB DCONMS Arbor RMPX“ MDN® MDXE MIID® TQe EE
FFX4 FD1.50-6-.50-04 QuIS0/0lNR W2I0s) 6 031 145 170 1.500 1.417 500 A 1.0 2709 2961 FFX4 XNMU 040310T 8.00 .51
2.000 1.709 7 031 145 170 1.500 1.850 .750 A 6 3.709 3.961 FFX4 XNMU 040310T 8.00 .86
¢ Radius for programming .071" e To generate a straight surface without cusps, the width of cut must not exceed DC

() Cutting diameter maximum @ Number of inserts ) Maximum plunging width 4 Ramping angle maximum ®) Machinable diameter minimum for interpolation
(6) Machinable diameter maximum for interpolation () Master insert identification 8 Recommended tightening torque (Ibf*in) for insert screw

Spare Parts

e - /7

FFX4 FD1.50-6-.50-04 [RSIZN\/RS GRFEE) T-7/51 SR UNF 1/4X1 B18.3
FFX4 FD2.00-7-.75-04 RSIENVPES CRYESY T-7/51 SR UNF 3/8X1 B18.3

LOGIQLFEED

HIGH FEED MILLING

FFX4 XNMU

Small "Bone Shape" Inserts with 4
Cutting Edges for Fast Feed Miling

=%
NS

alea

. . Recommended
Dimensions Tough «— Hard Machining Data
o
o o | o N © o
© < @ © S -
I5¢] [°9] Q 0 @ ) ap fz
Designation INSL S RE Wi o ®) &) ®] ®) o (inch) (inch/t)
FFX4 XNMU 040310HP 377 156 .0394 .282 o o ° ° .008-.031 .0079-.0354
FFX4 XNMU 040310RM-HP 377 .156 .0394 .282 [ L] .008-.031 .0079-.0354
FFX4 XNMU 040310T 377 .156 .0394 282 ° ° o .008-.031 .0079-.0472
FFX4 XNMU 040310RM-T 377 .166 .0394 .282 o .008-.031 .0079-.0472

e For side plunging, the initial cutting feed is .004 inch/t e HP- for austenitic stainless steel and high temperature alloys ¢ T- for steel, ferritic and martensitic stainless steel,
cast iron and hardened steel e RM-reinforced type insert e For cutting speed recommendations, see pages

MACHINING O TELTTGERTLY




MiLiFEED
High Feed Face Milling
Dia .875-6"

Feed Master

Highly Durable
Straight Cutting Edge

Square Insert for J]
High Feed Face Milling with :
Higher Productivity ey

Insert Radius Cast Iron Positioning

WO vt

ISCAR CHESS LINES




miLidFEED ST

DCONMS &= Q @
FFQ4 D-09 — — T
Fast Feed Face Mills Carrying Single- ]
J LA SN

Sided Inserts with 4 Cutting Edges / 1
Yy =

) =
DC —» T f @
o APMX

@
DCX" DC APMX AE®@ CICT® OAL DCONMS DHUB Arbor RMPX“ MDN® MDX® MIID™ TQ®
1500 .933 047 280 5 1.400 500 1417 A 22 2433 2961 FFQ4 SOMT 090412T 17.70 .38
AL PR A EEE) 2000 1439 047 280 7 1600 750 1.850 A 15 3439 3961 FFQ4 SOMT 090412T 17.70 .77
2500 1937 047 280 8 1.850 1.000 2252 A 11 4437 4961 FFQ4 SOMT 090412T 17.70 1.38
¢ Radius for programming .098" e To generate a straight surface without cusps, the width of cut must not exceed DC e For slot milling or machining with high tool overhang,
the maximum depth of cut should be reduced by 50%.

() Cutting diameter maximum @ Maximum plunging width © Number of inserts 4} Maximum ramping angle ) Machinable diameter minimum for interpolation
(6) Machinable diameter maximum for interpolation () Master insert identification 8 Recommended tightening torque (Iof*in) for insert screw

Recommended Machining Conditions for FFQ4-09 Fast Feed Mills

Workpiece Material D.0.C. ap [inch] Cutting Feed fz [ipt]
ISO class ISCAR Typical materials Insert | Carbide
i Hardness Recom- speed Vc| Recom- Coolant
DIN/ISO Description mat. ’ DIN type | grade Range Range
513 group* HB AISI/SAE/ASTM W.-Nr. mended [sfm] | mended
1C808 490-720 047 .020-.060 Dry
Non-alloy steel 1-5 130-180 1020 1.0402 10830 160-650 050 ~020-.060 Dry/Wet
1C808 460-660 .047 .020-.060 Dry
Y 260- 434 1.6582
Low alloy steel 68 60-300 340 6% 1C830 400-600 .050 .020-.060 Dry/Wet
Y 9 HRC 3135 15710 T/ 1C808 040 016-.047 430-590 .047 .020-.055 Dry
35-42" ' RM-T | 1C830 ’ ’ ’ 400-525 .047 .020-.055 Dry/Wet
High alloy 1C808 400-580 .047 .020-.055 Dry
10-11 200-22 H1 1.2344
steel 0-220 S S 1C830 330-500 .050 .020-.055 Dry/Wet
Ferritic/martensitic 1C808 360-525 .047 .020-.055 Dry
. 12-13 200 420 1.4021
stainless steel 1C830 330-460 .050 .020-.055 Dry/Wet
A IC830 260-460 .040 .020-.050
ustenitic
1C808 330-520 .040 .020-.050
inl 14 2l 4L 1.4 HP .04 .016-.047 Wi
staniess 00 80 806 icsez0 | 00 | V160% Iggoma0 [ 040 020-.055 ot
1C882 260-460 .040 .020-.055
Gray cast iron 15-16 250 Class 40 Uiz IC810 490-720 .047 .020-.060
(GG25) T/
07050 | RM-T .040 .020-.047 Dry
Nodular cast iron 17-18 200 Class 65-45-12 (GGG50) IC810 390-660 .047 .020-.060
1C882 65-100 .023 .015-.040
1C5820 75-115 .023 .020-.040
. 33-35 340 Inconel 718 2.4668 10830 75115 03 020-.040
9 IC808 80-130 023 .015-.040
tema;ﬁg;iture o HP 82 .040 .016-.047 55-100 023 020-020 Wet
HRC ; 1C5820 65-100 .023 .015-.040
ol 35-40 ey (Tlgﬁ:f v 1C830 65-150 .023 .020-.040
1C808 65-100 .023 .020-.040
m Hardened steel 38 HRC 45-49 HARDOX 450 plate RIA{T 1C808 .040 .020-.047 | 165-250 .020 .015-.020 Dry

*ISCAR material group in accordance with VDI 3323 standard
** Quenched and tempered
For machining in unstable conditions, the recommended cutting data should be reduced by 20-30%

Application Range FFQ4-09

ap
(inch)

.047
Spare Parts

- -

FFQ4 D OLERCTEGE B SR M3X0.5-L7.4 IP9(a)  IP-9/151 .031
e LR PR EOF EED IR SR M3X0.5-L7.4 IP9(a)  IP-9/151 SR UNF 3/8X1 B18.3

D P EEHEE SR M3X0.5-L7.4 IP9(a)  IP-9/1561 SR UNF 1/2X1% B18.3 023
@ Recommended tightening torque:2.0 N*m 016
.008

.008 .016 .023 .031 .039 .047 .055 .063  fz(py
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wiLidlFEED | |
FFQ4 D-W-09 o -~ __| = Q Qﬂ

Fast Feed Endmills Carrying Single- -
Sided Inserts with 4 Cutting Edges DCX Df DCONMS ® @ !
= | =
—ILAPMX @
2

DCX® DC APMX AE?® CICT® LH DCONMS OAL RMPX@ MDN® MDX® MIID® TQ®

FFQ4 D0.87-2-1.7-W0.75-09 [E:74-TNECH b IRNN0” yAR21:0) 2 1.750 .750 3.800 8.0 1.186  1.711 FFQ4 SOMT 090412T 17.70 .39
e FIO RO IR AR GEGER 1.000 437 .047 .280 3 2.000 1.000 4300 54 1.437  1.961 FFQ4 SOMT 090412T 17.70 .74
LI B R AR EGER 1,250 689 .047 280 4 2.500 1.000 4800 33 1.939  2.461 FFQ4 SOMT 090412T 17.70 .91
PR IGR AW LEER 1500 938 .047 .280 5 3.000 1.250 5300 22 2438 2.961 FFQ4 SOMT 090412T 17.70 1.55

¢ Radius for programming .098" e To generate a straight surface without cusps, the width of cut must not exceed DC

® For slot milling or machining with high tool overhang, the maximum depth of cut should be reduced by 50%.

() Cutting diameter maximum @ Maximum plunging width @ Number of inserts 4 Maximum ramping angle ) Machinable diameter minimum for interpolation

(6) Machinable diameter maximum for interpolation 7) Master insert identification € Recommended tightening torque (Ibf*in) for insert screw

Spare Parts

S /

FFQ4 D-W-09 SR M3X0.5-L7.4 IP9(a) IP-9/151

@ Recommended tightening torque:2.0 N*m

wiLidlFEED
FFQ4 D-M-09
Fast Feed Endmills with FLEXFIT

Threaded Adaptation Carrying Single-
Sided Inserts with 4 Cutting Edges

T ||
TH:SZMS DCTNMS ® @ ®

il
Designation DCXMm DC APMX AE®@ CICT® THSZMS LF OAL DCONMS RMPX4 MDN® MDX© DRVS™ MIID® TQ® Lbs|
.39

1600 933 047 280 5 Mi6 1400 2400 1142 23 2433 2961 984  FFQ4 SOMT090412T 17.70
 Radius for programming .098" e To generate a straight surface without cusps, the width of cut must not exceed DC

¢ For slot milling or machining with high tool overhang, the maximum depth of cut should be reduced by 50%.

) Cutting diameter maximum 8 Maximum plunging width © Number of inserts 4 Maximum ramping angle ® Machinable diameter minimum for interpolation

(6) Machinable diameter maximum for interpolation () Key flat size ® Master insert identification (@ Recommended tightening torque (Ibf*in) for insert screw

Spare Parts

& /

FFQ4 D-M-09 SR M3X0.5-L7.4 IP9(a) IP-9/151

(@ Recommended tightening torque:2.0 N*m

il idJFEED
FFQ4 SOMT 0904

Square Single-Sided Inserts with 4
Cutting Edges for Fast Feed Milling

Rd'|
!

48

%
-

=]
o S

Dimensions Tough «<— Hard Recommended Machining Data
o
o o I © | ©
© @ © =} - f
. A @ [} 0 Q © ap z

Designation L S RE S| Q| Q| Q| Q (inch) (inch/t)
FFQ4 SOMT 090412T .339 154 .0472 ° . . .020-.047 .0157-.0590
FFQ4 SOMT 0904RM-T .339 150 .0472 ° .020-.047 .0157-.05690
FFQ4 SOMT 0904RM-HP .339 150 .0472 o .020-.047 .0157-.0590
FFQ4 SOMT 090412HP .339 .150 .0472 . . . . .020-.047 .0157-.0551

e For side plunging, the initial cutting feed is .004 inch/t e T type for steel, ferritic and martensitic stainless steel, cast iron and hardened steel ¢ RM-.. type for interrupted cut
and machining near straight shoulders wall e HP type for austenitic stainless steel and high temperature alloys

Member IMC Group

A=l




DCONMS

HiiLidJFEED o sle

FFQ4 D-12
Fast Feed Face Mills Carrying Single-
Sided Inserts with 4 Cutting Edges

&=y
9|9®
9
DCX“) DC APMX AE® CICT® LF DHUB DCONMS Arbor® RMPX® MDN® MDX? MIID® TQ® s
88

L PN G PR 2000 1.136 .059 .394 5 2.000 1.850 .750 2.6 3.136 3.961 FFQ4 SOMT 120516HP 42.50
AL PRECR RPN 2500 1.636 .059  .394 6 2.000 2.252 1.000 1.7 4136 4.961 FFQ4 SOMT 120516HP 42.50 1.30
LA 3.000 2.136 .059 .394 7 2.000 2.252 1.000 1.3 5136 5.961 FFQ4 SOMT 120516HP 42.50 1.72
LI IR B AP 4000 3.136 .059 .394 8 2.000 3.228 1.500 9 7136 7.961 FFQ4 SOMT 120516HP 42.50 2.92
GO DR RS PY 5000 4.110 .059 .394 10 2.000 3.799 1.500 B 7 9.110 9.961 FFQ4 SOMT 120516HP 42.50 5.51
* Radius for programming .122" e To generate a straight surface without cusps, the width of cut must not exceed DC

e For slot milling or machining with high tool overhang, the maximum depth of cut should be reduced by 50%.

() Cutting diameter maximum 2 Maximum plunging width @ Number of inserts @ For adaptation options, see page ® Maximum ramping angle

(6) Machinable diameter minimum for interpolation 7 Machinable diameter maximum for interpolation &) Master insert identification

9 Recommended tightening torque (Ibf*in) for insert screw

W > > >

Recommended Machining Conditions for FFQ4-12 Fast Feed Face Mills

Workpiece Material
ISO Typical material f Cutting
class Description ISn?:t\R Hardness, yp Ig{s:gt Cgarrel;)écée Dﬁn(c:h]ap speed Vc, Fe[?gt] fz Coolant
DIN/ISO .| HB | AISI/SAE/ DIN W.-Nr. [sfm]
513 group ASTM T
Non-alloy - - IC808 490-720 | 059 (020~ .080) Dry
steel 1S | ieo-iee oo doslo 1C830 460-660 | .063 (.020-.080) | Dry/\Wet
] - IC808 460-660 | 059 (.020-.080) Dry
Low alloy 68 | 260800 4340 1.6582 IC830 390590 | .063 (,020-.080) | Dry/Wet
steel HRC IC808 : 430590 | .059 (.020-.070) Dry
9 | g5-a0 gk larie T Tcsao | 229959 ["3905520 | 059 (020-.070) | Dry/Wet
High alloy - - IC808 390-560 | .051 (.020-.070) Dry
steel =11 || 200220 R e 1C830 330-490 | .055 (.020-.070) | Dry/Wet
Ferritic/martensitic ~ 1C808 360-520 .051 (.020- .070) Dry
Stainless steel | 12718 | 200 42 1.4021 10830 380-490 | .055 (,020-.070) | Dry/Wet
sttt IC830 260-460 | 039 (.020- .060)
ustenitic
. IC808 330-520 | .039 (.020-.060)
stiness 14 200 304L 1.4306 HP  Hiossag] ©20-959 32020000 (020—060 Wet
ICag2 260-430 | .039 (.020-.070)
Groy castion | 15-16 | 250 Class 40 06025 (6G25) | 1, | 10810 | -~ - "1"490-720 | 059 (020-.080) 0
Nodular cast iron [17-18 | 200 | Class 65-45-12| _0.7050 (GGGEO) iceio | 20 390660 | .059 (.020-.080) v
IC830 75-115 | 008 (020~ .040)
Ic808 80-130 | .028 (.016-.020)
o 33-35 | 840 | Inconel 718 2.4668 . 76175028 (020—040)
temperature 1C882 . 65-100 .028 (.020- .040)
alloys HP Micean | ‘029059 65150 | 028 (020-.040) Wet
HRC 3.7165 1C808 65-100 | .028 (.016- .020)
SO | gmap || AVSREGDR (TiBAI4V) IC5820 65-100 | .028 (.020- .040)
ICas2 65-100 | .085 (.020- .040)
Hardened HRC
e a8 | 0 HARDOX 450 plate T | ic808 | .020-.059 | 160-250 | .020 (016- .020) Dry

* ISCAR material group in accordance with VDI 3323 standard
** Quenched and tempered
For machining in unstable conditions, the recommended cutting data should be reduced by 20-30%.

Application Range FFQ4-12

ap

(inch)

.063

Spare Parts

e s - /7 -

FFQ4 D2.0-5-0.75-12 SR M4X0.7-L9.6 IP15 SW6-T BLDIP15/S7 SRUNF 3/8X1.5 B18.3 .023
FFQ4 D2.5-6-1.00-12 SR M4X0.7-L9.6 IP15 SW6-T  BLD IP15/S7 SR UNF 1/2X1% B18.3
FFQ4 D3.0-7-1.00-12 SR M4X0.7-L9.6 IP15 SW6-T  BLDIP15/S7 SR UNF 1/2X1% B18.3
FFQ4 D4.0-8-1.50-12 SR M4X0.7-L9.6 IP15 SW6-T  BLD IP15/S7 .008|
e R LG 8 TS PR SR M4X0.7-L9.6 P15 SW6-T  BLD IP15/S7

16

.008 .016 .023 .031 .039 .047 .055 .063 .070 .078 fz(py

TR MACHINING O TELTIGENTLY




miLidFEED
FFQ4 SOMT 1205

Square Single-Sided Inserts with 4
Cutting Edges for Fast Feed Milling
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Designation

FFQ4 SOMT 1205RM-HP
FFQ4 SOMT 1205RM-T
FFQ4 SOMT 120516HP
FFQ4 SOMT 120516T
FFQ4 SOMT 120516T20

Dimensions Tough <— Hard Recommended Machining Data
=]

N o (3] [s0] o

© [ ® | 0 | Q| = a f

© <] 0 @ <] .ap 1z

L S RE | Q| Q| Q| Q (inch) (inch/t)

.500 .205 .063 . .020-.059 .0157-.0709
.500 .205 .063 ] .020-.059 .01567-.0787
.500 .205 .063 [ ° [ . .020-.059 .0157-.0709
.500 .205 .063 (] o .020-.059 .0157-.0787
.500 .205 .063 ° .020-.059 .0157-.0787

* RM-HP- for interrupted cut and machining next to shoulders of austenitic stainless steel and high temperature alloys ¢ RM-T- for interrupted cut and machining next to
shoulders of steel, ferritic and martensitic stainless steel, cast iron and hardened steel e HP- for austenitic stainless steel and high temperature alloys e T- for steel, ferritic

and martensitic stainless steel, cast iron and hardened steel e T20- for grey and nodular cast iron

Member IMC Group
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FFQ4 D-17

&

Fast Feed Face Mills Carrying Single-
Sided Inserts with 4 Cutting Edges

&=
®

®
5

Rd

Yt ,'}

I}
e

DCX(Z) DC APMX AE® CICT% OAL DCONMS DHUB RMPX MDN®MDX®™ CSP® Arbor

223 m| | @
223 W

MilD® TQUo)
FFQ4 D3.00-06-1.25-17 3000 1.850 .118 .74 6 2,000 1250 2874 1.2 4850 5.961 1 A FFQ4 SOMT 170625T 80.00
FFQ4 D4.00-07-1.50-17 4000 2.850 .118 574 7 2,000 1500 3228 8 6.850 7.961 1 A FFQ4 SOMT 170625T 80.00
FFQ4 D5.00-08-1.50-17 5000 3.850 .118 574 8 2250 1500 3228 .6 8.850 9.961 1 B FFQ4 SOMT 170625T 80.00
e LR LR DG FAU) 6,000 4.850 118 574 10 2500 2.000  5.000 4 10850 11.961 O B FFQ4 SOMT 170625T 80.00 9.81
¢ Radius for programming .217" e To generate a straight surface without cusps, the width of cut must not exceed DC
¢ For slot milling or machining with high tool overhang, the maximum depth of cut should be reduced by 50%.
M) For internal coolant, use a matching coolant set (should be ordered separately) ) Cutting diameter maximum @ Maximum plunging width © Number of inserts
8) Maximum ramping angle © Machinable diameter minimum for interpolation () Machinable diameter maximum for interpolation
(8) 0 - Without coolant supply, 1 - With coolant supply (@ Master insert identification (19 Recommended tightening torque (Ibf*in) for insert screw
Recommended Machining Conditions for FFQ4-17 Fast Feed Mills
Workpiece material
Typical material . D.O.C. Cutting Feed
ISO class o ISCAR| - rdness P Insert | Carbide ap speed Vc fz Coolant
DIN/ISO Description mat. HB ’ type grade [inch] [sfm] lipt]
513 group® AIS/SAE/ASTM |  DIN W.-Nr.
IC808 490 - 720 | .020 - .059 Dry
Non-all 1- 130-1 102! 1.0402
on-afioy s 80-180 020 040 IC830 460 - 655 | .020 - .059 | Dry/Wet
IC808 460 - 655 | .020 - .059 Dry
6-8 260-300 4340 1.6582
Low alloy IC830 395 - 590 | .020 - .059 | Dry/Wet
steel HRC IC808 425 -590 | .020 - .059 Dry
1 1.571 T/RBM-T .047-11
& 35-42** 8135 5710 / IC830 0 8 395 - 525 | .020 - .059 | Dry/Wet
. 1C808 395 - 560 | .020 - .059 Dry
High all 10-11 200-220 H13 1.2344
'oh alloy Ic830 330-490 | .020-.059 | Dry/Wet
Ferritic/martensitic 1C808 360 - 525 | .020 - .059 Dry
stainless steel =i 200 420 1.4021 1C830 330 - 490 | .020 - .059 | Dry/Wet
Austenitic IC830 260 - 460 | .020 - .047
M stainless 14 200 304L 1.4306 HP IC808 | .047-.118 | 330 - 525 | .020 - .047 Wet
steel IC882 260 - 525 | .020 - .047
Gray cast iron 15-16 250 Class 40 0.6025 (GG25) T IC810 047-118 490 - 720 | .020 - .079 D
Nodular castiron | 17-18 200 Class 65-45-12 |0.7050 (GGG50) IC810 | ) 395 - 655 | .020 - .079 b
IC830 80-115 | .012-.031
Hioh 33-35 340 Inconel 718 2.4668 1C808 80-130 | .012-.031
9 IC882 75-100 | .012-.031
1 t HP .047-.118 Wet
e”;ﬁg;i ure o 71 IC830 80-150 | .012 - .031 ©
36-37 30-32 AMS R56400 (TIBAI4V ELI) IC808 65-130 | .012-.031
1C882 65-130 | .012-.031
Hardened
stel 38 HRC 45-49 HARDOX 450 plate T/RM-T | 1C808 |.047-.118 | 165-245 | .012 - .024 Dry

* ISCAR material group in accordance with VDI 33283 standard

** Quenched and tempered

For machining in unstable conditions, the recommended cutting data should be reduced by 20-30%

Application Range FFQ4-17

Spare Parts

ap
(inch)

118

.098

 vesgranon [

/

&

.078

[Frosp-17  BEIED

P20

BLD IP20/87

SWe-T

.059
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.019

.008

.016 .023 .031

.039

.047 .055 .063 .070
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miLidFEED
FFQ4 SOMT 1706

Square Single-Sided Inserts with 4
Cutting Edges for Fast Feed Milling
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Designation

FFQ4 SOMT 1706RM-T (1)
FFQ4 SOMT 170625HP (2
FFQ4 SOMT 170625T

FFQ4 SOMT 1706RM-HP (4)

* For side plunging, the initial cutting feed is .004 inch/t

(2 For austentitic stainless steel and high temperature alloys
@) For steel, ferritic and martensitic stainless steel, cast iron and hardened steel

4 Chip splitting inserts

Dimensions Tough «<— Hard Recommended Machining Data
318/8¢
5] @ @ ) ap fz
L S RE S| o | Q]| Q (inch) (inch/t)
.689 .236 .0984 ° .047-.118 .0157-.0787
.689 .236 .0984 o [ .047-.118 .0157-.0590
.689 .236 .0984 [ o .047-118 .0157-.0787
.689 .268 .0984 .047-.098 .0157-.0472
M) For interrupted cut and machining next to shoulders on steel, stainless steel, cast iron and hardened steel
Member IMC Group
&
w

=i



TANGAFEED

Tangential High Feed
Dia 2-&4”
Speed Master

N

Unique Tangential Insert
for High Feed Face Milling

Tanééntial For Steel, Upto3.1°
Insert Cast Iron Edge Ramp Down Angle

WO vt

Materials
ISCAR CHESS LINES




TANG*EED ~DHUB_ =
HI-FEED MILLING DCONMS Q

FFV-D-R-VNO7 T b=
‘ 4)16“ OTL =

Fast Feed Shell Mill Carrying
Tangentially Clamped Inserts
<
Dol | fAPMX f @
DCX—>!

with 4 Cutting Edges
DCX" DC AE@ APMX CICT® OAL DCONMS DHUB RMPX“ MDN® MDX® Arbor MIID® TQ®

R PRS0 EE BT g 2000 1.417 295 059 5] 2.000 .750 1.850 3.1 3417  3.961 A FF VNMT 0706ZN-ER  46.00
A PO MR R g 2500 1.890 295 .059 6 1.750 1.000 2.252 22 4390 4.961 A FF VNMT 0706ZN-ER  46.00
A KA R R g 3000 2402 295 059 7 2.000 1.000 2.252 15 5402 5.961 B FF VNMT 0706ZN-ER  46.00
AR ROE R BRI BT yd 4000 3386 295 .059 8 2.000 1.500 3.228 1.2 7.386  7.961 B FF VNMT 0706ZN-ER  46.00

¢ Radius for programming .110" e To generate a straight surface without cusps, the width of cut must not exceed DC

) Cutting diameter maximum

(2 Maximum plunging width

@) Number of inserts

@) Maximum ramping angle

8) Machinable diameter minimum for interpolation

(6) Machinable diameter maximum for interpolation

() Master insert identification

(8) Recommended tightening torque (Ibf*in) for insert screw

AL+

W = = ‘é}l
saaalfp

Spare Parts

& / a /

FFV D2.0-05-.75-R-VNO7 SR M4X0.7-L11.5 IP15 BLD IP15/S7 SW6-T-SH SR UNF 3/8X1 B18.3
FFV D2.5-06-1.0-R-VNO7 SR M4X0.7-L11.5 IP15 BLD IP15/S7 SW6-T-SH SR UNF 1/2X20X1 B18.3
FFV D3.0-07-1.0-R-VNO7 SR M4X0.7-L11.5 IP15 BLD IP15/S7 SW6-T-SH

FFV D4.0-08-1.5-R-VNO7 SR M4X0.7-L11.5 IP15 BLD IP15/S7 SW6-T-SH

TANGAFEED

FF VNMT 0706
Tangentially Clamped Inserts with 4
Cutting Edges for Fast Feed Milling

%
i
S

&=
©

. . Recommended
Sl Machining Data
o o o
o v [ o o I S S | ® o
© < < [+ (o] <t Yo} o -

) ) ® | 0| 0|00 |w|WY|o|w ap fz
Designation Wi INSL RE S S|l |Oo QO |Q|Q|QO|Q (inch) (inch/t)
FF VNMT 0706ZN-ER (1) .252 591 .0394 .356 . . ° . ° ° ° . .020-.059 | .0157-.0709
FF VNMT 0706ZN-ETR (2 252 591 .0394 .356 ° ° ° . .020-.059 | .0157-.0709

® For side plunging, the initial cutting feed is .004 inch/t
() For general applications
(2 Reinforced cutting edges for interrupted cut and unfavorable conditions

Member IMC Group
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PROFILING

Profile Milling

Dia .625-3"
Radius Master

[

Radial Profile Insert
for Die & Mold and
General Applications

Double Sided Inserts with
6 Round Cutting Edges and
Single Sided Insert with Variety
of Geometries

igh Positive Innovative Insert  Variety of Cost Effective
Design Insert

G i

e’

ISCAR CHESS LINES




L
TR6 TNCU @4 Dcxmm @ Q
2owx (] ghra

TRFF TXMT D Q
TR90 TXMT & APMXU L
le— LU_»]

TR45 TXMT @  H_

PROFILING
TR6 ER

Multifunction Endmills that can Carry
Four Different Insert Geometries

=7

@

DCONMS

®OE®E

OAL Tool shown with TR6 TNCU inserts
DCX DCX_2 DCX_3 DCX 4 DC DC 2 DC 4 APMX APMX 2 APMX 3 APMX 4 APMXU® BHTA® CICT® LU LU2 LU3 LU4
TR6 ERD0.62-2-2,0W0.62-07 [ I  R7)} 546 466 .039 024 .098 = 079 21.00 2 186 187 1.87 -
TR6 ERD0.75-4-2.5W0.75-07 (RN (VW] 671 596 039 024 .098 079 21.00 4 236 237 237
TR6 ERD1.00-5-3.0W1.00-07 [JHoo/o R oo/ R N0/1i} 921 846 .039 .024 .098 = 079 21.00 5 283 284 284 -
TR6 ERD1.25-6-4.0W1.25-07 [0 s (R Wi} 1171 1.09% - .039 .024 .098 = 079 21.00 6 383 384 384 =
GO G DR ECEER ARG OR 1.000 1.000 1.000 1070 803 763 .826 .098 .031 157 118 165 20.50 3 280 281 280 280
UGN DL PR AP IR O 1250 1250 1.250 1.320 1.053 763 .826 .098 .031 157 118 165 20.50 4 330 331 330 330
LH LH2 LH3 LH 4 OAL OAL 2 OAL 3 OAL 4 DCONMS  MIID® MIID_2@ MIID_3m MID_4®  Lbs
TR6 ERD0.62-2-2,.0W0.62-07 [RE:CORNNE:/ANNK:T] 3910 3917 3921 625  TR6TNCU 070210 TRFF TXMT 0702 TR90 TXMT 070204 .26
TR6 ERDO0.75-4-2.5W0.75-07 [KUNPXI S 4530 4538 4542 750 TR6TNCU 070210 TRFF TXMT 0702 TR0 TXMT 070204 M
TR6 ERD1.00-5-3.0W1.00-07 [RX:URPX: Ay ! 5280 5288 5292 1000  TR6TNCU (070210 TRFFTXMT 0702 TR0 TXMT 070204 A7
TR6 ERD1.25-6-4.0W1.25-07 [RX:CURERE:/BY.! 6280 6288 6.292 = 1250  TRETNCU 070210 TRFF TXMT 0702 TR90 TXMT 070204 1.68
LG O GDRELECEERO ARG V) 3000 301 300 300 5280 5285 5276 5284 1000  TR6TNCU 100425 TRFF TXMT 1004 TR0 TXMT 100408 TR45 TXMT 1004 .88
LG CE DL R LA Ol 3500 351 350 350 5780 5785 5776 5784 1260  TR6 TNCU 100425 TRFF TXMT 1004 TR90 TXMT 100408 TR45 TXMT 1004 1.54

* Note: The data refers to master inserts, for other insert radii and geometries refer to the table below
() Cutting diameter maximum @) For undercutting with TR6 TNCU/TNMU inserts only @ For undercutting with TR6 TNCU/TNMU inserts only 4 Number of inserts
5) Master insert identification (6 Master insert identification 2 () Master insert identification 3 ) Master insert identification 4

| For undercutting

[Toot ] Insert DCX DC APMX LU LH OAL RMPX APMX_2 BHTA

TR6 TNCU 070205 .580 020 1.856 1.856 3.906 = .063 17.0

TR6 TNMU 070215 .501 059  1.863 1.863 3.913 = .094 21.0
TR6 ERD0.62-2-2.0W0.62-07 TRFF TXMT 0702 062 466 .024 1.867 1.867 3.917 1.1 - -
TR90 TXMT 070204 = 098 1.871 1.871 3.921 1.6 = -

TR6 TNCU 070205 710 020 2.356 2.356 4.526 - .063 17.0

TR6 TNMU 070215 631 059 2364 2364 4.534 = .094 21.0
L B L LSS peptxmT 0702 %7 596 024 2.368 2368 4538 0.8 - -
TR90 TXMT 070204 = .098 2372 2372 4542 1.2 = .

TR6 TNCU 070205 .960 020 2.826 2826 5.276 - .063 17.0

TR6 TNMU 070215 .881 059 2834 2834 5.284 = .094 21.0
TR6 ERD1.00-5-3.0W1.00-07 TRFF TXMT 0702 100 a4 .024 2.838 2.838 5.288 0.6 - -
TR90 TXMT 070204 = 098 2842 2842 5.202 0.9 = -

TR6 TNCU 070205 1210 .020  3.826 3.826 6.276 - .063 17.0

TR6 TNMU 070215 1131  .059  3.834 3.834 6.284 = .094 21.0
TR6 ERD1.25-6-4.0W1.25-07 TRFF TXMT 0702 125 1006 024 3.838 3.838 6.288 0.4 : 5
TR90 TXMT 070204 = 098  3.842 3.842 6.292 0.7 = .

TR6 TNCU 100405 .960 020 2781 2981 5.261 5 .070 17.5

TR6 TNCU 100410 .921 039 2785 2985 5.265 = .090 20.5

TR6 TNCU/MU 100415 .881 059 2790 2.990 5.270 = 106 20.5

TR6 TNCU 100420 1.00 .842 079 2795 2995 5.275 5 137 20.5

TR6 ERD1.00-3-3.0W1.00-10 TR6 TNCU 100430 .763 118 2.804 3.004 5.284 - 77 20.5
TRFF TXMT 1004 763 .031 2.805 3.005 5.285 1.7 - -
TR90 TXMT 100408 = 157 2796 2.996 5.276 1.6 = =
TR45 TXMT 1004 1.07 .826 118 2.804 3.004 5.284 1.4 = =

TR6 TNCU 100405 .960 020  3.281 3.481 5.761 - .070 17.5

TR6 TNCU 100410 .921 039 3285 3485 5.765 = .090 20.5

TR6 TNCU/MU 100415 .881 059 3290 3490 5.770 - 106 20.5

TR6 TNCU 100420 125 .842 079 3295 3495 5775 = 137 20.5

TR6 ERD1.25-4-3.5W1.25-10 TR6 TNCU 100430 .763 118 3.304 3.504 5.784 = 77 20.5
TRFF TXMT 1004 763 .031 3.305 3.505 5.785 1.2 - -
TR90 TXMT 100408 - 157 32906 3.496 5.776 1.2 = =
TR45 TXMT 1004 132 .826 118 3.304 3.504 5.784 1.0 = =

() Maximum ramp down angle

Spare Parts

& il

TR6 ERD0.62-2-2.0W0.62-07 SR M2.5X0.45-L6 IP7  IP-7/51
TR6 ERD0.75-4-2.5W0.75-07 SR M2.5X0.45-L6 IP7  IP-7/51
TR6 ERD1.00-5-3.0W1.00-07 SR M2.5X0.45-L6 IP7  IP-7/51
TR6 ERD1.25-6-4.0W1.25-07 SR M2.5X0.45-L6 IP7  IP-7/51
TR6 ERD1.00-3-3.0W1.00-10 SR 10508600 T-9/61
TR6 ERD1.25-4-3.5W1.25-10 SR 10508600 T-9/51

Member IMC Group
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&=
TR6 ER-M @ !.} | 1 @
Multifunction Endmills with FLEXFIT @ TREF TXMT Eﬁ ] LI! [ - HIEI[HEHTHSZMS DCOTMS

Threaded Adaptation that can Carry
TR0 TXMT &A

Four Different Insert Geometries
@ TR45 TXMT &

Tool shown with TR6 TNCU inserts

DCX® DCX_2DCX_3DCX 4 DC DC_2DC 4 APMXAPMX_2APMX_3 APMX_4 APMXU® BHTA® CICT® LF LF 2 LF 3 LF 4
R D16/0.63-2-M08-07 JCCURENGE) 630 = 551 476 - .039 024 .098 = 079 21.00 2 972 980 984 -
R 2 0/0.79-4-M10-07 [NETANNL:T4 787 - 709 634 - .039 024 008 - 079 21.00 4 972 980 984
235 /0.98-5-M12-07 JCIT I 984 - Q06 831 - .039 024 008 - 079 21.00 5 1169 1177 1.181
PIAWLTCE RRT@ 1260 1260 1.260 - 1181 1106 - .039 024 008 - 079 21.00 6 1.366 1.374 1.378
CYAREEECR ARyl 1378 1.378 1.378 = 1299 1224 - .039 024 098 = 079 21.00 6 1366 1.374 1378 -
25 /0.98-3-M12-10 [/ R¢ 7! 984 1085 .787 811 811 098 031 167 118 165 20.50 3 1378 990 989 989
PIAR LSRR N 1260 1260 1260 1.331 1.063 1.087 1.087 .09 031 167 118 165 20.50 4 1378 1.384 1.383 1.383
CIAREEECR RGN 1378 1378 1378 1449 1181 1206 1205 .098 031 157 118 165 20.50 5 1.378 1.384 1.383 1.383
(@]
OAL OAL 2 OAL 3 OAL 4 DCONMSTHSZMS  MIID® MIID_2@ MIID_3™ MID_4®  [rm
1.661 1.669 1.673 = 512 MO8  TR6 TNCU 070210 TRFF TXMT 0702 TR0 TXMT 070204 = .07
1.760 1.768 1.772 = .709 M10  TR6 TNCU 070210 TRFF TXMT 0702 TR90 TXMT 070204 = 11
2035 2043 2.047 = .827 M12  TR6 TNCU 070210 TRFF TXMT 0702 TR0 TXMT 070204 = 18
2350 2.358 2.362 = 1.142 M16  TR6 TNCU 070210 TRFF TXMT 0702 TR0 TXMT 070204 - 40
2350 2.358 2.362 - 1.142 M16  TR6 TNCU 070210 TRFF TXMT 0702 TR0 TXMT 070204 - 42
)] 1850 1.856 1.847 1.855 .827 M12  TR6 TNCU 100425 TRFF TXMT 1004 TR0 TXMT 100408 TR45 TXMT 1004 .13
6-4 JalN 2362 2.368 2.359 2.367 1.142 M16  TR6 TNCU 100425 TRFF TXMT 1004 TR0 TXMT 100408 TR45 TXMT 1004 .37
ER D35 : )] 2362 2.368 2.359 2.367 1.142 M16  TR6 TNCU 100425 TRFF TXMT 1004 TR0 TXMT 100408 TR45 TXMT 1004 .39

R6 6
* Note: The data refers to master inserts, for other insert radii and geometries refer to the table below

) Cutting diameter maximum @ For undercutting with TR6 TNCU/TNMU inserts only @ For undercutting with TR6 TNCU/TNMU inserts only @4 Number of inserts

) Master insert identification (8 Master insert identification 2 ) Master insert identification 3 ©) Master insert identification 4 [ For undercutting

Tool ] Insert DCX DC__APMX __LF OAL __RMPX___APMX 2 BHTA

TRE TNCU 070205 590 .020 968 1.657 063 7.0
6 070215 511 1059 976  1.665 - 094 210
TR6 ER D16/0.63-2-M08-07 TRFF TXMT 0702 -630 476 024 980  1.669 11 -

TR90 TXMT 070204 098 984  1.673 16

ThE TNGU 070512 6o 080 o6 1ves - 094 510
70215 ] 105 ‘97 17 - 1094 1.
TR6 ER D20/0.79-4-M10-07 TRFF TXMT 0702 -787 633 .024 980  1.767 ' - -
TR0 TXMT 070204 - ‘098 984 1771 . - X
TR TNCU 070205 944 020  1.165  2.031 : 063 7.0
TR6 TNCU 070215 866  .059 1173  2.039 - 094 210
TR6 ER D25/0.98-5-M12-07 TRFF TXMT 0702 -984 830 024 1477 2,043 : -
TR0 TXMT 070204 - 098 1181 2.047 .

- O
N 00

(=)=}
© O

==~

ThG TNGU O70a12 1590 0% 1370 384 - 094 510
TR6 ER D32/1.26-6-M16-07 TRFF TXMT 0702 1260 4406 024  1.374  2.358 0.4 - -
TR0 TXMT 070204 - 098 1377 2362 07 - -

et s —— T
TR6 ER D35/1.38-6-M16-07 TRFF TXMT 0702 18377 1924 024 1374  2.358 0.4 - -
TR0 TXMT 070204 - 098 1377 2362 04 - -

TR6 TNCU 100405 944 .020 965 1.831 - 070 75

TR6 TNCU 100410 905  .039 970  1.836 - 1090 205

MR e " ——

TR6 ER D25/0.98-3-M12-10 TR6 TNCU 100430 748 118 988  1.855 : 477 205
TREF TXMT 1004 811 ‘031 986  1.856 17 ; -
TR0 TXMT 100408 - 157 976  1.846 16 g -
TR45 TXMT 1004 1.055 811 ‘118 988 1.855 1.4 - -

TR6 TNCU 100405 1220 .020 1.5 2.343 : 070 75

TR6 TNCU 100410 1181 039 1363  2.348 - 1090 205

TR o mh e - ——

TR6 ER D32/1.26-4-M16-10 TR6 TNCU 100430 1023 118 1382  2.366 : 77 205
TRFF TXMT 1004 1086 031  1.383  2.368 1.2 . .
TR0 TXMT 100408 - 457 1774 2358 1.1 g R
TR45 TXMT 1004 1330 1.086 118 1.382 _ 2.366 0.9 - -

TR6 TNCU 100405 1.338 020 1.350  2.343 = 070 175

TR6 TNCU 100410 1299 039  1.363  2.348 - 1090 20,5

T I

TR6 ER D35/1.38-5-M16-10 TR6 TNCU 100430 1141 118  1.382  2.366 - 177 205
TRFF TXMT 1004 1204 031 1383  2.368 1.2 : -
TR0 TXMT 100408 - 157 1.374 _ 2.358 1.1 - R
TRA45 TXMT 1004 1448 1204 118 1.382 _2.366 0.9 - -

Spare Parts

& i

SR M2.5X0.45-L6 IP7 IP-7/51
SR M2.5X0.45-L6 IP7 IP-7/51
SR M2.5X0.45-L6 IP7 IP-7/51
SR M2.5X0.45-L6 IP7 IP-7/51
SR M2.5X0.45-L6 IP7 IP-7/51

SR 10508600 T-9/51
SR 10508600 T-9/51
SR 10508600 T-9/51

MACHINING O TELTTGERTLY
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TORGMILL kfiuiﬂ @ .
£

TR6 FR @ @ @ @

Multifunction Face Mills that can Carry
TR6 TNCU TRFF TXMT TR90 TXMT TR45 TXMT Q %

Four Different Insert Geometries
Tool shown with TR6 TNCU inserts
DCX" DCX2 DCX3 DCX4 DC DC2 DC4 APMX APMX 2 APMX3 APMX 4 APMXU2 BHTA® CICT@  OAL

LG ERG A RL RV ) 1.500  1.500  1.500 1.560 1.803 1.263 1.316  .098 .031 167 118 165 20.50 6 1.250
G R PR RSV AR R 2000 2.000 2,000 2.062 1.803 1.763 1.815  .098 .031 167 118 165 20.50 7 1.500
LGERGPRLEOER DR ) 2500 2.500 2500 2562 2.303 2263 2.315  .098 031 167 118 165 20.50 8 1.750
L AR TR LR R 3.000  3.000  3.000 3.063 2.803 2.763 2.815  .098 .031 157 118 165 20.50 10 2.000

o
OAL 2 OAL 3 OAL 4 DCONMS DHUB Atbor  MID® MIID_26 MIID_3™ MIID_4®

TR6 FR D1.50-06-0.50-10 [ 21515 NN B27/1s N W21Vt .500 1.250 A TR6TNCU 100425 TRFFTXMT 1004 TR0 TXMT 100408 TR45 TXMT 1004 .28
GG PRV EOR R DR 1,505 1.496 1.504 .750 1.800 A TR6TNCU 100425 TRFF TXMT 1004 TROO TXMT 100408 TR45 TXMT 1004 .73
LGOI PR ER IR DR 1,755  1.746  1.754 1.000 2.250 A TR6TNCU 100425 TRFF TXMT 1004 TROO TXMT 100408 TR45 TXMT 1004 .99
GCOGGD RO DRI DR 2005 1.996  2.004 1.250 2.870 A TR6TNCU 100425 TRFF TXMT 1004 TR0 TXMT 100408 TR45 TXMT 1004  2.39
¢ Note: The data refers to master inserts, for other insert radii and geometries refer to the table below

() Cutting diameter maximum @ For undercutting with TR6 TNCU/TNMU inserts only @ For undercutting with TR6 TNCU/TNMU inserts only @) Number of inserts

5) Master insert identification (6 Master insert identification 2 () Master insert identification 3 8 Master insert identification 4

For undercutting

[
Tool | Insert DCX DC APMX OAL RMPX____ APMX 2 BHTA

TR6 TNCU 100405 1.460 .020 1.231 - .059 17.5

TR6 TNCU 100410 1.421 .039 1.235 = .090 20.5

TR6 TNCU/MU 100415 1.381 .059 1.240 - .106 20.5

TR6 TNCU 100420 1.50 1.342 .079 1.245 = 137 20.5

TR6 FR D1.50-06-0.50-10 TR6 TNCU 100430 1.263 118 1.254 - 77 20.5
TRFF TXMT 1004 1.263 .031 1.255 0.9 - -
TR90 TXMT 100408 = 157 1.246 0.9 5 =
TR45 TXMT 1004 1.560 1.315 118 1.254 0.7 = S

TR6 TNCU 100405 1.460 .020 1.481 - .059 17.5

TR6 TNCU 100410 1.421 .039 1.485 - .090 20.5

TR6 TNCU/MU 100415 1.381 .059 1.490 - .106 20.5

TR6 TNCU 100420 2.00 1.342 .079 1.495 = 137 20.5

THGER D2:0050750:7510 8 - TR 1.263 118 1.504 - A77 20.5
TRFF TXMT 1004 1.263 .031 1.505 0.7 = =
TR90 TXMT 100408 - 157 1.496 0.7 - =
TR45 TXMT 1004 2.062 1.315 118 1.504 0.6 = =

TR6 TNCU 100405 1.460 .020 1.731 - .059 17.5

TR6 TNCU 100410 1.421 .039 1.735 = .090 20.5

TR6 TNCU/MU 100415 1.381 .059 1.740 - .106 20.5

TR6 TNCU 100420 2.50 1.342 .079 1.745 = 137 20.5

TR6 FR D2.50-08-1.00-10 TR6 TNCU 100430 1.263 118 1.754 - 77 20.5
TRFF TXMT 1004 1.263 .031 1.755 0.5 - -
TR90 TXMT 100408 E 157 1.746 0.5 = =
TR45 TXMT 1004 2.562 1.315 118 1.754 0.4 = S

TR6 TNCU 100405 1.460 .020 1.981 - .059 17.5

TR6 TNCU 100410 1.421 .039 1.985 - .090 20.5

TR6 TNCU/MU 100415 1.381 .059 1.990 - 106 20.5

TR6 TNCU 100420 3.00 1.342 .079 1.995 = 137 20.5

THGIER DS:0051051:25 1 0 e TR 1.263 118 2.004 5 a77 20.5
TRFF TXMT 1004 1.263 .031 2.005 0.4 = =
TR90 TXMT 100408 - 157 1.996 0.4 - -
TR45 TXMT 1004 3.063 1.315 118 2.004 0.3 = =

Spare Parts

. s S/

LGN R BV DN SR 10508600 T-9/51 SR UNF 1/4X3/4 B18.3
LGN GH PR DRSOV AR Y SR 10508600  T-9/51 SR UNF 3/8X1 B18.3
LGN PR R FDEE R SR 10508600  T-9/561 SR UNF 1/2X20X1 B18.3
LGNGO D PR Y SR 10508600  T-9/51 SR UNF 5/8X1 B18.3

Member IMC Group



TORGMILL

TR6 TNCU/MU

Double Sided Inserts with Six
Round Cutting Edges, Available in
.0197 Up to .1181" Corner Radii

AL o

n . Recommended
Dimensions Tough «<— Hard Machining Data
o o © ©
o} (2} o o
® | 0| 2| & ap fz
Designation RE APMX IC S S| Q| Q| Q (inch) (inch/t)
.0197 .020 .209 .098 o ° .008-.020 .0039-.0118
TR6 TNCU 0 .0394 .039 .209 .098 o [ .008-.039 .0039-.0118
TR6 TNMU 0 .0590 .059 .209 .098 o ° .008-.059 .0039-.0118
TR6 TNCU . .0197 .020 .287 .165 o ° ° .008-.020 .0039-.0118
TR6 TNCU q .0394 .039 .287 .165 o [} [ .008-.039 .0039-.0118
TR6 TNCU . .0590 .059 .287 .165 o o [ .008-.059 .0039-.0118
TR6 TNMU : .0590 .059 .287 .165 o o .008-.059 .0039-.0118
TR6 TNCU . .0787 .079 .287 .165 ° ° ° .008-.079 .0039-.0118
TR6 TNCU 2 .0984 .098 .287 .165 [ ° ° [} .008-.098 .0039-.0118
TR6 TNCU 43 1181 .118 .287 .165 ° ° ° .008-.118 .0039-.0118

TORGMILL

TR90 TXMT

Single Sided Insert with
Three Cutting Edges for 90°
Shoulder and Face Milling

%
®
~

RE
Dimensions Tough «<— Hard| Recommended Machining Data
o ©
19} =}
<] © ap fz
Designation APMX RE IC S o o (inch) (inch/t)
TR90 TXMT 070204 .098 .0157 .209 .094 . ° .020-.098 .0039-.0079
TR90 TXMT 100408 157 .0315 .287 154 ° o .035-.157 .0039-.0079
PROFILING ILL Q
TRFF TXMT &=
Single Sided Insert with Three Cutting o
Edges for High Feed Machining @ fj
)
. . Recommended
Dimensions Tough <— Hard Machining Data
=} ©
g c(o:) ap fz
Designation APMX RE Rgm IC S KRINS® o o (inch) (inch/t)
TRFF TXMT 0702 .024 .0197 .039 .209 .094 18.0 . . .008-.024 | .0197-.0315
TRFF TXMT 1004 .031 .0276 .055 .287 164 17.0 o [ .008-.031 .0276-.0472

() Radius for programming @ Edge angle related to the wiper

TORGMILL

TR45 TXMT

Single Sided Inserts with
Three Cutting Edges for 45°
Chamfering and Face Milling

9.9\

Dimensions Tough «<— Hard| Recommended Machining Data
o o)
® o
8 | & o fz
Designation APMX RE IC S = = (inch) (inch/t)
TR45 TXMT 1004 118 .0157 .287 154 [ o .039-.118 .0079-.0157

W MACHINING O TELTIGENTIY




TANGFIN

FINISH MILLING

Mirror Face Milling
Dia 2-6”"
Finish Master

Superior Finish Achieved with
Tangential Step Mounted Inserts

Tangential Inserts with
4 Cutting Edges

Vs N e \\\
S
% Insert 2 e Y Y

Super Surface Tangential Double Sided Stroggéody
Finish Clamping Insert Insert

WO v

/ISCAR CHESS LINES



TANGFIN .
FINISH MILLING
HTF-R-LN10 _|DCONMS|= @
Face Mills Carrying Tangentially = T
Clamped Inserts with 4 Cutting Edges OAL %
for Extra Fine Milling Applications N l
‘ DC ‘ TM
DC APMX CICT™ OAL DHUB DCONMS  Arbor CSP®@ % Pocket
HTF D2.0-05-0.75-R-LN10 2.000 .010 5 1.574 1.850 750 A 1 .75 HTF - LN10
HTF D2.5-06-1.00-R-LN10 2.500 .012 6 1.750 2.252 1.000 A 1 1.31 HTF - LN10
HTF D3.0-07-1.00-R-LN10 3.000 .014 7 2.000 2.252 1.000 A 1 1.26 HTF - LN10
HTF D4.0-08-1.50-R-LN10 4.000 .016 8 2.000 3.228 1.500 B 1 3.04 HTF - LN10
HTF D5.0-09-1.50-R-LN10 5.000 .018 9 2.000 3.800 1.500 B 1 5.64 HTF - LN10
HTF D6.0-10-2.00-R-LN10 6.000 .020 10 2.000 5.000 2.000 C 0 7.56 HTF - LN10
() Number of inserts
(2 0 - Without coolant supply, 1 - With coolant supply
Spare Parts
& / /7 7
HTF D2.0-05-0.75-R-LN10 SR 34-550 BLD T10/S7 SW6-SD SR UNF 3/8X1 B18.3
HTF D2.5-06-1.00-R-LN10 SR 34-550 BLD T10/S7 SW6-SD SR UNF 1/2X20X1 B18.3
HTF D3.0-07-1.00-R-LN10 SR 34-550 BLD T10/S7 SW6-SD SR UNF 1/2X1% B18.3
HTF D4.0-08-1.50-R-LN10 SR 34-550 BLD T10/S7 SW6-SD
HTF D5.0-09-1.50-R-LN10 SR 34-550 BLD T10/S7 SW6-SD
HTF D6.0-10-2.00-R-LN10 SR 34-550 BLD T10/S7 SW6-SD

USTRY 4.0

92 MAGHININ@'EHIGENTW




1AnaPLUNGE

PLUNGING LINE

HTP LN.. 1006

Tangentially Clamped Inserts with
4 Cutting Edges for Plungers

%
®
@

Y
®

g . Recommended
Dimensions Tough «<— Hard Machining Data
o o © o
9] @D o - ~ f
) ) 1] Q @ © o 1z
Designation Wi L S RE |l Q| Q]| Q | Q (inch/t)
HTP LNAR 1006 FR-P .256 413 .399 .039 . .0019-.0059
HTP LNHT 1006 ER .256 413 .391 .039 ° ° ° . .0039-.0059
HTP LNHT 1006 ETR .256 413 .391 .039 ° ° ° .0047-.0079
HTP LNMT 1006 ER () .256 413 392 .039 ° ° ° .0031-.0059
® FR-P-For machining aluminum, ER- For general applications, ETR- First priority for hardened steel
() Mounting this insert increases tool diameter by .004"
ER ETR
ER- For general ETR- First priority for
applications hardened steel
Cutting Recommendations
Workpiece Material Cutting
ISO class ISCAR | Hardness, Typical representstive Insert | Carbide| D.O.C. | speed Vc, Feed
DIN/ISO 513 Description mat. group* HB AISI/SAE/ASTM DIN W.-Nr. type grade | Ap [inch] [SFM] z [ITP] Coolant
Non-alloy IC808 560 - 985 | .006 - .010 Dry
1-5 130-180 1020 1.0402
steel IC830 460 - 785 | .006 - .010 | Dry / Wet
IC808 490 - 785 | .004 - .008 Dry
6-8 260-300 4340 1.6582
Low alloy IC830 360 - 560 | .004 - .008 | Dry / Wet
steel HRC ER/ | 1C808 460 - 720 | .004 - .008 Dry
o 1 1.571 Z x.002
9 35-42 8185 5710 ETR | IC830 x.00 330 - 525 | .004 -.008 | Dry / Wet
High alloy IC808 360 - 690 | .004 -.008 Dry
10-11 200-220 H13 1.2344
steel IC830 295 - 490 | .004 - .008 | Dry / Wet
Ferritic/martensitic 1C808 460 - 755 | .004 - .008 Dry
stainless steel 1213 200 420 1.4021 IC830 330 - 525 | .004 - .008 | Dry / Wet
Austenitic IC830 330 - 490 | .004 -.008
stainless 14 200 304L 1.4306 ER IC808 | Zx.002 | 330 -525 | .004 - .008 Wet
steel IC330 260 - 395 | .004 -.008
Grey cast iron 15-16 250 Class 40 0.6025 (GG25) ER IC810 7% 002 655 -985 | .004 - .010 D
Nodular cast iron 17-18 200 Class 65-45-12 | 0.7050 (GGG50) IC810 ) 525 -820 | .004 - .010 1
All;ﬂg;gm 21-25 75-130 7050 3.4345 FR-P ICO7 | Zx.002 | 1640 - 3280 .004 - .012 Wet
IC830 80 - 150 | .004 - .006
High 33-35 340 Inconel 718 2.4668 1C808 50-165 004 —.006
temperature ER Z x .002 - - Wet
alloys 3637 HRC AMS R56400 3.7165 IC830 100 - 230 | .004 - .006
30-32 (TiIBAI4V ELI) IC808 115 -230 | .004 - .006
Hardened HRC
s 38 45-49 HARDOX 450 plate ETR | 1C808 | Zx.002 | 180 -230 | .004 -.008 Dry

* ISCAR material group in accordance with VDI 3323 standard

** Quenched and tempered

For machining in unstable conditions, the recommended cutting data should be reduced by 20-30%

A=l

Member IMC Group



SOLIDMILL
High Feed
Dia .236-.787" (6-20 mm)

Ceramic Master

High Feed Ceramic Endmill
for Cost Effectivness and
High Productivity

Solid Ceramic
Endmill Cutter

Rough High Feed High Pro:juctivity Cost Effective
Application Milling Geometry Insert

e’

ISCAR CHESS LINES




LIDRFILL | | -
CERAMIC ENDMILL le LH
EC-E3/E7-CE (ceramic) g}w 3 ‘ % @ &
3 and 7 Flute Solid Ceramic Endmills T =
with Relieved Necks for Machining DCONMS @ ®
Superalloys, Cast Iron and Graphite bc N : g

APMX L DN

Dimensions Tough <— Hard I\F/‘;f:ﬁminr‘:gngaeti
=3 @ fz
Designation DC APMX DN DCONMS RE®W LU NOF@ LH OAL €D 2 (mm/t)
EC-E3 06-06/15C06R.4N50CE JcHo/o R co0 RN %0} 6.00 042 145 3 156.0 50.00 [} 0.03-0.10
EC-E3 08-08/20C08R.5N57CE [g:Ke/oJu:Xo o Ry 8.00 0.56 195 3 20.0 57.00 o 0.03-0.14
EC-E3 10-10/25C10R.7N65CE JIoXo/oln eXooRueR(0] 10.00 0.70 245 3 250 65.00 (] 0.03-0.16
[l <RI PIEI ISP S M V{04 12.00 1200 11.50 12.00 110 295 3 30.0 72.00 [ 0.03-0.18
(o = O 0 (YT [ B (B R[4 16.00 16.00 15.50 16.00 190 345 3 35.0 83.00 o 0.03-0.22
EC-E3 20-20/40C20R2.N93CE Pl (e Xe/oJnX:10] 20.00 250 395 3 40.0 93.00 [ 0.03-0.24
EC-E7 08-02CO8R1.0N63CE  [R:Xo(RRN e o Ry (0] 8.00 1.00 8.0 7 9.5 63.00 . 0.03-0.10
EC-E7 10-02C10R1.5N72CE [leXcolclr{olumeX:{0) 10.00 1.50 10.0 7 11.56 72.00 o 0.03-0.12
({0 Y ah PR Ig PG I 12.00 1.30 11.50 12.00 1.50 10.0 7 12.0 83.00 o 0.03-0.15

* Recommended cutting speed on high temperature nickel-based superalloys: 250-700 m/min e Maximum width of cut for the 3 flute cutters is 0.1xD
() Programming radius
2 Number of flutes

P “ K Nk Sm Hprk
+

+ recommended

Member IMC Group

A=l



MULTI-miASTER
Indexahle Solid Carbide Endmill
Long Cutting Edge 1.5XD

Flute Master

New Long Flute
MULTI-MASTER Heads

Length Rati MULTI-MASTER Heads
1.5xD Length
: Dia .312-1.0”

Roﬁgljling Cost Effective
of Materials  Semi-Finishing & Insert
Finishing

e’

ISCAR CHESS LINES



INDEXABLE SOLID CARBIDE LINE
MM EC-CF-Z7/9-1.5xD
Interchangeable 7, 9 Flute Solid
Carbide Endmill Heads 36° Helix

THSZMS %

Rd|

DCONMS
with 1.5xD Flute Lengths i
FHA
; . Recommended
ImREEE Machining Data
3
> fz
Designation DC APMX RE NOF" THSZMS DCONMS LF FHA RMPX &) (inch/t)
MM EC312H47R015-7T05 .312 469 .0150 7 TO5 .303 .709 36.0 3.0 ° .0011-.0039
MM EC375H56R015-7T06 .375 .563 .0150 7 TO6 .366 .866 36.0 3.0 . .0015-.0039
MM EC500H75R015-7T08 .500 .750 .0150 7 TO8 .488 1.063 36.0 3.0 ° .0015-.0039
MM EC625H94R031-9T10 .625 .938 .0310 9 T10 .602 1.319 36.0 1.0 . .0019-.0039
MM EC750H112R031-9T12 .750 1.125 .0310 9 T12 726 1.614 36.0 1.0 [ .0019-.0039
MM EC1.0H150R031-9T15 1.000 1.500 .0310 9 T15 .941 2.067 36.0 1.0 [ .0019-.0039
e Do not apply lubricant to the threaded connection
() Number of flutes @ Maximum ramping angle
MULTI-miAS T EiR .
INDEXABLE SOLID CARBIDE LINE RE APMX ‘ THSZMS % @
5
CHATTERFREE | A =
MM EC-CF-Z4-1.5xD DCes - U boonms ® S
Interchangeable Solid Carbide Endmill i N W i
Heads with 1.5xD Flute Lengths for y @ ®
Chatterfree Roughing and Finishing ‘ LF T~ | FHA
. . Recommended
lemans Machining Data
©
= 2
Designation DC NOFM  APMX RE THSZMS DCONMS LF FHA O (inch/t)
MM EC312H47R015CF-4T05 .312 4 469 .0150 TO5 .303 709 46.5 ° .0011-.0035
MM EC375H56R015CF-4T06 .375 4 .563 .0150 TO6 .366 .866 46.5 [ .0011-.0039
MM EC500H75R015CF-4T08 .500 4 .750 .0150 TO8 488 1.063 46.5 o .0015-.0043
MM EC625H94R015CF-4T10 .625 4 .938 .0150 T10 .602 1.319 46.5 ° .0019-.0051
MM EC750H112R031CF-4T12 .750 4 1.125 .0310 T12 726 1.614 46.5 [ .0019-.0066
MM EC1.0H150R031CF-4T15 1.000 4 1.500 .0310 T15 .941 2.067 46.5 ° .0023-.0066

Do not apply lubricant to the threaded connection
() Number of flutes

MULTI-mASTER
INDEXABLE SOLID CARBIDE LINE 1 CHW "7 APMX 4" THSZMS % @
MM ERS-1.5xD TtTL —

Interchangeable Solid Carbide

Rough Milling Heads with DCes9 § ﬁ : i E i DCONMS T

1.5xD Flute Lengths for High L
Metal Removal gates o L M l =
S Y
Dimensions Gzzﬁmmgngﬁi
2 o
Designation DC NOF(m  APMX CHW THSZMS DCONMS LF FHA RMPX@ | O (inch/t)
MM ERS312B47-4T05 312 4 469 .010 TO5 .308 .709 46.0 5.0 . .0011-.0031
MM ERS375B56-4T06 .375 4 .563 .012 TO6 .366 .866 46.0 5.0 o .0011-.0035
MM ERS500B75-4T08 .500 4 .750 .014 TO8 488 1.063 46.0 5.0 o .0015-.0039
MM ERS625B94-5T10 .625 5 .938 .016 T10 .602 1.319 40.0 5.0 . .0015-.0039
MM ERS750B112-6T12 .750 6 1.125 .016 T12 726 1.614 47.0 3.0 o .0019-.0043
MM ERS1.0B150-6T15 1.000 6 1.500 .020 T15 .941 2.067 47.0 3.0 o .0019-.0043

¢ Do not apply lubricant to the threaded connection
() Number of flutes
2 Maximum ramping angle
Member IMC Group




R EREREEE—————————
MULTI-miAaST Em

INDEXABLE HEADS

Interchangeable Solid Carbide
Face Milling Heads

No Setup
B Time

Dia .472-.984"
MULTI-miASTER -
INDEXABLE SOLID CARBIDE LINE APMX
MM FM b @

THSZMS
Interchangeable Solid Carbide f
Face Milling Heads with MULTI-
MASTER Threaded Connections

Dimensions h?li?:?lmirrr:gng :t(ajl
/ § fz
Designation DC APMX RE NOF™ THSZMS LF O (inch/t)
MM FM120-36R0.2-06T05 AT72 142 .0079 6 TO5 173 T-20/3* o .0016-.0039
MM FM160-48R0.4-06T06 .630 .189 .0157 6 TO6 .220 T-25/3* . .0020-.0039
MM FM200-60R0.4-06T08 787 .236 .0157 6 TO8 .268 T-40/3 L* o .0020-.0039
MM FM250-75R0.4-06T10 .984 .295 .0157 6 T10 .331 T-50/3 L* [ .0020-.0039

) Number of flutes
* Optional, should be ordered separately

R MACHINING O TELTIGENTLY
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T-FACE

FACEMILL

Indexable Solid Carbide
Dia 1.25-2"
Face Milling Master

No Setup
S Time .4
- 2

Small Diameter
Exchangeable Solid Carbide

Multiple Cutting Edges
Face Milling Heads

High Shorter Overhang  Precision Cost Effective
Productivity Provides Stability Insert

WO vt

ISCAR CHESS LINES




T-FACE

FACEMILL

SD FM

Interchangeable Solid Carbide
Face Milling Heads

Designation

SD FM D1.25-312D-SP15
SD FM D1.50-375D-SP17
SD FM D2.00-468D-SP19

) Number of flutes

T-FACE

SD FM-S-A-SP
Stepped Cylindrical Shanks

for Interchangeable Solid
Carbide Face Miling Heads

SD FM-S-A-L4.00-W100-SP15
SD FM-S-A-L4.50-C100-SP15
SD FM-S-A-L5.00-W125-SP17
SD FM-S-A-L5.50-C125-SP17
SD FM-S-A-L5.50-C125-SP19
SD FM-S-A-L5.00-W150-SP19

¢ Apply lubricant to the clamping screw

() C-Cylindrical, W-Weldon

Spare Parts

Designation

SD FM-S-A-L4.00-W100-SP15
SD FM-S-A-L4.50-C100-SP15
SD FM-S-A-L5.00-W125-SP17

SD FM-S-A-L5.50-C125-SP17
SD FM-S-A-L5.50-C125-SP19
SD FM-S-A-L5.00-W150-SP19

RE B Q
1
DCONMS DC %
APMX
OALl=<
. . Recommended
Dimensions Machining Data
o]
8 |74
DC APMX NOF™M RE D1 DCONMS OAL O (inch/t)
1.250 312 8 0157 .330 .590 314 . .0016-.0060
1.500 375 10 0157 .385 .669 .393 . .0016-.0060
2.000 468 12 0157 .385 748 551 . .0016-.0060
OAL
LF
- LB [4
J [
DCONWS THSZWS DCONMS
Designation DCONMS DCONWS  THSZWS LB LF OAL Shank® Lbs
1.000 591 M5x0.5 .398 4.000 4192 W .84
1.000 591 M5x0.5 .398 4.500 4.692 © .95
1.250 669 MBx0.5 492 5.000 5.236 W 1.63
1.250 .669 M6x0.5 492 5.500 5.736 C 1.85
1.250 .748 M6x0.5 .392 5.500 5.834 C 1.85
1.500 .748 M6x0.5 .551 5.000 5.334 W 2.36
SR M5X0.5-SP15-IP20-HG BLD IP20/S7 SW6-T-SH
SR M5X0.5-SP15-IP20-HG BLD IP20/S7 SW6-T-SH
SR M6X0.5-SP17-IP20-HG BLD IP20/S7 SW6-T-SH
SR MBX0.5-SP17-IP20-HG BLD IP20/S7 SW6-T-SH
SR M6X0.5-SP17-IP20-HG BLD IP20/S7 SW6-T-SH
SR M6X0.5-SP17-IP20-HG BLD IP20/S7 SW6-T-SH

T3 MACHINING O TELLIGENTIY




SLIMSLIT

NARROW SLITTING
Narrowest Indexable Cutter

.031-.047” Insert Widths
Slitting Master

Narrowest Indexable
Slitting Cutter Narrowest Insert Width
in the Market o 137047

Nar wI ert thP ew Generation Co! tEff ctiv
Coola t Insert

SO L



SLIMSLIT Cl 9

SGST %

Thin Slitting Cutters Carrying WB. I,

SLMGRP Isets |} 2 7>f ,,,,, bC @

DCONMS C&)X

A ——
SGST 32-8-0.8-4Z 1.260 .031 4 .027 .3115 .315 2490 GFT 0.8 ESG-SLM*
SGST 32-8-1.0-42 1.260 .039 4 .035 .315 315 2490 GFT 1.0 ESG-SLM*
SGST 32-8-1.2-4Z 1.260 .047 4 .042 B S5 2490 GFT 1.2 ESG-SLM*
SGST 40-10-0.8-6Z 1.575 .031 6 .027 .394 472 1990 GFT 0.8 ESG-SLM*
SGST 40-10-1.0-62 1.675 .039 6 .035 .394 AT72 1990 GFT 1.0 ESG-SLM*
SGST 40-10-1.2-62 1.575 .047 6 .042 .394 A72 1990 GFT 1.2 ESG-SLM*
SGST 50-13-0.8-92 1.968 .031 9 .027 512 492 1590 GFT 0.8 ESG-SLM*
SGST 50-13-1.0-92 1.968 .039 9 .035 512 492 1590 GFT 1.0 ESG-SLM*
SGST 50-13-1.2-9Z 1.968 .047 9 .042 512 492 1590 GFT 1.2 ESG-SLM*
SGST 63-16-1.0-12Z 2.480 .039 12 .035 .630 .748 1260 GFT 1.0 ESG-SLM*
SGST 63-16-1.2-12Z 2.480 .047 12 .042 .630 .748 1260 GFT 1.2 ESG-SLM*

) Number of inserts @ Maximum RPM

*  Optional, should be ordered separately

SLIMSLIT e

SW-C-D-JHP 4@82

Shanks for SGST Slim Slot T ( ,, ) ,,,,,

Millng Disk Cutters Bf [ e DCORME

=0== oAL |

D S
SW .625C-D32-JHP .625 .591 .984 4.090 512 SCREW CLAMP-D32-JHP MM KEY 13X8* WASHER 8X14.5-D32
SW .75C-D40-JHP .750 .630 .984 4.090 512 SCREW CLAMP-D40-JHP MM KEY 13X8* WASHER 10X15-D40
SW 1.00C-D50-JHP 1.000 - - 4.520 787  SCREW CLAMP-D50-JHP MM KEY 20* WASHER 13X24-D50
SW 1.00C-D63-JHP 1.000 - - 4.520 787 SCREW CLAMP-D63-JHP MM KEY 20* WASHER 16X24-D63

¢ Clamping key should be ordered separately
() Key flat size o Clamping wrench size
* Optional, should be ordered separately

SGST Disk Cutter

Washer

Clamping Screw SW-C-D-JHP Shank

SLIMGRIP . r 7
NARROW /INSERTS —L
GFT-J XX
Thin Parting, Grooving & !
Slitting Single-Ended Inserts l y g& @
for Soft Materials
o
cﬁﬁ
Y /fre
Dimensions Tough «<— Hard| Recommended Machining Data
© ©
I3} o
S S f groove
Designation Ccw RE ®] o (IPR)
GFT 0.8J-0.1 .031 .0039 . ° .0012-.0031
GFT 1.0J-0.1 .039 .0039 . (] .0012-.0039
GFT 1.2J-0.14 .047 .0055 [ o .0012-.0039
GFT 1.6J-0.16 .063 .0063 . . .0012-.0047

T3 MACHINING O TELTIGENTLY




MINSLIT

SMALL DIA SLIT

Mini Slitting with Threaded
Connection Dia .63-.87"
Mini Master

pnnections
nd FLEXFIT

~
.,

Small Diameter Slitting Cutter
with Unique Small
2 Cutting Edged Insert

Small Insert with
2 Cutting Edges

Coolant Effective

WO vt
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MINSLIT FLEX=:i7 | oA w

SMALL DIA SLIT 4’*‘ [ —

DGSM-M-JHP ry N ‘ THSZMS ‘eLF% CE)X @ @

Groove milling and Slitting Small —¥- 1 = |

Diameter Cutters with FLEXFIT ‘ 9& @oo

Threaded Adaptation DCONMS {,,i | — DC ]

: orvs!

DC CW CDX CICTm DCONMS THSZMS LF OAL DRvVS® Insert /
DGSM 16-2-M06-3Z-JHP .630 .079 146 3 .394 MO06 .380 .951 315 DGM 2002V MM KEY 8X5
DGSM 16-3-M06-3Z-JHP 630 118 146 3 .394 MO06 327 .886 315 DGM 3002V MM KEY 8X5
DGSM 18-2-M06-3Z-JHP .709 .079 .185 3 .394 MO06 .380 .951 315 DGM 2002V MM KEY 8X5
DGSM 18-3-M06-32Z-JHP .709 118 185 3 .394 MO06 .386 .945 .315 DGM 3002V MM KEY 8X5
DGSM 22-2-M08-42Z-JHP .866 .079 224 4 472 M08 .341 1.030 .394 DGM 2002V MM KEY 10X7
DGSM 22-3-M08-4Z-JHP .866 118 224 4 AT72 MO8 .366 1.043 .394 DGM 3002V MM KEY 10X7

) Number of inserts
2 Key flat size

Insertion

Extraction

LIT

SMALL DIA SLIT

MULTI-mASTER

DGSM-MM-JHP

Groove Milling and Slitting Small
Diameter Cutters with MULTI-
MASTER Threaded Adaptation

DC Cw CDX CICT" DCONMS THSZMS LF OAL DRVS® Insert /

: 9@
1 1 g& /@oo

DGSM 16-2-MMT06-3Z-JHP Kl .079 146 3 .394 TO6 .380 .628 .315 DGM 2002V MM KEY 8X5
DGSM 16-3-MMT06-3Z-JHP Kl 118 146 3 .394 TO6 .382 .563 315 DGM 3002V~ MM KEY 8X5
DGSM 18-2-MMT06-3Z-JHP [ }°] .079 185 3 .394 TO6 .380 .628 .315 DGM 2002V MM KEY 8X5
DGSM 18-3-MMT06-3Z-JHP (¢S] 118 .185 3 .394 TO6 .390 .640 315 DGM 3002V~ MM KEY 8X5
DGSM 22-2-MMT08-4Z-JHP [E:cls) 07 224 4 472 T08 .335 .622 .394 DGM 2002V MM KEY 10X7
DGSM 22-3-MMT08-42-JHP s 118 224 4 472 T08 .360 .646 .394 DGM 3002V MM KEY 10X7

) Number of inserts
(@ Key flat size

T MACHINING O TELTIGENTIY




LIT

SMALL DIA SLIT

DGM-V

Miniature Double-Sided Inserts o
with Ridged Positive Chipformer il
for Slitting and Grooving of oF i‘. -
Wide Range of Materials o

Yo
v
©

Designation cw

DGM 2002V .079
DGM 3002V 118

SELFGri- FLEXFiT
SGSF/A-M-JHP
Grooving and Slitting Small

Diameter Cutters with FLEXFIT
Threaded Adaptation

P o o

SGSF 32-2-M08-3Z-JHP 1.260 .079
SGSA 32-3-M08-4Z-JHP 1.260 118
SGSF 40-2-M10-4Z-JHP 1.575 .079
SGSA 40-3-M10-6Z-JHP 1.576 118

() Number of inserts @ Key flat size
* Optional, should be ordered separately

SELFGRHir
MULTI-MASTER

SGSF/A-MM-JHP
Grooving and Slitting Cutters with
MULTI-MASTER Threaded Adaptation

P

SGSF 32-2-MMT08-3Z-JHP [RF~E) .079
SGSA 32-3-MMT08-4Z-JHP JERIe0] 118
SGSF 40-2-MMT10-4Z-JHP [REY4 .079
SGSA 40-3-MMT10-6Z-JHP EREYE) 118

n A Recommended
Dimensions Machining Data
©
=}
S f groove
RE INSL o (inch/t)
.0079 244 o .0012-.0039
.0079 .244 [ .0016-.0059
DC @&
PSI
CDX CICT® DCONMS THSZMS LF OAL DRVS® Insert «»)
.307 3 512 M08 472 1.161 .378 GSFN 2... ESG 1.4-2*
.307 4 512 M08 472 1.161 .378 GSAN 8... ESG 1.4-2*
465 4 .709 M10 472 1.161 .591 GSFN 2... ESG 1.4-2*
465 6 .709 M10 472 1.161 .591 GSAN 8... ESG 1.4-2*
OAL
R @
THSZMS
N— g&
DCONMS AK.E=
D s | ’I PS‘I"‘n
CDX CICT® DCONMS THSZMS LF OAL DRVS®@ Insert o)
.354 3 461 TO8 A7 713 .394 GSFN 2...  ESG 1.4-2*
.354 4 461 TO8 449 744 .394 GSAN 83... ESG 1.4-2*
445 4 .602 T10 A7 .862 512 GSFN 2... ESG 1.4-2*
445 6 .602 T10 449 .894 512 GSAN 8... ESG 1.4-2*

() Number of inserts @ Key flat size
* Optional, should be ordered separately

Member IMC Group

| I n



TANGSLIT FLEXFiT @ @

TGSF-M-JHP
9& @oo

Grooving and Slitting Small
Diameter Cutters with FLEXFIT
Threaded Adaptation

n DC Ccw CDX CICT® DCONMS THSZMS LF OAL DRVS@ Insert /
TGSF 5 M12 5Z-JHP 1.968 .079 512 5 .827 M12 425 945 .669 TAG 2 ETG 2*
TGSF 50-3-M12 5Z-JHP 1.968 118 512 5 .827 M12 421 972 .669 TAG 3 ETG 3-4-SH*
() Number of inserts (@ Key flat size
* Optional, should be ordered separately

TANGSLIT g i
MULTI-mASTER L~
TGSF-MM-JHP g& ﬁ“
Grooving and Slitting Cutters with s

MULTI-MASTER Threaded Adaptation

DC  CW  CDX CICT® DCONMS THSZMS LF OAL DRVS® Insert /

TGSF 5 MMT12-5Z-JHP 1.968 .079 .551 5] .748 T12 421 945 .630 TAG 2 ETG 2*
TGSF 50-3-MMT12-5Z-JHP [EREC:] 118 .551 5 .748 T12 453 972 .630 TAG3 ETG 3-4-SH*
() Number of inserts (@) Key flat size
*  Optional, should be ordered separately

T MACHINING O TELTIGENTIY
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X-STREAM

JET TOOLHOLDING

Jet Coolant
Chuck Master

Shrlnk Chuck Through-Tool Coolant
Solution for Solid Carbide and HSS Tools

High Pressure Innovative Effectlve Chlp Cost Effective
Coolant Evacuation Prolonged Tool Life

[ JOLD

ISCA/-? C/-/ESS LINES



Jg'rglﬁgﬁm ADJRGA™] LSCWS [+ AL %

Moy, | -
SHRINKi: HSK T Va7 — 1 =

* 4 G2.5
HSK A-SRKIN-CX DCONMS J | BTED BD = [Fmn &
ﬁ S I M DCONWS 0 Uet 0 gmm

Thermal Shrink Chucks with l i
HSK DIN69893 Form A Tapered THID =+—LB—> #
Shank and Coolant Jet Grooves LF,';(BX

along the Shank Bore

o
Los|

BTED BD LPR LBX LB ADJRGA LSCWS THID Keyt"
HSK A63 SRKIN1/4X3.150CX [RR:il0] .250 .827 1.0630  3.150 2.126 1.500 .373 1.338 M5 2.500 1.84
HSK A63 SRKIN5/16X3.15CX |[eii:l] .313 .827 1.0630  3.150 2.126 1.500 .373 1.338 M6 3.000 1.93
HSK A63 SRKIN3/8X3.346CX [2R:il0] .375 .945 1.2600  3.346 2.323 2.000 .367 1.567 M8 4.000 1.92
HSK A63 SRKIN7/16X3.543CX [2:l] 437 .945 1.2600  3.543 2.520 2.000 .366 1.764 M10 5.000 2.03
HSK A63 SRKIN1/2X3.543CX [-Ritl0] .500 .945 1.2600  3.543 2.520 2.000 .366 1.764 M10 5.000 1.98
HSK A63 SRKIN5/8X3.74 CX 2.480 .625 1.063 1.3400  3.740 2.717 1.752 .366 1.882 M12 6.000 2.14
HSK A63 SRKIN3/4X3.937CX [R:il0] .750 1.300 1.6540  3.937 2913 2.252 .336 1.930 M16 8.000 2.67
HSK A63 SRKIN7/8X3.937CX |[e:l) .875 1.732 2.0550  3.937 2.913 2.051 .336 1.930 M16 8.000 2.68
HSK A63 SRKIN1X4.528 CX 2.480 1.000 1.732 2.0550  4.528 3.504 2.051 .335 2.165 M16 8.000 2.21
HSK A63 SRKIN11/4X4.72CX |[e:l) 1.250 1.732 2.0550  4.724 3.700 2.051 .335 2.323 M16 8.000 3.70
HSK A100 SRKIN1/4X3.50CX [EeReky4 .250 .827 1.0630  3.500 2.358 1.500 .378 1.338 M5 2.500 4.95
HSK A100 SRKIN5/16X3.5CX [EcXe<y4 .313 .827 1.0630  3.500 2.358 1.500 .378 1.338 M6 3.000 4.93
HSK A100 SRKIN3/8X3.625CX cXexrs .375 .945 1.2600  3.625 2.483 2.000 .367 1.667 M8 4.000 5.13
HSK A100 SRKIN7/16X3.75CX [cXe<id 437 .945 1.2600  3.750 2.608 2.000 .366 1.764 M10 5.000 5.11
HSK A100 SRKIN1/2X3.75CX [EcXexrs .500 .945 1.2600  3.750 2.608 2.000 .366 1.764 M10 5.000 5.10
HSK A100 SRKIN5/8X4.00CX |[geXexig .625 1.063 1.3400  4.000 2.858 1.750 .366 1.882 M12 6.000 5.25
HSK A100 SRKIN3/4X4.125CX [EeRekys .750 1.300 1.6540  4.125 2.983 2.252 .366 1.960 M12 6.000 5.68
HSK A100 SRKIN7/8X4.125CX [cXex<y4 .875 1.732 2.0900  4.125 2.983 2.252 .366 1.960 M12 6.000 6.54
HSK A100 SRKIN1X4.500 CX 3.937 1.000 1.732 2.0900  4.500 3.368 2.252 .370 2.200 M12 6.000 6.74
HSK A100 SRKIN11/4X4 3.937 1.250 1.732 2.0900  4.750 3.608 2.252 .366 2.354 M12 6.000 6.64

* A cooling tube must be used with all coolant through HSK spindles (should be ordered separately)
* Preset screw CX allows supply of coolant via JET groove - do not remove
() Adjustment screw hexagon key size (mm)

e Use only inductive heating device for SRKIN holders

Spare Parts

&

&

A

Designation

HSK A63 SRKIN1/4X3.150CX PRESET CX M5X13 COOLING TUBE HSK A63* WRENCH COOL TUBE HSK63*
HSK A63 SRKIN5/16X3.15CX PRESET CX M6X12 COOLING TUBE HSK A63* WRENCH COOL TUBE HSKB3*
HSK A63 SRKIN3/8X3.346CX PRESET CX M8X16 COOLING TUBE HSK A63* WRENCH COOL TUBE HSK63*
HSK A63 SRKIN7/16X3.543CX PRESET CX M10X16 COOLING TUBE HSK A63* WRENCH COOL TUBE HSK63*
HSK A63 SRKIN1/2X3.543CX PRESET CX M10X16 COOLING TUBE HSK A63* WRENCH COOL TUBE HSKB3*
HSK A63 SRKIN5/8X3.74 CX PRESET CX M12X16 COOLING TUBE HSK A63* WRENCH COOL TUBE HSKB63*
HSK A63 SRKIN3/4X3.937CX PRESET CX M16X14 COOLING TUBE HSK A63* WRENCH COOL TUBE HSK63*
HSK A63 SRKIN7/8X3.937CX PRESET CX M16X14 COOLING TUBE HSK A63* WRENCH COOL TUBE HSKB3*
HSK A63 SRKIN1X4.528 CX PRESET CX M16X14 COOLING TUBE HSK A63* WRENCH COOL TUBE HSK63*
HSK A63 SRKIN11/4X4.72CX PRESET CX M16X14 COOLING TUBE HSK A63* WRENCH COOL TUBE HSK63*
HSK A100 SRKIN1/4X3.50CX PRESET CX M5X13 COOLING TUBE HSK A100* WRENCH COOL TUBE HSK100*
HSK A100 SRKIN5/16X3.5CX PRESET CX M6X12 COOLING TUBE HSK A100* WRENCH COOL TUBE HSK100*
HSK A100 SRKIN3/8X3.625CX PRESET CX M8X16 COOLING TUBE HSK A100* WRENCH COOL TUBE HSK100*
HSK A100 SRKIN7/16X3.75CX PRESET CX M10X16 COOLING TUBE HSK A100* WRENCH COOL TUBE HSK100*
HSK A100 SRKIN1/2X3.75CX PRESET CX M10X16 COOLING TUBE HSK A100* WRENCH COOL TUBE HSK100*
HSK A100 SRKIN5/8X4.00CX PRESET CX M12X16 COOLING TUBE HSK A100* WRENCH COOL TUBE HSK100*
HSK A100 SRKIN3/4X4.125CX PRESET CX M12X16 COOLING TUBE HSK A100* WRENCH COOL TUBE HSK100*
HSK A100 SRKIN7/8X4.125CX PRESET CX M12X16 COOLING TUBE HSK A100* WRENCH COOL TUBE HSK100*
HSK A100 SRKIN1X4.500 CX PRESET CX M12X16 COOLING TUBE HSK A100* WRENCH COOL TUBE HSK100*
HSK A100 SRKIN11/4X4.75CX PRESET CX M12X16 COOLING TUBE HSK A100* WRENCH COOL TUBE HSK100*

* Optional, should be ordered separately
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X-STREAM Ms

JET TOOLHOLDING — ;LSCWS‘<>
SHRINKG%CAT 2777 iy ]
CAT-SRKIN-CX a5l ocotws + P 2
Thermal Shrink Chucks with Caterpillar — le—1B—] l
Form AD Tapered Shank and Coolant CRKS B2 .|
Jet Grooves along the Shank Bore J LfLBX;. BTED
LPR——
O
Designation SS DCONWS BTED BD BD_2 LPR LBX LB 2 LB LSCWS ADJRGA THID CRKS Key Lbs|
CAT40 SRKIN 1/4X 00 CX 40 250 827 1.0830 1.7520 3.500 2.750 2.120 1.501  1.340 .380 M5 5/8-11 2500 2.65
AT40 SRKIN 5X3.500 40 313 827 1.0630 1.7520 3.500 2.750 2.120 1.501  1.340 .380 M6 5/8-11  3.000 2.51
40 SRKIN 3/8X 50 40 375 945 1.2600 1.7520 3.750 3.000 2.370 2.000 1.560 .360 M8 5/8-11  4.000 2.49
40 SRKIN X3.750 40 438 945 1.2600 1.7520 3.750 3.000 2.370 2.001  1.760 .360 M10  5/8-11 5000 2.69
40 SRKIN 2X3.750 40 500 945 1.2600 1.7520 3.750 3.000 2.370 2.001 1.760 .360 M10  5/8-11 5000 262
40 SRKIN :;-c 50 40 625 1.063 1.3390 1.7520 3.750 3.000 2.370 1.751 1.880 .360 M12  5/8-11  6.000 2.70
40 SRKIN 4X4 000 40 .750 1299 16540 1.7520 4.000 3.250 2620 2251 1.930 .330 M16  58-11 8000 3.10
40 SRKIN 7/8X4.000 40 875 1732 20870 1.7520 4.000 3.250 2620 2251 1.930 .330 M16  5/8-11 8000 3.88
40 SRKIN 4.000 40 1.000 1732 20870 1.7520 4.000 3250 2620 2251 2.160 .330 M16  58-11 8000 3.73
40 SRKIN 4X4.00 40 1.250 1732 20870 1.7520 4.000 3.250 2620 2251 2160 .330 M16  5/8-11 8000 3.46
AT50 SRKIN 00 50 .250 827 1.0830 2.7520 3.500 2.750 2.120 1.501  1.340 .380 M5 1-8 2500 6.95
AT50 SRKIN 6X3.500 50 313 827 1.0630 2.7520 3,500 2700 2.120 1.501  1.340 .380 M6 1-8 3.000 6.92
AT50 SRKIN 3/8X 50 50 375 945 1.2600 2.7520 3.750 3.000 2.370 2.000 1.560 .360 M8 1-8 4.000 7.06
AT50 SRKIN 6X3.750 50 438 945 1.2600 2.7520 3.750 3.000 2.370 2.001  1.760 .360 M10 1-8 5.000 7.12
AT50 SRKIN i-t -H' 50 500 945 1.2600 2.7520 3.750 3.000 2.370 2.001  1.760 .360 M10 1-8 5000 7.52
AT50 SRKIN ="= i' 50 625 1.063 1.3390 2.7520 3.750 3.000 2.620 1.7561  1.880 .360 M12 1-8 6.000 7.1
AT50 SRKIN 4X4 'i:i' 50 750 1299 16540 2.7520 4.000 3.250 2620 2251 1.930 .330 M16 1-8 8.000 7.47
AT50 SRKIN 7/8X4.000 50 875 1732 2.0870 2.7520 4.000 3250 2.620 2.251 1.930 .330 M16 1-8 8.000 8.22
AT50 SRKIN 4.000 50 1.000 1732 20870 27520 4.000 3250 2620 2251 2160 .330 M16 1-8 8.000 8.14
AT50 SRKIN 4X4.00 50 1.250 1732 20870 2.7520 4.000 3.250 2620 2251 2160 .330 M16 1-8 8.000 7.88
® Preset screw CX allows supply of coolant via JET groove - do not remove
Spare Parts
&
CAT40 SRKIN 1/4X 00 CX PRESET CX M5X13
CAT40 SRKIN 500 PRESET CX M6X12
CAT40 SRKIN 3/8X3.750 PRESET CX M8X16
CAT40 SRKIN 6 p~ 0 PRESET CX M10X16
CAT40 SRKIN 3.750 PRESET CX M10X16
CAT40 KIN 3 !l PRESET CX M12X16
CAT40 SRKIN 4.000 PRESET CX M16X14
CAT40 SRKIN 7/8X4.000 PRESET CX M16X14
CAT40 SRKIN 4.000 PRESET CX M16X14
CAT40 SRKIN 4X4.00 PRESET CX M16X14
CAT50 SR 4 00 PRESET CX M5X13
CAT50 SRKIN X3.500 PRESET CX M6X12
CAT50 KIN 50 PRESET CX M8X16
CAT50 SRKIN X p~ 0 PRESET CX M10X16
CAT50 KIN 50 PRESET CX M10X16
CAT50 SRKIN i' PRESET CX M12X16
CAT50 SRKIN “‘l PRESET CX M16X14
CAT50 SRKIN 7/8X4.000 PRESET CX M16X14
CAT50 SRKIN 4.000 PRESET CX M16X14
CAT50 SRKIN 4X4.00 PRESET CX M16X14




X-STREAM

JET TOOLHOLDING *¢L§CDYJ\II:§SGK

SHRINK i CAMFIX

C#-SRKIN-CX DOONMS T Tocdws ETED ED

Thermal Shrink Chucks with @ ‘ ' ¢

CAMFIX (ISO 26623-1) Tapered LW ftHD~—B—=

Shank and Coolant Jet Grooves LPRLBX

along the Shank Bore
Designation DCONMS DCONWS LPR BTED BD LBX LB LSCWS ADJRGA THID Key Lbs|
C6 SRKIN 1/4X3.150 CX 2.480 .250 3.150 .827 1.0630 2.284 1.500 1.334 .368 M5 2.500 214
€6 SRKIN 5/16X3.150 CX 2.480 .312 3.150 827 1.0630 2.284 1.500 1.338 373 M6 3.000 2.13
C6 SRKIN 3/8X3.150 CX 2.480 375 3.150 .945 1.2600 2.284 2.000 1.567 .367 M8 4.000 2.22
C6 SRKIN 1/2X3.150 CX 2.480 .500 3.150 .945 1.2600 2.284 2.000 1.764 .366 M10 5.000 2.16
C6 SRKIN 5/8X3.35 CX 2.480 .625 3.350 1.063 1.3390 2.484 1.752 1.882 .366 M12 6.000 2.34
€6 SRKIN 3/4X3.35 CX 2.480 .750 3.350 1.299 1.6540 2.484 2.252 1.929 .335 M16 8.000 2.22
C6 SRKIN 1X3.55 CX 2.480 1.000 3.550 1.732 2.0900 2.684 2.252 2.283 .453 M16 8.000 3.35
C6 SRKIN 1 1/4X3.75 CX 2.480 1.250 3.750 1.732 2.0900 2.884 2.252 2.441 453 M16 8.000 5.29

® Use only inductive heating device for SRKIN holders e Preset screw CX allows supply of coolant via JET groove - do not remove

Spare Parts

Designation
C6 SRKIN 1/4X3

C6 SRKIN 5/16X3.150 CX
C6 SRKIN 3/8X3.150 CX

C6 SRKIN 1/2X3.150 CX
C6 SRKIN 5/8X3.35 CX
C6 SRKIN 3/4X3.35 CX
C6 SRKIN 1X3.55 CX

C6 SRKIN 1 1/4X3.75 CX

* Optional, should be ordered separately

&

& D

PRESET CX M5X13
PRESET CX M6X12
PRESET CX M8X16
PRESET CX M10X16
PRESET CX M12X16
PRESET CX M16X14
PRESET CX M16X14
PRESET CX M16X14

COOLING TUBE C6* WRENCH COOL TUBE C6*
COOLING TUBE C6* WRENCH COOL TUBE C6*
COOLING TUBE C6* WRENCH COOL TUBE C6*
COOLING TUBE C6* WRENCH COOL TUBE C6*
COOLING TUBE C6* WRENCH COOL TUBE C6*
COOLING TUBE C6* WRENCH COOL TUBE C6*
COOLING TUBE C6* WRENCH COOL TUBE C6*
COOLING TUBE C6* WRENCH COOL TUBE C6*
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Turning Grades

3 64 A hard submicron substrate. TiAIN PVD coated grade followed by a special
. M .... “SUMO TEC” surface treatment. Suitable for turning hard nickel-based
alloys / Inconel (40-50 HRC) at low to medium cutting speeds.

SLIMO TEC

396 A tough submicron substrate, TiAIN PVD coated grade followed by a special
. M .... “SUMO TEC” surface treatment. Suitable for turning nickel-based
high temperature alloys at low to medium cutting speeds.

SO TES
ﬂo > A tough submicron substrate, improved TiAIN PVD coated grade for
better chip flow. Suitable for turning heat resistant alloys, austenitic
stainless steel and hard steel at low to medium cutting speeds.

///

A very hard substrate with a cobalt enriched outer layer and alpha Al203
coating. Used for finishing and medium turning of stainless steel at high
cutting speeds. Features long tool life and excellent repeatability.

A tough substrate with MTCVD Al203 and TiCN coating. Recommended for machining
stainless steel at high feeds and unfavorable conditions at medium cutting speed.

A tough substrate with a cobalt enriched layer combined with improved

| MTCVD TiCN and a thick alpha Al203 CVD coating. Recommended for
. .... general use machining of steel in a wide range of conditions, featuring
o/ high toughness and resistance to chipping and plastic deformation.

SUMO TEC
3“.,-' L —~f A very hard substrate with a cobalt enriched layer, improved MTCVD TiCN
and a thick alpha Al203 CVD coating. Features excellent thermal stability,

. .... resistance to chipping and plastic deformation. Recommended for high

speed machining of steel at stable or slightly unstable conditions.

SUMC TEC
e e ¢ A very tough substrate with a cobalt enriched layer combined with an improved
. M .... MTCVD TiCN and alpha Al203 CVD coating. Provides excellent toughness and

chipping resistance on steel for interrupted and unstable cutting conditions.

SLIMO TEC
» = H“S # » Ahard substrate, MTCVD TiCN and thick Al203 coated grade with post coating surface
treatment. Mainly used for turning nodular cast iron (may be used for other cast iron
. M .... as well) at medium to high cutting speeds at stable or slightly unstable conditions.
v 4 v Can be used when higher wear resistance than that
provided by IC5010 or other grades is required.

SLUAAND TEC
» » 'Ef: ";3 A hard substrate, improved MTCVD TiCN and a thick alpha Al203 CVD
coating. Features excellent thermal stability and improved toughness.
. M .... Recommended mainly for grey cast iron at stable or slightly unstable

conditions. Can also be used successfully on nodular cast iron.

Drilling Grades

Jﬁ\-" Diamond coated grade for drilling CFRP (Carbon Fiber
LA Reinforced Plastic) and titanium CFRP laminates.
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Milling Grades

SLINMO TEC
T

e
Bm KNS
v/ v/

SLMO TEC
[ e e ]

e O T S

IM’III

A TiAIN PVD coated grade. First choice for milling nodular
cast iron at medium to high cutting speeds.

A tough substrate with a MTCVD and TiCN/AI203 coating. Recommended for
milling grey cast iron at high cutting speeds, providing extended tool life.

A tough submicron substrate, TICN PVD coated and with a special surface
treatment. Designed for machining heat resistant alloys, hardened steels and
cast iron at medium to high cutting speeds, interrupted cut and unfavorable
conditions. Excellent notch wear and built-up edge resistance. High resistance to
mechanical and thermal shock - therefore milling with coolant may be applied.

A tough substrate with a MTCVD and alpha Al203 coating. Recommended
for milling steel at high cutting speed, providing excellent tool life.

A PVD TiSiN coated tough grade followed by a special surface treatment.
Suitable for milling austenitic stainless steel and high temperature
alloys. Recommended for interrupted cuts and heavy operations.

A PVD AITiN coated tough grade followed by a special “SUMO
TEC” surface treatment. Suitable for milling alloyed steel.
Recommended for interrupted cut and heavy operations.

A tough substrate, TiAIN PVD coated and a special surface treatment. Designed
for machining austenitic stainless steel, titanium and high temperature alloys.

A tough TiCN+TiN thin PVD coated grade with a special “SUMO TEC” surface
treatment. Used for milling a wide range of workpiece materials,
at low to medium cutting speeds and for unstable machining conditions.

A tough substrate, with a MTCVD and alpha Al203 coating and
a special surface treatment. Designed for machining austenitic
stainless steel, titanium and high temperature alloys.

Turning, Milling and Drilling Grades
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A tough submicron substrate, improved TiAIN PVD coated grade for better chip flow.
Designed for machining heat resistant alloys, austenitic stainless steel, hard alloys
and carbon steel at medium to high cutting speeds, interrupted cut and unfavorable
conditions. Excellent notch wear and built-up edge resistance.

An improved TiAIN PVD coated tough grade for better chip flow.
Suitable for machining stainless steel, high temperature alloys and other alloy steels.
Recommended for interrupted cut and heavy operations.

A tough submicron substrate, TiAIN PVD coated grade. Designed for machining heat
resistant alloys, austenitic stainless steel, alloys and carbon steel at medium to high
cutting speeds, interrupted cut and unfavorable conditions.

Excellent notch wear and built-up edge resistance.

A tough substrate with a MTCVD and alpha Al203 coating. Recommended for machining
martensitic stainless steel at high cutting speed providing excellent tool life.

Member IMC Group
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Standard Grade SUMO TEC Grade
The SUMO TEC grades feature a special post-coating treatment
which improves toughness and chipping resistance while reducing
friction and built-up edge. The new process provides higher reliability

" and improves tool life substantially.
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U.S.A.

ISCAR METALS, INC.
US Headquarters

& National Training Center
300 Westway Place
Arlington, TX 76018-1021
Tel +1 817 258 3200
Tech Tel 1-877-BY-ISCAR
Fax+1 817 258 3221
info@iscarmetals.com
www.iscarmetals.com

CANADA

ISCAR TOOLS INC.
Ontario

2100 Bristol Circle
Oakville, Ontario L6H 5R3
Tel: (905) 829 9000

Fax: (905) 829 9100
admin@iscar.ca
www.iscar.ca

Quebec

9860 Blvd du Golf
Anjou, QC H1J 2Y7
Tel +1 (514) 351 4848
Fax +1 (514) 351 0440

“© 2013 Iscar Ltd. This document, as well as all information and other data contained herein and/or
derived therefrom, including but not limited to, all trademarks, logos, trade-names, concepts, pictures,
designs and/or devices, as well as any data from which any proprietary and/or intellectual property right

may emanate (“Information”), is the sole and exclusive property of Iscar Ltd. and is protected by copyright

and other applicable laws. No part of any Information may be used or otherwise disseminated for any
purpose whatsoever without the express prior written consent of Iscar Ltd.
Items appearing in this catalog may be improved, amended or withdrawn without prior notice.”

Please check ISCAR’s online catalog www.iscar.com for the
most current technical information regarding our products.

MEXICO

ISCAR DE MEXICO,
Av. de la Corte no. 3
Parque Ind El Marques
El Marques, Querétaro
C.P. 76246

Tel: +52 (442) 214 5505
Fax: +52 (442) 214 5510
iscarmex@iscar.com.mx
www.iscar.com.mx
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