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Small Part Production
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Bone Line Machining Layout
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Bone Line Machining Layout
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Grooving and turning
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CUTGrRir
GEHSR\L-SL Tools with
Side Clamping Mechanism

ISCAR is introducing the new GEHSR/L-SL tool
family for Swiss-type and screw machines. These
new tools with a unique clamping mechanism can
solve the main problems related to insert clamping
and replacement on Swiss-type and screw machines.
They are an improved style of the current

GEHSRY/L screw-clamped tools.

MIK Cur

MINI FACE LINE
Face Grooving and
Turning Family for Dmin 8 mm

ISCAR’s family for face grooving and turning in a
diameter range of 8 to 17 mm for up to 5.5mm
grooving depth, covers the range between ISCAR’s
PICCO and CHAMGROOVE tools.

Tool Features

Can also be used for rotating applications.
Internal coolant hole, directed to the cutting edge.
Can be used for grooving in deep holes.
Uninterrupted chip flow on the insert rake.

MIFR 8-2.20-0.20 MITR 8-MT1-0.05 MIGR 8-1.60-0.80

MIFR 8-1.60-0.80 MIUR 8-1.00-0 .50 MIGR 8-2.00-0.10

ISCAR



Grooving and turning

SWISSCu'T

INNQDVAL LINE

Upgraded SWISSCUT Line

A compact tool design for Swiss-type
automatics and CNC lathes, providing
reduced setup time and easy indexing
without having to remove the toolholder
from the machine.

¢ The same tool and insert can be used in
both front and back clamping

¢ |Insert indexing without removing the screw
ISCAR is upgrading the SWISSCUT line.
The new inserts feature an innovative
oval-shaped hole that enables 2
important improvements.
The new clamping design uses a special
screw that can be accessed and operated
from both tool sides.
In the upgraded line the insert can be
indexed without the need to fully remove the
screw. Therefore, there is no risk of
falling parts and indexing is easier and faster.

Dmin. 4 mm

Front Clamping

Back Clamping

Y47,

Ay e AN
SWISS T uriv
ISCAR features a variety of ISO standard
inserts, with small shank sizes. Also available
are many standard geometry inserts with
precision ground cutting edges and small
radii for manufacturing small and thin parts.
Toolholders with a unique clamping device
for solving the main problems related to
insert clampingandreplacement on
Swiss-type machines.




Parting

PENTACu' v

PARTING GROOVING LINE

The PENTACUT insert has 5 cutting
edges, useful for multifunction applications
including grooving, parting, recessing
and chamfering. This cost-effective insert
is designed to perform shallow grooving
operations and parting of small solid bars
up to 12.5 mm in diameter. Each cutting
edge on the pentagonal shaped insert is
equipped with a unique J-type positive
chipformer that provides excellent chip
control in grooving, parting and recessing
(light side turning) applications.

y v . v/
DO<Gnrir
ISCAR’s short head, small shank
holders (8-12mm)use DO-GRIP’s
economical, double-ended twistedinserts
inwidths of 1-3 mm.
These inserts, featuring advanced PVD
coatings, are capable of parting small
diameter and thin walled parts while
saving workpiece material. The new shank
design features a very short clamping
head and a slanted screw for convenient
indexing - essential features for operating
in the very limited space of Swiss-type
automatic and small CNC machines.

ISCAR




Threading

ISCAR/T rincEAL

ISCAR offers a wide range of threading
standards for both external and internal
operations. The smallest triangular laydown
insert is the O6IRM which can be used for
internal threading in minimum bore size of 7
mm.Other ISCAR threading systems include:

e PICCOCUT - solid carbide bars for
minimum bore diameters of 4 mm.

e MINICHAM — miniature inserts for
minimum bore diameters of 6 mm.

e CUT-GRIP and CHAMGROOVE -
for a variety of innovative internal
andexternal threading applications.

Dmin. 4mm

() (o —

PENTACU T

THREADING LINE

Multi-corner, five cutting edges,

which provide

an advantageous price per cutting edge
Combination of very rigid clamping
system and a strong insert design
enables machining

at very high machining parameters

Can be used for threading between walls
to enable complete part production on
bar feeder machines

Inserts feature chipformers, providing
short and easily exposed chips,excellent
accuracy and surface quality

Dmin. 16mm

Whirling Head

Whirling tools are provided on request.
Attached is a list of available

whirling tools according to the
machine model being used.

The customer should specify his
specific thread profile and the required
number of inserts in the cutter (or leave
this decision to ISCAR designers).

The inserts are made from
PVD coated grade 1C908.




Grooving and Parting

CUTGrir

PENTACUT

JET LINE

Grooving and Parting Tools

for High Pressure Coolant

As in the ISO turning line, JETCUT
groove-turn and parting tools also feature
coolant outlets near the cutting zone and
thus the coolant jet increases the amount
of coolant that reaches directly to the
cutting edge and chips.

In grooving and parting operations,
applying high pressure coolant

provides excellent chip breaking

results on all materials.

ISCAR

JETCUT
SWISSTu'7

INNQDVAL LINE

Grooving and Parting Tools for
High Pressure Coolant
Following the very successful launch of
the SWISSCUT INNOVAL line and
the smooth transition from the old line,
ISCAR is expanding the product range:
Tools with high pressure coolant
channels (JETCUT) pinpointed
directly to the cutting edge.

The tools can handle pressure up to
340 bars. They will be available in

10 to 16mm shank sizes.



Turning and Threading

DEcalUkwiresin
ECO THREAD

New Tangentially Clamped
Threading Inserts, Featuring

10 Cutting Edges.

This unique (patented) geometry is a

16 mm round insert with 5 double-sided
corners, providing 10 cutting edges.
The new geometry provides the most
economical price per threading corner
(when compared with the popular

3 corner laydown inserts).
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Boring Bars with Coolant
Channel and New Small Size
Inserts for Miniature

The boring tools for small diameters
are available with steel and solid
carbide shank options.

These new tools carry new

positive inserts.

JETCuUT

SWISSTURN Toolholders

The new tools were designed for

Swiss-type automatics and CNC machines.
They include tools for ISO standard
screw-clamped and lever-lock rhombic 80°
(C-type), 55° (D-type) and 35° (V-type) inserts,
all with 7° positive flank relief inclination.



Versatile System

PASSPORT

The PASSPORT is a single holder-bar
that is capable of clamping a variety of
solid carbide shanks — the VISAS - that
carry various inserts.The holder-bar
accommodates 2 different diameters, one
on each end, as well as both

right- and left-hand shanks. This system
allows the user to adjust the shank’s
extension for maximum rigidity. The
PASSPORT system is designed for boring,
grooving, profiling, back turning, threading
and undercutting.

This system provides endless economical
tooling combinations.

One Economical Holder
for Many Applications
Boring ¢ Grooving

Profiling * Back-Turning
Threading * Undercutting

ISCAR

PICCOACE

High Precision Holders
for PICCO Inserts

The growing demands for high accuracy and
flexibility in clamping orientation have led
ISCAR to develop a new advanced line of
PICCO holders.The PICCOACE features

a unigue patented clamping system which
sets new standards for three highly important
properties: accuracy, rigidity and flexibility

of clamping orientation.

No Setup Time




Versatile System

PICCOnirv

The Dirilling, Turning, Boring and
Threading Combination Tool

Dmin. 4 mm

CHAMGROOVE

The same shank can carry either right- or left-
hand inserts for turning, threading and grooving
in bores as small as 8 mm. This system features
easy mounting and indexing. CHAMGROOVE is
a part of the versatile PASSPORT system.

Dmin. 4 mm

N A
DR-mir
ISCAR introduces the DR-MF,
a multifunction tool. The new tool
can be used for manufacturing
small sized components.
[t reduces production time and
the number of tools needed.

== e

The new PICCO MF/MFT

was designed in particular for

use on Swiss-type and all other
machines that produce miniature
parts. This family of tools provides
a unigque cutting geometry and
machining abilities that combine
the work of a few tools into one.

PICCO MF/MFT is a part of the
versatile PASSPORT system.

PICCOmir

The Drilling, Turning and
Boring Combination Tool

Dmin. 3 mm

MINICHAM

Applications inside bores as small as
4 mm can now be performed by
using ISCAR’s MINICHAM.

This system features secure, self-
clamping

inserts with no spare parts.

The unique cartridge is used for
mounting and indexing the inserts.
ISCAR’s MINICHAM, a part of the
versatile PASSPORT system, has
eliminated many of the problems
associated with very small inserts.

Dmin. 4 mm




Milling Innovations

SOLIDniiii MULTI-mASTER

PREMIUM LINE INDEXABLE SOLID CARBIDE LINE
Micrograin solid carbide endmills with MULTI-MASTER is a family of tools with
extended tool life are a part of the shanks and interchangeable heads for a
ISCARMILL family. These endmills variety of milling applications including ball
have an improved design and are nose, straight shoulder and slitting and
available with the most advanced TICN slotting applications. This system features
or TIAIN PVD coatings, in a range of ISCAR’s unique threaded carbide heads for
2-20 mm. Ball nose endmills are available superior performance, short indexing time

in a of diameter range 3-20 mm. and improved economy.

Dmin. 4 mm As there is no setup time for

head replacement.
Dmin. 6-8 mm

ISCAR



Hole Making

SUMOCHAM

FLAT HEAD
Flat SUMOCHAM Drilling Heads
ISCAR is extending the application range
of thesuccessful SUMOCHAM drilling
line by addingflat face drilling heads.

The new flat face drilling heads are
designated FCP, designed for drilling steel
components (ISO P/K material group).

| v _ 7/ ]
SOLIDO ik
The unique requirements of the mass
production industries make specially
tailored drills essential for optimal
performance. ISCAR’s trained design
engineers ensure that customers
have the finest multifunction drilling
tools for their required profiles.
Dmin. 0.8 mm




Hole Making

sumocHAMIQ)

CHAMDRILL LINE
HCP-1Q SUMOCHAM Drilling Heads

ISCAR is expanding the SUMOCHAM
drilling head options, by introducing a
revolutionary drilling head geometry that
features concave cutting edges which
substantially enhance the self-centering
capability of the drill.

By eliminating the need for a pilot hole,
the new drilling heads shorten machining
cycle time and the number of tools
required for the drilling operation.This
can provide a substantial cost reduction.

SOLIDH-REAM
INDEXH-REAM
BAYOT-REAM

Solid carbide reamers for standard H7
reaming in the range of 3 to 40 mm are
available in cylindrical or Morse cone
shanks, with straight or helical flutes.
Also available is an interchangeable,
shell reaming head system with a unique
quick-change mechanism, in IC08
submicron grade or IC908 PVD coating
for high speed machining.

Dmin. 3 mm

%



Deep Drilling

GUNE Nk

ISCAR’s gundrill consists of a single piece carbide
head, a streamlined shank and a driver through
which coolant flows to the working end where

it is most needed Chips are evacuated along
the V-shaped external flute. Features:

e Drilling precision of [T7 to IT9
tolerances can be reached

* High precision hole center alignment
e Surface roughness of 0.4 to 1.6 um is easily obtained

® Reboring operations are often unnecessary
Dmin. 1 mm




EXTERNAL TURNING
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External Turning
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SWISSCUT

INNQDVAL LINE

ISCAR



SWISSCUT

INNQDVAL LINE

SCHR/L-BF
Grooving and Turning Holders, for Swiss-Type and Automatic Machines - i -
Back and Front Clamping
w h - SCHR 0810-22BF
2 Loy [ BLE
i m% I2
max-r -
) W
Left-hand shown
h b I4 ha I2 Tmax-r1) W min W max
8.0 10.0 125.00 2.0 24.0 8.00 0.50 2.50
10.0 10.0 125.00 = = 8.00 0.50 2.50
12.0 12.0 125.00 - - 8.00 0.50 2.50
16.0 16.0 125.00 = = 8.00 0.50 2.50

() See insert dimensions

For inserts, see pages: SCIR-22-MTR-ISO (A10) » SCIR/L-22-AR/AL (A8) * SCIR/L-22-BR/BL (A8) ® SCIR/L-22-ER/EL (A9) * SCIR/L-22-MTR/MTL (A115) e
SCIR/L-22-N/L/R (A10)  SCIR/L-22-NP (A11).

& b

Clamp Screw  Key
SR M4X0.7-19425 T-8/5

SCHR/L-BF-JHP
Grooving and Turning Tools with High Pressure Coolant Channels, ] -
for Swiss-Type and Automatic Machines u Sy
-1 !'V
h
v
X3
- 1
El b
i | 340
Bar Max
Right-hand shown
h b I4 I2 W min W max Tmax-r1)
10.0 10.0 125.00 20.7 0.50 2.50 8.00
12.0 12.0 125.00 20.7 0.50 2.50 8.00
16.0 16.0 125.00 20.7 0.50 2.50 8.00

* Note: Coolnat ports of the left-hand tools are in the same position as those of the right-hand tools.

) See insert dimensions

For inserts, see pages: SCIR-22-MTR-ISO (A10) » SCIR/L-22-AR/AL (A8) » SCIR/L-22-BR/BL (A8) ® SCIR/L-22-ER/EL (A9) » SCIR/L-22-MTR/MTL (A115) e
SCIR/L-22-N/L/R (A10) » SCIR/L-22-NP (A11)

Clamp Screw  Key Plug Key 1
SR M4X0.7-19425 HW 5/32" SR 5/16UNF TL360 T-8/5

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
1-3 2-4 35
3-5 4-6 5-7
6-8 7-9 8-10

Member IMC Group



SWISSCUT

INNQDVAL LINE
SCIR/L-22-AR/AL
Turning Inserts with a Frontal Relief Angle

| 290 __I ‘ 3.0 Workpiece
ol ’
A
Tc
v
Left-hand shown
a n Recommended Machining
Dimensions
Data
©
=]
S ap fturn
R=0.02 Tc fa° Kr® Tmax-r (€] (mm) (mm/rev)
0.00 8.0 8.0 16.0 3.80 [ 0.05-3.80 0.01-0.15
0.00 8.0 8.0 16.0 3.80 [} 0.05-3.80 0.01-0.15
0.10 8.0 12.0 8.0 3.80 ° 0.12-3.80 0.01-0.15
0.10 8.0 12.0 8.0 3.80 [J 0.12-3.80 0.01-0.15
For tools, see pages: SCHR/L-BF (A7) ¢ SCHR/L-BF-JHP (A7).
SCIR/L-22-BR/BL -
Back Turning Inserts
Kre
7~

Left-hand shown

Dimensions Recommended Machining Data

8

S ap fturn
w Kr° R=0.02 o (mm) (mm/rev)
0.50 7.0 0.00 o 0.05-3.00 0.01-0.15
0.50 7.0 0.10 [} 0.12-3.00 0.01-0.15
0.50 7.0 0.00 ° 0.05-3.00 0.01-0.15
0.50 7.0 0.10 [} 0.12-3.00 0.01-0.15
0.50 15.0 0.10 [} 0.12-3.00 0.01-0.15
1.00 7.0 0.08 [} 0.10-3.00 0.01-0.15
1.00 7.0 0.08 [} 0.10-3.00 0.01-0.15
1.00 15.0 0.08 [J 0.10-3.00 0.01-0.15

For tools, see pages: SCHR/L-BF (A7) ¢ SCHR/L-BF-JHP (A7).

ISCAR



SWISSCUT

INNQDVAL LINE

SCIR/L-22-ER/EL

Back Turning Inserts for Short Chipping Materials

60°

pa

4 —»

Kre

o

|
]

Left-hand shown

Dimensions Recommended Machining Data

©

o

e ap f turn
R=0.02 w a° ®) (mm) (mm/rev)
0.00 0.30 6.00 ° 0.05-2.50 0.01-0.15
0.00 0.30 6.00 ° 0.05-2.50 0.01-0.15
0.00 0.70 15.00 [ 0.05-2.50 0.01-0.15
0.00 0.70 15.00 [ 0.05-2.50 0.01-0.15
0.00 0.70 3.00 ° 0.05-2.50 0.01-0.15
0.00 0.70 3.00 [ 0.05-2.50 0.01-0.15

For tools, see pages: SCHR/L-BF (A7) e SCHR/L-BF-JHP (A7).

ISCARTHREAD °

SCIR/L-22-MTR/MTL
60° Partial Profile Threading Inserts

SWISSCUT

INNQDVAL LINE

Left-hand shown

Dimensions

©

]

R Y Pmin Prmax TPI max TPI min §
0.03 0.4 0.30 0.90 83 28 °
0.03 0.4 0.30 0.90 83 28 °
0.07 0.5 0.70 1.10 36 23 °
0.07 0.5 0.70 1.10 36 23 °
0.10 0.8 0.90 1.70 28 15 °
0.10 0.8 0.90 1.70 28 15 °

For tools, see pages: SCHR/L-BF (A7) ® SCHR/L-BF-JHP (A7).

Member IMC Group



ISCAR

THREAD » SWISSCUT

SCIR-22-MTR-ISO
Precision Ground ISO Metric Full Profile Threading Inserts

INNQDVAL LINE

[ 22.0

P\LO.

R Tmax-r
y_\‘ ﬂ!dy [j 3.0
i tw !
Dimensions
©
=}
=)
Pitch w Trmax-r R Y ©)
0.30 1.00 3.00 0.03 0.2 °
0.40 1.00 3.00 0.04 0.2 [ ]
0.50 1.00 3.00 0.06 0.3 °
0.75 1.00 3.00 0.10 0.4 [ ]
1.00 1.50 4.00 0.14 0.6 [ ]
1.50 2.00 4.00 0.20 0.8 [ ]
For tools, see pages: SCHR/L-BF (A7) ¢ SCHR/L-BF-JHP (A7).
SCIR/L-22-N/L/R
Grooving and Parting Inserts
¥ 22.0 — »
‘ |
7.0
' [}
Tc Trmax-
SCIL 22-...N... e f Te
DD]@ T ]
fa®
~
SCIL 22-...L... g )
I A
R ‘ Tmaxr Left-hand shown
Dimensions Recommended
Machining Data
©
=)
2 f groove
W=0.02 fa° R Trmax-r Tc ®] (mm/rev)
0.50 0.0 0.00 1.80 5.5 [ ] 0.02-0.04
1.00 0.0 0.00 4.00 5.5 ° 0.03-0.05
1.50 0.0 0.00 5.50 8.0 [ ] 0.03-0.07
2.00 0.0 0.10 7.00 8.0 [ ] 0.03-0.09
0.50 12.0 0.00 2.00 5.5 ° 0.01-0.03
0.50 12.0 0.00 2.00 5.5 [ ] 0.01-0.03
1.00 16.0 0.00 4.00 5.5 [ ] 0.02-0.04
1.00 16.0 0.00 4.00 5.5 ° 0.02-0.04
1.50 16.0 0.00 5.50 8.0 [ ] 0.03-0.06
1.50 16.0 0.00 5.50 8.0 [ ] 0.03-0.06
2.00 16.0 0.00 7.00 8.0 ° 0.03-0.07
2.00 16.0 0.00 7.00 8.0 [ ] 0.03-0.07

For tools, see pages: SCHR/L-BF (A7) ¢ SCHR/L-BF-JHP (A7).

ISCAR



SWISSCUT

INNQDVAL LINE

SCIR/L-22-NP
Grooving, Turning and Parting Inserts
. KX
Workpiece
‘ 22.0 | ¥
- i
* ] I
Trmax-r ;‘C
) Y
E Left-hand shown
Dimensions Recommended Machining Data

©

=}
S ap f turn f groove
Designation W=0.02 R=0.02 Trmax-r Tc O (mm) (mm/rev) (mm/rev)
SCIR/L 22-080NP0OO 0.80 0.00 2.50 8.0 [} 0.05-0.70 0.02-0.06 0.02-0.05
1.00 0.08 3.00 8.0 [ ] 0.05-0.80 0.02-0.08 0.02-0.06
SCIR/L 22-150NP05 1.50 0.05 6.00 8.0 [} 0.05-1.80 0.02-0.11 0.02-0.07
2.00 0.05 6.00 8.0 [ ) 0.05-2.50 0.03-0.15 0.03-0.09
SCIR/L 22-250NP05 2.50 0.05 6.00 8.0 [J 0.05-3.10 0.03-0.19 0.03-0.11

For tools, see pages: SCHR/L-BF (A7) ¢ SCHR/L-BF-JHP (A7).
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CUTGRIP
GEHSR/L-SL

External Machining Tools with Side Clamping Mechanism, for Swiss-Type and
Automatic Machines

2

S |
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Tmax-r fo Left-hand shown
h W min W max  Tmax-r b 5 f ha f2 A I2 F1 H2
10.0 2.20 3.20 6.80 10.0 120.00 9.1 2.0 2.00 1.80 18.0 8.0 15.0
12.0 2.20 3.20 6.80 12.0 120.00 1.4 - - 1.80 18.0 8.0 17.0
16.0 2.20 3.20 6.80 16.0 120.00 151 - 1.80 18.0 8.0 21.0
For inserts, see pages: GEMI (B29) « GEPI (B30) » GEP! (full radius) (B30)  GEPI-MT (B102) » GEPI-WT (B99).
Clamping Pin

Screw

Sealing Screw )
SR M5x3.5PL M
(Key: HW 2.5/5) Insert

PIN-22435

4;) ) SR M5-24145

(Key: HW 2.5/5)

Clamping Device Clamp Screw Plug Hex Flag Key
PIN-22435 SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5
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CUT-GRIP » JETCUT
GHSR/L-JHP-SL
Grooving and Turning Side Lock Tools with Channels for High Pressure Coolant on ] —F “

<¢>

Swiss-Type and Automatic Machines H

Dmax % 2 —»i I ‘

:‘\ B¢ @ | h

<4

T lhs K Alfle

J UNF 5/16”-24 typx3

f gﬁﬁ_ﬁjf‘ﬁ' = :+ b 340

A it b Left-hand sh s

e and snown

W min W max h b D max I4 I f f1 A
2.20 3.00 10.0 10.0 20.0 100.00 25.0 9.1 2.2 1.80
2.20 3.00 12.0 12.0 25.0 100.00 25.0 11.1 = 1.80
2.20 3.00 16.0 16.0 25.0 120.00 27.0 15.1 = 1.80
2.80 4.00 12.0 12.0 25.0 100.00 25.0 10.8 = 2.40
2.80 4.00 16.0 16.0 25.0 120.00 27.0 14.8 = 2.40

For inserts, see pages: GIG (A32)  GIM-J (A77) » GIM-J-RA/LA (A78) » GIMY (A27)  GIMY (full radius) (A28) » GIP (A33)  GIP (full radius W<M) (A31) » GIP (full
radius) (A33) ® GIP-E (A29) » GIP-E (full radius) (A30) * GIPA (full radius W=3-6) (A37) * GIPA (W=3-6) (A36) * GIPM-A46 / GIP-1250 (A38) * GIPY (A36) * GITM
(A35) » GITM (full radiius) (A35) » TIP-MT (A114) » TIP-P-BSPT (A122) » TIP-P-BSW (A121) e TIP-P-ISO (A117) ® TIP-P-NPT (A128) » TIP-P-UN (A119) ® TIP-WT

(A112).

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
4-6 7-9 9-11

Clamping Pin
PIN-28128

Plug
SR M5x3.5 Plastic

® .
Insert i ' ¥ .
a y ', - .

= ' Screw
SR M5-24145

o " (Key: HW 2.5/5)

¢ ® b ® /

Clamp Screw Plug Hex Flag Key Plug 1 Key

SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5 SR 5/16XUNF-TL-S HW 5/32"
SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5 SR 5/16UNF TL360 HW 5/32"
SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5 SR 5/16UNF TL360 HW 5/32"
SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5 SR 5/16UNF TL360 HW 5/32"
SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5 SR 5/16UNF TL360 HW 5/32"

ISCAR
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GHSR/L

External Machining Holders for Swiss-Type and Automatic Machines

aNEER B
|
v
-+
1/ i = >
ho\ I] h %
! b oAy
|
. o
f ﬂ b
A ) Left-hand shown
W min W max D max( h b I4 f I2 h4 A
2.20 3.15 20.0 10.0 10.0 120.00 9.1 18.0 2.0 1.80
2.20 3.15 25.0 12.0 12.0 120.00 14 20.0 2.0 1.80
2.20 3.15 26.0 14.0 14.0 120.00 131 20.0 - 1.80
2.20 3.15 32.0 16.0 16.0 120.00 151 26.0 - 1.80

() For W>2.1 mm: grooving depth depends on part diameter

For inserts, see pages: GIG (A32) » GIM-J (A77) » GIM-J-RA/LA (A78) = GIMY (A27) » GIMY (full radius) (A28) * GIP (A33)  GIP (full radius W<M) (A31) * GIP (full
radius) (A33) ¢ GIP-E (A29) * GIP-E (full radius) (A30) * GIPA (full radius W=3-6) (A37) » GIPA (W=3-6) (A36) » GIPM-A46 / GIP-1250 (A38) * GIPY (A36)  GITM
(A35) » GITM (full radius) (A35) » TIP-MT (A114) e TIP-P-BSPT (A122) » TIP-P-BSW (A121)  TIP-P-ISO (A117)  TIP-P-NPT (A128)  TIP-P-UN (A119) » TIP-WT

(A112).

Grooving Depth
Grooving Depth Tmax per Diameter for Width > 2.1 mm

W>2.1 T

[ NSy

o

Tmax 5.0 4.5 4.0 3.5 3.0 2.5 2.3

2.0

1.7

D 10.5 10.8 11.5 12.6 14.5 17 20

25

34

Tmax is also limited by insert.

&/

Screw Key
SR 16-236 P

SR 16-236 P

SR 16-236 P
SR16-212 T-20/3

Member IMC Group



CUTGRIP

PHSR/L
External Machining Holders for Swiss-Type and Automatic Machines <+ i
B - I2 I 7
AT
/ k=
v y ‘
h hi L i * h
Dmax / 4 { ha j A
f @‘ b
> T
4 j Left-hand shown

W min W max D max( h b I4 f F1 I2 hs A

2.40 3.18 20.0 10.0 10.0 150.00 9.0 8.0 18.0 2.0 1.90

2.40 3.18 25.0 12.0 12.0 150.00 11.1 7.0 20.0 - 1.90

2.40 3.18 32.0 16.0 16.0 150.00 15.1 8.0 241 - 1.90
* T=Max depth capacity. see chart below.
() Limited by part diameter
For inserts, see pages: GDMW 2.4 (A17).

Grooving Depth
Grooving Depth Tmax per Diameter for Width > 2.1 mm
W>2.1 ‘ - T .
v
it
4D = N
Tmax 5.0 4.5 4.0 3.5 3.0 2.5 2.3 2.0 1.7
D 10.5 10.8 11.5 12.6 145 17 20 25 34

Tmax is also limited by insert.

p 7

Screw Key
SR 16-236 P T-15/3

ISCAR



CUTGRIP

PHGR/L
Holders for External Grooving and Turning
] KX
I
' = I -y
f M Tmax-r g 1.“ b
A Y Left-hand shown
Wmin Wmax D max®  Tmaxr h b I I2 f h4 A Insert
2.40 3.18 34.0 17.00 16.0 16.0 110.00 33.0 15.1 5.5 1.90 GDMW 2.4
() Maximum parting diameter.
For inserts, see pages: GDMW 2.4 (A17).
/4@ /
Screw Key
SR M5X16DIN912 12.9 HW 4.0
GDMW 2.4
Utility Double-Ended Inserts for External Turning, Grooving and Parting ]
. KX
+0.1 !‘*’
I
W
Dimensions Tough <> Hard Recommended Machining Data
o | o z
2 8 S S ap f turn f groove
W:o0.04 R=0.03 M Tmax-r o ] o o (mm) (mm/rev) | (mm/rev)
2.40 0.18 2.0 18.00 ° [ [ ® | 025150 | 0.07-0.12 | 0.05-0.08

For tools, see pages: ® PHGR/L (A17)  PHSR/L (A16).

Member IMC Group
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DO-GRIFP

TWISTED 2-SIDED

HGFH

Parting and Grooving Blades for 3 mm GRIP Inserts

o HELi-GRIP

-
Q Q I
o )
h1 Bi
,,,,,,,,,,,,,,,,,,,,,,, FE
L A
I 150°
B W A I hy T blade D o
26.0 3.00 2.40 110.00 21.4 37.5 75.0
32.0 3.00 2.40 150.00 24.8 50.0 100.0

For inserts, see pages: GRIP (A19) ¢ GRIP (full radius) (A20) ® HGN-C (A70) ® HGR/L-C (A71) ® HGN-J (A71) ¢ HGN-UT (A72) ® HGR/L-J/JS (A72).
For holders, see pages: ® SGTBU/SGTBN (A88) .

%

Extractor

EDG 23B*

* (Optional, should be ordered separately)

DGFH

Parting and Grooving Blades with and without Coolant Holes for DO-GRIP and

HELI-GRIP Inserts

Dmax
ht
‘4—
W -
w,, DGFH = d i 841 s
Y L
- | ————» A
150°
DGFH-C r . o
T2 0
JET-CUT o
B1 W min W max A l1 h1 D max Insert
26.0 1.40 1.40 2.50 @ 110.00 21.4 26.0 DG. 14..
26.0 1.90 @ 2.50 1.60 110.00 21.4 39.09 DG. 1.../DG. 2...
26.0 3.00 @ 3.18 2.40 110.00 21.4 39.0 9 DG. 1.../DG. 3...
26.0 3.00 3.18 2.40 110.00 21.4 39.0 G DG. 3..C
26.0 4.00 4.00 3.20 110.00 21.4 80.0 DG. 4.../GRIP 4...

¢ DG..1.0 insert can be mounted into pocket sizes 2 and 3. In that case the pocket width has to be modified

() For Dmax 50 mm, use single-ended insert (should be modified by the user). @ Blades with frontal coolant holes (JET-CUT) e For Dmax 50 mm, use single-
ended insert (should be modified by the user). @ For DG. 1... insert, modify holder © Thickness at the D.O.C. area is 1.0 mm

8) Maximum diameter with double-sided inserts.

For inserts, see pages: DGN-MF (A65) ¢ DGN/DGNC/DGNM-C (A64) ® DGR/L-C DGRC/LC-C (A64) * DGN/DGNM-J/JS/JT (A65) ® DGR/L-J/JS (A66) * DGN-P
(AB8) » DGN-UT/UA (A68) * DGN-WP (A69) ® DGN-Z (A67) ® DGR-P (A69) ® DGR-WP (A70) ® DGR-Z/ZS (A67) * GRIP (A19) e GRIP (full radius) (A20).

For holders, see pages: ® SGTBU/SGTBN (A88) .

4 b @ g e

Extractor Sealing Screw Cooling Tube Pipe Fitting Pipe Fitting 1 Pipe Fitting 2

EDG 23B*
EDG 23A*
EDG 23A*
EDG 23A* SGC 340 SGCU 341* CGF 343* CF 343* CGM 343*
EDG 23A*

* (Optional, should be ordered separately)

ISCAR



HELI-GRIP

HELIR/L

External Holders for Turning, Grooving and Parting

(M3
\

Tmax-r
ORI
, J= ‘ Drmax ﬁ v Ff; v v
h| BE
A ' .
L hat A
| — I %L\NY
b O/ 7L, 1
| e MaXT
A [} Right-hand shown
Wmin W max Tmax-r? Fig. D maxt® h b f I1 I2 A hs Insert
3.00 3.18 12.00 1 = 120 120 10.8 135.00 30.0 240 4.0 GRIP-3..., HG.-3
3.00 3.18 12.00 1 = 16.0 16.0 14.8 135.00 30.0 2.40 = GRIP-3..., HG.-3
4.00 4.76 12.00 1 = 16.0 16.0 144 135.00 29.0 3.20 3.20 GRIP-4..., DG.-4
3.00 3.18 = 2 40.0 16.0 16.0 14.8 140.00 36.4 240 = GRIP-3..., HG.-3
4.00 4.76 = 2 40.0 16.0 16.0 14.4 140.00 38.0 3.20 4.0 GRIP-4..., DG.-4

® For tool type as shown in Fig.2, Tmax for grooving is limited by the part diameter D. For grooving depth capacity, see table below.
() DGN inserts are not suitable for this tool. @ Does not depend on the workpiece diameter ® Maximum parting diameter

For inserts, see pages: GRIP (A19) ¢ GRIP (full radius) (A20) » DGN/DGNG/DGNM-C (AB4) ® HGN-C (A70) ® DGR/L-C DGRC/LC-C (AB4)
o DGN/DGNM-J/JS/JT (AB5) » HGN-J (A71) » DGR/L-J/JS (AG6) » DGN-LF/LFT (A66)  DGN-UT/UA (A68) » DGN-Z (A67) » DGR-Z/ZS (A67) » HGN-UT (A72).

D

— — — — 80 194 co o0 o0 o0
- — — — 78 132 505 oo o0 o0
30.0 28.0 25.0 23.0 21.0 20.0 18.0 16.0 14.012.0 10.0 8.0 6.5

oo o0
(e ol o)

’

Screw Key

SR M5X16DIN912 12.9 HW 4.0
SR M5X16DIN912 12.9 HW 4.0
SR M5X16DIN912 12.9 HW 4.0
SR M6X20DIN912 12.9 HW 5.0
SR M6X20DIN912 12.9 HW 5.0

GRIP

Utility Double-Ended Inserts for External, Internal and Face Machining

HG-Y

+0.1

Q}:r— IRef.
R o

L
'

a?
)

—F
)

No depth penetration limit

Dimensions Tough <> Hard Recommended Machining Data
(=] o - -
2l g388|2(8]3 ap fturn | f groove ;:ﬁg:e ! Iﬁ:‘:r?
[+0] [+o] o [+ (=23 < [+ ['2]

W=0.05 Rz0.05 | M| OQ|Q|Q|Q|Q|Q|Q|Q (mm) | (mm/rev)| (mm/rev)| (mm/rev)| (mm/rev)
3.00 020 1600 23| @ | ® (@ © | @ (] 0.25-1.80 | 0.14-0.18 | 0.07-0.11 | 0.08-0.20 | 0.10-0.20
3.00 030 1600 23 (e (e (@ @ [} ® | 0.40-1.80 | 0.15-0.19 | 0.07-0.11 | 0.08-0.20 | 0.10-0.20
3.18 040 16.00 23| @ | @ e (o o 0.50-1.90 | 0.17-0.22 | 0.07-0.12 | 0.08-0.20 | 0.10-0.20
4.00 020 1900 28| e (@ (@ (@ | @ [} 0.25-2.40 | 0.16-0.21 | 0.09-0.14 | 0.10-0.24 | 0.15-0.30
4.00 040 1900 28| e (e (e | @ | @® | ® | ® | @ |0.50-240 | 0.18-0.24 | 0.09-0.15 | 0.10-0.24 | 0.15-0.30
4.76 080 1900 31| e | @ e (o o 1.00-2.80 | 0.21-0.33 | 0.10-0.20 | 0.10-0.24 | 0.15-0.30

For tools, see pages: DGFH (A17) ¢ DGTR/L (A56) ® HELIR/L (A18) ® HGFH (A17) » HGHR/L-3 (B127).

Member IMC Group



HELi-Grir
GRIP (full radius)

Utility Double-Ended Full Radius Inserts, for External, -+ i
Internal and Face Machining ﬁ v
>
+0.1
IRef. —» J
m <>
-
70
i |
W
R v T
No depth penetration limit
Dimensions Tough <> Hard Recommended Machining Data
ol 8 olelels|2 f face- f face-
S e P P S e s S ap fturn | fgroove | groove turn
\W=0.05 R=0.05 | M[OQ|[Q|O|Q|QQ|Q|QO (mm) | (mm/rev)| (mm/rev)| (mm/rev)| (mm/rev)
3.00 150 1580 21| e | e e | o | e e | e e 0.00-1.50]|0.18-0.26 | 0.07-0.13 | 0.08-0.20 | 0.10-0.20
3.18 159 16.00 23 e |0 0.00-1.50 | 0.19-0.28 | 0.07-0.13 | 0.08-0.20 | 0.10-0.20
4.00 200 1900 28| e | e o | ®@ | ® e | @ e 0.00-2.00]|0.20-0.34 | 0.09-0.17 | 0.10-0.24 | 0.15-0.30
4.76 2.38 19.00 3.2 [ K] 0.00-2.30 | 0.21-0.40 | 0.10-0.20 | 0.10-0.24 | 0.15-0.30

For tools, see pages: » DGFH (A18) ¢ DGTR/L (A56) » HELIR/L (A19) » HGFH (A18) » HGHR/L-3 (B128)

ISCAR



TOP-GRIP
TGDR/L

External Holders for Turning, Grooving and Profiling

\
‘+|2*

I
4¢>

B ]
h 'y h
T I
Y ¥
f Tmax r . b
i ” 1
M Right-hand shown
W min W max Tmax-r1) h b I4 I2 f hs Insert
3.00 3.00 7.50 16.0 16.0 100.00 30.5 14.7 6.0 TGMF 3
4.00 5.00 9.00 16.0 16.0 100.00 32.2 14.2 6.0 TGMF 4/TGMF 5
() Grooving depth is limited by the insert

For inserts, see pages: TGMF (full radius) (A22) ® TGMF/P (A22).

Screw

Key

SR M5X12DIN912 12.9 HW 4.0

TGHN-D

Double-Ended Blades for Utility Grooving and Turning Inserts

+‘ Tblade F

+
/§‘ (e]
‘ -
B W min W max T blmin T blade h1 I4 A Insert

26.0 3.00 3.00 10.0 15.0 21.4 110.00 2.40 TGMF 3

26.0 4.00 5.00 10.0 15.0 21.4 110.00 3.20 TGMF 4, TGMF/P 5

26.0 5.00 5.00 10.0 20.0 21.4 110.00 4.00 TGMF/P 5
® Use the drilled holes on blade for min. and max. overhang e Grooving depth is limited by the insert

For inserts, see pages: TGMF (full radius) (A22) ® TGMF/P (A22).

For holders, see pages: SGTBU/SGTBN (A88) .

Member IMC Group



TOP-GRIP
TGMF/P

Utility Double-Ended Inserts, for External and Internal Grooving and Turning

+0.1

—

<— | Ref. —>‘

VS o

Dimensions Tough <—> Hard Recommended Machining Data
[=} 2 © P4 ©
S rRIEST TS ap f turn f groove
W=0.05 R=0.05 | Tmax-r O O O o &) o (mm) (mm/rev) | (mm/rev)
3.00 0.20 13.50 10.50 [} [} [} ® [ ] ® 0.25-1.80 | 0.14-0.18 | 0.07-0.11
3.00 0.40 13.55 10.30 [} [} ® ® [ ] [ 0.50-1.80 | 0.16-0.20 | 0.07-0.12
4.00 0.20 17.70 14.70 [} [} [} [ [ ] ® 0.20-2.40 | 0.16-0.21 | 0.09-0.14
4.00 0.40 17.70 14.60 [} [} [ ] [} ® [ ] 0.50-2.40 | 0.18-0.24 | 0.09-0.15
5.00 0.60 17.60 15.00 ® [ ] 0.75-3.00 | 0.21-0.32 | 0.11-0.20
5.00 0.80 17.80 14.20 [J [J [J [ ] ® [J 1.00-3.00 | 0.23-0.35 | 0.11-0.21
* Dmin for internal application=20.5 mm
For tools, see pages: TGDR/L (A21) ¢ TGHN-D (A21) ¢ TGIR/L-C (B28) .
TGMF (full radius)
Utility Double-Ended Full Radius Inserts, for External and -~
Internal Grooving and Profiling U
<50. ma—ﬂ
| |
s
Dimensions Tough <> Hard Recommended Machining Data
o o
(=} Ire} © © -
AP S SR ap f turn f groove
Ws005  Re0.05 | Toar | © | Q| O | O | O | Q| (mm) | (mmirev) | (mm/rev)
3.00 1.50 13.50 11.40 [ ] [ ® (] [ ] 0.00-1.50 | 0.18-0.26 | 0.07-0.13
4.00 2.00 17.80 14.90 ® [} [} (] [ [ ] 0.00-2.00 | 0.20-0.34 | 0.09-0.17
5.00 2.50 17.75 14.30 (J [J [J [J [J 0.00-2.50 | 0.23-0.42 | 0.11-0.21
e Can cut arcs to 250° e Dmin for internal application=20.5 mm
For tools, see pages: TGDR/L (A21) e TGHN-D (A21) e TGIR/L-C (B28).
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CUTGRIP

GHMR/L
Toolholders for Shallow Radial and Axial Grooving with Narrow and Special Profile Inserts ]
|
a— |2 —2 -—
it o %
h |y h >
S I T 1K
¥ Tmax,, o ]
f L| | .‘ b
Ly EV o Right-hand shown
W max Tmax-r Tmax-a h b 11 I2 f h4
4.00 4.80 4.80 12.0 12.0 110.00 25.0 10.8 4.0
4.80 4.80 4.80 16.0 16.0 115.00 25.0 14.5 -
5.00 4.80 4.80 16.0 16.0 78.00 25.0 15.0 -

e Use for recessing: light turning, small depth of cut (ap=0.1-0.5 mm) and small feed (f=0.1 mm/rev).

() For Star and multi-spindle machines.

For inserts, see pages: ¢ GIF (A34) ¢ GIF (full radius) (A34) e GIF-E (W=4-6 full radius) (A30) ® GIF-E (W=4-6) (A29) ® GIG (A32) ® GIM-C (A77) ® GIM-J (A77)
GIM-J-RA/LA (A78)  GIM-UT (A79) e GIM-UT-RA/LA (A80) ® GIM-W (A78) ® GIM-W-RA/LA (A79) ¢ GIMF (A27) e GIMN (A28) e GIMY (A27) e GIMY (full radius)
(A28) * GIP (A33) ® GIP (flat top W<M) (A31) e GIP (full radius W<M) (A31) e GIP (full radius) (A33) ® GIP-E (A29) e GIP-E (full radius) (A30) ® GIP-RX/LX (A38)
GIP-UN (A40)  GIPA (full radius W=3-6) (A37) ® GIPA (W=3-6) (A36) ® GIPM-A46 / GIP-1250 (A38) ® GIPY (A36) ® GITM (A35) ¢ GITM (full radius) (A35) ® TIP-MT
(A114) o TIP-P-BSPT (A122) ® TIP-P-BSW (A121) * TIP-P-ISO (A117) & TIP-P-NPT (A128) ¢ TIP-P-UN (A119)  TIP-WT (A112).

Screw Key Screw 1 Key 1
SR 76-1021

SR M6X16DIN912 12.9
SR M6X16DIN912 12.9

GHMPR/L
Perpendicular Toolholders for Shallow Radial and Axial Grooving with ]
Narrow and Special Profile Inserts H
l2 -
i i
" [ " g
b < 11 -1
a5 '
™y T
W" ~ Tmax-a Right-hand shown
W max Tmax-r Tmax-a h b l4 I2
4.80 4.80 4.80 16.0 16.0 110.00 17.0

® Use for recessing: light turning, small depth of cut (ap=0.1-0.5 mm) and small feed (f=0.1 mm/rev).

For inserts, see pages: ¢ GIF (A34) ¢ GIF (full radius) (A34) e GIF-E (W=4-6 full radius) (A30) ® GIF-E (W=4-6) (A29) ¢ GIG (A32) ® GIM-C (A77) ® GIM-J (A77)
GIM-J-RA/LA (A78)  GIM-UT (A79) ® GIM-UT-RA/LA (A80) ® GIM-W (A78) ¢ GIM-W-RA/LA (A79) ® GIMF (A27) e GIMN (A28) ® GIMY (A27) e GIMY (full radius)
(A28) * GIP (A33) * GIP (flat top W<M) (A31) ® GIP (full radius W<M) (A31) e GIP (full radius) (A33) ¢ GIP-E (A29) e GIP-E (full radius) (A30) ® GIP-RX/LX (A38)
GIP-UN (A40)  GIPA (full radius W=3-6) (A37) ® GIPA (W=3-6) (A36) ® GIPM-A46 / GIP-1250 (A38) ® GIPY (A36) ® GITM (A35) * GITM (full radius) (A35) ® TIP-MT
(A114) o TIP-P-BSPT (A122) e TIP-P-BSW (A121) ® TIP-P-ISO (A117) e TIP-P-NPT (A128) ¢ TIP-P-UN (A119) e TIP-WT (A112).

Screw Key
SR M6X16DIN912 12.9 HW 5.0

Member IMC Group



CUT-GRIP
GHDRY/L (short pocket)

External Tools for Turning, Grooving and Parting i T?
l2
t [l v ¥
>
h w h
; Y A
v E e | IE
v : v
f Tmax-r | |( b '
fﬂ Right-hand shown
W min W max Tmax-r h b 14 I2 f A h4
2.80 4.00 8.00 12.0 12.0 110.00 25.0 10.8 2.40 4.0
2.80 4.00 9.00 16.0 16.0 110.00 26.0 14.8 2.40 4.0
2.80 4.00 9.00 16.0 16.0 78.00 24.0 15.0 2.20 4.0
4.00 5.00 10.00 16.0 16.0 110.00 26.0 14.4 3.20 4.0
4.00 5.40 10.00 16.0 16.0 78.00 24.6 14.0 3.40 4.0

e For using TIP and GPV inserts, toolholder seat needs to be modified according to insert profile to ensure clearance.

() For Star and multi-spindle machines.

For inserts, see pages: ® GIF (A34) ¢ GIF (full radius) (A34) ® GIF-E (W=4-6 full radius) (A30) ® GIF-E (W=4-6) (A29) ® GIG (A32) ¢ GIM-C (A77) ® GIM-J (A77)
GIM-J-RA/LA (A78) ® GIM-UT (A79) ® GIM-UT-RA/LA (A80) ® GIM-W (A78)  GIM-W-RA/LA (A79) ® GIMF (A27) ® GIMN (A28) ® GIMY (A27) ® GIMY (full radius)
(A28) ® GIP (A33) * GIP (flat top W<M) (A31) e GIP (full radius W<M) (A31) e GIP (full radius) (A33) ® GIP-E (A29) e GIP-E (full radius) (A30) ® GIP-UN (A40) * GIPA
(full radius W=3-6) (A37) ® GIPA (W=3-6) (A36) ® GIPM-A46 / GIP-1250 (A38) * GIPY (A36) ® GITM (A35) ® GITM (full radius) (A35) e TIP-MT (A114) e TIP-P-BSPT
(A122) o TIP-P-BSW (A121) o TIP-P-ISO (A117) ® TIP-P-NPT (A128)  TIP-P-UN (A119)  TIP-WT (A112).

/

Key Screw

Key 1

SR 76-1021

SR M5X16DIN912 12.9
SR M5X16DIN912 12.9
SR M6X16DIN912 12.9
SR M6X16DIN912 12.9
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CUTGRIP
GHGR/L

External Holders for Deep Grooving and Parting i T? KX
- |2
/'\Dm;‘

A A v N <_T <

e

Tal | A

1 |

v v

RN | b

A A Left-hand shown
W min W max D max? h b l4 I2 f A ha
3.00 4.00 40.0 16.0 16.0 110.00 36.0 14.7 2.50 4.0
3.00 4.00 34.0 16.0 16.0 78.00 33.0 15.0 2.40 4.0
4.00 5.00 40.0 16.0 16.0 110.00 36.0 14.4 3.20 4.0

* For machining depth over 13 mm, a single-ended insert is required (GIM, GIMF, GIMY). Tmax for grooving depth depends on part diameter D. For grooving a part
with a diameter larger than Dmax, see next table. e For using TIP inserts, toolholder seat needs to be modified according to insert profile to ensure clearance.

() For Star and multi-spindle machines. @ Maximum parting diameter

For inserts, see pages: ® GIF (A34) ¢ GIF (full radius) (A34) e GIF-E (W=4-6 full radius) (A30) ® GIF-E (W=4-6) (A29) ® GIG (A32) ® GIM-C (A77)  GIM-J (A77)
GIM-J-RA/LA (A78) ® GIM-UT (A79) ® GIM-UT-RA/LA (A80) ® GIM-W (A78)  GIM-W-RA/LA (A79) e GIMF (A27) e GIMN (A28) ® GIMY (A27) ® GIMY (full radius)
(A28) ¢ GIP (A33) * GIP (flat top W<M) (A31) e GIP (full radius W<M) (A31) e GIP (full radius) (A33) ® GIP-E (A29) e GIP-E (full radius) (A30)  GIPA (full radius

W=3-6) (A37) ® GIPA (W=3-6) (A36) ® GIPM-A46 / GIP-1250 (A38) * GIPY (A36) ® GITM (A35)  GITM (full radius) (A35) ® TIP-MT (A114) e TIP-P-BSPT (A122)

TIP-P-BSW (A121) ® TIP-P-ISO (A117)  TIP-P-NPT (A128)  TIP-P-UN (A119) * TIP-WT (A112).

a /

Screw Key Designation
SR MEX16DIN91212.9 HW 5.0  GHGRIL 16-3/16-4 I — 80 120 290 1000 —
SR M6X16DIN912 12.9 HW 5.0 Depth T 23 20 19 16 14 12 11 9

SR M6X16DIN912 12.9 HW 5.0

CGHN-D
Double-Ended Blades for External Grooving and Turning

Thblade |

Lol -

* For over 13 mm depth: GIM, GIMF and GIMY, GPV (single ended insert) only.

B1 W min W max T blmin T blade I A

26.0 2.80 4.00 10.0 15.0 110.00 2.40
26.0 3.50 4.50 10.0 15.0 110.00 3.20
26.0 4.40 6.40 10.0 20.0 110.00 4.00

e Use the yellow lines on blade for min. and max. overhang. e For using TIP inserts, toolholder seat needs to be modified according to insert profile to ensure

clearance. * When using a double-ended insert, grooving depth is limited by the insert.

For inserts, see pages: ® GIF (A34) ¢ GIF (full radius) (A34) ® GIF-E (W=4-6 full radius) (A30) * GIF-E (W=4-6) (A29)  GIM-C (A77) ® GIM-J (A77) ® GIM-J-RA/LA
(A78) » GIM-UT (A79) » GIM-UT-RA/LA (AS0) » GIM-W (A78) » GIM-W-RA/LA (A79) * GIMF (A27) » GIMN (A28) * GIMY (A27) * GIMY (full radius) (A28)

« GIP (A33) * GIP (full radius) (A33) ® GIP-E (A29) ¢ GIP-E (full radius) (A30)  GIPA (full radius W=3-6) (A37) * GIPA (W=3-6) (A36) * GIPM-A46 / GIP-1250 (A38)
* GIPY (A36) * GITM (A35) » GITM (full radius) (A35) » TIP-MT (A114) » TIP-P-BSPT (A122) s TIP-P-BSW (A121)  TIP-P-ISO (A117)  TIP-P-NPT (A128) *

TIP-P-UN (A119) o TIP-WT (A112).
For holders, see pages: SGTBU/SGTBN (A88) .

Member IMC Group
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SXCNN

External Toolholders for Specially Tailored Wide Profile Inserts

A —

CF a
Y v
v N
W b
[ 1}
’J ‘ Tmax-r
w Trnax-r h b I1 Insert
10.40 17.00 12.0 12.0 125.00 XNUW 10
10.40 17.00 16.0 16.0 125.00 XNUW 10
13.00 20.00 12.0 12.0 125.00 XNUW 13
13.00 23.00 14.0 14.0 125.00 XNUW 13
13.00 23.00 16.0 16.0 125.00 XNUW 13
14.50 - 12.0 12.0 125.00 XNUW 14
14.50 17.00 16.0 16.0 125.00 XNUW 14
20.50 - 16.0 16.0 125.00 XNUW 20
* Toolholder seat needs to be modified according to insert profile to ensure clearance.
For inserts, see pages: XNUW (A26).
Screw Key
SR 76-2067
SR 76-2067
SR 76-2068 T-20/5
SR 76-2068 T-20/5
SR 14-591 T-20/5
SR 76-2067
SR 76-2067
SR 14-591 T-20/5
XNUW
Blank Inserts for Wide Profile Grooving
= 7°

| Ref. fr
w.di
Y. %
60°
Dimensions Tough <—> Hard

© <t © ~ o
. N 0 <} o N
W f Ls di S d1 I Q|| ]9 | @

10.40 6.0 10.50 6.35 3.18 4.53 17.00 [ ] [ ]
13.00 5.0 11.40 12.70 5.35 5.50 20.60 [} [ ] [} ®
14.50 3.0 3.70 9.52 3.97 4.40 14.00 [ ) [} [} [}
20.50 4.8 5.00 12.70 6.35 5.50 20.30 [J [J [J (]

For tools, see pages: ¢ SXCNN (A26).

ISCAR



CUTGRIP
GIMF

Utility Single-Ended Inserts for Grooving and Turning

T3]y
)

N

Dimensions Tough <— Hard Recommengzg Machining

o o

o | ® | © | © | © |~ © | =
HAIEIZIIS13S8IE S| & ap fturn | f groove
Ws0.0s  Re0.05 M |[Q]|o|o|Q|Q|Q|Q || Q| (mm |(mmire mmiev
4.00 0.60 3.2 [ ® [ ] ® ® ® ® [ ] ® | 0.75-2.40 | 0.19-0.25 | 0.09-0.16
5.00 0.20 4.0 ® ® 0.25-3.00 | 0.18-0.26 | 0.11-0.18
5.00 0.80 4.0 (] [J ® [J [J ® ® |[1.00-3.00 | 0.23-0.35 | 0.11-0.21

* Dmin for internal applications = 70 mm

For tools, see pages: * CGHN-D (A25) » GHDR/L (short pocket) (A24) » GHGR/L (A25) « GHMPR/L (A23) » GHMR/L (A23).

GIMY

Utility Single-Ended Inserts, for Grooving and Turning

+0.1 @
L i ' j
. 5
S| L
W > 15',\% Ref. = ™7 Pl
S
] ER—-—1 J @
|
Y R - @
Dimensions Tough <> Hard Recommended Machining Data
o
o | ® | ©
S SN ETS ap f turn f groove
\\/£0.05 R=0.05 M |l o| Q| o (mm) (mm/rev) (mm/rev)
3.00 0.40 2.4 ® [ ] ® [ 0.50-1.80 0.16-0.20 0.07-0.12

* Dmin for internal applications =70 mm

For tools, see pages: * CGHN-D (A25) GHDR/L (short pocket) (A24) ® GHGR/L (A25) ¢ GHMPR/L (A23) » GHMR/L (A23) » GHSR/L (A15) ® GHSR/L-JHP-SL

(A14)

Member IMC Group
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CUTGRIP
GIMN

Utility Single-Ended Inserts for Grooving and Turning Ductile Materials

+0.1

gfﬁ I

n
|9
-
Dimensions Dimensions Dimensions
© ~
S S ap f turn f groove
W=0.05 R=0.05 M o o (mm) (mm/rev) (mm/rev)
3.00 0.20 2.4 [} 0.30-1.20 0.07-0.11 0.04-0.09
4.00 0.60 3.4 [} 0.75-1.60 0.11-0.18 0.05-0.14
5.00 0.80 41 ([ ] ([ ] 1.00-2.00 0.15-0.25 0.06-0.18

* Dmin for internal applications = 70 mm

For tools, see pages: * CGHN-D (A25) s GHDR/L (short pocket) (A24) » GHGR/L (A25) » GHMPR/L (A23) » GHMR/L (A23).

GIMY (full radius)

Utility Single-Ended Inserts, for Grooving and Profiling

Dimensions Tough <> Hard Recommended Machining Data
2(8/2|8|s|3
SIS 81 8 | & ap fturn f groove
\W\/=0.05 R=0.05 M o o | © o O o (mm) (mm/rev) (mm/rev)
3.00 1.50 2.4 (] ® [ ] [ ® ® 0.00-1.50 0.18-0.26 0.07-0.13
4.00 2.00 3.2 (] [ [ ] [ ® [ 0.00-2.00 0.20-0.28 0.09-0.17
5.00 2.50 3.9 [J [ ° o o o 0.00-2.50 0.23-0.42 0.11-0.21

* Dmin for internal application=70 mm e Can cut arcs to 250°

For tools, see pages: ® CGHN-D (A25) » GHDR/L (short pocket) (A24) s GHGR/L (A25) « GHMPR/L (A23) » GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL

(A14).

ISCAR



CUTGRIP
GIF-E (W=4-6)

Precision Double-Ended Inserts for Grooving and Turning

+0.025
7° y v
S| |
| 15.3 Ref. 1%5
' 1
= —
w
. =
Dimensions Tough <> Hard Recommended Machining Data
o
o |l ® | © | ~
QISR ap fturn f groove
W=o0.02 R=0-05 M Trmax-r O O o ©) &} (mm) (mm/rev) | (mm/rev)
4.00 0.40 3.2 13.00 [ [ ] [ ] [ ] [ ] 0.50-2.40 0.18-0.24 0.09-0.15
4.00 0.60 3.2 13.00 [ [ ] [ ] 0.75-2.40 0.19-0.25 0.09-0.16
4.00 0.80 3.2 13.00 [ [ ] o [ ] [ ] 1.00-2.40 0.20-0.28 0.09-0.17
5.00 0.40 4.0 13.00 [ ] [} [} [} 0.50-3.00 0.20-0.30 0.11-0.19
5.00 0.60 4.0 13.00 [ [ ] ([ ] 0.75-3.00 0.21-0.32 0.11-0.20
5.00 0.80 4.0 13.00 ® [ ] [ ] [ ] [ ] 1.00-3.00 0.23-0.35 0.11-0.21
® Dmin for internal machining = 70 mm
For tools, see pages: » CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) « GHGR/L (A25) ® GHMPR/L (A23) » GHMR/L (A23).
GIP-E
Precision Double-Ended Inserts for Grooving and Turning
+0.025
v

Dimensions Tough <— Hard Recommended Machining Data
o =)

2l8l3|8|8|5|clBl8]5]| . o
K| | |||l |qN|q|F| D p urn fgroove
W=0.02 R2005 M Tnar| Q[ Q[Q[(Q|Q Q|0 |0|Q]|Q (mm) (mm/rev) | (mm/rev)
3.00 0.00 24 13.00| e 0.00-1.80 0.12-0.16 0.07-0.11
3.00 0.20 24 1300( @ (@ | @ e | e ® 0.25-1.80 0.15-0.20 0.08-0.13
3.00 0.40 24 1300 e | @ | ® (o  © o | ©® | o0 o o 0.50-1.80 0.17-0.22 0.08-0.14
3.00 0.80 24 13.00 [} 1.00-1.80 0.19-0.26 0.08-0.15
4.00 0.40 32 1300( @ (@ | @ o (o o o0 0 0o 0.50-2.40 0.19-0.26 0.10-0.18
4.00 0.60 32 1300 e | @ | @ (] [ I 0.75-2.40 0.21-0.28 0.10-0.19
4.00 0.80 32 1300( @ (@ | ®@ | ®@ | ®@ | O® | O [ B 1.00-2.40 0.22-0.31 0.10-0.20
4.78 0.55 40 1300 @ | @ | @ ® e | e 0.70-2.80 0.21-0.31 0.12-0.20
5.00 0.40 40 1300 @ | @ | @ [} (] 0.50-3.00 0.22-0.33 0.13-0.21
5.00 0.60 40 1300 @ | ® | @ e | o 0.75-3.00 0.23-0.35 0.13-0.22
5.00 0.80 40 1300 @ | @ | @ [J e | e 1.00-3.00 0.24-0.39 0.13-0.23

® Dmin for internal machining = 70 mm
For tools, see pages: ®* CGHN-D (A25)  GHDR/L (short pocket) (A24) « GHGR/L (A25) ® GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL (A14)

Member IMC Group



CUT-GRIP
ey

GIF-E (W=4-6 full radius)

Precision Double-Ended Full Radius Inserts, for Profiling and Grooving

NN s
+0.025
Z ! ' ]:E
_»115.3 Ref. a— 5 g
v f
w
M
R=W/2 L
Dimensions Tough <— Hard Recommended Machining Data
o
o 0 ©
19} I3 =} o
8 8 8 S ap f turn f groove
W=0.02 R=0.05 M Trmax-r = = = = (mm) (mm/rev) (mm/rev)
4.00 2.00 3.2 11.80 ® (] [ L] 0.00-2.00 0.20-0.34 0.09-0.17
5.00 2.50 4.0 11.30 ® ® [J 0.00-2.50 0.23-0.42 0.11-0.21

® Dmin for internal machining = 70 mm
For tools, see pages: ® CGHN-D (A25) e GHDR/L (short pocket) (A24) ® GHGR/L (A25) ® GHMPR/L (A23) ¢ GHMR/L (A23).

GIP-E (full radius)

Precision Double-Ended Full Radius Inserts, for Profiling and Grooving
E ; ]
] +0.025
<¢>
- o *
15.3 Ref. *5

P s
Dimensions Tough <—> Hard Recommeng:;ia echihig
o o
o | B | ® | ~ ®© | =
B33 8 ap fturn | f groove
W:=o0.02 R=0-05 M Tmax-r S] (S] S S ) o Q (mm) (mm/rev) | (mm/rev)
3.00 1.50 24 12.30 ® [ ) ® [ [ ] 0.00-1.50 | 0.18-0.28 | 0.08-0.15
4.00 2.00 3.2 11.80 [ ] [ ] [ ] [ ] [ ] [ ] ® | 0.00-2.00 | 0.20-0.34 | 0.10-0.20
5.00 2.50 4.0 11.30 (] [ ] ([ ] ® | 0.00-2.50 | 0.25-0.42 | 0.13-0.23

* Dmin for internal machining = 70 mm

For tools, see pages: ® CGHN-D (A25) ® GHDR/L (short pocket) (A24)  GHGR/L (A25) * GHMPR/L (A23) * GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL
(A14)

ISCAR



CUTGHIP
GIP (flat top W<M)

Flat Top Precision Double-Ended Inserts for Grooving
v
15.3 Ref.
+0.025 ¢
7° .
% [275
. ‘
R S—— f
] e
| Tmax-r
i . Recommended
Dimensions Tough <— Hard Machining Data
o [o0] N~ P4
SIS TS TSNS f groove
W=0.02 R=0-03 Tmax-r M O o &) o O (mm/rev)
0.50 0.00 1.00 2.2 [} ® 0.02-0.04
0.80 0.00 1.60 2.2 [} ® 0.02-0.04
1.04 0.00 2.00 2.2 ° [} [} (] [} 0.02-0.05
1.20 0.00 2.00 2.2 [ ] [ ] [ ] [ ] [ ] 0.03-0.05
1.40 0.00 2.00 2.2 [ ] [} [} 0.03-0.06
1.47 0.00 2.50 2.2 (] [ J ® 0.03-0.06
1.57 0.15 2.70 2.2 (] ([ ] [ ] [ ] 0.04-0.06
1.70 0.10 3.00 2.2 (] [} [} [} 0.04-0.07
1.78 0.18 3.00 2.2 [ ([ ] (] 0.04-0.07
1.96 0.15 3.00 2.2 (] [J [J [J [J 0.04-0.08
® Dmin for internal machining = 70 mm
For tools, see pages: GHDR/L (short pocket) (A24) ® GHGR/L (A25) ® GHMPR/L (A23) » GHMR/L (A23).
GIP (full radius W<M)
Flat Top Precision Double-Ended Inserts with Full Radius for Grooving
v
15.3 Ref.
€T
+0.025 £
70
. r
Dimensions Dimensions Dimensions
(=] [<) [o0] © N~
2123|813 |8]| foroowe
Wz0.02 R=0.05 Tmax-r M Q| QO | Q|9 |9 (mm/rev)
1.00 0.50 2.00 2.2 () [} 0.03-0.06
1.40 0.70 2.00 2.2 [ ) 0.04-0.07
1.57 0.79 2.70 2.2 [ ] [ ] [ ] [ ] ° 0.04-0.08
2.00 1.00 3.00 2.2 [ ] [ ] [ ] [ ] [ ] 0.05-0.11
2.39 1.20 4.70 2.4 [ ] [ ] [ ] 0.06-0.12

® Dmin for internal machining = 70 mm

For tools, see pages: GHDR/L (short pocket) (A24) » GHGR/L (A25) ¢ GHMPR/L (A23) » GHMR/L (A23) » GHSR/L (A15) ¢ GHSR/L-JHP-SL (A14).

Member IMC Group



CUTGRIP

GIG
Precision Double-Ended Inserts for Grooving
v
+0.025
Dimensions Tough <—> Hard azzzm::gnl;’;i
318 e §

& S Q groove

W=0.02 R=0.03 Traxcr M ©| | Qo (mm/rev)
1.04 0.00 2.00 2.2 ° 0.02-0.03
1.20 0.00 2.00 2.2 ° 0.02-0.03
1.25 0.10 2.00 2.2 o | o 0.02-0.04
1.40 0.00 2.00 2.2 [ ] 0.02-0.04
1.45 0.10 2.00 2.2 o | o 0.02-0.04
1.47 0.00 2.50 2.2 ° 0.02-0.04
1.50 0.10 2.50 2.2 [ ] [ ] 0.02-0.04
1.57 0.15 2.70 2.2 ° 0.03-0.05
1.70 0.10 3.00 2.2 ° 0.03-0.05
1.78 0.18 3.00 2.2 [ ] 0.03-0.05
1.85 0.15 3.00 2.2 o | o 0.03-0.05
1.86 0.15 3.00 2.2 ° 0.03-0.05
1.96 0.15 3.00 2.2 ° 0.03-0.06
2.00 0.20 3.00 2.2 o | o | o 0.04-0.06
2.22 0.15 3.50 2.2 ° 0.04-0.06
2.30 0.20 3.50 2.2 o | o 0.04-0.07

® Dmin for internal machining = 70 mm
For tools, see pages: GHDR/L (short pocket) (A24) ® GHGR/L (A25) » GHMPR/L (A23) * GHMR/L (A23) * GHSR/L (A15) ® GHSR/L-JHP-SL (A14).

ISCAR



curﬁnln

ey

GIP

Precision Double-Ended Inserts for Grooving

Dimensions Tough <—> Hard azzzm::gnl;’;i
S|8(2/8|5|o|5

|0 |o|o|0| N8| f groove

W=o.02 R=0-03 Trmax-r M OC| O |lQ|QC|O|O]| QO (mm/rev)
2.22 0.15 3.50 2.2 [} [} [} () 0.05-0.09
2.39 0.15 4.70 2.4 [} [} [} [} [} 0.05-0.09
2.47 0.20 5.00 2.4 [} [} [} [} [} 0.06-0.10
2.70 0.10 13.00 2.4 [ ] [ ] [ ] [ ] 0.06-0.10
2.70 0.20 13.00 2.4 [} [} 0.07-0.11
2.87 0.20 13.00 2.4 [} [} [} 0.07-0.12
3.00 0.00 13.00 2.4 ° ° ° 0.07-0.11
3.00 0.20 13.00 2.4 [} [} [} [} [} 0.08-0.13
3.00 0.40 13.00 2.4 ° 0.08-0.14
3.15 0.15 13.00 2.4 [ ] [ ] [ ] [ ] [ ] 0.07-0.12
3.18 0.20 13.00 2.4 [} [} [} [} [} 0.08-0.13
3.30 0.10 13.00 2.4 [} [ ) [} [ ) 0.07-0.12
3.48 0.20 13.00 3.2 [ ] [ ] 0.09-0.15
3.56 0.20 13.00 3.2 [} [} 0.09-0.15
3.74 0.20 13.00 3.2 [} [} [} 0.09-0.16
3.98 0.20 13.00 3.2 [ ] [ ] [ ] [ ] [ ] 0.10-0.17
4.00 0.80 13.00 3.2 [} 0.10-0.20
4.23 0.10 13.00 3.2 [} [} [} [} 0.10-0.16
5.00 0.40 13.00 4.0 [J 0.13-0.21

® Dmin for internal machining = 70 mm
For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) ® GHGR/L (A25) ® GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL (A14)

GIP (full radius)
Precision Double-Ended, Full Radius Inserts for Grooving

+0.025

70>
15.3 Ref. 5
|

| W
M
P R=W/2
. . Recommended
Dimensions Tough <— Hard Machining Data
o
o re) ©

18131 f groove

W=0.02 R=0-05 Trmax-r M S] O S O (mm/rev)

3.00 1.50 12.30 2.4 ® 0.08-0.15

3.18 1.59 12.20 2.4 [} [ ] (] ® 0.08-0.16

3.98 1.99 11.80 3.2 (] [ 0.10-0.20

4.78 2.39 11.40 4.8 [ [ ] 0.12-0.22

5.00 2.50 11.30 4.0 (J 0.13-0.23

For tools, see pages: ®* CGHN-D (A25) « GHDR/L (short pocket) (A24)  GHGR/L (A25) « GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL
(A14)

Member IMC Group



curﬁnln

ey

GIF

Precision Double-Ended Inserts for Grooving

=

+0.025
=
15.3 Ref. ™ 5
= =
W
F Rl
i . Recommended
Dimensions Tough <—> Hard Machining Data
=}
o Ire} ©

SRR f groove

W=0.02 R=0.03 M Tmax-r |0 | Q]| Q9O (mm/rev)
3.48 0.20 3.2 13.00 [} [} [} [} 0.08-0.12
3.56 0.20 3.2 13.00 [} [} 0.08-0.13
3.74 0.20 3.2 13.00 [ ] [ ] 0.08-0.13
3.98 0.20 3.2 13.00 [ ] [ ] [ ] ] 0.09-0.14
4.23 0.10 3.2 13.00 [ ] [ ] [ ] 0.08-0.13
4.45 0.15 4.0 13.00 [} ® [} ® 0.09-0.14
4.78 0.55 4.0 13.00 [} [} [} [} 0.11-0.18
4.86 0.30 4.0 13.00 [J [J [ J 0.11-0.18

® Dmin for internal machining = 70 mm

For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) o GHGR/L (A25) « GHMPR/L (A23) ¢ GHMR/L (A23).

GIF (full radius)
Precision Double-Ended Full Radius Inserts for Grooving

+0.025

7°

15.3 Ref. =

e

4

=

i . Recommended
Dimensions Tough <—> Hard Machining Data
=}
re} ©
S S f groove
W=0.02 R=0.05 M Tmax-r O o (mm/rev)
4.78 2.39 4.0 11.40 o [J 0.11-0.20

® Dmin for internal machining = 70 mm

For tools, see pages: ® CGHN-D (A25) e GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) ® GHMPR/L (A23) « GHMR/L (A23).

ISCAR



CUTA-.-

n ]/ ad

GITM

CBN Tipped Inserts for Turning and Grooving on Hard Ferrous Materials

+0.025
DALY

1B20H 1B50 / IB10H

Dimensions Tough <—> Hard Recommended Machining Data
I I
S & S ap f turn f groove
\W:=0.02 R=0.05 M m o o (mm) (mm/rev) | (mm/rev)
3.00 0.20 2.4 ® ® [ 0.00-0.30 0.02-0.07 0.02-0.05
4.00 0.20 3.2 [ ® [ 0.00-0.40 0.03-0.09 0.02-0.07
5.00 0.40 4.0 [} [} [ 0.00-0.50 0.05-0.13 0.03-0.10
® Dmin for internal machining = 70 mm
For tools, see pages: ® CGHN-D (A25) » GHDR/L (short pocket) (A24) ® GHGR/L (A25) » GHMPR/L (A23) ® GHMR/L (A23)
® GHSR/L (A15) ® GHSR/L-JHP-SL (A14).
GITM (full radius)
CBN Tipped Inserts, Full Radius for Grooving and Turning “
on Hard Ferrous Materials a
-—
% '
1B20H 1B50 / 1B10H s
Dimensions Tough <— Hard Recommended Machining Data
I T
S B3 S ap fturn f groove
\W20.02 R=0.05 M D1 min m m u1] (mm) (mm/rev) | (mm/rev)
3.00 1.50 2.4 160.0 [} (] [} 0.00-0.30 | 0.03-0.10 | 0.02-0.06
4.00 2.00 3.2 160.0 [} ® [} 0.00-0.40 | 0.04-0.14 | 0.02-0.09
5.00 2.50 3.9 160.0 [ [ [ 0.00-0.50 | 0.05-0.18 | 0.03-0.11

® Dmin for internal machining = 70 mm

For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) ® GHMPR/L (A23) » GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL (A14).

Member IMC Group
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CUTGRIP
GIPY

Single-Ended Full Radius Sharp Edged Precision Inserts for

Profiling of High Temperature Alloys

+0.025

: y
AE 5
o 15.3 Ref. =
v

i

-

?

Dimensions Tough <— Hard Recommended Machining Data
s 88| el 8§ f turn f
o 1<) o N 9] groove
\W:=0.02 R=0.05 M |1l Q| Q| O | 9 (mm/rev) (mm/rev)
3.00 1.50 2.4 [ ] [ [ ] [ ] [ ] 0.19-0.28 0.08-0.15
4.00 2.00 3.2 [ ] [ ] [ ] [ ] [ ] 0.22-0.37 0.10-0.20
5.00 2.50 3.9 [ [ ] [ ] [ ] 0.24-0.46 0.13-0.23

e Can cut arcs to 250° e Dmin for internal machining = 70 mm

For tools, see pages: ® CGHN-D (A25) « GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) » GHMPR/L (A23) » GHMR/L (A23)

® GHSR/L (A15) ® GHSR/L-JHP-SL (A14).

GIPA (W=3-6)

Double-Ended Precision Ground Inserts with a Polished Top Rake,

for Machining Aluminum

] +0.025
ke i & 15 R
> [

of. ™
. W=
N of e

gy
} g

i

GIPA...D-ID5
Dimensions Dimensions Recommended Machining Data

S 9 ap f turn f groove

W=0.02 R=0.03 M &) o (mm) (mm/rev) (mm/rev)
3.00 0.20 2.4 [ 0.25-1.80 0.12-0.20 0.08-0.14
3.00 0.20 2.4 ° 0.25-1.80 0.12-0.25 0.09-0.16
4.00 0.40 3.2 [ 0.50-2.40 0.14-0.31 0.10-0.20
5.00 0.40 4.0 [ 0.50-3.00 0.16-0.34 0.11-0.23

® Dmin for internal machining = 70 mm
() Single-ended PCD tipped insert

For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) » GHMPR/L (A23) » GHMR/L (A23)

o GHSR/L (A15)  GHSR/L-JHP-SL (A14).

ISCAR



CUT-GRIP
GIPA (full radius W=3-6)

Precision Double-Ended Inserts with Polished Top Rake, for Machining Aluminum

+0.025
==
5 4 s
<+
(el —
Dimensions Tough <—> Hard Recommended Machining Data
©
S =) 9 ap f turn f groove
W=0.02 R=0.05 M o o =] (mm) (mm/rev) (mm/rev)
3.00 1.50 2.4 ° 0.00-1.50 0.15-0.30 0.08-0.16
3.00 1.50 2.4 ° 0.00-1.50 0.19-0.36 0.09-0.19
3.00 1.50 2.4 (] 0.00-1.50 0.19-0.36 0.09-0.19
4.00 2.00 3.2 ® ® 0.00-2.00 0.20-0.43 0.10-0.22
4.00 2.00 3.2 [ ] 0.00-2.00 0.25-0.53 0.12-0.26
4.00 2.00 3.2 [ ] 0.00-2.00 0.25-0.53 0.12-0.26
5.00 2.50 3.9 [} o 0.00-2.50 0.21-0.48 0.09-0.24
5.00 2.50 3.9 [ ] 0.00-2.50 0.22-0.60 0.11-0.30
5.00 2.50 3.9 [ ] 0.00-2.50 0.22-0.60 0.11-0.30

() Single-ended PCD tipped insert ) Single-ended molded PCD chipformer tipped insert

For tools, see pages: ® CGHN-D (A25) ¢ GHDRY/L (short pocket) (A24) « GHGR/L (A25) « GHMPR/L (A23)
* GHMR/L (A23) « GHSR/L (A15) ® GHSR/L-JHP-SL (A14)

v v @

D YZ-0 |

Member IMC Group
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CUT-GRIP
GIP-RX/LX

Precision Double-Ended Inserts for External Grooving Next to a Shoulder

+0.025 (Ty—y 153 F¢=

Recommended

Dimensions Tough <—> Hard Machining Data
2 3 f groove
=) Q
W:=o0.02 R=0.03 Tmax-r M Fi O O (mm/rev)
0.80 0.00 1.60 2.4 1.6 [ 0.02-0.04
1.04 0.00 2.00 2.4 1.6 ® 0.02-0.05
1.19 0.10 2.00 2.4 1.6 [ 0.03-0.05
1.57 0.15 2.70 2.4 1.7 [ ] 0.04-0.06
1.57 0.79 2.80 2.4 1.7 [ 0.04-0.08
2.00 0.15 3.00 2.4 1.7 [ 0.05-0.08
2.39 0.15 3.50 2.4 1.7 [ 0.05-0.09
2.39 1.19 3.90 2.4 1.7 [ 0.06-0.12
* Toolholder seat needs to be modified according to insert profile to ensure clearance.
For tools, see pages: GHMPR/L (A23) ¢ GHMR/L (A23).
GIPM-A46 / GIP-1250
Precision Back Turning Inserts, for External Machining on Swiss-Type and Automatic Machines -

GIP 3.00-1250R

GIPM 2.35-A46R

Dimensions Tough <— Hard Recommended Machining Data
© | ©
SHESHINS ap fturn
W:=0.05 R:0.03 M | O |9 (mm) (mm/rev)
2.35 0.05 2.2 ® [ 0.10-1.00 0.02-0.15
2.35 0.05 2.2 ® ® 0.10-1.00 0.02-0.15
3.00 0.00 2.4 [ [ 0.10-1.00 0.02-0.15
3.00 0.00 2.4 [ [ 0.10-1.00 0.02-0.15

* Toolholder seat needs to be modified according to insert profile to ensure clearance.

* For grooving, reduce cutting speed by 30% and feed by 50%.

For tools, see pages: ® CGHN-D (A25) « GHDR/L (short pocket) (A24) « GHGR/L (A25) « GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL

(A14).

ISCAR



CUTGRIP

n g/ o

GHMUR/L

External Holders for 45° Undercutting

h ‘ h
L I i |
I
f 1
}/\1 5 —
B ;
v Y
AN
W( Right-hand shown
W max h b I4 I2 f
4.80 16.0 16.0 112.00 25.0 19.0
e For D>100 mm, GIP/GIF inserts can be used (clearance types UN, D or G are not required).
For inserts, see pages: GIMY-UN (A39) e GIP-UN (A40).
/‘,{}@ /
Screw Key
SR M6X16DIN912 12.9 HW 5.0
GIMY-UN
Utility Single-Ended Inserts for External Undercutting
+0.025
Y
Dimensions Recommended
Machining Data
o
0
S f groove
W=0.05 R=0.05 M Trmaxr S (mm/rev)
3.00 1.50 24 ° 0.05-0.15
4.00 2.00 3.2 [ 0.05-0.15

e For 45° undercutting on D 100 mm, regular GIMY inserts may be used.
For tools, see pages: GHMUR/L (A39).

Member IMC Group



curﬁnln

g/ o

GIP-UN

Precision Double-Ended Inserts for External Undercutting

+0.025

i . Recommended
Dimensions Tough <— Hard Machining Data
=}
o Ire} ©

2 S S A f groove

W=0.05 R=0.05 M Trmax-r |l Q| Q]| Q (mm/rev)

3.00 1.50 2.4 4.00 ° ° ° ) 0.05-0.15

4.00 2.00 3.2 4.00 [ ] [ ] 0.05-0.15

* Not recommended for turning. ¢ For undercutting at 45° and D100 mm, other GIP inserts apply as well.

For tools, see pages: ® GHDR/L (short pocket) (A24) ¢ GHMPR/L (A23) » GHMR/L (A23) » GHMUR/L (A39).

ISCAR




PENTACUT

PCHR/L-24
Grooving, Parting and Recessing Holders for Inserts with 5 Cutting Edges

‘ I

L]
w f2
0.50-3.20 [ 2.0 L ¥ [ "
3.21-4.23 25 o Kha L
4.24-5.20 [3.0 : v*—Tmaxr : .
5.21-6.20 | 3.5 == [t
6.21-820 (45 | f v%%@lm ] b
=het2 LR TR W K
Right-hand shown
h b W min W max f Trmax-r2 I4 I2 ha Insert
10.0 10.0 0.50 3.20M 8.5 6.50 120.00 19.5 6.0 PENTA 24
12.0 12.0 0.50 320 10.5 6.50 120.00 19.5 4.0 PENTA 24
16.0 16.0 0.50 3.20 14.5 6.50 120.00 19.5 = PENTA 24

™) Up to 6.2 mm width may be ordered on request. @ For specific information, refer to insert data.

For inserts, see pages: PENTA 24-BSPT (A123) ® PENTA 24-ISO (A117) e PENTA 24-MT (A114) » PENTA 24-UN (A119) » PENTA 24-W (A121)
« PENTA 24-WT (A113) ® PENTA 24N-C (A86) » PENTA 24N-C (full radius) (A87) » PENTA 24N-J (A44) » PENTA 24N-J (full radius) (A45) ¢ PENTA 24N-PF/P (A45)

® PENTA 24N-Z (A46)  PENTA 24R-C (A87)  PENTA 24R-P (A84) ® PENTA 24R/L-J (A82) * PENTA 24R/L-Z (A85).

& b4

Screw Key

SR 16-212-01397L T-2010/5
SR 16-212-01397 T-2010/5
SR 16-212-01397L T-2010/5
SR 16-212-01397 T-2010/5
SR 16-212-01397L T-2010/5
SR 16-212-01397 T-2010/5

PENTACUT « JETCUT

PCHR/L-24-JHP
Grooving, Parting and Recessing Holders for PENTA Inserts
with Channels for High Pressure Coolant

[~ [2 —
- L‘ Ao v >
/ h 4 © h
)| ﬁ ’ Lswl ALh i i
J Th typx3
j' v —
. — ——— < — I ——
L/ il ﬁﬁ %Li TAEZ?;%J% e T*:) gﬂ\'ng
h b Wmin W max(" f I1 I2 L3 h4 Th Tmax-r2) Insert

12.0 12.0 0.50 3.20 5.5 100.00 24.5 20.50 4.0
16.0 16.0 0.50 3.20 9.5 120.00 24.5 0.00 -

UNF 5/16-24  6.50 PENTA 24
UNF 5/16-24  6.50 PENTA 24

™) Up to 6.2 mm width may be ordered on request. @ For specific information, refer to insert data.

For inserts, see pages: PENTA 24-BSPT (A123) e PENTA 24-ISO (A117)  PENTA 24-MT (A114) » PENTA 24-UN (A119) » PENTA 24-W (A121) » PENTA 24-WT
(A113) » PENTA 24N-C (A86) » PENTA 24N-C (full radius) (A87) » PENTA 24N-J (Ad4) e PENTA 24N-J (full radius) (A45) » PENTA 24N-PF/P (A45) » PENTA 24N-Z

(A46) o PENTA 24R-C (A87) ® PENTA 24R-P (A84) » PENTA 24R/L-J (A82) » PENTA 24R/L-Z (A85).

For Accessories, see pages: B134-135.

a r @ /

Screw Key Plug Plug Key
SR M2.5X2.5DIN913 45H HW 5/32" SR 5/16UNF TL360 HW 5/32"
SR M2.5X2.5DIN913 45H HW 5/32" SR 5/16UNF TL360 HW 5/32"
HW 5/32" SR 5/16UNF TL360 HW 5/32"
HW 5/32" SR 5/16UNF TL360 HW 5/32"

Member IMC Group



. JETCUT

PENTACUT

PCHRS/LS

Holders with 5 Edged Inserts for Grooving, Parting and Recessing Next to High Shoulders

[2
! /”é‘ ,,// ' 1
O] h He
=L ;
A -3 m
w Fi 1
(N B | b
P f 3° Pocket Inclinati K
4 OCXEWINCINELON Right-hand shown
h b W min W max 14 I2 L3 h4 H2
12.0 12.0 0.80 4.80 120.00 19.5 24.50 4.0 21.0
16.0 16.0 0.80 4.80 120.00 19.5 - - 21.0

For inserts, see pages: PENTA 24N-RS/LS (A47).

& b4

Screw Key

SR 16-212-01397LS T-2010/5
SR 16-212-01397RS T-2010/5
SR 16-212-01397LS T-2010/5
SR 16-212-01397RS T-2010/5

a0 T 3°

PENTACUT

PCHPR/L

Facing, Grooving, Parting and Recessing Perpendicular Holders for Inserts with 5 ]
Cutting Edges ] KX
IL»\ -
: ; )
e A hs
- 11
L:ﬂ Right-hand shown
h b W min W max f F1 5 I hs Tmax-al!)
16.0 16.0 0.50 3.20@ 150 23.5 120.00 11.5 - 6.50

() For specific information, refer to insert data. @ Up to 6.2 mm width may be ordered on request. @ Valid for inserts with W<3.2 mm

For inserts, see pages: PENTA 24-BSPT (A123) » PENTA 24-ISO (A117) ® PENTA 24-MT (A114) » PENTA 24-UN (A119) » PENTA 24-W (A121) » PENTA 24-WT
(A113) ® PENTA 24N-C (A86) ® PENTA 24N-C (full radius) (A87) ® PENTA 24N-J (A44) e PENTA 24N-J (full radius) (A45) ® PENTA 24N-PF/P (A45) ¢ PENTA 24N-Z
(A46) » PENTA 24R-C (A87) » PENTA 24R-P (A84) » PENTA 24R/L-J (A82) » PENTA 24R/L-Z (A85)

& b

Screw Key
SR 16-212-01397 T-20/5
SR 16-212-01397L T-20/5

ISCAR



PENTACUT

PCHBR/L

Double-Ended Parting and Grooving Blades for PENTACUT Inserts

T._
P 1

B1

1y
=

)|

Left-hand shown

B1 W min W max h1 fol2 14 A2 Insert
26.0 0.50 6.20 21.4 7.00 110.00 8.5 PENTA 24
26.0 0.50 6.20 21.4 7.00 110.00 8.5 PENTA 24
26.0 1.50 4.00 21.4 7.15 110.00 8.5 PENTA 34
26.0 1.50 4.00 21.4 7.15 110.00 8.5 PENTA 34

* For insert/blade orientation, see the following drawings

() Single pocket blade @ To the center of inserts up to 4.15 mm width

For inserts, see pages: PENTA 24-BSPT (A123) ¢ PENTA 24-ISO (A117) e PENTA 24-MT (A114)  PENTA 24-UN (A119) e PENTA 24-W (A121) o PENTA 24-WT
(A113) » PENTA 24N-C (A86) » PENTA 24N-C (full radius) (A87) » PENTA 24N-J (A44)  PENTA 24N-J (full radius) (A45) ¢ PENTA 24N-PF/P (A45) » PENTA 24N-Z
(A46) ® PENTA 24R-C (A87) ® PENTA 24R-P (A84) » PENTA 24R/L-J (A82) ® PENTA 24R/L-Z (A85)

PCHBL 26-24R Shown

& b

Screw Key

SR 16-212-01397L T-2010/5
SR 16-212-01397

SR 16-212-01397 T-2010/5

PCHBL 26-24L

PCHBR 26-24L

PCHBL 26-24R

PCHBR 26-24R
Right-hand blade

Right-hand pocket
location on the blade

Member IMC Group



PENTA

Identification System for Standard Inserts

L) |

PENTA

24

150
|

J
I

. Circular Insert Cutting )
Family circumference lead angle (K) edge width Cth:pkfjreazker
name of the insert N,R, L W(mm)x100 SV CE
PENTA 24N-J

Parting and Grooving Insert with 5 Cutting Edges, for Soft Materials, Parting of Tubes,
Small and Thin-Walled Parts

-

w,
2N

010

Corner radius R (mm)x100
for neutral insert. (k=0)

Or lead angle for right- or
left-hand inserts. (eg. 15D=15°)

" ik
=M
Dimensions Tough <— Hard hljlz?:ﬁmmgngaet‘;
® ]

S ) f groove

Wz0.02 R Tmax-{1) O o (mm/rev)
0.50 0.00 1.00 ® 0.02-0.04
0.50 0.04 2.50 [} 0.02-0.05
0.80 0.00 1.60 [ 0.02-0.05
1.00 0.04 3.50 ® 0.03-0.07
1.00 0.06 3.50 [} 0.03-0.07
1.04 0.00 2.00 [ ] 0.02-0.07
1.20 0.00 2.00 ® 0.03-0.07
1.25 0.10 2.00 [} 0.03-0.07
1.40 0.00 2.00 [ ] 0.03-0.08
1.47 0.00 2.50 [} 0.03-0.08
1.50 0.10 5.00 [} [} 0.03-0.10
1.57 0.15 3.00 [ ] 0.03-0.12
1.70 0.10 3.00 [} 0.03-0.12
1.78 0.18 3.00 [ ] 0.04-0.12
1.85 0.15 3.00 [ ] 0.04-0.12
1.96 0.15 3.00 [} 0.04-0.12
2.00 0.20 6.00 [} [} 0.04-0.12
2.22 0.15 3.50 [ ] 0.04-0.16
2.30 0.20 3.50 [} 0.04-0.16
2.39 0.15 5.00 [ ] 0.04-0.16
2.47 0.20 5.00 [ ] 0.04-0.16
2.70 0.10 5.00 ® 0.04-0.16
2.87 0.20 6.50 [ ] 0.04-0.16
3.00 0.00 6.50 ® 0.04-0.10
3.00 0.20 6.50 [} 0.04-0.16
3.00 0.40 6.50 ® 0.04-0.16
3.15 0.15 6.50 [ ] 0.04-0.16
3.18 0.20 6.50 ® 0.04-0.16
3.30 0.10 6.50 [ ] 0.04-0.16
3.48 0.20 6.50 [ ] 0.04-0.18
3.56 0.20 6.50 [} 0.04-0.18
3.74 0.20 6.50 [ ] 0.04-0.18
3.98 0.20 6.50 ® 0.04-0.18
4.00 0.40 6.50 [} 0.04-0.18
4.23 0.10 6.50 [J 0.04-0.18

® Recessing is possible only with 2.39 mm and wider inserts.

() For grooving and parting depth relative to part diameter, see page (A46)
For tools, see pages: ® PCHBR/L (A43) ® PCHPR/L (A42) ¢ PCHR/L-24 (A41) ® PCHR/L-24-JHP (A41).

ISCAR




PENTACUT

PENTA 24N-J (full radius)
Precision Grooving Pentagonal Full Radius Insert for Soft Materials

- 2
\ >
3 ”
Dimensions Recor.n.mended
Machining Data
3 f

S groove

W=o0.02 R Tmax-1 &) (mm/rev)

1.00 0.50 3.50 ° 0.03-0.07

1.20 0.60 2.00 [ ] 0.03-0.07

1.40 0.70 2.00 ° 0.05-0.08

1.57 0.79 3.00 [ ] 0.05-0.08

2.00 1.00 3.00 [ ] 0.05-0.12

2.39 1.20 5.00 ° 0.06-0.16

3.00 1.50 6.50 [ ] 0.06-0.20

3.18 1.59 6.50 [ ] 0.06-0.20

4.00 2.00 6.25 ° 0.06-0.20

4.78 2.39 6.15 [ ] 0.06-0.20

* Recessing is possible only with 2.39 mm and wider inserts.
() For grooving depth relative to part diameter, see page A46.

For tools, see pages: PCHBR/L (A43) » PCHPR/L (A42)  PCHR/L-24 (A41) e PCHR/L-24-JHP (A41).

PENTA 24N-PF/P
Parting and Precision Grooving Pentagonal Insert with a High Positive Flat Rake

Recommended

Dimensions Tough <— Hard Machining Data

@ 8
8 2 f groove
W=0.02 R Rstoler Trmax-rM Kr® ] o (mm/ rev)
1.00 0.05 0.020 3.50 12.0 ° 0.02-0.05
1.00 0.10 0.020 4.00 6.0 o 0.03-0.06
1.50 0.05 0.020 5.00 12.0 L] 0.02-0.07
1.50 0.20 0.030 6.00 6.0 [} 0.03-0.09
2.00 0.05 0.020 6.00 12.0 0.02-0.08
2.00 0.20 0.030 6.50 6.0 [ ] 0.04-0.10
2.39 0.15 0.030 6.50 6.0 L) 0.04-0.14
2.50 0.20 0.030 6.50 6.0 [ 0.04-0.14
3.00 0.20 0.030 6.50 6.0 [ 0.04-0.14

() For grooving and parting depth relative to part diameter, see page A46.

For tools, see pages: PCHBR/L (A43) ¢ PCHPR/L (A42) « PCHR/L-24 (A41) ® PCHR/L-24-JHP (A41).
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PENTACUT

PENTA 24N-2Z
Insert with 5 Cutting Edges, for Grooving and Parting of Tubes,
Small and Thin-Walled Parts

+0.04
Dimensions Recommended
Machining Data
©
3 f groove
W=0.02 R Trmax-rt) o (mm/rev)
1.50 0.10 5.00 ° 0.05-0.08
2.00 0.20 6.40 ® 0.04-0.12
3.00 0.20 6.40 [ J 0.04-0.16

e Cutting edge with high positive rake, suitable for parting of tubes, thin walled parts and for small diameters e Suitable for machining soft materials and bearing
steel at low to medium feeds
) For grooving and parting depth relative to part diameter, see below

For tools, see pages: ®» PCHBR/L (A43) » PCHPR/L (A42)  PCHR/L-24 (A41) o PCHR/L-24-JHP (A41).

@Dmax Tmax Dmax

= | Ok

Dmax as a Function of Parting / Grooving Depth (T) for PENTA 24 Inserts
W=0.02 Tmax® |Tmax/Dmax| T<3.0 T<3.5 T<4.0 T<4.5 T<5.0 T<5.5 T<6.5 T<6.4
W=0.50 1.0 1.0/N.L. - - - - - - - -
W=0.50 @ 2.5 250
W=0.80 1.6 1.6/N.L. - - - - - - - -
W=1.00 3.5 N.L. 250 - - - - - -
1.04<W<1.40 2.0 2.0/N.L. - - - - - - - -
W=1.47 2.5 2.5/N.L. - - - - - - - -
W=1.50 5.0 N.L. 470 210 70 30 - - -
1.57<W<1.96 3.0 N.L. - - S o = o =
W=2.00 6.014) N.L. 470 210 130 75 45 20 -
2.22<\W<2.30 Bi) N.L. 250 - - - - = -
2.39<W<2.50 5.0 N.L. 470 210 70 30 - - -
2.70<W<3.18 6.4 N.L. 470 210 135 100 70 40 20

() Refers to PENTA 24N050J000 - a precision grooving insert.
(2) Refers to PENTA 24N050J004 - a parting insert.
() Dmax for parting = 2 x Tmax

@) For full radius insert , Tmax = 3.0, Dmax = No limit

ISCAR



PENTACUT

PENTA 24N-RS/LS

Parting and Precision Grooving Pentagonal Inserts,
for Next to High Shoulder Applications

3° pocket inclination

Poma

f - refer to inserts data

Dimensions Recommended
Machining Data
©

53 f groove
W=0.02 R Trax-r D max f O (mm/rev)
0.80 0.10 1.60 - 1.6 ° 0.03-0.05
1.00 0.10 1.80 -1 1.5 [} 0.03-0.06
1.19 0.10 2.00 - 1.4 [} 0.03-0.06
1.57 0.20 3.00 - 1.2 [ ] 0.03-0.08
1.57 0.79 3.00 - 1.2 [} 0.03-0.08
2.00 0.20 3.00 - 1.0 ° 0.03-0.10
2.39 0.20 5.00 40.0 0.8 [} 0.03-0.12
2.39 1.19 5.00 40.0 0.8 [} 0.03-0.12
3.00 0.20 6.20 16.0 0.5 [ 0.04-0.14
3.18 0.20 6.50 13.0 0.4 [ ] 0.04-0.14
3.18 1.59 6.50 13.0 0.4 [} 0.04-0.14
4.00 0.20 6.50 13.0 1.0 (] 0.04-0.16
4.80 0.20 6.50 13.0 1.6 [J 0.04-0.16

™ No limit
For tools, see page: PCHRS/LS (A42).

Member IMC Group
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DO-Grir * HELI-GRIP

TWISTED 2-SIDED

DGFH

Parting and Grooving Blades with and without Coolant Holes for DO-GRIP and

HELI-GRIP Inserts

Dmax
W_ hi
Wo « y DGFH [ ) ol
'lo
i &
-
i - A
150°
DGFH-C f . YU
wzz=z=z=zo0
JET-CUT o
B1 W min W max A 5 h1 D max Insert
26.0 1.40 1.40 2.50 (4 110.00 21.4 26.0 DG. 14..
26.0 1.90 @ 2.50 1.60 110.00 21.4 39.0 ® DG. 1.../DG. 2...
26.0 3.00 @ 3.18 2.40 110.00 21.4 39.0 ® DG. 1.../DG. 3...
26.0 3.00 3.18 2.40 110.00 21.4 39.0 DG. 3..C
26.0 4.00 4.00 3.20 110.00 21.4 80.0 DG. 4.../GRIP 4...

* DG..1.0 insert can be mounted into pocket sizes 2 and 3. In that case the pocket width has to be modified

() For Dmax 50 mm, use single-ended insert (should be modified by the user). (@ Blades with frontal coolant holes (JET-CUT)

® For Dmax 50 mm, use single-ended insert (should be modified by the user). @ For DG. 1... insert, modify holder 4 Thickness at the D.O.C. area is 1.0 mm
5) Maximum diameter with double-sided inserts.

For inserts, see pages: DGN-MF (A65) ® DGN/DGNC/DGNM-C (A64) ® DGR/L-C DGRC/LC-C (A64) * DGN/DGNM-J/JS/JT (A65) ® DGR/L-J/JS (A66) * DGN-P
(A68) ® DGN-UT/UA (A68) ®* DGN-WP (A69) * DGN-Z (A67) ® DGR-P (A69) * DGR-WP (A70) * DGR-Z/ZS (A67) * GRIP (A19) * GRIP (full radius) (A20).
For holders, see pages: SGTBU/SGTBN (A88) .

A

2

%

P =

i

Extractor

Sealing Screw Cooling Tube Pipe Fitting Pipe Fitting 1 Pipe Fitting 2

EDG 23B*
EDG 23A*
EDG 23A*
EDG 23A*
EDG 23A*

SGC 340 SGCU 341*

CGF 343* CF 343*

CGM 343*

* (Optional, should be ordered separately)

Member IMC Group



IANG-GIrir~

PARTING LINE
TGFH-MB
Parting and Grooving Blades for Other Manufacturer's Blocks

| Trmax-r [ - W TGFH 12MB-2
>
% ol O i 4 T o
: h1 hi g h4
] v : t
- p JAT L, '
W min W max A 14 h1 h4 I2 Tmax-r Insert
1.80 2.40 1.65 58.00 12.2 2.8 15.5 11.50 TAG 2
1.80 2.40 1.65 58.00 17.2 - - 11.50 TAG 2
1.80 2.40 1.65 58.00 22.2 - - 11.50 TAG 2
2.80 3.50 2.50 64.00 17.2 - - 12.00 TAG 3
2.80 3.50 2.50 64.00 22.2 - - 12.00 TAG 3
2.80 3.50 2.50 84.00 22.2 - - 16.00 TAG 3
3.70 4.50 3.40 70.00 17.2 - - 14.00 TAG 4
3.70 4.50 3.40 70.00 22.2 - - 14.00 TAG 4
3.70 4.50 3.40 90.00 22.2 - - 17.00 TAG 4

For inserts, see pages: TAG N-A (A74) e TAG N-C/W/M (A73) ¢ TAG N-J/JS/AJT (A75) o TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) ¢ TAG R/L-C (A75)
o TAG R/L-J/JS (AT6).

p

e

Extractor

ETG 2*

ETG 2*

ETG 2*

ETG 3-4-SH*

ETG 3-4-SH*

ETG 3-4-SH*

ETG 3-4-SH*

ETG 3-4-SH*

ETG 3-4-SH*
* (Optional, should be ordered separately)

ISCAR



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGFHR/L

Parting and Grooving Reinforced Blades for DO-GRIP Inserts

Dmax

| DGFHR-26... E

A

1

=] W min( W max A2 A h1 D max(® Machines Insert
26.0 1.90 2.50 8.0 1.70 110.00 21.4 42.0 TNS-30 DG. 1.../DG. 2..
26.0 1.90 2.50 8.0 1.60 110.00 21.4 42.0 TNS-30/112 DG. 1.../DG. 2..
26.0 3.00 3.18 8.0 2.40 110.00 21.4 30.0 TNS-30 DG. 1.../DG. 3..
26.0 3.00 3.18 8.0 2.40 110.00 21.4 42.0 TNS-30/42 DG. 1.../DG. 3..

 |Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user.
¢ DG..1.0 insert can be mounted into pocket sizes 2 and 3. In that case the pocket width has to be modified

() For DG: 1.0 insert - modify holder. @ The specified limit refers to the tool.

For inserts, see pages: DGN-LF/LFT (A66) » DGN-P (A68) « DGN-UT/UA (A68) » DGN-WP (A69) » DGN-Z (A67) » DGN/DGNC/DGNM-C (A64) ® DGN/DGNM-J/
JS/JT (AB5) * DGR-P (AB9)  DGR-WP (A70) » DGR-Z/ZS (A67) » DGR/L-C DGRC/LC-C (A64) » DGR/L-J/JS (AB6).

For holders, see pages: ® SGTBU/SGTBN (A88) .

%

Extractor

EDG 23A*

* (Optional, should be ordered separately)

DGFHR/L-B-D..(R/L)

Reinforced Type Blades with Screw Clamping

DGFHR-B-D50L

W,
LL _ B
B1hi|
3 A
DGFHL-B-D50  DGFHR-B-D50 ‘ A2
<22
B1® W min® W max A A2 14 H2 h1 h4 Tmax-r D max® Insert
26.0 1.90 2.50 1.60 8.0 110.00 33.7 21.4 3.6 18.00 42.0 DG. 1.../DG. 2..
26.0 1.90 2.50 1.60 8.0 110.00 31.5 21.4 3.7 18.00 50.0 DG. 1.../DG. 2..
26.0 1.90 2.50 1.60 8.0 110.00 31.5 21.4 3.7 18.00 50.0 DG. 1.../DG. 2..
26.0 3.00 3.18 2.40 8.0 110.00 31.5 21.4 3.7 18.00 30.0 DG. 1.../DG. 3..
26.0 3.00 3.18 2.40 8.0 110.00 31.5 21.4 3.7 18.00 50.0 DG. 1.../DG. 3..
26.0 3.00 3.18 2.40 8.0 110.00 31.5 21.4 3.7 18.00 50.0 DG. 1.../DG. 3..

 Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user. ¢ DG..1.0 insert can be mounted into
pocket sizes 2 and 3. In that case the pocket width has to be modified

() For Traub machines, model TNC 30, TNM 28, TNS 26/30/42/112, TNA 300, TNK 260. (@ For Tornos Bechler, Emco 2000/20, 2000/26 machines.
@) Mounted on all ISCAR standard blocks. ® For DG: 1.0 insert - modify holder. ® The specified limit refers to the tool.

For inserts, see pages: DGN-LF/LFT (A66) « DGN-P (A68) » DGN-UT/UA (A68) » DGN-WP (AB9)  DGN-Z (A67) » DGN/DGNC/DGNM-C (A64)  DGN/DGNM-J/
JS/JT (AB5) ® DGR-Z/ZS (A67) * DGR/L-C DGRC/LC-C (AB4).

For holders, see pages: ® SGTBU/SGTBN (A88) .

Screw Key

SR M4X20DIN912 12.9 HW 3.0

Member IMC Group



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGFHL-26B-TR-D

Reinforced Type Blades with Screw Clamping for Traub and Index Machines

—37.8—
<A ‘ Dmax
/. )
il H2 31.5 DGFHL..B-..TR-D.. Y
DGFHL.B DGFHL.B A S4max 7 a5\
~TROR  TRD b -
Ai I &1
B W min W max A A2 I1 H2 h1 D maxi® Insert
26.0 1.00 1.50 1.20 7.9 110.00 27.9 21.4 20.0 DG. 1.../DG. 15..
26.0 1.90 ¥ 2.50 1.60 7.9 110.00 27.9 21.4 36.0 DG. 1.../DG. 2..
26.0 1.90 ¥ 2.50 1.60 7.9 110.00 27.9 21.4 36.0 DG. 1.../DG. 2..
260 3004 318 2.40 79 11000  27.9 21.4 36.0  DG.1../DG. 3.
26.0 3.00 ¥ 3.18 2.40 7.9 110.00 27.9 21.4 36.0 DG. 1.../DG. 3..

e Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user. ¢ DG..1.0 insert can be mounted into
pocket sizes 2 and 3. In that case the pocket width has to be modified

() Do not use DG.. 1.4 on this tool! @ Mounted on all ISCAR standard blocks. @ The specified limit refers to the tool. @ For DG: 1.0 insert - modify holder.

For inserts, see pages: DGN-LF/LFT (A66) * DGN-P (A68) » DGN-UT/UA (A68) » DGN-WP (AB9)  DGN-Z (A67) » DGN/DGNC/DGNM-C (A64)  DGN/DGNM-J/
JS/JT (AB5) ® DGR-Z/ZS (A67) ® DGR/L-C DGRC/LC-C (A64) » DGR/L-J/JS (AG).

/TOQ 11,0‘@
& < &

Screw Key Screw 1
SR M5X20-01172 HW 3.0

SR M5X20-01172 HW 3.0 SR 76-1637*
SR M4X20DIN912 12.9 HW 3.0

SR M5X20-01172 HW 3.0

SR M5X20-01172 HW 3.0 SR 76-1637*

* (Optional, should be ordered separately)

ISCAR



....oo .
P Y7/,
DOGrir » JETCUT
TWISTED 2-SIDED
DGTR/L-B-D-JHP-SL

Parting and Grooving, Short Head Tools with Channels for High Pressure Coolant, i
for CNC and Swiss Automatics “
G 1/8"-28
¢
ihe  Thiypxs)| 340
Bar Max
W i< 1
v ‘ _ Ly
. T P e v
A esh=t==a=] b
— A Left-hand shown
W min W max h b A I2 D max H2 ha 14
1.90 2.50 12.0 12.0 1.60 29.4 24.0 25.7 6.5 100.00
1.90 2.50 16.0 16.0 1.60 32.0 35.0 26.7 2.6 120.00
3.00 3.18 12.0 12.0 2.40 29.4 24.0 25.7 6.5 100.00
3.00 3.18 16.0 16.0 2.40 32.0 35.0 26.7 2.6 120.00

For inserts, see pages: DGN-LF/LFT (A66) » DGN-MF (A65) » DGN-P (A68)  DGN-UT/UA (A88) » DGN-WP (A69) » DGN-Z (A67) » DGN/DGNC/DGNM-C (A64)
« DGN/DGNM-J/JS/JT (A65) * DGR-P (A69)  DGR-WP (A70) » DGR-Z/ZS (A67) s DGR/L-C DGRC/LC-C (AB4)  DGR/L-JAJS (AG6).

Depth Capacity DGTR/L-B-D-JHP-SL
Depth of Cut as Function of Workpiece Diameter
(DGN/R/L-100... excluded)

—— O ——»

@Dmax
— — — — — — — — 24 26 27 28 30 32 36 42 52
- - - — — - - - 24 26 27 28 30 32 36 42 52
— — — 35 39 42 46 51 59 7 91 @ 230 1200 NL NL NL
— - — 65 70 75 80 90 100 120 140 @ 250 410 1200 NL NL
- - — 35 3 42 46 51 59 71 91 (130) 230 1200 NL NL NL
— — — 75 90 113 155 250 650 NL NL @ NL NL NL NL NL
56 62 71 83 102 134 200 400 NL NL NL m’ NL NL NL NL NL
50 55 60 67 75 8 100 115 140 200 350 @ NL NL NL NL NL
Depth T ——> 20 19 18 17 16 15 14 13 12 11 10 9 8 7 6 5 4
NL No Limit
Example:
For 9 mm depth of groove on a 75 mm workpiece diameter, six tools may be used.
Flow Rate vs. Pressure
70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
3-4 4-5 5-6
5-6 6-7 7-8

y

Y

/

Clamp Screw Key

Plug 1

Key

SR M5-24145 HW 5/32"
SR M5-24145 HW 2.5/5
SR M5-24145 HW 5/32"
SR M5-24145 HW 2.5/5

SR 5/16UNF TL360 HW 5/32"
SR 5/16UNF TL360 HW 5/32"
SR 5/16UNF TL360 HW 5/32"
SR 5/16UNF TL360 HW 5/32"

Member IMC Group



P Y. )/}
DO-Griir
TWISTED 2-SIDED
DGTR/L-B-D-SH
Parting and Grooving, Short Head Tools, for CNC and Swiss Automatics

DGTR/L..B-1.5D...
with DGN/R/L 1000 inserts

Zal/

_ v
=k 0.75 )
<A
Right-hand shown A Left-hand shown
Wmin W max h b A f I2 D max H2 hs4 I Insert
1.40 1.40 8.0 8.0 1.00 7.5 18.0 10.0 15.4 2.0 125.00 DG. 14..
1.40 1.40 10.0 10.0 1.00 9.5 18.0 20.0 13.7 - 120.00 DG. 14..

1.00 1.50 10.0 10.0 1.00 9.5 19.0 20.0 15.7 2.0 120.00 DG. 1.../DG. 15..
1.90 2.50 10.0 10.0 1.60 9.2 19.0 20.0 15.7 2.0 120.00 DG. 1.../DG. 2..

1.40 1.40 12.0 12.0 1.00 11.5 19.0 24.0 15.7 - 120.00 DG. 14..

1.00 1.50 12.0 12.0 1.00 1.4 19.0 24.0 15.7 - 120.00 DG. 1.../DG. 15..
1.90 2.50 12.0 12.0 1.60 11.2 19.0 24.0 15.7 - 120.00 DG. 1.../DG. 2..
1.90 2.50 12.0 12.0 1.60 11.2 19.0 24.0 15.7 - 85.00 DG. 1.../DG. 2..
3.00 3.18 12.0 12.0 2.40 10.8 19.0 24.0 15.7 - 120.00 DG. 3.../DG. 10..
1.00 1.50 16.0 16.0 1.20 15.4 19.5 25.4 19.7 - 120.00 DG. 1.../DG. 15..
1.90 2.50 16.0 16.0 1.60 15.2 19.5 25.4 19.7 - 120.00 DG. 1.../DG. 2..
3.00 3.18 16.0 16.0 2.40 14.8 19.5 25.4 19.7 - 120.00 DG.1.../DG. 3..

* DGN/R/L 1 mm inserts can also be mounted into pocket sizes 2 and 3.
() Do not use DG.. 1.4 on this tool!

For inserts, see pages: DGN-LF/LFT (A66) » DGN-P (A68) « DGN-UT/UA (A68) » DGN-WP (A69) » DGN-Z (A67) » DGN/DGNC/DGNM-C (A64)  DGN/DGNM-J/
JS/JT (AB5) ® DGR-P (AB9) « DGR-WP (A70) ® DGR-Z/ZS (A67) ® DGR/L-C DGRC/LC-C (AB4)  DGR/L-J/JS (AB6).

Depth Capacity DGTR/L-B-D
Depth of Cut as Function of Workpiece Diameter
(DGN/R/L-100... excluded)

O ———»

@Dmax
- - - - - - - - - - 20 23 26 32 45 76 NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
= - - — 32 35 37 41 47 55 69 93 150 400 NL NL NL
- - - 75 90 113 155 250 650 NL NL NL NL NL NL NL NL
- - - 75 90 113 155 250 650 NL NL NL NL NL NL NL NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
- - - 35 39 42 46 51 59 71 91 130 230 1200 NL NL NL
56 62 7 83 102 134 200 400 NL NL NL NL NL NL NL NL NL
56 62 71 83 102 134 200 400 NL NL NL l\ﬂ_ NL NL NL NL NL
Screw Key

SR 16-236 P T-15/5

ISCAR



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGTR/L-B/BC-D

Integral Shank Reinforced Parting and Grooving Tools

DGTL-BC-D o DGTL-B-D
v
h
§ v
4 N~ [
o The
y v 1
BN
) ‘<T>j Left-hand shown
Wmin W max h b A I I Tmax-rl2) f ha Coolant Insert
1.40 1.40 10.0 10.0 1.00 140.00 23.6 10.00 9.5 2.0 N DG. 14..
1.40 1.40 12.0 12.0 1.00 140.00 29.6 15.00 11.5 3.5 N DG. 14..
1.40 1.40 16.0 16.0 1.00 140.00 29.6 15.00 15.5 - N DG. 14..
1.90 2.50 10.0 10.0 1.60 140.00 29.6 15.00 9.2 6.6 N DG. 1.../DG. 2..
1.90 2.50 12.0 12.0 1.60 140.00 29.6 15.00 11.2 3.5 N DG. 1.../DG. 2..
1.90 2.50 16.0 16.0 1.60 140.00 30.6 16.00 15.2 - N DG. 1.../DG. 2..
3.00 3.18 12.0 12.0 240 140.00 29.6 15.00 10.8 3.5 N DG. 1.../DG. 3..
3.00 3.18 16.0 16.0 2.40 140.00 32.1 16.00 14.8 2.6 N DG. 1.../DG. 3..
3.00 3.18 16.0 16.0 240 140.00 3141 16.00 14.8 2.6 Y DG.C 3..

e Important: 1.4 mm width inserts should be used only on tools for 1.4 mm specific width tools.

2 and 3.

() Tools for inserts with coolant holes for high temperature alloys and stainless steel @ The specified limit refers to the tool.

For inserts, see pages: DGN-LF/LFT (A66) » DGN-P (A68) « DGN-UT/UA (A68) » DGN-WP (A69) » DGN-Z (A67) » DGN/DGNC/DGNM-C (A64) ® DGN/DGNM-J/
JS/JT (AB5) * DGR-P (AB9)  DGR-WP (A70) » DGR-Z/ZS (A67) » DGR/L-C DGRC/LC-C (A64) » DGR/L-J/JS (AB6).

V4

/

i

&

g

Ll

i

Screw

Key

Pipe Fitting Pipe Fitting 1 Cooling Tube Pipe Fitting 2

SR M5X12DIN912 12.9
SR M5X12DIN912 12.9
SR M5X12DIN912 12.9
SR M5X12DIN912 12.9
SR M5X12DIN912 12.9
SR M4X14DIN912 12.9
SR M5X12DIN912 12.9
SR M5X12DIN912 12.9
SR M5X12DIN912 12.9

HW 4.0
HW 4.0
HW 4.0
HW 4.0
HW 4.0
HW 3.0
HW 4.0
HW 4.0

HW 4.0 CGM 343* CF 343"

SGCU 341*

CGF 343"

* (Optional, should be ordered separately)

e DGN/R/L 1 mm inserts can also be mounted into pocket sizes

Member IMC Group



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGTR/L

Integral Shank Parting and Grooving Tools

l2
T <—|2->‘

v i i ] ﬁ B>y

h | | \G h J

P NPT

L * l max

b “ N ‘ tw

r‘ I | Right-hand shown
W min W max h b A I4 I2 ha D max Insert
1.90 2.50 10.0 10.0 1.80 150.00 29.0 6.6 35.0 DG. 1.../DG. 2..
1.90 2.50 12.0 12.0 1.80 150.00 29.0 6.6 35.0 (M DG. 1.../DG. 2..
1.90 2.50 16.0 16.0 1.80 150.00 29.0 2.6 35.0 (M DG. 1.../DG. 2..
3.00 3.18 12.0 12.0 2.50 150.00 29.0 6.6 35.0 (M DG. 1.../DG. 3..
3.00 3.18 16.0 16.0 2.50 150.00 29.0 6.6 35.0 (M DG. 1.../DG. 3..

e Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user. ¢ DG..1.0 insert can be mounted into

pocket sizes 2 and 3. In that case the pocket wi

idth has to be modified

() Dmax=43 mm when single-ended insert is used

For inserts, see pages: DGN-LF/LFT (A66) * DGN-MF (A65)  DGN/DGNC/DGNM-C (A64) ¢ DGR/L-C DGRC/LC-C (A64) » DGN/DGNM-J/JS/JT (A65)
DGR/L-J/JS (A66)  DGN-P (A68) » DGN-UT/UA (A68) » DGN-WP (AB9) » DGN-Z (A67) » DGR-P (AB9) » DGR-WP (A70) » DGR-Z/ZS (A7) * GRIP (A19)  GRIP

(full radius) (A20).

4

Extractor

EDG 33B*

EDG 33B*

EDG 33B*

EDG 33B*

EDG 33B*
* (Optional, should be ordered separately)

DGTR/L-B-D-TR
Reinforced Parting and Grooving Tools for Double-Ended DO-GRIP Inserts
DGTR/L..12B-1.5D... o —
with DGN/R/L 1000 inserts | 22 - *\r&
A v i
h\_|Se0 N Jn
I A Ey
e L7 A
- oImax=3 0.75 v \ Lﬁ
. 1 e ) o
A M 1 l1 JT Right -hand shown
W min© W max h b A Ao f 5 l2 L7 D max Ho ha Insert
140 1.40 120 120 1.00 23 11,5 9500 325 20.00 20.0 237 8.0 DG. 14..
1.00 150 12.0 120 1.20 23 11.3 9500 325 20.00 200 237 8.0 DG.1../DG.15.
1.00 150 12.0 120 1.20 23 11.3 95.00 325 20.00 20.0 23.7 8.0 DG.1../DG.15..

® Important: 1.4 mm width inserts should be used only on tools for 1.4 mm specific width !!

For inserts, see pages: DGN-P (A68) » DGN/DGNM-J/JS/JT (A65)  DGR-P (AB9) » DGR/L-J/JS (AB6).

S

&

b

Screw
SR 16-236

Key
P T-15/5

ISCAR

e For Traub machines, model TNL 12/7



/I WY 7 W_V.)/,.] A-.-
TANGGRIP » SUM 1il/
PARTING LINE HEAVY DUTY LINE
TGFH/R/L

Blades with Tangentially Oriented Pocket for Parting and Grooving, for TANG-GRIP
Single-Ended Inserts

TGFH...1.4/1.6
(/ | - 11 L
T —
", o) % i
s hy B
1 Dmax N z X aubmimininind )\
TGFH..K f Em_m=%=_ 150
B W min W max A l1 L3 h1 D max Coolant Insert

19.0 1.40 1.40 1.05 @ 86.00 9.60 15.7 30.0 N TAG 1.4
19.0 1.60 1.60 1.30 @ 86.00 11.00 15.7 32.0 32.0 TAG 1.6
19.0 1.80 2.40 1.65 86.00 - 15.7 38.0 38.0 TAG 2
26.0 1.40 1.40 1.05 @ 110.00 8.30 21.4 29.0 29.0 TAG 1.4
26.0 1.60 1.60 1.30 @ 110.00 10.00 21.4 35.0 35.0 TAG 1.6
26.0 1.80 2.40 1.65 110.00 - 21.4 50.0 50.0 TAG 2
26.0 2.80 3.50 2.50 110.00 - 21.4 75.0 75.0 TAG 3
26.0 2.80 3.50 2.50 110.00 - 21.4 75.0 Y TAG 3
26.0 3.70 4.50 3.40 110.00 - 21.4 80.0 80.0 TAG 4
26.0 4.70 5.50 4.00 150.00 - 21.4 80.0 80.0 TAG 5

) With coolant holes, recommended coolant pressure: 10 bar min, cooling tube SGCU 341 should be ordered separately. @ Thickness beyond the D.O.C. area is
2.50 mm ®@ Thickness beyond the D.O.C. area is 1.60 mm

For inserts, see pages: TAG N-A (A74) e TAG N-C/W/M (A73)
* TAG R/L-J/JS (A76) .

For holders, see pages: ® SGTBU/SGTBN (A88) .

o TAG N-J/JS/JT (A75) » TAG N-LF (A76) o TAG N-MF (A73) ® TAG N-UT (A74) » TAG R/L-C (A75)

L b

Extractor
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 2*
ETG 3-4*
ETG 3-4-SH* SGC 340
ETG 3-4*
ETG 5-7*

* (Optional, should be ordered separately)

Sealing Screw

Member IMC Group



1ANG-Gri~
PARTING LINE
TGFH-S
Single-Sided Blades for TANG-GRIP Parting and Grooving Inserts
TGFH 19-2S TGFH |19-38
e——

1

B W min W max A 14 h1 H2 hs I2 Trmax-r D max
19.0 1.80 2.40 1.65 32.00 15.7 19.0 - - 12.00 36.0
19.0 2.80 3.50 2.50 32.00 15.7 22.0 3.0 15.5 16.00 40.0

® For Dmax and Tmax drawing see SGBHRY/L holder.

For inserts, see pages: TAG N-A (A74) e TAG N-C/W/M (A73) o TAG N-J/JS/JT (A75) o TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) ¢ TAG R/L-C (A75)

o TAG R/L-J/JS (A76).

s

Extractor

ETG 2*

ETG 3-4-SH*
* (Optional, should be ordered separately)

TGFHR/L

Single- and Double-Ended Parting and Grooving Reinforced Blades for TANG-GRIP

Tangentially Clamped Inserts

TGFHR 32... — TGFHR 26...

[ |4 >

Right-hand shown

B1 W min W max A A2 14 h1 D max
26.0 1.80 2.40 1.65 7.9 110.50 21.4 43.0
26.0 2.80 3.50 2.50 7.9 110.50 21.4 43.0
26.0 1.80 2.40 1.65 7.9 110.50 21.4 46.0
26.0 2.80 3.50 2.50 7.9 110.50 21.4 46.0

For inserts, see pages: TAG N-A (A74) ® TAG N-C/W/M (A73) ® TAG N-J/JS/JT (A75) ® TAG N-LF (A76) ® TAG N-MF (A73)  TAG N-UT (A74) » TAG R/L-C (A75)

* TAG R/L-J/JS (A76).
For holders, see pages: ® SGTBU/SGTBN (A88) .

v

Extractor

ETG 2*

ETG 3-4-SH*

ETG 2*

ETG 3-4-SH*
* (Optional, should be ordered separately)

ISCAR



maNG-GrRiPI()
350 LINE

TGTR/L-2T..SH-L120
Integral Shank, Short-Head TANG-GRIP Parting and Grooving Toolholder

T Dmax
- 11 - .
v [ ¥
h ) ‘ ‘\‘ijf i
r —_ = - *
had el W TGTR/L 10
r I T
b ‘ N \
I HM J M Right-hand shown
W Wmn Wmx h h1 b A I I hs  Tmexr Dmad?

TGTR/L 1010-2T10SH-L120-1Q jeXl] 1.80 2.50 10.0 10.1 10.0 1.65 120.00 15.0 5.0 10.00 26.0

2.00 1.80 2.50 12.0 121 12.0 1.65 120.00 15.0 3.0 15.00 30.0
TGTR/L 1616-2T18SH-L120-1Q X 1.80 2.50 16.0 16.1 16.0 1.65 120.00 o - 18.00 36.0

() For parting

For inserts, see pages: TAG N-A (A74) » TAG N-C/W/M (A73) o TAG N-J/JS/JT (A75) » TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) ¢ TAG R/L-C (A75)
o TAG R/L-J/JS (A76).

Spare Parts %
Designation Extractor

* (Optional, should be ordered separately)

Q Member I Group
Y| AS55
1 | [




manNG-GrRielID

350 LINE

TGTR/L-IQ

Integral Shank, TANG-GRIP Parting and Grooving Toolholder

Dmax T

I

AN -
\ h ﬁ\ / warieazl]) h H2 /
N L Y
ey I
W 3 =< Tha
A v
A :l b Left-hand shown
A
W min W max h b A I4 Ho Ls ha D max Insert
1.40 1.45 10.0 10.0 1.05 140.00 15.0 15.50 5.0 20.0 TAG 1.4
1.40 1.45 12.0 12.0 1.05 140.00 12.0 16.00 3.0 30.0 TAG 1.4
1.40 1.45 16.0 16.0 1.05 140.00 16.0 16.00 - 30.0 TAG 1.4
1.60 1.64 10.0 10.0 1.30 120.00 - 16.00 5.0 28.0 TAG 1.6
1.60 1.64 12.0 12.0 1.30 120.00 - 16.00 3.0 32.0 TAG 1.6
1.60 1.64 16.0 16.0 1.30 120.00 - 16.00 - 35.0 TAG 1.6
1.80 2.40 10.0 10.0 1.65 150.00 15.0 15.50 5.0 28.0 TAG 2
1.80 2.40 12.0 12.0 1.65 150.00 15.0 17.00 3.0 32.0 TAG 2
1.80 2.50 16.0 12.0 1.65 120.00 16.0 16.00 - 35.0 TAG 2
1.80 2.40 16.0 16.0 1.65 150.00 16.0 16.00 - 35.0 TAG 2
2.80 3.50 12.0 12.0 2.50 150.00 19.0 19.00 7.0 32.0 TAG 3
2.80 3.50 16.0 12.0 2.50 120.00 19.0 19.00 3.0 35.0 TAG 3
2.80 3.50 16.0 16.0 2.50 150.00 19.0 19.00 3.0 35.0 TAG 3

For inserts, see pages: TAG N-A (A74) ® TAG N-C/W/M (A73) o TAG N-J/JS/JT (A75) e TAG N-LF (A76) ® TAG N-MF (A73) ® TAG N-UT (A74) » TAG R/L-C (A75)

* TAG R/L-J/JS (A76) .

&

Extractor
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 2*

ETG 2*

ETG 2*

ETG 2*

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

* Optional, should be ordered separately

ISCAR



@000
TANGGRIP o JETCUT

PARTING LINE

TGTR/L-JHP
Parting and Grooving Toolholders for TANG-GRIP Inserts, i
with Channels for High Pressure Coolant XX
< I2
Drec @ , v K
r‘] . /'45""”’@:4[1( 7777777777 h H2
L fir " = - - i J 140
L &1 1 ; ’J A Bar Max
————————— PE U Y —
w ==t °
Th (Inlet ports)
Left-hand shown
Wmin W max h b A 5 H2 I2 ha Th Dmax Insert

1.80 2.50 10.0 10.0 1.72 100.00 19.5 18.5 5.0 UNF 5/16-24 24.0 TAG 2
1.80 2.50 12.0 12.0 1.72 100.00 19.5 18.5 3.0 UNF 5/16-24 24.0 TAG 2
1.80 2.50 16.0 16.0 1.72 120.00 21.5 25.5 UNF 5/16-24 35.0 TAG 2
2.80 3.50 16.0 16.0 2,50 120.00 24.5 25.5 3.0 UNF 5/16-24 35.0 TAG 3

For inserts, see pages: TAG N-A (A74) ® TAG N-C/W/M (A73) ¢ TAG N-J/JS/JT (A75) » TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) » TAG R/L-C (A75)
o TAG R/L-J/JS (A76).

Flow Rate vs. Pressure

70 bar 100 bar 140 bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
2-4 4-6 6-8
7-9 9-11 11-13

V4 D
A \© /
\

Extractor  Plug 1 Plug Key

ETG 2-SH-T* ETG 2-SH-T* HW 5/32"
ETG 2-SH-T* HW 5/32"
ETG 2* HW 5/32"
ETG 3-4-SH* HW 5/32"

* (Optional, should be ordered separately)

Member IMC Group



wanNG-GrRiPlID

350 LINE
TGTR/L-D
Integral Shank TANG-GRIP Parting and Grooving Toolholders with Reinforced Blades,
Mainly for Sub-Spindle Machines
11 1
¥ Y Dmax ¥
h ¥ ° b h
r ha : .,j Dimax
P P LTl
L
' . Yy vy
b | [P tw 1
' Iy Right-hand shown
W W min W max h b A Ai l1 I2 f ha D max D1 max Ls

2,00 1.80 240 16.0 16.0 165 3.50 12500 40.0 152 140 52.0 65.0 6.00
3.00 280 3.50 16.0 16.0 250 3.50 12500 40.0 148 140 52.0 65.0 6.00

For inserts, see pages: TAG N-A (A74) » TAG N-G/W/M (A73) » TAG N-J/JS/JT (A75) » TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) » TAG
R/L-C (A75) s TAG R/L-J/JS (A76).

Depth Capacity TGTR/L-D
Table determining depth of cut as function of workpiece diameter

v
T[]
N
D B |
L 3 !
N
Tmax
20 25 19 16 15 13 1 10 9 8
20 25 20 17 15 13 11 10 9 8
D > 40 50 60 70 80 100 120 150 200 300

Extractor

ETG 2*

ETG 3-4-SH*
* (Optional, should be ordered separately)

ISCAR



TANG~Grir~

PARTING LINE

TGFHL-TR

TANG-GRIP Reinforced Blades for Traub and Index Machines, for TANG-GRIP

Tangentially Clamped Inserts

. A
W } m W_hﬁ B1
; vy
Dmax / __ i
54 ...TR-D36R TR-D36
vy
W 3.5
A
[
B+ W min W max A I h D max Insert
26.0 1.80 2.40 1.65 110.00 21.4 36.0 TAG 2
26.0 1.80 2.40 1.65 110.00 21.4 36.0 TAG 2
26.0 2.80 3.50 2.50 110.00 21.4 36.0 TAG 3
26.0 2.80 3.50 2.50 110.00 21.4 36.0 TAG 3

For inserts, see pages: TAG N-A (A74) e TAG N-C/W/M (A73) e TAG N-J/JS/JT (A75) » TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) » TAG R/L-C (A75)

® TAG R/L-J/JS (A76).
For holders, see pages: ® SGTBU/SGTBN (A88) .

Spare Parts /
ETG 2*
ETG 2*
TGFHE26:3TR=DS6NN 3 [k *R-TTY
ETG 3-4-SH*

* (Optional, should be ordered separately)




DO-Grir

TWISTED 2-SIDED

DGN/DGNC/DGNM-C

Double-Sided Parting Insert, for Parting and Grooving of Bars, Hard Materials and i
Tough Applications “
+0.1 € I} ‘ -j
" I Ref.—>
w B
'S
C DGN DGNM DGNC o
. . Recommended
Dimensions Tough <—> Hard Machining Data
© o
2lg(8(3/s|18/8/8/8|5/58]¢g
w N | DX || |w | O[]0 ||| f groove
W tol® R Tmaxr IRef.| Q| Q| QO[O | Q| O O[O |O|OC|0OC| QO (mm/rev)
2.00 0.03 0.20 18.00 19.9 [ ] [ ] [ [ ] ([ ] [ ] [ ] [ ] 0.05-0.16
220 0.03 0.20 18.00 19.8 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] 0.05-0.16
250 0.03 0.20 18.00 20.7 [ ] 0.08-0.20
3.10 0.04 0.20 18.00 20.1 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] 0.10-0.25
3.10 0.04 0.20 18.00 21.0 [ ] 0.10-0.25
3.18 0.04 0.20 -@ 20.4 [ ] [ ] [ 0.10-0.25
400 004 030 -® 188 | e | @ | @ | @ o (o | o |0 o ° 0.10-0.30
4.00 0.04 0.30 - @ 19.0 [} [} 0.10-0.30
® Feed values for grade 1C20 should be decreased by 50%
() Inserts with coolant holes, recommended coolant pressure 10 bar minimum (@ Single-ended insert. @) No depth limit
For tools, see pages: ® DGFH (A18) ® DGFHL-26B-TR-D (A52)  DGFHR/L (A51)  DGFHR/L-B-D..(R/L) (A51) ® DGTR/L (A56)
* DGTR/L-B-D-JHP-SL (A53) ® DGTR/L-B-D-SH (A54) e DGTR/L-B/BC-D (A55) ® HELIR/L (A19)
DGR/L-C DGRC/LC-C
Double-Sided Parting Insert, for Parting Bars, Hard Materials and Tough Applications
b ¥ DGRILC
. . Recommended
Dimensions Tough <— Hard Machining Data
©
o |lo | N| x| o[
JllIIBISIS|H f groove
w R Trmax-r fa® | Ref. ®) S] o S] S O o (mm/rev)
2.20 0.20 18.00 6.0 20.8 [ [ ] [ ] [ ] [ ] [ [ ] 0.04-0.12
3.10 0.20 18.00 15.0 21.0 [ ] [ ] [ ] 0.08-0.14
3.10 0.20 18.00 6.0 21.0 [ ] [ ] [ ] [ ] ([ ] [ ] [ ] 0.08-0.18
3.10 0.20 18.00 6.0 21.0 [ ] [ ] 0.08-0.18
3.10 0.20 18.00 8.0 21.1 ([ ] [ ] 0.05-0.15
4.00 0.30 - 4.0 18.9 [ ] [ ] [ ) [ ] 0.08-0.20
4.00 0.30 - 4.0 19.0 [ ] [ 0.08-0.20

* Feed values for grade 1C20 should be decreased by 50%
() Inserts with coolant holes, recommended coolant pressure 10 bar minimum @ No depth limit

For tools, see pages: ® DGFH (A18) ® DGFHL-26B-TR-D (A52)  DGFHR/L (A51) ¢ DGFHR/L-B-D..(R/L) (A51) » DGTR/L (A56)
 DGTR/L-B-D-JHP-SL (A53) » DGTR/L-B-D-SH (A54)  DGTR/L-B/BC-D (A55) ® HELIR/L (A19).

ISCAR



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGN-MF

Parting and Grooving Double-Sided Insert, for Soft and Hard Materials, Medium Feed “ i
+0.1
7° j
-
R
LAY
v EpE—g
| Ref. ! e
i . Recommended
Dimensions Tough <—> Hard Machining Data
o
o o (<]
B8 B f groove
W=o0.04 R Trmax-r | Ref. o O o (mm/rev)
2.00 0.20 18.00 19.9 ° ° ° 0.04-0.12
3.00 0.20 18.00 20.1 ° 0.06-0.18
3.00 0.20 18.00 20.1 ° ° ° 0.06-0.18
For tools, see pages: DGFH (A18) » DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53).
DGN/DGNM-J/JS/JT
Double-Sided Parting and Grooving Insert for Soft Materials, Parting of Tubes, Small v
Diameters and Thin-Walled Parts “
+0.1 DGN 1002 DGNM j
§ > @ A0 T |
R IRef
L © 4" - leax»r
W = =T E} 3
J i -~
Dimensions Tough <> Hard ;Zi?,ﬁir:zn;:ti
o] o
I8 |3|2|8|8|8|5|8]|¢
w ||| |O|®|d| ||| f groove
W tol® R Traxr IRef.| Q | Q | Q| Q| Q| Q| O | OO | Q| O | (mmlev)
1.00 0.02 0.16 3.00 21.0 [} ° [ ) 0.02-0.07
140 003 016 1500 158 | ® | @ | @ | @ o | o | o 0.03-0.12
1.50 0.03 0.16 18.00 20.9 [} [} () 0.03-0.12
200 0.03 020 18.00 1938 ° 0.04-0.14
220 003 002 18.00 19.4 ° 0.03-0.08
220 003 020 1800 19.8 o | o | 0o | @ oo | @ 0.04-0.12
220 003 020 18.00 19.8 ° ° ° 0.04-0.14
310 004 002 1800 197 | ® ° 0.03-0.10
310 004 020 18.00 20.1 o | o | o | 0|0 0 o ° 0.04-0.16
310 0.04 020 18.00 20.1 ° ° ° ° 0.05-0.18
318 004 020 18.00 21.0 ° 0.04-0.16
318 0.04  0.20 -@ 203 | o ° ° 0.04-0.16
4.00 0.04 0.30 - @ 189 | ® o ° o o ° o ° ° 0.05-0.18
400 004 0.30 -@ 18.9 ° 0.05-0.18

e JT chipformer has the basic positive configuration of the J-type and a reinforced negative frontal edge. Most suitable for soft materials at low to medium feeds. e
() Sharp corners @ Single-ended insert. @) No depth limit
For tools, see pages: ® DGFH (A18) ¢ DGFHL-26B-TR-D (A52) ® DGFHR/L (A51) ® DGFHR/L-B-D..(R/L) (A51) ® DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53)
DGTR/L-B-D-SH (A54) ¢ DGTR/L-B-D-TR (A56) ® DGTR/L-B/BC-D (A55) ® HELIR/L (A19)

Member IMC Group



P Y.7/ .
DO-GRir
TWISTED 2-SIDED

DGR/L-J/JS
Double-Sided Parting Insert for Soft Materials, Parting of Tubes,

Small Diameters and Thin-Walled Parts
£0.1¢Ty 1 DGR/L 1001

. . Recommended
Dimensions Tough <> Hard Machining Data
o ol X |<v|o|o|w
S 8(2|8|8|8|8|8| fooowe
w R Trmax-r fa® | Ref. ®] O ©] O S S O S] (mm/rev)
1.00 0.07 3.00 8.0 21.0 [} [} [} (] 0.02-0.06
1.40 0.02 15.00 15.0 15.4 [ ] [ ] [ ] [ ] 0.03-0.07
1.40 0.16 15.00 8.0 15.8 [} ® [} [} [} 0.03-0.08
1.50 0.05 18.00 8.0 20.9 [} [} [} 0.03-0.08
2.20 0.02 18.00 15.0 20.4 ([ ] [ ] [ ] (] [ ] 0.03-0.07
2.20 0.02 18.00 6.0 20.4 [} ® [} [} ® 0.03-0.08
2.20 0.20 18.00 6.0 21.0 [} [} [} [} [} [} 0.03-0.10
2.20 0.20 18.00 15.0 21.0 [ ] [ ] [ ] 0.03-0.08
3.10 0.02 18.00 15.0 20.6 [} ® [} [} [ ] (] 0.03-0.07
3.10 0.02 18.00 6.0 20.6 [} (] [} [ ) ® 0.03-0.08
3.10 0.20 18.00 15.0 21.0 ([ ] [ ] [ ] ([ ] 0.04-0.10
3.10 0.20 18.00 6.0 21.0 [} ® [} [} ® [} 0.04-0.14
4.00 0.00 - @ 15.0 18.4 [} 0.04-0.10
4.00 0.30 - 4.0 18.9 e | o |0 o e | o | o 0.04-0.15
) Sharp corners @ No depth limit.
For tools, see pages: ® DGFH (A18) ¢ DGFHL-26B-TR-D (A52) ¢ DGFHR/L (A51) ¢ DGTR/L (A56) * DGTR/L-B-D-JHP-SL (A53)
* DGTR/L-B-D-SH (A54) ¢ DGTR/L-B-D-TR (A56) ® DGTR/L-B/BC-D (A55) » HELIR/L (A19).
DGN-LF/LFT
Double-Sided Parting and Grooving Insert for Stainless Steel “ 7
-
Dimensions Tough <—> Hard sﬁiﬁﬂmgng:ti
o|w |8 | ®| o
SIS I SIS S f groove
w W tol® R Tmaxcr | Ref. Q|0 | Q9| 9 (mm/rev)
2.00 0.03 0.20 18.00 19.8 [} [} () 0.03-0.08
2.20 0.03 0.20 18.00 19.8 [} [} [} 0.03-0.08
3.10 0.04 0.20 18.00 201 [ ] [ ] [ ] [ ] [ ] 0.04-0.10
3.10 0.04 0.20 18.00 211 [J [J 0.04-0.12

* The LFT chipformer features basically the same design as the LF chipformer, except that it was reinforced by a T-land to improve its durability in interrupted-cut or
on hard materials applications. It can be applied at higher feed than the LF chipformer.

For tools, see pages: ® DGFHL-26B-TR-D (A52)  DGFHR/L (A51) ¢ DGFHR/L-B-D..(R/L) (A51) » DGTR/L (A56) » DGTR/L-B-D-JHP-SL (A53) » DGTR/L-B-D-SH
(A54) » DGTR/L-B/BC-D (A55).

ISCAR



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGN-Z

Double-Sided Insert for Parting of Tubes, Thin-Walled and Small Parts “ i
t0.1€1>:1 j
R -
Ne | Ref—»
W
Z i -
i . Recommended
Dimensions Tough <—> Hard Machining Data
© ©
4 &3 f groove
W=o0.03 Tmax-r R | Ref. [} &) (mm/rev)
2.00 18.00 0.20 20.9 [} ® 0.03-0.12
3.00 18.00 0.20 20.9 [ ] [ ) 0.03-0.16

For tools, see pages: ® DGFH (A18) ® DGFHL-26B-TR-D (A52) ® DGFHR/L (A51) ® DGFHR/L-B-D..(R/L) (A51) ® DGTR/L (A56) ®* DGTR/L-B-D-JHP-SL (A53)

DGTR/L-B-D-SH (A54) ¢ DGTR/L-B/BC-D (A55).

DGR-Z/ZS

Double-Sided Parting Insert, Very Positive Rake for Parting of Tubes,

y =

Thin-Walled and Small Parts

fa:{ = W
zZ ~— | Ref.
Dimensions Re°°T“f“e”ded
Machining Data
©
=1 f groove
w R | Ref. Trmax-r fa® ®) (mm/rev)
2.00 0.02 20.4 18.00 15.0 [} 0.03-0.07
2.00 0.02 20.4 18.00 6.0 [ 0.03-0.08
2.00 0.20 20.4 18.00 15.0 ® 0.03-0.10
2.00 0.20 20.9 18.00 6.0 ® 0.03-0.10
3.00 0.02 20.4 18.00 15.0 ° 0.03-0.10
3.00 0.02 20.4 18.00 6.0 ® 0.03-0.12
3.00 0.20 20.9 18.00 6.0 [J 0.03-0.14

() Sharp corners

For tools, see pages: DGFH (A17)  DGFHL-26B-TR-D (A52) ® DGFHR/L (A51) ¢ DGFHR/L-B-D..(R/L) (A51)  DGTR/L (A56) ¢ DGTR/L-B-D-JHP-SL (A53)
DGTR/L-B-D-SH (A54) » DGTR/L-B/BC-D (A55) » HELIR/L (A18).

Member IMC Group



DO-Grir

TWISTED 2-SIDED

DGN-UT/UA
Parting and Grooving Double-Sided Insert, for Low Feeds on Cr-Ni Alloys, Low i
Carbon Steel and Ductile Materials “
10.1@ 1 j
A |
w
e IRef— }
-
i . Recommended
Dimensions Tough <—> Hard Machining Data
[eo]
[ee) (2] < o <) [o]
N3 /8|8|R f groove
W W tolt) R Trmaxr IRef. | O | O | Q| Q| Q| OO (mm/rev)
2.20 0.03 0.20 18.00 19.9 oo e 0.04-0.13
2.20 0.03 0.20 18.00 19.6 ° ° 0.03-0.11
3.00 0.03 0.25 18.00 20.5 o | o | o ° ° 0.04-0.15
3.00 0.03 0.25 18.00 20.5 o | o 0.04-0.13
4.00 0.04 0.30 - 19.4 0.05-0.16
4.00 0.04 0.30 - 19.3 . . o | o 0.04-0.15

() No depth limit

For tools, see pages: * DGFH (A18) » DGFHL-26B-TR-D (A52) » DGFHR/L (A51) « DGFHR/L-B-D..(R/L) (A51) » DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53)

DGTR/L-B-D-SH (A54) » DGTR/L-B/BC-D (A55)  HELIR/L (A19)

DGN-P

Parting and Grooving Double-Sided Insert, for Soft Materials, Thin and Miniature Parts KX i
DGN 1000
o j
-
(e
RN
b iR -~
D Recommended
Machining Data
©
3 f groove
W=0.02 R | Ref. Trmax-r o (mm/rev)
1.00 0.05 20.0 3.00 ° 0.02-0.05
1.50 0.05 20.0 18.00 ° 0.02-0.07
2.00 0.05 20.0 18.00 ° 0.02-0.08
3.00 0.05 20.0 18.00 ° 0.02-0.10

For tools, see pages: ® DGFH (A18) » DGFHL-26B-TR-D (A52) » DGFHR/L (A51) ® DGFHR/L-B-D..(R/L) (A51) ® DGTR/L (A56)  DGTR/L-B-D-JHP-SL (A53)

DGTR/L-B-D-SH (A54) e DGTR/L-B-D-TR (A56) ® DGTR/L-B/BC-D (A55).

ISCAR



P Y. )/}
DO-Griir
TWISTED 2-SIDED
DGR-P
Double-Sided Parting Insert, for Soft Materials, Thin and Miniature Parts

+0.1 | DGR 1000
. e
== Y
" K= 1 j‘?\ ——=—
a
P ﬂ “ | Tmexr
Dimensions Recommended
Machining Data
©
2 f groove
w R | Tmax-r fa® O (mm/rev)
1.00 0.05 20.00 3.00 15.0 [} 0.02-0.03
1.00 0.05 20.00 3.00 6.0 [ ] 0.02-0.04
1.50 0.05 20.00 18.00 15.0 [} 0.02-0.04
1.50 0.05 20.00 18.00 6.0 [ ] 0.02-0.05
2.00 0.05 20.00 18.00 15.0 [ ] 0.02-0.05
2.00 0.05 20.00 18.00 6.0 [ ] 0.02-0.07

For tools, see pages: ® DGFH (A18) e DGFHR/L (A51) » DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53) ® DGTR/L-B-D-SH (A54) « DGTR/L-B-D-TR (A56) *

DGTR/L-B/BC-D (A55).

DGN-WP
Parting and Grooving, Double-Sided Insert. Wiper Design
for High Flatness and Surface Finish

+0.1 §|H
il ! =] =
& oo [
I H | Ref
-
R 1
e — |
WP w
DI Recommended
Machining Data
©
S f groove
W=0.02 R Trmax-r | [©) (mm/rev)
1.90 0.05 6.00 19.70 [ ] 0.04-0.12
2.39 0.05 6.00 20.40 (] 0.05-0.14

For tools, see pages: ® DGFH (A18) » DGFHL-26B-TR-D (A52) » DGFHR/L (A51) » DGFHR/L-B-D..(R/L) (A51) * DGTR/L (A56) » DGTR/L-B-D-JHP-SL (A53)

DGTR/L-B-D-SH (A54) « DGTR/L-B/BC-D (A55).

Member IMC Group



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGR-WP

Double-Sided Parting Insert, Wiper Design for High Flatness and Surface Finish

WP

Dimensions Recor.n.mended
Machining Data
8 f

& groove
w R Trmax-r | fa°® O (mm/rev)
1.90 0.05 6.00 19.70 12.0 [ 0.04-0.10
1.90 0.05 6.00 19.70 5.0 [ ] 0.04-0.10
2.39 0.05 6.00 20.40 12.0 (] 0.04-0.10
2.39 0.05 6.00 20.40 5.0 [ ] 0.04-0.12

For tools, see pages: * DGFH (A18) » DGFHR/L (A51)  DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53)  DGTR/L-B-D-SH (A54) » DGTR/L-B/BC-D (A55).

HGN-C

Parting and Grooving Insert, for Parting Bars, Hard Materials and Tough Applications “ i
+0.1 {]:3 1 j
; -
& | Ref
- |- —
= g IRe
4 W
C A -~
. . Recommended
Dimensions Tough <— Hard Machining Data
o] 8 g © [o0]
R AR AR R f groove
\Wz0.05 R | Ol OO |00 | O (mm/rev)
3.00 0.30 15.80 IR 0.08-0.20

* No depth limit
For tools, see pages: ® HELIR/L (A19) ® HGFH (A18) ¢ HGHR/L-3 (B128)

ISCAR



VoY 1/,
DO-GRir
TWISTED 2-SIDED

HGR/L-C
Parting Inserts for Parting Bars, Hard Materials and Tough Applications

i P

R
o - R
| faéﬁ\,
L
wEE=TT L
: 'y
i . Recommended
Dimensions Tough <—> Hard Machining Data
© o
& & f groove
w R | fa° ©] $] (mm/rev)
3.00 0.30 15.60 6.0 [ 0.06-0.16
3.00 0.30 15.60 6.0 [ [ 0.06-0.16

* No depth limit
For tools, see pages: ® HGFH (A18).

HGN-J

Parting and Grooving Insert for Soft Materials, Parting of Tubes, 7
Small Diameters and Thin-Walled Parts “
+0.1 gi}j —j]
é b
R | Ref
y = Re
W
J ! -«
. . Recommended
Dimensions Tough <— Hard Machining Data
21838
S 3 3 3 f groove
\\/20.05 R | (] ] ] ©) (mm/rev)
3.00 0.20 16.10 IR 0.04-0.15

* No depth limit
For tools, see pages: ® HELIR/L (A19) ¢ HGFH (A18) ¢ HGHR/L-3 (B128)

Member IMC Group

\.
4 11 []



V. v.Y/. )
DO-Grir
TWISTED 2-SIDED
HGR/L-J/JS
Parting Double-Sided Insert for Soft Materials, Parting of Tubes,
Small Diameters and Thin-Walled Parts

P =
|
¥ R

L
J s a==<!

. . Recommended
Dimensions Tough <— Hard Machining Data
© =} <
SIS f groove
w R | fa° O | Q| Q (mm/rev)
3.00 0.02 15.20 15.0 [ 0.03-0.07
3.00 0.20 15.70 6.0 ® 0.04-0.12
3.00 0.20 15.70 6.0 [ J [J [ ] 0.04-0.12
* No depth limit
() Sharp corners
For tools, see pages: ® HGFH (A18).
HGN-UT
Parting and Grooving Double-Sided Insert, for Low Feeds i
on Cr-Ni Alloys and Low Carbon Steel “
+0.1 (]):1 j
R -
Foy
s o
e | Ref—s *
P
i . Recommended
Dimensions Tough <— Hard Machining Data
© <
S 3 f groove
\\/20.05 R | o o (mm/rev)
3.00 0.30 15.80 [J [J 0.04-0.13

* No depth limit
For tools, see pages: ® HELIR/L (A19) ® HGFH (A18) ¢ HGHR/L-3 (B128)

ISCAR



IANG-GIrir~

PARTING LINE

TAG N-C/W/M

Parting Grooving and Slitting Single-Ended Inserts for Parting Bars,
Hard Materials and Tough Applications

%

W

v

w

Dimensions Tough <— Hard Szzﬂmmgng:ti
o © S © © P4 ~

Bl ||| 8|88 f groove
w W tolt R=0.04 O|lo|]Q|]9Q|Q|9Q]| Q|9 (mm/rev)
1.40 0.05 0.16 [} 0.04-0.10
1.60 0.05 0.16 [} ® 0.04-0.14
2.00 0.05 0.20 [ ° [ ] [ ° 0.05-0.16
2.40 0.04 0.16 [ ] [ ] 0.06-0.18
3.00 0.05 0.35 [ ] ® 0.12-0.30
3.05 0.05 0.20 ° [} [} [} [} [ ) [} [} 0.10-0.25
3.05 0.05 0.20 ° [} 0.06-0.18
3.05 0.05 0.20 [} [} 0.10-0.25
4.00 0.05 0.24 (] [ ] [ ] [ ] ([ ] [ ] [ ] 0.10-0.30
4.00 0.05 0.40 ° [} 0.10-0.33
4.00 0.05 0.24 ° [} 0.06-0.20
4.00 0.05 0.24 [ ] [ ] 0.10-0.30
4.80 0.05 0.30 [ ] ® 0.10-0.35
5.05 0.05 0.25 [ ] [ ] [ ] 0.10-0.35

e Feed values for grade IC20 should be decreased by 50%
™) Larger corner radii for interrupted cut and high feed applications. @ Similar to C-type, but with a modified edge. Improved chip control at medium feeds.

For tools, see pages: ® TGFH-MB (A50) e TGFH-S (A58) » TGFH/R/L (A57) ® TGFHL-TR (A63) » TGFHR/L (A58) » TGTR/L-2T..SH-L120 (A59) ® TGTR/L-D (A62)
o TGTR/L-IQ (ABO) » TGTR/L-JHP (A61).

TAG N-MF

Parting Grooving and Slitting Single-Ended Inserts for Stainless and Alloy Steel at
Medium Feed Applications

%

. . Recommended
Dimensions Tough <> Hard Machining Data
=3
o | 9| @
SRS f groove
w W tol R=0.03 Ol Q | © (mm/rev)
2.00 0.20 o [ (] 0.04-0.12
3.00 0.20 (] (] (] 0.06-0.18
4.00 0.25 o [ 0.07-0.22

For tools, see pages: ® TGFH-MB (A50) ® TGFH-S (A58) » TGFH/R/L (A57) » TGFHL-TR (A63) » TGFHR/L (A58) ® TGTR/L-2T..SH-L120 (A59)  TGTR/L-D (A62)
o TGTR/L-IQ (ABO) * TGTR/L-JHP (A61).

Member IMC Group



IANG-GIrir~

PARTING LINE
TAG N-UT

Parting Grooving and Slitting Single-Sided Inserts, for Low Feeds on Cr-Ni Alloys,

Ductile Materials & Low Carbon Steel

W%

- W -
R XX v
/ a
; 1
ut U
Dimensions Tough <— Hard Recommeng:tda Machining

o | ® | ©
SRR ES f groove
\Wz0.04 Rz0.04 o O o (mm/rev)
2.00 0.20 ° ° ° 0.03-0.10
3.00 0.30 [ ] ® 0.04-0.12
4.00 0.30 ° 0.05-0.15
5.00 0.30 ® 0.05-0.18

For tools, see pages: ®» TGFH-MB (A50) » TGFH-S (A58) » TGFH/R/L (A57) » TGFHL-TR (AB3) » TGFHR/L (A58) ® TGTR/L-2T..SH-L120 (A59)  TGTR/L-D (A62)

* TGTR/L-IQ (ABO) ® TGTR/L-JHP (A61).

TAG N-A

Parting Grooving and Slitting Single-Ended Inserts for Machining Aluminum

10°

g

Dimensions

Recommended Machining Data

S f groove

\W:=0.04 R=0.05 o (mm/rev)
210 0.20 o 0.02-0.10
3.05 0.20 ° 0.03-0.14
4.05 0.24 o 0.03-0.16

For tools, see pages: ® TGFH-MB (A50)  TGFH-S (A58) ¢ TGFH/R/L (A57) » TGFHL-TR (A63) » TGFHR/L (A58) ® TGTR/L-2T..SH-L120 (A59)  TGTR/L-D (A62)

o TGTR/L-IQ (ABO) » TGTR/L-JHP (A61).

ISCAR



IANG-GIrir~

PARTING LINE
TAG R/L-C
Parting Single-Ended Insert for Bars, Hard Materials and Tough Parting Applications

R
i . Recommended
Dimensions Tough <—> Hard Machining Data
o © © © P-4

SIS RIS f groove
W=0.10 R=0.05 fa° 9 9 9 9 9 (mm/rev)
2.05 0.20 6.0 [} ® 0.04-0.12
2.40 0.16 8.0 [} 0.05-0.13
3.00 0.20 6.0 ° ° ° ° 0.08-0.18
3.00 0.20 8.0 ® 0.06-0.16
3.00 0.20 15.0 [} [} [} [} 0.08-0.16
4.05 0.24 4.0 ° ° ° ° 0.08-0.20
5.05 0.25 4.0 ([ ] [ ] 0.10-0.25
6.35 0.35 4.0 [J [J 0.12-0.30

For tools, see pages: ®» TGFH-MB (A50) » TGFH-S (A58) » TGFH/R/L (A57)  TGFHL-TR (A63)  TGFHR/
o TGTR/L-IQ (AB0) ® TGTR/L-JHP (A61).

=

TAG N-J/JS/JT
Parting Grooving and Slitting Single-Ended Inserts, for Soft Materials

(A58) ® TGTR/L-2T..SH-L120 (A59) ® TGTR/L-D (A62)

%

| JT J
v
T W
J
Dimensions Tough <— Hard azzzmmgng;i
228|885

® | ®» W | ® || 0| N f groove

W=0.04 R=0.05 ol o]l |e@e (mm/rev)
1.40 0.16 [ ] ([ ] [ ] 0.03-0.10
1.60 0.16 [ [ ] 0.03-0.12
2.00 0.02 o [ ] 0.03-0.08
2.00 0.20 [ ] [ ] [ ] [ ] 0.04-0.12
2.00 0.20 [ [ ] [ ] 0.04-0.10
3.05 0.02 [ ] ° 0.04-0.10
3.05 0.20 [ ] [ ] ° () ° () [ 0.04-0.16
3.05 0.20 [ ] [ ] [ ] [ ] 0.05-0.18
3.25 0.20 [ ] 0.05-0.18
4.00 0.24 [ ] [ ] [ ] [ ] [ ] [ ] 0.04-0.18
4.05 0.24 [ [ [ ] [ ] 0.06-0.20
5.05 0.25 [ ] [ ] 0.05-0.20
5.05 0.25 [ ] [ ] ([ ] 0.06-0.22

e JT chipformer has the basic positive configuration of the J-type and a reinforced negative frontal edge. Most suitable for soft materials at low to medium feeds. e

) Sharp corners

For tools, see pages: ® TGFH-MB (A50) ® TGFH-S (A58) ® TGFH/R/L (A57) ® TGFHL-TR (A63) ® TGFHR/L (A58) ® TGTR/L-2T..SH-L120 (A59) » TGTR/L-D (A62)

o TGTR/L-IQ (AB0) ® TGTR/L-JHP (A61).

Member IMC Group



IANG-GIrir~

PARTING LINE
TAG R/L-J/JS

TANG-GRIP Parting Inserts for Soft Materials, Tubes, Small Diameters

and Thin-Walled Parts

Dimensions Tough <— Hard Ezzﬁmir:gng:ti

218|181 8|8 §
o} o3 3} =3 © groove
w R fa° Qe | ]Q @ (mm/rev)
1.40 0.16 8.0 [} () [} 0.03-0.08
1.40 0.02 10.0 ® [} [} 0.02-0.06
2.00 0.20 6.0 (] [} 0.03-0.10
2.00 0.02 6.0 ° [ 0.02-0.08
2.00 0.20 15.0 [} [} 0.03-0.08
2.00 0.02 15.0 ° [} 0.02-0.06
3.00 0.20 6.0 [} [} () [} 0.04-0.14
3.00 0.02 6.0 ® [} 0.03-0.10
3.00 0.20 15.0 (] [} [} [ ] 0.04-0.12
3.00 0.02 15.0 ® [} 0.03-0.08
4.00 0.24 4.0 [} [} [} [} 0.04-0.15
5.05 0.25 4.0 [ J [J 0.05-0.18

() Sharp corners

For tools, see pages: ® TGFH-MB (A50) » TGFH-S (A58) » TGFH/R/L (A57) » TGFHL-TR (AB3) » TGFHR/L (A58) ® TGTR/L-2T..SH-L120 (A59)  TGTR/L-D (A62)

* TGTR/L-IQ (ABO) ® TGTR/L-JHP (A61).

TAG N-LF

Parting Grooving and Slitting Single-Ended Inserts, for Stainless Steel

Sy

7°

%

Dimensions

W=0.04

R=0.03

Tough <—> Hard

Recommended Machining
Data

f groove
(mm/rev)

2.00
3.05

0.20
0.20

® @ |IC830
® o IC5400

® @ |IC808

0.03-0.08
0.04-0.10

For tools, see pages: ® TGFH-MB (A50) ® TGFH-S (A58) » TGFH/R/L (A57) » TGFHL-TR (AB3) » TGFHR/L (A58) » TGTR/L-2T..SH-L120 (A59) ® TGTR/L-D (A62)

* TGTR/L-IQ (AB0) ® TGTR/L-JHP (A61).

ISCAR



CUTGRIP
GIM-C

Parting and Grooving Single-Sided Insert, for Parting Bars,
Hard Materials and Tough Applications

+0.1

T

o
a’f vJTs.S Ref.

4 B

€ B

%

+‘§L¢

<

g
@@*

NN

Recommended

Dimensions Tough <—> Hard Machining Data
© <t ©
PSS f groove
\Wz0.05 Rz0.02 M o o o @) (mm/rev)
3.00 0.22 2.4 [ o [ ° 0.15-0.25
4.00 0.25 3.4 [} 0.15-0.25
5.00 0.40 4.0 (] [J [J [J 0.15-0.30

For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) » GHMPR/L (A23) » GHMR/L (A23)

GIM-J
Utility Single-Sided Parting and Grooving Insert, for Soft Materials,
Parting of Tubes and Small Diameters

%

g

+0.1
| y %
Lolia |
v v v
‘ w M “ (] ¢
J | S }
. . Recommended
Dimensions Tough <— Hard Machining Data
© <t ©
S F13I18I f groove
W:20.05 R=0.02 M Qe e |9 |9 (mm/rev)
2.20 0.17 1.7 [} [ ] [} [} ® 0.06-0.13
3.00 0.22 2.4 [ ] ° (] [} ® 0.08-0.15
4.00 0.25 3.2 [J [J [J [J 0.08-0.18

For tools, see pages: » CGHN-D (A25) « GHDR/L (short pocket) (A24) « GHGR/L (A25) « GHMPR/L (A23) » GHMR/L (A23) » GHSR/L (A15) » GHSR/L-JHP-SL

(A14)

Member IMC Group
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CUTGRIP
GIM-J-RA/LA

Utility Single-Sided Parting and Grooving Insert, for Soft Materials,

Parting of Tubes and Small Diameters

%

+0.1
n L= e
ft > 153 Ref. 4
14 Y 5
RA B
- A
LA/V M
J =
i . Recommended
Dimensions Tough <—> Hard Machining Data
© < ©
B3I H f groove
W=0.05 R=0.02 fa°® M (®] &) o &) O (mm/rev)
2.20 0.17 8.0 1.7 [ ] [ ] [ ] ([ ] [} 0.05-0.10
2.20 0.02 15.0 1.7 [} [} ® [} [ ) 0.05-0.10
3.00 0.22 4.0 2.4 [ ] [ ] [ ] 0.05-0.12
3.00 0.22 8.0 24 [ ] [ ] [ ] [ ] 0.05-0.12
3.00 0.02 15.0 2.4 [} [} () 0.05-0.12
4.00 0.25 6.0 3.2 [ J [J 0.08-0.15
For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) » GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL
(A14).
GIM-W

Parting and Grooving Single-Sided Inserts with Central Ridged Chipformer and

Reinforced Edge for Alloy Steel

70
15.3 Ref.

v
U

w R/

|

M
I
wzk

ﬂ;

%

w
@@*

-

Recommended

Dimensions Tough <— Hard Machining Data

[oe) < | ©
I3 318I S f groove
Wz0.05 R=0.02 M | Q| Q| Q| QO (mm/rev)
2.40 0.17 2.4 [ ® [ ] 0.10-0.18
3.00 0.25 24 ® ® ® ® [ ] 0.10-0.18
3.20 0.22 24 [} [} [} [} (] 0.10-0.20
4.00 0.25 3.2 [J [J [J [J (J 0.15-0.20

For tools, see pages: ®* CGHN-D (A25) « GHDR/L (short pocket) (A24) « GHGR/L (A25) ® GHMPR/L (A23) ® GHMR/L (A23)

ISCAR



CUTGRIP
GIM-W-RA/LA

Parting Single-Sided Screw-Clamped Inserts with Central Ridged Chipformer for Alloy Steel

B @h
4 ’
|| - L 5
15.3 Ref. @J
v

%

a
fM
fa’, !
w E—
Dimensions Tough <— Hard azzzm::gng:ti
& 3 3 8 < f groove
© 0 © 1=} N

\W=0.05 R=0.02 fa° M Q| Q| Q| Q| QO (mm/rev)
3.00 0.22 15.0 2.4 [} 0.08-0.16
3.00 0.25 4.0 2.4 [} [} [} ® [} 0.08-0.16
3.00 0.25 8.0 2.4 [} [} [} [} [} 0.08-0.16
3.20 0.22 4.0 2.4 ° [} [} 0.08-0.16
3.20 0.22 8.0 2.4 [ ] [ ] [ ] [ ] 0.08-0.16
4.00 0.25 4.0 3.2 [} ® [} 0.10-0.16
4.00 0.25 8.0 3.2 [ ] [ ] [ ] ([ ] 0.10-0.16

For tools, see pages: ®* CGHN-D (A25) « GHDR/L (short pocket) (A24)  GHGR/L (A25) ® GHMPR/L (A23) ® GHMR/L (A23).

GIM-UT

Single-Ended Parting and Grooving Screw-Clamped Inserts, for Low Feeds,
on CrNi Alloys and Low Carbon Steel

-

(Ut

@@*

Dimensions Recommended
Machining Data
©
S f groove
W=0.03 Rzx0.02 M 9 (mm/rev)
4.60 0.60 3.8 [ ] 0.03-0.10

For tools, see pages: » CGHN-D (A25) « GHDR/L (short pocket) (A24) « GHGR/L (A25) « GHMPR/L (A23) » GHMR/L (A23).

Member IMC Group



CUTGRIP
GIM-UT-RA/LA

Single-Ended Parting, Screw-Clamped Inserts, for Low Feeds on CrNi Alloys and

Low Carbon Steel

+0.1
(>~ 5
*M ~15.3 Refl= 4
L LA =
¥ S
l.'f} W
Pl !
,UT a M
Dimensions Recommended
Machining Data
©
S f groove
W:=0.03 R=0.02 fa® M O (mm/rev)
3.12 0.25 1.5 2.5 ([ ] 0.03-0.10

For tools, see pages: » CGHN-D (A25) « GHDR/L (short pocket) (A24) « GHGR/L (A25) « GHMPR/L (A23) » GHMR/L (A23).

GDMW 2.4

Utility Double-Ended Inserts for External Turning, Grooving and Parting

|
=

W
Dimensions Tough <— Hard Recommended Machining Data
[=} © P4
I = i ] ap fturn f groove
W=0.04 R=0.03 M Trmax-r | o O &) o (mm) (mm/rev) | (mm/rev)
2.40 0.18 2.0 18.00 20.00 (] [J [J ® [0.25-1.50 0.07-0.12 0.05-0.08

For tools, see pages: ® PHGR/L (A17) ¢ PHSR/L (A16).

ISCAR



PENTA

Identification System for Standard Inserts

L) |

PENTA

24

150
|

J
I

. Circular Insert Cutting )
Family circumference lead angle (K) edge width Cth:pkﬂreazker
name of the insert N,R, L W(mm)x100 SV CE
PENTA 24N-J

Parting and Grooving Insert with 5 Cutting Edges, for Soft Materials, Parting of Tubes,
Small and Thin-Walled Parts

-

w,
2N

010

Corner radius R (mm)x100

for neutral insert. (k=0)

Or lead angle for right- or
left-hand inserts. (eg. 15D=15°)

I \ L
M
Dimensions Tough <—> Hard I\ljli(::?\?;inr:zngaet:
2 g

3 2 f groove

Wz0.02 R Tmax-r(1) O o (mm/rev)
0.50 0.00 1.00 [} 0.02-0.04
0.50 0.04 2.50 (] 0.02-0.05
0.80 0.00 1.60 ° 0.02-0.05
1.00 0.04 3.50 [} 0.03-0.07
1.00 0.06 3.50 ° 0.03-0.07
1.04 0.00 2.00 [ ] 0.02-0.07
1.20 0.00 2.00 [} 0.03-0.07
1.25 0.10 2.00 [} 0.03-0.07
1.40 0.00 2.00 ° 0.03-0.08
1.47 0.00 2.50 [} 0.03-0.08
1.50 0.10 5.00 [ ] [ ] 0.03-0.10
1.57 0.15 3.00 [ ] 0.03-0.12
1.70 0.10 3.00 [} 0.03-0.12
1.78 0.18 3.00 [} 0.04-0.12
1.85 0.15 3.00 [ ] 0.04-0.12
1.96 0.15 3.00 [} 0.04-0.12
2.00 0.20 6.00 [} (] 0.04-0.12
2.22 0.15 3.50 [ ] 0.04-0.16
2.30 0.20 3.50 [} 0.04-0.16
2.39 0.15 5.00 ° 0.04-0.16
2.47 0.20 5.00 [ ] 0.04-0.16
2.70 0.10 5.00 [} 0.04-0.16
2.87 0.20 6.50 [} 0.04-0.16
3.00 0.00 6.50 [} 0.04-0.10
3.00 0.20 6.50 [} 0.04-0.16
3.00 0.40 6.50 ° 0.04-0.16
3.15 0.15 6.50 [} 0.04-0.16
3.18 0.20 6.50 [} 0.04-0.16
3.30 0.10 0.00 [ 0.00-0.00
3.48 0.20 0.00 [} 0.00-0.00
3.56 0.20 0.00 [} 0.00-0.00
3.74 0.20 0.00 ° 0.00-0.00
3.98 0.20 0.00 [} 0.00-0.00
4.00 0.40 0.00 [} 0.00-0.00
4.23 0.10 0.00 [J 0.00-0.00

® Recessing is possible only with 2.39 mm and wider inserts.
() For grooving and parting depth relative to part diameter, see page (A85)

For tools, see pages: PCHBR/L (A43) ¢ PCHPR/L (A42) ¢ PCHR/L-24 (A41) » PCHR/L-24-JHP (A41).

Member IMC Group



PENTACUT

PENTA 24R/L-J
Insert with 5 Cutting Edges, for Parting of Tubes, Small and Thin-Walled Parts

+0.04
y Tmax R
fa“i ¥ fa’
r )
R.H. L.H
D Recommended
Machining Data
©
=]
= f groove
W=0.02 R fa° D max{® [©) (mm/rev)
1.00 0.06 15.0 7.0 ) 0.02-0.06
1.50 0.06 15.0 10.0 [} 0.03-0.08
1.50 0.10 6.0 10.0 ) 0.03-0.09
2.00 0.10 6.0 12.0 [ ] 0.04-0.10
2.00 0.10 15.0 12.0 [ ] 0.04-0.09

() For grooving and parting depth relative to part diameter, see page (A85)
For tools, see pages: ® PCHBR/L (A43) » PCHPR/L (A42) » PCHR/L-24 (A41) o PCHR/L-24-JHP (A41).

PENTA 24N-J (full radius)
Precision Grooving Pentagonal Full Radius Insert for Soft Materials

Dimensions Recommended
Machining Data
©

53 f groove
\W\/=0.02 R Tmax-r1) O (mm/rev)
1.00 0.50 3.50 ° 0.03-0.07
1.20 0.60 2.00 [ ] 0.03-0.07
1.40 0.70 2.00 ° 0.05-0.08
1.57 0.79 3.00 [ ] 0.05-0.08
2.00 1.00 3.00 [} 0.05-0.12
2.39 1.20 5.00 ° 0.06-0.16
3.00 1.50 6.50 [ ] 0.06-0.20
3.18 1.59 6.50 [ ] 0.06-0.20
4.00 2.00 6.25 ° 0.06-0.20
4.78 2.39 6.15 [J 0.06-0.20

® Recessing is possible only with 2.39 mm and wider inserts.
() For grooving depth relative to part diameter, see page: (A85).
For tools, see pages: PCHBR/L (A43)  PCHPR/L (A42) ® PCHR/L-24 (A41) ® PCHR/L-24-JHP (A41).

ISCAR



PENTACUT

PENTA 24N-PF/P
Parting and Precision Grooving Pentagonal Insert with a High Positive Flat Rake

+0.04
R
w Tmax-r o4
H VAR
‘IIII KroL \
LN @\
i A4

Dimensions Tough <— Hard I\Fl‘lziﬁmm;ngaet:

0w | 8|z
SERERRS f groove
Wz0.02 R Rtoler Tmax-r(1 Kr° | 9|9 (mm/rev)
1.00 0.05 0.020 3.50 12.0 o 0.02-0.05
1.00 0.10 0.020 4.00 6.0 ® ® 0.03-0.06
1.50 0.05 0.020 5.00 12.0 ° 0.02-0.07
1.50 0.20 0.030 6.00 6.0 [ ] [ ] 0.03-0.09
1.85 0.20 0.030 6.00 6.0 o 0.03-0.10
2.00 0.05 0.020 6.00 12.0 ° 0.02-0.08
2.00 0.20 0.030 6.50 6.0 [ ] [ ] 0.04-0.10
2.39 0.15 0.030 6.50 6.0 ° 0.04-0.14
2.50 0.20 0.030 6.50 6.0 o o 0.04-0.14
3.00 0.20 0.030 6.50 6.0 (J [ 0.04-0.14

) For grooving and parting depth relative to part diameter, see page (A85)
For tools, see pages: ® PCHBR/L (A43) ¢ PCHPR/L (A42) » PCHR/L-24 (A41) o PCHR/L-24-JHP (A41).




PENTACUT

PENTA 24R-P
Parting Inserts with 5 Cutting Edges, for Soft Materials, Thin Walls and Miniature Parts

| p Tmax R ES0k . o4
fa " fe’ | g
Y 01 i :
; R.H. L.H.
BRI Recommended
Machining Data
©
=}
S f groove
W=0.02 R fa° D max(" O (mm/rev)
1.00 0.05 6.0 7.2 ® 0.02-0.04
1.00 0.05 15.0 7.2 [} 0.02-0.03
1.50 0.05 6.0 11.0 ® 0.02-0.05
1.50 0.05 15.0 11.0 [} 0.02-0.04
2.00 0.05 6.0 12.6 [} 0.02-0.07
2.00 0.05 15.0 12.6 [J 0.02-0.05

™) For grooving and parting depth relative to part diameter, see page (A85)
For tools, see pages: ® PCHBR/L (A43) « PCHPR/L (A42)  PCHR/L-24 (A41) ® PCHR/L-24-JHP (A41).

PENTA 24N-2Z
Insert with 5 Cutting Edges, for Grooving and Parting of Tubes, Small and Thin-Walled Parts

+0.04
Dimensions Recommended
Machining Data
©
= f groove
W:=0.02 R Tmax-1 O (mm/rev)
1.50 0.10 5.00 [ ] 0.05-0.08
2.00 0.20 6.40 ® 0.04-0.12
3.00 0.20 6.40 [J 0.04-0.16

e Cutting edge with high positive rake, suitable for parting of tubes, thin walled parts and for small diameters e Suitable for machining soft materials and bearing
steel at low to medium feeds

) For grooving and parting depth relative to part diameter, see page (A85)
For tools, see pages: ® PCHBR/L (A43) ¢ PCHPR/L (A42) ® PCHR/L-24 (A41) e PCHR/L-24-JHP (A41).

ISCAR



PENTACUT

PENTA 24R/L-Z
Insert with 5 Cutting Edges, for Parting of Tubes, Small and Thin-Walled Parts

+0.04
Dimensions Recorn.mended
Machining Data
3

e f groove
w fa°® R D max o (mm/rev)
1.50 6.0 0.06 10.0 ° 0.03-0.09
1.50 15.0 0.06 10.0 [} 0.03-0.08
2.00 6.0 0.10 12.8 [} 0.04-0.10
2.00 15.0 0.10 12.8 [ ] 0.04-0.09
3.00 6.0 0.20 12.8 [} 0.04-0.13
3.00 15.0 0.20 12.8 [J 0.04-0.12

e Cutting edge with high positive rake, suitable for parting of tubes, thin walled parts and for small diameters e Suitable for machining soft materials and bearing
steel at low to medium feeds

For tools, see pages: * PCHBR/L (A43) ® PCHPR/L (A42) « PCHR/L-24 (A41)  PCHR/L-24-JHP (A41).

@Dmax Tmax @Dmax

S —

Dmax as a Function of Parting / Grooving Depth (T) for PENTA 24 Inserts
W=0.02 Tmax(  |Tmax/ Dmax| T<3.0 T<3.5 T<4.0 T<4.5 T<5.0 T<5.5 T<6.0 T<6.2 T<6.4
W=0.50 1.0 1.0/N.L. - - - - - - - - -
W=0.50 2.5 2.5/N.L. - - - - - - - - -
W=0.80 1.6 1.6/N.L. - - - - - - - - -
W=1.00 3.5 N.L. 250 - - - - - - -
1.04<W<1.40 2.0 2.0/N.L. - - - - - - - - -
W=1.47 2.5 2.5/N.L. - - - - - - - - -
W=1.50 5.0 N.L. 470 210 70 30 - - - -
1.57<W<1.96 3.0 N.L. - - - - - = = =
W=2.00 6.0 N.L. 470 210 130 75 45 20 - -
2.22<\W<2.30 819 N.L. 250 - - - - = = =
2.39<W<2.50 5.0 N.L. 470 210 70 30 - - - -
2.70<W<3.18 6.2 N.L. 470 210 135 100 70 40 20 -
3.19<W<3.74 6.4 N.L. 350 180 115 80 52 32 26 20
2 7R<\W<4 NN ) NI 350 180 115 a0 RO 39 18 -




PENTACUT

PENTA 24N-RS/LS
Parting and Precision Grooving Pentagonal Inserts, for Next to High Shoulder Applications

3° pocket inclination

f - refer to inserts data

Dimensions Recommended
Machining Data
©
53 f groove
W=0.02 R Trax-r D max f O (mm/rev)
0.80 0.10 1.60 - 1.6 (] 0.03-0.05
1.00 0.10 1.80 - 1.5 ° 0.03-0.06
1.19 0.10 2.00 - 14 [ 0.03-0.06
1.57 0.20 3.00 - 1.2 (] 0.03-0.08
1.57 0.79 3.00 - 1.2 o 0.03-0.08
2.00 0.20 3.00 - 1.0 [ 0.03-0.10
2.39 0.20 5.00 40.0 0.8 ® 0.03-0.12
2.39 1.19 5.00 40.0 0.8 L] 0.03-0.12
3.00 0.20 6.20 16.0 0.5 o 0.04-0.14
3.18 0.20 6.50 13.0 0.4 L] 0.04-0.14
3.18 1.59 6.50 13.0 0.4 ° 0.04-0.14
4.00 0.20 6.50 13.0 1.0 [ 0.04-0.16
4.80 0.20 6.50 13.0 1.6 [ 0.04-0.16
™ No limit
For tools, see pages: PCHRS/LS (A42).
PENTA 24N-C
Parting and Grooving Insert with 5 Cutting Edges, for Parting Bars, Hard Materials
and Tough Applications
T - ‘
‘d 4
- — .
'
Dimensions Re°°f“.me“ded
Machining Data
[o0]
S f groove
W:=0.02 R Tmax-i) O (mm/rev)
1.50 0.10 5.00 o 0.05-0.11
1.57 0.15 3.00 (] 0.05-0.12
1.78 0.18 3.00 [ 0.05-0.14
2.00 0.20 6.00 L] 0.05-0.16
2.30 0.20 3.50 (] 0.06-0.17
2.39 0.15 5.00 L] 0.07-0.18
2.47 0.20 5.00 (] 0.08-0.20
3.00 0.20 6.20 (] 0.10-0.25
3.00 0.40 6.20 o 0.10-0.25
3.18 0.20 6.20 [ 0.10-0.25

() For grooving and parting depth relative to part diameter, see page (A85)

For tools, see pages: * PCHBR/L (A43) ® PCHPR/L (A42) « PCHR/L-24 (A41)  PCHR/L-24-JHP (A41).

ISCAR



PENTACUT

PENTA 24N-C (full radius)
Full Radius Grooving Inserts with 5 Cutting Edges, for Hard Materials and Tough Applications

Dimensions Recommended
Machining Data
©
£ f groove
Designation W:=0.02 R Tmax-i!) O (mm/rev)
NTA 24N200 00 2.00 1.00 3.00 [ ] 0.04-0.16
® Recessing is possible only with 2.39 mm and wider inserts.
) For grooving and parting depth relative to part diameter, see page (A85)
For tools, see pages: ® PCHBR/L (A43) ® PCHPR/L (A42) ® PCHR/L-24 (A41) e PCHR/L-24-JHP (A41).
PENTA 24R-C
Parting Inserts with 5 Cutting Edges, for Parting Bars, Hard Materials and Tough Applications “
+0.04
Tmax-r
N4 .
fa V1 fa A\
A
- - ' @
>
R.H. L.H. '
Bhnehne Recommended
Machining Data
©
=}
S f groove
Designation W:=0.02 R fa° Tmax-r o (mm/rev)
PENTA 24R150C06D 1.50 0.06 6.0 5.00 ® 0.03-0.10
2.00 0.10 6.0 6.00 [ 0.04-0.12

For tools, see pages: ® PCHBR/L (A43) » PCHPR/L (A42)  PCHR/L-24 (A41) ® PCHR/L-24-JHP (A41).

t] Member IMC Group
(T Iy
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TOOL BLOCKS

SGTBU/SGTBN
Blocks for Various Parting and Grooving Blades

SGTBU-[]-['G E’“f’“ f ?
L

SGTBU-[]C]
JET-CUT

Coolant connection

h b B A1 H2 hs4 L3 L
16.0 16.0 19.0 26.00 30.0 4.0 2.00 76.00
16.0 17.0 26.0 34.00 43.0 13.0 4.00 86.00

* Choose blade by B1 dimension

For tools, see pages: ® CGHN-D (A25) ¢ DGFH (A18)  DGFHR/L (A51) ¢ DGFHR/L-B-D..(R/L) (A51) ® HGFH (A18)  PCHBR/L (A43) » TGFH/R/L (A57) ®

TGFHL-TR (A63) » TGFHR/L (A58) » TGHN-D (A21)

VY /

&

Top Clamp Screw Key
SR M5X25DIN912 12.9 HW 4.0
BKU 86 SR M6X30DIN912 12.9 HW 5.0

* (Optional, should be ordered separately)

ISCAR



ISOTURN

eeeeeeeeeeeeee



PV I VRN
SWAPR/L

90° Approach Angle Screw Lock Toolholders Carrying Trigon Inserts, for Swiss Automatics

v v
h \ru h
b A
| BT i |
f .} b
} 00° 1
‘ I = Right-hand shown
h b 11 f a° Insert
8.0 8.0 140.00 8.1 6 WPEB/X 04..
10.0 10.0 150.00 10.1 10 WPEB/X 04..
10.0 10.0 150.00 10.1 10 WPEB/X 05..
12.0 12.0 150.00 12.1 10 WPEB/X 05..
12.0 12.0 150.00 121 10 WPEB/X 06..
14.0 14.0 150.00 14.1 10 WPEB/X 06..
16.0 16.0 150.00 16.1 10 WPEB/X 06..
® For R.H. tool use -R screw, for L.H. tool use -L screw.
For inserts, see pages: WPEB (B90) * WPEX (B90).
Key Screw
T-8/5 SR M3.0L
T-8/5 SR M3.0R
T-8/5 SR M3.0R
T-8/5 SR M3.5L
T-8/5 SR M3.5R
T-8/5 SR M3.5L
T-8/5 SR M3.5L
T-8/5 SR M3.5R
T-8/5 SR M3.5L
T-8/5 SR M3.5R
T-8/5 SR M3.5L
T-8/5 SR M3.5R
SWBPR/L
75° Approach Angle Screw Lock Toolholders Carrying Trigon Inserts, for Swiss Automatics
75°
v v =
" :
A' &%, )
v B
f ‘ .\ b
b a
275 I ~
Right-hand shown
h b I f a° Insert
8.0 10.0 150.00 10.1 21 WPEB/X 04..
12.0 12.0 150.00 9.8 25 WPEB/X 05..
14.0 14.0 150.00 14.1 25 WPEB/X 06..
16.0 16.0 150.00 16.1 25 WPEB/X 06..

e For R.H. tool use -R screw, for L.H. tool use -L screw.

For inserts, see page: WPEB (B89) ¢ WPEX (B89).

b

>
&

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

Screw

SR M3.0L
SR M3.5R
SR M3.5L
SR M3.5R
SR M3.5R

ISCAR



PV I VRN
SWDPR/L

45° Approach Angle Screw Lock Toolholders Carrying Trigon Inserts, for Swiss Automatics

D |-

> - -

Right-hand shown

h b 11 f a° Insert
10.0 10.0 150.00 101 51 WPEB/X 04..
12.0 12.0 150.00 121 55 WPEB/X 05..
16.0 16.0 150.00 16.1 55 WPEB/X 06..
® For R.H. tool use -R screw, for L.H. tool use -L screw.
For inserts, see pages: WPEB (B90) « WPEX (B90).
Key Screw
T-8/5 SR M3.0L
T-8/5 SR M3.0R
T-8/5 SR M3.5L
T-8/5 SR M3.5R
T-8/5 SR M3.5R
SWEPR/L
60° Approach Angle Screw Lock Toolholders Carrying Trigon Inserts, for Swiss Automatics
60°
\ | bl
h f h
[ i
a
v [T v
' (o] :
) )
o
h Right-hand shown
h b |1 f a° Insert
8.0 10.0 150.00 101 36 WPEB/X 04..
10.0 10.0 150.00 101 36 WPEB/X 04..
12.0 12.0 150.00 121 40 WPEB/X 05..
14.0 14.0 150.00 141 40 WPEB/X 06..
16.0 16.0 150.00 16.1 40 WPEB/X 06..

* For R.H. tool use -R screw, for L.H. tool use -L screw.

For inserts, see pages: WPEB (B89) ¢ WPEX (B89).

b

&

Key

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

Screw

SR M3.0L
SR M3.0R
SR M3.0L
SR M3.0R
SR M3.5L
SR M3.5R
SR M3.5R
SR M3.5R

Member IMC Group
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SCLCR/L
Screw Lock Toolholders for 80° Diamond Inserts with 7° Clearance Angle

*\ |2 ‘47

L v

h h

i Y

I v

f - b

v

1 I r‘

Right-hand shown
h b I1 I2 f Ga° Gr° Insert

8.0 8.0 80.00 10.0 10.0 0 0 CC.. 0602
10.0 10.0 80.00 10.0 12.0 0 0 CC.. 0602
12.0 12.0 80.00 14.0 16.0 0 0 CC.. 09T3
16.0 16.0 100.00 14.0 20.0 0 0 CC.. 09T3

For inserts, see pages: CCMT-F3P (B67) « CCMT-M3M (B68) » COMT-PF (B69) ¢ CCMT/CCGT-SM (B68) * CCET-WF (B70) ® CCMT-WG (B71) » CCGT-AS (B92)

e CCGT-AF (B93) » CCMT-14 (B69) » CCMT/CCGT (B70)

&

Screw Key
SR 14-548
SR 14-548
SR 16-236
SR 16-236

SCACR/L-S

Screw Lock Holders for 7° Clearance 80° Diamond Inserts for Swiss Type Machines

v v

h ‘ H h

i I

1= &1

bt ﬂ b

i ‘<—I2—>l ‘T

- |1 »>|
Right-hand shown
h b I1 I2 f F1 Ga° Gr° Insert
8.0 8.0 125.00 8.0 8.2 - 0 0 CC.. 0602
10.0 10.0 150.00 - 10.0 - 0 0 CC.. 0602
16.0 16.0 125.00 - 16.2 - 0 0 CC.. 0602
10.0 10.0 125.00 15.2 10.2 - 0 0 CC.. 09T3
12.0 12.0 150.00 15.0 12.0 14.0 0 0 CC.. 09T3
16.0 16.0 125.00 - 16.2 - 0 0 CC.. 09T3
)

For inserts, see pages: CCMT-F3P (B67) ¢ CCMT-M3M (B68) » COMT-PF (B69) ¢ CCMT/CCGT-SM (B68)  CCET-WF (B70) ¢ CCMT-WG (B71

e CCMT-14 (B69) » CCMT/CCGT (B70)

Va4

Screw Ke:
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 16-236 T-15/5
SR 16-236 T-15/5
SR 16-236 T-15/5

ISCAR
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ISOTURN
PCLCR/L-S

Side Lever Lock Tools for 80° Positive Rhombic Inserts for Swiss Automatic Machines

LA i |
h é h
I )
A i A
f | o
L I1 ~!_K
E Right-hand shown
h b [ f Ga° Gr® Insert
8.0 8.0 150.00 8.0 0 0 CC.. 0602
10.0 10.0 150.00 10.2 0 0 CC.. 0602
12.0 12.0 150.00 12.2 0 0 CC.. 0602
16.0 16.0 150.00 16.2 0 0 CC.. 0602
10.0 12.0 150.00 12.2 0 0 CC.. 09T3
12.0 12.0 150.00 12.2 0 0 CC.. 09T3
16.0 16.0 150.00 16.2 0 0 CC.. 09T3
* The clamping screw may by transferred to the opposite side if needed
For inserts, see pages: CCMT-F3P (B67) ® CCMT-M3M (B68) * CCMT-PF (B69) ® CCMT/CCGT-SM (B68) * CCET-WF (B70) ® CCMT-WG (B71) ® CCGT-AS (B92)

e CCGT-AF (B93)

CCMT-14 (B69)

& &

CCMT/CCGT (B70)

2

b

Lever

Locking Pin Screw

Hex Flag Key

SL LV-2
SL Lv-2
SL LV-2
SL Lv-2
SL LV-3
SL LV-3
SL LV-3

SL PI-2
SL PI-2
SL PI-2
SL PI-2
SL PI-3
SL PI-3
SL PI-3

PIN
PIN
PIN
PIN

SR 10400611
SR 10400611
SR 10400611
SR 10400611
SR 10400150
SR 10400150
SR 10400150

HW 2.0/5
HW 2.0/5
HW 2.0/5
HW 2.0/5
HW 2.5/5
HW 2.5/5
HW 2.5/5

ISOTURN
PCLCR/L-S-JHP

e JETCUT

Lever Lock Tools with Channels for High Pressure Coolant for 80° Positive Rhombic
Inserts for Swiss Automatic Machines

GI”]\ rr‘Ga
7#' r !
v o 140
UNF 5/16”-24 typex3 Bar Max
yP = v
””” s o s 1 Vs I
,,,,, ps = m— =
*A‘r
~J Right-hand shown
h b I I2 f fi Ga°® Gr° Insert
10.0 10.0 100.00 22.3 10.2 - 0 CC.. 0602
12.0 12.0 100.00 22.3 12.2 14.0 0 CC.. 09T3
16.0 16.0 125.00 22.3 16.2 - 0 CC.. 09T3
For inserts, see pages: CCMT-F3P (B67) ¢ CCMT-M3M (B68) ® CCMT-PF (B69) ® CCMT/CCGT-SM (B68) ® CCET-WF (B70) ® CCMT-WG (B71) e CCGT-AS (B92)

o CCGT-AF (B93) o

CCMT-14 (B69)

CCMT/CCGT (B

& &

70)

£

b

Q

\E

e

Lever

Locking Pin Screw

Hex Flag Key Plug

Cooling Unit

SL LV-3 SL PI-3

SR 10400150 HW 2.5/5

SR 5/16UNF TL360 S-CU-JHP

Member IMC Group
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PDACR/L-S
Side Lever Lock Tools for 55° Positive Rhombic Inserts for Swiss Automatic Machines

v i

h ® h

[ )

Y Y

f / © ? b

L 11 - !

E @
Right-hand shown
h b [ f Ga° Gr® Insert

8.0 8.0 150.00 8.0 0 0 DC..0702
10.0 10.0 150.00 10.0 0 0 DC..0702
12.0 12.0 150.00 12.0 0 0 DC..0702
16.0 16.0 150.00 16.0 0 0 DC..0702
10.0 12.0 150.00 12.0 0 0 DC..11T3
12.0 12.0 150.00 12.0 0 0 DC..11T3
16.0 16.0 150.00 16.0 0 0 DC..11T3

* The clamping screw may by transferred to the opposite side if needed

For inserts, see pages: DCMT-F3P (B73) ¢ DCMT-M3M (B73) ®« DCMT-PF (B76) ® DCMT/DCGT-SM (B74) ® DCET-WF (B75) ® DCGT-AS (B93) ®* DCGT-AF (B94)
DCMT-14 (B75) « DCMT/DCGT (B74)

& S » )

Lever Locking Pin Screw Hex Flag Key
SLLV-2 SLPI-2 PIN SR 10400611 HW 2.0/5
SLLV-2 SLPI-2 PIN SR 10400611 HW 2.0/5
SLLV-2 SLPI-2 PIN SR 10400611 HW 2.0/5
SLLV-2 SLPI-2 PIN SR 10400611 HW 2.0/5

SL LV-3 SL PI-3 SR 10400150 HW 2.5/5
SL LV-3 SL PI-3 SR 10400150 HW 2.5/5
SL LV-3 SL PI-3 SR 10400150 HW 2.5/5
..... o
FP Y. Y N/ YV ETA. L
ISOTURN « J (27 ) ]
PDACR/L-JHP
Lever Lock Tools with Channels for High Pressure Coolant for 55° Positive Rhombic
Inserts for Swiss Automatic Machines 755
GEV 'ﬁ: Ga
e ® b [
' () ‘ ' ° 140
UNF 5/16”-24 typex3 Bar Max
— limmail — j
I~ = M—y E—s
VG /= i) G — AL W
490°
2 1 Right-hand shown
h b I I2 f Ga° Gr° Insert
10.0 10.0 100.00 20.4 10.2 0 0 DC..0702
12.0 12.0 100.00 28.0 12.2 0 0 DC..11T3
16.0 16.0 125.00 28.0 16.2 0 0 DC..11T3
)

For inserts, see pages: DCMT-F3P (B73) » DCMT-M3M (B73) « DCMT-PF (B76) » DCMT/DCGT-SM (B74)  DCET-WF (B75) « DCGT-AS (B93) » DOCGT-AF (B94)
DCMT-14 (B75)  DCMT/DCGT (B74)

& & £ ¥ & 8

Lever Locking Pin Screw Hex Flag Key Plug Cooling Unit
SL LV-3 SL PI-3 SR 10400150 HW 2.5/5 SR 5/16UNF TL360 S-CU-JHP

ISCAR



ISOTURN
SDJCR/L

Screw Lock Toolholders for 55° Diamond Inserts with 7° Clearance Angle

iy

Y i ]

h h

[ 1

SDJCR...S Y ¥

f b

©)
[ 7 i
Right-hand shown
h b I1 I2 f Ga° Gr° Insert

8.0 8.0 80.00 11.5 10.0 0 0 DC..0702
10.0 10.0 80.00 11.5 12.0 0 0 DC..0702
12.0 12.0 125.00 - 12.2 0 0 DC..0702
16.0 16.0 125.00 - 16.2 0 0 DC..0702
10.0 10.0 125.00 21.4 10.2 0 0 DC..11T3
12.0 12.0 80.00 20.0 16.0 0 0 DC..11T3
16.0 16.0 100.00 20.0 20.0 0 0 DC..11T3

() For Swiss type machines

For inserts, see pages: DCMT-F3P (B73)
DCMT-14 (B75) * DCMT/DCGT (B74)

DCMT-M3M (B73) » DCMT-PF (B76) ®

e
P
@

Screw

SR 14-548
SR 14-548
SR 14-548
SR 14-548
SR 16-236
SR 16-236 P
SR 16-236 P

b

Key

SAFE-T-LOCK -

SDJCR/L-13-SL

DCMT/DCGT-SM (B74) »

ISOTURN

Screw Lock Toolholders for 55° Diamond Inserts with 7° Clearance Angle, High

Rigidity in Profiling Applications

»‘I24

DCET-WF (B75)

DCGT-AS (B93)  DCGT-AF (B94)

v
] h [
A
V v
f b
. )
‘ 93°
[ I > Right-hand shown
h b I1 I2 f Ga° Gr° Insert
16.0 16.0 100.00 24.0 21.0 0 0 DCMT 13T5-SL

* Insert clamping torque 3 Nxm

For inserts, see pages: DCMT-F3P-SL (B77) ® DCMT-M3M-SL (B78) e

» >

Screw Key
SR M4X0.7-L9.6 IP15 TORX PLUS IP15X45

DCMT-PF-SL (B78)

o DCMT-SM-SL (B78).

Member IMC Group



PV I URN

SDACR/L
Screw Lock Toolholders for 55° Diamond Inserts with 7° Clearance Angle

v L \/

h ‘ h

) A

'y v

Frf 8 b

[ ‘4— |2 —» I A
Right-hand shown

h b I1 I2 f F1 Ga° Gr° Insert

10.0 10.0 125.00 - 10.0 - 0 0 DC..0702
12.0 12.0 125.00 - 12.0 - 0 0 DC..0702
12.0 12.0 125.00 20.0 12.0 14.0 0 0 DC..11T3
16.0 16.0 150.00 - 16.0 - 0 0 DC..11T3

For inserts, see pages: DCMT-F3P (B73) » DCMT-M3M (B73) » DCMT-PF (876) » DCMT/DCGT-SM (B74) » DCET-WF (B75) « DCGT-AS (B93) » DCGT-AF (B94)
DCMT-14 (B75) « DCMT/DCGT (B74)

&

Screw Key
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 16-236 P T-15/5
SR 16-236 P T-15/5

ISCAR



PV I URN

SDNCN
Screw Lock Toolholders for 55° Diamond Inserts with 7° Clearance Angle

60°
62,55
12—
v [ Y
h h
A A
| \J
l—féf b
| 1 A
h b I4 I2 f Ga° Gr° Insert
8.0 8.0 80.00 14.0 4.0 0 0 DC..0702
10.0 10.0 80.00 14.5 5.0 0 0 DC..0702
10.0 10.0 120.00 20.0 5.0 0 0 DC..11T3
12.0 12.0 80.00 21.3 6.0 0 0 DC..11T3
16.0 16.0 100.00 21.0 8.0 0 0 DC..11T3

() For Swiss type machines

For inserts, see pages: DCMT-F3P (B73) ¢ DCMT-M3M (B73) ¢ DCMT-PF (B76) ¢ DCMT/DCGT-SM (B74) » DCGT-AS (B93) « DCGT-AF (B94) ¢ DCMT-14 (B75) o

DCMT/DCGT (B74)

bR «

Key 1 Screw
T-7/5 SR 14-548
T-7/5 SR 14-548
T-15/5 SR 16-236
T-15/5 SR 16-236 P
T-15/5 SR 16-236 P

SAFE-T-LOCK « iISOTURN

SDNCN-13-SL
Screw Lock Toolholders for 55° Diamond Inserts with 7° Clearance Angle, High

Rigidity in Profiling Applications 60°
62.54Max
- [2 — #»
|
A G
i B
v o
o A
r1<€¢ b
T E
- 11
h b I I2 f Ga® G°
16.0 16.0 100.00 25.0 8.0 0 0

¢ Insert clamping torque 3 Nxm
For inserts, see pages: DCMT-F3P-SL (B77) ® DCMT-M3M-SL (B78) ¢ DCMT-PF-SL (B78) ® DCMT-SM-SL (B78).

& b

Screw Key
SR M4X0.7-L9.6 IP15 TORX PLUS IP15X45

Member IMC Group



ISOTURN
PVACR/L-S

Side Lever Lock Tools for 35° Positive Rhombic Inserts for Swiss Automatic Machines

Y Y
h F’ h
I
Y Y
f é o
I M A
E = 1 Right-hand shown
h b [ f Ga° Gr® Insert
8.0 8.0 150.00 8.0 0 0 VC..1103
10.0 10.0 150.00 10.2 0 0 VC..1103
12.0 12.0 150.00 12.2 0 0 VC..1103
16.0 16.0 150.00 16.2 0 0 VC..1103
* The clamping screw may by transferred to the opposite side if needed
For inserts, see pages: VCMT-F3P (B80) ¢ VCMT-SM (B70) ® VCET-WF (B80) ® VCGT-AS (B92).
4 o b
Lever Locking Pin Screw Hex Flag Key
SLLV-2 SLPI-2 PIN SR 10400611 HW 2.0/5
@000
I Vel /N[ VN ETA. '
ISOTURN o J (20 ) |
PVACR/L-JHP
Lever Lock Tools with Channels for High Pressure Coolant for 35° Positive Rhombic
Inserts for Swiss Automatic Machines NS
max
7% Ga
(@)
140
Bar Max
Right-hand shown
h b I1 I2 f f1 Ga° Gr° Insert
10.0 10.0 100.00 20.0 10.2 - 0 0 VC..1103
12.0 12.0 100.00 20.0 12.2 16.0 0 0 VC..1103
16.0 16.0 125.00 20.0 16.2 - 0 0 VC..1103
For inserts, see pages: VCMT-F3P (B80) ¢ VCMT-SM (B70) ® VCET-WF (B80) ® VCGT-AS (B92).
)] %\
Lever Locking Pin Screw Hex Flag Key Plug Cooling Unit

SL LV-2 SL PI-2 PIN SR 10400611

SR 5/16UNF TL360 S-CU-JHP

ISCAR



PV I URN

SVJCR/L
93° Lead Angle Screw Lock Toolholders for 35° Diamond Inserts with 7° Clearance Angle

'E kg v
h h
I 1
SVJCR ...S I _¥
f b
ﬂ L‘ ©) ‘j
= h = Right-hand shown
h b 11 I2 f Ga° Gr° Insert
8.0 8.0 125.00 11.5 8.2 0 0 VC..1103
10.0 10.0 125.00 22.0 10.2 0 0 VC..1103
12.0 12.0 125.00 - 12.2 0 0 VC..1103
16.0 16.0 125.00 25.0 20.0 0 0 VC..1103
() For Swiss type machines
For inserts, see pages: VCMT-F3P (B80) « VCMT-SM (B70) ¢ VCET-WF (B80) ® VCGT-AS (B92)
Screw Key
SR 14-560
SR 14-560
SR 14-560
SR 14-560
SVACR/L
91° Lead Angle Screw Lock Toolholders for 35° Diamond Inserts with 7° Clearance Angle
Y . v
h h
) A
Y ]
f Y b
i ; AL
Right-hand shown
h b 11 f Ga° Gr° Insert
12.0 12.0 125.00 12.0 0 0 VC..11..
16.0 16.0 125.00 16.0 0 0 VC..11..
12.0 12.0 125.00 12.0 0 0 VC..13..
16.0 16.0 125.00 16.0 0 0 VC..13..

For inserts, see pages: VOMT-F3P (B30) ® VOGT 1303..-PF (B79) » VCMT-SM (B70) » VCET-WF (B80) » VCGT-AS
(B92).

Va4

Screw Key
SR 14-560 T-8/5
SR 14-560 T-8/5
SR 14-513 T-8/5
SR 14-513 T-8/5

Member IMC Group
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SVVCN
72.5° Lead Angle Screw Lock Toolholders for 35° Diamond Inserts with 7° Clearance Angle

A il

h H I] h

i Y

v il

- b

> A

h b I f Ge° G° Insert

SVVCN 0808K-11S (1) 8.0 8.0 125.00 4.3 0 0 VC..1103
SVVCN 1010K-11S (1 10.0 10.0 125.00 5.3 0 0 VC..1103
SVVCN 1212K-11S (1 12.0 12.0 125.00 6.3 0 0 VC..1103
0 0 VC..1103

SVVCN 1616K-11S (1 16.0 16.0 125.00 8.3

() For Swiss type machines
For inserts, see pages: VCMT-F3P (B80) « VCMT-SM (B70) ¢ VCGT-AS (B92)

& ¥

Spare Parts

SVVCN 0808K-11S _ [GRLE0
| SVWVCN 1010K-11S |

SR 14-560
SR 14-560

SVVCN 1616K-11S SR 14-560

A96 ISCAR
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PQLCR/L-S
Side Lever Lock Toolholders for 80° Positive 4-Cornered Inserts for Swiss Automatic Machines

| ¥ <4

h1 F h
[y 1

" i+ (@)
& ﬂ

f I1 ‘ﬁ T
@ Right-hand shown
h b hi I1 f T Ga° Gr° Insert
12.0 12.0 12.0 150.00 12.0 8.5 0 0 QCMT 09T3

For inserts, see pages: QCMT-PF (B79) ¢ QCMT-SM (B79).

& & L ¥

Lever Locking Pin Screw Hex Flag Key
SL LV-3 SL PI-3 SR 10400150 HW 2.5/5

PQLCR/L
Lever Lock Toolholders for 80° Positive 4-Cornered Inserts
95°
' K} <
h ru h
[ i
; Y
b
| e > (&)
r |2’J > T =
h Right-hand shown
h b It I f T Ga° G° Insert
16.0 16.0 100.00 22.0 20.0 8.5 0 0 QCMT 09T3

For inserts, see page: QCMT-PF (B78) « QCMT-SM (B78).

© ® S A8

Seat Spring Pin Punch Lever Screw Hex Flag Key
TXC 322 SP 3 PN 3-4 LR3 SR 117-2014 HW 2.5/5




ISOTURN

PQLCR-A
Lever Lock Toolholders for 80° Positive 4-Cornered Inserts for Swiss Automatic Machines
95°]
| <
v T v
it L
= &
vy v
" i (P E
= | T |-
< o] [}
h Right-hand shown
h b I1 I2 f F1 ha T Ge° Gr°
12.0 12.0 150.00 19.5 12,0 14.0 2.0 8.5 0 0
For inserts, see pages: QCMT-PF (B79) « QCMT-SM (B79).
¢ @ S AS P
Seat Spring Pin Punch Lever Screw Hex Flag Key
TXC 322 SP 3 PN3-4 LR3 SR117-2014 HW 2.5/5
SSBCR/L
75° Lead Angle Screw Lock Toolholders for Square Inserts with 7° Clearance Angle
75°
B

Pl y
h h
i )
| i
f @ b
r‘ I ﬁ

Right-hand shown

h b I1 I2 f Ga°

Gr° Insert

16.0 16.0 100.00 15.0 13.0

0 SC.. 09T3

For inserts, see pages: SCMT-F3P (B81) ¢ SCMT-M3M (B81) ® SCMT-SM (B82) ® SCGT-AS (B91) « SCMT-14 (B82) « SCMT-19 (B83) .

Insert Screw Key 1
SR 16-236 T-15/5

SSSCR/L
45° Lead Angle Screw Lock Toolholders for Square Inserts with 7° Clearance Angle

R R

h h

[ i

i v

f b

V ®

| 11 lj

Right-hand shown
h b I1 I2 f Ga° Gr° Insert

12.0 12.0 80.00 18.0 16.0 0 SC.. 09T3
16.0 16.0 100.00 18.0 20.0 0 SC.. 09T3

For inserts, see pages: SCMT-F3P (B81) ¢ SCMT-M3M (B81) ® SCMT-SM (B82) ® SCGT-AS (B91) ¢ SCMT-14 (B82) « SCMT-19 (B83) .

TE& 7

Insert Screw Key 1
SR 16-236 T-15/5
SR 16-236 T-15/5

ISCAR



PV I URN

STFCR/L
Screw Lock Toolholders for Triangular Inserts with 7° Clearance Angle for Face Turning II
m
e y
h h
a |
iy b
Ll 11 ~H
Right-hand shown
h b I I2 f Ga° Gr Insert
12.0 12.0 80.00 13.0 16.0 0 0 TC.. 1102

For inserts, see pages: TCMT-F3P (B83) » TOMT-M3M (B84) « TCMT-PF (B84) » TCMT-SM (B85) » TCGT-AS (B91)

&

Screw Key
SR 14-548

STGCR/L
91° Lead Angle Screw Lock Toolholders for Triangular Inserts with 7° Clearance Angle

91°

| v

h h

[ 1

. v

f b

v /©

| h [v

Right-hand shown
h b 11 I2 f Ga° Gr° Insert

12.0 12.0 80.00 13.0 16.0 0 0 TC.. 1102
16.0 16.0 100.00 13.0 20.0 0 0 TC.. 1102

For inserts, see pages: TCMT-F3P (B83) « TCMT-M3M (B84) » TCMT-PF (B84) « TCMT-SM (B85) » TCGT-AS (B91)

Insert Screw Key
SR 14-548
SR 14-548

Member IMC Group
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PWLNR/L-04S
Lever Lock External Turning Toolholders for WNGP 0403.. Double-Sided Trigon Inserts

==
= 0

h ¢j>‘

AN

Right-hand shown

re| e

h b 11 I2 f Insert
10.0 10.0 120.00 11.0 10.0 WNGP 04
12.0 12.0 80.00 11.0 12.0 WNGP 04
12.0 12.0 120.00 11.0 12.0 WNGP 04
16.0 16.0 120.00 13.0 16.0 WNGP 04

For inserts, see pages: WNGP-F2M (B45) ¢ WNGP-F2P (B46).

PWLNR/L
Lever Lock External Turning Toolholders for 80° Negative Trigon Inserts

PWLNR-S

A . £

? @ b - |4 +‘
©)
e, .
Right-hand shown
h b I1 I2 f Ga° Gr° Insert
16.0 16.0 100.00 16.0 20.0 -6 -6 WN..06T3
16.0 16.0 100.00 20.3 20.0 -6 -6 WN..06T3

() Can be used on automatics

For inserts, see pages: WNMG-F3P (B47) « WNMG-M3P (B48) » WNMG-F3M (B48) « WNMG-M3M (B49) » WNMG-TF (B53) » WNMG-GN (B49) « WNMG-PP (B52)
o WNMG-VL (B51) « WNMG-SF (B50) » WNMG-NF (B51) * WNMG-WF (B52) » WNMG-WG (B50)

o @® /S r & B

Seat Spring Pin Punch Hex Flag Key Screw Lever

TWN 322 SP 3

TWN 322 SP 3

PN 3-4 HW 2.5/5
PN 3-4 HW 2.5/5

SR 117-2014 LR 3
SR 117-2014 LR 3

ISCAR



PV I VRN
PDJNR/L-07S

Lever Lock Toolholders for DNGP 0703.. Double-Sided 55° Rhombic Inserts

‘¢ IQ*‘

| _y
h W: ) h
A )
Y _v
f b
A o )
cgb
I Right-hand shown
h b 11 I2 f Insert
10.0 10.0 120.00 14.0 10.0 DNGP 07
12.0 12.0 80.00 14.0 12.0 DNGP 07
12.0 12.0 120.00 14.0 12.0 DNGP 07
16.0 16.0 120.00 18.0 16.0 DNGP 07
For inserts, see pages: DNGP-F2M (B53) ¢ DNGP-F2P (B54).
PDJNR/L
Lever Lock Toolholders for 55° Negative Rhombic Inserts
l2
J?Ti I
h h
P i
4 :
f b
e i
i I = Right-hand shown
h b l4 I2 f Ga° Gr° Insert
16.0 16.0 100.00 30.0 20.0 -6 -7 DNMG 1104

For inserts, see pages: DNMG-F3P (B54) ¢ DNMG-M3P (B55) » DNMG-F3M (B55) « DNMG-M3M (B56) « DNMG-GN (B56)  DNMG-VL (B59) » DNMG-PF (B58)

» DNMG-NF (B57)

Seat Spring Pin Punch Lever Screw

Hex Flag Key

TDN 322 SP 3 PN 3-4 LR3D SR 117-2014 HW 2.5/5

DDJNR/L

R-Clamp Toolholders with 93° Lead Angle for 55° Negative Rhombic Inserts

r— [0 —»
| v
h h
[ i
v
| oo
f b
Y K
= h = Right-hand shown
h b I4 I2 f Ga° Gr® Insert
16.0 16.0 100.00 30.0 20.0 -7 -6 DNMG 1104

For inserts, see pages: DNMG-F3P (B54) ¢ DNMG-M3P (B55) ¢ DNMG-F3M (B55) ¢ DNMG-M3M (B56) * DNMG-GN (B56) » DNMG-VL (B59) » DNMG-PF (B58)

DNMG-NF (B57).

@ 7

/

2 N
Seat Seat Screw Clamp Right-Left Screw Key Clamp Spring
RDT 3-2 SR 40085I LCGR-3 SR RC3 KSP 3

Member IMC Group
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MTJNR/L-W
93° Lead Angle Wedge Lock Turning Tools for Negative Triangular Inserts

rlz

| i
h h
P i
i |
! b
I
L A
| I1 r Right-hand shown
h b I1 I2 f Ga° Gr° Insert
16.0 16.0 100.00 32.0 20.0 -6 -6 TNMG 1604

For inserts, see pages: TNMG-F3P (B61) » TNMG-M3P (B62) » TNMG-F3M (B62) « TNMG-M3M (B63)  TNMG-TF (B65) » TNMG-GN (B63) » TNMG/TNGG-PP
(B65) » TNMG-VL (B64) » TNMG-PF (864) » TNMG-SF (864) » TNMG-NF (866)

y v @ = 0 p [/

Seat Seat 1 Locking Pin Wedge Clamp Ring Wedge Screw  Key 1

TTT 322N TTT 332N ZNW 3WNS LC 291N CLAMP ERINGN SR 17-317NS HW 3.0
* (Optional, should be ordered separately)

() Use for inserts TNMG 1603.. 3.18 mm thick

SVJNR/L-F
Screw Lock Toolholders for 35° Negative Inserts with a Wedge
for High Rigidity in Profiling Applications

Y v
g= h
[ Y
v
& b
v A
- |2J
‘ I Right-hand shown
h b I1 I2 f Ga° Gr° Insert
16.0 16.0 100.00 25.0 20.0 -6 -12 VNMG 12T3

® Repeatability: for VNMG is +£0.06 mm, for VNGG is £0.02 mm
For inserts, see pages: VNMG-SF (B60) ¢ VNMG/VNGG-NF (B60) ¢ VNMM-PP (B61).

& ré

Screw Key Wedge Wedge Pin
SR 14-551 T-9/5 AV12 PA12

ISCAR



ISOTURN
SVVNN-F

Screw Lock Toolholders for 35° Negative Inserts with a Wedge

for High Rigidity in Profiling Applications

LA |
h © h
I )
1 ]
f
— b
A
o> A
- Bl >
h b I I2 f Ga° Gr° Insert
16.0 16.0 100.00 26.0 8.0 -14 VNMG 12T3
* Repeatability: for VNMG is +0.06 mm, for VNGG is + 0.02 mm
¢ VNMG/VNGG-NF (B60) * VNMM-PP (B61).

For inserts, see pages: VNMG-SF (B60)

p ¥/

&

Screw Key Wedge

Pin Wedge

SR 14-551 T-9/5 PA 12

AV 12

. .

HEL iTURN

TANGENTIAL LINE
SLANR/L-TANG

Toolholders for LNMX Tangentially Clamped Inserts

4 contact points
ensure secure and
precise clamping

Conventional clamping

\

Yy —
h \ h
— iy
A 1 4 Ref. K
A ' i .
3.70 ' 1
£ bt TN SLANR/L 1616M-118
Y i Yy 6 o=
_><|2<_7 — l2 *| Right-hand shown
h b I1 I2 f Ga®° Gr° Insert
16.0 16.0 100.00 20.0 20.0 -6 -6 LNMX 1104..
16.0 16.0 150.00 20.0 16.2 -6 -6 LNMX 1104..
e ap max for facing: LNMX 11-2.8 mm, LNMX 15-3.8 mm, LNMX 22-5.8 mm
) J\ N
& & b & / 4
Seat Seat Screw Key Insert Screw  Torx Blade T-Handle
TLN 11L-HT SR RS4 T-6/5 SR 34-550-C BLD T10/S7 SW6-SD
TLN 11L-HT SR RS4 T-6/5 SR 34-550-C BLD T10/S7 SW6-SD
TLN 11R-HT SR RS4 T-6/5 SR 34-550-C BLD T10/S7 SW6-SD
TLN 11R-HT SR RS4 T-6/5 SR 34-550-C BLD T10/S7 SW6-SD

Member IMC Group
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SER/L

External Threading Toolholders

ISCARTHREA

P G-Type R
P ' v 9
e
¢ b hi h
I ! U-Type :
SR\ °
| - ,
Right-hand shown ' I Right-hand shown
h b I1 f Insert
8.0 8.0 100.00 11.0 11 ER..
10.0 10.0 100.00 11.0 11 ER/L..
12.0 12.0 80.00 16.0 16 ER/L..
16.0 16.0 100.00 16.0 16 ER/L..
16.0 16.0 125.00 21.7 16 ER..

¢ All tools are made for 1.5 helix angle
16-0

() Toolholder without anvil © Right-hand inserts (ER) for right-hand tools (SER)

o For multi-tooth inserts use anvils AE16M / Al16M; AE22M / AI22M; AE27M / Al27M

(& Cj& %a/? @ y
Insert Screw Anvil Screw Anvil Ext./Int. Right  Anvil Ext./Int. Left Key
S11 T-8/5
S11 T-8/5
S16 A16 Al16 T-10/5
S16 A16 AE16 T-10/5
S$16 A16 Al16 T-10/5
S16 A16 AE16 T-10/5
S16 A16 AE16 T-10/5

e For GTGA inserts, use anvil AE

Member IMC Group
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Whirling Head

P D
; A

Machine - Insert | Insert | Torx
Type ot Whirling Head V4 D di Size Screw Key
SRW4012 418 - 6 6 16 SW16 KW16

SVi2 /8V20 12.0 40.0
STAR SRW4012 424 - 8 8 11 SWi11 KW11
SRW4012 419 - 6 6 16 SW16 KW16

SR20 / ECAS20 12.0 40.0
SRW4012 425 - 8 8 11 SWi11 KW11
SRW4512 422 - 6 6 16 SW16 KW16

M12 /M16 12.0 45.0
SRW4512 426 - 8 8 11 SW11 KW11

Citizen

SRW4512 423 - 6 6 16 SW16 KW16

M20 / M32 12.0 45.0
SRW4512 427 - 8 8 11 SW11 KW11
Tornos Deco 13 /20 SRW4012 420 - 6 6 12.0 40.0 16 SW16 KW16
Traub TNL26 / TNK36 | SRW5425 421 - 6 6 25.0 54.0 16 SW16 KW16
Hanwha SL26HPD SRW4012 416 - 3 3 12.0 40.0 16 SW16 KW16
Maier ML20D SRW4012 417 -5 5 12.0 40.0 16 SW16 KW16

ISCAR



ISCARTHREAD

Whirling tools are provided on request. Attached is a
list of available whirling tools according to the machine
model being used.

The customer should specify his specific thread profile
and the required number of inserts in the cutter (or
leave this decision to ISCAR designers).

The inserts are made from PVD coated grade 1C908.

Advantages

Increased productivity
Increased tool life

Quick setup

Enables producing long threads
Enables high helix angle threads
Short machining time

High quality surface finish

Lead time for whirling tools and inserts is
6-7 weeks.
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ISCARTRREAD
ER/L-55°
External 55° Partial Profile Laydown Threading Inserts, for General Industry
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External right-hand shown
Dimensions Tough <—> Hard
~
2/ 2|lg|g|8|8|s8
. TPI TPI N 0 I3 0 © » -
di Pmin Prmax max min | R X Y o o O &) o o O
6.35 0.50 1.50 48 16 11.00 0.05 0.8 0.9 ® ® [}
9.52 0.50 1.50 48 16 16.00 0.05 0.8 0.9 [} [ ] [
9.52 0.50 3.00 48 8 16.00 0.05 1.2 1.7 [} [ ) [} [} [}
9.52 0.50 3.00 48 8 16.00 0.05 1.2 1.7 [}
9.52 0.50 3.00 48 8 16.00 0.07 1.2 1.7 [ [ ° [} °
9.52 1.75 3.00 14 8 16.00 0.20 1.2 1.7 [} [} [}
9.52 1.75 3.00 14 8 16.00 0.20 1.2 1.7 [}
9.52 1.75 3.00 14 8 16.00 0.23 1.2 1.7 [} ° [}
e For threading between walls use GRIP-type inserts TIP-WT, GEPI-WT, TIPI-WT.
) With pressed chipformer
For tools, see pages: ® SER/L (A109).
ISCARTHREAD » CUTGHIFP
INksEALD ~aras

TIP-WT
Precision Ground 55° Partial Profile, Double-Ended Threading Inserts with a Chipformer

17.7 Ref.

+0.025

TIP inserts are 1.6 mm longer than GIP
in the same pocket

Dimensions

Tough <— Hard

w R=o0.03 TPI max TPI min 1IC08 | 1C908
2.40 0.05 54 D/6.4 ° °
4.00 0.15 19 D/6.4 ° °
5.50 0.25 12 D/6.4 |

* Toolholder seat needs to be modified according to insert profile to ensure clearance. e Pitch max 0.187xD

() D-Diameter of thread (inch)

For tools, see pages: ®* CGHN-D (A25) « GHDR/L (short pocket) (A24)  GHGR/L (A25) ®« GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL

(A14).

ISCAR



ISCARTHREAD  PENTACUT
PENTA 24-WT

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

{Xv
4, :i J\
§

Dimensions
©
o
(=]
TPI max TPI min R &)
48 14 0.05 [ ]

® TPImin=6.4/D(inch) D-nominal thread diameter (inch)
For tools, see pages: ® PCHBR/L (A43) ® PCHPR/L (A42) ¢ PCHR/L-24 (A41) ® PCHR/L-24-JHP (A41).

e NS N A
ISCARTHREAD
ER/L-60°
External 60° Partial Profile, Laydown Threading Inserts, for General Industry

SCREW

External right-hand shown

Dimensions Tough <— Hard

© = o © © © S

TP TP S 818|8|g|8|8|¢8

di Pmin  Pmax max min | R X Y (_) 9 9 9 9 (_) 9 9
6.35 0.50 1.50 48 16 11.00 0.05 0.8 0.9 ° [} °
9.52 050 1.50 48 16 16.00 0.05 0.8 0.9 [ ° [ [ [ °
9.52 0.50 1.50 48 16 16.00 0.05 0.8 0.9 ® [ ]

9.52 050 1.50 48 16 16.00 0.05 0.8 0.9 ° [ [ ° [

9.52 0.50 3.00 48 8 16.00 0.05 1.2 1.7 [ ° [ [ ° o °
9.52 0.50 3.00 48 8 16.00 0.05 1.2 1.7 °

9.52 0.50 3.00 48 8 16.00 0.06 1.2 1.7 ° [ [ [} o o
9.52 1.75 3.00 14 8 16.00 0.17 1.2 1.7 [ ° [ ° o
9.52 1.75 3.00 14 8 16.00 0.17 1.2 1.7 °

9.52 1.75 3.00 14 8 16.00 0.17 1.2 1.7 ° [ [} ) )

e For threading between walls use GRIP-type inserts SCIR/L B/F -MTR/L, TIP-MT, GEPI-MT, TIPI-MT.
) With pressed chipformer.

For tools, see pages: ® SER/L (A109).

Member IMC Group
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ISCARTHREAD * CUFGRIP
TIP-MT
Precision Ground 60° Partial Profile, Double-Ended Threading Inserts with Chipformers

(a)
+0.025 {D_‘«W.? Ref. a*‘

TIP_A-MT  TIP_MT

R
Dimensions Tough <— Hard
W R=0.03 Pmin TPI max IC08 | 1C908
2.40 0.05 0.45 56
2.40 0.05 0.45 56 ° (]
2.40 0.14 1.11 23 (] o
4.00 0.15 1.25 20
4.00 0.15 1.25 20
4.00 0.20 1.63 16 (] o
5.50 0.25 1.94 13 [ [

e (a) TIP inserts are 1.6 mm longer than GIP in the same pocket. e Toolholder seat needs to be modified according to insert profile to ensure clearance.
() Without chipformer (flat rake)

For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) » GHGR/L (A25) « GHMPR/L (A23) » GHMR/L (A23) » GHSR/L (A15) » GHSR/L-JHP-SL
(A14).

ISCARTHREAD » PENTACUT

PENTA 24-MT
60° Partial Profile, Pentagonal External Threading Precision Ground Inserts with a Chipformer

Dimensions
©
o
(=23
Pmin Pmax R 9
0.50 1.75 0.05 [ ]

For tools, see pages: ® PCHBR/L (A43) » PCHPR/L (A42) » PCHR/L-24 (A41) ® PCHR/L-24-JHP (A41).

ISCAR



ISCARTHREAD  SWISSCUT

INNQDVAL LINE

SCIR/L-22-MTR/MTL
60° Partial Profile Threading Inserts

Left-hand shown

Dimensions

[o0)

8

R Y Prin Prnax TPl max TPl i 5)
0.03 0.4 0.30 0.90 83 28 .
0.03 0.4 0.30 0.90 83 28 °
0.07 0.5 0.70 1.10 36 23 [
0.07 0.5 0.70 1.10 36 23 [J
0.10 0.8 0.90 1.70 28 15 )
0.10 0.8 0.90 1.70 28 15 )

For tools, see pages: SCHR/L-BF (A7) e SCHR/L-BF-JHP (A7).

" TN Y W N y_Yor/ |
ISCARTHREAD » SWISSCUT
INNQDVAL LINE
SCIR-22-MTR-ISO
Precision Ground ISO Metric Full Profile Threading Inserts

[ 22.0

“ . Y
Mﬁ:& 3.0
vy )
Dimensions
©
o
1S3
. ™
Pitch w Trmax-r R Y o
0.30 1.00 3.00 0.03 0.2 °
0.40 1.00 3.00 0.04 0.2 [
0.50 1.00 3.00 0.06 0.3 [ ]
0.75 1.00 3.00 0.10 0.4 [ ]
1.00 1.50 4.00 0.14 0.6 °
1.50 2.00 4.00 0.20 0.8 °

For tools, see pages: SCHR/L-BF (A7) e SCHR/L-BF-JHP (A7).




ER/L-ISO

External ISO Metric (DIN13 12-1986 class: 6G), Laydown Threading Inserts,

for General Industry

ISCARTHREAD

x4

f‘Y<

O~

di

5
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. 1/4P
OV
18P
SCREW

External right-hand shown

Dimensions Tough <> Hard
o|2|o| o 0| o|ol|d
S 3|8|8(8/8|8|8|¢8
di Pitch | R X Y Z® [0 Q0|00 |Q|O0|Q QO
6.35 0.35 11.00 0.04 0.8 0.4 1 ° °
6.35 0.40 11.00 0.04 0.7 0.4 1 [ ]
6.35 0.45 11.00 0.05 0.7 0.4 1 [}
6.35 0.50 11.00 0.05 0.6 0.6 1 [ ] [ ] [ ] [}
6.35 0.60 11.00 0.07 0.6 0.6 1 [} [ ]
6.35 0.70 11.00 0.07 0.6 0.6 1 [ ] [ ] [ ]
6.35 0.75 11.00 0.08 0.6 0.6 1 [ ] [ ]
6.35 0.80 11.00 0.09 0.6 0.6 1 [ ] [ ] [ ]
6.35 1.00 11.00 0.12 0.7 0.7 1 [ ] [ ] [ ] [ ]
6.35 1.25 11.00 0.15 0.8 0.9 1 [ ] [ ] [ ]
6.35 1.50 11.00 0.18 0.8 1.0 1 [ ] [ ] [ ] [ ]
6.35 1.75 11.00 0.21 0.8 11 1 [}
9.52 0.35 16.00 0.04 0.8 0.4 1 ° °
9.52 0.40 16.00 0.04 0.7 0.4 1 [} [ ]
9.52 0.45 16.00 0.05 0.7 0.4 1 [} [ ]
9.52 0.50 16.00 0.04 0.6 0.6 1 [ ) ° °
9.52 0.60 16.00 0.07 0.6 0.6 1 ([ ] [ ] [ ]
9.52 0.70 16.00 0.07 0.6 0.6 1 [ ] [ ] [ ]
9.52 0.75 16.00 0.08 0.6 0.6 1 [ ) ° °
9.52 0.75 16.00 0.08 1.3 1.9 3 [ ]
9.52 0.75 16.00 0.08 0.6 0.6 1 [ ] [ ]
9.52 0.80 16.00 0.09 0.6 0.6 1 [ NI °
9.52 0.80 16.00 0.09 0.6 0.6 1 [ ]
9.52 1.00 16.00 0.12 0.7 0.7 1 [ ] [ ] [ ] [ ] [ ] [ ] °
9.52 1.00 16.00 0.12 1.7 2.5 3 [ ]
9.52 1.00 16.00 0.12 0.7 0.7 1 [ ]
9.52 1.00 16.00 0.11 0.7 0.7 1 [ ] [ ] [ ] [ ] [ ] [ ]
9.52 1.25 16.00 0.15 0.8 0.9 1 [ ] [ ] [ ] [ ] [ ]
9.52 1.25 16.00 0.15 0.8 0.9 1 [ ]
9.52 1.25 16.00 0.14 0.8 0.9 1 [ ] [ ] [ ] [ ]
9.52 1.50 16.00 0.18 0.8 1.0 1 ([ ] ([ ] [ ] [ ] ([ ] [ ) [}
9.52 1.50 16.00 0.18 1.5 2.3 2 [ ]
9.52 1.50 16.00 0.19 0.8 1.0 1 [ ]
9.52 1.50 16.00 0.19 0.8 1.0 1 [ ] [ ] [ ] [ ] [ ] [}
9.52 1.75 16.00 0.21 0.9 1.2 1 [ ] [ ] [ ] [ ] [ ]
9.52 1.75 16.00 0.21 0.9 1.2 1 [ ]
9.52 1.75 16.00 0.20 0.9 1.2 1 [ ] [ ] [} [}
9.52 2.00 16.00 0.25 1.0 1.3 1 [ ] [ ] [ ] [ ] [ ]
9.52 2.00 16.00 0.25 2.0 3.0 2 [ [ ]
9.52 2.00 16.00 0.25 2.0 3.0 2 [ ]
9.52 2.00 16.00 0.24 1.0 1.3 1 [ ] [ ] [ ] [ ] [ ]
9.52 2.50 16.00 0.31 11 1.5 1 [ ] [ ] [ ] [ ]
9.52 2.50 16.00 0.30 1.1 1.5 1 ([ ] [ ] [} [} [}
9.52 3.00 16.00 0.38 1.2 1.6 1 [ ] [ ] [ ] [ ] [ ]
9.52 3.00 16.00 0.38 1.2 1.6 1 [ ]
9.52 3.00 16.00 0.38 1.2 1.6 1 [ ] [ ] [ ] [ ] [ ] [ ]

() Multi-tooth @ With pressed chipformer @) Number of teeth per corner.

For tools, see pages: ® SER/L (A109).

ISCAR



ISCARTHREAD °
TIP-P-ISO

Precision Ground ISO Metric Full Profile, Double-Ended, External Threading Inserts

with a Chipformer

CUT-GRIP

+0.025 %41 7.7 Ref.®

Dimensions Tough <— Hard
Pitch w R Rztoler 1IC08 | 1C908
0.50 2.40 0.08 0.030 [ J [}
0.75 2.40 0.11 0.030 [ J [ J
0.80 2.40 0.12 0.030 [ J [}
1.00 2.40 0.14 0.030 [ J [ J
1.25 2.40 0.18 0.030 [ J [ J
1.50 2.40 0.22 0.030 [ J [ J
1.75 2.40 0.25 0.030 [ J [ J
2.00 4.00 0.28 0.030 [ J [ J
2.50 4.00 0.35 0.050 o ()
3.00 4.00 0.42 0.050 [ J
3.50 4.00 0.48 0.050 [ ]
4.00 5.50 0.55 0.050 [ )
5.00 5.50 0.68 0.050 [ ]

® (a) TIP inserts are 1.6 mm longer than GIP in the same pocket.

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance.

For tools, see pages: ®* CGHN-D (A25) * GHDR/L (short pocket) (A24) ® GHGR/L (A25) ® GHMPR/L (A23) * GHMR/L (A23) * GHSR/L (A15) ® GHSR/L-JHP-SL

(A14).

ISCARTHREAD °

PENTA 24-I1SO

with a Chipformer

!-—’:. "a‘l

a

S

PENTACUT

ISO Metric Full Profile, Pentagonal, External Threading Precision Ground Inserts

Dimensions

©

o

. [*]
Pitch R S
0.50 0.08 [ ]
0.75 0.11 °
0.80 0.12 ®
1.00 0.14 ®
1.25 0.18 [
1.50 0.22 ®
1.75 0.25 [ ]
2.00 0.28 ®

For tools, see pages: ® PCHBR/L (A43) » PCHPR/L (A42) » PCHR/L-24 (A41)  PCHR/L-24-JHP (A41).

Member IMC Group



ISCARTHREAD
ER/L-UN

External American UN Full Profile (UN, UNC, UNF, UNEF) Laydown Threading Inserts,
for General Industry

External right-hand shown

Dimensions Tough <— Hard
o | 2 | o o | o | o |5
§18(&|8|8|8[8|¢
di TPI | R X Y z®) O |l Q||| |lo|QOo| o
6.35 44.0 11.00 0.05 0.6 0.6 1 ([ ]
6.35 36.0 11.00 0.07 0.6 0.6 1 [}
6.35 32.0 11.00 0.09 0.6 0.6 1 [}
6.35 28.0 11.00 0.10 0.6 0.7 1 [ ] [}
6.35 24.0 11.00 0.12 0.7 0.8 1 [}
6.35 20.0 11.00 0.15 0.8 0.9 1 [} °
6.35 18.0 11.00 0.17 0.8 1.0 1 [ ]
6.35 16.0 11.00 0.18 0.9 11 1 [ ] [ ] [ ]
9.52 16.0 16.00 0.18 0.9 1.1 1 [}
9.52 72.0 16.00 0.04 0.8 0.4 1 [ ]
9.52 56.0 16.00 0.04 0.7 0.4 1 [ ] o
9.52 48.0 16.00 0.05 0.6 0.6 1 ° °
9.52 40.0 16.00 0.06 0.6 0.6 1 [} [ ] [ ]
9.52 36.0 16.00 0.07 0.6 0.6 1 [ ] [ ] [ ]
9.52 32.0 16.00 0.09 0.6 0.6 1 ° [ ° ° °
9.52 28.0 16.00 0.10 0.6 0.7 1 [ ] [ ] [ ] [ ]
9.52 27.0 16.00 0.10 0.7 0.8 1 [}
9.52 24.0 16.00 0.12 0.7 0.8 1 [ ] [ ] [ ] [ ]
9.52 24.0 16.00 0.12 0.7 0.8 1 [}
9.52 24.0 16.00 0.11 0.7 0.8 1 [ ] [ ] [ ]
9.52 20.0 16.00 0.15 0.8 0.9 1 ° [ °
9.52 20.0 16.00 0.15 0.8 0.9 1 [}
9.52 20.0 16.00 0.14 0.8 0.9 1 ([ ] [ ] [ ] [ ] [ ]
9.52 18.0 16.00 0.17 0.8 1.0 1 [ ] [ ] [}
9.52 18.0 16.00 0.17 0.8 1.0 1 [}
9.52 18.0 16.00 0.15 0.8 1.0 1 [ ] [ ] [ ] [ ]
9.52 16.0 16.00 0.18 0.9 1.1 1 ([ ] (] [ ] [}
9.52 16.0 16.00 0.18 1.5 2.3 2 [}
9.52 16.0 16.00 0.19 0.9 11 1 [ ] [ ] [ ] [ ]
9.52 14.0 16.00 0.22 1.0 1.2 1 [ ] [ ] ° [}
9.52 14.0 16.00 0.22 1.5 2.3 2 [}
9.52 14.0 16.00 0.22 1.0 1.2 1 [}
9.52 14.0 16.00 0.22 1.0 1.2 1 [ ] [} [} [}
9.52 13.0 16.00 0.24 1.0 1.3 1 [ ] [ ] [ ]
9.52 13.0 16.00 0.24 1.0 1.3 1 [}
9.52 13.0 16.00 0.24 1.0 1.3 1 [}
9.52 12.0 16.00 0.26 11 1.4 1 [ ] [ ] [ ] [ ]
9.52 12.0 16.00 0.26 2.2 3.4 2 [}
9.52 12.0 16.00 0.26 1.1 1.4 1 [}
9.52 12.0 16.00 0.25 11 1.4 1 [ ] [ ] [ ] [ ] [ ]
9.52 11.5 16.00 0.27 11 1.5 1 [} [ ]
9.52 11.0 16.00 0.28 1.1 1.5 1 [ ] [ ] [}
9.52 11.0 16.00 0.28 11 1.5 1 [}
9.52 10.0 16.00 0.32 11 1.5 1 [ ] [ ] [ ] [ ]
9.52 10.0 16.00 0.32 1.1 1.5 1 [}
9.52 9.0 16.00 0.36 1.2 1.7 1 ® [ ]
9.52 9.0 16.00 0.36 1.2 1.7 1 [}
9.52 8.0 16.00 0.41 1.2 1.6 1 [ ] [} [}
9.52 8.0 16.00 0.41 1.2 1.6 1 [}
9.52 8.0 16.00 0.41 1.2 1.6 1 [J [ ]

) With pressed chipformer. @ Multi-tooth @ Number of teeth per corner.
For tools, see pages: ® SER/L (A109).

ISCAR



ISCARTHREAD °

TIP-P-UN

Precision Ground American UN (UNC,UNFUNEF) Full Profile, Double-Ended, External

Threading Inserts with a Chipformer

cur VY.V /)

By pd

+0.025 @441 7.7 Ref.(a’w

m

o

=

Dimensions Tough <—> Hard
© ©
2l a8
w R Rztoler TPI 9 9 9
2.40 0.10 0.030 32.0 ® [}
2.40 0.11 0.030 28.0 (] [}
2.40 0.13 0.030 24.0 [ ] [ ]
2.40 0.16 0.030 20.0 [ ] [ ]
2.40 0.18 0.030 18.0 [} [}
2.40 0.20 0.030 16.0 (] [ J
2.40 0.23 0.030 14.0 ([ ] [ ]
2.40 0.25 0.030 13.0 (] [}
2.40 0.27 0.030 12.0 ([ ] [ ]
4.00 0.30 0.030 11.0 [ ]
4.00 0.33 0.050 10.0 [} [}
4.00 0.41 0.050 8.0 [J

e (a) TIP inserts are 1.6 mm longer than GIP in the same pocket. e Toolholder seat needs to be modified according to insert profile to ensure clearance.

For tools, see pages: CGHN-D (A25) ¢

GHDRY/L (short pocket) (A24) o

ISCARTHREAD °

PENTA 24-UN

American UN (UNC, UNF, UNEF) Full Profile, Pentagonal External Threading Precision
Ground Inserts with a Chipformer

GHGR/L (A25) « GHMPR/L (A23)

PENT /N .-

GHMR/L (A23) ® GHSR/L (A15)

GHSR/L-JHP-SL (A14).

Dimensions

@
o
(=2
TPI R e
24.0 0.13 [ ]
20.0 0.16 °
18.0 0.18 [ ]
16.0 0.21 [ ]
14.0 0.23 [ ]

For tools, see pages: ® PCHBR/L (A43)

PCHPR/L (A42) o

PCHR/L-24 (A41)

PCHR/L-24-JHP (A41).

Member IMC Group



ISCARTHREAD

ER/L-W

External Whitworth (BSW, BSF, BSP), B.S5.84-1956 DIN 259 Medium Class,
Full Profile Laydown Threading Inserts

External right-hand shown

Dimensions Tough <—> Hard
© = o © © © S
S 8/8/8/8|8|¢g
di TPI | R X Y Z®d Q|| ]Qo |9

6.35 36.0 11.00 0.07 0.6 0.6 1 [ ]

6.35 20.0 11.00 0.14 8.0 0.9 1 [ ]

6.35 19.0 11.00 0.15 0.8 1.0 1 [ ]

6.35 18.0 11.00 0.16 0.8 1.0 1 [ ]

6.35 16.0 11.00 0.18 0.9 11 1 [ ]

6.35 14.0 11.00 0.21 0.9 11 1 [ ] [ ] [ ]

9.52 40.0 16.00 0.06 0.6 0.6 1 )

9.52 32.0 16.00 0.09 0.6 0.6 1 [ ]

9.52 28.0 16.00 0.09 0.6 0.7 1 ° [ ] [ ]

9.52 26.0 16.00 0.10 0.7 0.7 1 [ ] [ ] [

9.52 24.0 16.00 0.11 0.7 0.8 1 [ ] [ ] ([ ]

9.52 22.0 16.00 0.13 0.8 0.9 1 [ ] [ ] [ ]

9.52 20.0 16.00 0.14 0.8 0.9 1 [ ] [ ] [ ] ([ ]

9.52 19.0 16.00 0.15 0.8 1.0 1 [ ] [ ] [ ] [ ]

9.52 19.0 16.00 0.15 0.8 1.0 1 [ ]

9.52 19.0 16.00 0.16 0.8 1.0 1 [ ] [ ] [ ] [ ] [}

9.52 18.0 16.00 0.16 0.8 1.0 1 [ ] [ ] [ ]

9.52 16.0 16.00 0.18 0.9 11 1 [ ] [ [ ]

9.52 16.0 16.00 0.18 0.9 1.1 1 [ ]

9.52 16.0 16.00 0.20 0.9 11 1 [ ] o [ ]

9.52 14.0 16.00 0.21 1.0 1.2 1 [ ] [ ] [ ] [} °

9.52 14.0 16.00 0.21 1.7 2.7 2 [ ]

9.52 14.0 16.00 0.21 1.0 1.2 1 ([ ]

9.52 14.0 16.00 0.24 1.0 1.2 1 [ ] [ ] [ ] ° [ )

9.52 12.0 16.00 0.25 1.1 1.4 1 [ [ ] [ ] [ ]

9.52 11.0 16.00 0.27 1.1 1.5 1 [ ] [ ] [ ] [ ] [ ]

9.52 11.0 16.00 0.27 1.1 1.5 1 [ ]

9.52 11.0 16.00 0.27 1.1 1.5 1 [ ] [ [ ] [ ] [ ]

9.52 10.0 16.00 0.31 11 1.5 1 [ ] [ ] ([ ]

9.52 10.0 16.00 0.31 1.1 1.5 1 [}

9.52 9.0 16.00 0.34 1.2 1.7 1 [ ] [ ]

9.52 8.0 16.00 0.39 1.2 1.5 1 [ ] [ ] [}

) With pressed chipformer. @ Multi-tooth @ Number of teeth per corner.

For tools, see pages: ® SER/L (A109).

ISCAR



ISCARTHREAD » CUTGRIP
TIP-P-BSW

Precision Ground American BSW, BSF, BSP, Full Profile, Double-Ended External
Threading Inserts with a Chipformer

+0.025 17.7 Ref. @)

Dimensions Tough <—> Hard
©
a8 S
w R TPI Qo Q
2.40 0.11 28.0 [ ] [ ]
2.40 0.12 26.0 [ ] [ ]
2.40 0.12 24.0 [}
2.40 0.12 24.0 [ ]
2.40 0.16 20.0 ®
2.40 0.16 20.0 [}
2.40 0.16 19.0 [ ] ([ ]
2.40 0.17 18.0 [ ]
2.40 0.17 18.0 [}
2.40 0.19 16.0 [ ]
2.40 0.19 16.0 [}
2.40 0.22 14.0 [ ] [ ]
4.00 0.25 12.0 ®
4.00 0.28 11.0 [ ] [ ]
4.00 0.31 10.0 ([ ]

 (a) TIP inserts are 1.6 mm longer than GIP in the same pocket. e Toolholder seat needs to be modified according to insert profile to ensure clearance.

For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) » GHGR/L (A25) » GHMPR/L (A23) ¢ GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL
(A14).

ISCARTHREAD * PENTACUT
PENTA 24-W

Whitworth (BSW, BSF, BSP), B.S.84-1956 DIN 259 Pentagonal Full Profile,
External Threading Inserts with a Chipformer

f_..,: '&‘i

o = g

Dimensions
©
o
»
TPI R O
28.0 0.09 [ ]
19.0 0.15 [ ]
14.0 0.21 [ ]

For tools, see pages: ® PCHBR/L (A43) » PCHPR/L (A42) » PCHR/L-24 (A41)  PCHR/L-24-JHP (A41).




ISCARTHREAD
ER/L-BSPT

External BSPT (British Standard Pipe) B.S.21-1957, Full Profile,
Laydown Threading Inserts

oy]

| >
| X

_;:.in‘-"l |

-

-

di

»

/V

gooﬁbi‘]’é}ip ( ]

1°47' SCREW

External right-hand shown

Dimensions Tough <— Hard
N~
= o © © © o
S| w | oo | o| S
w0 N Yo (e o -
di TPI | R X Y 2 e e e e e
9.52 28.0 16.00 0.11 0.6 0.6 [ ] [ ]
9.52 19.0 16.00 0.16 0.8 0.9 [ ] [ ] [ ]
9.52 14.0 16.00 0.21 1.0 1.2 [ ] [ [ ] [
9.52 14.0 16.00 0.21 1.0 1.2 [}
9.52 14.0 16.00 0.21 1.0 1.2 ([ ] [ ] ([ ]
9.52 11.0 16.00 0.28 11 1.5 [ ] [ ] [ ]
9.52 11.0 16.00 0.28 1.1 1.5 [ ]
9.52 11.0 16.00 0.28 1.1 1.5 ([ ] [ ]
® For threading between walls use insert TIP-BSPT.
() With pressed chipformer.
For tools, see pages: ® SER/L (A109).
ISCARTHREAD » CUT-GRIFP
I nxsEAL ~arsl
TIP-P-BSPT
Precision Ground BSPT (British Standard Pipe) Full Profile, Double-Ended External
Threading Inserts with a Chipformer
| 0.025 {T34=17.7 Ref.fm
|
< 77 N !
%f@g==ﬁfw
~ [R L
1
Dimensions Tough <—> Hard
©
© o
S »
\" R=0.03 TPI o ()
2.40 0.11 28.0 [ ] [ ]
2.40 0.16 19.0 [ ] [ ]
2.40 0.22 14.0 [ ] [ ]
4.00 0.28 11.0 [ ] [ ]

® (a) TIP inserts are 1.6 mm longer than GIP in the same pocket. ¢ Toolholder seat needs to be modified according to insert profile to ensure clearance.
For tools, see pages: ® CGHN-D (A25) « GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) ® GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ¢ GHSR/L-JHP-SL

(A14).

ISCAR



ISCARTHREAD  PENTACUT

PENTA 24-BSPT

BSPT (British Standard Pipe) Full Profile, Pentagonal External Threading Precision

Ground Inserts with a Chipformer

Dimensions

TPI

19.0
14.0

® @ |C908

For tools, see pages: ® PCHBR/L (A43) ® PCHPR/L (A42) » PCHR/L-24 (A41) » PCHR/L-24-JHP (A41).

I O N AR
ISCARTHREAD
ER/L-RND
External DIN 405, Round Laydown Threading Inserts, for Fire Fighting and Food

Industry Pipe Couplings

R0.23851P

R0.22105P

30°

SCREW

External right-hand shown

Dimensions Tough <— Hard
© = o © ©
N | 8|S | 8|8
di TPI | X Y S S ) S Q
9.52 10.0 16.00 11 1.2 [} ° [}
9.52 8.0 16.00 1.4 1.3 ® [ ] [}
9.52 8.0 16.00 1.4 1.3 [}
9.52 6.0 16.00 1.5 1.7 [ ° [
9.52 6.0 16.00 1.5 1.7 [ [
® Tolerance: Class 7H.
() With pressed chipformer
For tools, see pages: ® SER/L (A109).
__ b rIMCGP
|



ISCARTHREAD
ER/L-TR

External Trapeze Shaped DIN 103 Laydown Threading Inserts, for Feed Screws
©

. =i

v NUT

~ ) =S RAA
‘ v : O
" di

SCREW

External right-hand shown

Dimensions Tough <— Hard

© = o © ©

(V) (=] [Te) o o

N[ |6 | e

di Pitch | X Y | Q| Q| Q| 9O

9.52 1.50 16.00 1.0 1.1 [ ] ([ ] [ ]

9.52 2.00 16.00 1.0 1.3 [ ] [ ] [ ]

9.52 3.00 16.00 1.3 1.5 [} [} ° [} [}

e DIN 103 04/1977,1502901/1977 Class 7H.
For tools, see pages: SER/L (A109).

ISCAR



ISCARTHREAD
ER/L-STACME

External STUB ACME Laydown Threading Inserts, for Control Valves and Shallow
ACME Profile

©)
I
L
e (e
v
il WA 29°
3 X i~ \ f’f I
- | @ |
d SCREW
External right-hand shown
Dimensions Dimensions

= o ©
o 0 o
. 0 [V [+
di TPI | X Y o o S}
9.52 16.0 16.00 1.0 1.0 [ ) [ [

9.52 14.0 16.00 1.1 1.1 °
9.52 12.0 16.00 1.2 1.2 [ [ [

9.52 10.0 16.00 1.3 1.3 [ ]
9.52 8.0 16.00 1.5 15 [ ° °
9.52 6.0 16.00 1.8 1.8 [ [

e STUB ACME ASME/ANSI B1.8-1988 Class 2G
For tools, see pages: SER/L (A109).

ER/L-ACME
External ACME Profile Laydown Threading Inserts, for Feed Screws

B

RN

NUT

I=oay=n

SCREW

External right-hand shown

Dimensions Dimensions
= o ©
=) Ire} =)

. 0 3 1o}
di TPI | X Y o o o
6.35 16.0 11.00 0.9 1.0 [ ]
9.52 16.0 16.00 0.9 1.0 [ ] [ ]
9.52 14.0 16.00 1.0 1.2 )
9.52 12.0 16.00 1.1 1.2 [ ] [ ] [ ]
9.52 10.0 16.00 1.3 1.3 [ ] [ ]
9.52 8.0 16.00 1.5 1.5 [ ] [ ] [ ]

* ACME ASME/ANSI B1.5-1988 Class 3G
For tools, see pages: ® SER/L (A109).

Member IMC Group



ISCARTHREAD
ER/L-ABUT

External American Buttress Laydown Threading Inserts, for High Force Transmission
in One Direction

8

LI
-
AP
)

SCREW

External right-hand shown

Dimensions Tough <— Hard

= o ©

S re} © =}

. 0 N S =}

di TPI | X Y o o o S

6.35 20.0 11.00 1.0 1.3 (] [} [ ]
6.35 16.0 11.00 1.0 1.5 [}

9.52 20.0 16.00 1.0 1.3 [}

9.52 16.0 16.00 11 1.5 [ ] [ ]

9.52 12.0 16.00 1.4 2.0 [} (] [ ]

9.52 10.0 16.00 1.5 2.3 [J

* ANSI B1.9-1973 Class 2
For tools, see pages: ® SER/L (A109).

ER/L-SAGE
External Sagengenwinde Thread, Application for High Force in One Direction

. ! oy
y

x ™

o~ O /Y /{N/ /
= b ey 307
, e SCREW
External right-hand shown
Dimensions

©
o
[+
di Pitch | X Y O
9.52 2.00 16.00 11 1.6 °

* Sagengenwinde (DIN 513)
For tools, see pages: ® SER/L (A109).

ISCAR



ISCAR

ER/L-UNJ

External UNJ Profile Laydown Threading Inserts, for Aviation and Aerospace Industry

T sEAD

g;
|
.

/"Rmax 0.18042P
Rmin 0.15011P SCREW

External right-hand shown

Dimensions Tough <— Hard
= o © ©
21&|8/8|¢8

di TPI I R X Y ©C|loe || 0| Qo
6.35 28.0 11.00 0.14 0.6 0.6 °
6.35 24.0 11.00 0.16 0.7 0.8 °
6.35 20.0 11.00 0.19 0.8 0.9 °
6.35 18.0 11.00 0.21 0.8 1.0 [ ]
9.52 48.0 16.00 0.08 0.6 0.6 °
9.52 44.0 16.00 0.09 0.6 0.6 °
9.52 40.0 16.00 0.10 0.6 0.6 °
9.52 36.0 16.00 0.11 0.6 0.6 °
9.52 32.0 16.00 0.12 0.6 0.6 ° °
9.52 28.0 16.00 0.14 0.6 0.6 [ ] [ ] [ ]
9.52 24.0 16.00 0.16 0.7 0.8 o | o °
9.52 20.0 16.00 0.19 0.8 0.9 o | o o | o
9.52 18.0 16.00 0.21 0.8 1.0 o | o | o °
9.52 16.0 16.00 0.24 0.8 1.0 ° °
9.52 14.0 16.00 0.27 1.0 1.2 o | o °
9.52 13.0 16.00 0.29 1.1 1.3 °
9.52 12.0 16.00 0.32 1.1 1.4 o | o °
9.52 10.0 16.00 0.38 1.1 1.5 ° °
9.52 8.0 16.00 0.48 1.2 1.6 o | o

* UNJ MIL-S-8879C 9-1992 Class 3A

For tools, see pages: SER/L (A109).

ER-MJ

External MJ ISO 5855 Metric Full Profile Laydown Threading Inserts, for the Aviation

and Aerospace Industry ’©

5/16 P

60°

&max 0.18042P

Rmin 0.15011P SCREW

External right-hand shown

Dimensions Tough <> Hard
o (e
& &

di Pitch | R X Y e e
9.52 1.00 16.00 0.16 0.7 0.8 [ ]
9.52 1.25 16.00 0.20 0.8 0.9 [ ]
9.52 1.50 16.00 0.23 0.8 1.0 [ ] [ ]
9.52 2.00 16.00 0.32 1.0 1.3 [ ]

For tools, see pages: ¢

SER/L (A109).

Member IMC Group



ISCARTHREAD
ER/L-NPT

External NPT (National Pipe Threads) Full Profile Laydown Threading Inserts, for
Steam, Gas and Water Pipes

@

L

A\

470 screw

External right-hand shown

Dimensions Tough <— Hard
N~
© = o © © © o
N S re} 1=} oS =} S
. N 0 N 0 © =] -
di TPI I R X Y Q||| ]Qo|Q
9.52 27.0 16.00 0.04 0.7 0.8 [ ] [ ] ([ ]
9.52 18.0 16.00 0.06 0.8 1.0 [ ] [ ] [ ]
9.52 18.0 16.00 0.06 0.8 1.0 [}
9.52 18.0 16.00 0.05 0.8 1.0 [ ] [ ] [ ]
9.52 14.0 16.00 0.07 0.9 1.2 [ ] [ ] [ ] [ ]
9.52 14.0 16.00 0.07 0.9 1.2 [ ]
9.52 14.0 16.00 0.05 0.9 1.2 [ ] ([ ] [ ] [ ] ([ ]
9.52 11.5 16.00 0.09 11 1.5 [ ] [ ] [ ] [ ]
9.52 11.5 16.00 0.09 1.1 1.5 [ ]
9.52 11.5 16.00 0.09 1.1 1.5 [ ] [ ] [ ]
9.52 8.0 16.00 0.12 1.3 1.8 ([ ] [ ] ([ ]
9.52 8.0 16.00 0.12 1.3 1.8 [ ]
9.52 8.0 16.00 0.12 1.3 1.8 [ ] [ ] [ ]
¢ For threading between walls use GRIP-type insert TIP-NPT. e National Pipe Threads ANSI/ASME B1.20.1-1983
() With pressed chipformer.
For tools, see pages: ® SER/L (A109).
ISCARTHREAD » CUTGRIP
FrisEAL ~arsl
TIP-P-NPT
Precision Ground, NPT (National Pipe Threads) Full Profile, Double-Ended External
Threading Inserts with a Chipformer
+0.025 <17.7 Ref.@»
|
Dimensions Tough <— Hard
©
© =}
o 13}
w R=0.03 TPI S) o
2.40 0.05 27.0 [ ] [ ]
2.40 0.07 18.0 [ ] [ ]
2.40 0.09 14.0 ®
4.00 0.10 11.5 [ ] [ )
4.00 0.13 8.0 [ ] [ ]

® (a) TIP inserts are 1.6 mm longer than GIP in the same pocket. ¢ Toolholder seat needs to be modified according to insert profile to ensure clearance.
For tools, see pages: ® CGHN-D (A25) « GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) ® GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ¢ GHSR/L-JHP-SL

(A14).

ISCAR



ISCARTHREAD
ER-NPTF

External NPTF (National Pipe Threads) Full Profile Laydown Threading Inserts for

Steam, Gas and Water Pipes

g;
|
.

\V

1] screw

External right-hand shown

Dimensions Tough <—> Hard

= o ©

B Q|

di TPI [ X Y z o e e
6.35 18.0 11.00 0.8 1.0 1 ([ ]

6.35 14.0 11.00 0.8 1.0 1 [ ]

9.52 27.0 16.00 0.7 0.7 1 [ ] [ ]

9.52 18.0 16.00 0.8 1.0 1 [ ]

9.52 14.0 16.00 0.9 1.2 1 [ ] [ ] [ ]

9.52 11.5 16.00 1.1 1.5 1 [ ] [ ]

¢ (National Pipe Threads-Dry Seal) ANSI/ASME B1.20.1-1976 full profile.

For tools, see pages: ® SER/L (A109).

ER-PG

External Threading Inserts for the Electrical Industry

o]

|

ey

SCREW

External right-hand shown

Dimensions Tough <— Hard

(e

(<] o

o o

di Pitch | X Y e e
9.52 16.00 16.00 0.8 1.0 °
9.52 18.00 16.00 0.8 0.9 °
9.52 20.00 16.00 0.7 0.8 ° °

For tools, see pages: ® SER/L (A109).

Member IMC Group



A S N A
ISCARTRREAD
ER/L-API RD
External API - Qil Thread, Round Profile Laydown Threading Inserts

30° 30°

| PF
TAPER 1:16 | % 90°

External right-hand shown

Tough <> Hard

Dimensions
= o © ©
o Yo o o
0 3 0 =]
di TPI | IPF X Y o O o O
9.52 10.0 16.00 0.75 1.5 1.4 [ [ ] [
9.52 8.0 16.00 0.75 1.3 1.6 [ ] [ ] [ ] [ ]

* API Spec 5B8-1996
For tools, see pages: SER/L (A109).

ISCAR
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PICCOACE

PICCO ACE
Collet Chuck Holders for PICCOCUT Inserts

—

by 3 — T

D do & { H dge @%} T

v 2 | -

| - |
-— L5 — L3 |
L
Dimensions
d d2 D L L5 L3 T Wrench Cap Ace

12.00 4.00 14.50 85.00 23.00 53.00 10.3 WRENCH ACE 4-5 CAP ACE 4
12.00 5.00 14.50 85.00 23.00 53.00 10.3 WRENCH ACE 4-5 CAP ACE 5
16.00 4.00 14.50 85.00 21.50 53.50 14.0 WRENCH ACE 4-5 CAP ACE 4
16.00 5.00 14.50 85.00 21.50 53.00 14.0 WRENCH ACE 4-5 CAP ACE 5
16.00 6.00 19.90 85.00 23.00 53.50 14.0 WRENCH ACE 6-7 CAP ACE 6
16.00 7.00 19.90 85.00 23.00 53.50 14.0 WRENCH ACE 6-7 CAP ACE 7
20.00 4.00 14.50 150.00 21.50 118.00 18.0 WRENCH ACE 4-5 CAP ACE 4
20.00 5.00 14.50 150.00 21.50 118.00 18.0 WRENCH ACE 4-5 CAP ACE 5
20.00 6.00 19.90 150.00 21.50 118.00 18.0 WRENCH ACE 6-7 CAP ACE 6
20.00 7.00 19.90 150.00 21.50 118.00 18.0 WRENCH ACE 6-7 CAP ACE 7
22.00 4.00 14.50 150.00 21.50 118.00 20.0 WRENCH ACE 4-5 CAP ACE 4
22.00 5.00 14.50 150.00 21.50 118.00 20.0 WRENCH ACE 4-5 CAP ACE 5
22.00 6.00 19.90 150.00 21.50 118.00 20.0 WRENCH ACE 6-7 CAP ACE 6
22.00 7.00 19.90 150.00 21.50 118.00 20.0 WRENCH ACE 6-7 CAP ACE 7

* Holders are suitable for right- and left-hand PICCO inserts

PICCO ACE Inch

Dimensions
Designation d d2 D L L5 L3 T Wrench Cap Ace

.500 157 571 3.346 .906 2,087 457  WRENCH ACE 4-5 CAP ACE 4

.500 197 571 3.346 .906 2.087 457  WRENCH ACE 4-5 CAP ACE 5
625 157 571 3.346 846 2,087 551  WRENCH ACE 4-5 CAP ACE 4

625 197 571 3.346 .846 2,087 551  WRENCH ACE 4-5 CAP ACE 5
625 236 783 3.346 .906 2.087 551  WRENCH ACE 6-7 CAP ACE 6

625 276 783 3.346 .906 2.087 551  WRENCH ACE 6-7 CAP ACE 7
750 157 571 5.906 846 4.646 677  WRENCH ACE 4-5 CAP ACE 4

750 197 571 5.906 846 4.646 677  WRENCH ACE 4-5 CAP ACE 5
750 236 783 5.906 .906 4.646 .677  WRENCH ACE 6-7 CAP ACE 6

750 276 783 5.906 .906 4.646 677  WRENCH ACE 6-7 CAP ACE 7
1.000 157 571 5.906 846 4.646 905  WRENCH ACE 4-5 CAP ACE 4

1.000 197 571 5.906 846 4.646 905  WRENCH ACE 4-5 CAP ACE 5
1.000 236 783 5.906 846 4.646 905  WRENCH ACE 6-7 CAP ACE 6

1.000 276 783 5.906 .846 4.646 905  WRENCH ACE 6-7 CAP ACE7

¢ Holders are suitable for right- and left-hand PICCO inserts
Pins

Locking shim —

Cap

Wrench

‘ Member IMC Group
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PIcCOCUT

PICCO/MG PCO (holder)
Holders for PICCO Inserts and Small Diameter Boring Bars

Ls <[ 3—»
oy
O il
b tr
D ﬁ =
e ] N
d d2 ds L Ls L3 T D Fig.
12.00 4.00 5.00 75.00 10.00 55.00 10.3 18.00 2
16.00 4.00 5.00 75.00 10.00 55.00 14.0 18.00 2
20.00 4.00 5.00 90.00 10.00 70.00 18.0 18.00 2
22.00 4.00 5.00 90.00 10.00 70.00 20.0 18.00 2
16.00 6.00 7.00 75.00 10.00 55.00 14.0 18.00 2
20.00 6.00 7.00 90.00 10.00 70.00 18.0 18.00 2
22.00 6.00 7.00 90.00 10.00 70.00 20.0 18.00 2
12.00 6.00 - 75.00 15.00 50.80 11.0 18.00 1
16.00 6.00 8.00 75.00 10.00 55.00 14.0 18.00 2
20.00 6.00 8.00 90.00 10.00 70.00 18.0 18.00 2
22.00 6.00 8.00 90.00 10.00 70.00 20.0 18.00 2
25.00 6.00 8.00 90.00 10.00 70.00 23.0 18.00 2
16.00 9.00 - 75.00 15.00 53.00 18.0 18.00 1

e Holders are suitable for right- and left-hand inserts, and boring bars.

() Tools for Swiss-type CNC

7

Screw

Key Coolant Fitting Stopper

SR M5X4-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF

HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5 PL 16

MG PCO-SPCR8
MG PCO-SPCR8
MG PCO-SPCR8
MG PCO-SPCR8

ISCAR




PICCOCUT

PICCO/MG PCO (holder) Inch
Holders for PICCO Inserts and Small Diameter Boring Bars

@ Ls ‘ L3
I N
oot -—-—-—- EH
=
T f—_? T,
D —H—e=—— 1| d
-
L VO
d d2 ds L Ls Ls T D Fig.
PICCO 12.7-4-5 500 157 197 2.950 394 2.170 410 709 2
PICCO 15.9-4-5 625 157 197 2.950 394 2.170 550 709 2
PICCO 19-4-5 750 157 197 3.540 394 2.760 710 709 2
1.000 157 197 3.543 .394 2.756 921 709 2
PICCO 15.9-6-7 625 236 276 2.950 394 2.170 550 709 2
PICCO 19-6-7 750 236 276 3.540 394 2.760 710 709 2
PICCO 25.4-6-7(1) 1.000 236 276 3.543 394 2.756 921 709 2
MG PCO-12.7-6 500 236 - 3.000 590 2,090 433 709 1
MG PCO-15.9-6-8 625 236 315 3.000 .390 2.170 551 709 2
750 236 315 3.500 .390 2.760 709 709 2
MG PCO-25.4-6-8!1) 1.000 236 315 3.543 394 2.756 921 709 2
MG PCO-16-9 630 354 = 2.953 591 2.087 709 709 1

* Holders are suitable for left- and right-hand inserts, and boring bars.
™) Tools for Swiss-type CNC

MG PCO...-6-8

MF..8-...
PICCO..MFT...8-...
N

Back Stopper
MG PCO-SPCR8

Spare Parts
Screw Key Seal  Stopper

PICCO 12.7-4-5 SR M5X4-PF  HW 2.5
PICCO 15.9-4-5 SR M5X6-PF  HW 2.5
PICCO 19-4-5 SR M5X6-PF  HW 2.5
SRM5X6-PF  HW 2.5
PICCO 15.9-6-7 SR M5X6-PF  HW 2.5
PICCO 19-6-7 SR M5X6-PF  HW 2.5
PICCO 25.4-6-7 SR M5X6-PF  HW 2.5
MG PCO-12.7-6 SR M5X6-PF  HW 2.5
MG PCO-15.9-6-8 SR M5X6-PF  HW 2.5 MG PCO-SPCR8
MG PCO-19-6-8 SR M5X6-PF  HW 2.5 MG PCO-SPCR8
MG PCO-25.4-6-8 SR M5X6-PF  HW 2.5 MG PCO-SPCR8
MG PCO-16-9 SR M5X6-PF  HW 25 PL16

Q Member IMC Group
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PIcCOCUT

GHPCOR/L
Perpendicular Square-Shank Tools for Use on the Cross Slide Units of Swiss-Type
and Automatic Machines

Cutting Edge Height
¥ E—
h1 _e
- = A
PR [ 5
fl
AT frnax f b
Tmax-a
b Il Right-hand shown
h b I Ls ha Ho At Dimex  Tmaxa  fmax d di
GHPCOR/L 08-16-4-5 8.0 8.0 102.00 88.00 4.0 15.0 34.00 26.0 16.00 30.0 4.00 5.00
8.0 8.0 102.00 88.00 4.0 15.0 34.00 26.0 25.00 30.0 4.00 5.00
GHPCOR 08-28-4-5 8.0 8.0 102.00 88.00 4.0 15.0 34.00 26.0 28.00 30.0 4.00 5.00

10.0 10.0 102.00 88.00 2.0 18.0 34.00 26.0 16.00 30.0 4.00 5.00
GHPCOR/L 10-25-4-5 10.0 10.0 102.00 88.00 2.0 18.0 34.00 26.0 25.00 30.0 4.00 5.00

120 120 10200 88.00 - 180 3400 260 1600  30.0 400  6.00
120 120 10200 88.00 5 180  43.00 260 2500 390 400  6.00
160 160 11200 98.00 - 220 3500 360 1600 31.0 400  6.00
e TS 160 160 112,00 98.00 - 220 4400 360 2500 40.0 400  6.00
160 160 11200  98.00 - 220 49.00 360 3000 450  7.00  8.00

* PICCOCUT insert should not exceed A1 length. e Left-hand holders are available upon request. ® Coolant tube adapter: KQ2L06-M5 (for 6 mm coolant tube)

Indexing from the top Indexing from the front

Spare Parts
Side Clamp Screw Key Pipe Fitting
GHPCOR/L 08-16-4-5 [;[=p)i} SR M4X14DIN912 12.9 HW 3.0 KQ2L06-M5
HED 08 SR M4X14DIN912 12,9 HW 3.0 KQ2L06-M5
GHPCOR 08-28-4-5 HED 08 SR M4X14DIN912 12.9 HW 3.0 KQ2L06-M5
HED 10 SR M4X14DIN912 12.9 HW 3.0 KQ2L06-M5
GHPCOR/L 10-25-4-5 [G[3bR[0] SR M4X14DIN912 12.9 HW 3.0 KQ2L06-M5
HED 12 SR M4X14DIN912 12.9 HW 3.0 KQ2L06-M5
GHPCOR 12-25-4-6 [ [=pRPi SR M4X14DIN912 12.9 HW 3.0 KQ2L06-M5

HED 16-4-6 SR M4X14DIN912 12.9 HW 3.0 KQ2L06-M5
el et B T e HED 16-4-6 ¢ SR M4X14DIN912 12.9 HW 3.0 KQ2L06-M5
HED 16-7-8 SR M4X14DIN912 12.9 HW 3.0 KQ2L06-M5
GHPCOR 16-30-7-8 HED 16-7-8 SR M4X14DIN912 12.9 HW 3.0 KQ2L06-M5

ISCAR




PIcCOCUT

PICCO R/L 050, 053, 055

Inserts for Internal Turning and Chamfering

v
‘ v
D———F| Dmin
SNE
Right-hand shown

Dimensions Tough <> Hard
© ©
N &
d f a h I2 Re0.05 Trmax D min e e
4.00 - 0.50 20.00 2.0 0.04 0.08 0.60 [ ] [ ]
4.00 = 0.50 20.00 3.0 0.04 0.08 0.60 [ ] [ ]
4.00 - 0.70 20.00 4.0 0.04 0.08 0.80 [}
4.00 - 0.90 20.00 4.5 0.05 0.10 1.00 [ ] [ ]
4.00 - 0.90 22.00 6.5 0.05 0.10 1.00 [ °
4.00 - 1.70 19.00 4.0 0.05 0.10 2.00 [ ] [ ]
4.00 - 1.70 24.00 9.0 0.05 0.10 2.00 [ ] ([ ]
4.00 - 1.70 29.00 14.0 0.05 0.10 2.00 [ ] [ ]
4.00 0.2 2.20 19.00 5.0 0.05 0.15 2.50 [}
4.00 0.2 2.20 24.00 10.0 0.05 0.15 2.50 [ ]
4.00 0.2 2.20 30.00 16.0 0.05 0.15 2.50 ®
4.00 0.6 2.60 24.00 9.0 0.03 0.20 2.80 ®
4.00 0.6 2.60 24.00 9.0 0.10 0.20 2.80 [ ] ([ ]
4.00 0.6 2.60 30.00 15.0 0.03 0.20 2.80 °
4.00 0.6 2.60 30.00 15.0 0.10 0.20 2.80 ) °
4.00 0.6 2.60 34.00 19.0 0.03 0.20 2.80 (]
4.00 0.6 2.60 34.00 19.0 0.10 0.20 2.80 (] [ ]
4.00 11 3.10 24.00 10.0 0.10 0.25 3.50 ®
4.00 1.1 3.10 30.00 16.0 0.10 0.25 3.50 °
4.00 1.1 3.10 34.00 20.0 0.10 0.25 3.50 [ ]
4.00 1.1 3.10 38.00 24.0 0.10 0.25 3.50 [}
4.00 1.5 3.50 24.00 9.0 0.03 0.30 4.00 (]
4.00 1.5 3.50 24.00 9.0 0.10 0.30 4.00 (] [
4.00 1.5 3.50 30.00 15.0 0.03 0.30 4.00 °
4.00 1.5 3.50 30.00 15.0 0.10 0.30 4.00 [ ] [ ]
4.00 1.5 3.50 34.00 19.0 0.03 0.30 4.00 (]
4.00 1.5 3.50 34.00 19.0 0.10 0.30 4.00 (] ([ ]
4.00 1.5 3.50 38.00 23.0 0.10 0.30 4.00 [ ] [ ]
4.00 1.5 3.50 42.00 27.0 0.10 0.30 4.00 [ ] [ ]
5.00 1.9 4.40 25.00 9.0 0.05 0.50 5.00 ®
5.00 1.9 4.40 25.00 9.0 0.15 0.50 5.00 [ ] ( ]
5.00 1.9 4.40 30.00 14.0 0.05 0.50 5.00 °
5.00 1.9 4.40 30.00 14.0 0.15 0.50 5.00 [ °
5.00 1.9 4.40 35.00 19.0 0.05 0.50 5.00 [ ]
5.00 1.9 4.40 35.00 19.0 0.15 0.50 5.00 [ ] ([ ]
5.00 1.9 4.40 40.00 24.0 0.05 0.50 5.00 (]
5.00 1.9 4.40 40.00 24.0 0.15 0.50 5.00 (] [ ]
5.00 1.9 4.40 45.00 29.0 0.05 0.50 5.00 °
5.00 1.9 4.40 45.00 29.0 0.15 0.50 5.00 ([ ] [ ]
5.00 1.9 4.40 50.00 34.0 0.15 0.50 5.00 [ ] [ ]
6.00 2.3 5.30 30.00 14.0 0.05 0.50 6.00 [}
6.00 2.3 5.30 30.00 14.0 0.15 0.50 6.00 [ ] [ ]
6.00 2.3 5.30 37.00 21.0 0.05 0.50 6.00 °
6.00 2.3 5.30 37.00 21.0 0.15 0.50 6.00 [ ] [ ]
6.00 2.3 5.30 40.00 24.0 0.05 0.50 6.00 [}
6.00 2.3 5.30 40.00 24.0 0.15 0.50 6.00 [ ] [ ]
6.00 2.3 5.30 45.00 29.0 0.05 0.50 6.00 °
6.00 2.3 5.30 45.00 29.0 0.15 0.50 6.00 ° °
6.00 2.3 5.30 50.00 34.0 0.15 0.50 6.00 [ ] ([ ]
6.00 2.3 5.30 57.00 41.0 0.15 0.50 6.00 [ ] [ ]
7.00 2.8 6.30 35.00 19.0 0.15 0.60 6.80 [ ] [ ]
7.00 2.8 6.30 40.00 24.0 0.15 0.60 6.80 ° °
7.00 2.8 6.30 45.00 29.0 0.15 0.60 6.80 [ ] [ ]
7.00 2.8 6.30 50.00 34.0 0.15 0.60 6.80 [ ] [ ]
7.00 2.8 6.30 55.00 39.0 0.15 0.60 6.80 [ ] ([ ]
7.00 2.8 6.30 60.00 44.0 0.15 0.60 6.80 [ ] [ ]
7.00 2.8 6.30 65.00 49.0 0.15 0.60 6.80 [ ] [

® Specify right- or left-hand bars

() Maximum D.0.C.=0.01-0.03 mm, maximum feed=0.01 mm/rev.

Member IMC Group



PIcCOCUT

PICCO R/L 050-C
Inserts with Chipformers for Internal Boring and Profiling

11 ‘
v
il I——= dho
SV !
<—I2—>|
L—‘l B /w\8°
a 'y (1]
2021
J * R fM Right-hand shown
Dimensions
[
]
(S
Designation d f a I1 I2 Tmax D min R=0.05
4.00 1.5 3.50 24.00 10.0 0.30 4.00 0.20 °
4.00 15 3.50 34.00 20.0 0.30 4.00 0.20 °
4.00 15 3.50 38.00 24.0 0.30 4.00 0.20 °
4.00 15 3.50 42.00 28.0 0.30 4.00 0.20 °
5.00 1.9 4.40 25.00 10.0 0.50 5.00 0.20 °
5.00 1.9 4.40 30.00 15.0 0.50 5.00 0.20 °
5.00 1.9 4.40 35.00 20.0 0.50 5.00 0.20 .
5.00 1.9 4.40 40.00 25.0 0.50 5.00 0.20 °
5.00 1.9 4.40 45.00 30.0 0.50 5.00 0.20 °
5.00 1.9 4.40 50.00 35.0 0.50 5.00 0.20 °
6.00 2.3 5.30 30.00 15.0 0.50 6.00 0.20 °
6.00 2.3 5.30 37.00 220 0.50 6.00 0.20 °
6.00 2.3 5.30 40.00 25.0 0.50 6.00 0.20 °
6.00 2.3 5.30 45.00 30.0 0.50 6.00 0.20 °
6.00 2.3 5.30 50.00 35.0 0.50 6.00 0.20 °
6.00 2.3 5.30 57.00 42,0 0.50 6.00 0.20 °
7.00 2.8 6.30 35.00 20.0 0.60 6.80 0.20 °
7.00 28 6.30 40.00 25,0 0.60 6.80 0.20 °
7.00 2.8 6.30 45.00 30.0 0.60 6.80 0.20 °
7.00 2.8 6.30 50.00 35.0 0.60 6.80 0.20 °
PICCO R/L 050.7-40C (1) [ 2.8 6.30 55.00 40.0 0.60 6.80 0.20 °

® All left-hand inserts on request

() Upon request.




PICCOCUT

PICCO R 051
Reinforced Boring and Profiling Inserts with Internal Coolant Hole

i
. Dmin
\45° ="
b2
a% &
' o
R A7
Dimensions
©
]
5]
Designation d f a I1 I2 Tmax D min R=0.05
4.00 - 1.80 19.00 5.0 0.10 2.00 0.15 °
4.00 = 1.80 24.00 10.0 0.10 2.00 0.05 °
4.00 - 1.80 24.00 10.0 0.10 2.00 0.15 °
4.00 0.7 2.70 30.00 16.0 0.15 3.00 0.10 °
4.00 0.7 2.70 30.00 16.0 0.15 3.00 0.20 °
4.00 1.6 3.60 24.00 10.0 0.20 4.00 0.10 °
4.00 1.6 3.60 24.00 10.0 0.20 4.00 0.20 °
4.00 1.6 3.60 30.00 16.0 0.20 4.00 0.10 °
4.00 1.6 3.60 30.00 16.0 0.20 4.00 0.20 °
5.00 2.1 4.60 30.00 15.0 0.30 5.00 0.10 °
PICCO R 051.5.20-15 5.00 2.1 4.60 30.00 15.0 0.30 5.00 0.20 °
5.00 21 4.60 40.00 25.0 0.30 5.00 0.10 °
5.00 2.1 4.60 40.00 25.0 0.30 5.00 0.20 °
6.00 25 5.50 30.00 15.0 0.40 6.00 0.10 °
6.00 25 5.50 30.00 15.0 0.40 6.00 0.20 °
6.00 25 5.50 37.00 22,0 0.40 6.00 0.20 °
6.00 25 5.50 50.00 35.0 0.40 6.00 0.20 °

Q Member IMC Group
(T Iy
4 11 [|]




PIcCOCUT

PICCO R 050.20
Inserts for Internal Turning and Chamfering Next to the Bottom of Blind Holes

i i

Right-hand shown

Dimensions
[o]
&
Designation d f a Ih I2 R=0.05 Tmax-r D min (©]
PICCO R 050.20.2-10 4.00 - 1.70 24.00 10.0 0.05 0.10 2.00 .
4.00 0.6 2.60 24.00 10.0 0.10 0.20 2.80 °
PICCO R 050.20.4-16 4.00 1.5 3.50 30.00 16.0 0.10 0.30 4.00 °
5.00 1.9 4.40 35.00 19.0 0.15 0.50 5.00 .
* Specify right- or left-hand bars
PICCO 050... PICCO 050.20...
PICCO R 050 (CBN)
CBN Tipped Inserts for Internal Turning, Profiling and Chamfering of Hard Steel
‘ I1 *
I e ——— e
A A
f 8° lo —
| i Wt
a '— ——
LI BN
"\ R
20 TM Right-hand shown efalalile i Ly = TN B
Dimensions
wn
Yol
=
Designation d f a I1 I2 Trmax D min R=0.05
PICCO R 050.3-10B 4.00 0.6 2.60 25.50 10.0 0.20 2.80 0.20 °
4.00 1.5 3.50 25.50 10.0 0.30 4.00 0.20 °
PICCO R 050.5-15B 5.00 1.9 4.40 31.50 15.0 0.50 5.00 0.20 .
6.00 2.3 5.30 31.50 15.0 0.50 6.00 0.20 .
PICCO R 050.7-20B 7.00 2.8 6.30 36.50 20.0 0.60 6.80 0.20 .

e |t is not recommended to use coolant when machining with CBN tipped tools e Available on request only

ISCAR




PIcCOCUT

PICCO R/L 090
Inserts for Internal Turning and Profiling

| I
- =
! N
Q0° f o —— ¥ — = Dmin
/ - =
i L —— ——= a q j
= 20{\/ B R Tmax A
Right-hand shown
Dimensions
©
[\
N
(S)
Designation d f a I1 I2 R=0.08 Trmax D min
PICCO R/L 090.3-10 4.00 0.6 2.60 24.00 9.0 0.10 0.20 2.80 °
4.00 0.6 2.60 30.00 15.0 0.10 0.20 2.80 °
PICCO R/L 090.4-10 4.00 15 3.50 24.00 9.0 0.10 0.30 4.00 [
4.00 15 3.50 30.00 15.0 0.10 0.30 4.00 [}
PICCO R/L 090.5-10 5.00 1.9 4.40 25.00 9.0 0.15 0.50 5.00 °
5.00 1.9 4.40 30.00 14.0 0.15 0.50 5.00 [}
PICCO R/L 090.5-20 5.00 1.9 4.40 35.00 19.0 0.15 0.50 5.00 [J
* Specify right- or left-hand bars
PICCO R/L 080
Inserts for Internal Back Turning
v
Dmin
Iy
Right-hand shown
Dimensions
©
q
Designation d f a w I I2 R=0.05 Tmax-r D min [©]
PICCO R/L 080.0003-15 4.00 0.6 2.60 1.50 29.00 14.0 0.10 0.50 3.00 °
4.00 0.6 2.60 1.50 34.00 19.0 0.10 0.50 3.00 °
PICCO R/L 080.0004-15 4.00 1.5 3.50 1.50 29.00 14.0 0.15 0.80 4.00 [
4.00 1.5 3.50 1.50 39.00 24.0 0.15 0.80 4.00 [
PICCO R/L 080.0005-20 5.00 1.9 4.40 1.50 35.00 19.0 0.20 1.00 5.00 [}
5.00 1.9 4.40 1.50 45.00 29.0 0.20 1.00 5.00 [ ]
PICCO R/L 080.0006-20 6.00 2.3 5.30 1.50 35.00 19.0 0.20 1.80 6.00 °
6.00 2.3 5.30 1.50 45.00 29.0 0.20 1.80 6.00 °
PICCO R/L 080.0007-20 7.00 2.8 6.30 1.50 35.00 19.0 0.20 2.50 7.00 [}
7.00 2.8 6.30 1.50 45.00 29.0 0.20 2.50 7.00 [

® Specify right- or left-hand bars




PIcCOCUT

PICCO R/L 002-007

Inserts for Internal Grooving and Turning
v
3 N
Dmin
RO
Right-hand shown
Dimensions Tough <> Hard

[ee) [o¢]

N S

d W=0.05 f a I I2 Tmax-r D min O O

4.00 0.50 0.2 1.80 19.00 5.0 0.40 2.00 °

4.00 0.50 0.2 1.80 24.00 10.0 0.40 2.00 °

4.00 0.50 0.2 1.80 29.00 15.0 0.40 2.00 °

4.00 0.70 0.7 2.70 19.00 5.0 0.60 3.00 °

4.00 0.70 0.7 2.70 24.00 10.0 0.60 3.00 °

4.00 0.70 0.7 2.70 29.00 15.0 0.60 3.00 °
4.00 1.00 1.5 3.50 24.00 9.0 0.80 4.00 °
4.00 1.00 1.5 3.50 30.00 15.0 0.80 4.00 °
4.00 1.00 1.5 3.50 34.00 19.0 0.80 4.00 °
5.00 1.00 1.9 4.40 25.00 9.0 1.00 5.00 °
5.00 1.00 1.9 4.40 30.00 14.0 1.00 5.00 °
5.00 1.00 1.9 4.40 35.00 19.0 1.00 5.00 °
5.00 1.00 1.9 4.40 40.00 24.0 1.00 5.00 °
5.00 1.00 1.9 4.40 45.00 29.0 1.00 5.00 °
5.00 1.50 1.9 4.40 25.00 9.0 1.00 5.00 °
5.00 1.50 1.9 4.40 30.00 14.0 1.00 5.00 °
5.00 1.50 1.9 4.40 35.00 19.0 1.00 5.00 °
5.00 1.50 1.9 4.40 40.00 24.0 1.00 5.00 °
5.00 1.50 1.9 4.40 45.00 29.0 1.00 5.00 °
5.00 2.00 1.9 4.40 25.00 9.0 1.00 5.00 °
5.00 2.00 1.9 4.40 30.00 14.0 1.00 5.00 °
5.00 2.00 1.9 4.40 35.00 19.0 1.00 5.00 °
5.00 2.00 1.9 4.40 40.00 24.0 1.00 5.00 °
5.00 2.00 1.9 4.40 45.00 29.0 1.00 5.00 °
6.00 1.00 2.3 5.30 25.00 9.0 1.80 6.00 °
6.00 1.00 2.3 5.30 30.00 14.0 1.80 6.00 °
6.00 1.00 2.3 5.30 37.00 21.0 1.80 6.00 °
6.00 1.00 2.3 5.30 40.00 24.0 1.80 6.00 °
6.00 1.00 2.3 5.30 45.00 29.0 1.80 6.00 °
6.00 1.50 2.3 5.30 25.00 9.0 1.80 6.00 )
6.00 1.50 2.3 5.30 30.00 14.0 1.80 6.00 °
6.00 1.50 2.3 5.30 37.00 21.0 1.80 6.00 °
6.00 1.50 2.3 5.30 40.00 24.0 1.80 6.00 °
6.00 1.50 2.3 5.30 45.00 29.0 1.80 6.00 °
6.00 2.00 2.3 5.30 25.00 9.0 1.80 6.00 °
6.00 2.00 2.3 5.30 30.00 14.0 1.80 6.00 )
6.00 2.00 2.3 5.30 37.00 21.0 1.80 6.00 °
6.00 2.00 2.3 5.30 40.00 24.0 1.80 6.00 °
6.00 2.00 2.3 5.30 45.00 29.0 1.80 6.00 )
7.00 1.00 2.8 6.30 25.00 9.0 2.50 6.80 °
7.00 1.00 2.8 6.30 30.00 14.0 2.50 6.80 °
7.00 1.00 2.8 6.30 37.00 21.0 2.50 6.80 )
7.00 1.00 2.8 6.30 40.00 24.0 2.50 6.80 °
7.00 1.00 2.8 6.30 45.00 29.0 2.50 6.80 °
7.00 1.50 2.8 6.30 25.00 9.0 2.50 6.80 )
7.00 1.50 2.8 6.30 30.00 14.0 2.50 6.80 °
7.00 1.50 2.8 6.30 37.00 21.0 2.50 6.80 °
7.00 1.50 2.8 6.30 40.00 24.0 2.50 6.80 °
7.00 1.50 2.8 6.30 45.00 29.0 2.50 6.80 °
7.00 2.00 2.8 6.30 25.00 9.0 2.50 6.80 °
7.00 2.00 2.8 6.30 30.00 14.0 2.50 6.80 )
7.00 2.00 2.8 6.30 37.00 21.0 2.50 6.80 °
7.00 2.00 2.8 6.30 40.00 24.0 2.50 6.80 °
7.00 2.00 2.8 6.30 45.00 29.0 2.50 6.80 °

¢ All carbide bars with sharp corners. e Specify right- or left-hand bars

ISCAR



PIcCOCUT

PICCO R/L 004-007 (radius)
Full Radius Inserts, for Internal Profiling

P | = Dmin
N §
Right-hand shown
Dimensions

©

q

Designation d W=0.05 f a R I I2 Tmax-r D min [©]
PICCO R/L 004.0.50-16 4.00 1.00 1.5 3.50 0.50 30.00 15.0 0.80 4.00 )
5.00 1.00 1.9 4.40 0.50 35.00 19.0 1.00 5.00 L]

PICCO R/L 005.0.75-20 5.00 1.50 1.9 4.40 0.75 35.00 19.0 1.00 5.00 )
5.00 2.00 1.9 4.40 1.00 35.00 19.0 1.00 5.00 )

PICCO R/L 006.0.50-25 6.00 1.00 2.3 5.30 0.50 40.00 24.0 1.80 6.00 o
6.00 1.50 2.3 5.30 0.75 40.00 24.0 1.80 6.00 [

PICCO R/L 006.1.00-25 6.00 2.00 2.3 5.30 1.00 40.00 24.0 1.80 6.00 )
7.00 1.00 2.8 6.30 0.50 45.00 29.0 2.50 6.80 L]

PICCO R/L 007.0.75-30 7.00 1.50 2.8 6.30 0.75 45.00 29.0 2.50 6.80 )
7.00 2.00 2.8 6.30 1.00 45.00 29.0 2.50 6.80 °

® Specify right- or left-hand bars

PICCO R/L 060
Inserts for Internal Turning and 45° Chamfering

‘¢
4

Dmin
4
v N
Right-hand shown
Dimensions Tough <— Hard
© ©
8 | 8
Designation d Rz0.04 1 f a I2 I1 Trmax-r D min o o
PICCO R/L 060.5-15 5.00 0.20 1.0 1.9 4.40 14.0 30.00 0.70 5.00 ([ ]
5.00 0.20 1.0 1.9 4.40 19.0 35.00 0.70 5.00 [ ]
PICCO R 060.6-20 6.00 0.20 1.0 2.3 5.30 20.0 35.00 0.70 6.00 )
6.00 0.20 1.0 2.3 5.30 25.0 40.00 0.70 6.00 [ ]
PICCO R/L 060.7-20 7.00 0.20 1.0 2.8 6.30 19.0 35.00 0.70 6.80
7.00 0.20 1.0 2.8 6.30 40.0 55.00 0.70 6.80 [

® Specify right- or left-hand bars




PICCOCUT

PICCO R/L 520
Inserts for Internal Chamfering

45" I I y
/—I“_
S | dne
R [}
GO ﬁj - Tmax-a
“_ --- = — — I
[T v a—
|«8°
Right-hand shown
Dimensions
©
]
Designation d f a° I R=0.05 Tmax-a D min (©]
PICCO R/L 520.0045-15 5.00 1.5 45 30.00 0.20 3.50 1.00 o
PICCO R/L 520.0060-15 5.00 1.5 60 30.00 0.20 4.00 1.00 o
e Left hand inserts on request
PICCO R/L 047
Inserts for Internal Deep Profiling
B 1| — |y
Nl ==
Shw !
l2
r & O 1
a o= ____
47° R tD2
> — Tmax Right-hand shown
Dimensions
©
&
Designation d f a l1 I2 D2 Trmax D min R=0.05 (&)
PICCO R/L 047.4-20 4.00 1.5 3.50 34.00 20.0 3.00 0.30 4.00 0.15 [}
PICCO R/L 047.5-25 5.00 1.9 4.40 40.00 25.0 3.80 0.50 5.00 0.15 [}
PICCO R/L 047.6-30 6.00 2.3 5.30 45.00 30.0 4.50 0.50 6.00 0.15 [J

¢ | eft hand inserts on request

ISCAR




PIcCOCUT

PICCO R/L 070
Back Chamfering Inserts for Pre-Parting Operation

Right-hand shown

Dimensions
[ee)
q
Designation d w f a I2 I t Tmax-r D min o
5.00 1.00 1.9 4.40 15.0 30.00 0.20 1.00 5.00 °
5.00 1.00 1.9 4.40 20.0 35.00 0.20 1.00 5.00 °

¢ All carbide bars with sharp corners e Specify right- or left-hand bars




CH'GROOVE
MG

Internal Grooving, Turning and Threading Bars
v
>
T Hs ¥
. 7 &
= &,
tee 77 pralt
Jpﬂ f Flz *‘ 77|1
1 1 |
T e
Tmaxcr TH Miecr | Ds
ﬂ» -
d D min(®  Tmax-r1) d2 I4 I2 f2) Hs W min W max T D3 ds Insert

12.00 8.00 1.50 6.00 9200 16.0 48 110 050 3.00 163 18.00 6.0 GIQR/L 8
12.00 8.00 1.50 6.00 9200 230 48 11.0 050 3.00 163 18.00 6.0 GIQR/L 8
12.00 11.00 2.30 8.00 9250 250 67 11.0 050 3.00 163 18.00 6.0 GIQR/L 11

* The same tool applies on right and left machining
() Check according to specific insert data @ Cutting edge radius on rotating tool.

For inserts, see pages: GIQR/L 8 (B18) » GIQR/L 8-R (B18) » GIQR/L 11 (B19) » GIQR/L 11-R (B19) » GIQR/L 11-15 (B20) » GIQR/L 11-15-R (B20)
GIQR/L-A18 (B21) » GIQR/L-B18 (B21) » GIQR/L-MT (B103) » GIQR/L-WT (B100).

Screw Key
SR 76-1499 T-8/5
SR 76-1499 T-8/5
SR M3.5-08134 T-9/5

ISCAR



cH4'GROOVE

MGCH
Solid Carbide Bars for Internal Grooving, Turning and Threading Dmin 8 mm

v
MGCH...C L —
max
, Y M
—D B <{———Tee)
[ % MG PCO... -~ | 5
\i -~ |1 —
Bl o e
I A T‘ ‘ {Tmax—r
Trmax-r
W, | le
D min  Tmax-r" d 14 L min L max f W min W max Coolant Insert
8.00 1.50 6.00 62.00 16.0 42.0 4.8 0.50 4.00 N GIQR/L 8
8.00 1.50 6.00 62.00 16.0 42.0 4.8 0.50 4.00 Y GIQR/L 8
8.00 1.50 6.00 100.00 16.0 80.0 4.8 0.50 4.00 N GIQR/L 8
- -® 8.00 76.00 20.0 56.0 - @ 0.50 5.00 N GIQR/L 11/11-15
- - @ 8.00 76.00 20.0 56.0 -@ 0.50 5.00 Y GIQR/L 11/11-15
- -® 8.00 125.00 70.0 105.0 -@ 0.50 5.00 N GIQR/L 11/11-15

® The same tool applies on right and left machining.

) Check according to specific insert data @ Dmin=11 mm for GIQR 11, Dmin=15 mm for GIQR 11-15 @ Tmax-r=2.30 for GIQR 11, Tmax-r=6.3 for GIQR 11-15 @
f=6.70 mm for GIQR 11, f=10.6 mm for GIQR 11-15

For inserts, see pages: GIQR/L 8 (B18) » GIQR/L 8-R (B18) » GIQR/L 11 (B19) » GIQR/L 11-R (B19) * GIQR/L 11-15 (B20) * GIQR/L 11-15-R (B20)
GIQR/L-A18 (B21) » GIQR/L-B18 (B21) * GIQR/L-MT (B103) * GIQR/L-WT (8100).

For holders, see pages: PICCO/MG PCO (holder) (B123).

Screw Key
SR 76-1499 T-8/5
SR 76-1499 T-8/5
SR 76-1499 T-8/5
SR M3.5-08134 T-9/5
SR M3.5-08134 T-9/5
SR M3.5-08134 T-9/5




CH'GROOVE

GIQR/L 8
Precision Ground Single-Ended Internal Grooving and Turning Inserts

Tmax-r

Left-hand shown
Dimensions Recommended Machining Data

[oo]
a ap fturn f groove
Designation W=0.02 R=0.03 Trmax-r D min f o (mm) (mm/rev) | (mm/rev)
0.50 0.00 0.70 8.00 48 ° - - 0.01-0.03
0.75 0.00 1.20 8.00 4.8 ° = s 0.01-0.03
0.85 0.00 1.20 8.00 4.8 ° - - 0.01-0.03
0.95 0.00 1.50 8.00 4.8 ° - - 0.01-0.03
1.00 0.00 1.50 8.00 4.8 ° - - 0.01-0.03
1.04 0.05 1.50 8.00 4.8 ° - - 0.01-0.03
1.20 0.05 1.50 8.00 4.8 ° - - 0.01-0.03
1.40 0.05 1.50 8.00 4.8 ° = s 0.01-0.03
1.47 0.05 1.50 8.00 4.8 ° - - 0.01-0.03
1.50 0.05 1.50 8.00 4.8 ° - - 0.01-0.03
1.70 0.10 1.50 8.00 4.8 ° 0.12-0.68 | 0.02-0.05 | 0.01-0.03
1.96 0.10 1.50 8.00 4.8 ° 0.12-0.78 | 0.02-0.05 | 0.01-0.03
2.00 0.10 1.50 8.00 4.8 ° 0.12-0.80 | 0.02-0.05 | 0.01-0.03
2.22 0.10 1.50 8.00 4.8 ° 0.12-0.88 | 0.02-0.05 | 0.01-0.03
2.50 0.20 1.50 8.00 4.8 ° 0.24-1.00 | 0.02-0.05 | 0.01-0.03
3.00 0.20 1.50 8.00 4.8 ° 0.24-1.20 | 0.02-0.05 | 0.01-0.03
3.18 0.20 1.50 8.00 4.8 ° 0.24-1.27 | 0.02-0.05 | 0.01-0.03
3.50 0.20 1.50 8.00 4.8 ° 0.24-1.40 | 0.02-0.05 | 0.01-0.03
4.00 0.20 1.50 8.00 4.8 ° 0.24-1.60 | 0.02-0.05 | 0.01-0.03

® According to retaining rings standard DIN 471/472. e Can be used for groove milling by circular interpolation.
() For grooving only

For tools, see pages: MG (B16) ¢ MGCH (B17).

GIQR/L 8-R
Precision Ground Single-Ended Full Radius Inserts, for Internal Grooving and Profiling

A Tmaxr
Left-hand shown
Dimensions Recommended Machining Data
© f turn f groove
N
8 ap (mm/ (mm/
Designation W=0.02 R=0-03 Trax-r D min f | = (mm) rev) rev)
GIQR/L 8-1.20-R060 1.20 0.60 1.50 8.00 4.8 7.78 [ 0.30-0.60 | 0.02-0.05 | 0.01-0.03
2.00 1.00 1.50 8.00 4.8 7.78 [} 0.50-1.00 | 0.02-0.05 | 0.01-0.03
GIQR 8-3.00-R150 3.00 1.50 1.50 8.00 4.8 7.78 [J 0.70-1.50 | 0.02-0.05 | 0.01-0.03

* Comply to retaining rings DIN 471/472. e Can be used for groove milling by circular interpolation.
For tools, see pages: MG (B16) « MGCH (B17).

ISCAR




CH'GROOVE

GIQR/L 11
Precision Ground Single-Ended Internal Grooving and Turning Inserts, for Dmin 11 mm

W
‘ RJ '
Trmax-r
Left-hand shown
q n Recommended Machining
Dimensions
Data
© f turn f groove
o ap (mm/ (mm/
Designation W=0.02 R=0.03 Trmax-r D min | f © (mm) rev) rev)
0.75 0.00 1.50 11.00 10.68 6.7 ° - - 0.01-0.03
0.85 0.00 1.50 11.00 10.68 6.7 ° = s 0.01-0.03
0.95 0.00 1.80 11.00 10.68 6.7 ° - - 0.01-0.03
1.04 0.05 2.00 11.00 10.68 6.7 ° - - 0.01-0.03
1.20 0.05 2.30 11.00 10.68 6.7 ° - - 0.01-0.03
1.40 0.05 2.30 11.00 10.68 6.7 ° - - 0.01-0.03
1.50 0.05 2.30 11.00 10.68 6.7 ° : 5 0.01-0.03
1.70 0.05 2.30 11.00 10.68 6.7 ° = s 0.01-0.03
1.96 0.10 2.30 11.00 10.68 6.7 ° - - 0.01-0.03
2.00 0.10 2.30 11.00 10.68 6.7 ° - - 0.01-0.03
2.22 0.10 2.30 11.00 10.68 6.7 e | 0.12-0.88| 0.03-0.07 | 0.02-0.05
2.39 0.15 2.30 11.00 10.68 6.7 e | 0.18-0.95| 0.03-0.07 | 0.02-0.05
2.47 0.20 2.30 11.00 10.68 6.7 ° 0.24-0.98 | 0.03-0.07 | 0.02-0.05
2.50 0.20 2.30 11.00 10.68 6.7 ® | 0.24-1.00| 0.03-0.07 | 0.02-0.05
2.70 0.20 2.30 11.00 10.68 6.7 ° 0.24-1.08 | 0.03-0.07 | 0.02-0.05
3.00 0.20 2.30 11.00 10.68 6.7 ® | 0.24-1.20| 0.03-0.07 | 0.02-0.05
3.18 0.20 2.30 11.00 10.68 6.7 e | 0.24-1.27 | 0.03-0.07 | 0.02-0.05
4.00 0.20 2.30 11.00 10.68 6.7 e | 0.24-1.60| 0.03-0.07 | 0.02-0.05
5.00 0.20 2.30 11.00 10.68 6.7 e | 0.24-2.00| 0.03-0.07 | 0.02-0.05

e Comply to retaining rings DIN 471/472. e Can be used for groove milling by circular interpolation.
(™) For grooving only

For tools, see pages: MG (B16) ® MGCH (B17).

GIQR/L 11-R
Precision Ground Single-Ended Full Radius Inserts, for Internal Grooving and Profiling

{ Tmax-r
Left-hand shown
A . Recommended Machining
Dimensions
Data
Q fturn f groove
8 ap (mm/ (mm/
Designation W=0.02 R=0.03 Trmax-r D min f | = (mm) rev) rev)
GIQR/L 11-1.20-R060 1.20 0.60 2.30 11.00 6.7 10.68 ° 0.30-0.60 | 0.02-0.05 | 0.01-0.03
1.80 0.90 2.30 11.00 6.7 10.68 [ 0.40-0.90 | 0.02-0.05 | 0.01-0.03
GIQR/L 11-2.00-R100 2.00 1.00 2.30 11.00 6.7 10.68 [ 0.50-1.00 | 0.02-0.05| 0.01-0.03
3.00 1.50 2.30 11.00 6.7 10.68 [ 0.70-1.50 | 0.02-0.05 | 0.01-0.03
GIQR 11-4.00-R200 4.00 2.00 2.30 11.00 6.7 10.68 [J 1.00-2.00 | 0.02-0.05 | 0.01-0.03

e Comply to retaining rings DIN 471/472. e Can be used for groove milling by circular interpolation.
For tools, see pages: MG (B16) ® MGCH (B17).

Q Member IMC Group
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CH4'GROOVE

GIQR/L 11-15

Precision Ground Single-Ended Internal Deep Grooving and Turning Inserts

Left-hand shown

Dimensions Recommended Machining Data
©
S ap fturn | f groove
Designation W=0.02 R=0.03 Trmax-r D min | f O (mm) | (mm/rev)| (mm/rev)
GIQR/L 11-15-1.50-0.05 1.50 0.05 6.30 15.00 14.60 10.6 (] 0.10-0.40 | 0.02-0.05 | 0.02-0.06
2.00 0.10 6.30 15.00 14.60 10.6 [ ] 0.15-0.50 | 0.02-0.05 | 0.02-0.06
GIQR/L 11-15-2.50-0.20 2.50 0.20 6.30 15.00 14.60 10.6 [ 0.25-0.65 | 0.02-0.05 | 0.02-0.06
3.00 0.20 6.30 15.00 14.60 10.6 [ ) 0.25-0.75 | 0.02-0.05 | 0.02-0.06
e Comply to retaining rings DIN 471/472. e Can be used for groove milling by circular interpolation.
For tools, see pages: MG (B16) ® MGCH (B17).
Spare Parts
Designation Screw
SR M3.5-08134
GIQR/L 11-15-R
Precision Ground Single-Ended Full Radius Inserts,
for Deep Internal Grooving and Profiling
Left-hand shown
. . Recommended Machining
Dimensions
Data
© fturn f groove
3]
0 ap (mm/ (mm/
Designation W=0.02 R=0.03 Tmax-r D min f | O (mm) rev) rev)
GIQR/L 11-15-2.00-R100 2.00 1.00 6.30 15.00 10.6 14.60 [ 0.00-0.50 | 0.02-0.05 | 0.02-0.06
2.50 1.25 6.30 15.00 10.6 14.60 [ 0.00-0.65 | 0.02-0.05| 0.02-0.06
GIQR/L 11-15-3.00-R150 3.00 1.50 6.30 15.00 10.6 14.60 [ 0.00-0.75 | 0.02-0.05 | 0.02-0.06

e Comply to retaining rings DIN 471/472. e Can be used for groove milling by circular interpolation.

For tools, see pages: MG (B16) ® MGCH (B17).

Spare Parts

Designation Screw
SR M3.5-08134

ISCAR




CH'GROOVE

GIQR/L-A18
Internal Boring and Profiling Inserts

Dmin

b Tmex

Left-hand shown

Dimensions Recommended Machining Data
©
S ap f f groove
Designation D min w r Trmax | f o (mm) | (mm/rev)| (mm/rev)
GIQR/L 8-A18-0.15 7.80 3.00 0.15 1.60 7.60 4.6 [} 0.02-1.30 | 0.02-0.05 | 0.01-0.03
11.00 3.00 0.15 2.50 10.70 6.7 [ ] 0.02-2.20 | 0.02-0.05 | 0.01-0.03
For tools, see pages: MG (B16) * MGCH (B17).
GIQR/L-B18
Internal Back Boring and Profiling Inserts
DI’%II"I
Tmax
Left-hand shown
Dimensions Recommended
Machining Data
©
S ap f
Designation D min w Rz0.03 Trmax f | Q (mm) (mm/rev)
GIQR/L 8-B18-0.15 7.80 2.50 0.15 1.30 4.6 7.60 ® 0.02-1.00 0.02-0.05
11.00 2.50 0.15 2.30 6.7 10.70 [J 0.02-2.00 0.02-0.05

For tools, see pages: MG (B16) ¢ MGCH (B17).




MINBGHA

MGUHR
Solid Carbide Bars, for Internal Turning and Threading at 4 mm

Minimum Bore Diameter

- ¥
o MG PCO...
e |
=——1wee] ¢
Drmin de Carbide ¥ N
v f é»J
4 T‘ Tmax ‘h
- I - Right-hand shown
D min Trmax 2 d 14 I2 d2 ds
4.00 0.50 2.2 6.00 62.00 10.0 3.45 1.3
4.00 0.50 2.2 6.00 62.00 20.0 3.45 1.3

) Dmin for turning 4.0 mm & Tmax 0.43 mm; Dmin for threading 5.0 mm & Tmax 1.00 mm @ f=2.17 for turning, f=2.7 for threading
For inserts, see pages: UMGR (B23) ¢ UMGR-A55 (B100) ® UMGR-A60 (B102).
For holders, see pages: PICCO/MG PCO (holder) (B123).

Mounting Operation

Dismounting Operation

ISCAR



MINIG20%

UMGR
Miniature Indexable Inserts for Internal Turning

f i
%70
B o
Right-hand shown
Dimensions
[
B
Designation W:=0.02 R=0.02 f D min &
UMGR 4.0-0.0 1.63 0.00 2.2 4.00 °
1.63 0.10 2.2 4.00 °
For tools, see pages: MGUHR (B22).
GEHIMR/L
Internal Machining Boring Bars with Coolant Holes,
for Insert Widths Less than 1.9 mm
Tmax-r
] ————1 {
i = h1
i | Y
Dmin I 1 |
l2
" 2 —> Ly
f dg?
o )
o Lw
Right-hand shown
Woin W maxl? d D min Traxr I 2 f hi Inlet
| GEHIMR/L 10-13  [EED 1.90 10.00 12.50 2.50 125.00 25.0 7.6 5.0 3.5mm
0.80 1.90 12.00 14.00 2.50 150.00 35.0 9.0 6.0 6.0 mm
| GEHIMR/L 16-13 KN 1.90 16.00 12.50 2.50 125.00 20.0 10.6 7.5 M6 @
0.80 1.90 16.00 14.00 2.50 125.00 25.0 10.9 7.5 M6 (2
| GEHIMR/L 16-16 K] 1.90 16.00 16.00 2.50 160.00 40.0 105 7.5 M6 (2

() Pocket can carry inserts up to 3 mm width. @ Plastic seal with M6 thread.
For inserts, see pages: GEPI (B30) » GEPI (W<M) (B29) » GEPI-MT (B102) » GEPI-RX/LX (B31) » GEPI-WT (B99).

Spare Parts
Screw Key Coolant Fitting
CEELTTTTREI R SR 16-236  T-15/5
SR16-236  T-15/5
PGl | sR16-236  T-15/5 PL16
SR16-236  T-15/5 PL 16

LT SR M5-04451 T-20/5 PL 16

Member IMC Group




CUTGRIP
GEHIMR/L-SC

Internal Machining Solid Carbide Bars with Coolant Holes,
for Insert Widths Less than 1.9 mm

Tmax—r T
o
LR

D;ﬁin fe—I2 — I

Right-hand shown

Wmin ~ Wmad d D min Trmaxr I I2 f h1 Inlet

| GEHIMR/L 10SC-13 XD 1.90 10.00 12.50 2.50 125.00 30.0 7.6 5.0 3.5mm
0.80 1.90 12.00 14.00 2.50 125.00 40.0 9.0 6.0 6.0 mm

| GEHIMR/L 16SC-13 [N 1.90 16.00 12.50 2.50 125.00 35.0 10.6 7.5 M6 @
0.80 1.90 16.00 16.00 2.50 160.00 70.0 105 75 M6 @

() Pocket can carry inserts up to 3 mm width. @ Plastic seal with M6 thread.
For inserts, see pages: GEPI (B30) ® GEPI (W<M) (B29) ¢ GEPI-MT (B102) ® GEPI-RX/LX (B31) ¢ GEPI-WT (B99).

Spare Parts

IDESighation Key _Coolant Fitting
LTSN SR 16236 T-15/5

SR 16-236 T-15/5

ST RSB SR16-236  T15/5 PL16

SR M5-04451 T-20/5 PL 16

ISCAR




CUTGRIP
GEHIR/L

Internal Machining Bars with Coolant Holes

Tmax-r 1
v ]+
1 e '
Dmin I | 4#
y -~ 2 —»f Ly
% dg?
T ‘
S Right-hand shown
W min W max d D min Tmax-r I4 I2 f A h1 Inlet
1.90 2.40 10.00 11.50 3.00 125.00 25.0 8.8 1.60 5.0 3.5 mm
1.90 2.40 10.00 12.50 2.40 125.00 25.0 7.5 1.60 5.0 3.5 mm
1.90 2.40 12.00 11.50 3.00 125.00 20.0 11.6 1.60 6.0 6.0 mm
1.90 2.40 12.00 14.00 2.60 150.00 35.0 9.1 1.60 6.0 6.0 mm
1.90 2.40 12.00 14.00 4.00 150.00 35.0 10.3 1.60 6.0 6.0 mm
1.90 2.40 12.00 15.00 6.00 150.00 29.0 12.3 1.60 6.0 6.0 mm
1.90 2.40 16.00 11.50 3.00 125.00 20.0 11.6 1.60 7.5 M6 (1)
1.90 2.40 16.00 12.50 2.40 125.00 20.0 10.5 1.60 7.5 M6 ()
1.90 2.40 16.00 14.00 2.60 125.00 25.0 11.0 1.60 7.5 M6 ()
1.90 2.40 16.00 14.00 4.00 125.00 25.0 12.4 1.60 7.5 M6 (1)
1.90 2.40 16.00 16.00 3.00 160.00 40.0 11.0 1.60 7.5 M6 ()
1.90 2.40 16.00 20.00 8.00 160.00 40.0 16.1 1.60 7.5 M6 ()
2.40 3.20 12.00 14.00 2.60 150.00 35.0 9.1 2.00 6.0 6.0 mm
2.40 3.20 12.00 14.00 4.00 150.00 35.0 10.3 2.00 6.0 6.0 mm
2.40 3.20 12.00 15.00 6.00 150.00 29.0 12.3 2.00 6.0 6.0 mm
2.40 3.20 16.00 11.50 3.00 125.00 20.0 11.6 2.00 7.5 M6 (1)
2.40 3.20 16.00 12.50 2.40 125.00 20.0 10.5 2.00 7.5 M6 ()
2.40 3.20 16.00 14.00 2.60 125.00 25.0 11.0 2.00 7.5 M6 ()
2.40 3.20 16.00 14.00 4.00 125.00 25.0 124 2.00 7.5 M6 ()
2.40 3.20 16.00 16.00 3.00 160.00 40.0 11.0 2.00 7.5 M6 ()
2.40 3.20 16.00 20.00 8.00 160.00 40.0 16.1 2.00 7.5 M6 ()
() Plastic seal with M6 thread
For inserts, see pages: GEMI (B29) » GEPI (B30) » GEP! (full radius) (30) » GEPI-MT (B102) » GEPI-WT (B99).
Screw Key Coolant Fitting
SR 14-513 T-8/5
SR 16-236 T-15/5
SR 16-236 T-15/5
SR 14-562 T-10/5
SR 14-513 T-8/5
SR 14-513 T-8/5 PL16
SR 16-236 T-15/5 PL 16
SR 16-236 T-15/5 PL 16
SR 14-562 T-10/5 PL 16
SR M5-04451 T-20/5 PL 16
SR M5-04451 T-20/5 PL 16
SR 16-236 T-15/5
SR 14-562 T-10/5
SR 14-513 T-8/5
SR 14-513 T-8/5 PL16
SR 16-236 T-15/5 PL 16
SR 16-236 T-15/5 PL 16
SR 14-562 T-10/5 PL 16
SR M5-04451 T-20/5 PL 16
SR M5-04451 T-20/5 PL 16
e G
Y| o



curtunln
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GEHIR/L-SC

Internal Machining Solid Carbide Bars with Coolant Holes

1% ) *
Trnax—r iiiiiiiiiih
- Al )
‘ ‘ | |1 |
Dmin 12— |7+
* dg7
! )
bl Lw
_>| L_ Right-hand shown
Wmin W max d Dmin  Tmaxr I 2 f A h Inlet
| GEHIR/L 10SC-13-2 [EED) 2.40 10.00 12,50 240  125.00  30.0 7.5 1.60 50  35mm
1.90 2.40 1200  14.00 2.60 12500  40.0 9.1 1.60 6.0  6.0mm
GEHIR/L 16SC-16-2 1.90 2.40 16.00  16.00 3.00  160.00  70.0 11.0 1.60 7.5 M6 ()
2.40 3.20 1200  14.00 2.60 12500  40.0 9.1 2.00 6.0  6.0mm
GEHIR 16SC-13-3 2.40 3.20 16.00  12.50 240 12500  35.0 10.5 2.00 7.5 Mé ()
2.40 3.20 16.00  14.00 2.60  140.00  40.0 11.0 2.00 7.5 Mé6 (1)

GEHIR/L 16SC-16-3 2.40 3.20 16.00 16.00 3.00 160.00 70.0 11.0 2.00 7.5 M6 ()
() Plastic seal with M6 thread

For inserts, see pages: GEMI (B29) ¢ GEPI (B30) ® GEPI (full radius) (B30) ®* GEPI-MT (B102) e GEPI-WT (B99).

Spare Parts

IDESighation Key _Coolant Fitting
| GEHIR/L 10SC-13-2 L RTXXTINE LT

SR16-236  T-15/5

=GR T SR M5-04451 T-20/5 PL 16
SR16-236  T-15/5

PGl =<l I sR16-236  T-15/5 PL16

SR16-236  T-15/5 PL16

el SR M5-04451 T-20/5 PL 16

GEHIUR/L

Undercutting and Turning Boring Bars with Coolant Holes
‘_
I
Tmax-r ~— 12 i
1 45° ! *‘ |
' o
Dmin 11 - dg7
—v- . f *
f
we
Right-hand shown
W max d D min Trmexr I I2 f hr Inlet
| GEHIUR/L 120 [EED) 12.00 14.00 2.00 125.00 20.0 8.7 6.0 6.0 mm
3.20 16.00 16.00 2.00 125.00 32.0 9.7 75 Mé6 (1)

 For profiling use GEPI (full radius) inserts only. For undercutting use GEPI - UN/UR/UL.
() Plastic seal with M6 thread.
For inserts, see pages: GEP!I (full radius) (B30) ¢ GEPI-UN/UR/UL (B31).

Spare Parts

Screw Key _Coolant Fitting
CELIIGIER P SR 16-236 P T-15/5

SR M5-04451 T-20/5 PL 16

ISCAR
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GHAIR/L-GE

Bars with Coolant Holes for Internal Grooving and Turning Adapters

L)
o N el !
A f%—dy
c T i

Trnax-r - F1 Ll Rlight—h.and shown e F1=I1-f1+f2. For f2
dimension, see GEAIR/L adapters.
d lo I f h fi Adapter
GHAIR/L 16-20 16.00 - 150.00 11.5 7.5 2.4 GEAIR/L 20..
e For Dmin & Tmax refer to GEAIR/L adapters.
For tools, see pages: GEAIR/L (B27).
Spare Parts
Key Lower & Side Screw Coolant Fitting
GHAIR/L 16-20 T-8/5 SR 76-2057 PL 16
GEAIR/L
Internal Grooving and Turning Adapters
»‘ W GEPI/GEML.
V.
Y. %
GEAIR/L 20... GEAIR/L 20-... GEAIR/L 25-... Al
Right-hand shown
D min W min W max Trmax-r f2 A
| GEAIR/L 20-2 | 20.00 1.90 2.40 3.00 3.40 1.60
20.00 2.40 3.00 3.00 3.60 2.00
GEAIR/L 20-4 20.00 3.00 4.00 3.00 3.90 2.50

e For using TIPI insert, toolholder seat needs to be modified according to insert profile, to ensure clearance.
For inserts, see pages: GEMI (B29) ¢ GEPI (B30) ® GEPI (full radius) (B30) ® GEPI-MT (B102) e GEPI-WT (B99).
For holders, see pages: GHAIR/L-GE (B27) .




cu 0 T I
B/

E-GEHIR / E-GHIR

Interchangeable Heads for Internal Grooving and Turning

e
L oE

- Dmin
R i )
Ao - Iﬁ
* ->| M Right-hand shown
W min W max D min T s I 2 f A Insert
| E12 GEHIR 16-1  [EED 1.90 16.00 2.20 174.00 21.0 9.0 1.20 GEPI, GEMI
1.90 2.40 16.00 2.20 174.00 21.0 9.0 1.60 GEPI, GEMI

| E12 GEHIR 16-3 JFX0) 3.00 16.00 2.20 174.00 21.0 9.0 2.00 GEPI, GEMI

¢ | eft-hand heads on request ® The shank assembly is the same for right- and left-hand heads
For inserts, see pages: GEMI (B29) e GEPI (B30) ® GEPI (full radius) (B30) ® GEPI (W<M) (B29) ¢ GEPI-MT (B102) ® GEPI-WT (B99) .

Spare Parts

Screw Key
POERELIER TR SR M5-04451-L10.5 T-20/5

SR M5-04451-L10.5 T-20/5

L SR s 0ust-Li05 2078

TGIR/L-C
Grooving and Turning Bars with Coolant Holes for TOP-GRIP Utility Inserts

Trmax-r TGMF 635-080
T |
—
! Y
Dmin f —

v i Tmax-r} W

| l—
- [2 > |
1

Right-hand shown

d Wmn Wmex Dmn  Tmaxr  hi I 2 f Inlet Insert

G 1600 300  3.00 2050 550 7.5 150.00 250 120 M6 TGMF 3

For inserts, see pages: TGMF (full radius) (A22) ® TGMF/P (A22).

Spare Parts

Screw Key _Coolant Fitting

(0 Lo O SR 76-1400 2075 PL 16

ISCAR
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GEMI

Utility Double-Ended Inserts, for Internal and External Grooving and Turning

’ ;J’ +0.08 10 Ref.
1| ! 80
| I

Dimensions Tough <> Hard Recommended Machining Data

(<] (<]
S S ap fturn f groove
Designation W=0.02 M O O (mm) (mm/rev) (mm/rev)
| GEMI 3002M | 3.00 2.2 ° ° 0.25-1.30 0.10-0.14 0.05-0.09

* Dmin for internal application=12.5 mm
For tools, see pages: E-GEHIR / E-GHIR (B28) ® GEAIR/L (B27) ® GEHIR/L (B25) ® GEHIR/L-SC (B26) ® GEHSR/L-SL (A13).

GEPI (W<M)
Precision Ground Double-Ended Inserts for Internal Grooving
A
Dimensions Tough <—> Hard Ezzzm?;gng:ti
X o| 8 f
913838 groove
Designation W=0.02 R=0.03 Trmax-r M &) O &) (mm/rev)
1.00 0.10 1.60 1.8 o [ o | o 0.01-0.03
1.00 0.50 1.60 1.8 ° 0.01-0.04
1.04 0.00 1.60 1.8 o | o | o 0.01-0.03
1.20 0.00 1.80 1.8 o | o | o 0.01-0.03
1.25 0.10 2.00 1.8 o | o | o 0.02-0.04
1.40 0.00 2.00 1.8 o | o | o 0.02-0.04
1.47 0.00 2.00 1.8 o | o | o 0.02-0.04
1.50 0.10 2.00 1.8 o | e | o 0.02-0.04
| GEPI 1.57-0.15 | 1.57 0.15 2.00 1.8 o | o | o 0.02-0.05
1.70 0.05 2.50 1.8 o | o | o 0.02-0.05
1.78 0.15 2.50 1.8 o | o | o 0.02-0.05

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance ® Dmin for internal application=12.5mm
For tools, see pages: E-GEHIR / E-GHIR (B28) ¢ GEHIMR/L (B23) ® GEHIMR/L-SC (B24).

Q Member IMC Group
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GEPI

Precision Ground Double-Ended Inserts for Internal and External Grooving

i
. 2.9 Ref
& I
.-l-‘ -
Dimensions Tough <> Hard Recommended Machining Data
© o
SRS S ap f turn f groove
\W:=0.02 R=0.03 Tmax-r M Ol Q9| QO (mm) (mm/rev) (mm/rev)
1.85 0.10 2.50 1.8 [ ] [} [} 0.15-0.50 0.05-0.07 0.03-0.05
1.96 0.10 2.50 1.8 [} [} [} 0.15-0.50 0.05-0.07 0.03-0.05
1.96 0.15 2.50 1.8 [ ] [} 0.20-0.50 0.05-0.07 0.03-0.05
2.00 0.10 9.00 1.8 ® ® ® 0.15-0.60 0.05-0.07 0.03-0.05
2.22 0.10 9.00 1.8 [ ] [} [} 0.15-0.60 0.06-0.08 0.04-0.06
2.22 0.15 9.00 1.8 ° 0.20-0.60 0.06-0.08 0.04-0.06
2.39 0.10 9.00 2.2 o 0.15-1.00 0.07-0.09 0.04-0.06
2.39 0.15 9.00 2.2 [ ) [} [} 0.20-1.00 0.07-0.09 0.04-0.06
2.47 0.20 9.00 2.2 ° [} [} 0.25-1.10 0.08-0.11 0.04-0.07
2.50 0.10 9.00 2.2 ° 0.15-1.10 0.07-0.09 0.04-0.07
2.50 0.20 9.00 2.2 [ ] [} [} 0.25-1.10 0.08-0.11 0.05-0.08
2.70 0.20 9.00 2.2 (] (] (] 0.25-1.20 0.09-0.12 0.05-0.08
3.00 0.20 9.00 2.2 (] ([ ] ([ ] 0.25-1.30 0.10-0.14 0.05-0.09
3.18 0.20 9.00 2.2 [J [J 0.25-1.40 0.11-0.14 0.06-0.10
* Dmin for internal application=12.5mm
() Tool pocket should be modified
For tools, see pages: E-GEHIR / E-GHIR (B28) » GEAIR/L (B27) » GEHIMR/L (B23) » GEHIMR/L-SC (B24) » GEHIR/L (B25)
* GEHIR/L-SC (B26) » GEHSR/L-SL (A13).
GEPI (full radius)
Precision Double-Ended Full Radius Inserts for Internal and <+
External Profiling and Grooving
s
£0.025 € =10 Ref-ﬂ 7
o [N 29 et *
iy -:.-. f }-

= R=W/2 . v

Dimensions Tough <—> Hard Recommended Machining Data
S| a8 a f turn f
91 383| 8 p groove
\W\z0.02 R=0.05 Tmax-r M Ol Q| © (mm) (mm/rev) (mm/rev)
2.00 1.00 5.00 1.8 [ (] o 0.00-0.60 0.08-0.12 0.04-0.07
3.00 1.50 5.00 2.2 [ [ (] 0.00-1.50 0.13-0.20 0.05-0.11
3.18 1.59 5.00 2.2 [ ] [ ] (] 0.00-1.59 0.13-0.21 0.06-0.11

* Dmin for internal application=12.5mm

For tools, see pages: E-GEHIR / E-GHIR (B28) » GEAIR/L (B27) » GEHIR/L (B25) » GEHIR/L-SC (B26) » GEHIUR/L (B26) » GEHSR/L-SL (A13).

ISCAR
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GEPI-RX/LX

Precision Double-Ended Inserts for Internal Grooving Next to Shoulder

0025 (M4e 10 Ror. »‘
80
W M
.

o

Tmax-r

Dimensions Tough <—> Hard azzﬁmm;ng:g

[oe] o]
a S f groove
Designation W=0.02 R=0.03 Tmax-r M o o (mm/rev)
0.80 0.00 1.50 1.8 ° 0.01-0.02
1.00 0.10 1.50 1.8 . 0.01-0.03
1.00 0.10 1.50 1.8 ° 0.01-0.03
1.57 0.15 2.00 1.8 ° 0.02-0.05

* Toolholder seat needs to be modified according to insert profile to ensure clearance ® Dmin for internal application=12.5mm
For tools, see pages: GEHIMR/L (B23) ¢ GEHIMR/L-SC (B24).

GEPI-UN/UR/UL
Precision Double-Ended Inserts for Internal Undercutting

+0.025

Dimensions Tough <> Hard Ezz%mmgng:ti
[ee)
N = f groove
Designation W=0.02 R=0.03 Trmax-r M & O (mm/rev)
3.00 1.50 2.00 2.2 . 0.03-0.12
2.00 1.00 2.00 1.8 ° ° 0.03-0.12
2.00 1.00 2.00 1.8 ° ° 0.03-0.12

For tools, see pages: GEHIUR/L (B26).

Q Wember IMC Group
Y| B31
1 | [




GTGA
Precision Shallow Grooving Inserts with 3 Cutting Edges

3.48 Ref.

NN

GTGA 16 ER/IL shown

Recommended

Dimensions Tough <> Hard Machining Data
[oe] o)

a 3 f groove
Designation W=0.02 Tmax-r R=0.05 o o (mm/rev)
1.00 1.55 0.10 ° ° 0.02-0.03
1.00 1.55 0.10 ° ° 0.02-0.03

1.20 1.60 0.10 ° ° 0.02-0.03
1.20 1.60 0.10 ° ° 0.02-0.03

1.40 1.80 0.10 ° ° 0.02-0.04
1.40 1.80 0.10 ° ° 0.02-0.04

1.70 2.00 0.10 ° ° 0.03-0.05
1.70 2.00 0.10 ° ° 0.03-0.05

1.95 2.00 0.10 ° ° 0.03-0.06
1.95 2.00 0.10 ° ° 0.03-0.06

2.25 2.10 0.10 ° ° 0.04-0.06
2.25 2.10 0.10 ° ° 0.04-0.06

e Inserts for right-hand external grooving can be used as left-hand internal grooving. ® Use with anvil AE 16-0 on external tools and with anvil Al 16-0 on internal

tools.
For tools, see pages: ® SER/L (A109) ¢ SIR/L (B96).

GTMA
Utility Shallow Grooving Inserts with 3 Cutting Edges

3.48 Ref

Boppor Jroer oy (o SA0FCL

GTMA 16 ER/IL shown

Dimensions Recommended
Machining Data
o]
3 f groove
Designation W=0.05 Tmax-r R=0.05 o (mm/rev)
1.20 1.60 0.10 ° 0.02-0.03
1.40 1.80 0.10 ° 0.02-0.04
1.60 2.00 0.10 ° 0.03-0.05
1.75 2.00 0.10 ° 0.03-0.05
1.95 2.00 0.10 ° 0.03-0.06
2.22 2.10 0.10 ° 0.04-0.06

e Inserts for right-hand external grooving can be used as left-hand internal grooving.
® Use with anvil AE 16-0 on external tools and with anvil Al 16-0 on internal tools.
For tools, see pages: SER/L (A109) ¢ SIR/L (B96).
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A/E/S-SCLCR/L
Screw Lock Boring Bars for 80° Rhombic Inserts with 7° Clearance

95°

d
11 »!
d l1 I2 h h1 f Dmin Shankm.") Coolant Ga° Gr° Insert
4.00 80.00 8.0 3.8 1.9 25 5.00 S Y 0 -15 CCGT 03X1
5.00 80.00 9.0 4.8 24 3.0 6.00 S Y 0 -13 CCGT 03X1
6.00 90.00 10.0 5.8 2.9 3.5 7.00 S Y 0 -13 CCGT 04T1
7.00 90.00 11.0 6.8 3.4 4.0 8.00 S Y 0 -11 CCGT 04T1
4.00 90.00 9.0 3.8 1.9 2.5 5.00 (o] Y 0 -15 CCGT 03X1
5.00 90.00 10.0 4.8 24 3.0 6.00 C Y 0 -13 CCGT 03X1
6.00 100.00 12.0 5.8 2.9 3.5 7.00 C Y 0 -13 CCGT 04T1
7.00 100.00 14.0 6.8 3.4 4.0 8.00 (o] Y 0 -1 CCGT 04T1
8.00 125.00 - 7.6 3.8 5.0 10.00 C Y 3 -11 CC.. 0602
10.00 150.00 - 9.2 4.6 7.0 14.00 (o] Y 3 -7 CC.. 0602
12.00 170.00 - 11.0 5.5 9.0 16.00 (o] Y 0 -7 CC.. 0602
16.00 200.00 - 14.0 7.0 11.0 20.00 C Y 0 -12 CC.. 0602
16.00 200.00 - 15.0 7.5 11.0 20.00 (o} Y 0 -6 CC.. 09T3

8.00 125.00 12.0 8.0 3.8 5.0 10.50 S N 0 -1 CC.. 0602
10.00 140.00 19.0 10.0 4.6 7.0 13.00 S N 0 -7 CC.. 0602
12.00 150.00 12.0 12.0 5.5 9.0 16.00 S N 0 -9 CC.. 0602
16.00 180.00 45.0 15.0 7.5 11.0 20.00 S N 0 -6 CC.. 09T3

® S - steel shank, A - steel shank with coolant hole, E - carbide shank with coolant hole

For inserts, see pages: CCGT-F1P (867) ¢ COMT-F3P (B67) » CCMT-M3M (B68)  CCMT-PF (B69) » CCMT/CCGT-SM (B68) » CCET-WF (B70) ® CCMT-WG
(B71) » CCGT-AS (B92) » COGT-AF (B93) » CCMT-14 (B69) » CCMT/CCGT (B70).

Ed

Screw Key
CSTA-1.6 T-6F
CSTA-1.6 T-6F
CSTB-2 T-6F
CSTB-2 T-6F
CSTA-1.6 T-6F
CSTA-1.6 T-6F
CSTB-2 T-6F
CSTB-2 T-6F
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 16-236 T-15/5
SR 14-548 T-7/5
SR 14-548 T-7/5
SR 14-548 T-7/5

SR 16-236/L8.6 T-15/5

ISCAR
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A/E-SEXPR/L-03

Screw Lock Boring Bars for 4.5 mm Minimum Bore Diameter, Carrying 75° Rhombic

Inserts with 11° Clearance

100°

hle
- I
d 1 I2 h h1 Dmin  Shank m.® Ga° Gr° Insert
4.00 80.00 8.0 3.8 1.9 4.50 S 0 -15 EPGTO03
4.00 90.00 9.0 3.8 1.9 4.50 (o} 0 -15 EPGTO03
¢ A - steel shank with coolant hole, E - carbide shank with coolant hole
For inserts, see pages: EPGT-F1P (B72).
Screw Key
CSTA-1.6 T-6F
A/E-SDXNR/L-07
Boring Bars for Small Diameters, Carrying DNGP 0703..
Double-Sided 55° Rhombic Inserts T
- |2 "‘ 4; T3]
- o T _—-_—_1
= h
e o0 A T
AN e -
f o= Y
b 11 -
d 14 I2 h f D min Ga° Gr° Shank m.(" Insert
10.00 125.00 20.0 9.0 7.6 13.00 -14 -16 S DNGP 07
12.00 150.00 24.0 11.0 8.6 16.00 -14 -14 S DNGP 07
16.00 180.00 32.0 15.0 10.6 20.00 -13 -13 S DNGP 07
10.00 125.00 20.0 9.0 7.6 13.00 -14 -16 (o] DNGP 07
12.00 150.00 24.0 11.0 8.6 16.00 -14 -14 (] DNGP 07
16.00 180.00 32.0 15.0 10.6 20.00 -13 -13 C DNGP 07

* Use left-hand inserts on right-hand bars and vice versa. ® A - steel shank with coolant hole, E - carbide shank with coolant hole.

For inserts, see pages: DNGP-F2M (B53) ¢ DNGP-F2P (B54).

L4

Screw Key
SR 34-514 T-7F

Member IMC Group
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A/E-SDZNR/L-07

Bakck Turning Boring Bars for Small Diameters, Carrying DNGP 0703..
Double-Sided 55° Rhombic Inserts

‘ o
;—» 93
§ —————————————————————————————————— (@
L Dmin \dﬁ
I
h -
VR ——— e e e él
fN\® Y
| J |e— 2 —
Ref. |1
d I1 I2 | Ref. h f D min Ga° Gr° Insert
12.00 150.00 38.0 13.0 11.0 11.0 14.00 -10 -14 DNGP 07
16.00 180.00 43.0 13.0 15.0 13.0 16.00 -10 -12.5 DNGP 07
12.00 180.00 - 13.0 11.0 11.0 18.00 -11 -11 DNGP 07
16.00 200.00 - 13.0 15.0 13.0 22.00 -11 -9 DNGP 07
¢ Use right-hand inserts on right-hand bars and vice versa. e A - steel shank with coolant hole, E - carbide shank with coolant hole.
For inserts, see pages: DNGP-F2M (B53) ® DNGP-F2P (B54).
Screw Key
SR 34-514 T-7F
E/S-SDUCR/L
Screw Lock Boring Bars for 55° Rhombic Inserts with 7° Clearance
93°
=
) |
@ }(—7—7—7—74—
)
Right-hand shown
d I1 I2 h h1 f D min Ga° Gr° Shankm.!) Coolant Insert
10.00 150.00 - 9.2 5.1 8.0 14.00 3 -7 (o} Y DC.. 0702
12.00 170.00 - 11.0 5.5 9.0 16.00 0 -7 C Y DC.. 0702
16.00 200.00 - 15.0 8.1 11.0 20.00 0 -8 (o} Y DC.. 0702
10.00 140.00 18.0 9.2 5.0 8.0 14.00 -3 -9 S N DC.. 0702
12.00 150.00 20.0 12.0 5.5 9.0 16.00 -7 -9 S N DC.. 0702
16.00 180.00 25.0 15.0 8.0 11.0 20.00 0 -8 S N DC.. 0702

® S - steel shank, E - carbide shank with coolant hole

() S-Steel, C-carbide

For inserts, see pages: DCMT-F3P (B73) « DCMT-M3M (B73) » DCMT-PF (B76) « DCMT/DCGT-SM (B74) ¢ DCET-WF (B75) » DCGT-AS (B93) » DCGT-AF (B94)

DCMT-14 (B75) s DCMT/DCGT (B74).

kd

Screw

Ke

SR 14-548 T-7/5

ISCAR
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S/A-SVJCR/L
Screw Lock Boring Bars for 35° Diamond Inserts with 7° Clearance Angle

Dmin 2 l‘ Dmin =
=1~ _ - - = —
L <
’J =
rh
L e
'S
1 d\/ Right-hand shown
d I 2 h hi f D min G° G° Coolant Insert
A16R SVJCR/L-11 16.00 200.00 47.5 15.0 8.0 8.5 20.00 -5 -5 Y VC.. 1103
16.00 200.00 20.0 15.0 8.0 7.0 19.00 -5 -4 N VC.. 1103

() Cannot be used for internal sphere turning
For inserts, see pages: VCMT-F3P (B0) » VCMT-SM (B70) » VCET-WF (B80) » VCGT-AS (B92).

Sorew

Key Coolant Fitting
SR 14-560/S T-8/5 PL 16
SR 14-560/S T-8/5

Spare Parts

A16R SVJCR/L-11

S-STFCR/L
Screw Lock Boring Bars for Triangular 7° Clearance Angle Inserts

91°

I}
h
v ]
OIS
A l2 —>‘ d
i Right-hand shown
d I I2 h h f D min Ga° G° Insert
| S10K STFCR/L-11  [JELXN) 125.00 29.0 9.0 4.5 7.0 13.00 0 -6 TC.. 1102
12.00  150.00 30.0 11.0 5.5 9.0 15.80 0 -3 TC.1102

For inserts, see pages: TCMT-F3P (B83)  TCMT-M3M (BS84) ¢ TCMT-PF (384) « TCMT-SM (B85) » TCGT-AS (B91).

Spare Parts

Designation Screw Key

SR 14-548 T-7/5
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S-STLCR/L
Screw Clamp Bars for 7° Clearance Triangular Inserts

95°

Dmln

v I ]

hi T 7'—_/]—4||7777777 o

i

h

YA SS——— | i

f \.

A 2 —J d

I Right-hand shown
d I I2 h hi f D min Go° G° Insert
$16Q STLCR/L-11 16.00 180.00 45.0 15.0 7.5 11.0 20.00 0 -1 TC.. 1102

For inserts, see pages: TCMT-F3P (B83) « TCMT-M3M (B84) » TCMT-PF (B34) » TCMT-SM (B85) ® TCGT-AS (B91).

Spare Parts

Designation Screw Key

$16Q STLCR/L-11 SR 14-548 T-7/5

MG STFPR-X
Solid Carbide Boring Bar Using TPGX Inserts for Small Diameters
91°
min
‘ maxg ‘ $‘ Dmin |«
e © .
-L\J \-"‘ \
N
A A
917,k
f 3_}7 ———
% A
[ ———— Right-hand shown
d I L min L maxd? f Ga° G° D min
8.00 79.00 20.0 56.0 4.9 5 -15 9.50

M Adjustment range
For inserts, see pages: TPGX (B88).

Spare Parts

Designation Screw Key
SR 14-298 T-8/5

ISCAR
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A/E/S-STFPR/L
Screw Lock Boring Bars for Triangular Inserts with 11° Clearance

91°

Drminf@2 -~
A/E STFPR S-STFPR - Drmin —mn -
D4l@h
= ] T : !@
h
o) Ye—— -/ .
J f
- |2 d
-~ Right-hand shown
d I1 I2 h h1 f D min D4 Ga° Gr°  Coolant Shank m.t
10.00 125.00 - 9.0 5.3 6.0 11.00 12.00 3 0 Y S
12.00 180.00 - 11.0 6.3 7.0 13.00 14.00 4 0 Y S
10.00 150.00 - 9.0 5.3 6.0 12.00 12.00 3 0 Y C
12.00 170.00 - 11.0 6.3 7.0 14.00 14.00 4 0 Y C
12.00 125.00 35.0 11.0 6.3 5.6 11.00 11.00 3 0 N S
12.00 150.00 27.0 11.0 6.3 7.0 15.00 15.00 4 0 N S
16.00 180.00 27.0 15.0 8.0 9.2 18.00 18.00 5 0 N S
¢ (a1) When used with insert TPG. 110204-XL (a2) When used with insert TP.. 110204-..
() S-Steel, C-Carbide
For inserts, see pages: TPMT-PF (B85) » TPGB-XL (B86) » TPGH-XL (B87) * TPGB (BS6) .
P4
Screw Ke
SR 14-505 T-7/5
A/S-STLPR/L
Screw Lock Boring Bars for Triangular Inserts with 11° Clearance
95°
| A-STLPR S-STLPR b D4la2) =
|-— |2 min
‘ _H—'— V ] N Dminfa)
e e = |
A r 3
d > h
' v
S ————— —
f [¢) f RN
r\ H 4 f«—|2 | d
1 Right-hand shown
d I4 I2 h h1 f Ga° Gr° D min D4 Coolant
10.00 125.00 18.0 9.5 5.8 6.0 3 0 11.00 12.00 Y
12.00 180.00 18.0 11.5 6.0 7.0 4 0 13.00 14.00 Y
12.00 125.00 35.0 11.0 6.3 5.6 3 0 9.70 11.00 N
12.00 150.00 27.0 11.0 6.3 7.0 4 0 14.00 15.00 N
16.00 180.00 27.0 15.0 8.0 9.0 5 0 17.00 18.00 N

¢ (a1) When used with insert TPG. 110204-XL (a2) When used with insert TP.. 110204-..
For inserts, see pages: TPMT-PF (B85) ¢ TPGB-XL (B86) ® TPGH-XL (B87) « TPGB (B86) .

L4

Screw Key
SR 14-505 T-15/5
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A/E-STFPR-X
Boring Bars for Small Diameters for TPGX 11° Clearance Triangular Inserts

91°

Right-hand shown

d 1 f h h1 D min Ga° Gr° Shank m." Insert
8.00 110.00 5.0 7.2 3.6 9.50 5 -15 S TPGX 0902
10.00 125.00 5.7 9.0 4.5 10.90 5 -8 S TPGX 0902
12.00 150.00 6.7 11.0 5.5 13.00 5 -8 S TPGX 0902
10.00 125.00 6.0 9.0 4.5 11.40 3 -15 S TPGX 1103
12.00 150.00 6.8 11.0 5.5 13.50 3 -10 S TPGX 1103
16.00 180.00 8.8 14.0 7.0 17.30 3 -5 S TPGX 1103
8.00 125.00 5.0 7.2 3.6 9.50 5 -15 C TPGX 0902
10.00 150.00 5.7 9.0 4.5 10.90 5 -8 (o] TPGX 0902
12.00 170.00 6.7 11.0 5.5 13.00 5 -8 C TPGX 0902
10.00 150.00 6.0 9.0 4.5 11.40 3 -15 C TPGX 1103
12.00 170.00 6.8 11.0 5.5 13.50 3 -10 (o] TPGX 1103
16.00 200.00 8.8 14.0 7.0 17.30 3 -5 C TPGX 1103

() S-Steel, C-Carbide
For inserts, see pages: ® TPGX (B88).

Screw Key
SR 14-298 T-8/5
SR 14-298 T-8/5
SR 14-298 T-8/5
SR 10400052 T-8/5
SR 10400052 T-8/5
SR 10400052 T-8/5
SR 14-298 T-8/5
SR 14-298 T-8/5
SR 14-298 T-8/5
SR 10400052 T-8/5
SR 10400052 T-8/5
SR 10400052 T-8/5

ISCAR
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E/S-SWUBR/L
Screw Clamp Miniature Boring Bars for Small WBMT Trigon Inserts

93°

e @ e

h -
f
c——— 1
= ‘ JY S
A |2—»| d
- |1 »
Right-hand shown
d I1 I2 h h1 f Ga° Gr°  Dmin Coolant Shank m.t Insert
6.00 100.00 - 5.2 2.6 3.3 0 -15 6.50 Y (o} WBMT 020102L
8.00 125.00 - 7.6 3.8 4.3 0 -8 8.70 Y (o} WBMT 020102L
10.00 150.00 - 9.0 4.5 5.2 0 -12  10.90 Y (] WBMT 020102L
6.00 100.00 - 5.2 2.6 3.3 0 -15 6.50 N S WBMT 020102L
10.00 100.00 20.0 9.0 4.5 3.0 0 -15 6.00 N S WBMT 020102L/R
10.00 100.00 24.0 9.0 4.5 3.5 0 -13 7.00 N S WBMT 020102L/R
8.00 100.00 - 7.4 3.7 4.3 0 -12 8.50 N S WBMT 020102L
12.00 110.00 32.0 11.0 5.5 4.0 0 -12 8.00 N S WBMT 020102L/R
10.00 125.00 - 9.0 4.5 5.2 0 -12  11.00 N S WBMT 020102L
* Use right-hand WBMT 06...R inserts on left-hand tools and left-hand WBMT 06...L inserts on right-hand tools.
() S-Steel, C-Carbide
For inserts, see pages: WBGT (B88) ¢ WBMT (B89).
Screw Key
SR 14-552 T-6/5
SOTURN e ISCARTHiREA
OTURN T HREAD
MGSIR/L
Solid Carbide Bars for Internal Turning and Threading o
910 I'@vﬂ'w
- -
|_ min
max
v
= N
- ——— oo
Dmin ~ J
d
o) ————4
b I - .
Right-hand shown
d I1 L min®® L max® f D min
6.00 59.00 16.0 42.0 3.9 7.00
8.00 72.00 20.0 56.0 5.0 9.20

® 91° for shoulder depth up to 2 mm e Use right-hand WBMT 06...R inserts on left-hand tools and left-hand WBMT 06...L inserts on right-hand tools. ¢ In order to
maintain high machining reliability we strongly recommend replacing the clamping screw every 10 insert indexes.

) For WBMT 060102 Dmin=6.6 mm f=4.13 mm @ For WBMT 060102 Dmin=8.8 mm f=5.20 mm @ Adjustment range

For inserts, see pages: IR/L-55° (B98) » IR/L-60° (8101) o IR/L-BSPT (B110) » IR/L-ISO (B104) * IR/L-NPT (B115) o IR/L-NPTF (113)  IR/L-UN (B106) *
IR/L-W (B109)  WBGT (B88) » WBMT (B89).

Screw Key
SR 14-552 T-6/5

Member IMC Group
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MG-SWUBR/L
Solid Carbide Bars for Internal Turning

min
L max

—

f 1‘ 11

Right-hand shown
d I L min(® L max( f D min
6.00 59.00 16.0 42.0 3.3 6.60
8.00 72.00 20.0 56.0 4.3 8.70
® Use right-hand WBMT 06...R inserts on left-hand tools and left-hand WBMT 06...L inserts on right-hand tools
™) Adjustment range
For inserts, see pages: WBGT (B88) ¢ WBMT (B89).
Screw Key
SR 14-552 T-6/5
MG-SWUCR
Solid Carbide Boring Bar for Small Diameters Using WCGT Trigon Inserts
93°
L min -
max d
i = Dmin (=
% I )
pie SE——
fl i 11 J Right-hand shown
d I L min(® L max( f Ga° Gr° D min Insert
6.00 60.00 16.0 42.0 3.3 0 15 6.60 WCGT 0201
8.00 75.70 20.0 56.0 4.3 0 12 8.80 WCGT 0201
() Adjustment range

For inserts, see pages: WCGT (B89).
For holders, see pages: PICCO/MG PCO (holder) (B123).

Screw Key
SR 14-299 T-6/5

ISCAR
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A/E-SWUCR

Boring Bars for Small Diameters Using WCGT Trigon Inserts

Right-hand shown

d l1 h hi f Ga°® Gr° Dmin  Shankm.t" Insert
6.00 100.00 5.4 2.7 3.3 0 -15 6.60 S WCGT 0201
8.00 110.00 7.2 3.6 4.3 0 -12 8.70 S WCGT 0201
10.00 125.00 9.0 4.5 5.2 0 -12 10.90 S WCGT 0201
6.00 100.00 5.4 2.7 3.3 0 -15 6.60 C WCGT 0201
8.00 125.00 7.2 3.6 4.3 0 -12 8.70 (o] WCGT 0201
10.00 150.00 9.0 4.5 5.2 0 -12 10.90 (o] WCGT 0201
() S-Steel, C-Carbide
For inserts, see pages: WCGT (B89).
e 2
Screw Key
SR 14-299 T-6/5
A/E-SWLNR-04
Boring Bars for Small Diameters, Carrying WNGP 0403.. Double-Sided Trigon Inserts
95°
r— l2 »I B
o e st @
h
— M
= -
@7 v
- 11
d I I2 h f Ga° Gr° D min Shank m.(" Insert
10.00 125.00 20.0 9.0 6.0 -10 -16 12.00 S WNGP 04
12.00 150.00 24.0 11.0 7.0 -10 -14 14.00 S WNGP 04
16.00 180.00 32.0 15.0 9.0 -10 -1 18.00 S WNGP 04
10.00 125.00 20.0 9.0 6.0 -10 -16 12.00 (o] WNGP 04
12.00 150.00 24.0 11.0 7.0 -10 -14 14.00 C WNGP 04
16.00 180.00 32.0 15.0 9.0 -10 -1 18.00 C WNGP 04

* Use left-hand inserts on right-hand bars and vice versa. A - steel shank with coolant hole, E - carbide shank with coolant hole.

() S-Steel, C-Carbide

For inserts, see pages: WNGP-F2M (B45) ¢ WNGP-F2P (B46).

v

bd

Screw

Key

SR 34-514 T-7F

Member IMC Group
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A-SXFOR/L
Boring Bars with Coolant Holes Using XOMT Inserts

88°
-—

A =\ |

h1 RN
A d
N

f

i

Right-hand shown

d I I2 h1 f Ga° Gr° D min Insert
10.00 110.00 28.5 5.0 4.9 6 1.75 10.00 XOMT 0602
10.00 125.00 28.5 5.0 4.9 6 1.75 10.00 XOMT 0602

For inserts, see pages: XOMT-DT (B45).

Lt

Screw Key
SR 34-508 T-7/5

MULTIFUNCTION TOOLS

A-SXFOR-DR
Boring and Dirilling Bars for XOMT Inserts

d Y
v W h
h1
i
v I ——
' —
r<— L —>
L3 —>
L2 Right-hand shown
d L2 L3 L f h1 Ga® Gr° h D min Insert
16.00 180.00 31.0 21.0 6.0 8.5 0 0 15.0 1250 XOMT 0602

For inserts, see pages: XOMT-DT (B45).

Drilling Solid Material
Range:

Dmin=12.5 mm
Dmax=14 mm

To achieve required diameter @D, position tool as shown
at D + x (x=0.10) to compensate for tool deflection.
Use pecking cycle, pulling back 0.1 mm after each

1 mm of DOC.

Maximum feed for steel:

0.05 mm/rev;

For stainless steel:

0.08 mm/rev

s Ve

Screw Key Coolant Fitting
SR 34-508 T-7/51 PL 16

ISCAR
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DRURILLS
XOMT-DT
Inserts for DR Drills and Boring Bars

R
di -1
S
Dimensions Tough <> Hard
=

© o o | o« ) ©
[eo] A [Te) 0 o (9] Al
. N © N 0 | & 0 <
Designation di S R &) &) O S} &} &) o
XOMT 060204-DT 6.16 2.56 0.40 ° ° ° ° ° ° °

* Two cutting edges ® For hard materials and interrupted cut

ISOTURN
WNGP-F2M

Double-Sided Trigon Inserts, for Super Finish Machining Conditions on Stainless Steel

- S -
. . Recommended Machining
Dimensions
Data
©

8 ap f
Designation | di S r O (mm) (mm/rev)
WNGP 040302R/L-F2M 4.35 6.35 3.18 0.20 [ 0.30-2.00 0.08-0.30
4.35 6.35 3.18 0.40 ® 0.30-2.00 0.08-0.30
WNGP 040308R/L-F2NM 4.35 6.35 3.18 0.80 [ 0.30-2.00 0.08-0.30

For tools, see page: PWLNR/L-04S (A104).
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WNGP-F2P
Double-Sided Trigon Inserts, for Super Finish Machining Conditions on Alloyed Steel

- S |-
Di . Recommended Machining
imensions
Data
=z
S
g ap f
Designation | di S r o (mm) (mm/rev)
WNGP 040302R/L-F2P 4.35 6.35 3.18 0.20 [ 0.30-2.00 0.08-0.30
WNGP 040304R/L-F2P 4.35 6.35 3.18 0.40 [} 0.30-2.00 0.08-0.30
WNGP 040308R/L-F2P 4.35 6.35 3.18 0.80 [ 0.30-2.00 0.08-0.30

For tools, see page: PWLNR/L-04S (A104).

B46 ISCAR




ISOTURN
WNMG-F3P

Double-Sided Trigon Inserts for Semi-Finishing and Finishing Applications

(6

95°

-+ S |-
. Tough Hard Recommended Machining
Data
218|=z| 8
N - S N ap f
. © © N 0
| di S r | Q| Q| Q (mm) (mm/rev)
6.52 9.52 4.76 0.40 ([ ] [ ] ([ ] [} 0.50-2.50 0.07-0.25
6.52 9.52 4.76 0.80 [} [} ® [} 0.90-3.00 0.08-0.25
6.52 9.52 4.76 1.20 [J [J 1.30-3.00 0.10-0.25

For tools, see pages: PWLNR/L (A104)




B48
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WNMG-M3P

Double-Sided Trigon Inserts for Medium Machining Conditions on Steel

- S |-
Dimensions Toul_g:;lr 4 Recommended Machining Data
o o
Ire} ]
R ap f
Designation | di S r | Q (mm) (mm/rev)
WNMG 06T304-M3P 6.52 9.52 3.97 0.40 [} 0.45-2.50 0.10-0.45
6.52 9.52 3.97 0.80 ® [} 0.50-3.00 0.15-0.50
WNMG 06T312-M3P 6.52 9.52 3.97 1.20 ° 0.80-3.00 0.18-0.60
6.52 9.52 4.76 0.40 [ J [} 0.45-2.50 0.10-0.45
WNMG 060408-M3P 6.52 9.52 4.76 0.80 [} [} 0.50-3.00 0.15-0.50
6.52 9.52 4.76 1.20 [ 0.80-3.00 0.18-0.60

For tools, see page: PWLNR/L (A104)

WNMG-F3M

Double-Sided Trigon Inserts for Stainless Steel Finishing Applications

- S |-
Dimensions Tough <> Hard Recommenged Machining
ata
0 0
N - [{e} N
=} o =} o ap f
. . . © © © <}
Designation | di S r |l Q| Q| Q (mm) (mm/rev)
WNMG 060404-F3M 6.52 9.52 4.76 0.40 (] ® ® L] 0.10-1.50 0.05-0.30
6.52 9.52 4.76 0.80 [ ® [} [ ] 0.10-1.50 0.10-0.40
WNMG 060412-F3M 6.52 9.52 4.76 1.20 [J [ [ [J 0.20-2.50 0.15-0.50

For tools, see pages: PWLNR/L (A104)

ISCAR
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WNMG-M3M
Double-Sided Trigon Inserts for Machining Stainless and Low Carbon Steel

- S |-
Dimensions Tough <> Hard | Recommended Machining Data

0 | 0

N - ©

o | o | o

© © =5 ap f
Designation | di S r S © o (mm) (mm/rev)
WNMG 060404-M3M 6.52 9.52 4.76 0.40 ® ® L] 0.50-3.50 0.12-0.40

6.52 9.52 4.76 0.80 (] [ L] 0.50-3.50 0.15-0.50

WNMG 060412-M3NV 6.52 9.52 4.76 1.20 [ ° ° 0.50-3.50 0.20-0.60

For tools, see pages: PWLNR/L (A104)

WNMG-GN
Double-Sided Trigon Inserts for General Applications

80°

- S |-
PR Tough <> Hard Recommenged Machining
ata
o] o (=] (=)
N 9] Ye) 0
o |l ® | d| = |9 ap f
: : . @ || o | 0|«
Designation | di S r |l Q| Q| Q| QO (mm) (mm/rev)
WNMG 06T304-GN 6.52 9.52 3.97 0.40 ° o | o [ o 1.00-3.50 0.14-0.40
6.52 9.52 3.97 0.80 o | o | o | o 1.00-3.50 0.16-0.45
| WNMG 06T312-GN  [NCEY 9.52 3.97 1.20 ° 1.50-4.00 0.18-0.45
6.52 9.52 4.76 0.40 [ 1.00-3.50 0.14-0.40
WNMG 060408-GN 6.52 9.52 476 0.80 ° 1.00-3.50 0.16-0.45
6.52 9.52 4.76 1.20 ° 1.50-4.00 0.18-0.45

For tools, see pages: PWLNR/L (A104)

Q Wember IMC Group
Y| B49
11 O
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WNMG-WG
Double-Sided Trigon Wiper Inserts for High Surface Finish at High Feed Turning

- Sl
BREERrE Tough <~ Hard Recommensjed Machining
ata
[eo) (=] =2 o =z
Al vw|S|w|~|N|2]S
Sl |®|-|lo|o|S| & ap f
5 5 . M|l | V| o|lo|a || v
Designation di | S r Q|| (Q|Q Q|9 |C (mm) (mm/rev)
WNMG 06T304-WG 9.52 6.52 3.97 0.40 [ ] [} o [ ] [} 0.40-3.00 0.10-0.35
9.52 6.52 3.97 0.80 [} [ ] ® [} [} [} 0.60-3.50 0.10-0.50
WNMG 060404-WG 9.52 6.52 4.76 0.40 ° [} o () 0.40-3.00 0.10-0.35
9.52 6.52 4.76 0.80 [ ] ° [J 0.60-3.50 0.10-0.50
For tools, see page: PWLNR/L (A104).
WNMG-SF
Double-Sided Trigon Inserts for Super Finishing
S
Dimensions Tough <—> Hard Recommended Machining
Data
z z
S| ~| ~| S
® | o | o| N ap f
5 : . 0|l 2| | v
Designation 1 di S r O | O | Q| Q (mm) (mm/rev)
WNMG 06T302-SF 6.52 9.52 3.97 0.20 ® 0.30-1.50 0.02-0.15
6.52 9.52 3.97 0.40 [J [J [J [J 0.30-1.50 0.05-0.15

For tools, see page: PWLNR/L (A104).

ISCAR
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WNMG-NF
Double-Sided Trigon Inserts for Semi-Finishing and Finishing Applications

80°

! Sle
. . Recommended
Dimensions Tough <> Hard Machining Data
o (=] =z (=] =2
Yol Yol o] P4 o v N~ N~ b4 o
[+ N o o (52 o - o o o o [9Y) ap f
. . . X[ || QWO |=|0|[0|®|N|N|LwW©
Designation | di S r QO QO Q| |Q|(Q]|]Q|Q|Q|Q (mm) (mm/rev)
VU e e 0 6.52 9.52 3.97  0.10 [} 0.20-1.00 0.05-0.15
6.52 952 397 020| e [} [ ] [} [ ] [} [} [ ] [ ] 0.30-1.50 0.08-0.17
Ve e 2 6.562 952 397 040 e | e e | o | oo |0 | 0|0 o e | 040250 0.07-0.25
6.52 9.52 397 080 @ [ ) ® ® L) 0.60-3.00 0.08-0.25
VU Lepd e o T 6.52 9.52 476 0.20 [} [ 0.30-3.00 0.05-0.20
6.52 9.52 4.76 0.40 [} ® (] 0.60-3.00 0.08-0.25
VLR e el 6,52 9.52 4.76 0.80 ® 0.80-3.00 0.08-0.25
For tools, see page: PWLNR/L (A104).
WNMG-VL
Double-Sided Trigon Inserts with a Chipformer for High Temperature Alloys and
Stainless Steel Valves
80°
gl
Dimensions Recommended Machining Data
©
8 ap f
Designation | di S r (&) (mm) (mm/rev)
WNMG 06T308-VL 6.52 9.52 3.97 0.80 (] 0.50-3.00 0.07-0.25

For tools, see page: PWLNR/L (A104).

Q Member IMC Group
(T Iy
4 1 [ []




ISOTURN

WNMG-WF
Double-Sided Trigon Wiper Inserts for Finishing Operations at High Feeds

Dimensions Tough < > Hard Recommenl;ied Machining
ata
~ N~
o =)
8 | 8 ap f
Designation | di S r = = (mm) (mm/rev)
WNMG 060402-WF 6.52 9.52 4.76 0.20 ) 0.20-3.00 0.05-0.25
6.52 9.52 4.76 0.40 ° ) 0.50-3.00 0.05-0.30
WNMG 060408-WF 6.52 9.52 4.76 0.80 [ 0.80-3.50 0.07-0.30

For tools, see pages: PWLNR/L (A104)

WNMG-PP
Double-Sided Trigon Inserts for Machining Very Ductile Materials
at Medium Cutting Conditions

! S |-
Dimensions Tough <— Hard Recommended Machining Data
© ol o| 2 o
N o | w| oS o |~ |~
o l®w | d|®|o| |0l o
8|8|8|6|c|&8|8|3 2 !
Designation | di S r =|l=]|=|=|=|=|=]= (mm) (mm/rev)
WNMG 06T304-PP X7 9.52 3.97 0.40 [} [} [ ] [} [} ° [} 1.00-3.00 0.14-0.30
6.52 9.52 3.97 0.80 L] ® ® ® L] ® 1.00-3.00 0.14-0.30
WNMG 060404-PP X7 9.52 4.76 0.40 [} [} [ ] [} 1.00-3.00 0.14-0.30
6.52 9.52 4.76 0.80 ° [ ° 1.00-3.00 0.14-0.30

For tools, see pages: PWLNR/L (A104)

ISCAR




ISOTURN

WNMG-TF
Double-Sided Trigon Inserts for Machining a Wide Range of
Materials at Medium Cutting Conditions

80°

S
. . Recommended
Dimensions Tough <> Hard Machining Data
[oe) w (=] (o] o
N N 0 - [Te] © N~ N~ =
o |l 9o |l d|lo -9 |9 | 9|9 |9 ap f
. [+ © (<) © [s¢] [ [+ (=] (V) N
Designation | di S r Ol |oOo ||| |Qo|]OC|O0]| QO (mm) (mm/rev)
WNMG 06T304-TF 652 952 397 040 | @ | @ | @ [ @ o | o | o 1.00-3.00 | 0.12-0.35
6.52 9.52 3.97 0.80 ® [ [} ® ® [} ® [ [} ® 1.00-3.00 | 0.12-0.35
WNMG 06T312-TF 6.52 9.52 3.97 1.20 o | o 1.00-4.00 | 0.15-0.40
6.52 9.52 476 0.40 ° o | o 1.00-3.00 | 0.12-0.35
WNMG 060408-TF 6.52 9.52 476 0.80 [} [ ® [ 1.00-3.00 | 0.12-0.35
6.52 9.52 476 1.20 o | @ 1.00-4.00 | 0.15-0.35
For tools, see page: PWLNR/L (A104).
DNGP-F2M
Double-Sided 55° Rhombic Inserts for Semi-Finishing and
Finishing Applications on Stainless Steel
S
o A Recommended Machining
Dimensions
Data
©
8 ap f
Designation | di S r O (mm) (mm/rev)
DNGP 070302R/L-F2M 7.70 6.35 3.18 0.20 [ ] 0.30-2.00 0.08-0.30
7.70 6.35 3.18 0.40 ° 0.30-2.00 0.08-0.30
DNGP 070308R/L-F2M 7.70 6.35 3.18 0.80 [J 0.30-2.00 0.08-0.30

For tools, see pages: A/E-SDXNR/L-07 (B35) ¢ A/E-SDZNR/L-07 (B36) .

)

Member IMC

Group
[ ]

B53
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DNGP-F2P
Double-Sided 55° Rhombic Inserts for Semi-Finishing and
Finishing Applications on Alloyed Steel

S
A . Recommended Machining
Dimensions
Data
=z
o
% ap f
Designation | di S r o (mm) (mm/rev)
DNGP 070302R/L-F2P 7.70 6.35 3.18 0.20 [ 0.30-2.00 0.08-0.30
7.70 6.35 3.18 0.40 [ 0.30-2.00 0.08-0.30
DNGP 070308R/L-F2P 7.70 6.35 3.18 0.80 [ 0.30-2.00 0.08-0.30
For tools, see pages: A/E-SDXNR/L-07 (B35) ¢ A/E-SDZNR/L-07 (B36) .
DNMG-F3P
Double-Sided 55° Rhombic Inserts for Semi-Finishing and
Finishing Applications on Steel
S
Dimensions Tough <~ Hard Recommen[;:led Machining
ata
(=) o
0 7]
(3] -
88| = f
Designation | di S r = = (mm) (mm/rev)
DNMG 110404-F3P 11.63 9.52 4.76 0.40 L] L] 0.80-3.00 0.07-0.25
11.63 9.52 4.76 0.80 [ L] 1.00-3.50 0.08-0.25
DNMG 110412-F3P 11.63 9.52 4.76 1.20 [ [ 1.40-4.00 0.10-0.25

For tools, see pages: ® DDJNR/L (A105) ¢ PDJNR/L (A105).

ISCAR
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DNMG-M3P

Double-Sided 55° Rhombic Inserts for Medium Machining Conditions on Steel

/,,/\\‘55"

S
Dimensions Tough <> Hard Recommeng ed Machining
ata
[=} [=}
re} 0
(3] -
8 | B | = f
Designation | di S r = = (mm) (mm/rev)
DNMG 110408-M3P 11.63 9.52 4.76 0.80 ® ® 0.50-5.00 0.15-0.50
11.63 9.52 4.76 1.20 [J 0.80-5.00 0.18-0.60

For tools, see pages: ® DDJNR/L (A105) ¢ PDJNR/L (A105).

DNMG-F3M

Double-Sided 55° Rhombic Inserts, for Finish Turning of Stainless and

Low Carbon Steel

paca

S
Dimensions Tough Hard Recommended Machining
Data
0 le]
N - [{e} N
o o o o
© © @ @ ap f
Designation | di S r © o © © (mm) (mm/rev)
DNMG 110404-F3M 11.63 9.52 4.76 0.40 ° ° ° ° 0.10-1.50 0.05-0.32
11.63 9.52 4.76 0.80 ° ° . ° 0.10-1.50 0.10-0.42
| DNMG 110412-F3M RRR 9.52 4.76 1.20 e | o | e | o | 015200 0.15-0.52

For tools, see pages: ® DDJNR/L (A105) ¢ PDJNR/L (A105).

Q Member IMC Group
(T Iy
4 1 [ []
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DNMG-M3M
Double-Sided 55° Rhombic Inserts for Machining Stainless and Low Carbon Steel

A

S
Dimensions Tough <~ Hard Recommenged Machining
ata
0 0
(2] oy [(]
o | o =}
© © 3] ap f
Designation | di S r © © © (mm) (mm/rev)
DNMG 110404-M3M 11.63 9.52 4.76 0.40 [} [ ] [} 0.50-3.50 0.12-0.40
11.63 9.52 4.76 0.80 [} [ ] [} 0.50-4.00 0.15-0.50
M3M 11.63 9.52 4.76 1.20 [ [J ® 0.50-4.00 0.20-0.60
For tools, see pages: ® DDJNR/L (A105) ¢ PDJNR/L (A105).
DNMG-GN
Double-Sided 55° Rhombic Inserts for General Applications
/N
),
S
Dimensions Tough < Hard Recommended Machining
Data
o o
re} 0
AN -
88| = f
Designation | di S r = = (mm) (mm/rev)
DNMG 110408-GN 11.63 9.52 4.76 0.80 [} [} 1.00-4.00 0.18-0.38
11.63 9.52 4.76 1.20 [J [J 1.50-4.50 0.18-0.38

For tools, see pages: ® DDJNR/L (A105) ¢ PDJNR/L (A105).

ISCAR
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DNMG-SF
Double-Sided 55° Rhombic Inserts for Super-Finishing. Controls Chip Flow at Very
Low Feed and Depth of Cut

/\\‘55o

— S
Dimensions Tough <> Recommended Machining
Hard Data

=z =z

(=] o

152} N

88| & f
Designation | di S r = = (mm) (mm/rev)
DNMG 110404-SF 11.63 9.52 4.76 0.40 [ [J 0.50-3.00 0.05-0.25

For tools, see pages: ® DDJNR/L (A105) ¢ PDJNR/L (A105) .

DNMG-NF
Double-Sided 55° Rhombic Inserts for Semi-Finishing and Finishing Applications

/\55"

S
. . Recommended
Dimensions Tough < Hard Machining Data
o |lo|lw|lo|lZ|w|o Z | o
Nw|ld|w|lo|l=s|OIN|IN|Z|]0]| =
S|lw|lo|la|l®|lo|r-r|lo|lo|S|a|o ap f
. . i N V|0 || W| O ||| |N|w|®
Designation | di S r Ol |OQ|Q|Q|Q |00 |0 |Q]|Q (mm) (mm/rev)
ol e B 11,63 9.52 4.76 0.20 [ ® [ [} ® ) 0.40-2.50 0.07-0.18
11.63 952 476 040 | @ [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] 0.80-3.00 0.07-0.25
ol et 11,63 952 476 0.80 | @ o (o | o |0 0|0 | 0o o 1.00-3.50 0.08-0.25

For tools, see pages: ® DDJNR/L (A105) ¢ PDJNR/L (A105).

Q Member IMC Group
(T Iy
4 1 [ []
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DNMG-PF
Double-Sided 55° Rhombic Inserts for Finishing Applications on
Alloyed and Stainless Steel

] /\'55o

S
Dimensions Recommended Machining Data
o
')
o ap f
Designation | di S r o (mm) (mm/rev)
DNMG 110408-PF 11.63 9.52 4.76 0.80 [ 0.30-3.00 0.07-0.30
For tools, see pages: ® DDJNR/L (A105) ¢ PDJNR/L (A105).
DNMG-PP
55° Double-Sided Rhombic Inserts for Machining Very Ductile Materials at
Medium Cutting Conditions
/\‘55°
S
Do Tough < Hard Recommenl;!ed Machining
ata
[o¢] o o
(2] Ye) 0
o || o | = | o ap f
. 19} © - © N
Designation | di S r |l 0| Q| Q| Q (mm) (mm/rev)
DNMG 110404-PP 11.63 9.52 4.76 0.40 [} [} 0.40-3.00 0.12-0.30
11.63 9.52 4.76 0.80 [ ° [ ° 1.00-3.50 0.12-0.30

For tools, see pages: ® DDJNR/L (A105) ¢ PDJNR/L (A105).

ISCAR
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DNMG-VL
Double-Sided 55° Rhombic Inserts with a Chipformer for High Temperature Alloys
and Stainless Steel Valves

S
Dimensions Tough < Hard Recommenged Machining
ata
o) ©
o =]
3 | 8 = f
Designation | di S r = = (mm) (mm/rev)
DNMG 110404-VL 11.63 9.52 4.76 0.40 [ 0.50-3.50 0.10-0.25
11.63 9.52 4.76 0.40 [ 0.50-3.50 0.10-0.25
DNMG 110408-VL 11.63 9.52 4.76 0.80 [ [ 0.50-3.50 0.10-0.25

For tools, see pages: ® DDJNR/L (A105) ® PDJNR/L (A105).

DNMG-TF
Double-Sided 55° Rhombic Inserts for Machining a Wide Range of Materials at
Medium Cutting Conditions

/\‘55°

S
Dimensions Tough <> Hard Recommeng ed Machining
ata

(=) 4

re) o

I3 ® | o

© 5 Y ap f
Designation | di S r © S S (mm) (mm/rev)
DNMG 110404-TF 11.63 9.52 4.76 0.40 (] [} [ ] 1.00-3.00 0.12-0.30

11.63 9.52 4.76 1.20 [J 1.50-4.00 0.15-0.35

For tools, see pages: ® DDJNR/L (A105) « PDJINR/L (A105).
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VNMG-SF
Double-Sided 35° Rhombic Inserts for Super-Finishing

> 35°

N /Q/ +%+

JIH

Dimensions Recommended Machining Data
[o)
£3 ap f
Designation | di S r O (mm) (mm/rev)
| VNMG 12T302-SF | 12.40 715 3.97 0.20 B 0.30-2.00 0.03-0.20
12.40 7.15 3.97 0.40 ° 0.50-3.00 0.05-0.25

For tools, see pages: ® SVINR/L-F (A106) ® SVVNN-F (A107).

VNMG/VNGG-NF
Double-Sided 35° Rhombic Inserts for Semi-Finishing and Finishing Applications

: A Q/ jé

%7|4>|

. . Recommended
Dimensions Tough <> Hard Machining Data
| o|w|o w|lo o | v
olNIVWIN|WO|IZ -rlOININMNZ|0O(r-]|O
V| o|MWM|IOoO|IN|([O|CO(O|r|O|O|OC(N|O|O ap f
5 . : D M| V(O | R DR[| O[O0 | (N || O[O
Designation | di S r |Q1Q[Q|Q|Q(Q|Q|Q|Q|Q|Q|C|Q|Q|C (mm) | (mm/rev)
PP AP 1240 715 397 020 (e | @ oo ofe oleoe 0.40-2.50 | 0.07-0.18
1240 715 397 040 (e |e|e @@ o o|0o|0o|0o 0|0 0.70-2.00 | 0.07-0.24
VO le g 1240 715 397 080 (e|e|e e (e |e | e (e e e e e e e e 1.00-3.00|0.08-0.24
1240 715 3.90 0.20 ° . 0.40-2.50 | 0.05-0.17
DL e 11240 715 3.90 040 ° ° 0.50-3.00 | 0.05-0.25

For tools, see pages: ® SVINR/L-F (A106) ® SVVNN-F (A107).

B60 ISCAR
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VNMM-PP

Single-Sided, 35° Rhombic Inserts for Machining Very Ductile Materials at

Medium Cutting Conditions

™ 35°

{ N A
d [

LL|4>‘

Designation |

Recommended Machining

VNMM 12T304-PP 12.40

Dimensions Tough <> Hard Data
=}
Ire}
] S QA ap f
di S r O O (mm) (mm/rev)
7.15 3.97 0.40 [} L) 0.80-2.50 0.12-0.20
12.40 7.15 3.97 0.80 [ [ ] 1.00-2.50 0.12-0.25

For tools, see pages: ® SVJNR/L-F (A106) ¢ SVVNN-F (A107).

TNMG-F3P

Double-Sided Triangular Inserts for Semi-Finishing and Finishing Applications

Designation |

Recommended Machining

TNMG 160404-F3P 16.50

Dimensions Tough <> Hard Data
o o
re} 0
N -
8| B | = f
di S r = = (mm) (mm/rev)
9.52 4.76 0.40 ° o 0.50-2.00 0.07-0.25
16.50 9.52 4.76 0.80 [ ) [} 0.90-3.00 0.08-0.25
9.52 4.76 1.20 [ [ 1.30-4.00 0.10-0.25

TNMG 160412-F3P 16.50

For tools, see page: MTUNR/L-W (A106).
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TNMG-M3P
Double-Sided Triangular Inserts for Medium Machining Conditions on Steel

60°

S |-
Dimensions Tgu_g}h Recommended Machining
Hard Data
o o
& = a f
<] 9] P
Designation | di S r o o (mm) (mm/rev)
16.50 9.52 4.76 0.40 ° ° 0.40-5.00 0.10-0.30
16.50 9.52 4.76 0.80 ° ° 0.50-5.00 0.15-0.50
16.50 9.52 4.76 1.20 ® [ 0.80-5.00 0.18-0.60

For tools, see page: MTUNR/L-W (A106).

TNMG-F3M
Double-Sided Triangular Inserts, for Finish Turning of Stainless and Low Carbon Steel

60°

S -
. . Recommended
Dimensions Tough < > Hard Machining Data
0 | © z
[aV] - © N~ 4 o
o |lo|lo|lo|o|« ap f
. . i © © @ @ N 0
Designation | di S r ©C |l 0|0 | Q| 9| © (mm) (mm/rev)
TNMG 160404-F3M 16.50 9.52 4.76 0.40 ° ° ° ° ° o 0.10-1.50 | 0.05-0.32
16.50 9.52 4.76 0.80 [ ] [ ] [ ] [ ] [ ] [ ] 0.10-1.50 0.10-0.42
TNMG 160412~ Vi 16.50 9.52 4.76 1.20 ° [J () [ ] 0.15-2.00 0.15-0.52

For tools, see page: MTUNR/L-W (A106).

ISCAR
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TNMG-M3M

Triangular Double-Sided Inserts, for Machining Stainless and Low Carbon Steel

60°

S |-
Dimensions Tough < Hard Recommenged Machining
ata
10 10
N -
S o
g8 18| = f
Designation | di S r = = (mm) (mm/rev)
TNMG 160408-M3M 16.50 9.52 4.76 0.80 [} [} 0.50-4.00 0.15-0.50
16.50 9.52 4.76 1.20 [J [J 0.50-4.00 0.20-0.60
For tools, see page: MTJNR/L-W (A106).
TNMG-GN
Double-Sided Triangular Inserts for General Applications
— -
Dimensions Tough < Hard Recommended Machining
Data
o] (=] o (=] o v
ola || |L|~|~ o | = | S
(4] (=] [+ (3] - o o o Al (=] (=] ap f
5 . . R D |Dd|[0|®| | |N|[T|D®|®
Designation | di S r | QO |Qo|Q|Qo|Q|Q|Q|Q]|Q (mm) (mm/rev)
e s lel 'E 16.50 952 4.76 0.40 ° [} 1.00-3.00 0.12-0.30
16,50 952 476 080 | @ [ ] [} ® [ ) [} [ ] [} ® [ [} 1.00-3.50 0.18-0.39
e s e 16.50 0 952 476 1.20 [ [J 1.50-4.00 0.18-0.43

For tools, see page: MTIJNR/L-W (A106).

Q Member IMC Group
(T Iy
4 1 [ []

B63
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TNMG-SF
Triangular Double-Sided Inserts for Super-Finishing. Controls Chip Flow at Very Low
Feed and Depth of Cut

S -
Dimensions Tough <~ Hard Recommen[;jed Machining
ata
o |z | 2
[Ye) [=] o
S| B D ap f
Designation | di S r | Q| Q (mm) (mm/rev)
TNMG 160404-SF 16.50 9.52 4.76 0.40 [} ® 0.40-2.00 0.04-0.25
16.50 9.52 4.76 0.80 [ [J 1.00-3.00 0.06-0.30
For tools, see page: MTINR/L-W (A106).
TNMG-PF
Triangular Double-Sided Inserts for Finishing Applications on
Alloyed and Stainless Steel
91°
-
o |
- Sl
Dimensions Recommended Machining Data
o
To]
o ap f
Designation | di S r o (mm) (mm/rev)
TNMG 160408-PF 16.50 9.52 4.76 0.80 [ 0.80-3.00 0.08-0.30

For tools, see page: MTUNR/L-W (A106).

TNMG-VL
Double-Sided Triangular Inserts with a Chipformer for High Temperature Alloys and
Stainless Steel Valves

91°
-

]

60° 55
max

&
-
-l Sle

60°

‘V

Recommended Machining

Dimensions Tough <> Hard Data
o | © |~ |~
o | o | o | o ap f
. . . ® | @ | @ | &
Designation | di S r |l Q| Q]| Q (mm) (mm/rev)
TNMG 160404-VL 16.50 9.52 4.76 0.40 [} 0.80-3.50 0.10-0.25
16.50 9.52 4.76 0.80 ° [ ) [} [ ] 0.80-3.50 0.10-0.25

For tools, see page: MTINR/L-W (A106).

B64 ISCAR
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TNMG-TF
Double-Sided Triangular Inserts for Machining a Wide Range of Materials at
Medium Cutting Conditions 03" A 2

. . Recommended
Dimensions Tough <> Hard Machining Data
[eo) [Te) (=] wn o
o (2] () Ye) [o¢] - 0 © N~ N~ =2
Rlolog|dlo|lgo | Q||| |9 ap f
. . . X | M| O |0 H|O©|o|[0|[0|®| NN
Designation | di S r |[C|Q|Q|(Q|OQ|C|Q|Q|Q|Q |9 |9 (mm) (mm/rev)
L len el T 16,50 9.52 318 0.40 ° 1.00-3.00 0.12-0.30
16.50 9.52 3.18 0.80 ° 1.00-3.00 0.12-0.30
S L e e e S 1650 952 476 040 | @ (e [ e | @ e | o | o0 o o 1.00-3.00 0.12-0.30
16.50 9.52 4.76 0.80 o o |0 | o 0|0 | 0o 0|0 | 0 6@ 1.00-3.00 0.12-0.30
e e R Pl 16.50  9.52 476 1.20 ° 1.00-5.00 0.12-0.40
For tools, see page: MTJNR/L-W (A106).
TNMG/TNGG-PP
Double-Sided Triangular Inserts for Machining Very Ductile Materials at
Medium Cutting Conditions gji 2z,
60°
| S |
. . Recommended
Dimensions Tough <> Hard Machining Data
o] o (=] o
() o) Yol Te] N~
Q| @ | A = | 9|9 ap f
. . . ™ © | © ® | N
Designation | di S r C|lOo ||| Q]| Q (mm) (mm/rev)
TNGG 160402-PP 16.50 9.52 4.76 0.20 ° 0.50-1.50 0.05-0.25
16.50 9.52 4.76 0.40 ° ° ° 0.50-3.00 0.13-0.30
TNMG 160408-PP 16.50 9.52 4.76 0.80 [J [J [ [J 1.00-3.00 0.12-0.30

For tools, see page: MTUNR/L-W (A106).

Q Member IMC Group
4 1 [ ]
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TNMG-NF
Double-Sided Triangular Inserts for Semi-Finishing and Finishing Applications

60°

S
Dimensions Tough < Hard Recommen[c)jed Machining
ata
o o
Q (o]
. 1o ) ap f
Designation | di S r o o (mm) (mm/rev)
TNMG 160408-NF 16.50 9.52 4.76 0.80 [ ] [ ] 1.00-3.00 0.08-0.25

For tools, see page: MTJNR/L-W (A106).

P
HELITURN
TANGENTIAL LINE
LNMX-HT
Tangential Insert with 4 Cutting Edges and a

Positive Rake Angle for High Metal Removal Rates

_

=
F
»

. . Recommended
Dimensions Tough <— Hard Machining Data
© | o | 9 [=} 0 f
Slglg|elelsls/8|¢g
» | b | ||| d|d|F| B ap (mm/
Designation w | S r S|l ||| |Qo Q| Q]|Q (mm) rev)
LNMX 110408R/L-HT 4.75 11.00 11.40 0.80 [ [ ] [ [ ] [ [ ] [ [ ] [ 0.50-5.00 |0.15-0.60
4.75 11.00 11.40 1.20 [ ] [ ] [ ] [ ] [ ] [ ] [ ] 0.80-5.00 |0.20-0.80
For tools, see page: SLANR/L-TANG (A107) .
LNMX-HM
Tangential Insert with a Positive Rake Angle for High
Metal Removal on Soft and Ductile Materials
. . Recommended
Dimensions Tough <> Hard Machining Data
|l o | w
(oY) [Tel - N~
o |l | o o ap f
© | 0| ©® | @
Designation | w S r S|l Q| S| Q (mm) (mm/rev)
LNMX 110408R/L-HM 11.00 4.75 11.40 0.80 [ ® ) ® 1.00-5.00 0.10-0.40
11.00 4.75 11.40 1.20 [ ] [ [ ] 1.00-5.00 0.10-0.40

For tools, see page: SLANR/L-TANG (A107) .

ISCAR
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CCGT-F1P
80° Rhombic Positive Flank Inserts, for Very Low Finish Turning Conditions of Steel

95°

A . Recommended Machining
Dimensions
Data
[o)
£3 ap f
Designation | di S r d1 o (mm) (mm/rev)
3.60 3.57 1.39 0.10 1.90 ° 0.10-0.50 0.01-0.05
3.60 3.57 1.39 0.20 1.90 ° 0.10-0.50 0.02-0.10
3.60 3.57 1.39 0.40 1.90 ° 0.10-0.50 0.05-0.15
4.40 4.37 1.79 0.10 2.30 ° 0.10-0.50 0.01-0.05
4.40 4.37 1.79 0.20 2.30 ° 0.10-0.50 0.02-0.10
4.40 4.37 1.79 0.40 2.30 ° 0.10-0.50 0.05-0.15
For tools, see pages: A/E/S-SCLCR/L (B34).
CCMT-F3P
80° Rhombic Positive Flank Inserts, for Semi-Finishing and Finishing Turning of Steel
4;
95°
s"\v80°
—
v
— d1
A7
A
> S |-
i i Recommended
Dimensions Tough <— Hard Machining Data
o (=]
& - a §
Q 9] P
Designation I di S r di S S (mm) (mm/rev)
6.30 6.35 2.38 0.20 2.80 ° ° 0.06-1.70 | 0.03-0.12
6.30 6.35 2.38 0.40 2.80 ° . 0.10-1.70 | 0.05-0.18
9.70 9.52 3.97 0.20 4.40 ° ° 0.08-2.00 | 0.04-0.16
9.70 9.52 3.97 0.40 4.40 . . 0.11-2.00 | 0.06-0.25
9.70 9.52 3.97 0.80 4.40 ° ° 0.15-2.00 | 0.08-0.32

For tools, see pages: A/E/S-SCLCR/L (B34)  PCLCR/L-S (A93) » PCLCR/L-S-JHP (A93) « SCACR/L-S (A92) * SCLCR/L (A92).
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CCMT-M3M

80° Rhombic Positive Flank Inserts, for Machining Stainless and Low Carbon Steel

95°

Recommended

Dimensions Tough <— Hard Machining Data
& 2
8 8 ap f
| di S r d1 $] $] (mm) (mm/rev)
6.30 6.35 2.38 0.40 2.80 [} [} 0.40-2.50 0.07-0.23
6.30 6.35 2.38 0.80 2.80 [ ] [ ] 0.80-2.50 0.10-0.25
9.70 9.52 3.97 0.40 4.40 [ ] ([ ] 0.40-3.00 0.07-0.25
9.70 9.52 3.97 0.80 4.40 [} [} 0.80-3.00 0.10-0.30
For tools, see pages: A/E/S-SCLCR/L (B34) ¢ PCLCR/L-S (A93) ® PCLCR/L-S-JHP (A93) ¢ SCACR/L-S (A92) ® SCLCR/L (A92).
CCMT/CCGT-SM
Single-Sided Turning Inserts for Semi-Finishing and Finishing on o7
Soft Materials and Exotic Alloys Y 93
Dimensions Tough <—> Hard zizﬁm::gng;i
o] | o w| o o v f
slS|2glz(e|sls|slelqlBlS] . i
V| N O[O ©|R|(D|([0|®H|N|F |0 |0 P
Il di 8§ r di |QR|Q|Q/Q|Q|Q|Q|Q|Q|Q/Q|Q| (mm) rev)
645 6.35 238 0.10 2.80 [ ] 0.25-2.00 | 0.05-0.20
6.45 6.35 238 0.20 2.80 [ ] 0.25-2.00 | 0.05-0.25
6.45 6.35 238 0.20 2.80 [ ] ([ ] 0.25-2.00 | 0.05-0.25
6.45 6.35 2.38 040 2.80 o | o0 | o 0o | 0 o 0.50-2.50 | 0.07-0.25
6.45 6.35 238 0.80 2.80 [ ] [ ] e |0 0.50-2.50 | 0.07-0.25
9.70 952 397 0.20 4.40 o | o |0 o | oo 0.50-2.50 | 0.06-0.25
970 952 397 040 440 (e | @ (@ | @ oo (oo | o 0|0 e | @ 050-250|0.06-0.25
9.70 9.52 3.97 0.80 4.40 o | o (0 o 0o | 0 o ® ( ® | 0.50-3.00 | 0.07-0.25
For tools, see pages: A/E/S-SCLCR/L (B34) ® PCLCR/L-S (A93) ¢ PCLCR/L-S-JHP (A93) ® SCACR/L-S (A92) ® SCLCR/L (A92).

ISCAR
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CCMT-PF
80° Rhombic Positive Flank Inserts for Semi-Finishing and Finishing on Soft Materials

and Exotic Alloys e

. . Recommended
Dimensions Tough <—> Hard Machining Data
o] Te) w
o | o Y - ~ ~
v} [=} =} [=} =} =] ap f
5 . . ® | @ © | © @ 1=}
Designation | di S r di |l | Q| Q| Q| Q (mm) | (mm/rev)
CCMT 060202-PF 6.30 6.35 2.38 0.20 2.80 ° [} () [} [} 0.20-2.50 | 0.04-0.25
6.30 6.35 2.38 0.40 2.80 [} [ ] [} [} ® [} 0.40-2.50 | 0.04-0.30
CCMT 09T302-PF 9.70 9.52 3.97 0.20 4.40 ([ ] (] ([ ] ([ ] 0.50-3.00 | 0.05-0.30
9.70 9.52 3.97 0.40 4.40 [J [ ] [J [J [J [J 0.50-3.50 | 0.05-0.35

For tools, see pages: A/E/S-SCLCR/L (B34) » PCLCR/L-S (A93) ® PCLCR/L-S-JHP (A93) » SCACR/L-S (A92) » SCLCR/L (A92).

CCMT-14
80° Rhombic 7° Positive Flank Inserts for Semi-Finish and Finish Turning

. . Recommended
Dimensions Tough <— Hard Machining Data
o | o 0 f
2le|l&|s8|s8|o| &8
5 . . ||| 2| | 8[| B ap (mm/
Designation | di S r d1 |l oo ||| Q| (mm)]| rev)

6.30 6.35 2.38 0.40 2.80 [} ® ® ® ] ® ® |0.50-2.50|0.14-0.25
CCMT 09T304-14 9.70 9.52 3.97 0.40 4.40 (] ([ ] [ ] 0.50-3.00|0.14-0.25
9.70 9.52 3.97 0.80 4.40 ° [J o ° [J ® [0.80-3.00|0.14-0.30

For tools, see pages: A/E/S-SCLCR/L (B34) » PCLCR/L-S (A93)  PCLCR/L-S-JHP (A93)  SCACR/L-S (A92) » SCLCR/L (A92).

Q Wember IMC Group
Y| B69
11 O
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CCMT/CCGT
80° Rhombic 7° Positive Flank Inserts for Semi-Finish and Finish Turning

i . Recommended
Dimensions Tough <—> Hard Machining Data
z z | 3
S | o | S| N ap f
. . . ® | N[ § | o
Designation | di S r di |l O] Q| Q (mm) (mm/rev)
CCGT 060202 6.30 6.35 2.38 0.20 2.80 ° 0.50-2.00 0.10-0.20
6.30 6.35 2.38 0.20 2.80 [ ] [} 0.50-2.00 0.10-0.20
CCGT 060204 6.30 6.35 2.38 0.40 2.80 o 0.50-2.00 0.10-0.20
6.30 6.35 2.38 0.40 2.80 [ ] 0.50-2.00 0.10-0.20
CCMT 060202 6.30 6.35 2.38 0.20 2.80 [} 0.50-2.00 0.10-0.20
6.30 6.35 2.38 0.40 2.80 [ [} [ ] 0.50-2.00 0.12-0.22
| CCMT 09T302  [ECR{) 9.52 3.97 0.20 4.40 e | e | 050250 | 0.12-0.25
9.70 9.52 3.97 0.40 4.40 [} [ ] 0.50-2.50 0.12-0.25
CCMT 09T308 9.70 9.52 3.97 0.80 4.40 [J [ ] 0.80-3.00 0.14-0.25
* Use left-hand inserts for left-hand external tools and for right-hand internal tools
) Left-hand insert
For tools, see pages: A/E/S-SCLCR/L (B34) ® PCLCR/L-S (A93) » PCLCR/L-S-JHP (A93) » SCACR/L-S (A92)s SCLCR/L (A92).
CCET-WF
80° Rhombic Insert with a 7° Positive Flank and a Wiper Near the Corner for
High Feed Finishing
86°
— 0.3
Di 0 Recommended Machining
Imensions
Data
N~
8 ap f
Designation r di O (mm) (mm/rev)
CCET 0602005-WF 6.30 6.35 2.38 0.05 2.80 ° 0.05-2.00 0.01-0.20
9.50 9.52 3.97 0.05 4.40 [} 0.05-2.00 0.01-0.20

For tools, see pages: A/E/S-SCLCR/L (B34)

ISCAR

PCLCR/L-S (A93) » PCLCR/L-S-JHP (A1)  SCACR/L-S (A92) » SCLOR/L (A92).



ISOTURN

CCMT-WG
80° Rhombic Insert with a 7° Positive Flank and a Wiper Near the Corner for
High Feed Finishing

. . Recommended
Dimensions Tough <—> Hard Machining Data
o
Ire} I~ ~
_ /|28 ap f
Designation | di S r di | Q| Q (mm) (mm/rev)
CCMT 060204-WG 6.30 6.35 2.38 0.40 2.80 () ° 0.40-2.00 0.10-0.35
9.70 9.52 3.97 0.40 4.40 [} 0.40-2.00 0.14-0.30
CCMT 09T308-WG 9.70 9.52 3.97 0.80 4.40 [ 0.50-2.50 0.20-0.38

For tools, see pages: A/E/S-SCLCR/L (B34) ¢ PCLCR/L-S (A93) ¢ PCLCR/L-S-JHP (A93) » SCACR/L-S (A92) » SCLCR/L (A92).

CPGT-SM
80° Rhombic 11° Positive Flank Inserts for Semi-Finish and Finish Turning on Soft

Materials and Exotic Alloys o

r b7
7
d i d1
I
‘|1°*L
. . Recommended Machining
Dimensions
Data
N~
8 ap f
Designation | di S r d1 ) (mm) (mm/rev)
CPGT 060201-SM 6.45 6.35 2.38 0.10 2.80 [} 0.25-2.00 0.05-0.20
6.45 6.35 2.38 0.20 2.80 [} 0.25-2.00 0.05-0.30
CPGT 060204-SM 6.45 6.35 2.38 0.40 2.80 ® 0.50-3.00 0.10-0.35
9.67 9.52 3.97 0.10 4.40 [ ] 0.25-2.00 0.05-0.25
CPGT 09T302-SM 9.67 9.52 3.97 0.20 4.40 [} 0.50-2.50 0.10-0.30
9.67 9.52 3.97 0.40 4.40 [ ] 0.60-3.50 0.10-0.35
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CPMT-PF
80° Rhombic Positive Flank Inserts, for Semi Finishing and Finishing on Soft Materials
and Exotic Alloys

e

d1
*
11° /
> S -
. i Recommended
Dimensions Tough <—> Hard Machining Data
o) [Ye] (]
LSO SV = I S (R
o | o | o| ol o ap f
i ®» | © | ©| @ | &
Designation | di S r di S|l O] Q| Q| Q (mm) (mm/rev)
CPMT 060204-PF 6.30 6.35 2.38 0.40 2.80 o [} [ ) [} [} 0.50-2.50 | 0.04-0.30
6.30 6.35 2.38 0.80 2.80 ® [} [} 0.50-2.50 | 0.08-0.30
CPMT 09T304-PF 9.50 9.52 3.97 0.40 4.40 [} ® ® 0.50-3.00 | 0.05-0.35
9.50 9.52 3.97 0.80 4.40 [} ® [ ) ® [ 0.50-3.50 | 0.10-0.35
CPMT 090308-PF 9.50 9.52 3.18 0.80 4.40 [ 0.50-3.50 | 0.10-0.35
EPGT-F1P
75° Rhombic Positive Flank Inserts, for Very Low Finish Turning Conditions of Steel
100°
78—
f Ty
di @ dr ——-
L [
L— | —J - S L
. . Recommended Machining
Dimensions
Data
©
8 ap f
Designation | di S r d1 o (mm) (mm/rev)
EPGT 03X101-F1P 3.70 3.57 1.39 0.10 1.90 ® 0.10-0.50 0.01-0.05
3.70 3.57 1.39 0.20 1.90 [} 0.10-0.50 0.02-0.10
EPGT 03X104-F1P 3.70 3.57 1.39 0.40 1.90 [J 0.10-0.50 0.05-0.15

For tools, see pages: A/E-SEXPR/L-03 (B35).

ISCAR
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DCMT-F3P

55° Rhombic Positive Flank Inserts, for Semi-Finishing and Finishing Turning of Steel

Recommended

Dimensions Tough <—> Hard Machining Data
(=] (=]
Q 2 a £
Q @ ®
Designation | di S r di O o (mm) (mm/rev)
7.70 6.35 2.38 0.20 2.80 ° ° 0.06-1.50 0.03-0.12
7.70 6.35 2.38 0.40 2.80 ° ° 0.08-1.50 | 0.05-0.18
11.60 9.52 3.97 0.20 4.40 ° ° 0.08-2.00 | 0.04-0.16
11.60 9.52 3.97 0.40 4.40 ° ° 0.11-2.00 | 0.06-0.25
11.60 9.52 3.97 0.80 4.40 ° ° 0.15-2.00 | 0.08-0.32

For tools, see pages: ® PDACR/L-JHP (A94) ¢ PDACR/L-S (A94) ® SDACR/L (A96) * SDJCR/L (A95) ® SDNCN (A97).

DCMT-M3M

55° Rhombic Positive Flank Inserts, for Machining Stainless and Low Carbon Steel

Recommended

Dimensions Tough <— Hard Machining Data
v | ©
N - © N~
o || 9|9 ap f
5 . . © | ©®| @ | &
Designation | di S r ds Q| Q| Q| Q (mm) (mm/rev)
DCMT 070204-M3M 7.70 6.35 2.38 0.40 2.80 ® [ ) 0.40-2.50 0.07-0.23
7.70 6.35 2.38 0.80 2.80 ® [} 0.80-2.50 0.10-0.25
DCMT 11T304-M3M 11.60 9.52 3.97 0.40 4.40 (] [ 0.40-3.00 0.07-0.25
11.60 9.52 3.97 0.40 4.40 [ ] [ ] [ ] [ ] 0.80-3.00 0.10-0.30
VISV 11.60 9.52 3.97 1.20 4.40 ([ ] [ 1.20-3.00 0.13-0.35
For tools, see pages: » PDACR/L-JHP (A94) ¢ PDACR/L-S (A94) » SDACR/L (A96) * SDJCR/L (A95) » SDNCN (A97).
i
Y|
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DCMT/DCGT-SM
55° Rhombic 7° Positive Flank Inserts for Semi-Finish and Finish Turning on Soft

Materials and Exotic Alloys m

©
@
.}

7 /4
1
©
@
3
3
3
&

60°
62.5"‘1'mX
. . Recommended
Dimensions Tough <> Hard Machining Data
o 7o) o =2 (o] o =z
9] (o] [Ye) o oy 7] © N~ N~ o
®lo|d|®|lolrs|O|0|o|dq ap f
. X O©| 0|V | ©|[|[o|®0 || W
| di S r d [Q|Q|Q|Q|Q|Q|Q|O|O|Q (mm) (mm/rev)
770 6.35 238 0.20 2.80 ° ° o | o 0.50-2.00 0.04-0.20
7.70 6.35 238 040 2.80 o | o I T N I T I 0.50-2.50 0.05-0.25
7.70 6.35 238 0.80 2.80 ° 0.50-3.00 0.07-0.25
1160 9.52 3.97 0.20 4.40 ° 0.30-2.00 0.05-0.25
1160 9.52 3.97 040 4.40 ° 0.50-2.50 0.05-0.25
1160 952 397 0.20 4.40 o | oo |0 o | o 0.50-2.50 0.05-0.25
1160 952 397 040 440| @ (@ | @ | @ o | o |0 |0 0.50-2.50 0.07-0.25
1160 952 397 080 440| @ [ @ | @ o | o o | o 1.00-3.00 0.07-0.25
1160 9.52 397 1.20 4.40 ® | 1.00-3.50 0.10-0.28
For tools, see pages: * PDACR/L-JHP (A94) » PDACR/L-S (A94) » SDACR/L (A96) * SDJCR/L (A95) » SDNCN (A97).
DCMT/DCGT
55° Rhombic Insert with 7° Positive Clearance for Finishing Applications
g 30°
max
0 27°
91°p0 29° %, max
max
60°
62.5"!max
BREetE Tough Hard Recommended Machining
Data
o R 8|lo|z|58|8|=z|3
M|lo|d|o|lo|®|=-|9O A ap f
. [so] [+ (=) ()] [+ 0 (o] (V) 0
| di S r dr Q| |Q|Q|Q|Q|Q |9 |Q (mm) (mm/rev)
770 635 238 010 2.80 ° 0.25-1.50 0.05-0.15

770 635 238 020 280 (] 0.50-2.00 0.08-0.20

770 635 238 040 2.80 ° 0.80-2.50 0.10-0.25
770 635 238 020 2.80 o | e o | o | | 050200 0.08-0.20
770 635 238 040 280 | e | @ ° o | o | @ | 050200 0.08-0.22
11.60 952 397 020 4.40 ° 0.50-2.00 0.08-0.20
11.60 952 397 040 4.40 ° ° 1.00-2.50 0.12-0.25
11.60 952 397 020 4.40 o | o e | o | 050200 0.08-0.20
11.60 952 397 040 4.40 ° e | o | 050200 0.12-0.25
1160 952 397 080 440 | e | @ e | o | 1.50-3.00 0.14-0.29

¢ Right-hand inserts for right-hand external tools and for left-hand internal tools
() Right-hand insert
For tools, see pages: PDACR/L-JHP (A94) ¢ PDACR/L-S (A94) ® SDACR/L (A96) ® SDJCR/L (A95) ® SDNCN (A97).
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DCMT-14
55° Rhombic 7° Positive Flank Inserts for Semi-Finish and Finish Turning on Soft
Materials and Exotic Alloys

d1
tr D
3 62,55
—»! Sle
. i Recommended
Dimensions Tough <—> Hard Machining Data
© o
=} N s} ©
(%] (=] - o (oY) ap f
: : i © 0 © N <
Designation | di S r di Q| Q| Q| Q| Q (mm) | (mm/rev)
DCMT 11T304-14 11.60 9.52 3.97 0.40 4.40 [} [} [ ] [} 1.00-2.50 | 0.14-0.25
11.60 9.52 3.97 0.80 4.40 L] [ ] [ ] 1.50-3.00 | 0.14-0.29

For tools, see pages: ® PDACR/L-JHP (A94) e PDACR/L-S (A94) » SDACR/L (A96) * SDJCR/L (A95) ® SDNCN (A97).

DCET-WF
55° Rhombic Wiper Inserts for Finishing Operations at High Feeds

Left-hand shown

Right-hand shown

Dimensions Reco[n!nended
Machining Data
N~
8 ap f
Designation | di S r d1 &) (mm) (mm/rev)
7.70 6.35 2.38 0.05 2.80 ° 0.05-3.00 0.01-0.20
11.60 9.52 3.97 0.05 4.40 [J 0.05-3.00 0.01-0.20

For tools, see pages: ® PDACR/L-JHP (A94) » PDACR/L-S (A94) » SDACR/L (A96) ® SDJCR/L (A95).
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DCMT-PF
55° Rhombic Positive Flank Inserts for Semi-Finishing and Finishing on Soft Materials
and Exotic Alloys

i i Recommended
Dimensions Tough <—> Hard Machining Data
] [Xe] (=] [[p) f
2l8|g|l&|c|8|8|8
. . . | ®|lo|o ||| x| ap (mm/
Designation | di S r di Q| Q|| |9 | Q| Q| (mm rev)
7.70 6.35 2.38 0.10 2.80 [ ) ® (0.30-3.00(0.02-0.25

0.40-3.00|0.03-0.25
0.50-3.50(0.05-0.30

DCMT 070201-PF
7.70 6.35 2.38 0.20 2.80
DCMT 070204-PF I ér (v 6.35 2.38 0.40 2.80

770 635 238 080 280 e | e |0.70-3.00|0.08-0.30
11.60  9.52 3.97 0.20 4.40 ° 0.30-2.50|0.04-0.25

1160 952 397 040 440 | e | e | e | @ | @ | @ | @ | e |0.50-3.00[0.05-0.25
1160 952 397 080 440 | e | @ | e | @ | @ | © | @ | e |0.70-3.00/0.10-0.25

For tools, see pages:PDACR/L-JHP (A94) » PDACR/L-S (A94) » SDACR/L (A96) * SDJCR/L (A95) » SDNCN (A97).
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DCMT-F3P-SL
55° Rhombic Positive Flank Inserts with a Locating Bottom Ridge, for Semi-Finishing
and Finishing of Steel YIS ﬁ‘ B
5 o
= ! ‘ @
( d1
= }
70\
| les sl
Bottom view
. . Recommended
Dimensions Tough <> Hard Machining Data
o (=]
Yol 0
& % ap f
Designation | di S r di O O (mm) (mm/rev)
DCMT 13T504-F3P-SL [REYD) 11.00 5.11 0.40 4.50 ° ° 0.50-3.00 | 0.05-0.25
13.40 11.00 5.11 0.80 4.50 ° . 0.90-3.50 | 0.10-0.25

For tools, see pages: SDJCR/L-13-SL (A95) ¢ SDNCN-13-SL (A97).

Ground surface for high

rigidity and accuracy DCM_T 1?T5°4'F3P'SL
ap  Application Range
[mm]
Unique deflector for chip t
control at low cutting 4.5
conditions 4
3.5
Positive rake angle for 3
. 2.5
smooth cutting F3p
and reducing cutting forces 2
1.5
1
Wavy surface to prevent 0.5
chip hammering > f [mm/rev]
0.10 0.15 0.20 0.25 0.30 0.35

N
(Y7115 B77
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DCMT-PF-SL

55° Rhombic Positive Flank Inserts with a Locating Bottom Ridge, for Finish Turning

6251
PL

on Soft Materials and Exotic Alloys
5 o
} , Wﬂli
d1

Y
"l
les ol
A n Recommended Machining
Dimensions
Data
o
0
o ap f
Designation | di S r di o (mm) (mm/rev)
DCMT 13T504-PF-SL 13.40 11.00 5.11 0.40 4.50 [} 0.50-3.00 0.05-0.25
13.40 11.00 5.11 0.80 4.50 [ 0.70-3.00 0.05-0.25
For tools, see pages: SDJCR/L-13-SL (A95) ¢ SDNCN-13-SL (A97).
DCMT-SM-SL
55° Rhombic Positive Flank Inserts with a Locating Bottom Ridge, for Finish Turning
on Soft Materials and Exotic Alloys o] [z W 2
62.53M -
LY
2 55°
A
di
Y
1)
leS sl
D Recommended
Machining Data
o
B
o ap f
Designation | di S r d1 o (mm) (mm/rev)
DCMT 13T504-SM-SL 13.40 11.00 5.11 0.40 4.50 (] 0.50-2.50 0.07-0.27
13.40 11.00 5.11 0.80 4.50 [J 1.00-3.00 0.07-0.27

For tools, see pages: SDJCR/L-13-SL (A95) ¢ SDNCN-13-SL (A97).

DCMT-M3M-SL
55° Rhombic Positive Flank Inserts with a Locating Bottom Ridge, for Machining
Stainless and Low Carbon Steel 60° ﬁ‘ 2
?5 o
I
d1
i
7OL
e
Bottom view
i . Recommended
Dimensions Tough <—> Hard Machining Data
(o] (o]
(2] -
] ] ap f
Designation | di S r di o Q (mm) (mm/rev)
DCMT 13T508-M3M-SL 13.40 11.00 5.11 0.80 4.50 ° ° 0.90-3.50 | 0.10-0.25
13.40 11.00 5.11 1.20 4.50 ° ° 0.90-3.50 | 0.15-0.30

For tools, see pages: SDJCR/L-13-SL (A95) ¢ SDNCN-13-SL (A97).
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QCMT-PF

Positive 7° Clearance, Four 80° Cornered Insert with a Chipformer for Finishing

di
T ;
I a1
P L '
V( —! S =
Dimensions Recommended Machining Data
)
8 ap f
Designation di S r d1 o (mm) (mm/rev)
QCMT 09T302-PF 9.65 3.97 0.20 4.40 [ 0.50-2.50 0.05-0.30
For tools, see pages: PQLCR-A (A102) ¢ PQLCR/L (A101) e PQLCR/L-S (A101).
QCMT-SM
Positive 7° Clearance, Four 80° Cornered Insert with a Chipformer for Finishing
di
r ’ I
(. dt -
} \ v
r —! S
. . Recommended
Dimensions Tough <> Hard Machining Data
o | o| o
(2] Ye] )
2| K| % ap f
Designation | di S r di O | | Q (mm) (mm/rev)
QCMT 09T304-SM 10.40 9.65 3.97 0.40 4.40 [ ® [J 0.50-2.50 0.06-0.25
For tools, see pages: PQLCR-A (A102) ¢ PQLCR/L (A101) ¢ PQLCR/L-S (A101).
VCGT 1303..-PF
35° Rhombic Positive Flank Inserts for Semi-Finishing and Finishing
on Soft Materials and Exotic Alloys
\> 35°
. Z
el
NiZk
[y
| Sl-
; . Recommended
Dimensions Tough <— Hard Machining Data
©
o (2]
8 8 ap f
Designation | di S r d1 o (©] (mm) (mm/rev)
VCGT 130302-PF 13.00 7.94 3.18 0.20 3.40 [} 0.30-2.50 0.03-0.25
13.00 7.94 3.18 0.40 3.40 [ [ 0.50-3.00 0.05-0.25

For tools, see pages: SVACR/L (A99).

Member IMC Gro

\SEhE
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VCET-WF
35° Rhombic Wiper Inserts for Finishing Operations at High Feeds

\
87° zK bl
-_— g .
‘ y
| Sl
Left-hand shown Right-hand shown
. . Recommended
Dimensions Tough <— Hard Machining Data
™~ ™~
] & ap f
Designation S r ds S S (mm) (mm/rev)
VCET 1103005R/L-WF 11.10 6.35 3.18 0.05 2.90 [ ° 0.05-4.00 0.01-0.20

For tools, see pages: PVACR/L-JHP (A98) ¢ PVACR/L-S (A98) e

VCMT-F3P

S/A-SVJCR/L (B37) *

SVACR/L (A99)

35° Rhombic Positive Flank Inserts, for Semi-Finishing and Finishing

Turning of Steel

SVJCR/L (A99) .

-

. . Recommended
Dimensions Tough <— Hard Machining Data
o o
re} e}
g o ap f
Designation | di S r di o o (mm) (mm/rev)
VCMT 110302-F3P 11.10 6.35 3.18 0.20 2.80 [} [} 0.06-1.70 0.03-0.14
11.10 6.35 3.18 0.40 2.80 [} [} 0.10-1.70 0.05-0.20
VCMT 110308-F3P 11.10 6.35 3.18 0.80 2.80 ® [ 0.13-1.70 0.07-0.28
11.10 6.35 3.18 1.20 2.80 [J [J 0.13-1.70 0.08-0.33
For tools, see pages: PVACR/L-JHP (A98) » PVACR/L-S (A98) ® S/A-SVJCR/L (B37) » SVACR/L (A99) ¢ SVJCR/L (A99) ¢ SVVCN (A100) .

VCMT-SM

35° Rhombic 7° Positive Flank Inserts for Semi-Finish and Finish Turning on Soft

Materials and Exotic Alloys

%35’

Iy

r/‘
N

Recommended Machining

Dimensions Tough <— Hard Data
[le) fo]
Ao | v [N~ ~
o|lo|lo|le|e ap f
. . . © || ©| 0| &
Designation di S r di Q1O | Q9] Q (mm) (mm/rev)
| VCMT 110302-sSM  [ERED) 6.35 3.18 0.20 2.90 ° o | o 0.20-2.50 0.04-0.20
11.10 6.35 3.18 0.40 290 | @ | o | o | @ | @ 0.50-3.00 0.07-0.24
VCMT 110308-SM 11.10 6.35 3.18 0.80 2.90 [} 0.50-2.00 0.07-0.25
For tools, see pages: PVACR/L-JHP (A98) ® PVACR/L-S (A98) » S/A-SVJCR/L (B37) ® SVACR/L (A99) » SVWCN (A100).
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SCMT-F3P
Square Positive Flank Inserts, for Semi-Finishing and Finishing Turning of Steel

90°
i 7]
g N g/ |
di @ - di
\ . 1
i e =~
% T
Dimensions Tough <> Hard Recommended Machining
Data
o o
i) o}
& b= ap f
Designation I S r ds S S (mm) (mm/rev)
SCMT 09T304-F3P 9.52 3.97 0.40 4.40 (] ([ ] 0.11-2.00 0.06-0.25
9.52 3.97 0.80 4.40 [J [J 0.15-2.00 0.08-0.32

For tools, see pages: SSBCR/L (A102) ¢ SSSCR/L (A102).

SCMT-M3M
Square Positive Flank Inserts, for Machining Stainless and Low Carbon Steel

Q?F

= 7]

@ g I |
o §
Jj\ -
r

o

Dimensions Tough < Hard Recommended Machining
Data
0 1)
N -
=} o
8 | 8 s f
Designation | S r d1 = = (mm) (mm/rev)
SCMT 09T304-M3M 9.52 3.97 0.40 4.40 [ [ 0.40-3.80 0.07-0.25
9.52 3.97 0.80 4.40 [ ] [ ] 0.80-3.80 0.10-0.30

For tools, see pages: SSBCR/L (A102) ¢ SSSCR/L (A102).

Q Wember IMC Group
Y| B81
1 | [
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SCMT-SM
Square 7° Positive Flank Inserts for Semi-Finish and Finish Turning on Soft Materials
and Exotic Alloys
75°
-
Q0° ‘
7 i
| —i- di
| nio
; .
— Sl
. . Recommended
Dimensions Tough <—> Hard Machining Data
0 [Te) o (=]
o () (2] [Ye) Yol N~ N~
Nl Q|9 |l A= | Q|9 ap f
[+ [+ © [+ [e] (o) [
Designation | S r di S|l Q| Q|9 |Q]| Q| (mm) (mm/rev)
SCMT 09T304-SM 9.52 3.97 0.40 4.40 o | o | o | @ [ 050300 | 0.07-0.25
9.52 3.97 0.80 4.40 e | o | o | o | | @ | @ | 050300 | 0.10-0.30
For tools, see pages: SSBCR/L (A102) ¢ SSSCR/L (A102).
SCMT-14
Square 7° Positive Flank Inserts for Semi-Finish and Finish Turning on Soft Materials a5
and Exotic Alloys i -
-
Q0°
N[
’ N | B
| @ dt
P L]
f "H
— S |-
Dimensions Tough < Hard Recommenged Machining
ata
o
Te) N~ N~
S 8/5/8| = f
Designation | S r di OO | Q| QO (mm) (mm/rev)
SCMT 09T304-14 9.52 3.97 0.40 4.40 o [ o | o 1.00-3.50 0.12-0.30

For tools, see pages: SSBCR/L (A102) ¢ SSSCR/L (A102).

ISCAR
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SCMT-19
Square 7° Positive Inserts for Semi-Roughing at Medium to High Feeds

Q0°
/ N
e
| @ di
' [N ‘o
of R
— Sl
Dimensions Tough <> Hard Recommenged Machining
ata
[T} = g
I B8 |K ap fz
Designation | S r di | Q| Q| Q (mm) (mm/t)
SCMT 09T308-19 9.52 3.97 0.80 4.40 [ [J [ [J 1.00-5.00 0.08-0.15
For tools, see pages: SSBCR/L (A102) ¢ SSSCR/L (A102).
TCMT-F3P
Triangular Positive Flank Inserts, for Semi-Finishing and Finishing Turning of Steel
Dimensions Tough <— Hard Recommenged bl
ata
(=] o
[Ye) v
% 5 ap f
Designation | S r di o o (mm) (mm/rev)
TCMT 110202-F3P 11.00 2.38 0.20 2.80 ° ° 0.06-1.70 0.03-0.14
11.00 2.38 0.40 2.80 ° ° 0.10-1.70 0.05-0.20
TCMT 110208-F3P 11.00 2.38 0.80 2.80 [ 0.13-1.70 0.07-0.28

For tools, see pages: S-STFCR/L (B37) ® S-STLCR/L (B38) ® STFCR/L (A103) ® STGCR/L (A103).
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ISOTURN
TCMT-M3M

Triangular Positive Flank Inserts, for Machining Stainless and Low Carbon Steel

60°

. . Recommended
Dimensions Tough <— Hard Machining Data
0 0
(2] -
] 2 3 ap f
Designation | di S r d1 Qo o (mm) (mm/rev)
TCMT 110204-M3M 11.00 6.35 2.38 0.40 2.80 ° [ 0.40-2.50 0.07-0.23
11.00 6.35 2.38 0.80 2.80 ® [J 0.80-2.50 0.10-0.25

For tools, see pages: S-STFCR/L (B37) » S-STLCR/L (B38) ® STFCR/L (A103) » STGCR/L (A103).

TCMT-PF

Triangular Positive Flank Inserts for Semi-Finishing and Finishing on Soft Materials and

Exotic Alloys

i . Recommended
Dimensions Tough <— Hard Machining Data
~ ~
] ] ap f
Designation | di S r di O O (mm) (mm/rev)
TCMT 110202-PF 11.00 6.35 2.38 0.20 2.85 [J [J 0.20-3.00 0.05-0.25

For tools, see pages: S-STFCR/L (B37) * S-STLCR/L (B38) » STFCR/L (A103) » STGCR/L (A103).

ISCAR
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TCMT-SM
Triangular 7° Positive Flank Inserts for Semi-Finish and Finish Turning on Soft
Materials and Exotic Alloys

60°

4
. . Recommended
Dimensions Tough <— Hard Machining Data
o | o o o | v
OB |Ww(~N|N|=| S
|l |o|=-|o|lo|o| oS ap f
. : . X [0 | ||| | OO0
Designation | di S r di Q|| |(Q|Q|Q|Q|Q (mm) (mm/rev)
TCMT 110204-SM Rk K] 6.35 2.38 0.40 280 | e | ®o | o | o | @ |0 |0 0@ 0.20-3.00 0.05-0.25
11.00 6.35 2.38 0.80 2.80 ® [ 0.50-2.50 0.07-0.25

For tools, see pages: S-STFCR/L (B37) ® S-STLCR/L (B38) ® STFCR/L (A103) ® STGCR/L (A103).

TPMT-PF
11° Positive Triangular Inserts for Semi-Finish and Finishing Applications

. . Recommended
Dimensions Tough <> Hard Machining Data
o o
[Te] Y]
% b= ap f
Designation | dit) S r d1 (&) ®) (mm) (mm/rev)
TPMT 110204-PF 11.00 6.35 2.38 0.40 3.00 [ [ 0.50-3.00 0.10-0.30

For tools, see pages: S-STFCR/L (B37) ® S-STLCR/L (B38) ® STFCR/L (A103) ® STGCR/L (A103).

Q Member IMC Group
(T Iy
4 1 [ []




PV I UnRiN

TPGB
Triangular 11° Positive Flank Inserts for Short Chipping Materials

60°
7
v
d1 B
i 11°L
1y
-8
. . Recommended
Dimensions Tough <—> Hard Machining Data
I R ap f
Designation | di S r di o &) (mm) (mm/rev)
TPGB 110204 11.00 6.35 2.38 0.40 3.00 [J [J 1.00-3.00 0.05-0.25

For tools, see pages: A/E/S-STFPR/L (B39) ¢ A/S-STLPR/L (B39).

TPGB-XL
Triangular 11° Positive Flank Inserts for Short Chipping Materials

. . Recommended

Dimensions Tough <> Hard Machining Data

] R ap f
Designation | di S r di S S (mm) (mm/rev)
TPGB 110204-XL 11.00 6.35 2.38 0.40 3.00 () () 1.00-3.00 0.05-0.25

For tools, see pages: A/E/S-STFPR/L (B39) ¢ A/S-STLPR/L (B39).
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TPGH-L
Triangular 11° Positive Flank Inserts with a Ground Chipformer for Finish Turning

60°
7
v
d1 .
A 11°£
1y
- S -
. . Recommended
Dimensions Tough <—> Hard Machining Data
©
S| QIR ap f
Designation | di S r di | Q| Q (mm) (mm/rev)
TPGH 110204-L 11.00 6.35 2.38 0.40 3.00 (] [} 1.00-3.00 0.05-0.25
11.00 6.35 2.38 0.40 3.00 ® 1.00-3.00 0.05-0.25
For tools, see pages: A/E/S-STFPR/L (B39) ¢ A/S-STLPR/L (B39).
TPGH-XL
Triangular 11° Positive Flank Inserts with a Ground Chipformer for Finish Turning
91°
Sl -
. . Recommended
Dimensions Tough <— Hard Machining Data
N = ap f
Designation | di S r di o o (mm) (mm/rev)
TPGH 110204-XL 11.00 6.35 2.38 0.40 3.00 [ [ 1.00-3.00 0.05-0.25

For tools, see pages: A/E/S-STFPR/L (B39) ¢ A/S-STLPR/L (B39).
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TPGX
Triangular 11° Positive Flank Inserts with a Ground Chipformer for Finish Turning

Y
T i
1o L2 A
A
-+ Sl
i i Recommended
Dimensions Tough <—> Hard Machining Data
© z
| o | ol o ap f
: : i | e | q| N
Designation | di S r di | Q| Q| Q (mm) (mm/rev)
TPGX 090202-L 9.52 5.56 2.38 0.20 3.00 ° [} () 1.00-2.00 0.10-0.20
9.52 5.56 2.38 0.40 3.00 [} [ ] [} [} 1.00-2.50 0.15-0.20
| TPGX 110302-L [EERENN] 6.35 3.18 0.20 3.50 e | o | o | 100250 | 0.10-0.20
11.00 6.35 3.18 0.40 3.50 ® [} ® ® 1.00-3.00 0.15-0.20
TPGX 110308-L 11.00 6.35 3.18 0.80 3.50 [ ] 1.00-3.50 0.15-0.25
For tools, see pages: A/E-STFPR-X (B40) « MG STFPR-X (B38).
WBGT
Trigon 5° Positive Flank Inserts with a Ground Chipformer for Finish Turning
93°
80°
5°rf
Y
224 1tt
o=
D Tough <> Hard Recommended Machining
Data
o)
N | o |~ [~
o | o | ol o
® 3 @ <3 ap f
Designation | di S r S © © © (mm) (mm/rev)
WBGT 060102L 2.18 3.97 1.59 0.20 [J [J (] [J 0.10-1.00 0.05-0.10

For tools, see pages: E/S-SWUBR/L (B41) » MG-SWUBR/L (B42) » MGSIR/L (B41) * SIR/L (B96).

ISCAR




PV § Ui
WBMT

Trigon 5° Positive Flank Inserts with a Ground Chipformer for Finish Turning

£

. . Recommended
Dimensions Tough <—> Hard Machining Data
Ioe) z
o Y < o © z S
19} o ¥} Iry) o | © ® ap f
: : . © 1) M | 0 ® | @ 0
Designation | di S r S|l | |]Q|]OC ]| Q]| (mm) (mm/rev)
WBMT 060101R/L 2.18 3.97 1.59 0.10 [} 0.40-2.00 | 0.10-0.15
2.18 3.97 1.59 0.20 [ ] [ ] [ ] L] [ ] [ ] 0.40-2.00 | 0.10-0.15

* WBMT 06...R right-hand inserts used on left-hand tools and WBMT 06...L left-hand inserts used on right-hand tools
For tools, see pages: E/S-SWUBR/L (B41) « MG-SWUBR/L (B42) « MGSIR/L (B41) * SIR/L (B96).

WCGT

Trigon 7° Positive Flank Inserts with a Chipformer for Finish Turning

80°

Recommended Machining

Dimensions Tough <—> Hard Data
S g a f
o @ P
Designation | di S r O O (mm) (mm/rev)
| WCGT 020102L | 2.18 3.97 1.59 0.20 . . 0.40-2.00 0.05-0.10
218 3.97 1.59 0.40 [ [ 0.40-2.00 0.10-0.15

For tools, see pages: A/E-SWUCR (B43)e MG-SWUCR (B42).

Q Member IMC Group
(T Iy
4 1 [ []
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WPEX

Precision Positive 8° and 12° Clearance, 80° and 84° Trigon Inserts with a
Chipformer for Finishing Applications
90° || 75° |
alpha — =
7 60° 451
i - -
sl
i . Recommended
Dimensions Tough <—> Hard Machining Data
© 8 a f
[=) [+ P
Designation | S r di di alpha a° o S (mm) | (mmirev)
4.00 2.50 0.00 6.60 3.20 84 8.00 ° 0.20-2.00 | 0.05-0.20
4.00 2.50 0.00 6.60 3.20 84 12.00 ° 0.20-2.00 | 0.05-0.20
4.00 2.50 0.20 6.60 3.20 84 8.00 ° 0.20-2.00 | 0.05-0.20
5.00 3.18 0.00 7.94 3.70 80 8.00 ° e |0.20-250 | 0.05-0.20
5.00 3.18 0.00 7.94 3.70 80 12.00 ° ® |0.20-2.50 | 0.05-0.20
5.00 3.18 0.20 7.94 3.70 80 8.00 ° e |0.20-250 | 0.05-0.20
5.00 3.18 0.20 7.94 3.70 80 12.00 ° e |0.20-2.50 | 0.05-0.20
5.00 3.18 0.40 7.94 3.70 80 8.00 ° ® |0.20-2.50 | 0.05-0.20
5.00 3.18 0.40 7.94 3.70 80 12.00 ° ® [0.20-2.50 | 0.05-0.20
6.00 4.00 0.00 9.52 3.70 80 8.00 ° e |0.20-3.00 | 0.05-0.20
6.00 4.00 0.00 9.52 3.70 80 12.00 ° ® [0.20-3.00 | 0.05-0.20
6.00 4.00 0.20 9.52 3.70 80 8.00 ° e |0.20-3.00 | 0.05-0.20
6.00 4.00 0.20 9.52 3.70 80 12.00 ° e | 0.20-3.00 | 0.05-0.20
6.00 4.00 0.40 9.52 3.70 80 8.00 ° ® |0.20-3.00 | 0.05-0.20
6.00 4.00 0.40 9.52 3.70 80 12.00 ° e |0.20-3.00| 0.05-0.20
For tools, see pages: SWAPR/L (A90)  SWBPR/L (A90) » SWDPR/L (A91) » SWEPR/L (A91).
WPEB
Precision Positive 8° and 12° Clearance, 80° and 84° Trigon Inserts with a Flat Rake
for Finishing Applications
90° 75° [
-— -
alpha ‘
7 |1
- <
@ di d1r_ L
\ 2 St
E —
. . Recommended
Dimensions Tough <> Hard Machining Data
- f
3 =3 ap (mm/
Designation | S r di di alpha a° O O (mm) rev)
4.00 2.50 0.00 6.60 3.20 84 8.00 ° 0.20-2.00 | 0.05-0.20
5.00 3.18 0.00 7.94 3.70 80 8.00 ° 0.20-2.50 | 0.05-0.20
5.00 3.18 0.00 7.94 3.70 80 12.00 ° 0.20-2.50 | 0.05-0.20
5.00 3.18 0.20 7.94 3.70 80 12.00 ° 0.20-2.50 | 0.05-0.20
6.00 4.00 0.00 9.52 3.70 80 8.00 ° ® [0.20-3.00 | 0.05-0.20
6.00 4.00 0.20 9.52 3.70 80 8.00 ° 0.20-3.00 | 0.05-0.20
6.00 4.00 0.40 9.52 3.70 80 8.00 ° e |0.20-3.00 | 0.05-0.20
6.00 4.00 0.40 9.52 3.70 80 12.00 ° 0.20-3.00 | 0.05-0.20

For tools, see pages: SWAPR/L (A90) ® SWBPR/L (A90) ® SWDPR/L (A91) ® SWEPR/L (A91).
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SCGT-AS
Square 7° Positive Flank, Very Positive Rake Angle and Sharp Cutting Edge for
Machining Aluminum

70
A
d1
S
Di . Recommended Machining
Imensions
Data
8 ap f

Designation | di S r d1 O (mm) (mm/rev)
SCGT 09T308-AS 9.52 9.52 3.97 0.80 4.40 [J 0.50-3.00 0.10-0.30

For tools, see pages: SSBCR/L (A102) ¢ SSSCR/L (A102).

TCGT-AS
Triangular 7° Positive Flank, Very Positive Rake Angle and Sharp Cutting Edge for
Machining Aluminum

i . Recommended
Dimensions Tough <— Hard Machining Data
o
S ) ap f
Designation | di S r d1 ) S (mm) (mm/rev)
TCGT 110204-AS 11.00 6.35 2.38 0.40 2.80 [J [ ] 0.20-3.00 0.05-0.30

For tools, see pages: S-STFCR/L (B37) ® S-STLCR/L (B38) ® STFCR/L (A103) ® STGCR/L (A103).

Q Member IMC Group
(T Iy
4 1 [ []
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VCGT-AS
35° Rhombic 7° Positive Flank, Very Positive Rake Angle and Sharp
Cutting Edge for Machining Aluminum

_—‘-\‘ 70
\" i ; d1
'S
Dimensions Recommended Machining Data
8 ap f
Designation | di S r d1 o (mm) (mm/rev)
VCGT 110302-AS 11.10 6.35 3.18 0.20 2.90 [} 0.20-2.50 0.05-0.20
11.10 6.35 3.18 0.40 2.90 [ 0.50-3.00 0.05-0.25

For tools, see pages: PVACR/L-JHP (A98) ¢ PVACR/L-S (A98) S/A-SVJCR/L (B37) ® SVACR/L (A99) * SVJCR/L (A99) » SVVCN (A100).

CCGT-AS
80° Rhombic 7° Positive Flank, Very Positive Rake Angle and Sharp Cutting Edge, for
Machining Aluminum

. . Recommended Machining
Dimensions
Data
8 ap f

Designation | di S r d1 &) (mm) (mm/rev)
6.40 6.35 2.38 0.10 2.80 ° 0.50-2.00 0.10-0.20
6.40 6.35 2.38 0.20 2.80 ° 0.50-2.00 0.10-0.20

6.40 6.35 2.38 0.40 2.80 . 0.50-2.00 0.10-0.25
9.70 9.52 3.97 0.10 4.40 ° 0.50-2.50 0.10-0.25

9.70 9.52 3.97 0.20 4.40 ° 0.50-2.50 0.10-0.25
9.70 9.52 3.97 0.40 4.40 ° 0.50-2.50 0.10-0.25

9.70 9.52 3.97 0.80 4.40 ° 0.80-3.00 0.10-0.30

For tools, see pages: A/E/S-SCLCR/L (B34)  PCLCR/L-S (A93) » PCLCR/L-S-JHP (A1)  SCACR/L-S (A92) e SCLCR/L (A92).
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CCGT-AF
80° Rhombic 7° Positive Flank Inserts, Very Positive Rake and Sharp Cutting Edge
for Machining Aluminum

- 80"
4
@ =
T
. R

A A Recommended Machining
Dimensions
Data
8 ap f
Designation | di S r d1 O (mm) (mm/rev)
CCGT 09T308-AF 9.70 9.52 3.97 0.80 4.40 [ 0.80-3.00 0.15-0.25

For tools, see pages: A/E/S-SCLCR/L (B34) » PCLCR/L-S (A93)  PCLCR/L-S-JHP (A93) » SCLCR/L (A92).

DCGT-AS
55° Rhombic 7° Positive Flank, Very Positive Rake Angle and Sharp Cutting Edge for
Machining Aluminum

55"C !

¢

Y s |

Dimensions Tough <> Hard E‘;ﬁ?‘mmgng:ti
'8 o 8 a f
[+ N (%] P

Designation | di S r d1 | Q| Q (mm) (mm/rev)
7.75 6.35 2.38 0.10 2.80 . 0.50-2.00 0.03-0.20
7.75 6.35 2.38 0.20 2.80 ° 0.50-2.00 | 0.05-0.20
7.75 6.35 2.38 0.40 2.80 ° 0.50-2.50 | 0.05-0.25
11.60 9.52 3.97 0.10 4.40 ° 0.50-2.50 | 0.05-0.25
11.60 9.52 3.97 0.20 4.40 e | o | 050250 | 0.05-0.26
11.60 9.52 3.97 0.40 4.40 e | o | | 050250 | 0.050.25
11.60 9.52 3.97 0.80 4.40 e | o | 0.80-3.00 | 0.08-0.30

For tools, see pages: PDACR/L-JHP (A94) e PDACR/L-S (A94) e SDACR/L (A96) ® SDJCR/L (A95)  SDNCN (A97).
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PV I UnRiN

DCGT-AF
Very Positive Rake Angle and Sharp Cutting Edge Inserts for Semi-Finishing and

Finishing on Aluminum

Recommended Machining

Dimensions Data

8 ap f
Designation | di S r d1 o (mm) (mm/rev)
DCGT 11T304-AF 11.60 9.52 3.97 0.40 4.40 [J 0.50-2.50 0.05-0.25

For tools, see pages: PDACR/L-JHP (A94)  PDACR/L-S (A94) » SDACR/L (A96) ® SDJCR/L (A95) ¢ SDNCN (A97).

ISCAR
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ISCARTHREAD
SIR/L
Internal Threading Bars

T

A _

“;/7///////1////// ,,,,,,,,, ]

o R

I

Right-hand shown
d D2 I1 I2 D min f Coolant  Shank m.@ Insert(s
12.00 5.10 100.00 12.0 6.40 4.3 N S 06 IR/IL..
6.00 5.10 100.00 25.0 6.40 4.3 Y (o] 06 IR/IL..
12.00 5.10 100.00 12.0 6.40 4.3 N S 06 IR/IL..
16.00 6.60 125.00 18.0 7.80 5.3 N S 08 IR/IL..
8.00 6.60 125.00 30.0 7.80 5.3 Y (o] 08 IR/IL..
16.00 7.40 125.00 21.0 9.00 6.4 N S 08 UIRL..
8.00 7.30 125.00 35.0 9.00 6.4 Y (o] 08 UIRL..
10.00 10.00 100.00 - 12.00 7.4 N S 11 IR/IL..
10.00 10.00 100.00 - 12.00 7.4 Y S 11 IR/IL..
16.00 10.00 125.00 25.0 12.00 6.5 N S 11 IR/IL..
16.00 10.00 125.00 25.0 12.00 7.4 Y S 11 IR/IL..
10.00 10.00 150.00 - 12.00 7.4 Y C 11 IR/IL..
12.00 12.00 170.00 - 15.00 8.4 Y (o} 11 IR/IL..
16.00 13.00 140.00 32.0 15.00 8.9 N S 11 IR/IL..
16.00 13.00 150.00 32.0 16.00 10.0 N S 16 IR/L..
16.00 13.00 150.00 32.0 16.00 10.2 Y S 16 IR/L..
16.00 16.00 200.00 - 19.00 1.7 Y C 16 IR/IL..

 All toolholders are made for 1.5 helix angle e For GTGA inserts, use anvil AL 16-0

() Toolholder without anvil @ Carbide shank without anvil @ Toolholder without anvil ¢ WBMT 060102 R/L for internal turning @ C-carbide,S-steel ®) Right-hand
inserts (IR) for right-hand tools (SIR)

Insert Screw Key
SR 14-552 T-6/5
SR 14-552 T-6/5
SR 14-552 T-6/5
SR 14-558 T-6/5
SR 14-558 T-6/5
SR 14-558 T-6/5
SR 14-558 T-6/5
S11 T-8/5
S11 T-6/5
S11 T-8/5
S11 T-8/5
S11 T-8/5
S11 T-8/5
S11 T-8/5
S16S T-10/5
S16S T-10/5
S16S T-10/5

ISCAR
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ISCARTHREAD
MGSIR/L
Solid Carbide Bars for Internal Turning and Threading

91°

bl I - .
Right-hand shown
d I1 L minf® L maxt® f D min
6.00 59.00 16.0 42.0 3.9 7.00
8.00 72.00 20.0 56.0 5.0 9.20

® 91° for shoulder depth up to 2 mm e Use right-hand WBMT 06...R inserts on left-hand tools and left-hand WBMT 06...L inserts on right-hand tools. e In order
to maintain high machining reliability we strongly recommend replacing the clamping screw every 10 insert indexes.

) For WBMT 060102 Dmin=6.6 mm f=4.13 mm @ For WBMT 060102 Dmin=8.8 mm f=5.20 mm © Adjustment range
For inserts, see pages: IR/L-55° (B98) » IR/L-60° (B101) » IR/L-BSPT (B110) » IR/L-ISO (B104)  IR/L-NPT (B115) » IR/L-NPTF (B113) » IR/L-UN (B106) *
IR/L-W (B109) « WBGT (B88) » WBMT (B89).

L4

Screw Key
SR 14-552 T-6/5

E-SIR-HEAD
Interchangeable Threading Heads for Carbide Bars

f d (
. Right-hand shown
d I1 I2 h h1 f Ga° Gr° D min Insert
12.00 179.00 24.8 11.0 5.5 8.3 1.5 -15 1490 11IRM../11 IR
16.00 200.00 37.0 15.0 8.0 10.3 1.5 -15 20.00 16 IRM../16 IR

2 2

Key  Screw
T-8/5 S11
T-10/5 S16S

Member IMC Group

\i.
4 1| ]
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ISCARTHREAD
IR/L-55°
Internal 55° Partial Profile Laydown Threading Inserts, for General Industry

e

Internal left-hand shown

Dimensions Tough <—> Hard
N~
TPl TPI X & g 3 3 3 3 8
N o) 0 N 0 53} =} -
Designation di Pmin  Pmax  max min | R X Y O o O o o S o Q
O6IR/L A 55 3.97 050 1.25 48 20 6.00 0.05 0.5 0.6 [ ]
476 0.50 1.50 48 16 8.00 0.05 0.6 0.7 [ ] [} [}
O8UIRL U 55 476 1.75 2.00 14 1 8.00 0.10 0.9 4.0 [ ]
0.50 1.50 48 16 11.00 0.05 0.8 0.9 [ ] [ [ ] [ ]
0.50 1.50 48 16 16.00 0.05 0.8 0.9 [ [} ([ ]
0.50 3.00 48 8 16.00 0.05 1.2 1.7 [ ] ° ° °
0.50 3.00 48 8 16.00 005 1.2 1.7 °
0.50 3.00 48 8 16.00 0.05 1.2 1.7 [ [} L] [ ] [ ]
1.75 3.00 14 8 16.00 0.20 1.2 1.7 (] ([ ] [ ] [}
1.75 3.00 14 8 16.00 0.20 1.2 1.7 [J

For threading between walls use GRIP-type inserts TIP-WT, GEPI-WT, TIPI-WT
() with pressed chipformer .
For tools, see pages: E-SIR-HEAD (B96) ® MGSIR/L (B41)  SIR/L (B95).

/<f7\/“ \

SCREW

B98 ISCAR




ISCARTHREAD » CUTGRIP
GEPI-WT

Precision Ground 55° Partial Profile, Double-Ended Threading Inserts with a
Chipformer for 12.5 mm Bore Diameter

+0.025 10 Ref. +‘ '
2.9 Ref.
i
Dimensions Tough <—> Hard

©
© o
(=] (=23
Designation w R:0.03 M TP max Prin © o
GEPI 2.5-WT0.05 2.50 0.05 1.8 54 0.47 [ °

* Toolholder seat needs to be modified according to insert profile to ensure clearance e Pitch max 0.167xD, TPl min D/6.0

For tools, see pages: E-GEHIR / E-GHIR (B28) » GEAIR/L (B27) » GEHIMR/L (B23) » GEHIMR/L-SC (B24) * GEHIR/L (B25) » GEHIR/L-SC (B26) * GEHSR/L-SL
(A13).

ISCARTHREAD * PICCOCUT

PICCO-Whitworth-Thread
Mini-Carbide Bars for Whitworth Profile Internal Threading

Right-hand shown

Dimensions
)
Pl §
Designation d max TPI min te w Y f a I2 I1 D min o
5.00 48 24 0.40  0.06 0.5 1.9 440 150 3000 4.80 .
6.00 48 24 040  0.06 0.5 2.3 530 150  30.00  6.00 °
6.00 24 16 0.81 0.12 0.8 2.3 530 150  30.00  6.00 °
7.00 24 16 0.81 0.12 0.8 2.8 6.30  15.0 3000 7.00 °

* All mini-bars have sharp corners

Q Wember IMC Group
Y| B99
11 O




ISCARTHREAD » MINIGYAY

UMGR-A55
Mini Indexable Inserts, for Threading Whitworth, Partial Profile in 5.2 mm and Larger Holes

Right-hand shown

Dimensions
[s0]
o
Yol
Designation f TPI max TPI min Prin Pmax D min o
UMGR 4.0-A55 2.7 48 18 0.50 1.40 5.20 o

For tools, see pages: MGUHR (B22).

ISCARTHREAD » CH1/GROOVE

GIQR/L-WT
Internal Threading Inserts for Threading Whitworth, Partial Profile in 8 mm and Larger Holes

R
Ny .
Trmax-r
Left-hand shown

Dimensions
o]
D
Designation | R=0.03 Tmax-r f D min Prmin TPI max [$]
GIQR/L 8-WT-0.05 7.78 0.05 1.50 4.8 8.00 0.50 50 °
10.68 0.05 2.00 6.7 11.00 0.50 50 [ ]

e Can be used for thread milling by circular interpolation. e TPI min D/5.9 e D-diameter of thread (pitch max<=W)
For tools, see pages: MG (B16) ® MGCH (B17).

ISCAR
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ISCARTHREAD
IR/L-60°
Internal 60° Partial Profile, Laydown Threading Inserts, for General Industry

e

AN
2
Internal left-hand shown
Dimensions Tough <—> Hard
© S|lo|lo|o|o]|&
TPI  TPI RN BL (B8]
Designation di Pmin Pmax  max min | R X Y O &) &) &) &) o o o
397 050 125 48 20 6.00 005 06 06 | ® °
397 050 125 48 20 6.00 005 05 06 °
476 050 150 48 16 800 0.05 06 0.7 °
476 050 150 48 16 800 0.05 06 0.7 ° o o | o
476 175 200 14 11 800 010 08 4.0 °
635 050 150 48 16 11.00 0.05 0.8 0.9 o | o | o °
635 050 150 48 16 11.00 0.05 0.7 0.9 ° o [ o | o
952 050 150 48 16 16.00 005 0.8 0.9 o | o |0 | o °
952 050 150 48 16 1600 005 08 09 °
952 050 150 48 16 16.00 005 0.8 0.9 ° o o | o
952 050 300 48 8 1600 005 1.2 17 o | o | o | o o | o
952 050 3.00 48 8 1600 005 12 1.7 °
952 050 3.00 48 8 1600 005 12 1.7 o | o | o | 0|0 | e
952 175 300 14 8 1600 012 1.2 17 o | o | o | o °
952 175 300 14 8 1600 012 12 17 °
952 175 300 14 8 1600 010 1.2 17 o | o o | o | o

() With a pressed chipformer
For tools, see pages: E-SIR-HEAD (B97) « MGSIR/L (B41) e SIR/L (B96).

/fy\/\
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ISCARTHREAD » CUTGRIP
GEPI-MT

Internal Double-Ended Precision Threading Inserts for 60° Partial Profile, for General

Applications
+0.025 10 Ref.
@]@ eore

b,

Dimensions Tough <—> Hard
©
© o
o o
Designation w Re0.03 M Prin TP max © ©
GEPI 2.5-MT0.05 2.50 0.05 1.8 0.90 28 [ °

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance. e Pitch max 0.187xD, TPl min D/5.35
e D=Diameter of thread (pitch max<=W)

For tools, see pages: E-GEHIR / E-GHIR (B28) » GEAIR/L (B27) » GEHIMR/L (B23) ® GEHIMR/L-SC (B24) » GEHIR/L (B25)

ISCARTHREAD » MINIGH Y
UMGR-A60

Mini Indexable Inserts, for Threading 60° Partial Profile, in 5.2 mm and Larger Holes

GEHIR/L-SC (B26)

* GEHSR/L-SL (A13).

T

Right-hand shown

Dimensions

(e
=]
Yo
Designation f D min Prmin Prax o
UMGR 4.0-A60 2.7 5.20 0.50 1.25 ([ ]

For tools, see pages: MGUHR (B22).

ISCAR
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ISCARTHREALD » MIN CUT
MINI FACE LINE
MITR 8-MT
Internal Partial Profile, ISO Metric Threading Inserts

Ve)

|« f
Dimensions
[o¢]
S
Designation Trmax-r R=0.02 | D min Prin Prmax (©]
MITR 8-MT2-0.1 1.17 0.10 5.75 10.00 1.50 2.00 )
1.23 0.05 5.75 10.00 0.75 1.25 (]

For tools, see pages: MIFHR (B125).

ISCARTHREAD  CGHA\/GROOVE

GIQR/L-MT
Internal Threading Inserts, for Threading 60° Partial Profile in 8 mm and Larger Holes

Tmax-r
Left-hand shown
Dimensions

[ee)

D

Designation | R=0.03 Tmax-r f D min Pmin TPI max (&)
(e][e] 8-MT-0.05 7.78 0.05 1.50 4.8 8.00 0.90 28 (]
10.68 0.05 2.00 6.7 11.00 0.90 28 [

® Can be used for thread milling by circular interpolation. e Pitch max 0.19xD. e D-diameter of thread
For tools, see pages: MG (B16) ¢ MGCH (B17).

Q Member IMC Group
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ISCAR

IR/L-ISO

Internal ISO Metric (DIN13 12-1986 class 6H) Laydown Threading Inserts, for General

Industry

1 sEAD

SCREW

Internal left-hand shown

Dimensions Tough <—> Hard
o | 2| o 0| o|ol|S
218|888 |8|8|8|¢8
di Pitch I R X Y Z®d | Qoo o || jo]|Q
3.97 0.50 6.00 0.03 0.9 0.5 1 °
3.97 0.75 6.00 0.04 0.8 0.5 1 [ ]
3.97 1.00 6.00 0.05 0.7 0.6 1 °
3.97 1.25 6.00 0.07 0.6 0.6 1 [ ]
4.76 0.50 8.00 0.05 0.6 0.5 1 [ ]
4.76 0.75 8.00 0.04 0.6 0.5 1 [ ]
4.76 1.00 8.00 0.05 0.6 0.6 1 ([ ] ([ ]
4.76 1.25 8.00 0.07 0.6 0.7 1 [ ]
4.76 1.50 8.00 0.08 0.6 0.7 1 (] ([ ]
4.76 1.75 8.00 0.10 0.6 0.8 1 [ ]
4.76 2.00 8.00 0.12 0.9 4.0 1 [ ]
6.35 0.35 11.00 0.02 0.8 0.3 1 ° °
6.35 0.40 11.00 0.02 0.8 0.4 1 ([ ]
6.35 0.50 11.00 0.03 0.6 0.6 1 [ ] [ ] [ ] [ ]
6.35 0.70 11.00 0.04 0.6 0.6 1 ([ ]
6.35 0.75 11.00 0.08 0.6 0.6 1 [ ] [ ] [ ]
6.35 0.80 11.00 0.04 0.6 0.6 1 [ ] ([ ]
6.35 1.00 11.00 0.05 0.6 0.7 1 [ ] [ ] [ ] [ ] [}
6.35 1.00 11.00 0.05 0.6 0.7 1 ([ ] ([ ]
6.35 1.25 11.00 0.07 0.8 0.8 1 [ ] [ ] [ ]
6.35 1.50 11.00 0.08 0.8 1.0 1 ([ ] [ ] ([ ] [} °
6.35 1.50 11.00 0.08 0.8 1.0 1 [ ] [ ] [ ] [ ]
6.35 1.75 11.00 0.10 0.8 11 1 [ ] ([ ] ([ ]
6.35 2.00 11.00 0.12 0.8 0.9 1 [ ] [ ] [ ] [}
9.52 0.35 16.00 0.02 0.8 0.3 1 ([ ]
9.52 0.40 16.00 0.02 0.8 0.4 1 [ ]
9.52 0.45 16.00 0.02 0.8 0.4 1 [ ]
9.52 0.50 16.00 0.03 0.6 0.6 1 [ ] [ ] [ ] [ ]
9.52 0.60 16.00 0.03 0.6 0.6 1 [ ] ([ ]
9.52 0.70 16.00 0.04 0.6 0.6 1 [ ] [ ] [ ]
9.52 0.75 16.00 0.04 0.6 0.6 1 ([ ] ([ ] ([ ] [ ] [ ]
9.52 0.80 16.00 0.04 0.6 0.6 1 [ ] [ ]
9.52 1.00 16.00 0.05 0.6 0.7 1 ([ ] ([ ] ([ ] ([ ] [}
9.52 1.00 16.00 0.05 1.7 2.5 3 [ ]
9.52 1.00 16.00 0.05 0.6 0.7 1 ([ ]
9.52 1.00 16.00 0.05 0.6 0.7 1 [ ] [ ] [ ] [ ] [ ] [ ]

® Tolerance: Class 6H.

() With pressed chipformer (2 Multi-tooth @) Number of teeth per corner.
For tools, see pages: E-SIR-HEAD (B97) « MGSIR/L (B41) ¢ SIR/L (B96).

ISCAR



ISCARTHREAD

IR/L-ISO (continued)

Internal ISO Metric (DIN13 12-1986 class 6H) Laydown Threading Inserts,

for General Industry

SCREW

Internal left-hand shown

Dimensions Tough <> Hard

o | 2| o o || oS

218|888 |8|8|8|¢8

di Pitch | R X Y z®) Ol ||| |lo|o| Qo
9.52 1.25 16.00 0.07 0.8 0.9 1 ([ ] ([ ] ([ ] ([ ] ([ ] [ ]
9.52 1.25 16.00 0.07 0.8 0.9 1 [ ]
9.52 1.25 16.00 0.06 0.8 0.9 1 ([ ] [ ] [ ]

9.52 1.50 16.00 0.08 0.8 1.0 1 [ ] [ ] [ ] [ ] [ ] [} [}
9.52 1.50 16.00 0.08 1.5 2.3 2 ([ ] [ ]
9.52 1.50 16.00 0.08 0.8 1.0 1 [ ]

9.52 1.50 16.00 0.08 0.8 1.0 1 ([ ] ([ ] ([ ] [ ] [ ] [}
9.52 1.75 16.00 0.10 0.9 1.2 1 [ ] [ ] [ ] [ ]
9.52 1.75 16.00 0.10 0.9 1.2 1 (]
9.52 1.75 16.00 0.10 0.9 1.2 1 [ ] [ ] [ ]
9.52 2.00 16.00 0.12 1.0 1.3 1 ([ ] ([ ] ([ ] (] [ ]
9.52 2.00 16.00 0.12 2.0 3.0 2 [ ]
9.52 2.00 16.00 0.12 1.0 1.3 1 [ ]

9.52 2.00 16.00 0.11 1.0 1.3 1 [ ] [ ] [ ] [ ] [ ] [ ]
9.52 2.50 16.00 0.15 1.1 1.5 1 [ ] ([ ] ([ ] [ ] [ ]

9.52 2.50 16.00 0.14 11 1.5 1 [ ] [ ] [ ] [ ]
9.52 3.00 16.00 0.18 11 1.5 1 ([ ] ([ ] ([ ] [ ]
9.52 3.00 16.00 0.18 1.1 1.5 1 °

9.52 3.00 16.00 0.17 11 1.5 1 ([ ] ([ (] [ ] (] ([ ]

() With pressed chipformer (2 Multi-tooth @) Number of teeth per corner.

For tools, see pages: E-SIR-HEAD (B97) ® MGSIR/L (B41) * SIR/L (B96).

Member IMC Group



ISCARTHREAD
IR/L-UN

Internal American UN, Full Profile (UN, UNC, UNF, UNEF) Laydown Threading Inserts,
for General Industry

U-Type

SCREW

Internal left-hand shown

Dimensions Tough <> Hard
© © = =} © © © S
S8 8/8/8/8|8(8|¢
di TPI I R X Y ™ Q| Qoo oo |lo]Q]©@
3.97 32.0 6.00 0.04 0.8 0.5 1 ()
3.97 28.0 6.00 0.04 0.8 0.6 1 [ ]
3.97 24.0 6.00 0.05 0.7 0.6 1 [
3.97 20.0 6.00 0.06 0.6 0.6 1 [ ]
3.97 18.0 6.00 0.07 0.6 0.7 1 ([ ]
4.76 32.0 8.00 0.04 0.6 0.5 1 [ ]
4.76 28.0 8.00 0.04 0.6 0.6 1 [ ]
4.76 24.0 8.00 0.05 0.6 0.6 1 [ ]
4.76 20.0 8.00 0.06 0.6 0.7 1 [ ]
4.76 18.0 8.00 0.07 0.6 0.7 1 [ ]
4.76 16.0 8.00 0.09 0.6 0.7 1 (]
4.76 14.0 8.00 0.10 0.6 0.8 1 [ ] [ ]
4.76 13.0 8.00 0.10 1.0 4.0 1 ([ ]
4.76 12.0 8.00 0.10 0.9 4.0 1 [ ]
4.76 11.0 8.00 0.10 0.9 4.0 1 [ ]
6.35 64.0 11.00 0.02 0.8 0.4 1 [ ]
6.35 36.0 11.00 0.04 0.6 0.6 1 ([ ]
6.35 32.0 11.00 0.04 0.6 0.6 1 ° °
6.35 28.0 11.00 0.04 0.6 0.7 1 [ ] ([ ]
6.35 24.0 11.00 0.05 0.7 0.8 1 [ ] [ ]
6.35 20.0 11.00 0.06 0.8 0.9 1 ° ° °
6.35 18.0 11.00 0.07 0.8 1.0 1 [ ] [ ] [ ]
6.35 16.0 11.00 0.09 0.9 1.1 1 [ ] ([ ] o ([ ]
6.35 14.0 11.00 0.10 0.9 1.1 1 [ ] [ ] [}
6.35 12.0 11.00 0.12 0.9 1.1 1 [ ]
6.35 11.0 11.00 0.14 0.8 1.1 1 [ ] [ ]
9.52 32.0 16.00 0.04 0.6 0.6 1 ° ° °
9.52 28.0 16.00 0.04 0.6 0.7 1 [ ] [ ]
9.52 27.0 16.00 0.04 0.7 0.8 1 ([ ]
9.52 24.0 16.00 0.05 0.7 0.8 1 [ ] [ ] [ ] [ ]
9.52 24.0 16.00 0.05 0.7 0.8 1 ([ ]
9.52 20.0 16.00 0.06 0.8 0.9 1 [ ] [ ] [ ] [ ] [ ]
9.52 20.0 16.00 0.06 0.8 0.9 1 °
9.52 20.0 16.00 0.06 0.8 0.9 1 [ ] [ ]
9.52 18.0 16.00 0.07 0.8 1.0 1 ([ ] ° [ ] ([ ]
9.52 18.0 16.00 0.07 0.8 1.0 1 [ ]
9.52 18.0 16.00 0.08 0.8 1.0 1 ( ] ([ ]
9.52 16.0 16.00 0.09 0.9 1.1 1 [ ] [ ] [ ] [ ]
9.52 16.0 16.00 0.09 1.5 2.3 2 [ ]
9.52 16.0 16.00 0.18 0.9 1.1 1 [ ]
9.52 16.0 16.00 0.09 0.9 1.1 1 [ ] ([ ] ([ ] [ ]
9.52 14.0 16.00 0.10 0.9 1.2 1 [ ] [ ] [ ] [}
9.52 14.0 16.00 0.10 0.9 1.2 1 ([ ]
9.52 14.0 16.00 0.11 0.9 1.2 1 [ ] [ ]
9.52 13.0 16.00 0.11 1.0 1.3 1 ([ ] ([ ]

* Tolerance: class 2B,ANSI B1, 3M-1986.
() With pressed chipformer. ) Multi-tooth @) Number of teeth per corner.

For tools, see pages: E-SIR-HEAD (B97) « MGSIR/L (B41) e SIR/L (B96).

ISCAR
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ISCARTHREAD
IR/L-UN (continued)
Internal American UN, Full Profile (UN, UNC, UNF, UNEF) Laydown Threading Inserts,

for General Industry

O
| 3

SCREW

Internal left-hand shown

Dimensions Tough <— Hard

© © = o © © © S

§/ 8§ 8/8/8/8|g8(8|¢

di TPI | R X Y 3 o O O O Q o Q S )
9.52 12.0 16.00 0.12 11 1.4 1 [ ] [ [ ] [ ] °
9.53 12.0 16.00 0.12 11 1.4 1 ([ ]

9.52 12.0 16.00 0.12 11 1.4 1 [ ] [ ] [ ] [
9.52 11.5 16.00 0.13 1.1 1.5 1 ([ ]
9.52 11.0 16.00 0.14 11 1.5 1 [ ] [ ] [ ]
9.52 10.0 16.00 0.15 1.1 1.5 1 ([ ] ([ ] ([ ]
9.52 10.0 16.00 0.15 1.1 1.5 1 [ ]
9.52 9.0 16.00 0.17 1.2 1.7 1 ([ ]
9.52 8.0 16.00 0.19 1.1 1.5 1 [ ] ° [ ] [ ]
9.52 8.0 16.00 0.19 1.1 1.5 1 ([ ]
9.52 8.0 16.00 0.20 1.1 1.5 1 [ ] ° [}

e Tolerance: class 2B,ANSI B1, 3M-1986.
() With pressed chipformer. @ Multi-tooth @) Number of teeth per corner.

For tools, see pages: E-SIR-HEAD (B97) « MGSIR/L (B41) e SIR/L (B96).

ISCARTHREAD * PICCOCUT
PICCO R/L-ISO-Thread
Mini-Carbide Bars for ISO Internal Thread Turning, Dmin 2.4 mm

X
F
.
Right-hand shown
Dimensions Tough <—> Hard
© ©
N o
. N o
d Pitch te w Y f a I2 Ih D min O S}
3.00 0.50 0.27 0.04 0.3 0.3 2.30 8.0 22.00 2.40 ([ ]
4.00 0.50 0.27 0.09 0.4 1.0 3.00 10.0 24.00 3.20 [}
4.00 0.50 0.27 0.06 0.4 1.5 3.50 15.0 30.00 4.00 (]
5.00 0.50 0.27 0.06 0.4 1.9 4.40 15.0 30.00 5.00 °
5.00 0.75 0.40 0.90 0.5 1.9 4.40 15.0 30.00 5.00 [}
5.00 1.00 0.55 0.12 0.6 1.9 4.40 15.0 30.00 4.80 °
6.00 1.00 0.55 0.12 0.6 2.3 5.30 15.0 30.00 6.00 °
6.00 1.25 0.68 0.15 0.7 2.3 5.30 15.0 30.00 6.00 (]
6.00 1.50 0.81 0.18 0.8 2.3 5.30 15.0 30.00 6.00 (]
7.00 1.50 0.81 0.18 0.8 2.7 6.30 15.0 30.00 7.00 (]

Member IMC Group



PICCOCUT

PICCO ISO Full Profile
Inserts for ISO, Standard Full Profile Thread

e |1 4>|_*

L
. Ly
)
e .
X Right-hand shown
Dimensions
©
S
Designation Pitch d f a I1 I2 D2 Y te w D min (©]
PICCO R/L 105.0510-15 1.00 5.00 1.9 4.40 30.00 15.0 3.30 0.6 0.54 0.12 4.80 ®
1.25 6.00 2.3 5.30 30.00 15.0 3.40 0.7 0.67 0.15 6.00 [ ]
PICCO R/L 106.0815-15 1.50 6.00 2.3 5.30 30.00 15.0 3.40 0.8 0.81 0.18 6.00 [}
1.50 7.00 2.8 6.30 30.00 15.0 3.80 0.8 0.81 0.18 7.00 [ ]

PICCO ISO Full Profile Fine
Inserts ISO, Fine Pitch Full Profile Thread

ni—

Right-hand shown

Dimensions

Designation Pitch d f a l1 I2 D2 Y te w D min

PICCO R/L 104.0205-15 X 5.00 1.5 3.50 30.00 15.0 2.40 0.4 0.27 0.06 4.00
0.50 5.00 1.9 4.40 30.00 15.0 3.30 0.4 0.27 0.06 5.00

PICCO R/L 105.0407-15 BN {) 5.00 1.9 4.40 30.00 15.0 3.30 0.5 0.40 0.09 5.00

1.00 6.00 2.3 5.30 30.00 15.0 3.40 0.6 054 0.12 6.00

e ® @ ©(|C908

B108 ISCAR




ISCAR

IR/L-W

1 sEAD

Internal Whitworth (BSW, BSF, BSP), B.S.84-1956 DIN 259 Medium Class, Full Profile
Laydown Threading Inserts

R0.137P

AVAVA

NUT

i \R0.137P
g SCREW
Internal left-hand shown
Dimensions Tough <> Hard
© © = =} © © © S
S8 8/8/8/8|8(8|¢
di TPI I R X Y ™ Q| Qoo oo |lo]Q]©@
3.97 26.0 6.00 0.10 0.7 0.6 1 [
3.97 20.0 6.00 0.14 0.6 0.7 1 [ ]
4.76 24.0 8.00 0.11 0.6 0.6 1 [ ]
4.76 19.0 8.00 0.15 0.6 0.7 1 [ ] [ ]
4.76 18.0 8.00 0.16 0.6 0.7 1 ([ ]
4.76 16.0 8.00 0.18 0.6 0.7 1 [ ]
4.76 12.0 8.00 0.25 0.9 4.0 1 [ ]
6.35 36.0 11.00 0.07 0.6 0.6 1 [ ]
6.35 28.0 11.00 0.10 0.6 0.7 1 [ ]
6.35 26.0 11.00 0.10 0.7 0.7 1 [ ]
6.35 24.0 11.00 0.11 0.7 0.8 1 [ ] [ ]
6.35 20.0 11.00 0.14 0.8 0.9 1 [ ] [ ] [}
6.35 19.0 11.00 0.15 0.8 1.0 1 ([ ] (] ([ ]
6.35 18.0 11.00 0.16 0.8 1.0 1 [ ] [ ] [ ]
6.35 16.0 11.00 0.18 0.9 1.1 1 ([ ] °
6.35 14.0 11.00 0.21 0.9 1.1 1 [ ] [ ] [ ] [ ] [ ] °
6.35 12.0 11.00 0.27 1.0 1.1 1 ([ ]
9.52 40.0 16.00 0.06 0.6 0.6 1 [ ]
9.52 32.0 16.00 0.09 0.6 0.6 1 ([ ]
9.52 28.0 16.00 0.09 0.6 0.7 1 [ ] [ ]
9.52 26.0 16.00 0.10 0.7 0.7 1 ([ ] [ ] ([ ]
9.52 24.0 16.00 0.11 0.7 0.8 1 [ ] ° [ ]
9.52 22.0 16.00 0.13 0.8 0.9 1 ([ ] [ ] ([ ]
9.52 20.0 16.00 0.14 0.8 0.9 1 [ ] [ ] [ ] [ ]
9.52 20.0 16.00 0.14 0.8 0.9 1 ([ ]
9.52 19.0 16.00 0.15 0.8 1.0 1 [ ] [ ] [ ] [ ]
9.52 19.0 16.00 0.15 0.8 1.0 1 ([ ]
9.52 19.0 16.00 0.15 0.8 1.0 1 °
9.52 18.0 16.00 0.16 0.8 1.0 1 ([ ] [ ] [}
9.52 16.0 16.00 0.18 0.9 1.1 1 [ ]
9.52 16.0 16.00 0.18 0.9 1.1 1 ([ ]
9.52 16.0 16.00 0.18 0.9 1.1 1 [ ] [ ] [ ]
9.52 14.0 16.00 0.21 1.0 1.2 1 (] ([ ] o (] ([ ]
9.52 14.0 16.00 0.23 1.7 2.7 2 [ ]
9.52 14.0 16.00 0.21 1.0 1.2 1 [}
9.52 14.0 16.00 0.21 1.0 1.2 1 [ ] ° [ [ ]
9.52 12.0 16.00 0.25 1.1 1.4 1 [ ] [} °
9.52 11.0 16.00 0.27 1.1 1.5 1 [ ] [ ] [ ] [ ] [ ] [ )
9.52 11.0 16.00 0.27 1.1 1.5 1 ([ ]
9.52 11.0 16.00 0.27 1.1 1.5 1 [ ] [ ] [ ] [ ] [ ]
9.52 10.0 16.00 0.31 1.1 1.5 1 ([ [ ] ([
9.52 10.0 16.00 0.31 1.1 1.5 1 [
9.52 9.0 16.00 0.34 1.2 1.7 1 ° °
9.52 8.0 16.00 0.39 1.2 1.5 1 [ ] [ ] [ ]

™) With pressed chipformer. @ Multi-tooth @ Number of teeth per corner.
For tools, see pages: E-SIR-HEAD (B97) » MGSIR/L (B41) * SIR/L (B96).

Member IMC Group



ISCARTHREAD
IR/L-BSPT

Internal BSPT (British Standard Pipe) B.S.21-1957, Full Profile,
Laydown Threading Inserts

)

R0.137P NUT

=
|
| |

ASTPA 4~
1°47'«SCREW

Internal left-hand shown

Dimensions Tough <—> Hard
© S|lo|lo|o |5
N B|Q|8[8 %
Designation di TPI | R X Y eglejeje|e|e
3.97 28.0 6.00 0.11 0.7 0.6 °
4.76 28.0 8.00 0.11 0.6 0.6 °
4.76 19.0 8.00 0.16 0.6 0.6 °
6.35 19.0 11.00 0.16 0.8 0.9 ° °
6.35 14.0 11.00 0.21 0.9 1.0 ° °
9.52 28.0 16.00 0.11 0.6 0.6 °
9.52 19.0 16.00 0.16 0.8 0.9 o | o
9.52 14.0 16.00 0.21 1.0 1.2 °
9.52 14.0 16.00 0.21 1.0 1.2 o | o | o
9.52 14.0 16.00 0.21 1.0 1.2 o | o °
9.52 11.0 16.00 0.28 1.1 15 o | o | o
9.52 11.0 16.00 0.28 1.1 15 °
9.52 11.0 16.00 0.28 1.1 1.5 o | o | o °

() With pressed chipformer.
For tools, see pages: E-SIR-HEAD (B97) « MGSIR/L (B41)  SIR/L (B96).

IR/L-RND
Internal DIN 405, Round Laydown Threading Inserts, for Fire Fighting and Food
Industry Pipe Couplings

ro.2210sp  NUT

30°

R0.23851P SCREW

Internal left-hand shown

Dimensions Tough <—> Hard

© = o ©

N o [Te] o

a a q (3] n N [}
Designation di TPI | X Y Ol | 9| QO
16IR 10 RND 9.52 10.0 16.00 1.1 1.2 e | o | @
9.52 8.0 16.00 1.4 1.4 o | o °

16IRM 8 RND (1) 9.52 8.0 16.00 1.4 1.4 °
9.52 6.0 16.00 1.4 1.5 ° o | o

16IRM 6 RND (1) 9.52 6.0 16.00 1.4 1.5 °

e Tolerance: Class 7H.
(™) With pressed chipformer.

For tools, see pages: E-SIR-HEAD (B97) e SIR/L (B96).

ISCAR




A e S AR
ISCARTHREAD
IR/L-TR
Internal Trapeze Shaped DIN 103 Laydown Threading Inserts, for Feed Screws

)

L

<'vvvv"v

SCREW
Internal left-hand shown
Dimensions Tough <—> Hard

o | 2| | o | o

N o Yol o (=]

. . N o] N 0 »

Designation di Pitch | X Y S|l |Q | Q|9
08IR 1.5 TR (1 4.76 1.50 8.00 0.6 0.6 °
4.76 2.00 8.00 0.9 4.0 [ ]

9.52 1.50 16.00 1.0 1.1 [
9.52 2.00 16.00 1.0 1.3 o ° [}
9.52 3.00 16.00 1.3 1.5 ([ ] [ ] (] ([ ] ([ ]

e Tolerance: Class 7H
() Single threading corner
For tools, see pages: E-SIR-HEAD (B97) ¢ SIR/L (B96).

IR/L-STACME
Internal STUB ACME Laydown Threading Inserts,
for Control Valves and Shallow ACME Profile

SCREW

Internal left-hand shown

Dimensions Tough <— Hard

= (=) o]

S re] =}

i 0 N 1o}

Designation di TPI | X Y S| Oo|Q
16IR/L 16 STACME 9.52 16.0 16.00 1.0 1.0 o
9.52 14.0 16.00 1.1 1.1 [

16IR/L 12 STACME 9.52 12.0 16.00 1.2 1.2 [ ([ ] [ ]
9.52 10.0 16.00 1.3 1.3 [ ]
16IR/L 8 STACME 9.52 8.0 16.00 1.5 1.5 )

9.52 6.0 16.00 1.8 1.8 [ ] [ ]

® Tolerance: Class 2G.
For tools, see pages: E-SIR-HEAD (B97) * SIR/L (B96).

Q Member IMC Group
(T Iy
4 1 [ []




A s N AR
ISCARTHREAD
IR/L-ACME
Internal ACME Profile Laydown Threading Inserts, for Feed Screws

SCREW
Internal left-hand shown
Dimensions Tough <> Hard

= o © ©

o Yol o (=]

. 0 N 0 =]

Designation di TPI 1 X Y O O o O
16IR/L 16 ACME 9.52 16.0 16.00 0.9 1.0 ([ ] o

9.52 14.0 16.00 1.0 1.2 [ ]

| 16IR/L 12 ACME | 9.52 12.0 16.00 1.1 1.2 ° ° °
9.52 10.0 16.00 1.3 1.3 [ ] L]

16IR/L 8 ACME 9.52 8.0 16.00 1.5 1.5 [ [ [ o

¢ ACME ASME/ANSI B1.5-1988 Class 3G.
For tools, see pages: E-SIR-HEAD (B97) e SIR/L (B96).

IR/L-ABUT
Internal American Buttress Laydown Threading Inserts, for High Force Transmission in
One Direction

]
N

W

SCREW
Internal left-hand shown
Dimensions Tough <— Hard
© = o ©
N[ 8|88
Designation di TPI | X Y O &} o &}
6.35 20.0 11.00 1.0 1.3 °
6.35 16.0 11.00 1.0 1.5 ° o | o
9.52 20.0 16.00 1.0 1.3 o | o
9.52 16.0 16.00 1.0 1.5 o | o
9.52 12.0 16.00 1.4 2.0 o | o | o
9.52 10.0 16.00 1.5 2.3 o | o | o

¢ ANSI B1.9-1973 Class 2.
For tools, see pages: E-SIR-HEAD (B97) ¢ SIR/L (B96).

ISCAR




A e S AR
ISCARTHREAD
IR/L-SAGE
Internal Sagengenwinde (DIN 513) Thread, Application for High Force in One Direction

Dimensions

Designation di Pitch | X Y

® (1C908

| 16IR/L 2 SAGE | 9.52 2.00 16.00 1.2 1.7

For tools, see pages: E-SIR-HEAD (B97) e SIR/L (B96).

IR/L-NPTF
Internal NPTF (National Pipe Threads) Full Profile Laydown Threading Inserts for
Steam, Gas and Water Pipes

30° 30°

/- /\/

o

©

U 1°47'{  SCREW

Internal left-hand shown

Dimensions Tough <— Hard

1C228
1C250
1C908

Designation di TPI | R X Y

O06IR 27 NPTF 3.97 27.0 6.00 0.04 0.7 0.6 (]
4.76 27.0 8.00 0.04 0.6 0.6 [ ]

O8IR 18 NPTF 4.76 18.0 8.00 0.06 0.6 0.6 o
6.35 18.0 11.00 0.06 0.8 1.0 [ ]
6.35 14.0 16.00 0.07 0.8 1.0 o
9.52 18.0 16.00 0.06 0.8 1.0 L]

16IR/L 14 NPTF 9.52 14.0 16.00 0.07 0.9 1.2 [ [
9.52 11.5 16.00 0.09 1.1 1.5 [ ] L]

¢ (National Pipe Threads-Dry seal) ANSI/ASME B1.20.1-1976.
For tools, see pages: E-SIR-HEAD (B97) « MGSIR/L (B41) » SIR/L (B96).

Q Member IMC Group
(T Iy
4 1 [ []
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A e S AR
ISCARTHREAD
IR/L-UNJ
Internal Thread Profile Inserts, for the Aircraft and Aerospace Industry

Rmin 0.15011P SCREW

Internal left-hand shown

Dimensions Tough <> Hard

o | 2| o | ®

N | B[R 8

Designation di TPI I R X Y 2|le|e|*

4.76 20.0 8.00 0.19 0.8 0.9 °
4.76 18.0 8.00 0.21 0.8 1.0 °

| 11IR32UNJ  BEGEY 32,0 11.00 0.12 0.6 0.6 °

6.35 28.0 11.00 0.14 0.6 0.6 °

| 11IR24 UNJ KD 24.0 11.00 0.16 0.7 0.8 °

6.35 20.0 11.00 0.19 0.8 0.9 °

| 11IR18UNJ | 6.35 18.0 11.00 0.21 0.8 1.0 °

6.35 16.0 11.00 0.24 0.8 1.0 °
9.52 28.0 16.00 0.14 0.6 0.6 °
9.52 24.0 16.00 0.16 0.7 0.8 °

| 16IR20 UNJ Y7 20.0 16.00 0.19 0.8 0.9 °
9.52 18.0 16.00 0.21 0.8 1.0 °

| 16IR/L 16 UNJ | 9.52 16.0 16.00 0.24 0.8 1.0 o [ o | o

9.52 14.0 16.00 0.27 1.0 1.2 ° °

| 16IR/L 12UNJ Y 12.0 16.00 0.13 11 1.4 o | o | o

9.52 8.0 16.00 0.48 1.2 1.6 °

For tools, see pages: E-SIR-HEAD (B97) e SIR/L (B96).

IR-MJ
Internal MJ ISO 5855 Metric Full Profile Laydown Threading Inserts, for the Aviation
and Aerospace Industry

NUT

5/16 P

ATAA
Rmax 0.18042P
Rmin 0.15011P SCREW

Internal left-hand shown

Dimensions
[oo]
S
Designation di Pitch I R X Y e
[ 11IR1.00MJ | 6.35 1.00 11.00 0.05 0.7 0.8 °
6.35 1.25 11.00 0.07 0.8 0.9 °
| 11IR1.50 MJ | 6.35 1.50 11.00 0.08 0.8 1.0 °
6.35 2.00 11.00 0.12 0.9 1.0 °
9.52 1.00 16.00 0.05 0.7 0.8 °
9.52 1.25 16.00 0.07 0.8 0.9 °
| 16IR1.50 MJ | 9.52 1.50 16.00 0.08 0.8 1.0 °

For tools, see pages: E-SIR-HEAD (B97) ¢ SIR/L (B96).




ISCARTHREAD
IR/L-NPT

Internal NPT (National Pipe Threads) Full Profile Laydown Threading Inserts for
Steam, Gas and Water Pipes

jr

x| /§0° 30°

[ / \/
. 90° - \o - g

L » 1°47'{ _SCREW

Internal left-hand shown

Dimensions Tough <—> Hard
© = o © © © S
N B Q| B ] S =

Designation di TPI I R X Y [S) Q ) S ) Q Q
3.97 27.0 6.00 0.04 0.6 0.6 °

476 180 800 0.6 0.6 0.6 ° °
PG| e3s 270 1100 0.04 0.7 0.8 °

635 180  11.00  0.06 0.8 1.0 ° ° °
PGSBS 635 140 1100 0.07 0.8 1.0 °

952 270 16.00  0.04 0.7 0.8 ° °
9.52 180  16.00  0.06 0.8 1.0 ° °

952 140 1600  0.05 0.9 1.2 ° ° ° °
9.52 140  16.00  0.07 0.9 1.2 °

952 140 1600  0.07 0.9 1.2 ° ° ° ° °
952 115 1600  0.09 1.1 1.5 ° ° ° °

952 115 1600  0.09 1.1 1.5 °
| 16IR/L 11.5 NPT L) 115  16.00  0.09 1.1 1.5 ° ° ° ° °

9.52 8.0 16.00  0.12 1.3 1.8 ° ° °
9.52 80 1600  0.12 1.3 1.8 °

9.52 8.0 16.00  0.12 1.3 1.8 ° ° °

¢ National Pipe Threads ANSI/ASME B1.20.1-19883.
() With pressed chipformer.

For tools, see pages: E-SIR-HEAD (B97) « MGSIR/L (B41) ¢ SIR/L (B96).

IR/L-PG
Internal Thread Profile Inserts for the Electrical Industry

w.l

»

I

NUT

80°

SCREW

Internal left-hand shown

Dimensions Tough <—> Hard
= | o| ®
S Ire} =}
. . 0 N 1=}
Designation di Pitch | X Y | O | QO
11IR 18 PG 6.35 18.00 11.00 0.8 0.9 [} [ ]
9.52 16.00 16.00 0.8 1.0 [ ] [}
16IR 18 PG 9.52 18.00 16.00 0.8 0.9 ®
9.52 20.00 16.00 0.8 1.0 [J

For tools, see pages: E-SIR-HEAD (B97) e SIR/L (B96).

Q Member IMC Group
(T Iy
4 1 [ []




A e S AR
ISCARTHREAD
IR/L-API RD
Internal API - Oil Thread, Round Profile Laydown Threading Inserts

Internal left-hand shown

Dimensions Tough <—> Hard
© = =} ©
N S re} =}
. N 0 N =}
Designation di TPI | IPF X Y &) &) O &)
16IR/L 10 APl RD 9.52 10.0 16.00 0.75 1.5 1.4 ° ° ° °
9.52 8.0 16.00 0.75 1.3 1.6 () [ ]

* AP| Spec 5B8-1996.
For tools, see pages: E-SIR-HEAD (B97) e SIR/L (B96).

ISCAR
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PIcCOCUT

PICCO-010/610 (face grooving)
Inserts for Face Grooving

1 —— ¥
Min Bore ey
/ Dia. v [ T 00 B
L V| 7 - Tmax-a )
L L a 1| PR
! b wh e
Right-hand shown
Dimensions Recor_nrnended
Machining Data
[o¢]
N f face-groove
Designation D1 min w Tmax-a d a I2 I1 o (mm/rev)
PICCO R 010.1006-10 6.0 1.00 1.50 6.00 5.20 11.0 26.00 ° 0.01-0.04
6.0 1.50 2.00 6.00 5.20 11.0 26.00 ° 0.01-0.04
PICCO R 010.1008-10 8.0 1.00 1.50 7.00 5.90 11.0 26.00 ° 0.01-0.04
8.0 1.00 1.50 7.00 5.90 21.0 35.00 ° 0.01-0.04
8.0 1.00 1.50 7.00 5.90 30.0 45.00 ° 0.01-0.04
8.0 1.00 1.50 6.00 5.20 11.0 26.00 ° 0.01-0.04
8.0 1.00 1.50 6.00 5.20 20.0 35.00 ° 0.01-0.04
8.0 1.50 2.50 7.00 5.90 21.0 35.00 ° 0.01-0.04
8.0 1.50 2.50 7.00 5.90 30.0 45.00 ° 0.01-0.04
8.0 1.50 2.50 7.00 5.90 11.0 26.00 ° 0.01-0.04
8.0 1.50 2.50 6.00 5.20 11.0 26.00 ° 0.01-0.04
8.0 1.50 2.50 6.00 5.20 20.0 35.00 ° 0.01-0.04
8.0 2.00 3.00 7.00 5.90 30.0 45.00 ° 0.02-0.05
8.0 2.00 3.00 7.00 5.90 11.0 26.00 ° 0.02-0.05
8.0 2.00 3.00 7.00 5.90 21.0 35.00 ° 0.02-0.05
8.0 2.00 3.00 6.00 5.20 11.0 26.00 ° 0.02-0.05
8.0 2.00 3.00 6.00 5.20 20.0 35.00 ° 0.02-0.05
8.0 2.50 3.50 7.00 5.90 11.0 26.00 ° 0.02-0.05
8.0 2.50 3.50 7.00 5.90 21.0 35.00 ° 0.02-0.05
8.0 2.50 3.50 7.00 5.90 30.0 45.00 ° 0.02-0.05
8.0 2.50 3.50 6.00 5.20 11.0 26.00 ° 0.02-0.05
8.0 2.50 3.50 6.00 5.20 20.0 35.00 ° 0.02-0.05
8.0 3.00 3.50 7.00 5.90 11.0 26.00 ° 0.02-0.06
8.0 3.00 3.50 7.00 5.90 21.0 35.00 ° 0.02-0.06
8.0 3.00 3.50 7.00 5.90 30.0 45.00 ° 0.02-0.06
8.0 3.00 3.50 6.00 5.20 11.0 26.00 ° 0.02-0.06
8.0 3.00 3.50 6.00 5.20 20.0 35.00 ° 0.02-0.06

* Only right-hand inserts are available as standard e All inserts are with sharp corners

B118 ISCAR




PIcCOCUT

PICCO-010 (round face groove)
Inserts for Round Profile Face Grooving

e
==
—

Fwh e ol
Right-hand shown
Dimensions Recor:nrnended
Machining Data
38
e f face-groove
Designation D1 min w R Tmax-a d a I2 I o (mm/rev)
8.0 1.00 0.50 2.00 7.00 5.90 11.0 26.00 ° 0.01-0.04
8.0 1.00 0.50 2.00 7.00 5.90 20.0 35.00 ° 0.01-0.04
8.0 1.60 0.80 3.00 7.00 5.90 11.0 26.00 ° 0.01-0.05
8.0 1.60 0.80 3.00 7.00 5.90 20.0 35.00 ° 0.01-0.05
8.0 2.00 1.00 4.00 7.00 5.90 11.0 26.00 ° 0.02-0.05
8.0 2.00 1.00 4.00 7.00 5.90 20.0 35.00 ° 0.02-0.05
8.0 2.50 1.25 5.00 7.00 5.90 11.0 26.00 ° 0.02-0.05
8.0 2.50 1.25 5.00 7.00 5.90 20.0 35.00 ° 0.02-0.05
8.0 3.00 1.50 6.00 7.00 5.90 11.0 26.00 ° 0.02-0.05
8.0 3.00 1.50 6.00 7.00 5.90 20.0 35.00 ° 0.02-0.05

* Only right-hand inserts are available as standard. Left-hand inserts on request.

PICCO-620 (groov.along shaft)
Inserts for Grooving Along a Shaft Dmin 6 mm

Fih;ﬂ y
===
§ = lmaxa b b
T |
* LH— 12—
W
Right-hand shown
D Recommended
Machining Data
©
o
@ f face-groove
Designation D1 min w Tmax-a d a I2 I1 ©] (mm/rev)
PICCO R 620.1006-20 6.0 1.00 2.00 6.00 5.20 20.0 35.00 ® 0.01-0.04
6.0 1.50 3.00 6.00 5.20 20.0 35.00 [ 0.01-0.05
PICCO R 620.2006-20 6.0 2.00 4.00 6.00 5.20 20.0 35.00 [} 0.02-0.06
6.0 2.50 5.00 6.00 5.20 20.0 35.00 ® 0.02-0.06
PICCO R 620.3006-20 6.0 3.00 6.00 6.00 5.20 20.0 35.00 ® 0.02-0.06

* Only right-hand inserts are available as standard. Left-hand inserts on request. e All carbide inserts are with sharp corners

Q Member IMC Group
(T Iy
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PIcCOCUT

PICCO-016/020 (face grooving)
Inserts with Coolant Holes for Deep Face Grooving

—
6.3F
7 ¥~D1 min.
Right-hand shown
Dimensions Recommended
Machining Data
[oo]
]
- f face-groove
Designation D1 min w Trmax-a d a I1 2 (mm/rev)
16.0 3.00 10.00 8.00 5.50 30.00 ° 0.01-0.05
16.0 3.00 20.00 8.00 5.50 40.00 ° 0.01-0.05
16.0 4.00 10.00 8.00 6.00 30.00 ° 0.01-0.05
16.0 4.00 20.00 8.00 6.00 40.00 ° 0.01-0.05
20.0 3.00 25.00 8.00 5.50 45.00 ° 0.01-0.05
20.0 3.00 30.00 8.00 5.50 50.00 ° 0.01-0.04
20.0 3.00 35.00 8.00 5.50 55.00 ° 0.01-0.04
20.0 3.00 40.00 8.00 5.50 60.00 ° 0.01-0.04
20.0 4.00 25.00 8.00 6.00 45.00 ° 0.01-0.06
20.0 4.00 30.00 8.00 6.00 50.00 ° 0.01-0.06
20.0 4.00 35.00 8.00 6.00 55.00 ° 0.01-0.05
20.0 4.00 40.00 8.00 6.00 60.00 ° 0.01-0.05
20.0 5.00 20.00 8.00 6.50 40.00 ° 0.02-0.06
20.0 5.00 25.00 8.00 6.50 45.00 ° 0.02-0.06
20.0 5.00 30.00 8.00 6.50 50.00 ° 0.02-0.06
20.0 5.00 35.00 8.00 6.50 55.00 ° 0.02-0.05
20.0 5.00 40.00 8.00 6.50 60.00 ° 0.02-0.05

* All inserts have two coolant holes which may be used with coolant pressure up to 100 bars.

ISCAR




PIcCOCUT

PICCO-015 (face grooving)
Inserts for Deep Face Grooving

—» Tmax-a <
v
T ) D1min. ¥/
* I<7 max-a»‘ R
& L1|'|_|7_|L__ w
bwh lo —
Right-hand shown
Dimensions Recommended
Machining Data
]
N f face-groove
Designation D1 min w Tmax-a d a I2 I1 o (mm/rev)
PICCO R 015.2515-20 15.0 2.50 20.00 7.00 5.90 20.0 35.00 ° 0.01-0.04
15.0 3.00 20.00 7.00 5.90 20.0 35.00 [} 0.02-0.05
PICCO R 015.3015-30 15.0 3.00 30.00 7.00 5.90 30.0 45.00 [ 0.01-0.04
* Only right-hand inserts are available as standard. Left-hand inserts on request. e All inserts are with sharp corners
Min Bore
Dia. ¥ |
V|
W
PICCO Mini-Bar Tool Kit Face Grooving KIT PICCO SET-4R
Mini Bore
Designatio Dia. L, Tmax w Pcs. Designation
PICCO 16.D6 1x Holder
P ? O F 010.1008-10 8.0 11 1.5 1.0 1x Mini Carbide Bar
PICCO F 010 0 0 8.0 11 2.5 1.5 1x Mini Carbide Bar
P ? O R 010.200 0 8.0 11 3.0 2.0 1x Mini Carbide Bar
PICCO R 010 0 0 8.0 21 3.5 2.5 1x Mini Carbide Bar
PICCO F 010.300 ’ 8.0 21 S0 3.0 1x Mini Carbide Bar

Available grade: 1C228.




CH'GROOVE

MGCH-C (face)
Face Machining Tools for Dmin 12 - Dmax 19 mm Penetration Range,
Using GFQR Inserts

Lmax

UK N

MGCH 09C d a
L t (MG PCO-16-9)

¥ 1 &* e e e @

- I The same tool applies for right-and left-machining

| Designation | d I L max f

—
N
b~

9.00 83.50 65.0 5.5

For inserts, see pages: GFQR (B122).
For holders, see pages: PICCO/MG PCO (holder) (B123).

MG PCO
Holder Bar for Adjustable Shank

75—
15
Y
E———13 16
i

MG PCO-16-9

Spare Parts

Designation Screw Key
BT SR 76-2145 T15/5
GFQR

Face Grooving Inserts

Dimensions Recommended
Machining Data
[oo]
S f face-groove
Designation W=0.02 R Tmax-a D1 min(" D1 max@ o (mm/rev)
1.00 0.05 1.50 12.0 16.0 ° 0.01-0.04
1.50 0.20 2.50 12.0 17.0 (] 0.01-0.04
2.00 0.20 3.00 12.4 18.0 ° 0.02-0.05
2.50 0.20 3.00 13.0 19.0 [ 0.02-0.05

() Minimum penetration diameter @ Maximum penetration diameter

ISCAR




PIcCOCUT

PICCO/MG PCO (holder)
Holders for PICCO Inserts and Small Diameter Boring Bars

Ls <[ 3—»
oy
@ oot —-—-—- H}
b & tr
i —
G ] N
d d2 ds L Ls L3 T D Fig.

12.00 4.00 5.00 75.00 10.00 55.00 10.3 18.00 2
16.00 4.00 5.00 75.00 10.00 55.00 14.0 18.00 2
20.00 4.00 5.00 90.00 10.00 70.00 18.0 18.00 2
22.00 4.00 5.00 90.00 10.00 70.00 20.0 18.00 2
16.00 6.00 7.00 75.00 10.00 55.00 14.0 18.00 2
20.00 6.00 7.00 90.00 10.00 70.00 18.0 18.00 2
22.00 6.00 7.00 90.00 10.00 70.00 20.0 18.00 2
12.00 6.00 - 75.00 15.00 50.80 11.0 18.00 1
16.00 6.00 8.00 75.00 10.00 55.00 14.0 18.00 2
20.00 6.00 8.00 90.00 10.00 70.00 18.0 18.00 2
22.00 6.00 8.00 90.00 10.00 70.00 20.0 18.00 2
25.00 6.00 8.00 90.00 10.00 70.00 23.0 18.00 2
16.00 9.00 - 75.00 15.00 53.00 18.0 18.00 1

* Holders are suitable for right- and left-hand inserts, and boring bars.

() Tools for Swiss-type CNC

V4

Screw

Key Coolant Fitting Stopper

SR M5X4-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF
SR M5X6-PF

HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 2.5 PL 16

MG PCO-SPCR8
MG PCO-SPCR8
MG PCO-SPCR8
MG PCO-SPCR8

Member IMC Group



PIcCOCUT

PICCO/MG PCO (holder) Inch
Holders for PICCO Inserts and Small Diameter Boring Bars

Ls - L L3
@ ‘ L3 . 5 —>| @
Ff—n =4

d2 T d2 T
D —fide=—— | d e —— 1 ds d
[ i Z
r -~ | ————————» L — ] j
d d2 ds L Ls Ls T D Fig.
PICCO 12.7-4-5 .500 157 197 2.950 394 2.170 410 709 2
PICCO 15.9-4-5 625 157 197 2.950 394 2.170 550 709 2
PICCO 19-4-5 750 157 197 3.540 394 2.760 710 709 2
1.000 157 197 3.543 394 2.756 921 709 2
PICCO 15.9-6-7 625 .236 276 2.950 394 2.170 550 709 2
PICCO 19-6-7 750 .236 276 3.540 394 2.760 710 709 2
PICCO 25.4-6-7!1) 1.000 236 276 3.543 394 2.756 921 709 2
MG PCO-12.7-6 .500 .236 - 3.000 590 2.090 433 709 1
MG PCO-15.9-6-8 625 236 315 3.000 .390 2.170 551 709 2
750 .236 315 3.500 .390 2.760 709 709 2
2
1

MG PCO-25.4-6-8(") 1.000 .236 315 3.543 .394 2.756 .921 .709
MG PCO-16-9 .630 .354 = 2.953 .591 2.087 .709 .709

* Holders are suitable for left- and right-hand inserts, and boring bars.
() Tools for Swiss-type CNC

MG PCO...-6-8

PICCO..MFT...8-...
N

Back Stopper
MG PCO-SPCR8

Spare Parts
Screw Key Seal  Stopper

PICCO 12.7-4-5 SR M5X4-PF  HW 2.5
PICCO 15.9-4-5 SR M5X6-PF  HW 2.5
PICCO 19-4-5 SR M5X6-PF HW 2.5

SR MSX6-PF  HW 25
PICCO 19-6-7 SR M5X6-PF  HW 2.5
PICCO 25.4-6-7 SR M5X6-PF  HW 2.5
MG PCO-12.7-6 SR M5X6-PF  HW 2.5
MG PCO-15.9-6-8 SR M5X6-PF  HW 2.5 MG PCO-SPCR8
MG PCO-19-6-8 SR M5X6-PF HW 2.5 MG PCO-SPCR8

MG PCO-25.4-6-8 SR M5X6-PF  HW 2.5 MG PCO-SPCR8
MG PCO-16-9 SR M5X6-PF  HW 25 PL16

ISCAR




MIN CUT
W ¥
MINI FACE LINE

MIFHR

Bars for Face and Internal Grooving, Undercutting and Threading Inserts

MIFHR... 8

- L
d ds f1 f2 L Ls I2 R Insert
8.00 1.2 1.4 3.70 75.00 7.40 1.7 3.80 MLR 8
10.00 4.0 1.4 4.50 102.50 7.40 12,5 3.80 MLR 8
| MIFHR 12C-8  [EERPX0] 5.0 1.4 5.50 102.50 7.40 125 3.80 MLR 8
12.00 6.0 2.4 5.50 90.00 11.20 17.2 4.60 MIFR 10
16.00 6.0 24 7.50 90.00 11.20 17.2 4.60 MIFR 10

() Solid carbide shank @ Only face grooving inserts are available for this tool
For inserts, see pages: ® MIFR (B125) » MIGR 8 (B127) » MITR 8-MT (8103) » MIUR 8 (B127).
For holders, see pages: PICCO/MG PCO (holder) (B123).

Spare Parts
MIFHR 8SC-8-SRK SR 14-297 T-8/5
SR 14-297 T-8/5
EMIFHR 2680 G RER
SR 34-506 T-9/5
CLL G e LT SR 34-506 T-9/5
MIFR

Screw-Clamped Inserts for Internal Face Grooving and Turning, Penetration Diameter

Range: 8-17 mm

MIFR 10 MIFR 8
Tmax-a r Ls— S i
L@ O B
4 Dr L I Ref. -l
W - Tmax-a
- -
IR A

s Recommended

Machining Data

fface- | fface-

© groove | turn
S (mm/ | (mm/
Designation | Ref.  W=0.02  R=0.02 f hs Dimn Dimax Tmax-a Ls (&) rev) rev)
MIFR 8-1.50-0.20 17.7 1.50 0.20 2.6 6.5 8.0 11.5 5.70 11.00 ° 0.02-0.10|0.02-0.06
17.7 1.60 0.80 2.6 6.5 8.0 121 5.70 11.00 [ ] 0.02-0.10|0.02-0.06
MIFR 8-2.00-0.20 17.7 2.00 0.20 2.8 6.5 8.0 15.1 5.70 11.00 [} 0.02-0.10|0.02-0.06
17.7 2.20 0.20 2.9 6.5 8.0 17.0 5.70 11.00 [ ] 0.02-0.10|0.02-0.06
MIFR 10-2.00-1.00 25.1 2.00 1.00 2.4 7.6 10.0 30.0 9.00 14.80 ° 0.02-0.10|0.02-0.06
25.1 2.50 0.20 3.1 7.6 10.0 30.0 9.00 14.80 o 0.02-0.10|0.02-0.06
MIFR 10-3.00-0.20 25.1 3.00 0.20 3.4 7.6 10.0 25.0 9.00 14.80 [ ] 0.02-0.10|0.02-0.06
25.1 3.00 1.50 3.3 7.6 10.0 35.0 9.00 14.80 [J 0.02-0.10|0.02-0.06
For tools, see pages: MFHR-JHP (B126) ® MIFHR (B125).

N
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MIN CUT

MINI! FACE LINE

MFHR-JHP
Square Shank Tools for MIFR 10 Face Grooving Inserts _j
L3=— 2 — 1= ||
54 UNF 5/16”-24 typex3 —f
7 ~ij H2
o\ _n 4
Y iy Y -~
? R ]
ot b 340
s * L v Bar Max
Tmax-a -
h b I I2 Ls Tmaxa D1 min Hz Insert
MFHR 12C-10-JHP 12.0 12.0 100.00 27.0 5.20 9.00 10.0 20.0 MIFR 10
16.0 16.0 100.00 27.0 5.20 9.00 10.0 24.0 MIFR 10
* For D1max, refer to insert data
¢ For inserts, see page: MIFR (B125).
Flow Rate vs. Pressure
70 Bar 100 Bar 140 Bar
Designatio Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
MFHR 12C-10-JHP 3 5-9 9-11
3 7-9 9-11

,

Spare Parts

Screw _Key Plug
BT SR 34-506 T-9/5 SR 5/16UNF TL360

ISCAR




MIN CUT

MINI! FACE LINE

MIGR 8

Internal Shallow Grooving Inserts

Tmax.
R wW W, | 2R [Tmaxr
Dimensions Recommended Machining Data
©
S ap fturn f groove
Designation W=0.02 R=0.02 D min Trmax-r Ls f O (mm) (mm/rev) | (mm/rev)
MIGR 8-0.50-0.00 0.50 - 8.50 1.40 6.30 4.0 ° 0.05-0.50 | 0.03-0.10 | 0.01-0.03
1.00 0.05 8.50 1.40 6.80 4.0 [ 0.05-0.50 | 0.03-0.10 | 0.01-0.03
MIGR 8-1.20-0.05 1.20 0.05 9.20 2.10 6.80 4.7 [ 0.05-0.50 | 0.03-0.10 | 0.01-0.03
1.20 0.60 9.20 2.10 6.80 4.7 [ 0.05-0.50 | 0.03-0.10 | 0.01-0.03
MIGR 8-1.50-0.05 1.50 0.05 9.20 2.10 6.80 4.7 (] 0.05-0.50 | 0.03-0.10 | 0.01-0.03
1.60 0.80 9.20 2.10 6.80 4.7 [ 0.05-0.50 | 0.03-0.10 | 0.01-0.03
MIGR 8-2.00-0.10 2.00 0.10 8.90 1.80 6.80 4.4 [ 0.05-0.50 | 0.03-0.10 | 0.01-0.03
2.00 1.00 9.20 2.10 6.80 4.7 [ 0.05-0.50 | 0.03-0.10 | 0.01-0.03
For tools, see pages: MIFHR (B125).
MIUR 8
45° Full Radius Internal Undercutting Inserts
f
45°
R Y
WA Tmax
Dimensions Recommended Machining Data
Q f turn f groove
8 ap (mm/ (mm/
Designation W=0.02 Rz0-02 D min Trmax-r Ls f = (mm) rev) rev)
MIUR 8-1.00-0.50 1.00 0.50 8.00 1.10 6.70 3.6 [ 0.03-0.50 | 0.03-0.10 | 0.01-0.03
1.50 0.75 8.10 1.20 6.70 3.6 ° 0.03-0.50 | 0.03-0.10 | 0.01-0.03
MIUR 8-2.00-1.00 2.00 1.00 8.30 1.36 6.70 3.6 [ 0.03-0.50 | 0.03-0.10 | 0.01-0.03
For tools, see pages: MIFHR (B125).
N
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ELIFACE

HGHR/L-3
Integral Holders for Face Grooving and Turning, Dmin. 12 mm

v

)

I2 -
i"
A l
— H2
i
Y, D1 -
Y Tmax =2 »l A1 ‘¢
ri [ —
m,\ L Y
f L b
A Right-hand shown
h b w Tmax-a h4 f D1 min( D1 max? 14 I2 H2 A1
10.0 10.0 3.00 6.00 2.0 9.5 12.0 16.0 120.00 19.0 19.0 13.70
10.0 10.0 3.00 6.00 2.0 9.5 16.0 25.0 120.00 19.0 19.0 12.80
12.0 12.0 3.00 6.00 - 11.0 12.0 16.0 120.00 19.0 19.0 15.70
12.0 12.0 3.00 6.00 - 11.0 16.0 25.0 120.00 19.0 19.0 14.80
16.0 16.0 3.00 6.00 - 15.0 12.0 16.0 120.00 19.0 21.0 19.70
16.0 16.0 3.00 6.00 - 15.0 16.0 25.0 120.00 19.0 21.0 18.80

* Use HGN and GRIP inserts with right-hand toolholders only and HGPL inserts only with left-hand toolholders
() Minimum penetration diameter @ Maximum penetration diameter
For inserts, see pages: GRIP (A19) ¢ GRIP (full radius) (A20) ® HGN-C (A70) ® HGN-J (A71) ® HGN-UT (A72) ® HGPL (B133).

HGHR/L...-12-3T6

12.0 4.0
Limitation of widening toward center 13.0 1.0
depends on the major diameter (D) 135 0
as per chart. )

No limitation for widening groove toward or away from center, except for the following tools:

2

Screw Key
SR 76-1400 T-20/3

ISCAR




HELi-GRIP

GRIP
Utility Double-Ended Inserts for External,
Internal and Face Machining

No depth penetration limit

Dimensions Tough <—> Hard Recommended Machining Data
f face- f face-
3I8|=|B(2|25|8] o | o | | om | o
V|00 | H|<|0|W P

Designation W=0.05 R=0.05 | M| |Q|Q|Q]|Q| (mm) rev) rev) rev) rev)
300 020 1600 23|/ e (e e (e | @ . 0.25-1.80 | 0.14-0.18 | 0.07-0.11 | 0.08-0.20 | 0.10-0.20
300 030 1600 23| e e |e | @ ° ® | 0.40-1.80 | 0.15-0.19 | 0.07-0.11 | 0.08-0.20 | 0.10-0.20
318 040 1600 23| e | @ K 0.50-1.90 | 0.17-0.22 | 0.07-0.12 | 0.08-0.20 | 0.10-0.20
400 020 1900 28| e e | e e | @ ° 0.25-2.40 | 0.16-0.21 | 0.09-0.14 | 0.10-0.24 | 0.15-0.30
GRIP 4004Y 400 040 1900 28| e | e |e@ @ | @ 0.50-2.40 | 0.18-0.24 | 0.09-0.15 | 0.10-0.24 | 0.15-0.30
476 080 19.00 31| e | e EEK 1.00-2.80 | 0.21-0.33 | 0.10-0.20 | 0.10-0.24 | 0.15-0.30

For tools, see pages: DGFH (A18) e DGTR/L (A56) ® HELIR/L (A19) s HGFH (A18) » HGHR/L-3 (B128).

The Twisted Insert
for Face Machining

The double-ended, twisted insert body makes it
possible to machine to depths much larger than
insert length. Unique chipformer for controlled
chip flow in axial and radial directions.

The rear angle is slanted in relation to the frontal
edge so it does not come into contact with the
machined groove surface, as tool penetrates
deeply into the workpiece.

Q Member IMC Group
(T Iy
4 1 [ []




HELi-GRIP

GRIP (full radius)
Utility Double-Ended Full Radius Inserts, for External, Internal and Face Machining

+0.1
IRef. —»
70 m

A/

W

R IV
No depth penetration limit
Dimensions Tough <—> Hard Recommended Machining Data
o|3 o|w|o|~|S fface-

. : Q131818 T(3(SB ap fturn fgroove | groove |fface-turn
Designation W=0.05  R=z0.05 | M |2|9|Q|Q|2|2|2|Q| (mm) (mm/rev) | (mm/rev) | (mm/rev) | (mm/rev)
GRIP 3015Y 3.00 1.50 1580 2.1 (e(e|e|®o|® /0@ (@ | @ | 0.00-1.50 0.18-0.26 0.07-0.13 0.08-0.20 0.10-0.20

3.18 1.59 16.00 2.3 [ BN J 0.00-1.50 0.19-0.28 0.07-0.13 0.08-0.20 0.10-0.20
GRIP 4020Y 4.00 2.00 19.00 28 (e(e|@o|®o|® (@ (@ | @ | 0.00-2.00 0.20-0.34 0.09-0.17 0.10-0.24 0.15-0.30
4.76 2.38 19.00 3.2 [ KK 0.00-2.30 0.21-0.40 0.10-0.20 0.10-0.24 0.15-0.30

For tools, see pages: ® DGFH (A18)  DGTR/L (A56) ® HELIR/L (A19)  HGFH (A18) » HGHR/L-3 (B128)

P Y. Y/,
DO-GRIFP
TWISTED 2-SIDED
HGN-C
Parting and Grooving Insert, for Parting Bars, Hard Materials and Tough Applications

"

_ﬁ‘& | Ref —
W
C b
. . Recommended
Dimensions Tough < > Hard Machining Data
o | o| & | © | ®
B3I f groove
Designation W:=0.05 R 1 O |0 |Q | Q| QO (mm/rev)
3.00 0.30 15.80 [ [J [ [J [ 0.08-0.20

¢ No depth limit
For tools, see pages: ® HELIR/L (A19) ® HGFH (A18) « HGHR/L-3 (B128).

ISCAR




V. Y.1/,]
DO-Grir
TWISTED 2-SIDED

HGN-J

Parting and Grooving Insert for Soft Materials, Parting of Tubes, Small Diameters and

Thin-Walled Parts

2 "

R
_yl\<— | Ref —»
VLEVEQ
i
. . Recommended
Dimensions Tough <> Hard Machining Data
<] o < o
: : S 3| 8|8 f groove
Designation W=0.05 R | | O] Q| Q (mm/rev)
EEY 3.00 0.20 16.10 o [oe[ oo 0.04-0.15

* No depth limit
For tools, see pages: ® HELIR/L (A19) « HGFH (A18) ¢ HGHR/L-3 (B128).

HGN-UT

Parting and Grooving Double-Sided Insert, for Low Feeds on Cr-Ni Alloys and

Low Carbon Steel

™ 4

ut
i i Recommended
Dimensions Tough <— Hard Machining Data
o) <
: : S 3 f groove
Designation W=0.05 R | S} o (mm/rev)
EETEDE 3.00 0.30 15.80 ° ° 0.04-0.13

¢ No depth limit
For tools, see pages: HELIR/L (A19) ¢ HGFH (A18) « HGHR/L-3 (B128).




V. Y.1/,]
DO-Grir
TWISTED 2-SIDED
DGN/DGNC/DGNM-C

Double-Sided Parting Insert, for Parting and Grooving of Bars, Hard Materials and Kx I j

Tough Applications

R | Ref
L er.
W BEX ]
'
DGN DGNM
. . Recommended
Dimensions Tough <—> Hard Machining Data
[o¢] o
[se] [=] (2] < o [s0] o] [so] =z N~ N~
N|l®@ | oclw|ls|Q[g|lo|lg|a|lo|le f groove
. . D[V || O R|[0[H|R| 0| |
Designation W Wstder R Thar IRef.| Q| Q| Q| Q| Q| Q|Q (OO |QC | Q| O (mm/rev)
[T LI 200 003 020 1800 199 (e (e [ e | e [ @ oo B 0.05-0.16
220 003 020 1800 198 | @ (@ | @ | @ | @ |0 |0 | o @ ) 0.05-0.16
Pl lPElPlel ] 250 003 020 18.00 207 ) 0.08-0.20
310 004 020 1800 201 | e (e (e | o | o | e | o | e @ o | o 0.10-0.25
Pole o<l Plo @ 310 0.04 020 18.00 21.0 ° 0.10-0.25
318 004 020 -@ 204 | @ . ° 0.10-0.25
DGN 4003C 400 004 030 -©® 188 | e (e | @ @ o | o |0 |0 |0 ° 0.10-0.30
400 004 030 -® 190 o | e 0.10-0.30

® Feed values for grade 1C20 should be decreased by 50%
() Inserts with coolant holes, recommended coolant pressure 10 bar minimum @ Single-ended insert. @) No depth limit

For tools, see pages: » DGFH (A18) » DGFHL-26B-TR-D (A52) » DGFHR/L (A51) « DGFHR/L-B-D..(R/L) (A51) * DGTR/L (A56) » DGTR/L-B-D-JHP-SL (A53)
DGTR/L-B-D-SH (A54) » DGTR/L-B/BC-D (A55) » HELIR/L (A19).

ISCAR




DO-Grir

TWISTED 2-SIDED

DGN/DGNM-J/JS/JT
Double-Sided Parting and Grooving Insert for Soft Materials, Parting of Tubes, I
Small Diameters and Thin-Walled Parts XX
0.1 DGN 1002 DGNM j
P By s |
R
1\ |Ref.——» - Trmax-r
oJ | . -
Dimensions Tough <> Hard Eiﬁ?}:}:mgng:ti
o] o
2lg/8(3|sl2(8(8|5(5] —
(3] (=] - (3] [Y9) (3] o] [*2] (<) o0 N
W Wsztler R Tmaxr [Ref.| Q | Q[ OQ | Q| Q[ OQCQ | O | OO | Q| O (mm/rev)
1.00 0.02 016 3.00 210 | @ ° ° 0.02-0.07
1.40 003 016 1500 158 | @ | @ [ @ | @ oo | o 0.03-0.12
1.50 0.03 0.16 18.00 209 | ® ° ° 0.03-0.12
2.00 0.03 020 18.00 19.8 ° 0.04-0.14
220 0.03 0.02 1800 194 | @ | @ 0.03-0.08
220 003 020 1800 198 | © | @ | @ | @ | @ | @0 | @0 | @ | @ ° 0.04-0.12
220 0.03 0.20 18.00 19.8 ° ° ° 0.04-0.14
310 0.04 0.02 1800 197 | ® ° 0.03-0.10
310 004 020 1800 201 (@ (e | @ | o | @ | e | @ | @ o | o 0.04-0.16
3.10 0.04 0.20 18.00 20.1 [ [ [ [ 0.05-0.18
318 0.04 020 18.00 21.0 ° 0.04-0.16
318 004 020 -® 203 | @ ° ° 0.04-0.16
400 004 030 -® 189 | e | @ | @ | @ o (e | o o ° 0.05-0.18
400 004 030 -® 189 ° ° 0.05-0.18

* JT chipformer has the basic positive configuration of the J-type and a reinforced negative frontal edge. Most suitable for soft materials at low to medium feeds.

() Sharp corners @ Single-ended insert. @) No depth limit

For tools, see pages: ® DGFH (A18) » DGFHL-26B-TR-D (A52) » DGFHR/L (A51) » DGFHR/L-B-D..(R/L) (A51) » DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53)
DGTR/L-B-D-SH (A54) ¢ DGTR/L-B-D-TR (A56) » DGTR/L-B/BC-D (A55)  HELIR/L (A19).

HELIFACE

HGPL

Utility Double-Ended Face Machining Insert

iO.‘lﬂ}:.

)

gﬁt

Dimensions Tough <— Hard Recommended Machining Data
© < © © f face-
S 813833318 ap groove | fface-turn
W=o0.03 M R=0-05 | ©) O o ) o (mm) (mm/rev) | (mm/rev)
3.00 2.1 1.50 16.00 [ ] (] 0.00-1.50 0.08-0.20 0.12-0.23
3.00 2.3 0.20 16.00 [ ] [ ] [ ] [ ] 0.24-1.80 0.08-0.20 0.12-0.23
3.00 2.3 0.30 16.00 ® [} [} ® [} 0.36-1.80 0.08-0.20 0.12-0.23
4.00 2.8 0.20 19.00 [} ° [} [} 0.24-2.40 0.10-0.24 0.16-0.30
4.00 2.8 0.40 19.00 ([ ] [ ] ([ ] [ ] 0.48-2.40 0.10-0.24 0.16-0.30
4.00 2.8 2.00 19.00 [ ] [ ] [ ] 0.00-2.00 0.10-0.24 0.16-0.30
* No depth penetration limit
For tools, see pages: ® HGHR/L-3 (B128).
Member IMC Group
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Accessories

JHP HOSE
High Pressure Coolant Hose

B

Thread
Size (Th)

L | Thread

Size (Th1)
ok
is

L .|

L Fig. i Thi
JHP HOSE G1/8-7/16-200BS 200.00 1 G1/8" BSPP UNF 7/16" FLARE 37°
200.00 1 5/16 -24 UNF G1/8" BSPP
200.00 1 5/16 -24 UNF UNF 7/16" FLARE 37°
200.00 2 G1/8" BSPP G1/8" BSPP
250.00 1 G1/8" BSPP UNF 7/16" FLARE 37°
250.00 2 G1/8" BSPP G1/8" BSPP

JHP NIPPLE
High Pressure Adaptation Nipple @7
HEX916" 4 /gn0g @
> A[T
7/16”-20 UNF ii _________ 4J0 13.8
(Flare 37°) '/;70 o _A '
v 7 22/2% < zJ
-~ 14 4’1 *J 7.1 |-
lae———— 2875 ————»
L
28.75

ISCAR




Accessories

JHP CONNECTOR
High Pressure Connector @7

~ 9 18
} =
G1/8"-28 BSPP |
_ 1 =
PPN
L
JHP CONECTOR 5/16"-G1/8" 25.00

Spare Parts

Seal
LSS (Rl I JHP COPPER SEAL 6/16™-2.5

JETCUT
JHP COPPER SEAL
High Pressure Copper Seal @7
[ @7
D d—H
o W
D d W
9.4 8.00 2.50
11.00 8.00 1.00
15.00 10.00 1.00




MIN CUT

MIN!I FACE LINE




Hole Making
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SOLIDORILL

SCD-AP4 (4xD)
Solid Carbide Drills without Coolant Holes, Drilling Depth 4xD, DIN 6537

B33, | I8 - L2 =

iz ] I (Ref)"‘
| 3 ——» — IDm(‘S
D = ‘ l ) :
WSSO ——

Dimensions

)

S
Designation D d L Ls L+ Lo Tht) O
SCD 008-003-030 AP4 0.80 3.00 3.2 4.8 8.8 46.0 - o
SCD 009-003-030 AP4 0.90 3.00 3.6 5.4 9.4 46.0 - [ ]
SCD 010-004-030 AP4 1.00 3.00 4.0 6.0 10.0 46.0 - )
SCD 011-004-030 AP4 1.10 3.00 4.4 6.6 10.6 46.0 M1.4 )
SCD 012-004-030 AP4 1.20 3.00 4.8 7.2 11.2 46.0 - )
SCD 013-005-030 AP4 1.30 3.00 5.2 7.8 11.8 46.0 - )
SCD 014-005-030 AP4 1.40 3.00 5.6 8.4 124 46.0 - )
SCD 015-006-030 AP4 1.50 3.00 6.0 9.0 13.0 46.0 - L]
SCD 016-006-030 AP4 1.60 3.00 6.4 9.6 13.6 46.0 M2 )
SCD 017-006-030 AP4 1.70 3.00 6.8 10.2 14.2 46.0 - °
SCD 018-007-030 AP4 1.80 3.00 7.2 10.8 14.8 46.0 - )
SCD 019-007-030 AP4 1.90 3.00 7.6 11.4 15.4 46.0 - )
SCD 020-008-030 AP4 2.00 3.00 8.0 12.0 16.0 60.0 - o
SCD 021-008-030 AP4 210 3.00 8.4 12.6 16.6 60.0 - L]
SCD 022-008-030 AP4 2.20 3.00 8.8 13.2 17.2 60.0 - )
SCD 023-009-030 AP4 2.30 3.00 9.2 13.8 17.8 60.0 - °
SCD 024-009-030 AP4 2.40 3.00 9.6 14.4 18.4 60.0 - o
SCD 025-010-030 AP4 2.50 3.00 10.0 15.0 19.0 60.0 M3 [ ]
SCD 026-010-030 AP4 2.60 3.00 10.4 15.6 19.6 60.0 - o
SCD 027-010-030 AP4 2.70 3.00 10.8 16.2 20.2 60.0 - L]
SCD 028-011-030 AP4 2.80 3.00 11.2 16.8 20.8 60.0 - o
SCD 029-011-030 AP4 2.90 3.00 11.6 17.4 21.4 60.0 M3.5 (]

() Used for standard thread size

ISCAR




SOLIDORILL

SCD-AP6 (6xD)
Solid Carbide Drills without Coolant Holes, Drilling Depth 6xD, DIN 6537

PR20 D008 -~ LR
—_——— <7L347
— S—

Dimensions

)

S
Designation D d L Ls L+ Lo Tht) O
SCD 008-004-030 AP6 0.80 3.00 4.8 6.4 10.7 46.0 - o
SCD 009-005-030 AP6 0.90 3.00 54 7.2 11.5 46.0 - [ ]
SCD 010-006-030 AP6 1.00 3.00 6.0 8.0 12.2 46.0 - )
SCD 011-006-030 AP6 1.10 3.00 6.6 8.8 13.0 46.0 M1.4 )
SCD 012-007-030 AP6 1.20 3.00 7.2 9.6 13.7 46.0 - )
SCD 013-007-030 AP6 1.30 3.00 7.8 10.4 145 46.0 - )
SCD 014-008-030 AP6 1.40 3.00 8.4 11.2 15.2 46.0 - )
SCD 015-009-030 AP6 1.50 3.00 9.0 12.0 16.0 46.0 - L]
SCD 016-009-030 AP6 1.60 3.00 9.6 12.8 16.7 46.0 M2 )
SCD 017-010-030 AP6 1.70 3.00 10.2 13.6 17.5 60.0 - °
SCD 018-010-030 AP6 1.80 3.00 10.8 14.4 18.2 60.0 - )
SCD 019-011-030 AP6 1.90 3.00 1.4 15.2 18.9 60.0 - )
SCD 020-012-030 AP6 2.00 3.00 12.0 16.0 19.7 60.0 - o
SCD 021-012-030 AP6 210 3.00 12.6 16.8 20.4 60.0 - L]
SCD 022-013-030 AP6 2.20 3.00 13.2 17.6 211 60.0 - [
SCD 023-013-030 AP6 2.30 3.00 13.8 18.4 21.8 60.0 - °
SCD 024-014-030 AP6 2.40 3.00 14.4 19.2 22.5 60.0 - o
SCD 025-015-030 AP6 2.50 3.00 15.0 20.0 23.2 60.0 M3 )
SCD 026-015-030 AP6 2.60 3.00 15.6 20.8 23.9 60.0 - o
SCD 027-016-030 AP6 2.70 3.00 16.2 21.6 24.5 60.0 - L]
SCD 028-016-030 AP6 2.80 3.00 16.8 22.4 25.2 60.0 - ()
SCD 029-017-030 AP6 2.90 3.00 17.4 23.2 25.7 60.0 M3.5 (]

() Used for standard thread size




SOLIDORILL

SCD-AP3 (3xD)

Solid Carbide Drills without Coolant Holes, Drilling Depth 3xD, DIN 6537

o Tolgrance m7
VOB OD0M-O176 L2
- [ 3—»

G40 5 -0 0 L ‘ ‘

10,08 18 100700258 —~

160121 DpCS-002 140° [/ = c————- dhe

A
Dimensions
©
8

Ne D d L Ls L2 Tri! O
SCD 3.00 6.00 14.0 20.0 62.0 - °
SCD 031-014-060 AP3 3.10 6.00 14.0 20.0 62.0 - ®
SCD 032-014-060 AP3 3.20 6.00 14.0 20.0 62.0 - (]
SCD 033-014-060 AP3 3.30 6.00 14.0 20.0 62.0 M4 L]
SCD 034-014-060 AP3 3.40 6.00 14.0 20.0 62.0 - °
SCD 035-014-060 AP3 3.50 6.00 14.0 20.0 62.0 - o
SCD 036-014-060 AP3 3.60 6.00 14.0 20.0 62.0 - [
SCD 037-014-060 AP3 3.70 6.00 14.0 20.0 62.0 - ®
SCD 038-017-060 AP3 3.80 6.00 17.0 24.0 66.0 - )
SCD 039-017-060 AP3 3.90 6.00 17.0 24.0 66.0 - L]
SCD 040-017-060 AP3 4.00 6.00 17.0 24.0 66.0 - (]
SCD 041-017-060 AP3 410 6.00 17.0 24.0 66.0 - L]
SCD 042-017-060 AP3 4.20 6.00 17.0 24.0 66.0 M5 [
SCD 043-017-060 AP3 4.30 6.00 17.0 24.0 66.0 - [ ]
SCD 044-017-060 AP3 4.40 6.00 17.0 24.0 66.0 - °
SCD 045-017-060 AP3 4.50 6.00 17.0 24.0 66.0 - [}
SCD 046-017-060 AP3 4.60 6.00 17.0 24.0 66.0 - °
SCD 047-017-060 AP3 4.70 6.00 17.0 24.0 66.0 - L]
SCD 048-020-060 AP3 4.80 6.00 20.0 28.0 66.0 - [
SCD 049-020-060 AP3 4.90 6.00 20.0 28.0 66.0 - [ ]
SCD 050-020-060 AP3 5.00 6.00 20.0 28.0 66.0 M6 [
SCD 051-020-060 AP3 5.10 6.00 20.0 28.0 66.0 - °
SCD 052-020-060 AP3 5.20 6.00 20.0 28.0 66.0 - (]
SCD 053-020-060 AP3 5.30 6.00 20.0 28.0 66.0 - )
SCD 054-020-060 AP3 5.40 6.00 20.0 28.0 66.0 - ()
SCD 055-020-060 AP3 5.50 6.00 20.0 28.0 66.0 - [ ]
SCD 056-020-060 AP3 5.60 6.00 20.0 28.0 66.0 - )
SCD 057-020-060 AP3 5.70 6.00 20.0 28.0 66.0 - °
SCD 058-020-060 AP3 5.80 6.00 20.0 28.0 66.0 - [ ]
SCD 059-020-060 AP3 5.90 6.00 20.0 28.0 66.0 - [
SCD 060-020-060 AP3 6.00 6.00 20.0 28.0 66.0 M7 [

() Used for standard thread size.
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SOLIDORILL

SCD-ACPS5 (5xD)
Solid Carbide Drills with Coolant Holes, Drilling Depth 5xD :!:

Dimensions

2
Designation D d L Ls Lo Tri! (&)
SCD 030-023-060 ACP5 3.00 6.00 23.0 28.0 66.0 - [
SCD 031-023-060 ACP5 3.10 6.00 23.0 28.0 66.0 - [ ]
SCD 032-023-060 ACP5 3.20 6.00 23.0 28.0 66.0 - o
SCD 033-023-060 ACP5 3.30 6.00 23.0 28.0 66.0 M4 L]
SCD 034-023-060 ACP5 3.40 6.00 23.0 28.0 66.0 - [ ]
SCD 035-023-060 ACP5 3.50 6.00 23.0 28.0 66.0 - [ ]
SCD 036-023-060 ACP5 3.60 6.00 23.0 28.0 66.0 - [
SCD 037-023-060 ACP5 3.70 6.00 23.0 28.0 66.0 - [ ]
SCD 038-029-060 ACP5 3.80 6.00 29.0 36.0 74.0 - o
SCD 039-029-060 ACP5 3.90 6.00 29.0 36.0 74.0 - L]
SCD 040-029-060 ACP5 4.00 6.00 29.0 36.0 74.0 - )
SCD 041-029-060 ACP5 4.10 6.00 29.0 36.0 74.0 - )
SCD 042-029-060 ACP5 4.20 6.00 29.0 36.0 74.0 M5 )
SCD 043-029-060 ACP5 4.30 6.00 29.0 36.0 74.0 - )
SCD 044-029-060 ACP5 4.40 6.00 29.0 36.0 74.0 - )
SCD 045-029-060 ACP5 4.50 6.00 29.0 36.0 74.0 - L]
SCD 046-029-060 ACP5 4.60 6.00 29.0 36.0 74.0 - )
SCD 047-029-060 ACP5 4.70 6.00 29.0 36.0 74.0 - )
SCD 048-035-060 ACP5 4.80 6.00 35.0 44.0 82.0 - o
SCD 049-035-060 ACP5 4.90 6.00 35.0 44.0 82.0 - )
SCD 050-035-060 ACP5 5.00 6.00 35.0 44.0 82.0 M6 [ )
SCD 051-035-060 ACP5 5.10 6.00 35.0 44.0 82.0 - L]
SCD 052-035-060 ACP5 5.20 6.00 35.0 44.0 82.0 - )
SCD 053-035-060 ACP5 5.30 6.00 35.0 44.0 82.0 - °
SCD 054-035-060 ACP5 5.40 6.00 35.0 44.0 82.0 - )
SCD 055-035-060 ACP5 5.50 6.00 35.0 44.0 82.0 - )
SCD 056-035-060 ACP5 5.60 6.00 35.0 44.0 82.0 - )
SCD 057-035-060 ACP5 5.70 6.00 35.0 44.0 82.0 - L]
SCD 058-035-060 ACP5 5.80 6.00 35.0 44.0 82.0 - ()
SCD 059-035-060 ACP5 5.90 6.00 35.0 44.0 82.0 - [ ]
SCD 060-035-060 ACP5 6.00 6.00 35.0 44.0 82.0 - o

() Used for standard thread size.
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CHAMDRILL LINE
DCN A-1.5D
Indexable Head Drills with Coolant Holes and One Flat Shanks, Drilling Depth 1.5xD

-~ | — > |4 ——»

r L '

Dvr  F -—7 dﬁe D3
oL

Dmint D max L d Ds L1 L4 Po.Size Clamping Key
DCN 060-009-12A-1.5D 6.00 6.40 9.0 12.00 16.00 23.0 45.0 6.0 K DCN 6-9.99-Y
DCN 065-010-12A-1.5D 6.50 6.90 10.0 12.00 16.00 241 45.0 6.5 K DCN 6-9.99-Y
DCN 070-011-12A-1.5D 7.00 7.40 11.0 12.00 16.00 25.1 45.0 7.0 K DCN 6-9.99

DCN 075-011-12A-1.5D 7.50 7.90 11.0 12.00 16.00 25.9 45.0 7.0 K DCN 6-9.99
DCN 080-012-12A- D 8.00 8.40 12.0 12.00 16.00 27.9 45.0 8.0 K DCN 6-9.99

() Do not mount smaller drilling heads than specified range for drill bodly.
For inserts, see pages: FCP (C13) ¢ ICM (C11) o ICP (C10) ® ICP-2M (C12).

DCN R-1.5D
Indexable Head Dirills with Coolant Holes and Cylindrical Shanks, Drilling Depth 1.5xD

- L1 ‘- La

v )
Dxr F T — i d:e Ds

I '

Dmint D max L d Ds L1 L4 Po.Size Clamping Key
DCN 060-009-12R-1.5D 6.00 6.40 9.0 12.00 16.00 23.0 45.0 6.0 K DCN 6-9.99-Y
DCN 065-010-12R-1.5D 6.50 6.90 10.0 12.00 16.00 241 45.0 6.5 K DCN 6-9.99-Y
DCN 070-011-12R-1.5D 7.00 7.40 11.0 12.00 16.00 25.1 45.0 7.0 K DCN 6-9.99

DCN 075-011-12R-1.5D 7.50 7.90 11.0 12.00 16.00 25.9 45.0 7.0 K DCN 6-9.99

DCN 080-012-12R-1.5D 8.00 8.40 12.0 12.00 16.00 27.9 45.0 8.0 K DCN 6-9.99
™ Do not mount smaller drilling heads than specified range for drill body.

For inserts, see pages: FCP (C13) » ICM (C11)  ICP (C10) » ICP-2M (C12).

ISCAR
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CHAMDRILL LINE
DCN A-3D
Indexable Head Drills with Coolant Holes and One Flat Shanks, Drilling Depth 3xD

-~ | 4 B La 47
: f I ?
‘ |
S ‘

D mint" D max L d Ds L1 L4 Po.Size  Clamping Key
DCN 060-018-12A-3D 6.00 6.40 18.0 12.00 16.00 32.0 45.0 6.0 K DCN 6-9.99-Y
DCN 065-020-12A-3D 6.50 6.90 20.0 12.00 16.00 33.8 45.0 6.5 K DCN 6-9.99-Y
DCN 070-021-12A-3D 7.00 7.40 21.0 12.00 16.00 35.6 45.0 7.0 K DCN 6-9.99
DCN 075-023-12A-3D 7.50 7.90 23.0 12.00 16.00 371 45.0 7.0 K DCN 6-9.99
DCN 080-024-12A-3D 8.00 8.40 24.0 12.00 16.00 39.4 45.0 8.0 K DCN 6-9.99

() Do not mount smaller drilling heads than specified range for drill bodly.
For inserts, see pages: ICP (C10) ® ICM (C11) o ICP-2M (C12) e FCP (C13).

DCN R-3D
Indexable Head Dirills with Coolant Holes and Cylindrical Shanks, Drilling Depth 3xD

L1t —————>——— L4 —

L I—f
D7 e S~ ﬂ———v——————die D3
d L— L —»J ¢
D mint" D max L d Ds L1 L4 Po.Size Clamping Key

DCN 060-018-12R-3D 6.00 6.40 18.0 12.00 16.00 32.0 45.0 6.0 K DCN 6-9.99-Y
DCN 065-020-12R-3D 6.50 6.90 20.0 12.00 16.00 33.8 45.0 6.5 K DCN 6-9.99-Y
DCN 070-021-12R-3D 7.00 7.40 21.0 12.00 16.00 35.6 45.0 7.0 K DCN 6-9.99
DCN 075-023-12R-3D [E&:\) 7.90 23.0 12.00 16.00 37.1 45.0 7.0 K DCN 6-9.99
DCN 080-024-12R-3D Y] 8.40 24.0 12.00 16.00 39.4 45.0 8.0 K DCN 6-9.99

™) Do not mount smaller drilling heads than specified range for drill body.
For inserts, see pages: FCP (C13)  ICM (C11) e ICP (C10) ¢ ICP-2M (C12).

| | g Mmoo
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CHAMDRILL LINE

DCN A-5D
Indexable Head Drills with Coolant Holes and One Flat Shanks, Drilling Depth 5xD

-~ 1 e |4 —»\
L T
o GRS E = | ae e
‘ L J
D mint" D max L d Ds L1 L4 Po.Size  Clamping Key
DCN 060-030-12A-5D 6.00 6.40 30.0 12.00 16.00 44.0 45.0 6.0 K DCN 6-9.99-Y
DCN 065-033-12A-5D 6.50 6.90 33.0 12.00 16.00 46.8 45.0 6.5 K DCN 6-9.99-Y
DCN 070-035-12A-5D AV 7.40 35.0 12.00 16.00 49.6 45.0 7.0 K DCN 6-9.99
DCN 075-038-12A-5D [EZ:0) 7.90 38.0 12.00 16.00 49.6 45.0 7.0 K DCN 6-9.99
DCN 080-040-12A-5D JFXV) 8.40 40.0 12.00 16.00 55.4 45.0 8.0 K DCN 6-9.99

() Do not mount smaller drilling heads than specified range for drill bodly.
For inserts, see pages: FCP (C13) ¢ ICM (C11) o ICP (C10) ® ICP-2M (C12).

DCN R-5D
Indexable Head Dirills with Coolant Holes and Cylindrical Shanks, Driling Depth 5xD
L1 L4
o P !
Dk7 = s oeyrgr— dne Df
D mint" D max L d Ds L L4 Po.Size Clamping Key
DCN 060-030-12R-5D [ 6.40 30.0 12.00 16.00 44.0 45.0 6.0 K DCN 6-9.99-Y
DCN 065-033-12R-5D |- 6.90 33.0 12.00 16.00 46.8 45.0 6.5 K DCN 6-9.99-Y
DCN 070-035-12R-5D [ 7.40 35.0 12.00 16.00 49.6 45.0 7.0 K DCN 6-9.99
DCN 075-038-12R-5D 7.50 7.90 38.0 12.00 16.00 52.1 45.0 7.0 K DCN 6-9.99
DCN 080-040-12R-5D 8.00 8.40 40.0 12.00 16.00 55.4 45.0 8.0 K DCN 6-9.99

() Do not mount smaller drilling heads than specified range for drill bodly.
For inserts, see pages: FCP (C13) ¢ ICM (C11) e ICP (C10) ® ICP-2M (C12).

ISCAR
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DCNS-3D
Indexable Head Drills without a Flange and One Flat Shank, Driling Depth 3xD,
Suitable for Chamfering Holders

1

Lt ——————— 4 ——
b i
D7 ,77777777{1:,7777%7 dhe
v
| . |
D mint? D max L d L1 L4 Po.Size Clamping Key

DCNS 075-022-080B-3D 7.50 7.90 22.5 8.00 34.2 36.0 7.0 K DCN 6-9.99
DCNS 080-024-080E 8.00 8.40 24.0 8.00 34.7 36.0 8.0 K DCN 6-9.99

() Do not mount smaller drilling heads than specified range for drill bodly.
For inserts, see pages: FCP (C13) ¢ ICM (C11) o ICP (C10) ® ICP-2M (C12).

DCNS-5D
Indexable Head Dirills without a Flange and One Flat Shank, Drilling Depth 5xD,
Suitable for Chamfering Holders

1

D @ |{ - H dA
K7 ——ft————r——— - ———+ dme
| | v
l< L .
D mint" D max L d L1 L4 Po.Size Clamping Key
DCNS 075-037-080B-5D 7.50 7.90 37.5 8.00 49.2 36.0 7.0 K DCN 6-9.99
DCNS 080-040-080B-5D 8.00 8.40 40.0 8.00 56.4 36.0 8.0 K DCN 6-9.99

™) Do not mount smaller drilling heads than specified range for drill body.
For inserts, see pages: FCP (C13)  ICM (C11) e ICP (C10) ¢ ICP-2M (C12).
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CHAMDRILL LINE
iICP
Exchangeable DCN Dirill Heads, for Carbon and Alloy Steel (ISO P Materials)

Dimensions

©

&
Designation D S Po. Size O
ICP 060 6.00 4.00 6.0 o
ICP 061 6.10 4.00 6.0 °
ICP 062 6.20 4.00 6.0 o
ICP 063 6.30 4.00 6.0 °
ICP 0635 6.35 4.00 6.0 [}
ICP 064 6.40 4.00 6.0 °
ICP 065 6.50 4.30 6.5 [}
ICP 066 6.60 4.30 6.5 °
ICP 067 6.70 4.30 6.5 °
ICP 068 6.80 4.30 6.5 °
ICP 069 6.90 4.30 6.5 o
ICP 070 7.00 4.60 7.0 °
ICP 071 7.10 4.60 7.0 °
ICP 072 7.20 4.60 7.0 °
ICP 073 7.30 4.60 7.0 °
ICP 074 7.40 4.60 7.0 °
ICP 075 7.50 4.60 7.0 °
ICP 076 7.60 4.60 7.0 °
ICP 077 7.70 4.60 7.0 °
ICP 078 7.80 4.60 7.0 °
ICP 079 7.90 4.60 7.0 °
ICP 080 8.00 5.40 8.0 (]
ICP 081 8.10 5.40 8.0 °
ICP 082 8.20 5.40 8.0 °
ICP 083 8.30 5.40 8.0 °
ICP 084 8.40 5.40 8.0 °

ISCAR
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CHAMDRILL LINE
iCM

Exchangeable DCN Drill Heads, for Stainless Steel and High Temperature Alloys
(ISO M Materials)

- O

Dimensions Tough <—> Hard

© N~
& S

Designation D [ Po. Size ©] O

ICM 060 6.00 4.00 6.0 [}

ICM 061 6.10 4.00 6.0 [}

ICM 062 6.20 4.00 6.0 (]

ICM 063 6.30 4.00 6.0 °

ICM 0635 6.35 4.00 6.0 [

ICM 064 6.40 4.00 6.0 [}

ICM 065 6.50 4.30 6.5 [}

ICM 066 6.60 4.30 6.5 °

ICM 067 6.70 4.30 6.5 [}

ICM 068 6.80 4.30 6.5 ®

ICM 069 6.90 4.30 6.5 [

ICM 070 7.00 4.60 7.0 [ ]

ICM 071 7.10 4.60 7.0 o

ICM 072 7.20 4.60 7.0 [}

ICM 073 7.30 4.60 7.0 ®

ICM 074 7.40 4.60 7.0 [}

ICM 075 7.50 4.60 7.0 ® [

ICM 076 7.60 4.60 7.0 [}

ICM 077 7.70 4.60 7.0 ([ ]

ICM 078 7.80 4.60 7.0 [}

ICM 079 7.90 4.60 7.0 °

ICM 080 8.00 5.40 8.0 ® [}

ICM 081 8.10 5.40 8.0 [}

ICM 082 8.20 5.40 8.0 °

ICM 083 8.30 5.40 8.0 [}

ICM 084 8.40 5.40 8.0 [}
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iICP-2M
Double Margin Drilling Heads for DCN Drills for Machining Steel with

High Surface Finish Results
=
@v
S

Dimensions

@

]
Designation D S Po. Size o
ICP 060-2M 6.00 4.00 6.0 ()
ICP 061-2M 6.10 4.00 6.0 °
ICP 062-2M 6.20 4.00 6.0 °
ICP 063-2M 6.30 4.00 6.0 [}
ICP 0635-2M 6.35 4.00 6.0 [}
ICP 064-2M 6.40 4.00 6.0 [}
ICP 065-2M 6.50 4.30 6.5 ()
ICP 066-2M 6.60 4.30 6.5 °
ICP 067-2M 6.70 4.30 6.5 [}
ICP 068-2M 6.80 4.30 6.5 [}
ICP 069-2M 6.90 4.30 6.5 [}
ICP 070-2M 7.00 4.60 7.0 [ ]
ICP 071-2M 7.10 4.60 7.0 °
ICP 072-2M 7.20 4.60 7.0 [ ]
ICP 073-2M 7.30 4.60 7.0 (]
ICP 074-2M 7.40 4.60 7.0 °
ICP 075-2M 7.50 4.60 7.0 )
ICP 076-2M 7.60 4.60 7.0 [ ]
ICP 077-2M 7.70 4.60 7.0 °
ICP 078-2M 7.80 4.60 7.0 [ ]
ICP 079-2M 7.90 4.60 7.0 °
ICP 080-2M 8.00 5.40 8.0 °
ICP 081-2M 8.10 5.40 8.0 [ ]
ICP 082-2M 8.20 5.40 8.0 °
ICP 083-2M 8.30 5.40 8.0 °
ICP 084-2M 8.40 5.40 8.0 °

Ci12 ISCAR
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FCP
Exchangeable Flat Bottom DCN Drill Heads, for Steel and Cast Iron (ISO P and ISO K Materials)

=

0.7
Ty
I 600\/
Dimensions
(e
&
Designation D D2 S Le Po. Size (&)
FCP 080 8.00 2.44 4.00 0.39 8.0 [
FCP 081 8.10 2.44 4.00 0.39 8.0 °
FCP 082 8.20 244 4.00 0.39 8.0 o
FCP 083 8.30 2.44 4.00 0.39 8.0 [ ]
FCP 084 8.40 2.44 4.00 0.39 8.0 o

N
(| C13
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Single Flute Gundrill

ISCAR's gundrill consists of a single piece carbide ~ Carbide Tipped

head, a streamlined shank and a driver through Gundrill Range

which coolant flows to the working end where it

is most needed.

Chips are evacuated along the V-shaped i'fg :° g'gg 12;32

external flute. RIS 3000
11.40 to 40.00 3500

DriIIing Head Overall length=flute length+driver length

The carbide head is tapered on its length to

reduce friction. The taper angle depends on the

type of material to be drilled. For high precision

drilling, the taper should be reduced to a minimum

Note that when the head is resharpened, the

diameter of the drill changes, affecting the hole

tolerance.

Drill Diameter Max. Flute Length

Shank

The cross-section of the shank is V-shaped with

coolant holes. It is made of hardened steel that

is highly resistant to twisting (for information on

carbide shanks, see next page). This cross-

section provides the optimal conditions for twist

resistance, coolant flow and chip evacuation. ®&———— Driver

Driver

The driver ensures the connection between the
gundrill and the machine tool.

&—— Shank

[
Drilling Head
Advantages
e Drilling precision of IT7 to IT9 tolerances ISCAR’s advanced gundrill technology provides superior
can be reached. geometric and dimensional quality for both deep and
¢ Excellent straightness and concentricity. shallow drilling.
* Maintains high precision hole center alignment. The drills are available in the range of 2.5 to 40mm.

e Surface roughness of R 0.4-1.6mm
is easily obtained.
¢ Reboring operations are often unnecessary.

Ci14 ISCAR
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ISCAR Single Flute Solid Carbide Gundrills  Solid Carbide Gundrill Range
(with or without brazed steel driver)
Drill Diameter Max. Flute Length
0.9 to 16.00 300

Another type of gundrill is made with integral tip and
shank, made of solid carbide with either a steel or

a carbide driver.

These drills are designed for conventional machines,
machining centers and lathes. This style of gundrill

is available from 0.9-16.00mm and can be used on
various types of materials. It provides superior rigidity
and optimal coolant flow rates. As a result of its rigidity,
up to 100% higher feed rate can be reached.

When using the small diameter drills, it is crucial to
adhere closely to recommended drilling parameters.

Standard Gundrill Head

Sharpening Angles

Subject to the required tolerance, cutting performance
and desired chip shape, the following standard

sharpening angles are recommended (shown in figures
1-3).

Fig. 1 Fig. 2

o
Al

0.25xD
D

&

5
\

Standard sharpening for 0.9 to 4mm drill diameters Standard sharpening for 4 to 32mm drill diameters

l«—D —»

Note: For special or semi-standard gundrills,
special geometries will be offered to match

i |
the application. Fig. 3 2
7

20"(
o5 2 012/.02
20° .
155 1om 20
L 2 7/ 25!\Q \
o L.
- Dh5 !

Standard sharpening for 32 to 40mm drill diameters
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Gundrill Inquiry Form

1. Tool

QUANEY. vt
Nominal diameter and tolerance ..........cccocevveeveeieecnnnne
Please fill in dimensions on the sketch below.

L
-~ s ——» ———— A ————— *
r X f |
D | (]> d
1
Driver

Driver: for standard drivers please use codes

from HOLE MAKING TOOLS Metric Catalog.

o Code No.

o Special, please attach sketch and specifications.

Grind:: Special (fill in the dimensions and angles below).

Inter nal Cuttnig

Edge Edge

(o S aFi= ... (11
O2= vvriiiieeennn, bFi= ., PY2= e
[Vtc B BS= eiririeiena Y=
o Standard

Coating:

o TiIN : TiCN : TiN+TiCN : TIAIN : Other

o 1C208 (TiN) : IC308 (TICN) : IC508 (TICN+TiN)
o 1C908 (TiAIN)

Type:
Please circle the required type.

2. Workpiece

(If possible, please attach a drawing)

2.1 Material

Material description (DIN material number or any
other standard):

o Short Chips o Long Chips

2.2 Hole Type
o Blind Hole o Drilling into Pre-hole
o Drilling into Solid o Boring

Drilling Depth  mm  Hole Tolerance

o Angled Entry
o Angled Exit

2.3 Application:
Workpiece:: Stationary : Rotating
Tool : Stationary : Rotating

3. Machine
3.1 Technical Data

MaChINE TYPE...vviiveieiieiieie e
POWET: (i, KW e,
3.2 Cutting Data:

Cutting Speed Ve .............. M/MIN e
Revolutions Nmin ......... RPM, Nmax ......... RPM

Feed Fmin.........ccccoveve. mm/rev

Fmax............. mm/rev ..........

Feed Rate VF ................. MM/MIN e
Coolant:

o Ol o Soluble Oil : Other

Coolant Pressure: ................. Bar ..o,

Sketch of driling application

Note: It may be necessary to change several of the parameters that
you indicated, based on our experience with your application.

ISCAR
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Standard Gundrill Drivers for Machining Centers, Lathes, etc.

1T R
BRAZED GUNDRILL
F = CYLINDRICAL TUBE SOLID CARBIDE
GUNDRILL
Max. Equal or less | More than
Driver | cutting than max. maximum
Drawing DxL code |diameter |cutting diameter| diameter |F = Straightening extension
4x28 N°1 2.749 10 20 18
5x28 N°2 3.249 10 20 15
6x36 N°3 4.249 10 20 14
8x36 N°4 5.749 10 20 14
10x40 N°5 7.299 10 20 15
12x45 N°6 8.999 10 20 15
.50x1.78” N°94 9.699 10 20 15
14x45 N°7 10.999 10 20 15
- 4 16x48 N°8 12.399 10 20 15
,,,,, % D 18x48 N°9 14.399 10 20 15
1 .75x2.03” N°95 14.899 10 20 15
20x50 N°10 15.899 10 20
25x56 N°11 19.509 10 25
1.00x2.28” N°96 19.509 10 25
1.25x2.28” N°97 25.609 10 25
32x60 N°12 25.609 10 25
40x70 N°13 32.609 10 25
50x80 N°14 40 10 25
63x90 N°15 40 10 25
6x36 N°16 2.749 10 20 15
8x36 N°17 3.249 10 20 15
10x40 N°18 7.299 10 20 15
12x45 N°19 8.999 10 20 15
L .50x1.78” N°98 9.699 10 20 15
i 16x48 N°20 12.399 10 20 15
——————— t o 18x48 N°21 14.399 10 20 15
¥ .75x2.03” N°99 14.899 10 20 15
R 20x50 N°22 15.899 10 20 15
25x56 N°23 19.509 10 25
I=I 1.00x2.28” N°100 | 19.509 10 25
| | | ¥ 1.25x2.28” N°101 25.609 10 25
32x60 N°24 25.609 10 25
40x70 N°25 32.609 10 25
50x80 N°26 40 10 25
63x90 N°27 40 10 25
6x36 N°28 2.749 10 20
8x36 N°29 3.249 10 20
10x40 N°30 7.299 10 20 15
L 12x45 N°31 8.999 10 20 15
—— 16x48 N°32 12.399 10 20 15
,,,,,,, D 18x48 N°33 14.399 10 20 15
' 20x50 N°34 15.899 10 20 15
25x56 N°35 19.509 10 25
32x60 N°36 25.609 10 25
40x70 N°37 32.609 10 25
6x36 N°38 2.749 10 20 15
8x36 N°39 3.249 10 20 15
- 10x40 N°40 7.299 10 20 15
I 12x45 N°41 8.999 10 20 15
=| H 16x48 N°42 | 12.399 10 20 15
18x48 N°43 14.399 10 20 15
20x50 N°44 15.899 10 20 15

t oo
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Standard Drivers for Gundrill Machines

1= e
BRAZED GUNDRILL
F = CYLINDRICAL TUBE SOLID CARBIDE
GUNDRILL
Max. Equal or less |More than
Driver | cutting than max. maximum
Drawing DxL code |diameter cutting diameter| diameter [F = Straightening extension
cMm1 N°45 9.599 10 20
CM2 N°46 14.599 10 20
CM3 N°47 21.499 10 25
CM4 N°48 29.499 10 25
CM1 N°49 9.599 10 20
CM2 N°50 14.599 10 20
CM3 N°51 21.499 10 25
CM4 N°52 29.499 10 25
6x30 N°53 2.749 10 20 20
10x40 N°54 7.299 10 20 15
16x45 N°55 12.399 10 20
.750x2.75” N°56 14.899 10 20
25x70 N°57 19.509 10 25
1.00x2.75” N°58 19.509 10 25
1.25x2.75” N°59 25.609 10 25
1.50x2.75” N°60 32.609 10 25
16x50 N°61 12.399 10 20
10x50 M6X0.5 N°62 7.299 10 20 15
10x60 M6X0.5 N°63 7.299 10 20
.50x1.97” M6x0.5 N°64 8.999 10 20 15
16x80 M10X1 N°65 12.399 10 20 15
25x100 M16x1.5 N°66 19.509 10 25
36x120 M24x1.5 N°67 30.609 10 25
10x68 M6x0.5 N°68 6.749 10 20
16x90 M10x1 N°69 10.799 10 20 15
25x112 M16x1.5 N°70 19.509 10 25
36x135 M24x1.5 N°71 30.609 10 25
25x70 N°72 19.509 10 25
32x70 N°73 25.609 10 25
.50x1.50” N°74 8.599 10 20 15
16x70 N°75 12.099 10 20 15
.75x2.75” N°76 14.099 10 20
20x70 N°77 16.099 10 20 15
.50x1.50” N°78 9.699 10 20
.75x2.75” N°79 14.899 10 20
1.00x2.75” N°80 19.509 10 25
1.00x3.94” N°81 19.509 10 25
1.25x2.75” N°82 25.609 10 25
1.25x3.94” N°83 25.609 10 25
1.50x2.75” N°84 32.609 10 25
1.50x3.94” N°85 32.609 10 25
16x112 Tr 16x1.5 N°86 13.599 10 20
20x126 Tr 20x2 N°87 17.099 10 20
28x126 Tr 28x2 N°88 25.599 10 25
36x162 Tr 36x2 N°89 32.599 10 25
16x40 N°90 12.399 10 20
25x50 N°91 19.509 10 25
35x60 N°92 26.599 10 25
Drivers are available for dedicated and CNC machines, for any specified diameter and length.
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BAYO T-REAM

Holder Designation Code Key

(1) (2

RM - BNT6 - 3D - 16 - ¢ - [
Reamer Bayonet tool size Functional Shank diameter  Shank type Shank
length material

() C-cylindrical (default), W-Weldon (by request), M-Morse (by request)
@ No letter-Steel (default), C-Carbide (by request), W-Heavy metal (by request)

RM-BNT-3D/5D/8D (Shanks)
Shanks for BAYO T-REAM Interchangeable Head Reamers

csl e Lo .

N

D "B

L —

l-—— QO —p

Lo Drbmin) Drfmax Ls Lo L1 d csIv
RM-BNT5-3D-16C 3.00 11.501 13.500 9.20 97.8 498 16.00 BN5
RM-BNT6-3D-16C 3.00 13.501 16.000 9.20 105.4 57.4 16.00 BN6
RM-BNT5-5D-16C 5.00 11.501 13.500 9.20 125.0 77.0 16.00 BN5
RM-BNT6-5D-16C 5.00 13.501 16.000 9.20 137.4 89.4 16.00 BN6
RM-BNT5-8D-16C 8.00 11.501 13.500 9.20 165.5 117.5 16.00 BN5
RM-BNT6-8D-16C 8.00 13.501 16.000 9.20 185.4 137.4 16.00 BN6

() Connection size

For inserts, see pages: RM-BN-H7LB (C20) ® RM-BN-H7SA (C21).

Spare Parts
Bayonet Screw_Clamping Key

RM-BNT5-3D-16C RM-BN5-SR RM-BN5-K
RM-BNT6-3D-16C RM-BN6-SR RM-BN6-K
RM-BNT5-5D-16C RM-BN5-SR RM-BN5-K
RM-BNT6-5D-16C RM-BN6-SR RM-BN6-K
RM-BNT5-8D-16C RM-BN5-SR RM-BN5-K
RM-BNT6-8D-16C RM-BN6-SR RM-BN6-K

k| Wember IMC Group
oo™ Cc19
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BAYO T-REAM

Designation Code Key

RM - BN6 - 16.000 - H7LB
I
Reamer Bayonet Size Hole diameter
IT Hole Tolerance Front End
Configuration Code
Flute Type
(Straight, Left)
RM-BN-H7LB
Interchangeable Left-Hand Flute Solid Carbide Reaming Heads with a Quick Change
for High Speed Reaming of Through Holes m j 5
A m @
csl
| @
Dimensions Tough <— Hard
o]
© o
o (=]
Designation csl Dr Ls Flute Ha® o O
RM-BN5-11.501-H7LB BN5 11.501 9.20 6 20.0 ° °
RM-BN5-12.000-H7LB BN5 12.000 9.20 6 20.0 ° °
RM-BN5-13.000-H7LB BN5 13.000 9.20 6 20.0 ° °
RM-BN5-13.500-H7LB BN5 13.500 9.20 6 20.0 ° °
RM-BN6-13.501-H7LB BN6 13.501 9.20 6 20.0 ° °
RM-BN6-14.000-H7LB BN6 14.000 9.20 6 20.0 ° °
RM-BN6-15.000-H7LB BN6 15.000 9.20 6 20.0 ° °
RM-BN6-16.000-H7LB BN6 16.000 9.20 6 20.0 ° °

For tools, see page: RM-BNT-3D/5D/8D (Shanks) (C19).

C20 ISCAR




BAYO T-REAM

RM-BN-H7SA

Interchangeable Straight Flute Solid Carbide Reaming Heads with Quick Change

Bayonet Mechanism for High Speed Reaming @ @

\Y
Csl G Dr
L— Ls »‘
Dimensions Tough <—> Hard
] 8
S | 8

Designation CSl Dr Ls Flute
RM-BN5-11.501-H7SA BN5 11.501 9.20 6 [ [
RM-BN5-12.000-H7SA BN5 12.000 9.20 6 [ ] [ ]
RM-BN5-13.000-H7SA BN5 13.000 9.20 6 ° °
RM-BN5-13.500-H7SA BN5 13.500 9.20 6 ° °
RM-BN6-13.501-H7SA BN6 13.501 9.20 6 (] [
RM-BN6-14.000-H7SA BN6 14.000 9.20 6 ° °
RM-BN6-15.000-H7SA BN6 15.000 9.20 6 ° °
RM-BN6-16.000-H7SA BN6 16.000 9.20 6 ° °

For tools, see page: RM-BNT-3D/5D/8D (Shanks) (C19).

Bayonet Screw Clamping Key

Head Diameter Bayonet Size M Head Diameter Bayonet Size
RM-BN5-SR 11.501-13.500 BN5 M5 RM-BN5-K 11.501-13.500 BN5
RM-BN6-SR 13.501-16.000 BN6 M6 RM-BN6-K 13.501-16.000 BN6

Q Member IMC Group
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MULTIFUNCTION TOOLS
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MULTIFUNCTION TOOLS

DRG-MF

Multifunction Drilling, Boring, Facing, External Turning and Internal Grooving Tools

+0.05 QE if
D

DRG-MF-10R/L-2.25D-12A-05 10.00 12.00 71 22.5

DRG-MF-12R/L-2.25D-16A-06 12.00 14.50 8.5 27.0
DRG-MF-14R/L-2.25D-16A-07 14.00 16.50 9.5 31.5
DRG-MF-16R/L-2.25D-20A-08 16.00 19.00 11.1 36.0

b:@ +0.05 Right-hand shown
D min f L L1 L4 d Th Insert
27.5 42.0 12.00 G 1/16 XCMT 05...
33.0 45.0 16.00 G 1/8 XCMT 06...
38.5 45.0 16.00 G 1/8 XCMT 07...
44.0 50.0 20.00 G 1/8 XCMT 08...

¢ |In non-rotating applications hole diameter can be adjusted within the specified range by shifting drill's center line along machine's X-axis. ¢ The tools feature

internal coolant holes.

For inserts, see page: XCMT-MF (D3) ¢ XCMT-MG (DQ).

Spare Parts
Screw Key

DRG-MF-10R/L-2.25D-12A-05 SR 20038/HG-P* IP-6/5*

DRG-MF-12R/L-2.25D-16A-06 SR 22052/HG-P* IP-7/5*

DRG-MF-14R/L-2.25D-16A-07 SR 25064/HG-P* IP-8/5*

DRG-MF-16R/L-2.25D-20A-08 SR 30070/HG-P* IP-9/151*
* Optional, should be ordered separately

DR-MF-2.25D
Multifunction Dirilling, Boring, Facing and External Turning Tool

1

r o d

v

Right-hand shown
Designation D d L L1 La

8.00 12.00 18.0 225 42.0
DR-MF-10R/L-2.25D-12A-05 10.00 12.00 225 27.5 42.0
DR-MF-12R/L-2.25D-16A-06 12.00 16.00 27.0 33.0 45.0
DR-MF-14R/L-2.25D-16A-07 14.00 16.00 31.5 38.5 45.0
16.00 20.00 36.0 44.0 50.0

* In non-rotating applications hole diameter can be adjusted within the specified range by shifting drill's center line along machine's X-axis. e The tools have an

internal coolant hole.
For inserts, see page: XCMT-MF (D3).

Spare Parts

Screw Key
DR-MF-08R/L-2.25D-12A-04 SR 18034/HG-P 1P-6/5

DR-MF-10R/L-2.25D-12A-05 SR 20038/HG-P IP-6/5

DR-MF-12R/L-2.25D-16A-06 SR 22052/HG-P IP-7/5
DR-MF-14R/L-2.25D-16A-07 SR 25064/HG-P IP-8/5

DR-MF-16R/L-2.25D-20A-08 SR 30070/HG-P IP-9/151

ISCAR




MULTIFUNCTION TOOLS

XCMT-MF
Inserts for DR-MF Multifunction Tools, Two Cutting Edges, for Hard Materials and 4 -
Interrupted Cut 95
835 XCMT 040104R-MF -4
T [es
y S

Dimensions
[o¢]
S
Designation di | S R O
XCMT 040104L-MF 4.40 6.40 1.70 0.40 )
XCMT 040104R-MF 4.40 6.40 1.70 0.40 [ ]
XCMT 050204-MF 5.60 5.60 2.10 0.40 )
XCMT 060204-MF 6.38 6.38 2.38 0.40 [ ]
XCMT 070304-MF 7.48 7.48 3.18 0.40 [
XCMT 080304-MF 8.44 8.44 3.18 0.40 [ ]
For tools, see page: DRG-MF (D2) ¢ DR-MF-2.25D(D2)
XCMT-MG
Two Cutting Edged Internal Grooving Inserts, for DR-MF Multifunction Tools
v
Dimensions Recommended
Machining Data
[0}
©
8 f groove
Designation W=0.02 Tmax-r R S o (mm/rev)
XCMT O5R-201802-MG 2.00 1.80 0.20 2.28 [ 0.02-0.10
XCMT 06R-202002-MG 2.00 2.00 0.20 2.65 [} 0.02-0.12
XCMT 07R-252002-MG 2.50 2.00 0.20 3.41 [ 0.03-0.14
XCMT 08R-252502-MG 2.50 2.50 0.20 3.50 [J 0.03-0.17

For tools, see page: DRG-MF (D2).

Q\l Wember IMC Group
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MULTIFUNCTION TOOLS

PICCO-MF
Multifunction, Solid Carbide Tools for Drilling, Facing, Int. and Ext. Turning on Swiss
and Small CNC Machines

e L2 >
p
@\;
DLC —— L1
4F>\_u —— ¥
R+0.05 Right-hand shown

Dimensions
©
&
Designation D L L d R ©
PICCO R-MF 6-3 LO6 3.00 6.0 28.0 6.00 0.10 °
PICCO R/L-MF 6-4 L08 4.00 8.0 30.0 6.00 0.10 °
PICCO R/L-MF 6-4 L12 4.00 12.0 34.0 6.00 0.20 °
PICCO R/L-MF 6-5 L10 5.00 10.0 32.0 6.00 0.10 °
PICCO R/L-MF 6-5 L15 5.00 15.0 41.0 6.00 0.30 °
6.00 12.0 34.0 6.00 0.10 °
PICCO R/L-MF 6-6 L18 6.00 18.0 43.0 6.00 0.30 °
PICCO R/L-MF 8-7 L14 7.00 14.0 41.0 8.00 0.10 °
PICCO R/L-MF 8-7 L21 7.00 21.0 55.0 8.00 0.30 °
PICCO R/L-MF 8-8 L16 8.00 16.0 43.0 8.00 0.10 °
PICCO R/L-MF 8-8 L24 8.00 24.0 58.5 8.00 0.30 °

* Dmin can be 0.1 mm smaller by shifting tool center e Applications: Drilling; face turning; internal chamfering; internal turning\ boring; internal profiling; external
chamfering; external turning.

PICCO-MFT
Solid Carbide Tools for Drilling, Facing, Int. and Ext. Turning and Threading on Swiss
and Small CNC Machines

L2
f-— L—»‘

60° Rr00s } Right-hand shown

-

o e —— (5

Dimensions

Designation Dmin  Pmin  Pmax t a w L TL Lo Y d R

PICCO R/L-MFT60 6-4 LO8 400 050 0.75 046 390 0.06 8.0 7.3 30.0 1.3 6.00 0.10
PICCO R-MFT60 6-4 L12 400 050 075 046 390 006 120 11.6 34.0 1.2 6.00 0.20

PICCO R/L-MFT60 6-5 L10 500 050 1.00 061 490 006 100 90 320 1.4 6.00 0.0
el TR Bl 500 050 1.00  0.61 490 0.06 150 144 370 14 600 0.30
TG [ COGECN R ENER 600 050 1.00 061 590 006 180 17.3 430 1.4  6.00 0.30
PICCO R-MFT60 6-6 L12 6.00 050 1.00 061 590 006 120 110 340 1.4 6.00 0.0
PICCO R/L-MFT60 8-7 L14 700 075 125 076 690 009 140 130 410 15 800 0.0
700 075 125 076 690 009 210 200 550 15 800 0.30
PICCO R/L-MFT60 8-8 L16 800 090 150 092 790 041 160 150 430 15 800 0.10
el e b PR 800 090 150 092 7.90 041 240 230 570 15 800 0.30

0 00000 0 0 0|ICI8

e Applications: Drilling; face turning; internal chamfering; internal turning\boring; internal profiling; external chamfering; external turning; internal and external 60°
threading (right- and left-hand).

() Available on request.
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MILLING TOOLS
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MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE




MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE
MM EA

Interchangeable Solid Carbide Slot Drill Milling Heads for Machining Aluminum

| !S5
V@

&) &

| ALUMINUM|

Dimensions Recorn.mended

Machining Data

3 fz

Designation D Flute ap r Ts D2 | Ha° ($] (mm/t)
MM EAO80BO5R0.5-2T05 8.00 2 5.00 0.50 TO5 7.70 10.00 45.0 [} 0.03-0.09
MM EA0O80BO5R0.5-3T05 8.00 3 5.00 0.50 TO5 7.70 10.00 45.0 [ 0.03-0.09
MM EA100BO07R0.5-2T06 10.00 2 7.00 0.50 TO6 9.60 13.00 45.0 [ ] 0.03-0.10
MM EA100BO07R1.0-2T06 10.00 2 7.00 1.00 T06 9.60 13.00 45.0 [} 0.03-0.10
MM EA100BO6R0.5-3T06 10.00 3 6.00 0.50 TO6 9.60 13.00 45.0 [ 0.03-0.10
MM EA100BO6R1.0-3T06 10.00 3 6.00 1.00 TO6 9.60 13.00 45.0 o 0.03-0.10
MM EA120B09R0.5-2T08 12.00 2 9.00 0.50 T08 11.70 16.50 45.0 [ ) 0.04-0.11
MM EA120B09R1.0-2T08 12.00 2 9.00 1.00 TO8 11.70 16.50 45.0 [ 0.04-0.11
MM EA120B08R0.5-3T08 12.00 3 8.00 0.50 TO8 11.70 16.50 45.0 o 0.04-0.11
MM EA120B08R1.0-3T08 12.00 3 8.00 1.00 TO8 11.70 16.50 45.0 [ 0.04-0.11
MM EA120B08R3.0-3T08 12.00 3 8.00 3.00 TO8 11.70 16.50 45.0 [ 0.04-0.11
MM EA.500B37R000-2T08 [ (/] 2 9.50 0.00 TO8 12.40 16.50 45.0 ° 0.04-0.11
MM EA.500B37R020-2T08 ik F¥ (/] 2 9.50 0.50 T08 12.40 16.50 45.0 [ ) 0.04-0.11
MM EA.500B31R031-3T08 12.70 3 8.00 0.80 TO8 12.40 16.50 45.0 [ 0.04-0.11
MM EA.500B31R062-3T08 [ P¥(] 3 8.00 1.60 TO8 12.40 16.50 45.0 o 0.04-0.11
MM EA.500B31R094-3T08 12.70 3 8.00 2.40 TO8 12.40 16.50 45.0 [ 0.04-0.11
MM EA.500B31R125- 12.70 3 8.00 3.20 T08 12.40 16.50 45.0 (] 0.04-0.11

e For shanks, see pages E20-23 ¢ For Clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20 e Do not
apply lubricant to the threaded connection.

‘ Member IMC Group
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CHATTERFREE

MULTI-MASTER LINE
MM EA-CF

Interchangeable Solid Carbide Endmill Heads with Different Helix
for Machining Aluminum

| !S5
Y

&) &

| ——
-’ r a = *
~ e S
4 I
Dhe D2
' NS v
; \% Hao
Dimensions Recommended
Machining Data
3 7
Designation D Flute ap r Ts D2 | Ha° O (mm/t)
MM EAO80HO8ROCF-4T05 8.00 4 8.00 0.00 TO05 7.70 15.00 40.0 ° 0.03-0.09
MM EA100H10ROCF-4T06 10.00 4 10.00 0.00 TO6 9.60 19.00 40.0 [} 0.03-0.10
MM EA120H12R0.2CF-3T08 12.00 3 12.00 0.20 TO8 11.70 23.00 40.0 [ ] 0.04-0.11
MM EA120H12ROCF-4T08 12.00 4 12.00 0.00 TO8 11.70 23.00 40.0 [J 0.04-0.11

® For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE
MM HC
Interchangeable Solid Carbide Slot Drill Milling Heads with Two 10° Helix Flutes

0
S[%

Ha®

ECONOMICAL SOLUTION

. . Recommended

Dimensions [Tough <— Hard Machining Data

S | 8 fz

Designation D Flute ap r Ts D2 | Ha° Tmt O O (mm/t)
MM HCO78CO8R0.2-2T05 R&:l] 2 7.70  0.20 TO05 7.60 10.00 10.0 r0-2.0 ° 0.03-0.09
MM HCO80CO8R0.4-2T05 8.00 2 7.70 0.40 TO5 7.60 10.00 10.0 r0-2.0 ® [} 0.03-0.09
MM HCO80CO8R1.0-2T05 J:Xi0] 2 7.70  1.00 TO05 7.60 10.00 10.0 r0-2.0 ° ° 0.03-0.09
MM HCO80CO08R2.0-2T05 EE:Xi[V 2 7.70  2.00 TO05 7.60 1000 10.0 r0-2.0 ° ° 0.03-0.09
MM HC098C10R0.3-2T06 9.80 2 9.00 0.30 TO6 9.60 1235 10.0 r0-3.0 [} 0.03-0.10
MM HC100C10R0.4-2T06 Ry} 2 9.00 0.40 T06 9.60 1235 10.0 r0-3.0 ° ° 0.03-0.10
MM HC100C10R1.0-2T06 R[] 2 9.00 1.00 T06 9.60 1235 10.0 r0-3.0 ° ° 0.03-0.10
MM HC100C10R2.0-2T06 Rl 2 9.00 2.00 TO6 9.60 1235 10.0 r0-3.0 [} [} 0.03-0.10
MM HC117C13R0.3-2T08 RAN(] 2 10.00 0.30 T08 11.50 14.20 10.0 r0-3.0 (] 0.04-0.11
MM HC120C13R0.4-2T08 RFPA] 2 10.00 0.40 T08 11.50 14.20 10.0 r0-3.0 ® ® 0.04-0.11
MM HC120C13R1.0-2T08 FA] 2 10.00 1.00 TO8 11.50 14.20 10.0 r0-3.0 [} [} 0.04-0.11
MM HC120C13R2.0-2T08 RFA] 2 10.00 2.00 T08 11.50 14.20 10.0 r0-3.0 (] (] 0.04-0.11
MM HC.500C55R016-2T08 b} 2 11.00 0.40 T08 11,50 15.25 10.0 r0-3.2 ° 0.04-0.11
MM HC140C11R0.4-2T08 [RLXi] 2 11.60 0.40 T08 11.50 15.05 10.0 r0-4.0 ® 0.04-0.12

e For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

() Specially tailored radius range, available upon request.
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MULTI-MASTER
INDEXABLE SOLID CARBIDE LINE
MM EC-6

6 Flute Interchangeable Solid Carbide Endmill Heads, 30° and 45° Helix, E

Various Corner Radii

4y
&

Dimensions Recommended
Machining Data
©
S fz

Designation D Flute ap r Ts D2 | Ha° Rd° o (mm/t)

MM ECO080AO5R0.5-6T05 8.00 6 5.00 0.50 TO5 7.70 10.00 30.0 6.0 ® 0.03-0.09
MM EC080A05R1.0-6T05 8.00 6 5.00 1.00 TO5 7.70 10.00 30.0 6.0 [} 0.03-0.09
MM ECO80AO0O5R1.5-6T05 8.00 6 5.00 1.50 TO5 7.70 10.00 30.0 6.0 [} 0.03-0.09
MM EC080BO5R0.5-6T05 8.00 6 5.00 0.50 TO5 7.70 10.00 45.0 3.0 ® 0.03-0.10
MM ECO080BO5R1.0-6T05 8.00 6 5.00 1.00 TO5 7.70 10.00 45.0 3.0 [} 0.03-0.09
MM EC080BO5R1.5-6T05 8.00 6 5.00 1.50 TO5 7.70 10.00 45.0 3.0 [} 0.03-0.09
MM EC100A07R0.5-6T06 10.00 6 7.00 0.50 TO6 9.60 13.00 30.0 6.0 ® 0.03-0.10
MM EC100A07R1.0-6T06 10.00 6 7.00 1.00 TO6 9.60 13.00 30.0 6.0 [} 0.03-0.10
MM EC100A07R1.5-6T06 10.00 6 7.00 1.50 TO6 9.60 13.00 30.0 6.0 [} 0.03-0.10
MM EC100BO7R0.5-6T06 10.00 6 7.00 0.50 TO6 9.60 13.00 45.0 3.0 ® 0.04-0.10
MM EC100B07R000-6T06 10.00 6 7.00 0.00 TO6 9.60 13.00 45.0 3.0 [} 0.03-0.10
MM EC100BO7R1.0-6T06 10.00 6 7.00 1.00 TO6 9.60 13.00 45.0 3.0 [} 0.04-0.10
MM EC100BO7R1.5-6T06 10.00 6 7.00 1.50 TO6 9.60 13.00 45.0 3.0 [ 0.03-0.10
MM EC100B12R1.5-6T06 10.00 6 12.00 1.50 TO6 9.60 19.00 45.0 3.0 [} 0.04-0.10
MM EC120A09R0.5-6T08 12.00 6 9.00 0.50 TO8 11.70 16.50 30.0 6.0 ® 0.04-0.11
MM EC120A09R1.0-6T08 12.00 6 9.00 1.00 TO8 11.70 16.50 30.0 6.0 ® 0.04-0.11
MM EC120B09R0.5-6T08 12.00 6 9.00 0.50 TO8 11.70 16.50 45.0 3.0 [} 0.04-0.10
MM EC120BO09R000-6T08 12.00 6 9.00 0.00 TO8 11.70 16.50 45.0 3.0 [} 0.04-0.11
MM EC120BO09R1.0-6T08 12.00 6 9.00 1.00 TO8 11.70 16.50 45.0 3.0 [ 0.04-0.10
MM EC120B09R1.5-6T08 12.00 6 9.00 1.50 TO8 11.70 16.50 45.0 3.0 [} 0.04-0.11
MM EC.500A37R015-6T08 P (] 6 9.50 0.40 TO8 1240 16.50 30.0 6.0 ® 0.04-0.11
MM EC.500A37R030-6TOS P (] 6 9.50 0.76 TO8 1240 16.50 30.0 6.0 ® 0.04-0.11
MM EC.500B37R000-6T08 PN 6 9.50 0.00 TO8 12.40 16.50 45.0 5.0 [} 0.04-0.11
MM EC.500B37R015-6T08 P (] 6 9.50 0.40 TO8 12.40 16.50 45.0 5.0 [ ] 0.04-0.11
MM EC.500B37R031-6T08 P (] 6 9.50 0.80 TO8 1240 16.50 45.0 5.0 ® 0.04-0.11
MM EC.500B37R060-6 12.70 6 9.50 1.50 TO8 12.40 16.50 45.0 5.0 [J 0.04-0.11

¢ For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

MM EC-D
6, 8, 10 Flute Interchangeable Solid Carbide Endmill Heads with 50° Helix,

for Machining Hardened Steel % i @ B
Rd°

Cth45° ™ J@ Ts =]
Des - : @

I
ol T e

Dimensions Recommended
Machining Data
(50
8 fz
Designation D Flute ap Ch Ts D2 | Ha° Rd° &) (mm/t)
MM EC080D05C01-6T05 8.00 6 5.00 0.10 TO5 7.70 10.00 50.0 2.0 [} 0.03-0.10
MM EC100D07C01-6T06 10.00 6 7.00 0.10 T06 9.60 13.00 50.0 2.0 ® 0.03-0.10
MM EC120D09C01-6T08 12.00 6 9.00 0.10 TO8 11.70 16.50 50.0 3.0 [J 0.04-0.11

* For shanks, see pages E20-23 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

Member IMC Group
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MULTI-MASTER * FINISHRED

INDEXABLE SOLID CARBIDE LINE MULTI-MASTER LINE
MM EFS
Combination of Roughing and Finishing Interchangeable Solid Carbide Endmill Heads E g

Rd9

Y

~

S
S

Dimensions Recommended
Machining Data
©
53 7
Designation D Flute ap Ch Ts D2 | Ha° &) (mm/t)
MM EFS080B05-4T05 8.00 4 5.00 0.30 TO5 7.70 10.00 45.0 ® 0.03-0.08
MM EFS100B07-4T06 10.00 4 7.00 0.30 TO6 9.60 13.00 45.0 [} 0.03-0.09
4 B 12.00 4 9.00 0.40 TO8 11.70 16.50 45.0 [J 0.04-0.10

* For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

FINISHRED » CHATTERFREE

MULTI-MASTER LINE MULTI-MASTER LINE

MM EFS-CF
4 Flute 38° Helix with Variable Pitch, Solid Carbide Heads
for Chatter Free Roughing and Finishing Applications

Dimensions Recor_n_mended
Machining Data
oo}
= fz
Designation D Flute ap Ch Ts D2 | Ha° &) (mm/t)
MM EFSO060E05-4T05 CF 6.00 4 5.00 0.25 TO5 7.70 10.00 38.0 [ ] 0.03-0.08
MM EFSO080E05-4T05 CF 8.00 4 5.00 0.3 TO05 7.70 10.00 38.0 [ 0.03-0.08
MM EFS100E07-4T06 CF 10.00 4 7.00 0.4 T06 9.60 13.00 38.0 ° 0.03-0.09
MM EFS120E09-4T08 CF 12.00 4 9.00 0.5 TO8 11.70 16.50 38.0 [ ] 0.04-0.10
MM EFS.500E37-4T08 CF 12.70 4 9.50 0.5 TO8 12.40 16.50 38.0 (] 0.04-0.10

* For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

ISCAR




MULTI-MASTER » CHATTERFREE

INDEXABLE SOLID CARBIDE LINE MULTI-MASTER LINE
MM EC-CF

Interchangeable Solid Carbide Endmill Heads for Chatter Free o
Roughing and Finishing Operations @
Ts
Des M D2 ® ®
Chxassr_| e
~— ap
EEhhS Recommended
Machining Data
e
8 2
Designation D Ch r Flute ap Ts D2 | Ha° ®] (mm/t)
MM ECOS8OEO05C3CF-4T05 8.00 0.3 - 4 500 T05 770 10.00 380 | e 0.03-0.09
MM ECOSOEO5ROCF-4T05 8.00 - 0.00 4 500 TO5 770 10.00 380 | e 0.03-0.09
MM ECOS80EO5R05CF-4T05 8.00 - 0.50 4 500 T0O5 770 10.00 380 | e 0.03-0.09
MM EC100E07C4CF-4T06 10.00 0.4 - 4 700 T0O6 9.60 13.00 380 | e 0.03-0.10
MM EC100E07RO5CF-4T06 10.00 - 0.50 4 700 T06 960 13.00 380 | e 0.03-0.10
MM EC120E09C5CF-4T08 1200 05 - 4 9.00 TO8 11.70 1650 380 | 0.04-0.11
MM EC120E09R05CF-4T08 12.00 - 0.50 4 9.00 TO8 11.70 1650 380 | e 0.04-0.11
MM EC500E37C20CF-4T08 1270 05 - 4 950 T08 1240 1650 380 | e 0.04-0.11
MM EC500E37R0-CF-4T08 12.70 - - 4 950 T08 1240 1650 380 | e 0.04-0.11
MM EC500E37R15CF-4T08 12.70 - 0.39 4 950 T08 1240 1650 380 | e 0.04-0.11
MM EC500E37R31CF-4T08 12.70 - 0.78 4 950 T08 1240 1650 380 | e 0.04-0.11
MM EC500E37R62CF-4T08 12.70 - 1.56 4 950 T0O8 1240 1650 380 | e 0.04-0.11

* For shanks, see pages E20-23 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

MULTI ' ryv.y /)
=viAaS I Ert
INDEXABLE SOLID CARBIDE LINE
MM EB

Interchangeable Solid Carbide Ball Nose Milling Heads

Dimensions

©

]

Designation D Flute ap r Ts D2 | Ha° O
MM EBO50E07-4T05 5.00 4 7.00 2.49 TO5 8.00 15.00 38.0 [}
MM EBOG60OE05-4T05 6.00 4 5.00 2.99 TO5 8.00 10.00 38.0 [}
MM EBO8S80OA05-2T05 8.00 2 5.00 3.98 TO5 7.70 10.00 30.0 ([ ]
MM EBO8S0OA05-4T05 8.00 4 5.00 3.98 TO5 7.70 10.00 30.0 [ ]
MM EB100A07-2T06 10.00 2 7.00 4.98 TO06 9.60 13.00 30.0 [}
MM EB100A07-4T06 10.00 4 7.00 4.98 TO6 9.60 13.00 30.0 [ ]
MM EB120A09-2T08 12.00 2 9.00 5.98 TO8 11.70 16.50 30.0 [}
MM EB120A09-4T08 12.00 4 9.00 5.98 TO8 11.70 16.50 30.0 [}
12.70 2 9.50 6.33 TO8 12.40 16.50 30.0 ([ ]

12.70 4 9.50 6.33 TO8 12.40 16.50 30.0 [ ]

* For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

Member IMC Group
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MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE

Interchangeable 2 Flute Solid Carbide, Corner Rounding Milling Heads

f

D1mo

[y
D
v

/L

- | —»

ap »‘

D2
L B

-]

%y

ECONOMICAL SOLUTION

Designation D

MM HR1.0/047-5.8-2T05 8.0
MM HR1.6/063-6.8-2T06 10.0
MM HR2.0/078-6.0-2T06 10.0
MM HR2.5/094-5.1-2T06 10.0
MM HR3.0/125-6.5- 2T08 12.7

Dimensions
(e
o
o
r z D ap Ts D2 | Tm O
1.00 2 5.80 7.50 TO5 7.60 10.60 r0.5-3.0 [
1.60 2 6.80 9.50 T06 9.60 12.50 r0.5-3.0 °
2.00 2 6.00 9.50 T06 9.60 12.50 r0.5-3.0 )
2.50 2 5.10 9.50 TO6 9.60 12.50 r0.5-3.0 [ ]
3.00 2 6.50 12.00 T08 11.50 15.60 r0.5-4.0 ()
12.7 4.00 2 4.70 12.00 TO8 11.50 15.60 r0.5-4.0 [

® For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20

* Do not apply lubricant to the threaded connection.

() Specially tailored radius range upon request.

ISCAR




A A A g D. AEE =
MULTI-RASTER + SOLID™ MILL
MM FF

2 Flute FEEDMILL Interchangeable Solid Carbide Heads,

for Miling at Very Fast Feed and Small D.O.C. @ | (&5 @? N
a® T——
- "ECICE
il

ECONOMICAL SOLUTION

Dimensions [Tough <— Hard Ezzzmmgnl;’;i
8| 8 fo
Designation D z ap Rg" Ts D2 | a° Rq° o S (mm/t)
MM FF100R1.5-L12-2T06 Xt} 2 0.60 2.00 T06 9.60 12.50 7 90.0 o 0.30-0.60
MM FF120R2.0-2T08 12.00 2 0.68 2.50 TO8 11.50 11.10 7 90.0 [} [} 0.50-1.00
MM FF500R08-L59-2T08 (! 2 0.68 2.50 TO8 11.50 15.00 5 90.0 [J 0.50-1.00

* For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

() Radius for programming

MM EFF
4, 6 Flute Solid Carbide Heads for Milling at Very Fast Feed and Small D.O.C.

s
Yo

. . Recommended
Dimensions Tough <> Hard Machining Data
© I3}
=} =} f,
=} =}
Designation D z ap Ts D2 I a° Rg2 O O (mm/t)
MM EFFO80T3R1.62-4T05 8.00 4 0.40 TO5 7.50 10.00 7 1.62 [ ] 0.12-0.48
MM EFF100T4R2.01-4T06 10.00 4 0.50 TO6 9.50 13.00 7 2.01 ° 0.16-0.57
MM EFF120T4R1.8-4TO8H (1) BRPXl] 4 0.60 T08 11.50 16.50 7 1.80 ° 0.16-0.67
MM EFF120T4R2.47-4T08 12.00 4 0.60 TO8 11.50 16.50 7 2.47 [ ] 0.16-0.67
MM EFF127T4R2.59-4T08 12.70 4 0.60 TO8 12,20 16.50 7 2.59 [J 0.16-0.67

e For shanks, see pages E20-23 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

(M With a central coolant hole @ Radius for programming

Member IMC Group
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MULTI A A T
=iAao I Erin
INDEXABLE SOLID CARBIDE LINE
MM HCD

2 Flute Interchangeable Solid Carbide Heads, for Chamfering, ;

Countersinking and Spot Drilling

(%]
Sy

ECONOMICAL SOLUTION

Dimensions

©

]
Designation D+ Dtol® z ap Ts D2 | a’ L7 D o
MM HCD080-090-2T05 (1) 8.0 29 2 7.00 T05 7.60 9.75 45 3.15 1.00 °
MM HCD083-090-2T05 (1) 8.3 29 2 7.50 T05 7.60 10.00 45 3.56 1.00 °
MM HCD100-090-2T06 (1) 10.0 z9 2 9.00 T06 9.60 11.75 45 4.40 1.50 °
MM HCD100-060-2T06 10.0 h10 2 9.30 T06 9.60 11.75 30 7.60 1.50 °
MM HCD100-120-2T06 10.0 h10 2 9.50 T06 9.60 12.70 60 2.70 1.50 °
MM HCD104-090-2T06 (1) 10.4 29 2 9.00 T06 9.60 11.75 45 4.60 1.50 °
MM HCD120-090-2T08 (1 12.0 29 2 12.00 T08 11.50 15.50 45 5.30 1.50 °
MM HCD120-060-2T08 12.0 h10 2 11.00 T08 11.50 15.40 30 9.24 1.50 °
MM HCD120-120-2T08 12.0 h10 2 11.65 T08 11.50 15.20 60 3.50 1.50 °
MM HCD124-090-2T08 (1 12.4 29 2 11.80 To8 11.50 15.50 45 5.50 1.50 °
MM HCD.500-080-2T08 (2) RPN z9 2 11.10 T08 12.20 15.50 40 6.80 1.50 )

e For shanks, see pages E20-23 e Clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20

* Do not apply lubricant to the threaded connection.

() May be used for F-type (fine) countersink according to DIN 74. @ Countersink according to American National and British standard flat screws.
@) D diameter tolerance

MM ECF
Interchangeable Solid Carbide Heads, for Chamfering and Countersinking ;

Dimensions
©
o
=}
(5]
Designation D1 z D ap Ts D2 | K°
MM ECF45-100-4T06 10.0 4 1.95 4.00 T06 10.00 13.00 45.0 ®
MM ECF60-100-4T06 10.0 4 1.60 7.30 TO6 10.00 13.00 60.0 [}
MM ECF45-120-4T08 12.0 4 1.95 5.00 TO8 12.00 16.50 45.0 [}
MM ECF45-.500-4 : 12.7 4 1.95 5.00 TO8 12.70 16.50 45.0 [ ]

e For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection.

ISCAR




MULTI A A T
=iAao I Erin
INDEXABLE SOLID CARBIDE LINE
MM HDF

2 Flute Interchangeable Solid Carbide Heads, for Upper and Bottom Chamfering ;

’

<!

\v 4
ECONOMICAL SOLUTION
Dimensions
©
S
Designation D V4 Ls Ls L7 D min Ts D2 | &)
MM HDF100-090-2T05 9.80 2 4.30 0.90 2.50 1.20 TO5 7.60 10.80 [
MM HDF120-090-2T06 11.80 2 5.30 1.20 2.00 1.20 TO6 9.30 11.20 [ ]
MM HDF160-090-2T08 15.70 2 7.10 2.20 2.00 1.50 TO8 11.50 14.00 [

* For shanks, see pages E20-23 e Clamping keys should be ordered separately ® For tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection

Spare Parts M
MM HDF100-090-2T05 MM KEY 8X5*
MM HDF120-090-2T06 MM KEY 10X7*
MM HDF160-090-2T08 MM KEY 13X8*
* Optional, should be ordered separately

MM EDF
3 Flute Interchangeable Solid Carbide Heads, for Upper and Bottom Chamfering ;

Dimensions
©
S
Designation D D2 z Ls L7 | Ts &)
MM EDF094-090-76-3T05 9.40 7.60 3 0.90 1.00 12.50 T05 °

* Suitable for pecking applications. ¢ For shanks, see pages E20-23 ¢ For clamping keys (should be ordered separately), tightening torques and clamping
instructions, see page E20 ¢ Do not apply lubricant to the threaded connection.

Member IMC Group
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MULTI A A T
=iAao I Erin
INDEXABLE SOLID CARBIDE LINE
MM GRIT-K/P-45A

Interchangeable Solid Carbide Small Diameter 45° Chamfering Heads

Tmax RO.1
X
o V2 KO
| I K >
Ts ‘ ‘
>\l
MM GRIT 18 MM GRIT 22
Dimensions
©
o
Designation D K° Tmax F w Ts zZ &)
MM GRIT 18K-45A 17.70 45.0 1.40 - 3.40 T06 3 [}
MM GRIT 18P-45A 17.70 45.0 1.40 - 3.40 TO6 3 [ ]
MM GRIT 22K-45A 21.70 45.0 1.70 1.50 5.50 TO8 4 [
MM GRIT 22P-45A 21.70 45.0 1.70 1.50 5.50 TO8 4 [ ]

e Use carbide shanks for groove milling heads. e Each MM GRT shank is supplied with MM EGR clamping key. ¢ Keys for other milling heads must be ordered
separately. ® MM GRT.. shanks serve mainly for MM GRIT.. slitting heads. e K-Type - For general steel machining. e P-Type - Positive geometry for soft and
gummy materials.

2
Spare Parts Z
KL R & Wl MM EGR 16-18*
T T EET Y W MM EGR 16-18*
VRGP T @ LTS MM EGR 20-22*
MM GRIT 22P-45A  [UVISLPIPrY

* Optional, should be ordered separately

SOLIDORILL * MULTI-MIASTER
MM ECS
Centering Dirill (DIN 332), Interchangeable Solid Carbide Heads @

Ts

T L = T
W =S

Type A Fig.2 TypeB
Dimensions

©

&
Designation L1 Lo Ts a° Fig. &)
MM ECS-A3.15X08-2T05 15.00 4.6 - T05 60 1 °
MM ECS-A4.00X10-2T06 19.00 5.9 - T06 60 1 °
MM ECS-A5.00X12-2T08 23.00 7.2 - TO8 60 1 [}
MM ECS-B3.15X12-2T08 23.00 4.4 7.40 T08 60 2 °
MM ECS-B4.00X127- 8 23.00 5.6 9.50 TO8 60 2 [J

® For shanks, see pages E20-23 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
¢ Do not apply lubricant to the threaded connection.

E12 ISCAR




MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE
MM TS-N
Interchangeable Solid Carbide T-Slot Milling Heads

&l

MM TS077-N...
15 5
= 45 Chx45
N
L Tmax
A B
% il
/] -~ 10 —»
Dimensions Tough <— Hard
o | © | ©
S|
Designation D-0.05 W=0.02 Trmax z r Ch Ts | Q| QO
MM TS077-NO7A-4TO05 7.70 0.70 1.20 4 0.20 - T05 [
MM TS077-NO8A-4TO05 7.70 0.80 1.20 4 0.20 - TO5 [ ]
MM TS077-NO9A-4TO05 7.70 0.90 1.20 4 0.20 - T05 [
MM TS077-N10A-4TO05 7.70 1.00 1.20 4 0.20 - TO5 [
MM TS077-N15A-4T05 7.70 1.50 1.20 4 0.20 - TO5 ([ ]
MM TS077-N20A-4TO05 7.70 2.00 1.20 4 0.20 - TO5 [ ]
MM TS105-N20D-06T04 10.50 2.00 2.00 6 0.40 - T04 [}

MM TS.500-NO62P-06T05 12.70 1.58 2.25 6 - 0.15 TO5 [ ]

MM TS.500-NO78P-06T05 12.70 1.98 2.25 6 - 0.15 T05 °

MM TS135-N20P-06T05 13.50 2.00 2.65 6 - 0.20 TO5 °

MM TS135-N25P-06T05 13.50 2.50 2.65 6 - 0.20 TO5 [J

* For tightening torques and clamping instructions, see page E20 ¢ Do not apply lubricant to the threaded connection e For shanks, see pages E20-23

MM TSO077-N...

Spare Parts ﬁ
| Designation GO

MM TS077-NO7A-4T05 MM KEY 6X4*
MM TS077-NO8A-4T05 MM KEY 6X4*
MM TS077-NO9A-4T05 MM KEY 6X4*
MM TS077-N10A-4T05 MM KEY 6X4*
MM TS077-N15A-4T05 MM KEY 6X4*
MM TS077-N20A-4T05 MM KEY 6X4*
MM TS105-N20D-06T04 T-15/3*
MM TS.500-N062P-06T05 T-20/3*
MM TS.500-NO78P-06T05 T-20/3*
MM TS135-N20P-06T05 T-20/3*
MM TS135-N25P-06T05 T-20/3*

* Optional, should be ordered separately




MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE
MM TS-H
Interchangeable Solid Carbide T-Slot Milling Heads with Various Corner Radius

Q)&

Tmax
Dimensions

8
Designation D-0.05 \W:=0.02 Tmax z r Ts o
MM TS135-H30D-06TO05 13.50 3.00 2.65 6 0.40 TO5 o
MM TS135-H40D-06TO05 13.50 4.00 2.65 6 0.40 TO5 °
MM TS165-H40A-06T05 16.50 4.00 4.25 6 0.20 T05 °
MM TS160-H20D-06T06 16.00 2.00 3.00 6 0.40 TO06 o
MM TS160-H30D-06T06 16.00 3.00 3.00 6 0.40 TO6 )
MM TS160-H40D-06T06 16.00 4.00 3.00 6 0.40 TO6 [ ]
MM TS165-H20D-06T06 16.50 2.00 3.25 6 0.40 TO6 )
MM TS165-H30D-06T06 16.50 3.00 3.25 6 0.40 TO6 °
MM TS165-H40D-06T06 16.50 4.00 3.25 6 0.40 TO6 )
MM TS195-H60A-06T06 19.50 6.00 4.45 6 0.20 T06 °
MM TS225-H60A-06T06 22.50 6.00 5.95 6 0.20 TO6 )
MM TS195-H40D-06T08 19.50 4.00 3.45 6 0.40 TO8 °
MM TS195-H50D-06T08 19.50 5.00 3.45 6 0.40 TO8 )
MM TS195-H60D-06T08 19.50 6.00 3.45 6 0.40 TO8 [
MM TS225-H40D-06T08 22.50 4.00 4.90 6 0.40 TO8 )
MM TS225-H50D-06T08 22.50 5.00 4.95 6 0.40 TO8 °
MM TS225-H60D-06T08 22.50 6.00 4.95 6 0.40 TO8 )
MM TS225-H80D-06T08 22.50 8.00 4.95 6 0.40 T08 °
MM TS250-H50D-06T08 25.00 5.00 5.90 6 0.40 TO8 L)
MM TS250-H60D-06T08 25.00 6.00 5.90 6 0.40 TO8 °
MM TS250-H80D-06 8 25.00 8.00 5.90 6 0.40 TO8 )

* For tightening torques and clamping instructions, see page E20 ¢ Do not apply lubricant to the threaded connection e For shanks, see pages E20-23

Spare Parts
Designation y
MM TS135-H30D-06T05 T-20/3*
MM TS135-H40D-06T05 T-20/3*
MM TS165-H40A-06TO05 T-20/3*
MM TS160-H20D-06T06 T-20/3*
MM TS160-H30D-06T06 T-25/3*
MM TS160-H40D-06T06 T-25/3*
MM TS165-H20D-06T06 T-20/3*
MM TS165-H30D-06T06 T-25/3*
MM TS165-H40D-06T06 T-25/3*
MM TS195-H60A-06T06 T-25/3*
MM TS225-H60A-06T06 T-25/3*
MM TS195-H40D-06T08 T-30/3 L*
MM TS195-H50D-06T08 T-30/3 L*
MM TS195-H60D-06T08 T-30/3 L*
MM TS225-H40D-06T08 T-40/3 L*
MM TS225-H50D-06T08 T-40/3 L*
MM TS225-H60D-06T08 T-40/3 L*
MM TS225-H80D-06T08 T-40/3 L*
MM TS250-H50D-06T08 T-50/3 L*
MM TS250-H60D-06T08 T-50/3 L*
MM TS250-H80D-06T08 T-50/3 L*

* Optional, should be ordered separately

ISCAR




MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE
MM GRIT-16K/P,18K/P
Interchangeable Solid Carbide Small Diameter Groove Milling Heads

')
r
[ oy @
Tmax
i
Dimensions

S

Designation D \W\£0.02 Torax z ; D i@ TS S
MM GRIT 16K-1.50-0.10 15.70 1.50 2.80 3 0.10 16.00 T06 °
MM GRIT 16P-1.50-0.10 15.70 1.50 2.80 3 0.10 16.00 T06 °
MM GRIT 16K-1.57-0.20 15.70 1.57 2.80 3 0.20 16.00 T06 °
MM GRIT 16K-2.00-0.20 15.70 2.00 2.80 3 0.20 16.00 T06 °
MM GRIT 16P-2.20-1.10 15.70 2.20 2.80 3 1.10 16.00 T06 °
MM GRIT 16K-2.39-0.20 15.70 2.39 2.80 3 0.20 16.00 T06 °
MM GRIT 16K-2.50-0.20 15.70 2.50 2.80 3 0.20 16.00 T06 °
MM GRIT 16K-3.00-0.20 15.70 3.00 2.80 3 0.20 16.00 T06 °
MM GRIT 16P-3.00-0.20 15.70 3.00 2.80 3 0.20 16.00 T06 °
MM GRIT 16K-3.17-0.20 15.70 3.17 2.80 3 0.20 16.00 T06 °
MM GRIT 18K-1.20-0.05 (1) 17.70 1.20 3.80 3 0.05 18.00 T06 °
MM GRIT 18P-1.20-0.60 17.70 1.20 3.80 3 0.60 18.00 T06 °
MM GRIT 18K-1.40-0.05 (1) 17.70 1.40 3.80 3 0.05 18.00 T06 °
MM GRIT 18K-1.50-0.10 17.70 1.50 3.80 3 0.10 18.00 T06 °
MM GRIT 18K-1.57-0.20 17.70 1.57 3.80 3 0.20 18.00 T06 °
MM GRIT 18K-1.70-0.05 (1) 17.70 1.70 3.80 3 0.05 18.00 T06 °
MM GRIT 18K-2.00-0.20 17.70 2.00 3.80 3 0.20 18.00 T06 °
MM GRIT 18P-2.00-1.00 17.70 2.00 3.80 3 1.00 18.00 T06 °
MM GRIT 18P-2.20-1.10 17.70 2.20 3.80 3 1.10 18.00 T06 °
MM GRIT 18K-2.39-0.20 17.70 2.39 3.80 3 0.20 18.00 T06 °
MM GRIT 18K-2.50-0.20 17.70 2.50 3.80 3 0.20 18.00 T06 °
MM GRIT 18K-3.00-0.20 17.70 3.00 3.80 3 0.20 18.00 T06 °
MM GRIT 18P-3.00-1.50 17.70 3.00 3.80 3 1.50 18.00 T06 °
MM GRIT 18K-3.17-0.20 17.70 3.17 3.80 3 0.20 18.00 T06 °

* Recommended for O-rings and retaining rings. ¢ MM EGR clamping key is supplied with each MM GRT... shank. e Modification options on request. ¢ Do not
apply lubricant to the threaded connection. e Tightening torque: 1000 N x cm e For clamping instructions, see page E20 e For shanks, see pages E20-23
* K-For general steel machining. e P-Positive geometry for soft and gummy materials.

) For circle clips according to DIN 471/472 and ANSI B27.7M ) Minimum bore diameter

Spare Parts

MM GRIT-16K/P,18K/P MM EGR 16-18*

* Optional, should be ordered separately

‘ Member IMC Group
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MULTI A A T
=WViAS I Ert
INDEXABLE SOLID CARBIDE LINE
MM GRIT-22K/P

Interchangeable Solid Carbide Small Diameter Groove Milling Heads

Ws1T.§ " W
[ @
Tmax
i
Tmax L
»I D Tmax
W
Dimensions

8

Designation D \W\/0.02 Trmax z r D min@ Te 8
MM GRIT 22K-0.76-0.00 (1) 21.70 0.76 1.50 4 0.00 22.00 T08 °
MM GRIT 22K-0.86-0.00 (1) 21.70 0.86 1.70 4 0.00 22.00 T08 °
MM GRIT 22K-0.96-0.00 (1) 21.70 0.96 1.90 4 0.00 22.00 T08 °
MM GRIT 22K-1.00-0.05 21.70 1.00 2.00 4 0.05 22.00 T08 °
MM GRIT 22P-1.00-0.05 21.70 1.00 2.00 4 0.05 22.00 T08 °
MM GRIT 22K-1.20-0.05 (1) 21.70 1.20 4.50 4 0.05 22.00 T08 °
MM GRIT 22K-1.40-0.05 (1) 21.70 1.40 4.50 4 0.05 22.00 T08 °
MM GRIT 22K-1.57-0.00 21.70 1.57 4.50 4 0.00 22.00 T08 °
MM GRIT 22K-1.70-0.10 (1) 21.70 1.70 4.50 4 0.10 22.00 T08 °
MM GRIT 22P-1.70-0.10 (1 21.70 1.70 4.50 4 0.10 22.00 T08 °
MM GRIT 22K-1.95-0.20 (1) 21.70 1.95 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-2.00-0.20 21.70 2.00 4.50 4 0.20 22.00 T08 °
MM GRIT 22P-2.00-0.20 21.70 2.00 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-2.25-0.20 (1) 21.70 2.25 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-2.39-0.20 21.70 2.39 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-2.50-0.20 21.70 2.50 4.50 4 0.20 22.00 T08 °
MM GRIT 22P-2.50-0.20 21.70 2.50 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-2.75-0.20 (1) 21.70 2.75 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-3.00-0.20 21.70 3.00 4.50 4 0.20 22.00 T08 °
MM GRIT 22P-3.00-0.20 21.70 3.00 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-3.17-0.20 21.70 3.17 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-3.25-0.20 (1) 21.70 3.25 4.50 4 0.20 22.00 T08 °
MM GRIT 22P-3.81-0.20 21.70 3.81 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-4.00-0.20 21.70 4.00 4.50 4 0.20 22.00 T08 °
MM GRIT 22P-3.98-0.20 21.70 3.98 4.50 4 0.20 22.00 T08 °
MM GRIT 22P-4.00-0.20 21.70 4.00 4.50 4 0.20 22.00 T08 °
MM GRIT 22P-4.00-2.00 21.70 4.00 4.50 4 2.00 22.00 T08 °
MM GRIT 22K-4.25-0.20 (1) 21.70 4.25 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-4.25-1.20 (1) 21.70 4.25 4.50 4 1.20 22.00 T08 °
MM GRIT 22K-4.75-0.20 21.70 4.75 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-5.25-0.20 (1) 21.70 5.25 4.50 4 0.20 22.00 T08 °
MM GRIT 22K-6.00-3.00 21.70 6.00 4.50 4 3.00 22.00 T08 °

* Recommended for O-rings and retaining rings ¢ MM EGR 20-22 clamping keys are supplied with each MM GRT... shank e Tightening torque for MM GRIT 22:
1500 Nxcm, for MM GRIT 28: 2800 Nxcm e K - for general steel & cast iron machining. P - for soft and gummy materials ¢ Modification options on request. e
Do not apply lubricant to the threaded connection. e For clamping instructions, see page E20 e For shanks, see pages E20-23

() For circle clips according to DIN471/472 and ANSI B27.7M @ Minimum bore diameter.

Spare Parts E
Designation Clamping Key
L/ MV EGR 20-22°

e Optional, should be ordered separately

ISCAR




SOLIDTHREAD » MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE
MM TRD-M

Interchangeable Solid Carbide Milling Heads, for 60° Partial Profile Thread Milling

Dimensions

Designation D V4 Pmin  Pmax R Ls Y Ts Th® D min Standard
MM TRD16-M60-05P-3TO06 EN{] 3 0.50 2.00 -@ 0.05 1.2 TO06 M20 19.05 SO 68, DIN 13
MM TRD16-M60-15P-3T06 lN() 3 1.50 2.00 0.05 - 1.2 TO6 M22 19.05 1SO 68, DIN 13
MM TRD22-M60-30P-4 2] 21.70 4 3.00 4.50 0.20 : 2.8 TO8 M36 31.00 1SO68,DIN 13
* For shanks, see pages E20-23 e For clamping instructions, see page E20 e Do not apply lubricant to the threaded connection.

® o o |C528

(1) Smallest possible thread @ Flat

2
Spare Parts &
Designation Clamping Key

MM TRD16-M60-05P-3T06 R\ N=ciR Ak

MM TRD16-M60-15P-3T06 RU\"N=cl:R-Eky

MM TRD22-M60-30P-4T08 MM EGR 20-22*
* Optional, should be ordered separately

MM TRD-W
Interchangeable Solid Carbide Milling Heads, for 55° Partial Profile Thread Milling
55
R
Y
—-
Dimensions
[ee)
D
Designation D V4 R Y TPlmax TPl min Ts Th D min Standard o
T RL AR CYAE] 2170 4 020 24 14 1 TO8 G3/4 2420 DINISO228,BS.84 | e

* For shanks, see pages E20-23 e For clamping instructions, see page E20 e Do not apply lubricant to the threaded connection.

>

Spare Parts 2
Designation Clamping Key

[mmTRO-w  [UMEGEY

* Optional, should be ordered separately




SOLIDTHREAD » MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE

Identification Code

e

MULTI- Cyning No. of Cutting Pitch Thre_ad Cpnnection
MASTER Dia. Flutes Length Profile Size
. 1ISO
Thread Mill UN
G (55°)
MT-ISO-MM

Carbide Milling Heads with a Threaded Connection for Internal ISO Metric Thread

rp

P/4

V™

SCREW
Application: General engineering
Dimensions

©
S
M S

Designation Pitch Coarse M Fine D Flute ap I1 Ts
MT 10D6 0.751SO-MMTO5 0.75 - 212 10.00 4 6.00 12.75 T05 ®
MT 10D6 1.0I1SO-MMTO5 1.00 - 212 10.00 4 6.00 12.75 T05 °
MT 10D6 1.51SO-MMTOS 1.50 s 214 10.00 4 6.00 12.75 TO5 [ ]
MT 12D7 1.51SO-MMTO06 1.50 - 216 12.00 4 7.50 17.05 TO6 (]
MT 12D8 2.0I1SO-MMTO06 2.00 M16 217 12.00 4 8.00 17.05 T06 ®
MT 16F12 1.51SO-MMTO08 1.50 = 220 16.00 6 12.00 20.85 TO8 ®
MT 16E12 2.0ISO-MMTO08 2.00 - 219 16.00 5 12.00 20.85 TO8 °
MT 15E12 2.5I1SO-MMTO08 2.50 M20 >22 15.40 5 12.50 20.85 T08 o
3.00 M24 >25 16.00 3 12.00 20.85 T08 [

¢ For shanks, see pages E20-23 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
e Do not apply lubricant to the threaded connection

ISCAR



SOLIDTHREAD » MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE
MT-UN-MM

Carbide Milling Heads with a Threaded Connection, for Internal UN Thread Profile

NUT

=)
riP/ 8

VeV VN

P4 SCREW

Application: General engineering

Dimensions

©

S
Designation TPI UNC UNF UNEF D Flute ap I4 Ts &)
MT 10D6 24UN-MMTO5 24.0 - - 9/16-5/8 10.00 4 5.30 12.75 TO5 [
MT 10D6 20UN-MMTOS5 20.0 - 1/2 - 10.00 4 5.10 12.75 TO5 [ ]
MT 10D5 18UN-MMTO5 18.0 - 9/16-5/8 11/8-15/8 10.00 4 5.60 12.75 T05 ()
MT 12D8 16UN-MMTO6 16.0 - 3/4 - 12.00 4 8.00 17.05 T06 °
MT 16E12 14UN-MMTOS8 14.0 - 7/8 - 16.00 5 12.70 20.85 TO8 [
MT 16E12 12UN-MMTOS8 12.0 - 1-11/2 - 16.00 5 12.70 20.85 TO8 [ ]
MT 15D12 10UN-MMTOS8 10.0 3/4 - - 15.30 4 12.70 20.85 T08 )
MT 16C11 S9UN-MMTOS8 9.0 7/8 - - 16.00 3 11.30 20.85 TO8 [ ]
MT 16C12 8UN-MMTOS8 8.0 1.0 - - 16.00 3 12.70 20.85 T08 [

* For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection

MT-W-MM
Carbide Miling Heads with a Threaded Connection, for Internal and External 55°
BSW Thread Profile
~r- NUT
5 QF(_OJS?P
SCREW
Application: General engineering fittings and pipe couplings

Dimensions
®
]
Designation TPI BSP D Flute ap I1 Ts &)
MT 10D6 19W-MMTO5 19.0 G1/4-3/8 10.00 4 5.30 12.75 TO5 (]
14.0 G1/2-7/8 16.00 4 12.70 20.85 T08 °
| MT 16D11 11W-MmmTO08 REKY G>1 16.00 4 11.60 20.85 T08 °

e For shanks, see pages E20-23 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page E20
* Do not apply lubricant to the threaded connection

Member IMC Group

\.
4 11 ]




=WiAS § Erv
INDEXABLE SOLID CARBIDE LINE
MM S-A (stepped shanks)

Stepped Cylindrical Shanks for Interchangeable Milling Heads

MM S-A-L...-H

W

- L

Designation Tsi d Do h L1 L Shankm." Coolant RPM max(? Kg

MM S-A-L050-C08-T04 TO4 8.00 5.80 9.90 14.0 50.00 S N 60000 0.02
MM S-A-L060-C08-TO5 TO5 8.00 7.60 12.50 15.0 60.00 S N 60000 0.02
MM S-A-L070-C08-T05-C TO5 8.00 7.60 18.60 20.0 70.00 (o} N 60000 0.04
MM S-A-L070-C08-TO5-W TO5 8.00 7.60 18.90 20.0 70.00 w N 60000 0.06
MM S-A-L090-C08-T05-C TO5 8.00 7.60 38.60 40.0 90.00 C N 50160 0.06
MM S-A-L090-C08-TO5-W TO5 8.00 7.60 38.90 40.0 90.00 w N 36090 0.07
MM S-A-L110-C08-T05-C TO5 8.00 7.60 57.90 60.0 110.00 C N 30600 0.07
MM S-A-L110-C08-TO5-W TO5 8.00 7.60 58.90 60.0 110.00 w N 21060 0.09
MM S-A-L070-C10-T06-C TO6 10.00 9.60 18.50 20.0 70.00 C N 54900 0.01
MM S-A-L070-C10-T06-W-H TO6 10.00 9.60 18.90 20.0 70.00 w Y 60000 0.08
MM S-A-L075-C10-T06 TO6 10.00 9.55 17.40 20.0 75.00 S N 60000 0.05
MM S-A-L075-C10-T06-H TO6 10.00 9.55 18.80 20.0 75.00 S Y 53940 0.04
MM S-A-L090-C10-T06-C TO6 10.00 9.60 38.50 40.0 90.00 C N 55170 0.06
MM S-A-L090-C10-TO6-W TO6 10.00 9.55 17.20 20.0 90.00 w N 41670 0.12
MM S-A-L090-C10-T06-W-H TO6 10.00 9.60 39.00 40.0 90.00 w Y 40860 0.10
MM S-A-L110-C10-T06-C TO6 10.00 9.60 57.90 60.0 110.00 C N 34530 0.11
MM S-A-L110-C10-T06-W-H TO6 10.00 9.60 59.00 60.0 110.00 w Y 24840 0.12
MM S-A-L150-C10-T06-C TO6 10.00 9.60 98.50 100.0 150.00 C N 16620 0.15
MM S-A-L070-C12-T08-C TO8 12.00 11.50 17.90 20.0 70.00 C N 60000 0.10
MM S-A-L070-C12-T08-W-H TO8 12.00 11.50 18.70 20.0 70.00 w Y 60000 0.11
MM S-A-L090-C12-T08 TO8 12.00 11.50 13.30 16.0 90.00 S N 43000 0.10
MM S-A-L090-C12-T08-C TO8 12.00 11.50 39.00 40.0 90.00 C N 43050 0.12
MM S-A-L090-C12-T08-H TO8 12.00 11.50 38.70 40.0 90.00 S Y 41040 0.08
MM S-A-L090-C12-T08-W-H TO8 12.00 11.50 38.70 40.0 90.00 w Y 49800 0.15
MM S-A-L090/42-C12-T08-CH TO8 12.00 11.50 41.00 42.0 90.00 S Y 41010 0.07
MM S-A-L110-C12-T08-C TO8 12.00 11.50 57.00 60.0 110.00 (o} N 41040 0.16
MM S-A-L110-C12-T08-W TO8 12.00 11.50 17.00 20.0 110.00 w N 31350 0.09
MM S-A-L110-C12-T08-W-H TO8 12.00 11.50 58.70 60.0 110.00 w Y 30210 0.18
MM S-A-L130-C12-T08-C TO8 12.00 11.50 77.80 80.0 130.00 (o} N 27960 0.19
MM S-A-L130-C12-T08-W-H T08 12.00 11.50 78.70 80.0 130.00 \ Y 20100 0.21

* Do not apply lubricant to the threaded connection.

() S-steel, C-carbide, W-tungsten @ The actual maximum RPM should be calculated by dividing the listed RPM max by the number of the heads flutes being used.

Clamping and Indexing Instructions

Do not apply lubricant to the threaded connection. =
/
Tightening i3
Thread Size Key (1 Torque [Ep—
(Nxcm)
MM KEY 6x4 700
MM KEY 8x5 1000
MM KEY 10x7 1500
MM KEY 13x8 2800
MM KEY 16x9 2800
MM KEY 20 4000
) Order separately

E20 ISCAR




MULTI-MASTER
INDEXABLE SOLID CARBIDE LINE
MM TS-A

Cylindrical Shanks for Interchangeable Milling Heads

Tsi
MM TS-A-L...-H

I I

D2 i - - . - / : - d

1 { '

- L

Tsi d D2 L Coolant _RPM max" Kg
MM TS-A-LO70-C08-T05 TO5 8.00 8.00 70.00 N 60000 0.03
MM TS-A-L080-C10-T06 TO6 10.00 10.00 80.00 N 47400 0.07
MM TS-A-L080-C10-T06-H TO6 10.00 10.00 80.00 Y 46920 0.04
MM TS-A-L090-C12-T08 TO8 12.00 12.00 90.00 N 43110 0.12
MM TS-A-L090-C12-T08-H TO8 12.00 12.00 90.00 Y 42780 0.08

* Do not apply lubricant to the threaded connection

() The actual maximum RPM should be calculated by dividing the listed RPM max by the number of the heads flutes being used.

MM GRT (shanks)
Solid Carbide Cylindrical Shanks for Slitting and Grooving Interchangeable Miling Heads

Tsi
MM GRT-...C-T08

Tsi d L Shank Coolant Kg
MM GRT-095-T06 TO06 9.52 80.00 (o] N 0.07
MM GRT-100-T06 TO06 10.00 100.00 C N 0.10
MM GRT-120C-T08 T08 12.00 100.00 (o] Y 0.12
MM GRT-127C-T08 T08 12.70 120.00 c Y 017

() C-Cylindrical

Spare Parts

MM GRT-095-T06 MM EGR 16-18
MM GRT-100-T06 MM EGR 16-18
MM GRT-120C-T08 MM EGR 20-22
MM GRT-127C-T08 MM EGR 20-22




E22

MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE

MM S-A (straight shanks)
Shanks for Interchangeable Miling Heads

Tsi d D2 Shank® L RPM max® Kg
MM S-A-L055-W12-T05 TO5 12.00 7.60 w 55.00 60000 0.05

* Do not apply lubricant to the threaded connection.

() W-Weldon @ The actual maximum RPM should be calculated by dividing the listed RPM max by the number of the heads flutes being used.

MM S-B (85° conical shanks)
85° Conical Shanks for Interchangeable Miling Heads

|
|
|
|
|
|
T
O —»|

L
Tsi a° d D2 Shank®  Li L Shankm. h  RPMma®  Kg
MM S-B-L080-C12-T05 TO5 85 12.00 7.60 C 25.0 80.00 S - 60000 0.06

® Shank material (Shank m.): S-steel ® Do not apply lubricant to the threaded connection.

() C-Cylindrical @ The actual maximum RPM should be calculated by dividing the listed RPM max by the number of the heads flutes being used.

MM S-D (89° conical shanks)
89° Conical Shanks for Interchangeable Miling Heads

|
D2 A —
Wi
PE:\
. - h
Tsi - P ~
- L -
Tsi a° d D2 L1 L Shank m. h Coolant  RPM maxt?  Kg
MM S-D-L100-C12-T05 TO5 89 12.00 7.60 35.0 100.00 S 29.60 N 52000 0.15
MM S-D-L110-C12-T05-C TO5 89 12.00 7.60 60.0 110.00 C 55.90 N 53430 0.13
MM S-D-L110-C12-T05-W-H TO5 89 12.00 7.60 60.0 110.00 w 55.70 Y 38460 0.14
MM S-D-L130-C12-T05-C T05 89 12.00 7.60 80.0 130.00 C 77.30 N 36420 0.15
MM S-D-L130-C12-T05-W-H TO5 89 12.00 7.60 80.0 130.00 w 76.40 Y 26160 0.16
MM S-D-L150-C16-T05-C T05 89 16.00 7.60 100.0 150.00 C 91.50 N 29700 0.02
MM S-D-L110-C12-T06-W-H T06 89 12.00 9.60 60.0 110.00 W 58.80 Y 36990 0.17

e Shank material (Shank m.): S-steel, C-carbide, W-tungsten. Do not apply lubricant to the threaded connection.

() The actual maximum RPM should be calculated by dividing the listed RPM max by the number of the heads flutes being used.

ISCAR



MULTI-MASTER

INDEXABLE SOLID CARBIDE LINE

MM S-ER
Shanks for MULTI-MASTER Solid Carbide Heads with ER Collet Adaptation

Y
D2
\
ss Tsi D2 L1 L Key®
MM S-A-HO04-ER11-T05 ER11 TO5 7.60 4.0 26.50 6.35
MM S-A-H10.5-ER11-T05 ER11 TO5 7.60 10.5 33.00 6.35
MM S-A-HO004-ER16-T05 ER16 TO5 7.60 4.0 33.50 7.94
MM S-A-HO004-ER16-T06 ER16 TO6 9.00 4.0 33.50 7.94
MM S-A-HO04-ER16-T08 ER16 TO08 11.50 4.0 33.50 7.94
MM S-A-H10.5-ER16-T05 ER16 T05 7.60 10.5 43.10 7.94
MM S-A-H10.5-ER16-T06 ER16 T06 9.00 10.5 43.10 7.94
MM S-A-HO13-ER16-T08 ER16 TO8 11.50 13.0 45.60 7.94
MM S-A-H004-ER20-T05 ER20 TO5 7.60 4.0 40.60 11.11
MM S-A-HO04-ER20-T06 ER20 TO6 9.00 4.0 40.60 11.11
MM S-A-H004-ER20-T08 ER20 TO8 11.50 4.0 40.60 11.11
MM S-A-H10.5-ER20-T05 ER20 T05 7.60 10.5 47.10 11.11
MM S-A-H10.5-ER20-T06 ER20 TO6 9.00 10.5 47.10 11.11
MM S-A-HO13-ER20-T08 ER20 T08 11.50 13.0 49.60 11.11

* Do not apply lubricant to the threaded connection.

™) Inch size spanners (displayed in mm)
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FINISHRED
EFS-E44

Combination of Roughing and Finishing Solid Carbide Endmill with Variable Pitch -
for Chatter Free Milling @ @ ‘
Ch x 45°
SR
ot a2 % N |
{ } Des dne
2 ﬁF av J\éHa" r‘ ®
al# o2 - L >
Dimensions Recommended
Machining Data
o
S f,
Designation D d ap L Flute Ha° Rd® Shank®  Ch o (mm/t)
EFS-E44 06-14CO06CF57 6.00 6.00 1400 57.00 4 38.0 5.0 c 0.25 . 0.03-0.06
IR ZVRERPAT LS 600 600 1400  57.00 4 38.0 5.0 w 0.25 ° 0.03-0.06
EFS-E44 08-18C08CF63 800 800 18.00 63.00 4 38.0 5.0 c 0.30 . 0.03-0.08
AR LVRERENEG R 800 800  18.00  63.00 4 38.0 5.0 w 0.30 . 0.03-0.08
(J NIV RLEPIAGG /3 1000 1000 2200 72.00 4 38.0 5.0 c 0.40 ° 0.03-0.09
R FERLEPITELIS B 1000 1000 22.00  72.00 4 38.0 5.0 w 0.40 ° 0.03-0.09
SN TVRPRTIIIPI M 1200 1200 26.00 83.00 4 38.0 5.0 c 0.50 ° 0.04-0.10
LR LR PR AP 1200 12.00  26.00  83.00 4 38.0 5.0 w 0.50 ° 0.04-0.10
() C-Cylindrical, W-Weldon
EFS-B44
Combination of Roughing and Finishing Solid Carbide Endmill in a Single Tool i
GG
Ch x 45°
%%
. . Recommended
Dimensions [Tough<—Hard Machining Data
2| 8 r
Designation D d ap H L Flute Ha® Rd«° Shank® Ch S} O (mm/t)
LNV R P VZL -yl 6.00 6.00 1400 20.00 57.00 4 450 5.0 c 0.25 . 0.03-0.06
LRV ERTERPVELN LR AN 6.00 6.00 14.00 20.00 57.00 4 450 5.0 w 0.25 ° 0.03-0.06
EFS-B44 06-14C06-57 6.00 6.00 1400 - 5700 4 450 5.0 c 025 | . 0.03-0.06
EFS-B44 06-14W06-57 6.00 6.00 1400 - 57.00 4 450 50 w 0.25 ° 0.03-0.06
CW:-VENEREYPLTL L M-X 3 8.00 8.00 1800 26.00 63.00 4 450 5.0 c 0.30 ° 0.03-0.08
[N EENERTYPETGEREM 8.00 8.00 18.00 26.00 63.00 4 450 5.0 w 0.30 ° 0.03-0.08
EFS-B44 08-18C08-63 800 8.00 1800 - 63.00 4 450 50 c 030 e ° 0.03-0.08
EFS-B44 08-18W08-63 800 800 1800 - 63.00 4 450 50 w 030 | e ° 0.03-0.08
NV PYEVIA TS 23 10.00 10.00 22.00 3200 7200 4 450 5.0 c 0.30 . 0.03-0.09
LR YERTEPYEVY AT 23 10.00 10.00 22.00 32.00 7200 4 450 5.0 w 0.30 ° 0.03-0.09
EFS-B44 10-22C10-72 10.00 10.00 2200 - 7200 4 450 5.0 c 030 | e ° 0.03-0.09
EFS-B44 10-22W10-72 10.00 10.00 22.00 - 7200 4 450 5.0 w 0.30 ° 0.03-0.09
W VERPRTIET ISP 12.00 12.00 26.00 38.00 83.00 4 450 5.0 c 0.40 ° 0.04-0.10
LRV ER PR TR TIPREM 12.00 12.00 26.00 38.00 83.00 4 450 5.0 w 0.40 ° 0.04-0.10
EFS-B44 12-26C12-83 12.00 12.00 2600 - 8300 4 450 5.0 c 0.40 ° 0.04-0.10
EFS-B44 12-26W12-83 12.00 1200 2600 - 8300 4 450 5.0 w 040 | ® ° 0.04-0.10

¢ |C300 should be mainly used for machining exotic materials
() C-Cylindrical, W-Weldon

Member IMC Group

ssns =L




CHATTERFREE

SOLID MILL LINE

EC-H4M-CFR

4 Flute Endmills with Different Helix and Variable Pitch,
for Chatter Dampening with Assorted Radii

ai °/+\az°

Ey- ¥
\ dhe f )
I

%
ac

&) &

Dimensions Recorn.mended
Machining Data
o
& f
Designation D d ap L Flute r Rds®  Shankm| O (mm/t)
EC-H4M 06-12C06CFR0.2-57 6.00 6.00 12.00 57.00 4 0.20 5.0 (o] [ 0.03-0.06
EC-H4M 06-12WO06CFR0.2-57 6.00 6.00 12.00 57.00 4 0.20 5.0 w [ ] 0.03-0.06
EC-H4M 08-16C08CFR0.4-63 8.00 8.00 16.00 63.00 4 0.40 5.0 C [ 0.03-0.08
EC-H4M 08-16W08CFR0.4-63 8.00 8.00 16.00 63.00 4 0.40 5.0 w [ 0.03-0.08
EC-H4M 10-20C10CFR0.5-72 10.00 10.00 20.00 72.00 4 0.50 5.0 C [ ] 0.03-0.09
EC-H4M 10-20W10CFR0.5-72 10.00 10.00 20.00 72.00 4 0.50 5.0 w [ 0.03-0.09
EC-H4M 12-24C12CFRO0.6-83 12.00 12.00 24.00 83.00 4 0.60 5.0 (o] [ 0.04-0.10
EC-H4M 12-24W12CFR0.6-83 12.00 12.00 24.00 83.00 4 0.60 5.0 W [ 0.04-0.10

() C-Cylindrical, W-Weldon

SOLIDMILL « CHATTERFREE

PREMIUM LINE SOLID MILL LINE
EC-H4L-CFR (relieved neck)
4 Flute Endmills with 3xD Relieved Necks, Assorted Radii,

Different Helix and Variable Pitch, for Chatter Dampening

4%
«

Dimensions Recommended
Machining Data
o
S 7
Designation D d ap H L Flute r Rd°  Shank® O (mm/t)
[ ol CIRGISR PIF DI G S - 2y 600 6.00 12.00 20.00 57.00 4 0.20 5.0 (o} ® 0.03-0.06
EC-H4L 06-12/20W6CFR.2-57 J:Xi] 6.00 12.00 20.00 57.00 4 0.20 5.0 w ® 0.03-0.06
EC-H4L 08-16/26C8CFR.4-63 [:Xili] 8.00 16.00 26.00 63.00 4 0.40 5.0 C [} 0.03-0.08
(e CTRG TS VP15 e o s BN 8.00 8.00 16.00 26.00 63.00 4 0.40 5.0 w ® 0.03-0.08
EC-H4L 10-20/32C10CFR.5 10.00 10.00 20.00 32.00 72.00 4 0.50 5.0 C [} 0.03-0.09
EC-H4L 10-20/32W10CFR.5 10.00 10.00 20.00 32.00 72.00 4 0.50 5.0 w [} 0.03-0.09
EC-H4L 12-24/38C12CFR.6 12.00 12.00 24.00 38.00 83.00 4 0.60 5.0 C [ 0.04-0.10
EC-H4L 12-24/38W12CFR.6 12.00 12.00 24.00 38.00 83.00 4 0.60 5.0 w [ 0.04-0.10

() C-Cylindrical, W-Weldon

E26 ISCAR




SOLIDMILL « CHATTERFREE

PREMIUM LINE SOLID MILL LINE
EC-H4XL-CFR (relieved neck)

4 Flute Endmills with 4xD Relieved Necks, Assorted Radii
Different Helix and Variable Pitch, for Chatter Dampening

| )| &5
Y

G
.7
Y

Qi
U _‘ a3 |arzazzaszas
-

Dimensions Recommended
Machining Data
o
S f
Designation D d ap H L Flute r Rd° Shank| QO (mm/t)
EC-H4XL 06-12/25C06CFR.2 6.00 6.00 12.00 25.00 61.00 4 0.20 5.0 C ® 0.03-0.06
EC-H4XL 06-12/25W06CFR.2 6.00 6.00 12.00 25.00 61.00 4 0.20 5.0 w [} 0.03-0.06
EC-H4XL 08-16/32C08CFR.4 8.00 8.00 16.00 32.00 68.00 4 0.40 5.0 (o} [} 0.03-0.08
EC-H4XL 08-16/32WO08CFR.4 8.00 8.00 16.00 32.00 68.00 4 0.40 5.0 w ® 0.03-0.08
EC-H4XL 10-20/40C10CFR.5 10.00 10.00 20.00 40.00 80.00 4 0.50 5.0 (o} [} 0.03-0.09
EC-H4XL 10-20/40W10CFR.5 10.00 10.00 20.00 40.00 80.00 4 0.50 5.0 w [} 0.03-0.09
EC-H4XL 12-24/50C12CFR.6 12.00 12.00 24.00 50.00 95.00 4 0.60 5.0 C ® 0.04-0.10
EC-H4XL 12-24/50W12CFR.6 12.00 12.00 24.00 50.00 95.00 4 0.60 5.0 w [ 0.04-0.10

() C-Cylindrical, W-Weldon

CHATTERFREE

SOLID MILL LINE
EC-H5M-CFR
5 Flute Endmills with Different Helix (36 - 38°) and Variable Pitch for

Chatter Dampening with Assorted Radii @B @
i

dhe 1
S -
Dimensions Re°°f".me“ded
Machining Data
=}
& fz
Designation D d ap L Flute r Rd4°  Shank® O (mm/t)
EC-H5M 04-09C06CFR0.2-57 4.00 6.00 9.00 57.00 5 0.20 5.0 (o] ° 0.02-0.04
EC-H5M 05-11C06CFR0.2-57 5.00 6.00 11.00 57.00 5 0.20 5.0 (o} [} 0.02-0.04
EC-H5M 06-13C06CFR0.2-57 6.00 6.00 13.00 57.00 5 0.20 5.0 C [ 0.03-0.07
EC-H5M 06-13W06CFR0.2-57 6.00 6.00 13.00 57.00 5 0.20 5.0 w [} 0.03-0.07
EC-H5M 08-19C08CFR0.4-63 8.00 8.00 19.00 63.00 5 0.40 5.0 (o} [} 0.03-0.09
EC-H5M 08-19WO08CFR0.4-63 J:Xi[i 8.00 19.00 63.00 5 0.40 5.0 w ° 0.03-0.09
EC-H5M 10-22C10CFRO.5-72 J[X] 10.00 22.00 72.00 5 0.50 5.0 (o] ° 0.03-0.10
EC-H5M 10-22W10CFRO0.5-72 K1) 10.00 22.00 72.00 5 0.50 5.0 w [} 0.03-0.10
EC-H5M 12-26C12CFR0.6-83 [ PA] 12.00 26.00 83.00 5 0.60 5.0 C [ 0.04-0.11
EC-H5M 12-26W12CFR0.6-83 A1) 12.00 26.00 83.00 5 0.60 5.0 w [J 0.04-0.11

() C-Cylindrical, W-Weldon




CHATTERFREE

SOLID MILL LINE

EC-E4L-CF

4 Flute 38° Helix Endmills with 3xD Relieved Necks and Variable Pitch,
for Chatter Dampening

9%
SIE

Q\&

. . Recommended
Dimensions Tough <— Hard Machining Data
g | 8 f.

Designation D d a H L Flute H:® Re® Shank® Ch ] () (mm/t)
EC-E4L 03-8/11CO06CF57 3.00 6.00 8.00 11.00 57.00 4 38.0 5.0 (o] 0.10 ° ° 0.02-0.05
EC-E4L 04-10/14C06CF57 4.00 6.00 10.00 14.00 57.00 4 38.0 5.0 C 0.15 [} [} 0.02-0.05
EC-E4L 05-12/17C06CF57 5.00 6.00 12.00 17.00 57.00 4 38.0 5.0 (o] 0.18 ° o 0.02-0.06
EC-E4L 06-14/20C06CF57 6.00 6.00 14.00 20.00 57.00 4 38.0 5.0 (o] 0.25 ° ° 0.03-0.07
EC-E4L 06-14/20WO06CF57 6.00 6.00 14.00 20.00 57.00 4 38.0 5.0 w 0.25 [} [} 0.03-0.07
EC-E4L 08-18/26C08CFS63 8.00 8.00 18.00 26.00 63.00 4 38.0 5.0 (o] 0 ° 0.03-0.08
EC-E4L 08-18/26C08CF63 8.00 8.00 18.00 26.00 63.00 4 38.0 5.0 (o] 0.30 ° o 0.03-0.09
EC-E4L 08-18/26W08CF63 8.00 8.00 18.00 26.00 63.00 4 38.0 5.0 w 0.30 [} [} 0.03-0.09
ol TR VB P Yk P Te Lo o] 557 420 10.00 10.00 22.00 32.00 72.00 4 38.0 5.0 C 0 ° 0.03-0.09
EC-E4L 10-22/32C10CF72 10.00 10.00 22.00 32.00 72.00 4 38.0 5.0 C 0.40 ® [} 0.03-0.10
EC-E4L 10-22/32W10CF72 10.00 10.00 22.00 32.00 72.00 4 38.0 5.0 w 0.40 [} 0.03-0.10
(el B OB P EPA A Lo o #8101 10.00 10.00 22.00 32.00 72.00 4 38.0 5.0 w 0.40 ° 0.03-0.10
[ VR P2 1okt 1o L od 1K B 12.00 12.00 26.00 38.00 83.00 4 38.0 5.0 (o] 0 ° 0.04-0.10
EC-E4L 12-26/38C12CF83 12.00 12.00 26.00 38.00 83.00 4 38.0 5.0 C 0.50 [} [} 0.04-0.11
EC-E4L 12-26/38W12CF83 12.00 12.00 26.00 38.00 83.00 4 38.0 5.0 w 0.50 [ J [J 0.04-0.11

® |C300 should be mainly used for machining exotic materials
() C-Cylindrical, W-Weldon

EC-E5L-CF
5 Flute 38° Helix Endmills, Variable Pitch Medium Length (1xD)

%
&

arza2+=as+a4s-as
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Dimensions Re°°T“F“e"ded
Machining Data
o
S 74
Designation D d ap L Flute Ha° Rd4°  Shank® Ch &) (mm/t)
EC-E5L 06-15C06CF57 6.00 6.00 15.00 57.00 5 38.0 5.0 (o] 0.20 o 0.03-0.07
EC-E5L 06-15W06CF57 6.00 6.00 15.00 57.00 5 38.0 5.0 w 0.20 ° 0.03-0.07
EC-E5L 08-20C08CF63 8.00 8.00 20.00 63.00 5 38.0 5.0 (o] 0.25 [ 0.03-0.09
EC-E5L 08-20W08CF63 8.00 8.00 20.00 63.00 5 38.0 5.0 w 0.25 [ ] 0.03-0.09
EC-E5L 10-25C10CF72 10.00 10.00 25.00 72.00 5 38.0 5.0 (] 0.30 o 0.03-0.10
EC-E5L 10-25W10CF72 10.00 10.00 25.00 72.00 5 38.0 5.0 w 0.30 [ ] 0.03-0.10
EC-E5L 12-30C12CF83 12.00 12.00 30.00 83.00 5 38.0 5.0 (o} 0.40 [ ] 0.04-0.11
EC-E5L 12-30W12CF83 12.00 12.00 30.00 83.00 5 38.0 5.0 w 0.40 [ ] 0.04-0.11

() C-Cylindrical, W-Weldon
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EED- aEE =
SOLID™" MILL
EFF-S4
4 Flute with Relieved Necks, Fast Feed High Productivity Solid Carbide Endmills

(&5
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Y
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PP
[ L
Dimensions Recommended
Machining Data
®
S 72
Designation D d L Flute H r R ap O (mm/t)
EFF-S4-06 030/20CO6R1.0M JE-X[(] 6.00 57.00 4 20.00 1.23 5.3 0.30 [ 0.10-0.30
EFF-S4-08 035/26C08R1.3M 8.00 8.00 63.00 4 26.00 1.62 7.0 0.40 [ ] 0.10-0.40
EFF-S4-10 040/30C10R1.6M Rt} 10.00 72.00 4 30.00 2.01 8.8 0.50 () 0.15-0.50
EFF-S4-12 045/34 H 12.00 12.00 83.00 4 34.00 2.47 10.6 0.60 o 0.15-0.50

() Should be used for programming

CHATTERFREE « SOLID*" MilLL

SOLID MILL LINE
EFP-E4,5CF

Solid Carbide Roughing Endmills with Chip Splitting Cutting Edges,
Variable Pitch and Large Radius Frontal Edge

%y
¥y

&, &

o

Y
5

Dimensions Recom_mended
Machining Data
(50
8 fz
Designation D d L r@  Flute Hs® ap® apmax Rd° ®] (mm/t)
EFP-E4CF 06-12CO06R1.0M57 6.00 6.00 57.00 1.00 4 38.0 0.30 12.00 5.0 [} 0.02-0.30
EFP-E4CF 08-16C08R1.4M63 8.00 8.00 6300 1.40 4 380 040 16.00 5.0 ° 0.03-0.40
EFP-E4CF 10-20C10R1.7M72 10.00 10.00 72.00 1.70 4 38.0 0.50 20.00 5.0 ® 0.03-0.50
EFP-E5CF 10-24C10R1.7M72 (1) 10.00 10.00 72.00 1.70 5 38.0 0.50 24.00 5.0 [} 0.03-0.50
EFP-E4CF 12-25C12R2.0M83 12.00 12.00 83.00 2.00 4 38.0 0.60 24.00 5.0 [J 0.04-0.50

() Cannot be used for plunging application @ Used for programming @ Maximum D.O.C. for high feed milling (FEEDMILL)




SOLIDMILL
EC-A2 (economical-short)

Economical Type 2 Flute, 30° Helix Center Cutting Short Solid Carbide Endmills

%!

Rd9

Y

&

S
S

Dimensions Tough <—> Recommended
Hard Machining Data
2 | 8 f,

Designation D d ap L Flute Ha° Rds°  Shank®| O o (mm/t)
EC-A2 02-03WO6E50 2.00 6.00 3.00 50.00 2 30.0 5.0 w [} [} 0.01-0.03
EC-A2 03-04WO6E50 3.00 6.00 4.00 50.00 2 30.0 5.0 w [} [} 0.01-0.04
EC-A2 04-05WO06E54 4.00 6.00 5.00 54.00 2 30.0 5.0 w [ ® 0.02-0.05
EC-A2 045-05W06E54 4.50 6.00 5.00 54.00 2 30.0 5.0 w ® ® 0.02-0.05
EC-A2 05-06 WO6E54 5.00 6.00 6.00 54.00 2 30.0 5.0 w [} [} 0.02-0.06
EC-A2 06-07WO6E54 6.00 6.00 7.00 54.00 2 30.0 5.0 w [} [} 0.03-0.07
EC-A2 07-08WOSE58 7.00 8.00 8.00 58.00 2 30.0 5.0 w ® ® 0.03-0.08
EC-A2 08-09WO0SES58 8.00 8.00 9.00 58.00 2 30.0 5.0 w [} [} 0.03-0.09
EC-A2 09-10W10E66 9.00 10.00 10.00 66.00 2 30.0 5.0 w [ ® 0.03-0.09
EC-A2 10-11W10E66 10.00 10.00 11.00 66.00 2 30.0 5.0 w ® ® 0.03-0.10
EC-A2 12-12W12E73 12.00 12.00 12.00 73.00 2 30.0 5.0 W [ 0.04-0.11

) W-Weldon
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SOLIDMILL
PREMIUM LINE
EC-A-2
2 Flute, 30 and 45° Helix Medium Length Solid Carbide Slot / Drill Endmills

I
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Y
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Dimensions Tough <—> Recommended
Hard Machining Data
[oo] 8 8 f,
o|l®| o

Designation D d ap L Flute Ha° Rd° Shank| © | © | © (mm/t)

EC020B07-2C03 2.00 3.00 7.00 38.00 2 45.0 5.0 C (] (] 0.01-0.03
EC020B07-2C06 2.00 6.00 7.00 57.00 2 45.0 5.0 C [} [} 0.01-0.03
EC025A07-2C03 2.50 3.00 7.00 38.00 2 30.0 5.0 C [} ® 0.01-0.03
EC030A10-2C03 3.00 3.00 10.00 38.00 2 30.0 5.0 C (] ® 0.01-0.04
EC030A10-2C06 3.00 6.00 10.00 57.00 2 30.0 5.0 C [} [ ] 0.01-0.04
EC035A12-2C04 3.50 4.00 12.00 50.00 2 30.0 5.0 C [} ® 0.01-0.04
EC040A12-2C04 4.00 4.00 12.00 50.00 2 30.0 5.0 C [ (] [ 0.02-0.05
EC040A12-2C06 4.00 6.00 12.00 57.00 2 30.0 5.0 C [ ] [} [} 0.02-0.05
EC045A14-2C06 4.50 6.00 14.00 57.00 2 30.0 5.0 C [ 0.02-0.05
ECO050A14-2C05 5.00 5.00 14.00 50.00 2 30.0 5.0 C [ ] [} 0.02-0.06
EC050A14-2C06 5.00 6.00 14.00 57.00 2 30.0 5.0 C [} [ ] 0.02-0.06
ECO055A16-2C06 5.50 6.00 16.00 57.00 2 30.0 5.0 C ® 0.02-0.06
EC060A16-2C06 6.00 6.00 16.00 57.00 2 30.0 5.0 C (] (] [ 0.03-0.07
EC060A16-2W06 6.00 6.00 16.00 57.00 2 30.0 5.0 w [ ] 0.03-0.07
EC065A20-2C07 6.50 7.00 20.00 60.00 2 30.0 5.0 C ® 0.03-0.07
EC070A20-2C07 7.00 7.00 20.00 60.00 2 30.0 5.0 C [ ) [} 0.03-0.08
EC080A20-2C08 8.00 8.00 20.00 63.00 2 30.0 5.0 C ° [} [ ] 0.03-0.09
EC080A20-2W08 8.00 8.00 20.00 63.00 2 30.0 5.0 w o 0.03-0.09
EC085A22-2C10 8.50 10.00 22.00 72.00 2 30.0 5.0 C (] 0.03-0.09
EC100A22-2C10 10.00 10.00 22.00 72.00 2 30.0 5.0 C ° [} (] 0.03-0.10
EC120A25-2C12 12.00 12.00 25.00 83.00 2 30.0 5.0 [ () [J [ ] 0.04-0.11

() C-Cylindrical, W-Weldon

Member IMC Group
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SOLIDMILL

TEC LINE
EC-A2 (economical-medium)
Economical Type 2 Flute, 30° Helix Center Cutting Medium Length
Solid Carbide Endmills @E @
. R =
U " e—SaaT/
- (e}
Fﬁ ap 4" \\; e ® ®
. L |
| . Tough <> Recommended
Dimensions I-?ard Machining Data
2 | 8 f,
Designation D d ap L Flute Ha° Rd«° Shank| O O (mm/t)
EC-A2 01-03C04E50 1.00 4.00 3.00  50.00 2 30.0 5.0 [ ° ° 0.00-0.01
EC-A2 015-045C04E50 JRF:!] 4.00 450  50.00 2 30.0 5.0 c ° ° 0.00-0.02
EC-A2 02-08C02E32 2.00 2.00 8.00  32.00 2 30.0 5.0 c ° . 0.01-0.03
EC-A2 025-08C025E32 X\ 2.50 8.00  32.00 2 30.0 5.0 c ° . 0.01-0.03
EC-A2 03-12C03E38 3.00 300 12.00 38.00 2 30.0 5.0 c ° ° 0.01-0.04
EC-A2 035-12C035E32 kI 350  12.00  32.00 2 30.0 5.0 c ° ° 0.01-0.04
EC-A2 04-12C04E50 4.00 400 12.00 50.00 2 30.0 5.0 c . ° 0.02-0.05
EC-A2 045-14C045E50 ¥\ 450  14.00  50.00 2 30.0 5.0 c ° 0.02-0.05
EC-A2 05-14CO5E50 5.00 500 14.00  50.00 2 30.0 5.0 c ° ° 0.02-0.06
EC-A2 055-16CO55E50 J:E:N 550  16.00  50.00 2 30.0 5.0 c ° . 0.02-0.06
EC-A2 06-16C06E50 6.00 6.00 16.00  50.00 2 30.0 5.0 c ° ° 0.03-0.07
EC-A2 07-20C07E60 7.00 7.00  20.00 60.00 2 30.0 5.0 c ° ° 0.03-0.08
EC-A2 08-20C08E63 8.00 8.00  20.00 63.00 2 30.0 5.0 c . . 0.03-0.09
EC-A2 09-20C09E60 9.00 9.00  20.00 60.00 2 30.0 5.0 c ° ° 0.03-0.09
EC-A2 10-22C10E72 10.00 10.00 22.00 72.00 2 30.0 5.0 c . ° 0.03-0.10
EC-A2 12-22C12E70 12.00 12.00 22.00 70.00 2 30.0 5.0 c ° ° 0.04-0.11

() C-Cylindrical

E32 ISCAR




Vv /| |
SOLIDMILL
PREMIUM LINE
ECC-A-2
2 Flute, 30° Helix Medium Length Solid Carbide Slot / Drill Endmills with Chamfered Corners

&
&

Ch x 45°

S
Y

Dimensions Tough <—> Recorn.mended
Hard Machining Data
g | 8 f2

Designation D d Flute ap L Rd4°  Shank® Ch ®] (&) (mm/t)
ECC020B07-2C03 2.00 3.00 2 7.00 38.00 5.0 C 0.10 [} [} 0.01-0.03
ECC025A07-2C03 2.50 3.00 2 7.00 38.00 5.0 C 0.10 [} 0.01-0.03
ECCO030A10-2C03 3.00 3.00 2 10.00 38.00 5.0 C 0.10 [} ® 0.01-0.04
ECCO035A12-2C04 3.50 4.00 2 12.00 50.00 5.0 C 0.10 [ ] 0.01-0.04
ECC040A12-2C04 4.00 4.00 2 12.00 50.00 5.0 C 0.15 ® [} 0.02-0.05
ECCO050A14-2C05 5.00 5.00 2 14.00 50.00 5.0 (] 0.15 [ ] [ ] 0.02-0.06
ECCO060A16-2C06 6.00 6.00 2 16.00 57.00 5.0 C 0.15 [ ] [ 0.03-0.07
ECCO060A16-2W06 6.00 6.00 2 16.00 57.00 5.0 w 0.15 [} 0.03-0.07
ECCO080A20-2C08 8.00 8.00 2 20.00 63.00 5.0 C 0.15 [} [ ] 0.03-0.09
ECC100A22-2C10 10.00 10.00 2 22.00 72.00 5.0 C 0.25 ® 0.03-0.10
ECC120A25-2C12 12.00 12.00 2 25.00 83.00 5.0 C 0.25 [ ] 0.04-0.11

() C-Cylindrical, W-Weldon

EC-A2(economical-extra long)
Economical Type 2 Flute, 30° Helix Center Cutting Extra Long Solid Carbide Endmills

Rd
/

&\&)\@,

Dimensions Tough <— Recom_mended
Hard Machining Data
g § fz

Designation D d ap L Flute Ha® Rds° Shank| O O (mm/t)
EC-A2 03-30C03E75 3.00 3.00 30.00 75.00 2 30.0 5.0 C [} ® 0.01-0.04
EC-A2 04-30C04E75 4.00 4.00 30.00 75.00 2 30.0 5.0 C (] (] 0.02-0.05
EC-A2 05-40CO5E100 5.00 5.00 40.00 100.00 2 30.0 5.0 C [} ] 0.02-0.06
EC-A2 06-50C06E150 6.00 6.00 50.00 150.00 2 30.0 5.0 C (] ® 0.03-0.07
EC-A2 08-50C08E150 8.00 8.00 50.00 150.00 2 30.0 5.0 C o [} 0.03-0.09
EC-A2 10-60C10E150 [y} 10.00 60.00 150.00 2 30.0 5.0 C [ ] [ ] 0.03-0.10
EC-A2 12-75C12E150 gRpAJy 12.00 75.00 150.00 2 30.0 5.0 C [J [ 0.04-0.11

() C-Cylindrical
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SOLIDRILL
PREMIUM LINE
ECS/ECCS-E-3
3 Flute 38° Helix with 3xD Relieved Necks, Short Solid Carbide Slot / Drill Endmills,
with Chamfered Corners

sk
e

Q\&

. . Recommended
Dimensions Tough <—> Hard Machining Data
S | 8 fo
Designation D d a H D2 L Flute H® R« Shank® Ch S S (mm/t)
| Lo To L] Lo B LRy A 2.00 6.00 3.00 8.00 1.90 57.00 3 38.0 5.0 w - [ 0.01-0.03
el P O EFE TP Y AN 2.50 6.00 3.00 8.00 2.40 57.00 3 38.0 5.0 w - [} 0.01-0.03
e Tokfo] o LR WTRy A 3.00 6.00 4.00 9.00 290 57.00 3 38.0 5.0 w - [ 0.01-0.04
e k] Lo P B TP A 3.50 6.00 4.00 12.00 3.40 57.00 3 38.0 5.0 w - [ 0.01-0.04
[ {o{o 22 No] W BT 0 TSPy Al 4.00 6.00 5.00 13.00 3.90 57.00 3 38.0 5.0 w - [ ) [ ] 0.02-0.05
(T o] Lo LR A 5.00 6.00 6.00 14.00 490 57.00 3 38.0 5.0 w - [ 0.02-0.06
| el 0] Oy £ [ B4 6.00 6.00 7.00 15.00 590 57.00 3 38.0 5.0 w 0.15 [ 0.03-0.07
ol do] LB F:2) 7.00 8.00 8.00 20.00 6.70 63.00 3 38.0 5.0 w 0.15 [} 0.03-0.08
[l To L {0] ST B} [0 f: 2] 8.00 8.00 9.00 21.00 7.60 63.00 3 38.0 5.0 w 0.15 [ 0.03-0.09
el fTo] L OB A By 42 9.00 10.00 10.00 22.00 8.60 72.00 3 38.0 5.0 w 0.15 [} 0.03-0.09
| (o3 [olo] 4 & B A [/ EY 421 10.00 10.00 11.00 23.00 9.50 72.00 3 38.0 5.0 w 0.25 ° 0.03-0.10
ey L) 4 PR A P ] 12,00 12.00 12.00 24.00 11.30 83.00 3 38.0 5.0 W 0.25 [J 0.04-0.11

™) W-Weldon
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IV I/
SOLIDMILL
PREMIUM LINE
EC-A2 (rib processing)
2 Flute, 30° Helix Solid Carbide Endmills, for Rib Processing on Hard Materials
up to 65 HRc

N

| )| &5
Y

%
7

\

Dimensions Recommended
Machining Data
[3)
S fz
Designation D d ap H L D2 Flute Hs® Rds® Shank®| O (mm/t)
EC-A2 004-006/02C4M45 040 4.00 0.60 2.00 45.00 0.37 2 30.0 3.0 C ® 0.01-0.01
EC-A2 004-006/03C4M45 040 4.00 0.60 3.00 45.00 0.37 2 30.0 3.0 (o} [ 0.01-0.01
EC-A2 004-006/04C4M45 040 4.00 0.60 4.00 45.00 0.37 2 30.0 3.0 C [ 0.01-0.01
EC-A2 004-006/05C4M45 040 4.00 0.60 5.00 45.00 0.37 2 30.0 3.0 (o} [ 0.01-0.01
EC-A2 005-007/02C4M45 050 4.00 0.70 2.00 4500 0.45 2 30.0 3.0 C [ 0.01-0.01
EC-A2 005-007/04C4M45 0.50 4.00 0.70 4.00 45.00 0.45 2 30.0 3.0 C [ 0.01-0.01
EC-A2 005-007/06C4M45 050 4.00 0.70 6.00 45.00 0.45 2 30.0 3.0 C [ 0.01-0.01
EC-A2 005-007/08C4M45 050 4.00 0.70 8.00 4500 0.45 2 30.0 3.0 (o} [ 0.01-0.01
EC-A2 006-009/02C4M45 0.60 4.00 0.90 2.00 45.00 0.55 2 30.0 3.0 (o [ 0.01-0.02
EC-A2 006-009/04C4M45 0.60 4.00 0.90 4.00 45.00 0.55 2 30.0 3.0 (o} [ 0.01-0.02
EC-A2 006-009/06C4M45 0.60 4.00 0.90 6.00 45.00 0.55 2 30.0 3.0 C [ 0.01-0.02
EC-A2 006-009/08C4M45 0.60 4.00 0.90 8.00 4500 0.55 2 30.0 3.0 C [ 0.01-0.02
EC-A2 006-009/10C4M45 0.60 4.00 0.90 10.00 45.00 0.55 2 30.0 3.0 C [ 0.01-0.02
EC-A2 007-010/02C4M45 0.70 4.00 1.00 2.00 4500 0.65 2 30.0 3.0 (o} [ 0.01-0.03
EC-A2 007-010/08C4M45 0.70 4.00 1.00 8.00 45.00 0.65 2 30.0 3.0 C [ 0.01-0.03
EC-A2 008-012/04C4M45 0.80 4.00 1.20 4.00 45.00 0.75 2 30.0 3.0 (o} [ 0.01-0.03
EC-A2 008-012/06C4M45 0.80 4.00 1.20 6.00 45.00 0.75 2 30.0 3.0 C [ 0.01-0.03
EC-A2 008-012/08C4M45 0.80 4.00 1.20 8.00 45.00 0.75 2 30.0 3.0 C ° 0.01-0.03
EC-A2 008-012/10C4M45 0.80 4.00 1.20 10.00 45.00 0.75 2 30.0 3.0 C [ 0.01-0.03
EC-A2 009-0135/06C4M45 0.90 4.00 1.35 6.00 45.00 0.85 2 30.0 3.0 C [ 0.01-0.03
EC-A2 009-0135/10C4M45 0.90 4.00 1.35 10.00 45.00 0.85 2 30.0 3.0 C [ 0.01-0.03
EC-A2 009-0135/15C4M50 090 4.00 135 15.00 50.00 0.85 2 30.0 3.0 (o} [ 0.01-0.03
EC-A2 010-015/04C4M45 1.00 4.00 1.50 4.00 45.00 0.97 2 30.0 3.0 C [ 0.01-0.01
EC-A2 010-015/06C4M45 1.00 4.00 1.50 6.00 45.00 0.97 2 30.0 3.0 C ° 0.01-0.01
EC-A2 010-015/08C4M45 1.00 4.00 1.50 8.00 45.00 0.95 2 30.0 3.0 C [ 0.01-0.01
EC-A2 010-015/10C4M45 1.00 4.00 1.50 10.00 45.00 0.95 2 30.0 3.0 C [ 0.01-0.01
EC-A2 010-015/12C4M45 1.00 4.00 1.50 12.00 45.00 0.93 2 30.0 3.0 C ® 0.01-0.01
EC-A2 010-015/16C4M50 1.00 4.00 1.50 16.00 50.00 0.93 2 30.0 3.0 (o} [ 0.01-0.01
EC-A2 010-015/20C4M55 1.00 4.00 1.50 20.00 55.00 0.93 2 30.0 3.0 C [ 0.01-0.01
EC-A2 012-018/06C4M45 120 4.00 1.80 6.00 45.00 1.17 2 30.0 3.0 (o] ° 0.01-0.01
EC-A2 012-018/08C4M45 120 4.00 1.80 8.00 45.00 1.15 2 30.0 3.0 C [ 0.01-0.01
EC-A2 012-018/10C4M45 1.20 4.00 1.80 10.00 45.00 1.15 2 30.0 3.0 C [ 0.01-0.01
EC-A2 012-018/16C4M50 120 4.00 1.80 16.00 50.00 1.13 2 30.0 3.0 C ® 0.01-0.01
EC-A2 014-021/06C4M45 140 4.00 210 6.00 45.00 1.35 2 30.0 3.0 (o} [ 0.01-0.01
EC-A2 014-021/08C4M45 140 4.00 210 8.00 45.00 1.35 2 30.0 3.0 C [ 0.01-0.01
EC-A2 014-021/10C4M45 140 4.00 210 10.00 45.00 1.35 2 30.0 3.0 C [ 0.01-0.01
EC-A2 015-023/06C4M45 150 4.00 230 6.00 45.00 1.47 2 30.0 3.0 C [ 0.01-0.02
EC-A2 015-023/08C4M45 150 4.00 230 8.00 45.00 1.45 2 30.0 3.0 C [ 0.01-0.02
EC-A2 015-023/10C4M45 150 4.00 230 10.00 45.00 1.45 2 30.0 3.0 C ® 0.01-0.02
EC-A2 015-023/12C4M45 150 4.00 230 12.00 45.00 1.41 2 30.0 3.0 (o} [ 0.01-0.02
EC-A2 015-023/14C4M50 1.50 4.00 2.30 14.00 50.00 1.41 2 30.0 3.0 C [ 0.01-0.02
EC-A2 015-023/16C4M50 150 4.00 230 16.00 50.00 1.41 2 30.0 3.0 (o] ° 0.01-0.02
EC-A2 015-023/20C4M55 150 4.00 230 20.00 55.00 1.41 2 30.0 3.0 C [ 0.01-0.02
EC-A2 016-024/06C4M45 160 4.00 240 6.00 45.00 1.57 2 30.0 3.0 C [ 0.01-0.02
EC-A2 016-024/08C4M45 160 4.00 240 8.00 45.00 1.55 2 30.0 3.0 C [ 0.01-0.02
EC-A2 016-024/10C4M45 160 4.00 240 10.00 45.00 1.55 2 30.0 3.0 (o} [ 0.01-0.02
EC-A2 016-024/18C4M55 160 4.00 240 18.00 55.00 1.53 2 30.0 3.0 C [ 0.01-0.02
EC-A2 016-024/26C4M60 160 4.00 240 26.00 60.00 1.53 2 30.0 3.0 (o} [ 0.01-0.02
EC-A2 018-027/06C4M45 180 4.00 270 6.00 45.00 1.77 2 30.0 3.0 C [ 0.01-0.03
EC-A2 018-027/08C4M45 180 4.00 270 8.00 45.00 1.75 2 30.0 3.0 C [ 0.01-0.03
EC-A2 018-027/10C4M45 180 4.00 270 10.00 45.00 1.75 2 30.0 3.0 C [ 0.01-0.03
EC-A2 018-027/12C4M45 180 4.00 270 12.00 45.00 1.73 2 30.0 3.0 (o} [ 0.01-0.03
EC-A2 018-027/14C4M50 1.80 4.00 270 14.00 50.00 1.73 2 30.0 3.0 C [ 0.01-0.03
EC-A2 020-030/06C4M45 2.00 4.00 3.00 6.00 45.00 1.97 2 30.0 3.0 C [ 0.01-0.03

() C-Cylindrical

Member IMC Group
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IV I/
SOLIDMILL
PREMIUM LINE
EC-A2 (rib processing) (continued)
2 Flute, 30° Helix Solid Carbide Endmills, for Rib Processing on Hard Materials

up to 65 HRc

!
GIE

\
D Recommended
Machining Data
™
=3 fz
Designation D d ap H L D2 Flute Ha® Rd® Shank®| O (mm/t)
EC-A2 020-030/08C4M45 200 4.00 3.00 8.00 4500 1.95 2 30.0 3.0 C [ 0.01-0.03
EC-A2 020-030/10C4M45 2.00 4.00 3.00 10.00 45.00 1.95 2 300 3.0 C [ 0.01-0.03
EC-A2 020-030/12C4M45 2.00 4.00 3.00 12.00 45.00 1.93 2 30.0 3.0 C [ 0.01-0.03
EC-A2 020-030/14C4M50 200 4.00 3.00 14.00 50.00 1.93 2 300 3.0 C [ 0.01-0.03
EC-A2 020-030/16C4M50 200 4.00 3.00 16.00 50.00 1.91 2 30.0 3.0 C [ 0.01-0.03
EC-A2 020-030/18C4M55 2,00 4.00 3.00 18.00 55.00 1.91 2 300 3.0 C [ 0.01-0.03
EC-A2 020-030/20C4M55 200 4.00 3.00 20.00 55.00 1.89 2 300 3.0 C [ 0.01-0.03
EC-A2 020-030/25C4M60 2.00 4.00 3.00 25.00 60.00 1.89 2 300 3.0 C [ 0.01-0.03
EC-A2 020-030/30C4M70 2.00 4.00 3.00 30.00 70.00 1.89 2 30.0 3.0 C [ 0.01-0.03
EC-A2 025-037/08C4M45 250 4.00 3.70 8.00 45.00 240 2 300 3.0 C [ 0.01-0.03
EC-A2 025-037/10C4M45 250 4.00 3.70 10.00 45.00 2.40 2 30.0 3.0 C [ 0.01-0.03
EC-A2 025-037/12C4M45 250 4.00 3.70 12.00 45.00 2.40 2 300 3.0 C [ 0.01-0.03
EC-A2 025-037/14C4M50 250 4.00 3.70 14.00 50.00 2.40 2 30.0 3.0 C [ 0.01-0.03
EC-A2 025-037/16C4M55 250 4.00 3.70 16.00 55.00 2.40 2 300 3.0 C [ 0.01-0.03
EC-A2 025-037/18C4M55 250 4.00 3.70 18.00 55.00 2.40 2 30.0 3.0 C [ 0.01-0.03
EC-A2 025-037/20C4M60 250 4.00 3.70 20.00 60.00 2.40 2 300 3.0 C [ 0.01-0.03
EC-A2 025-037/25C4M70 250 4.00 3.70 25.00 70.00 2.40 2 30.0 3.0 C [ 0.01-0.03
EC-A2 025-037/30C4M80 250 4.00 3.70 30.00 80.00 2.40 2 300 3.0 C [ 0.01-0.03
EC-A2 030-045/08C6M45 3.00 6.00 4.50 8.00 45.00 285 2 30.0 3.0 C [ 0.01-0.04
EC-A2 030-045/10C6M45 3.00 6.00 4.50 10.00 45.00 2.85 2 300 3.0 C [ 0.01-0.04
EC-A2 030-045/12C6M45 3.00 6.00 4.50 12.00 45.00 2.85 2 30.0 3.0 C [ 0.01-0.04
EC-A2 030-045/14C6M50 3.00 6.00 4.50 14.00 50.00 2.85 2 300 3.0 C [ 0.01-0.04
EC-A2 030-045/16C6M55 3.00 6.00 4.50 16.00 55.00 2.85 2 30.0 3.0 C [ 0.01-0.04
EC-A2 030-045/18C6M55 3.00 6.00 4.50 18.00 55.00 2.85 2 300 3.0 C [ 0.01-0.04
EC-A2 030-045/20C6M60 3.00 6.00 4.50 20.00 60.00 2.85 2 30.0 3.0 C [ 0.01-0.04
EC-A2 030-045/25C6M65 3.00 6.00 4.50 25.00 65.00 2.85 2 300 3.0 C [ 0.01-0.04
EC-A2 030-045/30C6M70 3.00 6.00 4.50 30.00 70.00 2.85 2 30.0 3.0 C [ 0.01-0.04
EC-A2 030-045/35C6M80 3.00 6.00 4.50 35.00 80.00 2.85 2 300 3.0 C [ 0.01-0.04
EC-A2 030-045/40C6M90 3.00 6.00 4.50 40.00 90.00 2.85 2 30.0 3.0 C [ 0.01-0.04
EC-A2 040-060/12C6M50 400 6.00 6.00 12.00 50.00 3.80 2 300 3.0 C ° 0.02-0.05
EC-A2 040-060/16C6M60 4.00 6.00 6.00 16.00 60.00 3.80 2 30.0 3.0 C [ 0.02-0.05
EC-A2 040-060/20C6M60 4,00 6.00 6.00 20.00 60.00 3.80 2 300 3.0 C [ 0.02-0.05
EC-A2 040-060/25C6M70 4,00 6.00 6.00 25.00 70.00 3.80 2 30.0 3.0 C [ 0.02-0.05
EC-A2 040-060/30C6M70 4.00 6.00 6.00 30.00 70.00 3.80 2 300 3.0 C [ 0.02-0.05
EC-A2 040-060/35C6M80 4,00 6.00 6.00 35.00 80.00 3.80 2 30.0 3.0 C [ 0.02-0.05
EC-A2 040-060/40C6M90 4,00 6.00 6.00 40.00 90.00 3.80 2 300 3.0 C ° 0.02-0.05
EC-A2 040-060/45C6M90 4.00 6.00 6.00 45.00 90.00 3.80 2 30.0 3.0 C [ 0.02-0.05
EC-A2 040-060/50C6M100 4,00 6.00 6.00 50.00 100.00 3.80 2 300 3.0 C [ 0.02-0.05
EC-A2 050-075/16C6M60 5.00 6.00 7.50 16.00 60.00 4.80 2 30.0 3.0 C [ 0.02-0.06
EC-A2 050-075/20C6M60 500 6.00 7.50 20.00 60.00 4.80 2 300 3.0 C [ 0.02-0.06
EC-A2 050-075/25C6M70 5.00 6.00 7.50 25.00 70.00 4.80 2 30.0 3.0 C [ 0.02-0.06
EC-A2 050-075/30C6M80 5,00 6.00 7.50 30.00 80.00 4.80 2 300 3.0 C [ 0.02-0.06
EC-A2 050-075/35C6M80 5.00 6.00 7.50 35.00 80.00 4.80 2 30.0 3.0 C [ 0.02-0.06
EC-A2 050-075/40C6M80 5,00 6.00 7.50 40.00 80.00 4.80 2 300 3.0 C [ 0.02-0.06
EC-A2 050-075/50C6M110 5.00 6.00 7.50 50.00 110.00 4.80 2 300 3.0 C [ 0.02-0.06
EC-A2 060-090/20C6M80 6.00 6.00 9.00 20.00 80.00 5.70 2 300 3.0 C [ 0.02-0.06
EC-A2 060-090/30C6M90 6.00 6.00 9.00 30.00 90.00 5.70 2 30.0 3.0 C [ 0.02-0.06
EC-A2 060-090/40C6M100 6.00 6.00 9.00 40.00 100.00 5.60 2 300 3.0 C ° 0.02-0.06
EC-A2 060-090/50C6M110 6.00 6.00 9.00 50.00 110.00 5.60 2 30.0 3.0 C [ 0.02-0.06

() C-Cylindrical
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SOLIDMILL
PREMIUM LINE
ECH-B-6
6 Flute, 45° Helix Medium Length Solid Carbide Endmills, for Finishing of Hard
Materials up to 65 HRc

o]
Y

A
- L >
HARD MATERIAL
. . Recommended
Dimensions [Tough <— Hard Machining Data
=} [}
&3 & fz
Designation D d ap L Flute Ha° Shankm | O O (mm/t)
ECHO060B16-6C06 6.00 6.00 16.00 57.00 6 45.0 (o] ° ° 0.03-0.07
ECHO060B16-6W06 6.00 6.00 16.00 57.00 6 45.0 w [} 0.03-0.07
ECH080B20-6C08 8.00 8.00 20.00 63.00 6 45.0 (o] ° ° 0.03-0.09
ECH080B20-6W08 8.00 8.00 20.00 63.00 6 45.0 w ° 0.03-0.09
ECH100B22-6C10 10.00 10.00 22.00 72.00 6 45.0 (o} [} 0.03-0.10
ECH100B22-6W10 10.00 10.00 22.00 72.00 6 45.0 w ° 0.03-0.10
ECH120B25-6C12 12.00 12.00 25.00 83.00 6 45.0 (o] ° ° 0.04-0.11
ECH120B25-6 12.00 12.00 25.00 83.00 6 45.0 W ° 0.04-0.11

® Use IC903 for machining hardened steel up to 65 HRc
() C-Cylindrical, W-Weldon

Member IMC Group

i.
4 11 ]
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SOLIDMILL
EC-B6

6 Flute, 45° Helix Extra Long Solid Carbide Endmills, for Finishing of Hard Materials

up to 65 HRc

¢

%!

v . _
Des KECRCT RN dhe
— e e T - P Ve o e =g
A ‘ . A
< ap > Ha'
- |_
HARD MATERIALS
Dimensions Recommended
Machining Data
I50)
=3 fz
Designation D d ap L Flute Ha° Shank O (mm/t)
EC-B6 060-026C06-70 6.00 6.00 26.00 70.00 6 45.0 C [ ] 0.03-0.07
EC-B6 080-036C08-90 8.00 8.00 36.00 90.00 6 45.0 C [} 0.03-0.09
EC-B6 100-46C10-100 10.00 10.00 46.00 100.00 6 45.0 C ® 0.03-0.10
EC-B6 120-56C12-110 12.00 12.00 56.00 110.00 6 45.0 C [J 0.04-0.11
() C-Cylindrical
EC-D6
6 Flute, 50° Helix Medium Length Solid Carbide Endmills, for Finishing of Hard
Materials up to 65 HRc % @
v
dhe
V?
HARD MATERIALS
BhetnE Recommended
Machining Data
0]
S f
Designation D d ap L Flute Ha° Shank Rd° O (mm/t)
EC-D6 06-13CO6H57 6.00 6.00 13.00 57.00 6 50.0 (o} 5.0 [ ] 0.03-0.07
EC-D6 08-20C08H63 8.00 8.00 20.00 63.00 6 50.0 C 5.0 [ ] 0.03-0.09
EC-D6 10-22C10H72 10.00 10.00 22.00 72.00 6 50.0 (o} 5.0 [ ] 0.03-0.10
EC-D6 12-25C12H83 12.00 12.00 25.00 83.00 6 50.0 C 5.0 [} 0.04-0.11
EC-D6 12-25W12H83 12.00 12.00 25.00 83.00 6 50.0 w 5.0 [} 0.04-0.11

() W-Weldon, C-Cylindrical
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SOLIDMILL
PREMIUM LINE
ECL-B-4
4 & 6 Flute, 45° Helix Long Solid Carbide Endmills

.
) dhe
’j
Do Recommended
Machining Data
o
) fz
Designation D d ap L Flute Ha° Shank o (mm/t)
ECL060B24-4C06 6.00 6.00 24.00 65.00 4 45.0 C [} 0.03-0.07
ECL060B24-4W06 6.00 6.00 24.00 65.00 4 45.0 w [ ] 0.03-0.07
ECL080B32-4C08 8.00 8.00 32.00 80.00 4 45.0 C [ 0.03-0.09
ECL080B32-4W08 8.00 8.00 32.00 80.00 4 45.0 w ® 0.03-0.09
ECL100B40-4C10 10.00 10.00 40.00 100.00 4 45.0 (o] [ 0.03-0.10
ECL100B40-4W10 10.00 10.00 40.00 100.00 4 45.0 w [ ) 0.03-0.10
ECL120B48-4C12 12.00 12.00 48.00 100.00 4 45.0 C [} 0.04-0.11
ECL120B48-4W12 12.00 12.00 48.00 100.00 4 45.0 w [ ] 0.04-0.11
e Smooth cutting in extra long depth
() C-Cylindrical, W-Weldon
SOLIDMILL
PREMIUM LINE
ECXL-B-4
4 & 6 Flute, 45° Helix Extra Long Solid Carbide Endmills E i
_Y
/\; dhe
Y
BREEhGE Recommended
Machining Data
o
8 72
Designation D d ap L Flute Ha° Shank® O (mm/t)
ECXL100B60-4C10 10.00 10.00 60.00 112.00 4 45.0 (o] [ 0.03-0.10
ECXL100B60-4W10 10.00 10.00 60.00 112.00 4 45.0 w ° 0.03-0.10
ECXL120B72-4C12 12.00 12.00 72.00 150.00 4 45.0 C [ ) 0.04-0.11
ECXL120B72-4W12 12.00 12.00 72.00 150.00 4 45.0 w [ ] 0.04-0.11

* Smooth cutting in extra long depth.
() C-Cylindrical, W-Weldon
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SOLIDMILL
PREMIUM LINE
EB-A2 (rib processing)
2 Flute, 30° Helix Rib Processing Solid Carbide Ball Nose Endmills, for Materials up to 65 HRc

gL

Dimensions

[}

]
Designation D d ap L H D2 Flute Ha° Shank" O
EB-A2 004-006/01C4M45 0.40 4.00 0.60 45.00 1.00 0.36 2 30.0 C [}
EB-A2 004-006/02C4M45 0.40 4.00 0.60 45.00 2.00 0.36 2 30.0 (o] [ ]
EB-A2 004-006/03C4M45 0.40 4.00 0.60 45.00 3.00 0.36 2 30.0 C [}
EB-A2 005-007/02C4M45 0.50 4.00 0.70 45.00 2.00 0.45 2 30.0 (o] [ ]
EB-A2 005-007/04C4M45 0.50 4.00 0.70 45.00 4.00 0.45 2 30.0 (o] ([ ]
EB-A2 005-007/06C4M45 0.50 4.00 0.70 45.00 6.00 0.45 2 30.0 C [}
EB-A2 005-007/08C4M45 0.50 4.00 0.70 45.00 8.00 0.45 2 30.0 (o] °
EB-A2 006-009/02C4M45 0.60 4.00 0.90 45.00 2.00 0.55 2 30.0 (o] [ ]
EB-A2 006-009/04C4M45 0.60 4.00 0.90 45.00 4.00 0.55 2 30.0 (] [}
EB-A2 006-009/06C4M45 0.60 4.00 0.90 45.00 6.00 0.55 2 30.0 (o] [ ]
EB-A2 006-009/08C4M45 0.60 4.00 0.90 45.00 8.00 0.55 2 30.0 (o] (]
EB-A2 008-012/02C4M45 0.80 4.00 1.20 45.00 2.00 0.75 2 30.0 Cc °
EB-A2 008-012/04C4M45 0.80 4.00 1.20 45.00 4.00 0.75 2 30.0 (o] ([ ]
EB-A2 008-012/06C4M45 0.80 4.00 1.20 45.00 6.00 0.75 2 30.0 (o] [ ]
EB-A2 008-012/10C4M45 0.80 4.00 1.20 45.00 10.00 0.75 2 30.0 (] [}
EB-A2 010-015/03C4M45 1.00 4.00 1.50 45.00 3.00 0.97 2 30.0 (o] [ ]
EB-A2 010-015/04C4M45 1.00 4.00 1.50 45.00 4.00 0.97 2 30.0 (o] ([ ]
EB-A2 010-015/05C4M45 1.00 4.00 1.50 45.00 5.00 0.97 2 30.0 C [}
EB-A2 010-015/06C4M45 1.00 4.00 1.50 45.00 6.00 0.97 2 30.0 (o] [ ]
EB-A2 010-015/07C4M45 1.00 4.00 1.50 45.00 7.00 0.95 2 30.0 (o] [ ]
EB-A2 010-015/08C4M45 1.00 4.00 1.50 45.00 8.00 0.95 2 30.0 C [}
EB-A2 010-015/10C4M45 1.00 4.00 1.50 45.00 10.00 0.95 2 30.0 (o] [ ]
EB-A2 010-015/12C4M45 1.00 4.00 1.50 45.00 12.00 0.93 2 30.0 C [}
EB-A2 010-015/14C4M50 1.00 4.00 1.50 50.00 14.00 0.93 2 30.0 C [}
EB-A2 010-015/16C4M50 1.00 4.00 1.50 50.00 16.00 0.93 2 30.0 (o] ([ ]
EB-A2 010-015/20C4M55 1.00 4.00 1.50 55.00 20.00 0.93 2 30.0 (o] [ ]
EB-A2 012-018/08C4M45 1.20 4.00 1.80 45.00 8.00 1.17 2 30.0 C °
EB-A2 012-018/12C4M45 1.20 4.00 1.80 45.00 12.00 1.13 2 30.0 (o] [ ]
EB-A2 014-021/08C4M45 1.40 4.00 2.10 45.00 8.00 1.35 2 30.0 C [}
EB-A2 014-021/16C4M50 1.40 4.00 210 50.00 16.00 1.31 2 30.0 (o] [}
EB-A2 015-015/03C04M50 1.50 4.00 1.50 50.00 3.00 1.47 2 30.0 (o] ([ ]
EB-A2 015-023/06C4M45 1.50 4.00 2.30 45.00 6.00 1.47 2 30.0 C [ ]
EB-A2 015-023/08C4M45 1.50 4.00 2.30 45.00 8.00 1.45 2 30.0 (o] [}
EB-A2 015-023/10C4M45 1.50 4.00 2.30 45.00 10.00 1.45 2 30.0 (o] [ ]
EB-A2 015-023/12C4M45 1.50 4.00 2.30 45.00 12.00 1.43 2 30.0 C [}
EB-A2 015-023/16C4M50 1.50 4.00 2.30 50.00 16.00 1.41 2 30.0 C °
EB-A2 015-023/20C4M55 1.50 4.00 2.30 55.00 20.00 1.39 2 30.0 (o] ([ ]
EB-A2 016-024/08C4M45 1.60 4.00 2.40 45.00 8.00 1.55 2 30.0 (] [ ]
EB-A2 016-024/12C4M45 1.60 4.00 2.40 45.00 12.00 1.53 2 30.0 (o] [}
EB-A2 018-027/08C4M45 1.80 4.00 2.70 45.00 8.00 1.75 2 30.0 (o] [ ]
EB-A2 018-027/12C4M45 1.80 4.00 2.70 45.00 12.00 1.73 2 30.0 (] ([ ]
EB-A2 018-027/16C4M50 1.80 4.00 2.70 50.00 16.00 1.71 2 30.0 (o] [}
EB-A2 020-030/04C4M45 2.00 4.00 3.00 45.00 4.00 1.97 2 30.0 (o] ([ ]
EB-A2 020-030/06C4M45 2.00 4.00 3.00 45.00 6.00 1.97 2 30.0 (] [}
EB-A2 020-030/10C4M45 2.00 4.00 3.00 45.00 10.00 1.93 2 30.0 (o] [}
EB-A2 020-030/12C4M50 2.00 4.00 3.00 50.00 12.00 1.93 2 30.0 (o] [ ]
EB-A2 020-030/14C4M50 2.00 4.00 3.00 50.00 14.00 1.93 2 30.0 (] [}
EB-A2 020-030/16C4M50 2.00 4.00 3.00 50.00 16.00 1.91 2 30.0 C [}
EB-A2 020-030/20C4M55 2.00 4.00 3.00 55.00 20.00 1.89 2 30.0 (o] ([ ]
EB-A2 020-030/25C4M60 2.00 4.00 3.00 60.00 25.00 1.89 2 30.0 C [}
EB-A2 020-030/30C4M70 2.00 4.00 3.00 70.00 30.00 1.89 2 30.0 (o] [}
EB-A2 030-045/08C6M50 3.00 6.00 4.50 50.00 8.00 2.85 2 30.0 (o] [ ]
EB-A2 030-045/10C6M50 3.00 6.00 4.50 50.00 10.00 2.85 2 30.0 (o] ([ ]

() C-Cylindrical
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SOLIDMILL
PREMIUM LINE
EB-A2 (rib processing) (continued)

2 Flute, 30° Helix Rib Processing Solid Carbide Ball Nose Endmiills, for Materials up to 65 HRc

Dimensions

(5]

S
Designation D d ap L H D2 Flute Ha° Shank® O
EB-A2 030-045/12C6M50 3.00 6.00 4.50 50.00 12.00 2.85 2 30.0 C )
EB-A2 030-045/16C6M55 3.00 6.00 4.50 55.00 16.00 2.85 2 30.0 C [}
EB-A2 030-045/20C6M60 3.00 6.00 4.50 60.00 20.00 2.85 2 30.0 (o} [}
EB-A2 030-045/25C6M65 3.00 6.00 4.50 65.00 25.00 2.85 2 30.0 C [ ]
EB-A2 030-045/30C6M70 3.00 6.00 4.50 70.00 30.00 2.85 2 30.0 C °
EB-A2 030-045/35C6M80 3.00 6.00 4.50 80.00 35.00 2.85 2 30.0 C [}
EB-A2 040-060/10C6M60 4.00 6.00 6.00 60.00 10.00 3.80 2 30.0 (o} (]
EB-A2 040-060/12C6M60 4.00 6.00 6.00 60.00 12.00 3.80 2 30.0 C [}
EB-A2 040-060/16C6M60 4.00 6.00 6.00 60.00 16.00 3.80 2 30.0 C [}
EB-A2 040-060/20C6M65 4.00 6.00 6.00 65.00 20.00 3.80 2 30.0 C [ ]
EB-A2 040-060/25C6M70 4.00 6.00 6.00 70.00 25.00 3.80 2 30.0 (o} )
EB-A2 040-060/30C6M70 4.00 6.00 6.00 70.00 30.00 3.80 2 30.0 C [ )
EB-A2 040-060/35C6M80 4.00 6.00 6.00 80.00 35.00 3.80 2 30.0 (o} [ ]
EB-A2 040-060/45C6M90 4.00 6.00 6.00 90.00 45.00 3.80 2 30.0 C [}
EB-A2 050-075/20C6M60 5.00 6.00 7.50 60.00 20.00 4.80 2 30.0 C )
EB-A2 050-075/25C6M70 5.00 6.00 7.50 70.00 25.00 4.80 2 30.0 C [ ]
EB-A2 050-075/30C6M80 5.00 6.00 7.50 80.00 30.00 4.80 2 30.0 C [}
EB-A2 050-075/35C6M80 5.00 6.00 7.50 80.00 35.00 4.80 2 30.0 C L)
EB-A2 060-090/20C6M80 6.00 6.00 9.00 80.00 20.00 5.80 2 30.0 (o} [ ]
EB-A2 060-090/30C6M90 6.00 6.00 9.00 90.00 30.00 5.80 2 30.0 C [}
EB-A2 060-090/40C6M100 6.00 6.00 9.00 100.00 40.00 5.80 2 30.0 C [}
EB-A2 060-090/50C6M110 6.00 6.00 9.00 110.00 50.00 5.80 2 30.0 C [J

() C-Cylindrical




SOLIDMILL
EB-A2 (precision stub cut)

High Precision Ball Nose with 2 Flutes 30° Helix, Stub Cut Length and Relieved Necks,
for Materials up to 65 HRc %a

: |
Dimensions

2
Designation D r d ap H L D2 Flute Ha°  Shank( o
EB-A2 01-01/02C04M50 1.00 0.50 4.00 1.00 2.20 50.00 0.95 2 30.0 (o] o
EB-A2 01-01/02C06M50 1.00 0.50 6.00 1.00 2.20 50.00 0.95 2 30.0 C °
EB-A2 012-012/02C04M50 1.20 0.60 4.00 1.20 2.60 50.00 1.10 2 30.0 (o] °
EB-A2 02-02/04C06M50 2.00 1.00 6.00 2.00 4.00 50.00 1.90 2 30.0 (o] o
EB-A2 025-025/05C06M60 2.50 1.25 6.00 2.50 5.00 60.00 2.40 2 30.0 (o] [
EB-A2 03-03/06C06M60 3.00 1.50 6.00 3.00 6.00 60.00 2.90 2 30.0 C [ ]
EB-A2 04-04/08C06M70 4.00 2.00 6.00 4.00 8.00 70.00 3.90 2 30.0 C )
EB-A2 05-05/10C06M80 5.00 2.50 6.00 5.00 10.00 80.00 4.90 2 30.0 C o
EB-A2 06-06/12C06M90 6.00 3.00 6.00 6.00 12.00 90.00 5.90 2 30.0 C o
EB-A2 07-07/14C08M90 7.00 3.50 8.00 7.00 14.00 90.00 6.90 2 30.0 (o] °
EB-A2 08-08/16C08M100 8.00 4.00 8.00 8.00 16.00 100.00 7.90 2 30.0 (o] o
EB-A2 09-09/18C10M100 9.00 4.50 10.00 9.00 18.00 100.00 8.90 2 30.0 C [ ]
EB-A2 10-10/20C10M100 10.00 5.00 10.00 10.00 20.00 100.00 9.90 2 30.0 C )
EB-A2 12-12/24C12M110 12.00 6.00 12.00 12.00 24.00 110.00 11.90 2 30.0 C [ ]

() C-Cylindrical
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SOLIDMILL
EB-A2 (economical)

Economical Type 2 Flute, 30° Helix Ball Nose Solid Carbide Endmills

Dimensions Tough <— Hard
=}
a8 S
Designation D d ap L Flute Ha° Shank O O
EB-A2 02-06CO3E38 2.00 3.00 6.00 38.00 2 30.0 C ® [}
EB-A2 02-04CO06E48 2.00 6.00 4.00 48.00 2 30.0 (o] [ ] [ ]
EB-A2 025-04C06E48 2.50 6.00 4.00 48.00 2 30.0 C [} [}
EB-A2 03-04C06E48 3.00 6.00 4.00 48.00 2 30.0 (o} [ [}
EB-A2 03-07WO6E57 3.00 6.00 7.00 57.00 2 30.0 W ([ ] (]
EB-A2 04-06CO6E50 4.00 6.00 6.00 50.00 2 30.0 C [} [}
EB-A2 04-08WO6E57 4.00 6.00 8.00 57.00 2 30.0 w ° [}
EB-A2 05-07CO06E51 5.00 6.00 7.00 51.00 2 30.0 (o] [ ]
EB-A2 05-10WO06E57 5.00 6.00 10.00 57.00 2 30.0 w [} [}
EB-A2 06-07CO6E51 6.00 6.00 7.00 51.00 2 30.0 (o] ° °
EB-A2 06-10WO6E57 6.00 6.00 10.00 57.00 2 30.0 W ([ ] (]
EB-A2 08-09C08E59 8.00 8.00 9.00 59.00 2 30.0 C [} [}
EB-A2 08-16WO8E63 8.00 8.00 16.00 63.00 2 30.0 w o [}
EB-A2 10-10C10E60 10.00 10.00 10.00 60.00 2 30.0 (o] [ ] [ ]
EB-A2 10-19W10E72 10.00 10.00 19.00 72.00 2 30.0 w [} [}
EB-A2 12-14C12E71 12.00 12.00 14.00 71.00 2 30.0 C [ ] [ ]
EB-A2 12-22W12E83 12.00 12.00 22.00 83.00 2 30.0 W ([ ] (]
EB-A2 14-14C14E71 14.00 14.00 14.00 71.00 2 30.0 C [ ] [ ]

() C-Cylindrical, W-Weldon

‘ Member IMC Group
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IV /| |
SOLIDMILL
PREMIUM LINE
EBM-A-2
2 Flute, 30° Helix Medium Length Solid Carbide Miniature Ball Nose Endmills

I |
d
i ;
Dimensions Tough <— Hard
o
2 | g
Designation D r d ap L Flute Ha° Shank o &)
EBMO0O4A008-2C03 0.40 0.20 3.00 0.80 38.00 2 30.0 C [ [}
EBMOO5A010-2C03 0.50 0.25 3.00 1.00 38.00 2 30.0 (o] [ ] [ ]
EBMOO6A012-2C03 0.60 0.30 3.00 1.20 38.00 2 30.0 (] [} o
EBMOO7A014-2C03 0.70 0.35 3.00 1.40 38.00 2 30.0 C ®
EBMOO8A016-2C03 0.80 0.40 3.00 1.60 38.00 2 30.0 (o} (]
EBMO10A025-2C04 1.00 0.50 4.00 2.50 50.00 2 30.0 C ®
EBMO11A025-2C04 1.10 0.55 4.00 2.50 50.00 2 30.0 C [}
EBMO12A030-2C04 1.20 0.60 4.00 3.00 50.00 2 30.0 (o] [ ] [ ]
EBMO16A040-2C04 1.60 0.80 4.00 4.00 50.00 2 30.0 C [ [ ]
EBMO20A060-2C04 2.00 1.00 4.00 6.00 50.00 2 30.0 C [J [ ]
* Short and stable design for profiling (roughing).
() C-Cylindrical
SOLIDMILL
PREMIUM LINE
ECF../45
45° Chamfering and Countersinking Solid Carbide Endmills ;
Ds ¥
; \ e £ d
90° Ref. |4
L
Dimensions
o
S
»
Designation Ds d ap L Flute Shank( S
ECF D-1.5/45-4C04 1.00 4.00 1.50 50.00 4 (o} [ ]
ECF D-2/45-4C06 2.00 6.00 2.00 57.00 4 C °
ECF D-3/45-4C08 2.00 8.00 3.00 63.00 4 (o] [
ECF D-4/45-4C10 2.00 10.00 4.00 72.00 4 (o} [}
ECF D-5/45-4C12 2.00 12.00 5.00 83.00 4 (o] [

() C-Cylindrical
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TOOLHOLDING SYSTEMS
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Straight Shank

ST-ER-M (mini)
DIN 6499 ER Mini Collet Chucks with Cylindrical Shanks

min
dmax

- Lo ~‘ L — CSl
It

J T
SS csl d min d max L2 L J Ds T Kg
ST 12X 80 ER11 M 12 ER11 0.5 7.0 80.00 26.50 - 16.00 11.0 0.06
ST 16X100 ER11 M 16 ER11 0.5 7.0 100.00 18.50 M8 16.00 13.0 0.10
ST 16X150 ER11 M 16 ER11 0.5 7.0 150.00 18.50 M8 16.00 13.0 0.19
ST 22X150 ER11 M 22 ER11 0.5 7.0 150.00 18.50 M12 16.00 13.0 0.40
ST 12X 80 ER16 M 12 ER16 0.5 10.0 80.00 36.50 - 22.00 17.0 0.30
ST 20X100 ER16 M 20 ER16 0.5 10.0 100.00 25.00 M12 22.00 17.0 0.40
ST 20X150 ER16 M 20 ER16 0.5 10.0 150.00 25.00 M12 22.00 17.0 0.40
ST 20X100 ER20 M 20 ER20 1.0 13.0 100.00 40.00 M12 28.00 21.0 0.40
ST 20X150 ER20 M 20 ER20 1.0 13.0 150.00 40.00 M12 28.00 21.0 0.31

KIT ST-ER-M/MF
Contains ER Mini Collet Chuck with a Cylindrical Shank and a Set of Collets in P

Various Bore Sizes
=

ss csl d Range Qaty
KIT ST12X80 7 ER11 M 12 ER11 0.5-7 7
KIT ST12X80 10 ER16 M 12 ER16 0.5-10 10
KIT ST16X50 7 ER11MF 16 ER11 0.5-7 7
KIT ST16X100 7ER11 M 16 ER11 0.5-7 7
KIT ST16X150 7 ER11 M 16 ER11 0.5-7 7
KIT ST20X100 10 ER16 M 20 ER16 0.5-10 10
KIT ST20X150 10 ER16 M 20 ER16 0.5-10 10
KIT ST20X100 12 ER20 M 20 ER20 1-12 12
KIT ST20X150 12 ER20 M 20 ER20 1-12 12

¢ F suffix indicates a flat on the shank.

ISCAR




Straight Shank

ST-ER
DIN 6499 ER Collet Chucks with Straight Shanks

e I ——— L—» CSI
/_
v A Fﬁ 7 .
) D e U | o ==
A Awi '— b
J] A-A
Ss csl d min d max L2 L J Ds T Kg
ST 16X 50 ER11 F (1 16 ER11 0.5 7.0 50.00 18.50 M8 19.00 13.0 0.06
ST 20X 50 ER11 F (! 20 ER11 0.5 7.0 50.00 18.50 M10 19.00 17.0 0.08
ST 20X100 ER11 20 ER11 0.5 7.0 100.00 18.50 M10 19.00 17.0 0.20
ST 20X150 ER11 20 ER11 0.5 7.0 150.00 18.50 M10 19.00 17.0 0.25
ST 20X 50 ER16 F (1) 20 ER16 0.5 10.0 50.00 32.30 M12 28.00 19.0 0.07
ST 20X100 ER16 20 ER16 0.5 10.0 100.00 30.00 M12 28.00 19.0 0.20
ST 20X100 ER16 F (1) 20 ER16 0.5 10.0 100.00  30.00 M12 28.00 19.0 0.30
ST 20X150 ER16 20 ER16 0.5 10.0 150.00  30.00 M12 28.00 19.0 0.28
ST 20X 50 ER20 F (1) 20 ER20 1.0 13.0 50.00 42.50 M12 34.00 22.0 0.15
M with a clamping flat.
KIT ST-ER
Contains 1 ER Collet Chuck with a Cylindrical Shank and a Set of Collets in Various Bore Sizes s

ss csl d Range Qty
KIT ST16X50 7 ER11 F 16 ER11 0.5-7 7
KIT ST20X100 7 ER11 20 ER11 0.5-7 7
KIT ST20X150 7 ER11 20 ER11 0.5-7 7
KIT ST20X50 10 ER16 F 20 ER16 0.5-10 10
KIT ST20X100 10 ER16 20 ER16 0.5-10 10
KIT ST20X150 10 ER16 20 ER16 0.5-10 10
KIT ST20X50 12 ER20 F 20 ER20 1.0-12 12

¢ F suffix indicates a flat on the shank. ¢ For ER collets see pages: F8-11




Straight Shank

ST-ER-MF (mini flat)
DIN 6499 ER Mini Collet Chucks with Cylindrical Shanks and a Flat for Clamping on
Swiss Type CNC Lathes

(&S] !
g min

f /}Mj[ﬁT - g

Al I

- Lo e L —»

csl SS dmin d max L2 L J Ds T Kg
ST 16X 38 ER11 MF (1) ER11 16 0.5 7.0 38.00 18.50 M8X1 16.00 14.0 0.05
ST 16X 50 ER11 MF ER11 16 0.5 7.0 50.00 18.50 M8X1 16.00 13.0 0.07
ST 16X140 ER11 MF ER11 16 0.5 7.0 140.00 18.50 M8Xx1 16.00 14.0 0.18
ST 16X 35 ER16 MF (1) ER16 16 0.5 10.0 35.00 36.00 M8X1 22.00 17.0 0.25
ST 20X 50 ER16 MF (2 ER16 20 0.5 10.0 50.00 26.00 M12X1 22.00 17.0 0.10
ST 20X 70 ER16 MF (2 ER16 20 0.5 10.0 70.00 26.00 M12X1 22.00 17.0 0.40
ST 20X120 ER16 MF (2 =3T3 20 0.5 10.0 120.00 26.00 M12X1 22.00 17.0 0.19
ST 20X140 ER16 MF (2 m=:il3 20 0.5 10.0 140.00 26.00 M12X1 22.00 17.0 0.40
ST 22X 38 ER16 MF (1) ER16 22 0.5 10.0 38.00 26.00 M12X1 22.00 19.0 0.10
ST 22X 70 ER16 MF (1) ER16 22 0.5 10.0 70.00 26.00 M12X1 22.00 19.0 0.16
ST 22X100 ER16 MF (1) l=:il3 22 0.5 10.0 100.00 28.00 M12X1 22.00 19.0 0.30
ST 22X 80 ER20 MF (1) ER20 22 1.0 13.0 80.00 39.00 M12X1 28.00 21.0 0.21

() For Star machines. @ For Citizen machines.

ISCAR




Straight Shank

ST-ER-MF-D (double-ended)
Double-Ended Mini Collets with Cylindrical Shanks and a Clamping Flat

T csl T csl
C
f P wa W i
SS D3 - %fl ——— Ds
| Il 5
! ds
L -~ | ——— e L —»
csl ss dmn__ dma Ds ds Lo L T Kg
ST 16X 50 ER11 MF D ER11 16 0.5 7.0 16.00 7.5 50.00 18.50 14.0 0.07
ST 20X 30 ER11 MF D (1) [ =eR] 20 0.5 7.0 16.00 7.5 30.00 18.50 17.0 0.09
ST 20X 50 ER11 MF D (1) =3 20 0.5 7.0 16.00 7.5 50.00 18.50 17.0 0.13
ST 20X 55 ER16 MF D (1) =[G 20 0.5 10.0 22.00 10.5 55.00 25.00 17.0 0.12
ST 22X 55 ER16 MF D (2 =413 22 0.5 10.0 22.00 10.5 55.00 28.00 19.0 0.17
ST 22X 75 ER16 MF D (2 =[G 22 0.5 10.0 22.00 10.5 75.00 28.00 19.0 0.21

() For Gitizen machines. @ For Star machines.




Straight Shank  GTI

GTI ER-ST (tapping)
DIN 6499 ER Tapping Attachments with Straight Shanks

L2 L —
- Lt Ref csl g min
¢ =7 max

-
0 A
T f . !
D3 Flo 4uiZ 1 Fif B
VYT
o | Flb FIf
SS CSI Tapmn Tapmax dmn dmax Ds D1 Li L L2 Fif Flb Kg
NGRS RO CEL N MU ST16 ER11 M2 M7 0.5 7.0 16.00 - 19.0 - 150.00 6.0 3.0 0.18
GTI ER16 ST20X80 ST20 ER16 M3 M10 0.5 10.0 28.00 29.5 24.6 41.60 80.00 8.0 3.0 0.29
GTI ER20 ST20X80 ST20 ER20 M4 M14 1.0 13.0 34.00 33.5 28.0 49.00 80.00 8.0 3.0 0.35
™) Without a clamping flat.
KIT GTI ER-ST
Contains a DIN 6499 ER Tapping Attachment with Straight Shank SETS
and a Set of Spring Collets in Various Bore Sizes @@\

& T R —
'

Ss csl d Range
KIT GTI ER11 ST16X150 4M 16 ER11 3,4,5,6
KIT GTI ER16 ST20X80 4 20 ER16 4,5,6,7
KIT GTI ER20 ST20X80 4 20 ER20 5,6,8,9

e Kit includes GTl,collets and wrench.

* For ER collets see pages: F8-11

Kit GTI ER11
Tapping Attachment Kit

ISCAR




Straight Shank o GFI

GFl ST-ER
Floating Reamer DIN 6499 Collet Chucks with Cylindrical Shanks

Lo—» L —
= LiRef CS|
% I

|
| — P | v
SAS- D3 D1 = dmx {—‘—-%
- g L A
T

SS CSI  dmn  dmax L2 L L1 Ds D1 RFI T Kg
GFI ST20 ER20 (1) 20 ER20 1.0 13.0 65.00 55.50 34.5 34.00 50.0 1.0 22.0 0.30

e | Maximum RPM 2000.

() Radial float 1 mm.

GFI ER - Floating Reamer Collet Chuck

Floating chuck - adjusts the misalignment between reamer
and workpiece hole to ensure the same accuracy
as the reamer itself.

Application

The GFl floating chuck is a unique holder that compensates
for the radial misalignment existing in the reaming operations
carried out on vertical and horizontal machine tools.

Features

Radial self-floating mechanism compensates for misalignment
between reamer and workpiece to ensure the same tolerance as
the reamer itself.

The special self-centering mechanism eliminates tapered and
oversized bores.

Advantages

Unique ball bearing and axle drive shaft structure enables

vertical and horizontal machining.

Precise and efficient clamping with ER spring collets or

ER COOLIT collets. [

Radial
Float




ER Collet

ER-SPR
DIN 6499 ER Spring Collets with HARD TOUCH Coating

>
i

[ ]

— — - —demin

\ 4

\

s d2mn  d2max
ER11 SPR 0.5- 1 ER11 0.50 1.00
ER11 SPR 1-2 ER11 1.00 2.00
ER11 SPR 2-3 ER11 2.00 3.00
ER11 SPR 3-4 ER11 3.00 4.00
ER11 SPR 4-5 ER11 4.00 5.00
ER11 SPR 5-6 ER11 5.00 6.00
ER11 SPR 6-7 ER11 6.00 7.00
ER16 SPR 0.5-1 ER16 0.50 1.00
ER16 SPR 1-2 ER16  1.00 2.00
ER16 SPR 2-3 ER16 2.00 3.00
ER16 SPR 3-4 ER16 3.00 4.00
ER16 SPR 4-5 ER16 4.00 5.00
ER16 SPR 5-6 ER16 5.00 6.00
ER16 SPR 6-7 ER16 6.00 7.00
ER16 SPR 7-8 ER16 7.00 8.00
ER16 SPR 8-9 ER16 8.00 9.00
ER16 SPR 9-10 ER16 9.00 10.00
ER20 SPR 1-2 ER20  1.00 2.00
ER20 SPR 2-3 ER20 2.00 3.00
ER20 SPR 3-4 ER20 3.00 4.00
ER20 SPR 4-5 ER20 4.00 5.00
ER20 SPR 5-6 ER20 5.00 6.00
ER20 SPR 6-7 ER20 6.00 7.00
ER20 SPR 7-8 ER20 7.00 8.00
ER20 SPR 8-9 ER20 8.00 9.00
ER20 SPR 9-10 ER20 9.00 10.00
ER20 SPR 10-11 ER20 1000  11.00
ER20 SPR 11-12 ER20 11.00 12.00
ER20 SPR 12-13 ER20 12.00 13.00
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ER Collet

ER-SPR-AA
DIN 6499 'AA' Ultra Precise ER Spring Collets with HARD TOUCH Coating

5
.
———— #
¥
e — e — g2
\ 4
\
ss d2 min d2 max
ER11 SPR 0.5- 1 AA ER11 0.50 1.00
ER11 SPR 1-2 AA ER11 1.00 2.00
ER11 SPR 2-3 AA ER11 2.00 3.00
ER11 SPR EX3.0AAA (1) ER11 3.00 3.00
ER11 SPR 3-4 AA ER11 3.00 4.00
ER11 SPR EX4.0AAA (1) ER11 4.00 4.00
ER11 SPR 4-5 AA ER11 4.00 5.00
ER11 SPR 5-6 AA ER11 5.00 6.00
ER11 SPR EX6.0AAA (1) ER11 6.00 6.00
ER11 SPR 6-7 AA ER11 6.00 7.00
ER16 SPR 0.5-1 AA ER16 0.50 1.00
ER16 SPR 1-2 AA ER16 1.00 2.00
ER16 SPR 2-3 AA ER16 2.00 3.00
ER16 SPR 3-4 AA ER16 3.00 4.00
ER16 SPR 4-5 AA ER16 4.00 5.00
ER16 SPR 5-6 AA ER16 5.00 6.00
ER16 SPR 6-7 AA ER16 6.00 7.00
ER16 SPR 7-8 AA ER16 7.00 8.00
ER16 SPR 8-9 AA ER16 8.00 9.00
ER16 SPR 9-10 AA ER16 9.00 10.00
ER20 SPR 1-2 AA ER20 1.00 2.00
ER20 SPR 2-3 AA ER20 2.00 3.00
ER20 SPR 3-4 AA ER20 3.00 4.00
ER20 SPR 4-5 AA ER20 4.00 5.00
ER20 SPR 5-6 AA ER20 5.00 6.00
ER20 SPR 6-7 AA ER20 6.00 7.00
ER20 SPR 7-8 AA ER20 7.00 8.00
ER20 SPR 8-9 AA ER20 8.00 9.00
ER20 SPR 9-10 AA ER20 9.00 10.00
ER20 SPR 10-11 AA ER20 10.00 11.00
ER20 SPR 11-12 AA ER20 11.00 12.00
ER20 SPR 12-13 AA ER20 12.00 13.00

(1) 0.003 mm runout accuracy

Q Member IMC Group
4 1 [ ]




ER Collet

ER-SEAL
DIN 6499 ER COOLIT, Sealed Spring Collets with HARD TOUCH Coating,
for up to 100 Bar

=
I |
] - demin
\ *
\
Ss dz min d2 max

ER16 SEAL 3- 4 ER16 3.00 4.00

ER16 SEAL 4-5 ER16 4.00 5.00

ER16 SEAL 5- 6 ER16 5.00 6.00

ER16 SEAL 6- 7 ER16 6.00 7.00

ER16 SEAL 7- 8 ER16 7.00 8.00

ER16 SEAL 8- 9 ER16 8.00 9.00

ER16 SEAL 9-10 ER16 9.00 10.00

ER20 SEAL 3-4 ER20 3.00 4.00

ER20 SEAL 4-5 ER20 4.00 5.00

ER20 SEAL 5-6 ER20 5.00 6.00

ER20 SEAL 6-7 ER20 6.00 7.00

ER20 SEAL 7-8 ER20 7.00 8.00

ER20 SEAL 8-9 ER20 8.00 9.00

ER20 SEAL 9-10 ER20 9.00 10.00

ER20 SEAL 10-11 ER20 10.00 11.00

ER20 SEAL 11-12 ER20 11.00 12.00

ER20 SEAL 12-13 ER20 12.00 13.00

* The HARD TOUCH coating increases wear resistance, improves corrosion protection,
prolongs the surface finish quality and maintains longer runout accuracy.

Sealed Collet JET

For straight shank cutting tools with
internal coolant oil hole.
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ER Collet

ER-SEAL-JET2
DIN 6499 ER COOLIT, Sealed Collets with Cooling Jets and HARD TOUCH Coating,
for up to 100 Bars / 0.01
SS
/\
100
4t Bar Max
— I R — - - d2r¥]‘;§ /NG P
\
E— R #
\
ss d2 min d2 max
ER16 SEAL 3- 4 JET2 ER16 3.00 4.00
ER16 SEAL 4- 5 JET2 ER16 4.00 5.00
ER16 SEAL 5- 6 JET2 ER16 5.00 6.00
ER16 SEAL 6- 7 JET2 ER16 6.00 7.00
ER16 SEAL 7- 8 JET2 ER16 7.00 8.00
ER16 SEAL 8- 9 JET2 ER16 8.00 9.00
ER16 SEAL 9-10 JET2 ER16 9.00 10.00
ER20 SEAL 3-4 JET2 ER20 3.00 4.00
ER20 SEAL 4-5 JET2 ER20 4.00 5.00
ER20 SEAL 5-6 JET2 ER20 5.00 6.00
ER20 SEAL 6-7 JET2 ER20 6.00 7.00
ER20 SEAL 7-8 JET2 ER20 7.00 8.00
ER20 SEAL 8-9 JET2 ER20 8.00 9.00
ER20 SEAL 9-10 JET2 ER20 9.00 10.00
ER20 SEAL 10-11 JET2 ER20 10.00 11.00
ER20 SEAL 11-12 JET2 ER20 11.00 12.00
ER20 SEAL 12-13 JET2 ER20 12.00 13.00

e The HARD TOUCH coating increases wear resistance, improves corrosion protection,
prolongs the surface finish quality and maintains longer runout accuracy.

k Member IMC Group
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Your User-Friendly Way to Connect with ISCAR
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ISCAR TOOL ADVISOR
Your Technical Mentor Your Tool Advisor Genius
e [TA (Iscar Tool Advisor) ¢ [TA s the optimal tool advisor based on application
e CMS electronic catalog parameters and available machine power
* |nteractive catalog for tablets e 3 tool options, up to 25 alternative solutions
* |Insert converter e (Cutting data
e Product ID - e Power consumption
¢ Machining calculator g _ e Cutting time, metal removal rates
¢ YouTube Tech Talks w o
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Engineering support and more m n

MACHINING CLOUD APP ISCAR CMS APP
e cfisfcis

BUILD your Cutting Tool ISCAR’s Complete Machining
Assemblies with 1Q Cloud Solutions Catalogs

¢ |Q Cloud is available through the Machining Cloud app PAe User-friendly app
¢ Designed for use on desktop computers and popular tablets & Online interface updates
* Enables programmers to build and download Web viewer at ISCAR’s website

3D assembly models
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Quality Standard

ISCAR has been certified by the prestigious Standards Institution,
as being in full compliance to ensure delivery of the finest quality
goods. Quality control facilities include the metallurgical laboratory,
raw metal testing, an online testing procedure and a machining
center for tool performance testing and final product inspection.
Only the finest products are packaged for entry into

ISCAR’s inventory.

‘THE STANDARDS INSTITUTION OF ISRAEL




Small Part Production

Turnkey Machining Time Study
Solutions Estimated cutting time:
ISCAR tools provide high 3 min. 48 sec.

performance, optimal machining

, , Total cutting time:
solutions for your part production.

4 min. 56 sec.
Material:
Stainless steel



ISCAR LTD.

Israel

Headquarters

Tel +972 (0)4 997 0311
Fax+972 (0)4 987 3741
Wwww.iscar.com
headquarter@iscar.co.il

Argentina

ISCAR TOOLS ARGENTINA SA
Tel +564 114 912 2200

Fax+54 114 912 4411
admin@iscararg.com.ar
www.iscararg.com.ar

Australia

ISCAR AUSTRALIA PTY. LTD
Tel +61 (0) 2 8848 3500
Fax+61 (0) 2 8848 3511
iscaraus@iscar.com.au
www.iscar.com.au

Austria

ISCAR AUSTRIA GmbH
Tel +43 7252 71200-0
Fax+43 7252 71200-999
office@iscar.at
www.iscar.at

Belarus

JV ALC “TWING-M"

Tel +375 17 506-32-38
+375 17 506-33-31/65

Tel/Fax +375 17 506-32-37

info@twing.by

www.twing.by, www.iscar.by

Belgium

n.v. ISCAR BENELUX s.a.
Tel +32 (0) 2 464 2020
Fax+32 (0) 2 522 5121
info@iscar.be
www.iscar.be

Bosnia
(Representative Office)
Tel +387 32 201 100
Fax+387 32 201 101
info@iscar.ba

Brazil

ISCAR DO BRASIL COML. LTDA.
Tel +55 19 3826-7100

Fax+55 19 3826-7171

DDG 0800 701 8877
iscar@iscarbrasil.com.br
www.iscar.com.br

Bulgaria

ISCAR BULGARIA
Tel/Fax +359 431 62557
aa_iscar@infotel.bg
www.iscar.bg

Canada

ISCAR TOOLS INC.
Tel +1 905 829 9000
Fax+1 905 829 9100
admin@iscar.ca
www.iscar.ca

Chile

SANDE SA

Tel +56 2 695 1700
Fax +56 2 697 0332
logistica@sande.cl

China

ISCAR CHINA

Tel +86 10 6561 0261/2/3
Fax+86 10 6561 0264
iscar@iscar.com.cn
www.iscar.com.cn

Colombia
RACSI S.A.
Tel +57 (1) 4102800
Fax +57 (1) 2638988
gerencia@racsi.com

Croatia

ISCAR ALATI d.o.o.

Tel +385 (0) 1 33 23 301
Fax +385 (0) 1 33 76 145
iscar@zg.t-com.hr
www.iscar.hr

Cyprus

WAMET (Demetriades) Ltd.
Tel +357 (0) 2 336660/5498
Fax +357 (0) 2 333386
wamet@cytanet.com.cy

Czech Republic
ISCAR CR s.r.o.

Tel +420 377 420 625
Fax +420 377 420 630
iscar@iscar.cz
www.iscar.cz

Denmark

KJ VAERKTOEJ AS/ISCAR DENMARK

Tel +45 70 11 22 44
Fax++45 46 98 67 10
ki@kj.dk
www.iscar.dk

Estonia
KATOMSK AS

Tel +372 6775 671
Fax +372 6720 266
aleksei@katomsk.ee

Finland

ISCAR FINLAND OY
Tel +358-(0)9-439 1420
Fax +358-(0)9-466 328
info@iscar fi
www.iscar.fi

France

ISCAR FRANCE SAS

Tel +33 (0)1 30 12 92 92
Fax+33 (0)1 30 12 95 82
info@iscar.fr
www.iscar.fr

Germany

ISCAR GERMANY GmbH
Tel +49 (0) 72 43 9908-0
Fax+49 (0) 72 43 9908-93
gmbh@iscar.de
www.iscar.de

Greece

INTERNATIONAL TOOLS

K.-X. GEORGOPOULOS & SIA O.E
Tel +30 210 346 0133

Fax +30 210 342 5621
info@internationaltools.gr

VIMA

V. MAZLOUMIAN & SONS

Tel +30 2310 517-117 / 544-521
Fax +30 2310 529-107
vimaco@otenet.gr
http://www.vimaco.gr

Hong Kong

MTC TOOLING SYSTEMS LTD
Tel +85-2-23054838

Fax +85-2-27988789
yoongkamsing@hotmail.com

Hungary

ISCAR HUNGARY KFT.
Tel +36 28 887 700
Fax +36 28 887 710
iscar@iscar.hu
www.iscar.hu

India

LARSEN & TOUBRO Ltd.
Tel +91 22 6705 1039 /3371
Fax +91 22 6705 1358
ask-inp@powai.ltindia.com

Indonesia

CV MULTI TEKNIK

Tel. +62-21-29206242/44/45/59
Fax. +62-21-29206243
contact@multi-teknik.co.id

Ireland

HARDMETAL MACHINE TOOLS
Tel +353 (0) 1 286 2466

Fax +353 (0) 1 286 1514
phannigan@hardmetal.ie

Italy

ISCAR ITALIA srl

Tel +39 02 93 528 1
Fax +39 02 93 528 213
marketing@iscaritalia.it
www.iscaritalia.it

Japan

ISCAR JAPAN LTD.
Tel +81 6 6835 5471
Fax +81 6 6835 5472
iscar@iscar.co.jp
WwWw.iscar.co.jp

Latvia

SIA EKL/LS

Tel +371 6 733 11 54
Fax +371 6 780 56 48
ekllpstools@isr.lv

Lithuania

MECHA, UB

Tel +370 37 407 230
Fax +370 37 407 231
sigitas@mecha.lt

Macedonia
(Representative Office)
Tel +389 2 309 02 52
Fax +389 2 309 02 54
info@iscar.com.mk

Mexico )

ISCAR DE MEXICO,

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

The Netherlands
ISCAR NEDERLAND B.V.
Tel +31 (0) 182 535523
Fax+31 (0) 182 572777
info@iscar.nl
www.iscar.nl

New Zealand

ISCAR PACIFIC LTD.
Tel +64 (0) 9 573 1280
Fax+64 (0) 9 573 0781
iscar@iscarpac.co.nz

Norway

SVEA MASKINER AS

Tel +47 32277750

Fax +47 32277751
per.martin.bakken@svea.no

Philippines

MESCO

Tel +63 2631 1775
Fax +63 2635 0276
mesco@mesco.com.ph

Poland

ISCAR POLAND Sp. z 0.0.
Tel +48 32 735 7700
Fax+48 32 735 7701
iscar@iscar.pl
www.iscar.pl

Portugal

ISCAR PORTUGAL, SA
Tel +351 256 579950
Fax+351 256 586764
info@iscarportugal.pt
www.iscarportugal.pt

Romania

ISCAR TOOLS SRL

Tel +40 (0)312 286 614
Fax+40 (0)312 286 615
iscar-romania@iscar.com

Russia

Moscow

ISCAR RUSSIA CIS

Tel/fax +7 495 660 91 25/31
iscar@iscar.ru

www.iscar.ru

Chelyabinsk

ISCAR RF EAST LTD
Tel/fax +7 351 2450432
rfe@iscar.com
www.iscar.ru

Serbia

ISCAR TOOLS d.o.o.
Tel +381 11 314 90 38
Fax +381 11 314 91 47
info@iscartools.rs

Singapore

SINO TOOLING SYSTEM
Tel +65 6566 7668

Fax +65 6567 7336
sinotool@singnet.com.sg

Slovakia

ISCAR SR, s.r.o.

Tel +421 (0) 41 5074301
Fax +421 (0) 41 5074311
info@iscar.sk
www.iscar.sk

Slovenia

ISCAR SLOVENIJA d.o.0.
Tel +386 1 580 92 30
Fax+386 1 562 21 84
info@iscar.si
www.iscar.si

South Africa

ISCAR SOUTH AFRICA (PTY) LTD.
ShareCall 08600-47227

Tel +27 11 997 2700

Fax +27 11 388 9750

iscar @iscarsa.co.za
www.iscar.co.za

South Korea
ISCAR KOREA
Tel +82 53 760 7590
Fax+82 53 767 7203
koss@taegutec.co.kr
www.iscarkorea.co.kr

Spain

ISCAR IBERICA SA
Tel +34 93 594 6484
Fax +34 93 582 4458
iscar@iscarib.es
www.iscarib.es

Sweden

ISCAR SVERIGE AB
Tel +46 (0) 18 66 90 60
Fax +46 (0) 18 122 920
info@iscar.se
www.iscar.se

Switzerland

ISCAR HARTMETALL AG
Tel +41 (0) 52 728 0850
Fax +41 (0) 52 728 0855
office@iscar.ch
www.iscar.ch

Taiwan

ISCAR TAIWAN LTD.

Tel +886 (0)4-24731573
Fax +886 (0)4-24731530
iscar.taiwan@msa.hinet.net
www.iscar.org.tw

Thailand

ISCAR THAILAND LTD.
Tel +66 (2) 7136633-8
Fax+66 (2) 7136632
iscar@iscarthailand.com
www.iscarthailand.com

Turkey

ISCAR KESICI TAKIM

TIC. VE. IML. LTD

Tel +90 (262) 751 04 84 (Pbx)
Fax+90 (262) 751 04 85
iscar@iscar.com.tr
www.iscar.com.tr

Ukraine

ISCAR UKRAINE LLC
Tel/fax +38 (044) 503-07-08
iscar_ua@iscar.com
www.iscar.com.ua

United Kingdom
ISCAR TOOLS LTD.

Tel +44 (0) 121 422 8585
Fax+44 (0) 121 423 2789
sales@iscar.co.uk
www.iscar.co.uk

United States

ISCAR METALS INC.

Tel +1 817 258 3200
Tech Tel 1-877-BY-ISCAR
Fax+1 817 258 3221
info@iscarmetals.com
www.iscarmetals.com

Venezuela

FERREINDUSTRIAL ISO-DIN C.A.
Tel +58 2 632 8211/633 4657
Fax +58 2 632 5277
iso-din@cantv.net

Vietnam

ISCAR VIETNAM
(Representative Office)
Tel +84 8 38 123 519/20
Fax +84 8 38 123 521
iscarvn@hcm.fpt.vn
www.iscarvn.com

“© 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.

ltems appearing in this catalog may be improved,
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