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WHISPERLINE Interchangeable Anti-Vibration Boring HEadSs ......ciciiemiiiieiisnsnisssssss s sss s sns s 6

LOGIQ-4-TURN Double Sided POSItIVE INSEMS...uiurrirrrrreerrerrssristsssssssssssssssssssss s sssssesssssss s sssssssssssssesssssssssssssssssesssssses 10
JET-R-TURN Rigid Clamp Tools with Channels for High Pressure COolant ......cceereeseeressmersssssesssssessssssessssssesssssssssssssssssnsenas 14
ALU-P-TURN Double Sided Positive and Sharp Edged Inserts

LOGIQ-3-CHAM Exchangeable 3 Flute DriliNg HEAAS .uuurrrrrrisrrrrrresrcessss s sss s s s s s s s sss s s 20
SUMO-CHAM Indexable Head Drills Extended Small Range DOWN 10 4 MMi.uuutirririnumrrsersssessessssssssssssssssmssssssssssssssssssssnes 24
MODUDRILL Modular Large Diameter Driling HEAAS. ... curreerrarrrserranereerssssseissssssssessessssseessssssmesssssssnssesssssnsssssessnssessssssnas 26

TRIDEEP Gundrills Carrying Indexable Inserts

GRIP SYSTEMS

SWISSCUT Parting, Grooving, Turning and Threading LONG INSEMS «vcuurureirermsrirssissrrssssssssses s ssssssssssssssssssssssssesssssssssnes 32
PENTACUT 5 Edged Parting and GrOOVING INSEMS...ccesersesrerssssersssaserssssersssmessssssessssssesssssssssssssssssnsessssssssssassssssnsessssnsssassnes
LOGIQ-5-GRIP 5 Pocket Adapters for Parting and Grooving ...
TANG-F-GRIP High FEEA PArtiNg .eceeeeeeseeeessrrseeresresersssesseessssssssssessssssssssssssssesssssssssmessnsssssssessessnsssnsssssssensssssssssnessnsssnsesan
MODUGRIP Parting and Grooving COMPACt AQDLEIS.uuuerurseersessersmissrssmssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssns
WHISPERLINE Anti-Vibration Blade for Deep Grooving and Parting ..u.euceeceercsmssssisssssssssss s sssssssssssssssssssassnns 47

NANMILL Miniature (8-10 mm) 90° Indexable ENAMIIIS .cvcereeesersssssersssserssssessssssesssssssssssssssssssessssnsesssssssssssessssnsessssnsssassnes 50
HELI-3-MILL Small (10-16 mm) INdeXable ENAMIIIS v.uueereercerreesserseseerssssesssseessssssessssssesssssessssnsessssnsessssssssssnsessssnsesassnsssassnes 52
HELI-4-MILL Small (10-22 mm) Square Insert Indexable ENAMIllS....coueeeeeierreserreeesseeses e see e e sssssses s s s s sme s seessms s essnnas
LOGIQ-8-TANG 90° Mills Carrying Tangentially Clamped 8 Edged Inserts..
X-QUAD Extended Flute Shell Mills Carrying SQUArE INSEIMS cuuuuuuererrssessssessssrsssssssssssssssssssssssssssssssssssssssssssssssssssessasssnsesns
NANFEED Miniature (8-10 mm) High FEEA ENAMIIIS ...urereeserrrsssersssrerassresassmesssssnesssssnessssssssssssessssnsessssssssssnsessssnsessssnsssassnes
MICRO-3-FEED Small (10-16 mm) High Feed ENAMIIIS weuervurreersmmserssmnserssessrsssssssss s ssssssssssssssssssssssssssssssssssssssssssasssas 64
LOGIQ-4-FEED High Feed Mills Carrying 4 EAGed INSEIS .uureerseiserrsmnssrsmssrsssssssss s sssssssssssssssssssssssssssssssssssssssssssasasas 66
MILL-4-FEED High Feed Face Mills Carrying SQUAE INSEMS uuuruuserrsmssersmsssrssesssmssssssssssssssssssssssssssssssssssssssssssssssssssssssssssns
TANG-4-FEED High Feed Mills Carrying Tangentially Clamped INSEMS ..uvcuirreressmrsssissmrsssisssssssssssssssssssssssssssssssssssssssssasesns
TOR-6-MILL Multi Functional MiliNg CULLEIS .u.uueieereserresrissirssssssesssssssssss s ssss s s ss s sas s sssssss s s ss s sssssssesesnssmsssnsssns
MILLCHAM Large Diameter (30-32 mm) Interchangeable Head Ball Nose Cultters .
TANGFIN Finishing Face Mills Carrying Tangentially Clamped INSEIMS ...cuicveererressrrssrirsiesssssses s sssessssssssessessssssssss s smsssseesas
SOLIDMILL High Feed Ceramic ENAMIllS uucuussissesssrssesssrssesssmssssssssssssssssssssssssssssssssssssssssssssssssssssssassssssassssssssssssssssssssssnsess 84
SURELOCK Solid Carbide Endmill with Pull-Out Prevention Shank DeSIgN .eeueueessesssrcsssssmssesssmsssssssssssssssssssssssssssssssssssenes 86
MULTI-MASTER 1.5XD Long Edge and Pull-Out Prevention Shanks
T-FACE Small Multi-Tooth Solid Carbide Interchangeable Face MillS....cuiciiiercsimnisiisnsiee e s
SLIMSLIT Narrow (0.6-1.2 Mm) SIitNG CULEIS cveeeerreesrerrsssrsssssesssssessesssessssssesssasssssssessssnsesssssssssssessssnssssssnssssssnessssssesssns
T-GEAR Interchangeable Solid Carbide Gear Profile Miling HEAAS ...ceveeereirrrrreiers e sss s s
MODUGEAR Indexable Gear Milling TOOIS....cuereerreursrsersenrsesensaneeas

MINSLIT Small Diameter (16-22 mm) Slitting Cutters

ADAPTATION SYSTEMS

X-STREAM Thermal ShriNK CNUCKS w.uuicuciiiissisiissisinsisiississsssssss s s s s b s s s e n e e e b an e b ans 106

INSERT MATERIALS

NEW GRADES ...t bbb e bbb e RS RS RS E S RE R e b e R e bR e bR E R e R s R 110
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ANTI-VIBRATION

Anti-Vibration Turning
Up to 10XD Boring Depth
Whisper Master

Anti-Vibration Shank for Boring with Variety of Exchangeable

. Turning Heads for Different
Exchangeable Boring Heads Geometries of Turning,
Threading and Grooving

Inserts

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

e ®,,7

ISCAR CHESS LINES
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ANTI-VIBRATION

AVC-SCLCR/L
Interchangeable Boring Heads
Carrying 80° Rhombic Inserts with
7° Clearance

WF DCONMS DMIN LF
AVC-D16-SCLCR/L-06 11.00 16.00 20.00 20.00
AVC-D20-SCLCR/L-09 13.00 20.00 25.00 20.00
AVC-D25-SCLCR/L-09 17.00 25.00 32.00 22.00
AVC-D32-SCLCR/L-09 22.00 32.00 40.00 32.00
AVC-D40-SCLCR/L-12T 27.00 40.00 50.00 38.00

WHISEERLING

AVC-SDUCR/L f

Interchangeable Boring Heads 7 bconws ! A TR

Carrying 55° Rhombic Inserts with f \

7° Clearance WF g5¢ L

e F ]
AVC-D16-SDUCR/L-07 11.00 16.00 20.00 20.00
AVC-D20-SDUCR/L-11 13.00 20.00 25.00 20.00
AVC-D25-SDUCR/L-11 17.00 25.00 32.00 20.00
AVC-D32-SDUCR/L-11T 22.00 32.00 40.00 32.00
AVC-D40-SDUCR/L-11T 27.00 40.00 50.00 38.00

WHISFERLINE

AVC-SVUCR/L 1 iax

Interchangeable Boring Heads 3 &

for 35° Rhombic Inserts with f : El DOONMS

7° Clearance WF gge l ’f‘i

e

WF DCONMS DMIN LF
AVC-D20-SVUCR/L-11 16.00 20.00 27.00 20.00
AVC-D25-SVUCR/L-11 17.00 25.00 32.00 25.00

VHISPERLINE

AVC-SVLCR/L X

Interchangeable Boring Heads bl

Carrying 35° Rhombic Inserts with

7° Clearance ”K‘i

WF DCONMS DMIN LF
AVC-D32-SVLCR/L-16T 22.00 32.00 40.00 32.00
AVC-D40-SVLCR/L-16T 27.00 40.00 50.00 32.00

Member IMC Group

A= lhe"
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DCONMS WF LF DMIN é & / @ s

AVC-PCLNR/L

Interchangeable Boring Heads for 80°

Rhombic Inserts
AVC-D20-PCLNR/L-09 20.00 13.00 20.00 25.00 TCN323 TCX3 LR3 SR117-2014 HW 2.5 SP 3 PN 3-4
AVC-D25-PCLNR/L-09 25.00 17.00 25.00 32.00 TCN323 TCX3 LR3 SR117-2014 HW 25 SP 3 PN 3-4
AVC-D32-PCLNR/L-09 32.00 22,00 32.00 40.00 TCN323 TCX3 LR3 SR117-2014 HW 2.5 SP 3 PN 3-4

WHiSr enking

ANTI-VIBRATION

AVC-PCLXR/L
Interchangeable Boring Heads for 80°
Rhombic Inserts

esignation [N A 4 42 [ B 7

AVC-D20-PCLXR/L-09X 20.00 13.00 20.00 25.00 TSN323 LR3W SR117-2014 HW 2.5 SP 3 PN 3-4
AVC-D25-PCLXR/L-09X 25.00 17.00 25.00 32.00 TSN323 LR3W SR117-2014 HW 25 SP 3 PN 3-4
AVC-D32-PCLXR/L-09X 32.00 22.00 32.00 40.00 TSN323 LR3W SR117-2014 HW 2.5 SP 3 PN 3-4
AVC-D40-PCLXR/L-12X 40.00 27.00 40.00 50.00 TSN323 LR3W SR117-2014 HW 2.5 SP 3 PN 3-4

WHiSrEnLiNg

ANTI-VIBRATION

AVC-DDUNR/L
Interchangeable Boring Heads for 55°
Rhombic Inserts

=} oconms

WF

i

e LF—

WF DCONMS DMIN LF

AVC-D32-DDUNR/L-11T 22.00 32.00 40.00 32.00
AVC-D40-DDUNR/L-15T 27.00 40.00 50.00 32.00

WHiSr EnkiNg

ANT!-VIBRATION
AVC-DVUNR/L

Interchangeable Boring Heads for 35°
Rhombic Inserts

WF DCONMS DMIN LF
AVC-D40-DVUNR/L-16T 30.00 40.00 52.00 36.00

o MACHINING O TELTIGENTLY
S
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ANTI-VIBRATION DCONMS

Straight Shank ; o R ~ DooNws
AV-D CNT DCONMS ‘
Anti-Vibration Bars with Through ' \ \j i

OAL
Coolant for Interchangeable 50 & 60 mm shanks

Turning Heads

DCONMS DCONWS OAL OHX CNT
AV-D16-7D-C 16.00 16.00 156.00 92.0 -
AV-D16-10D-E 16.00 16.00 204.00 140.0 G1/8
AV-D20-7D-C 20.00 20.00 200.00 120.0 -
AV-D20-10D-E 20.00 20.00 260.30 180.0 G1/4
AV-D25-7D-C 25.00 25.00 257.50 155.0 G1/4
AV-D25-10D-C 25.00 25.00 330.00 230.0 G1/4
AV-D32-7D-C 32.00 32.00 323.00 192.0 G3/8
AV-D32-10D-C 32.00 32.00 416.00 288.0 G3/8
AV-D40-7D-C 40.00 40.00 408.00 248.0 G1/2
AV-D40-10D-C 40.00 40.00 528.00 368.0 G1/2
AV-D50-7D-C 50.00 40.00 518.00 318.0 G1/2
AV-D50-10D-C 50.00 40.00 668.00 468.0 G1/2
AV-D60-7D-C 60.00 40.00 628.00 388.0 G3/4
AV-D60-10D-C 60.00 40.00 813.00 568.0 G3/4

(1) Maximum overhang

58880689

Member IMC Group




LOGIQLTURN

POSITIVE DOUBLE SIDED

Economical
Positive Insert
Double Sided Master

i
i

ternal and Internal Tools

© x Q} 7 ,

Double Sided Insert with
&4 Positive Cutting Edges

Double Sided
er

O )ruRN

ISCAR CHESS LINES



LOGIOLTURN

POSITIVE DOUBLE SIDED

CXMG-F3P

80° Double-Sided and Double-Positive
Inserts with a Positive Rake for
Finishing on Alloyed Steel

Dimensions Recommended Machining Data
o
D
o ap f
Designation L IC S RE & (mm) (mm/rev)
CXMG 090404-F3P 10.40 9.70 4.65 0.40 . 0.40-2.00 0.05-0.25
CXMG 12T504-F3P 13.83 12.80 5.80 0.40 (] 0.40-2.00 0.05-0.25
CXMG 12T508-F3P 13.75 12.80 5.80 0.80 . 0.40-2.00 0.05-0.25
LOGIOLTURN
POSITIVE DOUBLE SIDED
CXMG-M3P
80° Double-Sided and Double-Positive
Inserts with a Positive Rake for
Medium Machining on Alloyed Steel
; . Recommended
Dimensions Tough «<— Hard Machining Data
o o
re] o)
(3] -
8 8 a
Designation L IC S RE = = (mm) (mm/rev)
CXMG 090408-M3P 10.32 9.70 4.65 0.80 L] 0.80-3.00 0.10-0.50
CXMG 12T508-M3P 13.75 12.80 5.80 0.80 L] L] 0.80-5.00 0.10-0.50
CXMG 12T512-M3P 13.68 12.80 5.80 1.20 (] 1.20-5.00 0.10-0.50
LOGIOLTURN
POSITIVE DOUBLE SIDED
CXMG-F3M
80° Double-Sided and Double-Positive
Inserts with a Positive Rake for
Finishing on Stainless Steel and H.T.A.
. . Recommended
Dimensions Tough <— Hard Machining Data
0
[N © ~
[=) o o
8188 & f
Designation L IC S RE = = = (mm) (mm/rev)
10.40 9.70 4.65 0.40 (] 0.40-2.00 0.05-0.25
CXMG 12T504-F3M 13.83 12.80 5.80 0.40 . . ] 0.40-2.00 0.05-0.25
CXMG 12T508-F3M 13.75 12.80 5.80 0.80 . . 0.80-2.00 0.05-0.25

Member IMC Group



LOGIQLTURN

POSITIVE DOUBLE SIDED
CXMG-M3M

80° Double-Sided and Double-Positive
Inserts with a Positive Rake for
Medium Machining on Stainless Steel

and H.TA.
Dimensions Tough <— Hard s;zzmmsng :,g
0
(s © N~
o | o | o
8|18 |8 ap f
Designation L RE S IC = | = = (mm) (mm/rev)
CXMG 090408-M3M 10.32 0.80 4.65 9.70 (] 0.80-3.00 0.15-0.50
CXMG 12T508-M3M 13.75 0.80 5.80 12.80 o ° o 0.80-5.00 0.15-0.50
CXMG 12T512- 13.68 1.20 5.80 12.80 o ° o 1.20-5.00 0.15-0.50
LOGIQLTURN
POSITIVE DOUBLE SIDED P

A-PCLXR/L
Lever Lock Boring Bars Carrying the
Negative CXMG 80° Rhombic Inserts

7 AR boonus 95°
CNT
I

DMIN r

DCONMS LF LDRED WF HF  GAMP GAMF DMIN CNT Insert
A16Q PCLXR/L-09X 16.00 180.00 30.0 11.00 999.0 8.0 10.0 20.00 UNC 3/8"-16 CXMG 09..
A20R PCLXR/L-09X 20.00 200.00 30.0 13.00 999.0 6.0 10.0 25.00 UNC 3/8"-24 CXMG 09..

A25S PCLXR/L-09X 25.00 250.00 40.0 17.00 999.0 6.0 8.0 32.00 UNC1/2"-20 CXMG 09..

Spare Parts

P - ©

A16Q PCLXL-09X HW20 LR3XSET PL16
A16Q PCLXR-09X HW20 LR3XSET PL16
LYL LR e G E)§ HW 2.0 LR3XSET  PL20
LV e DGR ) HW 2.0 LR3XSET  PL25

LOGIQLTURN - :

POSITIVE DOUBLE SIDED 3

PCLXR/L-JHP ﬂ%‘ﬂ ||¢. M 4@‘2

Lever Lock Tools with Channels for vl L =

High Pressure Coolant Carrying the 3

CXMG 80° Rhombic Inserts V\g@ §

wtd LF

B H HF LF LH WF  GAMP _ GAMF Insert
PCLXR/L 1212F-09X-JHP 12.0 12.0 12.0 80.00 21.5 16.00 6.0 6.0 CXMG 009...
PCLXR/L 1616H-09X-JHP 16.0 16.0 16.0 100.00 20.0 20.00 6.0 6.0 CXMG 09...
PCLXR/L 2020K-12X-JHP 20.0 20.0 20.0 125.00 25.0 25.00 6.0 6.0 CXMG 12...
PCLXR/L 2525M-12X-JHP 25.0 25.0 25.0 150.00 25.0 32.00 6.0 6.0 CXMG 12...

Spare Parts

4 4 [ 7 ) & B
PCLXR/L 1212F-09X-JHP LR 3X SET T-8/5 S-CU-JHP-A SET
PCLXR/L 1616H-09X-JHP LR 3X SET T-8/5 S-CU-JHP-A SET
PCLXR/L 2020K-12X-JHP TCNX 423 LR-4X SRLCS5 HW3.0 PN 3-4 SP4 CH-1.9D-JHP-A SET
PCLXR/L 2525M=-12X=JHP I(*\).¥: %] LR-4X SRLCS5 HW3.0 PN 3-4 SP4 CH-1.9D-JHP-A SET

T MACHINING O TELTIGENTLY
S




LOGIOLTURN

POSITIVE DOUBLE SIDED

PCLXR/L
Lever Lock Tools Carrying the CXMG
80° Rhombic Inserts

= LH

GAMFr{x
{1l
1

[ LF

Designation

PCLXR/L 1212F-09X
PCLXR/L 1616H-09X

PCLXR/L 2020K-12X
PCLXR/L 2525M-12X

Spare Parts

Designation

PCLXR/L 1212F-09X

PCLXR/L 1616H-09X
PCLXR/L 2020K-12X
PCLXR/L 2525M-12X

B H HF LF LH WF GAMP GAMF Insert
12.0 12.0 12.0 80.00 21.5 16.00 6.0 6.0 CXMG 09...
16.0 16.0 16.0 100.00 20.0 20.00 6.0 6.0 CXMG 09...
20.0 20.0 20.0 125.00 25.0 25.00 6.0 6.0 CXMG 12...
25.0 25.0 25.0 150.00 25.0 32.00 6.0 6.0 CXMG 12...

;| & ’ Y 9
LR 3X SET HW 2.0
LR 3X SET HW 2.0
TCNX 423 LR-4X SR 117-2010 HW 3.0 PN 3-4 SP 4
TCNX 423 LR-4X SR 117-2010 HW 3.0 PN 3-4 SP 4

Member IMC Group



JETFTURN

RIGID CLAMP

Pinpointed Coolant
Jet Master

New Tool Holder with
3 Inlets for Coolant

Rigidly Clamped Holder
with Through-Coolant Clamp
Directed to the Cutting Edge

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

SO JTURN

ISCAR CHESS LINES



JETIRTURN
RIGID CLAMP — )
i

DDJNR/L-JHP-MC

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

B H HF LF LH WF__ GAMP _ GAMF ___Insert
DDJNR/L 2020X-15-JHP-MC 20.0 20.0 20.0 40.00 125.0 25.00 6.0 6.0 DNMG/X 1506
DDJNR/L 2525X-15-JHP-MC 25.0 25.0 25.0 40.00 150.0 32.00 6.0 6.0 DNMG/X 1506

Spare Parts

& & ?’

2 9 &

DDJNL 2020X-15-JHP-MC RDT 443 LCGL-4JC SET T-20/5 PLG 1/8BSP TL360 SR 14-506
DDJNR 2020X-15-JHP-MC RDT 433 LCGR-4JC SET T-20/5 PLG 1/8BSP TL360 SR 14-506
DDJNL 2525X-15-JHP-MC RDT 433 LCGL-4JC SET T-20/5 PLG 1/8BSP TL360 SR 14-506 T-15/5
DDJNR 2525X-15-JHP-MC RDT 433 LCGR-4JC SET T-20/5 PLG 1/8BSP TL360 SR 14-506 T-15/5

JETFSTURN

RIGID CLAMP
DCLNR/L-JHP-MC

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

g?‘GAMP

B H HF LF LH WF__ GAMP__GAMF Insert
DCLNR/L 2020X-12-JHP-MC 20.0 20.0 20.0 125.00 35.0 25.00 6.0 6.0 CNMG 1204 CNMX 1207
DCLNR/L 2525X-12-JHP-MC 25.0 25.0 25.0 150.00 35.0 32.00 6.0 6.0 CNMG 1204 CNMX 1207

Spare Parts

P o 0 ® r &

DCLNL 2020X-12-JHP-MC RCT 443 LCGL-4JC SET PLG 1/8BSP TL360 SR 14-506 T-20/5
DCLNR 2020X-12-JHP-MC RCT 443 LCGR-4JC SET PLG 1/8BSP TL360 SR 14-506 T-20/5
DCLNL 2525X-12-JHP-MC RCT 443 LCGL-4JC SET PLG 1/8BSP TL360 T-15/5 SR 14-506 T-20/5
DCLNR 2525X-12-JHP-MC RCT 443 LCGR-4JC SET PLG 1/8BSP TL360 T-15/5 SR 14-506 T-20/5

45-1 40
Bar Max

JETIRTURN

DWLNR/L-JHP-MC

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

95°

45-1 40
Bar Max

B H HF LF GAMF Insert
C 20.0 20.0 20.0 20.00 36.0 25.00 6.0 6.0 WNMG 0804
-JHP-MC 25.0 25.0 25.0 25.00 36.0 32.00 6.0 6.0 WNMG 0804
Spare Parts
Q2 __r @ ®
DWLNL 2020X-08-JHP-MC RWT 443 LCGR-4JC SET SR 14-506 PLG 1/8BSP TL360 T-20/5
DWLNR 2020X-08-JHP-MC RWT 443 LCGR-4JC SET SR 14-506 PLG 1/8BSP TL360 T-20/5
DWLNL 2525X-08-JHP-MC RWT 443 LCGL-4JC SET T-15/5 SR 14-506 PLG 1/8BSP TL360 T-20/5
DWLNR 2525X-08-JHP-MC RWT 443 LCGR-4JC SET T-15/5 SR 14-506 PLG 1/8BSP TL360 T-20/5

Member IMC Group
A= EEE
A ]| ||



ALUTURN

POSITIVE DOUBLE SIDED

Economical Turning
Aluminum Master

Double Sided
Positive Turning Inserts
for Aluminum

— S =

For Aluminum Double Sided Positive Rake
Insert

e ®,,7

ISCAR CHESS LINES



POSIT} VE‘ DOUBLE SIDED

CNGG-F3N

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

q . Recommended
Pimensions Machining Data
8 ap f
Designation L IC S RE o (mm) (mm/rev)
CNGG 090402-F3N-P 9.70 9.52 4.76 0.20 . 0.30-3.00 0.10-0.30
CNGG 090404-F3N-P 9.70 9.52 4.76 0.40 [ 0.30-3.00 0.10-0.30
CNGG 090408-F3N-P 9.70 9.52 4.76 0.80 o 0.30-3.00 0.10-0.30
ALUPTURN
POSITIVE DOUBLE SiDED o
IC A, 95
CNGX-M3N
Double-Sided Positive Rake Inserts
with High Helical and Sharp Edge for ﬁ‘%
Medium Machining on Non-Ferrous >
Materials RE ATJ
. . Recommended
CluEns Es Machining Data
8 ap f
Designation L IC S RE O (mm) (mm/rev)
CNGX 090604-M3N-P 9.70 9.52 4.40 0.40 . 0.30-3.00 0.10-0.30
CNGX 090608-M3N-P 9.70 9.52 4.40 0.80 o 0.30-3.00 0.10-0.30

e PCLNR/L...X and A..-PCLNR/L-X are most recommended as they were designed especially for this insert

POS} TIVE‘ DOUBLE SIDED

VNGU-R3N

Double-Sided Sharp-Edged Positive
Rake Inserts for Rough Machining
on Aluminum and Other Non-Ferrous

Materials
Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE o (mm) (mm/rev)
VNGU 220616-R3N 22.00 12.70 6.35 1.60 [ 0.50-3.00 0.10-0.25
VNGU 220630-R3N 22.00 12.70 6.35 3.00 o 1.50-4.50 0.15-0.30

Member IMC Group
o=
A ]| ||



ALUPTURN

POSITIVE B DOUBLE SIDED DMIN - GAMP :hsllsAﬂX

A-SVQNR/L-AL-JHP : A@L ]
vONL HF

Screw Lock Boring Bars Carrying the

35° Rhombic Inserts ; [ 1
TS = DCONMS ’5300
wr 107.5 . iy} ¥ Bar Max
¥ LDRED |

LF

I DCONMS~ LF LDRED _ H HF WF DMIN CSP GAMP GAMF Insert
A40U SVAQNR/L-22-AL-JHP 40.00 348.10 60.0 36.0 0.1 23.40 49.00 Y 6.5 14.5 VNGU 22..

Spare Parts
Q
& 7 /S @
A-SVQNR/L-AL-JHP TVX 2230 SR 14-591/L-SN HW 3.0 SW6-T-SH BLD T20/S7 PL 40 SR TC-4

ALUPTURN GAWF, GAVP
POSITIVE DOUBLE SIDED ™
107.5
‘Fﬁ Iu Ji

SVHNR/L-JHP H

|- Tl

Screw Lock Tools with Channels for

High Pressure Coolant Carrying 35° h et 1 r
Rhombic Inserts WF | g 140
‘ 107.5° LF
H B HF LF LH WF _ GAMP _GAMF __Insert
SVHNR/L 2525M-22-AL-JHP 25.0 25.0 25.0 146.34 36.4 30.03 7.0 6.0 VNGU 22..

Spare Parts

& a A4 &

TVX 2230 SR 14-591/L-SN SW6-T-SH BLD T20/S7 HW 3.0 SR TC-4 CH-1.9D-JHP-A SET

ST MACHINING O TELTIGENTLY
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ISCAR CHESS LINES

For All New Generation Cost Effective
Materials Insert

High Productivity
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LOGIGQ<CHAM

THREE FLUTE CHAMDRILL

3 Effective Cutting Edges
Dia 12-25.9 mm
Drilling Master

No Setup
k. Time 4

3 Effective Cutting Edges
for Higher Drilling Productivity

High Productivity =~ Cost Effective
Insert

For Steel &
Cast Iron

Self Centering
Insert

O JorLL

ISCAR CHESS LINES




LOGIQSICHAM

THREE FLUTE CHAMDRILL OAL

D3N A-3D i —Th E

Exchangeable Head 3 Flute Drills with DCN_DCXT é l ; |

Coolant Holes and One Flat Shank, v | IN—— r

Driling Depth 3xD | lPL E

L

DCN® DCX LU PL DCONMS DF LPR OAL ssc@
D3N 120-036-16A-3D 12.00 12.40 39.3 3.30 16.00 20.00 61.00 109.00 12
D3N 125-037-16A-3D 12.50 12.90 40.3 3.30 16.00 20.00 63.30 110.50 12
D3N 130-039-16A-3D 13.00 13.40 42.3 3.30 16.00 20.00 66.10 114.08 13
D3N 135-041-16A-3D 13.50 13.90 43.8 3.30 16.00 20.00 68.30 116.33 13
D3N 140-042-16A-3D 14.00 14.40 45.3 3.30 16.00 20.00 71.20 119.16 14
D3N 145-044-16A-3D 14.50 14.90 46.8 3.30 16.00 20.00 73.40 121.41 14
D3N 150-045-20A-3D 15.00 15.90 48.9 3.90 20.00 25.00 76.20 126.24 15
D3N 160-048-20A-3D 16.00 16.90 51.9 3.90 20.00 25.00 81.30 131.33 16
D3N 170-051-20A-3D 17.00 17.90 54.9 3.90 20.00 25.00 86.40 135.42 17
D3N 180-054-25A-3D 18.00 18.90 58.4 4.40 25.00 32.00 91.50 147.50 18
D3N 190-057-25A-3D 19.00 19.90 61.4 4.40 25.00 32.00 96.60 152.58 19
D3N 200-060-25A-3D 20.00 20.90 64.4 4.40 25.00 32.00 101.70 157.66 20
D3N 210-063-25A-3D 21.00 21.90 67.4 4.40 25.00 32.00 106.70 162.74 21
D3N 220-066-25A-3D 22.00 22.90 70.4 4.40 25.00 32.00 111.80 167.83 22
D3N 230-069-32A-3D 23.00 23.90 74.7 5.70 32.00 42.00 116.90 176.90 23
D3N 240-072-32A-3D 24.00 24.90 77.7 5.70 32.00 42.00 122.00 182.00 24
D3N 250-075-32A-3D 25.00 25.90 80.7 5.70 32.00 42.00 127.10 187.08 25

() Cutting diameter minimum
(2 Seat size code

Member IMC Group

A= lhe"



e
LOGIQ M

OAL

D3N A-5D LPR |

Exchangeable Head 3 Flute Drills with LS x i

Coolant Holes and One Flat Shank, DCN'?CX < - - = = B,, DCON*MShe DF r
Drilling Depth 5xD R W ‘

DCN™ DCX LU PL DCONMS DF LPR OAL ssce
D3N 120-060-16A-5D 12.00 12.40 63.3 3.30 16.00 20.00 85.00 133.00 12
D3N 125-062-16A-5D 12.50 12.90 65.3 3.30 16.00 20.00 88.30 135.50 12
D3N 130-065-16A-5D 13.00 13.40 68.3 3.30 16.00 20.00 92.10 140.10 13
D3N 135-068-16A-5D 13.50 13.90 70.8 3.30 16.00 20.00 95.30 143.30 13
D3N 140-070-16A-5D 14.00 14.40 73.3 3.30 16.00 20.00 99.20 147.20 14
D3N 145-073-16A-5D 14.50 14.90 75.8 3.30 16.00 20.00 102.40 150.40 14
D3N 150-075-20A-5D 15.00 15.90 78.9 3.90 20.00 25.00 106.20 156.20 15
D3N 160-080-20A-5D 16.00 16.90 83.9 3.90 20.00 25.00 113.30 163.30 16
D3N 170-085-20A-5D 17.00 17.90 88.9 3.90 20.00 25.00 120.40 169.40 17
D3N 180-090-25A-5D 18.00 18.90 94.4 4.40 25.00 32.00 127.50 183.50 18
D3N 190-095-25A-5D 19.00 19.90 99.4 4.40 25.00 32.00 134.60 190.60 19
D3N 200-100-25A-5D 20.00 20.90 104.4 4.40 25.00 32.00 141.70 197.70 20
D3N 210-105-25A-5D 21.00 21.90 109.4 4.40 25.00 32.00 148.70 204.70 21
D3N 220-110-25A-5D 22.00 22.90 114.4 4.40 25.00 32.00 155.80 211.80 22
D3N 230-115-32A-5D 23.00 23.90 120.7 5.70 32.00 42.00 162.90 222.90 23
D3N 240-120-32A-5D 24.00 24.90 125.7 5.70 32.00 42.00 170.00 230.00 24
D3N 250-125-32A-5D 25.00 25.90 130.7 5.70 32.00 42.00 177.10 237.10 25

(1) Cutting diameter minimum
(2 Seat size code

MACHINING O TELTIGENTY
D



LOGIQ, M

THREE FLUTE CHAMDRILL

H3P

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

and Cast Iron (ISO K)

Dimensions

[e0]

3
Designation DC LPR SSC M PL ©
H3P 120-IQ 12.00 7.00 12 3.30 °
H3P 122-1Q 12.20 7.00 12 3.30 ()
H3P 123-1Q 12.30 7.00 12 3.30 .
H3P 125-1Q 12.50 7.00 12 3.30 °
H3P 126-1Q 12.60 7.00 12 3.30 °
H3P 127-1Q 12.70 7.00 12 3.30 .
H3P 128-1Q 12.80 7.00 12 3.30 .
H3P 130-I1Q 13.00 7.00 13 3.30 °
H3P 131-1Q 13.10 7.00 13 3.30 °
H3P 133-1Q 13.30 7.00 13 3.30 .
H3P 135-1Q 13.50 7.00 13 3.30 °
H3P 138-1Q 13.80 7.00 13 3.30 °
H3P 140-1Q 14.00 8.20 14 3.30 °
H3P 142-1Q 14.20 8.20 14 3.30 °
H3P 143-1Q 14.30 8.20 14 3.30 .
H3P 145-1Q 14.50 8.20 14 3.30 [
H3P 146-1Q 14.60 8.20 14 3.30 (]
H3P 147-1Q 14.70 8.20 14 3.30 .
H3P 150-1Q 15.00 8.80 15 3.90 °
H3P 151-IQ 15.10 8.80 15 3.90 °
H3P 153-1Q 15.30 8.80 15 3.90 °
H3P 154-1Q 15.40 8.80 15 3.90 [
H3P 155-1Q 15.50 8.80 15 3.90 o
H3P 159-1Q 15.90 8.80 15 3.90 °
H3P 160-1Q 16.00 9.40 16 3.90 °
H3P 161-1Q 16.10 9.40 16 3.90 °
H3P 165-1Q 16.50 9.40 16 3.90 °
H3P 167-1Q 16.70 9.40 16 3.90 °
H3P 170-1Q 17.00 9.40 17 3.90 o
H3P 175-1Q 17.50 9.40 17 3.90 .
H3P 176-1Q 17.60 9.40 17 3.90 ()
H3P 180-IQ 18.00 11.10 18 4.40 °
H3P 185-1Q 18.50 11.10 18 4.40 .
H3P 190-I1Q 19.00 11.10 19 4.40 °
H3P 1905-1Q 19.05 11.10 19 4.40 (]
H3P 195-1Q 19.50 11.10 19 4.40 .
H3P 200-1Q 20.00 12.30 20 4.40 °
H3P 205-1Q 20.50 12.30 20 4.40 (]
H3P 210-1Q 21.00 12.30 21 4.40 °
H3P 215-1Q 21.50 12.30 21 4.40 [
H3P 220-1Q 22.00 12.30 22 4.40 (]
H3P 222-1Q 22.20 12.30 22 4.40 .
H3P 225-1Q 22.50 12.30 22 4.40 ()
H3P 230-1Q 23.00 14.60 23 5.70 °
H3P 240-1Q 24.00 14.60 24 5.70 .
H3P 245-1Q 24.50 14.60 24 5.70 [
H3P 250-1Q 25.00 14.60 25 5.70 o
H3P 254-1Q 25.40 14.60 25 5.70 .
H3P 259-1Q 25.90 14.60 25 5.70 °

() Seat size code

Member IMC Group
o=
A ]| ||



SUMOCHAM

CHAMDRILL LINE

Smallest Indexable

Dia 4.0-5.9 mm
Drilling Master

No Setup
§. Time g

Innovative Ergonomic Key

Available in
Diameter Range of 4.0-5.9 mm with
3 & 5xD Drilling Depths

Indexable Drill Head
Decreased to 4 mm

Micro Size Inserts
for High Productivity

Twisted Coolant ~ For Every Type Innovative Cost Effective
Nozzles of Material Ergonomic Key Insert

O JoraL

ISCAR CHESS LINES




SUMOCHAM
CHAMDRILL LINE OAL | E
LPR
DCN R-3D AL LU i N
Indexable Head Dirills with Coolant o ‘
Holes and a Cylindrical Shank, Drilling DON-DCXk7 — ~ | e
Depth 3xD Ry
DCN®M DCX LU PL DCONMS LPR SSC@ OAL
4.00 4.40 12.6 0.59 6.00 23.0 4 58.00
DCN 045-014-06R-3D 4.50 4.90 14.8 0.75 6.00 24.6 4.5 59.65
DCN 050-015-06R-3D 5.00 5.40 15.7 0.73 6.00 26.3 5 61.33
DCN 055-017-06R-3D 5.50 5.90 17.9 0.90 6.00 28.1 5.5 63.13
) Do not mount smaller drilling heads other than the specified range of the drill body
(2 Seat size code
OCHAM
CHAMDRILL LINE |
T
DCN R-5D LPR ‘
PL| LU |
Indexable Head Dirills with Coolant 1 ~ Ly
Holes and Cylindrical Shanks, Drilling DCN-DCXk7 — — — ] DCONMShe @
Depth 5xD J—‘
DCN® DCX LU PL DCONMS LPR SSC@ OAL
4.00 4.40 20.6 0.59 6.00 31.0 4 66.00
DCN 045-023-06R-5D 4.50 4.90 22.8 0.75 6.00 33.6 4.5 68.65
DCN 050-025-06R-5D 5.00 5.40 25.7 0.73 6.00 36.3 5 71.30
DCN 055-028-06R-5D 5.50 5.90 27.9 0.90 6.00 39.2 5.5 74.15
() Do not mount smaller drilling heads other than the specified range of the drill body
(@ Seat size code
OCHAM =
CHAMDRILL LINE —
" | N il
Exchangeable DCN Dirill Heads, DC & 140°
for Carbon and Alloy Steel (ISO P 4
Materials) N
LPR
Dimensions
©
S
Designation DC LPR Sscm PL O
IcP 4.00-4.40 3.40 4 0.59 [
4.50-4.90 3.55 4.5 0.75 °
5.00-5.40 3.70 5 0.73 °
e 5.50-5.90 3.85 5.5 0.90 °

) Seat size code

Member IMC Group

A= lhe"



MODUDRILL

MODULAR HEADS

Drilling System
Dia 33-40 mm
Modu Drill Master

Innovative Modular System for
Large Diameter and Deep Drilling

Cost Effective
Modular System Insert

O JoraL

ISCAR CHESS LINES




MODUDRILL
MODULAR HEADS MDYDE LF ‘_ LS »‘ . r
MD-BODY DC@E DoONS (B TS = A DCONMS DF
Modular Drill Holders, Each Holder Can v ¥ ‘ | — 1]
Carry 4 Drill Pocket Head Sizes LU

MD-MNC MD-DR-DH

DCONMS DF LS LF LU DCN® DCX DCONWS®

MD-BODY-33-36-400-32A 32.00 42.00 60.0 445.00 393.3 33.00 36.90 6.70
MD-BODY-37-40-400-32/ 32.00 42.00 60.0 445.00 393.3 37.00 40.00 6.90
(1) Cutting diameter minimum (@ HEAD connection size

Spare Parts

/

MD-BODY-33-36-400-32A SET SCREW-M6  BLD 4 T15-42.5LBFIN HSA 4 1-5
MD-BODY-37-40-400-32A SET SCREW-M6  BLD 4 T15-42.5LBFIN HSA 4 1-5

MODUDRILL —— LPR m
MODULAR HEADS —=— N r
MD-DFN T i
Indexable Pocket Heads with Coolant DCN-DC . - DCONMS
Holes for Drilling Holders l B

—/PL

DCN® DCX LPR DCONMS  SSC®@ MIID® PL F

MD-DFN 330 HEAD 33.00 33.90 36.90 6.70 33 HFP 330-1Q 7.33 K DFN 30-40

MD-DFN 340 HEAD 34.00 34.90 37.20 6.70 34 HFP 340-1Q 7.62 K DFN 30-40
MD-DFN 350 HEAD 35.00 35.90 37.20 6.70 35 HFP 350-1Q 7.65 K DFN 30-40
MD-DFN 360 HEAD 36.00 36.90 37.60 6.70 36 HFP 360-1Q 8.15 K DFN 30-40
MD-DFN 370 HEAD 37.00 37.90 37.60 6.90 37 HFP 370-1Q 8.04 K DFN 30-40
MD-DFN 380 HEAD 38.00 38.90 38.00 6.90 38 HFP 380-1Q 8.20 K DFN 30-40
MD-DFN 390 HEAD 39.00 40.00 38.00 6.90 39 HFP 390-1Q 8.43 K DFN 30-40

1) Cutting diameter minimum (2 Seat size code (3 Master insert identification

MODUDRILL

MODULAR HEADS

MD-MNC

Indexable Pocket Heads with Coolant
Holes for Drilling Holders

DC PDD LPR DCONMS  SSCW MIID®@ MIID 2@ PL
MD-MNC 330-175-09 33.00 17.00 30.90 6.70 17 HCP 170 SOGT 09T306-W 3.65
MD-MNC 340-180-09 34.00 18.00 30.90 6.70 18 HCP 180 SOGT 09T306-W 3.70
MD-MNC 350-189-09 35.00 18.90 30.90 6.70 18 HCP 189  SOGT 09T306-W 3.85
MD-MNC 360-190-10 36.00 19.00 30.90 6.70 19 HCP 190 SOGT 100408-W 3.85
MD-MNC 370-200-10 37.00 20.00 33.90 6.90 20 HCP 200 SOGT 100408-W 4.00
MD-MNC 380-209-10 38.00 20.90 33.90 6.90 20 HCP 209 SOGT 100408-W 4.15
MD-MNC 390-215-10 39.00 21.50 33.90 6.90 21 HCP 215 SOGT 100408-W 4.25
MD-MNC 400-225-10 40.00 22.50 33.90 6.90 22 HCP 225 SOGT 100408-W 4.40

(1) Seat size code (@ Master insert identification (3 Master insert identification 2

Spare Parts

= / Y AR .

K MNC MULTI BLD T09/M7-SW4 SW4-SD SR 34-506 T-7/51 SR 34-508

MODUDRILL ~ PR —

MODULAR HEADS

o * la
xchangeable Drilling Heads wit

Guide Pgads, Carrying Square Inserts me 7%@NMS .

PL

DC LPR DCONMS MIID® PL
MD-DR-DH 330 33.00 33.00 6.70 SOMX 06 1.00
MD-DR-DH 340 34.00 33.00 6.70 SOMX 06 1.00
MD-DR-DH 350 : 35.00 33.00 6.70 SOMX 07 1.00
MD-DR-DH 360 36.00 33.00 6.70 SOMX 07 1.00
MD-DR-DH 370 37.00 39.00 6.90 SOMX 07 1.00
MD-DR-DH 380 38.00 39.00 6.90 SOMX 07 1.00
MD-DR-DH 390 39.00 39.00 6.90 SOMX 07 1.00
MD-DR-DH 400 : 40.00 40.00 6.90 SOMX 07 1.00

(1) Master insert identification

Spare Parts

Designation & / & / ‘@
MD-DR-DH-HEAD SR 14-560-HG 1-8/53 SR 22052/HG-P 1P-7/51 GPS-06-20-120  1C908




TRIDEEP

DEEP DRILLING
Small Diameter

Dia 12-14 mm
Deep Drilling Master

No Setup
& Time -
L 4

Small Diameter Deep Drills
with New Chip Splitting
Insert Concept

Serrated Cutting Edges
Small Diameter Range:
912-14 mm

\/

Chip Splitting Deep Drilling
Concept Insert Finish

SO JoruL

ISCAR CHESS LINES




TRIDEEP ED

I > —— ~
GD-DHL e T
Gundrills Carrying Indexable Inserts Dcﬁ-'" 1 DCONMS
with 2 Chip Splitting Cutting Edges T ) | Y %
and a Wiper for High Hole Surface L ' s
Quality LPR ‘

DC LPR LU DCONMS LS BD
GD-DHL-12.00X800-U03 12 800 712 19.05 70 115
GD-DHL-12.00X800-22 12 800 732 20.00 50 11.5
GD-DHL-12.00X800-34 12 800 732 20.00 50 11.5
GD-DHL-12.00X1000-U03 12 1000 912 19.05 70 11.5
GD-DHL-12.00X1000-22 12 1000 932 20.00 50 11.5
GD-DHL-12.00X1000-34 12 1000 932 20.00 50 11.5
GD-DHL-12.00X1650-U03 12 1650 1562 19.05 70 1.5
GD-DHL-12.00X1650-22 12 1650 1582 20.00 50 11.5
GD-DHL-12.00X1650-34 12 1650 1582 20.00 50 11.5
GD-DHL-13.00X800-U04 13 800 710 25.4 70 125
GD-DHL-13.00X800-23 13 800 724 25.00 56 12.5
GD-DHL-13.00X800-35 13 800 724 25.00 56 12.5
GD-DHL-13.00X1000-U04 13 1000 910 25.4 70 125
GD-DHL-13.00X1000-23 13 1000 924 25.00 56 12.5
GD-DHL-13.00X1000-35 13 1000 924 25.00 56 12.5
GD-DHL-13.00X1650-U04 13 1650 1560 25.4 70 125
GD-DHL-13.00X1650-23 13 1650 1574 25.00 56 12.5
GD-DHL-13.00X1650-35 13 1650 1574 25.00 56 125

TRIDEEP BD
{ ‘ B! m ’:!:‘ r

gupndlriI?Carrying Indexable Inserts be ﬁh Ju I DOONMS '

with 2 Chip Splitting Cutting Edges ] N | 4 %

and a Wiper for High Hole Surface } LPR ' LS !

Quiality, 15xD, 20xD, 25xD

DC LPR LU DCONMS LS BD
GD-DH-12.00XM20-15D-04 12 225 195 20 50 11.5
GD-DH-12.00XM20-20D-04 12 290 260 20 50 11.5
GD-DH-12.00XM20-25D-04 12 355 325 20 50 11.5
GD-DH-12.50XM20-15D-04 12.5 226 195 20 50 12
GD-DH-12.50XM20-20D-04 12.5 291 260 20 50 12
GD-DH-12.50XM20-25D-04 12,5 356 325 20 50 12
GD-DH-13.00XM25-15D-04 13 245 210 25 56 12,5
GD-DH-13.00XM25-20D-04 13 315 280 25 56 12,5
GD-DH-13.00XM25-25D-04 13 385 350 25 56 12.5
GD-DH-13.50XM25-15D-04 13.5 245 210 25 56 13
GD-DH-13.50XM25-20D-04 13.5 315 280 25 56 13
GD-DH-13.50XM25-25D-04 13.5 385 350 25 56 13

Member IMC Group
o=
A ]| ||



TRIDEEP

LOGT

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

Dimensions
©
]
Designation IC RE PL S O
LOGT 060204R-DT 7 0.4 1.8 2 .
TRIDEEP R
* [ ﬁ'\
GPS s | =
Solid Carbide Guide Pads :
+
INSL ‘
Dimensions Tough «<— Hard
o ©
Yo} o
[+ =
8] &)
Designation W1 S RE INSL
GPS-04-16-055 4.0 2.00 5.5 16 . .

MACHINING O TELTIGENTY
D
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ISCAR CHESS LINES

For All New Generation Cost Effective
Materials Insert

High Productivity
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SWISSCuT

Extra-Long Inserts
Up to 10 mm D.O.C.
Swiss Master

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

Long Insert with
— — _— Two Clamping Screws
Variety of Rigid Clamping Precision Deep Parting
Geometries and Grooving

IO JaruP

/SCAR CHESS LINES




SWISSCUT ‘ - e Hﬁ TZH

SCHR/L-41BF .

Grooving and Turning Tools with i Q’@—@—L) = 7
LR

Back and Front Clamping for Swiss- |
town-owx Right-hand shown

Type and Automatic Machines ;\ obx

CWXM CDX@ HF® H B OAL & / ﬁ / f
SCHR/L 12-41BF ) 11.00 120 12.0 12.0 125.00 SR M4.5X0.75-L7.9 BLD T15/S7 SR M2X0.4-L.3.5 BLD T10/S7 SW6-SD
SCHR/L 16-41BF X 11.00 16.0 16.0 16.0 125.00 SR M4.5X0.75-L7.9 BLD T15/S7 SR M2X0.4-L3.5 BLD T10/S7 SW6-SD

() Cutting width maximum

() See insert data
() HF=HF (tool)-HF (insert)

lem>| =T

oy mm -
§!!’L§§UUI GAN HF Workpiece XX% ¥

e 4
SCIR/L-41-R/L I 8@ o ;
Parting Inserts - Te CDX 1
SCIR 41-...R15K.. ﬁnﬂ - T v

*‘ CDXL\ Sharg corner x 2

SCIL 41-...L15K..
Dimensions I\F/‘Izz%mmgng:ti

3

= f groove
Designation cw GAN HF®M CDX TC o (mm/rev)
SCIL 41-100L15K00 1.00 0.0 0.2 6.00 11.0 (] 0.02-0.04
SCIR 41-100R15K00 1.00 0.0 0.2 6.00 11.0 o 0.02-0.04
SCIL 41-150L15K00 1.50 0.0 0.2 8.00 11.0 (] 0.03-0.06
SCIR 41-150R15K00 1.50 0.0 0.2 8.00 11.0 ° 0.03-0.06
SCIL 41-150L15K7 1.50 7.0 0.5 8.00 11.0 o 0.03-0.06
SCIR 41-150R15K?7 1.50 7.0 0.5 8.00 11.0 (] 0.03-0.06
SCIL 41-200L15K00 2.00 0.0 0.2 10.00 11.0 (] 0.03-0.07
SCIR 41-200R15K00 2.00 0.0 0.2 10.00 11.0 ° 0.03-0.07
SCIL 41-200L15K7 2.00 7.0 0.5 10.00 11.0 (] 0.08-0.07
SCIR 41-200R15K?7 2.00 7.0 0.5 10.00 11.0 o 0.03-0.07
SCIL 41-250L15K00 2.50 0.0 0.2 10.00 11.0 o 0.03-0.07
SCIR 41-250R15K00 2.50 0.0 0.2 10.00 11.0 (] 0.03-0.07
SCIL 41-250L15K7 2.50 7.0 0.5 10.00 11.0 [ 0.03-0.07
SCIR 41-250R15K7 2.50 7.0 0.5 10.00 11.0 o 0.03-0.07
SCIL 41-300L15K00 3.00 0.0 0.2 10.00 11.0 (] 0.03-0.08
SCIR 41-300R15K00 3.00 0.0 0.2 10.00 11.0 ° 0.03-0.08

() Cutting edge below center

Member IMC Group

T | ol



SWISSTCuT

34

Workpi
EXTRA LONG ¥ | N — g B orpece "}
SCIR/L-41-BRA/BLA % ] E T = , |
Back Turning Inserts GAN . <60 E]‘ ) - .
I ATew
=l v -
] | N ‘
TC 0.95 . RE
. . Recommended
DllwEEEs Machining Data
©
1=}
= ap fturn
Designation Ccw RE HF® TC GAN o (mm) (mm/rev)
SCIL 41-BLA08-05K8 0.50 0.08 0.5 11.00 8.0 [ 0.10-4.20 0.02-0.15
SCIR 41-BRA08-05K8 0.50 0.08 0.5 11.00 8.0 ° 0.10-4.20 0.02-0.15
SCIL 41-BLA0S8 1.00 0.08 0.5 11.00 8.0 . 0.10-4.20 0.02-0.15
SCIR 41-BRA 1.00 0.08 0.5 11.00 8.0 o 0.10-4.20 0.02-0.15
() Cutting edge below center
SWISSTUT Workpiece
EXTRA LONG 4’< L 41 4 "}
SCIR/L-41-ERA/ELA W= » = , |
Back Turning Inserts for T 5 i -
Short Chipping Materials P30 cw =
!‘igu:@/\f MESTY
095 1o 1105
REX2
. . Recommended
PlEras Machining Data
©
o
= ap fturn
Designation CW RE TC HFM ©] (mm) (mm/rev)
SCIL 41-ELA00-10KO 1.00 0.00 11.0 0.2 () 0.05-5.00 0.02-0.15
SCIR 41-ERA00-10KO 1.00 0.00 11.0 0.2 . 0.05-5.00 0.02-0.15
SCIL 41-ELA08-10KO 1.00 0.08 11.0 0.2 o 0.10-5.00 0.02-0.15
SCIR 41-ERAO0S 1.00 0.08 11.0 0.2 o 0.10-5.00 0.02-0.15
() Cutting edge below center
SWISScuT a_2F ;!«
de I 1
SCIR/L-41-AD 7" o Ay
Turning Inserts [ N -
cw
3 I
= =
N\ex2
Jcox |\REx2
Dimensions Recommended Machining Data
©
o
= ap f turn f groove
Designation Ccw RE CDX HF(M GAN ®) (mm) (mm/rev) | (mm/rev)
| SCIR/L 41-AD08-30K8 HIEXT 0.08 11.00 05 8.0 . 0.12-400 | 0.02-0.15 | 0.01-0.06
() Cutting edge below center
DUSTRY4.0

ELLIGENTLY



SWISSTUT .

EXTRA LONG

4=\ A1
SCIR/L-41-AR/AL " o5 1
Turning Inserts with a T
Frontal Relief Angle ¥

N cw
&/l \RE

. . Recommended
PImErE e Machining Data
©
=}
2 ap f turn
Designation Ccw RE HFM GAN o (mm) (mm/rev)
3.30 0.00 0.5 16.0 [} 0.05-4.00 0.02-0.15
SCIR 41-AR00- K16 3.30 0.00 0.5 16.0 o 0.05-4.00 0.02-0.15
() Cutting edge under center distance
y vy’ J Workpi
§Tw’§§vv /'] . . p : go HE lorkpiece —|_,L XX ¥
SCIR/L-41-NP T e m@gﬁﬁr .
Grooving, Turning and Parting Inserts T CDX 1 -
= TO [« QW I e
e B
NG
CDX :\M
. . Recommended
PlleEs Machining Data
©
o
S ap f turn f groove
Designation Ccw RE HF( CDX TC O (mm) (mm/rev) | (mm/rev)
SCIR/L 41-150NP08 1.50 0.08 0.2 8.00 10.0 () 0.10-1.80 0.02-0.10 0.02-0.07
SCIR/L 41-200NP0O8 2.00 0.08 0.2 8.00 10.0 (] 0.10-2.50 0.02-0.15 0.02-0.09
SCIR/L 41-250NP08 2.50 0.08 0.2 10.00 10.0 o 0.10-3.00 0.02-0.17 0.02-0.11
SCIR/L 41-300NPO8 3.00 0.08 0.2 10.00 10.0 o 0.10-4.00 0.02-0.20 0.02-0.12
* When turning to the opposite side of chipformer, maximum D.O.C. is 0.5 mm
() Cutting edge below center
SWISSTUT o
EXTRA LONG 4“ L7 41 4;-»
SCIR/L-41-MTR/MTL W es
Threading Inserts with a I o
60° Partial Profile MTR 60°,
E@ﬁf
ML < \BE
Dimensions
©
o
S
Designation RE PDX TPN® TPX@ TPIX® TPIN® HF® o
SCIL 41-MTLO06 0.06 0.9 0.40 1.50 64.00 17.00 0.2 .
SCIR 41-MTRO06 0.06 0.9 0.40 1.50 64.00 17.00 0.2 °
SCIL 41-MTLO20 0.20 1.6 1.50 2.50 17.00 10.00 0.2 o
SCIR 41-MTR020 0.20 1.6 1.50 2.50 17.00 10.00 0.2 °

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

Member IMC Group
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PENTACU 7

PARTING & GROOVING LINE

Mini Penta for Grooving & Parting
Next to Shoulder 0.25-3.18 mm
Miniature Master

Pentagonal Insert with 5 Cutting Edges

for Grooving & Parting Miniature Parts
Next to Shoulder

Left & Right Insert Widths:
0.25-3.18 mm

For Grooving, For Every Type Innovative Cost Effective
Parting, Turning of Material Insert

T JarupP

Application

/SCAH CHESS LINES




PENTACUT

= v I
Tools Carrying Inserts with 5 Cutting ,: “@“ ) H O’}E@ 03
Edges for Grooving, Parting and 1] HBHE ' XX
Recessing Next to High Shoulders L] L]
WF B
§ACWN-CWX i Right-hand shown
H B CWN'  CWX@ WF OAL LH HBH OAH
PCHR/LS 10-17 10.0 10.0 0.25 3.18 10.00 120.00 17.0 2.0 17.6
PCHR/LS 12-17 12.0 12.0 0.25 3.18 12.00 120.00 17.0 = 17.6
PCHR/LS 16-17 16.0 16.0 0.25 3.18 16.00 120.00 17.0 - 21.6
PCHR/LS 20-17 20.0 20.0 0.25 3.18 20.00 120.00 17.0 - 25.6
() Cutting width minimum
) Cutting width maximum
Spare Parts
& ?
PCHLS 10-17 SR M4-39432 T-1508/5
PCHRS 10-17 SR M4-39432L T-1508/5
PCHLS 12-17 SR M4-39432 T-1508/5
PCHRS 12-17 SR M4-39432L T-1508/5
PCHLS 16-17 SR M4-39432 T-1508/5
PCHRS 16-17 SR M4-39432L T-1508/5
PCHLS 20-17 SR M4-39432 T-1508/5
PCHRS 20-17 SR M4-39432L T-1508/5
PARTING & GROOVING LINE 7’
PENTA 17-P-RS/LS Xx
Pentagonal Inserts for Parting 7
and Grooving Soft Materials, H
Thin and Miniature Parts
. . R
Dimensions Mzzﬂmmgngﬁg
3
S f groove
Designation CW RE CDX CUTDIA €] (mm/rev)
PENTA 17NO25PO0OOR/LS 0.25 0.00 0.60 1.2 . 0.02-0.03
PENTA 17NO30POOOR/LS 0.30 0.00 0.60 1.2 . 0.02-0.03
PENTA 17NO33PO0OOR/LS 0.33 0.00 0.60 1.2 . 0.02-0.03
PENTA 17NO43POOOR/LS 0.43 0.00 1.00 2.0 ° 0.02-0.04
PENTA 17NO50POOOR/LS 0.50 0.00 2.00 4.0 . 0.02-0.04
PENTA 17NO75POOOR/LS 0.75 0.00 2.50 5.0 [} 0.02-0.04
PENTA 17NO8OPOOOR/LS 0.80 0.00 2.50 5.0 (] 0.02-0.04
PENTA 17NO95PO0OR/LS 0.95 0.00 3.00 6.0 . 0.02-0.05
PENTA 17N100PO10R/LS 1.00 0.10 3.00 6.0 . 0.02-0.05
PENTA 17N100PO50R/LS 1.00 0.50 3.00 6.0 . 0.02-0.05
PENTA 17N120P010R/LS 1.20 0.10 3.00 6.0 . 0.02-0.05
PENTA 17N140P010R/LS 1.40 0.10 3.00 6.0 . 0.02-0.05
PENTA 17N150P010R/LS 1.50 0.10 4.00 8.0 (] 0.02-0.07
PENTA 17N157P010R/LS 1.57 0.10 4.00 8.0 . 0.02-0.07
PENTA 17N157P079R/LS 1.57 0.79 4.00 8.0 . 0.02-0.07
PENTA 17N170PO010R/LS 1.70 0.10 4.00 8.0 (] 0.02-0.07
PENTA 17N178P010R/LS 1.78 0.10 4.00 8.0 . 0.02-0.07
PENTA 17N196P010R/LS 1.96 0.10 4.00 8.0 . 0.02-0.08
PENTA 17N200PO010R/LS 2.00 0.10 4.00 8.0 . 0.02-0.08
PENTA 17N200P100R/LS 2.00 1.00 4.00 8.0 ] 0.02-0.08
PENTA 17N222P010R/LS 2.22 0.10 4.00 8.0 o 0.02-0.08
PENTA 17N230P010R/LS 2.30 0.10 4.00 8.0 (] 0.02-0.08
PENTA 17N239P010R/LS 2.39 0.10 4.00 8.0 . 0.02-0.08
PENTA 17N239P120R/LS 2.39 1.20 4.00 8.0 . 0.02-0.08
PENTA 17N247P010R/LS 2.47 0.10 4.00 8.0 (] 0.02-0.08
PENTA 17N250P010R/LS 2.50 0.10 4.00 8.0 . 0.02-0.08
PENTA 17N270P010R/LS 2.70 0.10 4.00 8.0 (] 0.02-0.09
PENTA 17N287P010R/LS 2.87 0.10 4.00 8.0 (] 0.02-0.10
PENTA 17N300P010R/LS 3.00 0.10 4.00 8.0 . 0.02-0.10
PENTA 17N318P010R/LS 3.18 0.10 4.00 8.0 ] 0.02-0.10

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

CUTDIA as a function of depth of cut (CDX) Parting
to center
Designation Cw=0.02 | RE CDX | CDX<2.3| CDX<2.5 | CDX<3.0 | CDX<3.5 | CDX<3.8 | CDX<4.0 | CUTDIA

PENTA 17N025P000RS/LS 0.25 0.00 0.6" - - - - - -

PENTA 17NO30P0O00RS/LS 0.30 0.00 0.6* S o o ° = =

PENTA 17NO33P000RS/LS 0.30 0.00 0.6* - - - - - -

PENTA 17N043P000RS/LS 0.43 0.00 1.0* = = = = = =

PENTA 17NO50PO00RS/LS 0.50 0.00 2.0* - - - - - - 4
PENTA 17NO75P000RS/LS 0.75 0.00 2.5 N.L. - - - - 5
PENTA 17NO80P0O0O0RS/LS 0.80 0.00 2.5 N.L. = = = =

PENTA 17NO95P000RS/LS 0.95 0.00 N.L. - - -

PENTA 17N100P010RS/LS 1.00 0.10 N.L. 400 - - -

PENTA 17N100P050RS/LS 1.00 0.50 3.0 N.L. 100 = = = 6
PENTA 17N120P010RS/LS 1.20 0.10 N.L. - - -

PENTA 17N140P010RS/LS 1.40 0.10 N.L. - - -

PENTA 17N150P010RS/LS 1.50 0.10 N.L.

PENTA 17N157P0O10RS/LS 1.57 0.10 N.L.

PENTA 17N157P079RS/LS 1.57 0.79 N.L.

PENTA 17N170P010RS/LS 1.70 0.10 N.L.

PENTA 17N178P010RS/LS 1.78 0.10 N.L.

PENTA 17N196P010RS/LS 1.96 0.10 N.L.

PENTA 17N200P010RS/LS 2.00 0.10 N.L.

PENTA 17N200P100RS/LS 2.00 1.00 N.L.

PENTA 17N222P010RS/LS 2.22 0.10 40 N.L. 400 100 55 32 20

PENTA 17N230P010RS/LS 2.30 0.10 ' N.L.

PENTA 17N239P010RS/LS 2.39 0.10 N.L.

PENTA 17N239P120RS/LS 2.39 1.20 N.L.

PENTA 17N247P010RS/LS 2.47 0.10 N.L.

PENTA 17N250P010RS/LS 2.50 0.10 N.L.

PENTA 17N270P010RS/LS 2.70 0.10 N.L.

PENTA 17N287P010RS/LS 2.87 0.10 N.L.

PENTA 17N300P010RS/LS 3.00 0.10 N.L.

PENTA 17N318P010RS/LS 3.18 0.10 N.L. 400 100 55) 32 25

*N.L. = NO LIMIT

CUTDIA CDX
RN




PARTING & GROOVING LINE

PENTA 17-NP-RS/LS
Pentagonal Inserts for Precision
Grooving and Turning Next to
High Shoulder Applications

w0 ﬁ
LN

Dimensions Recommended Machining Data

©

o

) ap fturn f groove
Designation Ccw RE CDX CUTDIA (©] (mm) (mm/rev) (mm/rev)
PENTA 17-100NPO8SR/LS 1.00 0.08 3.00 32.0 o 0.05-0.70 0.02-0.06 0.03-0.06
PENTA 17-200NPO8SR/LS 2.00 0.08 4.00 32.0 (] 0.05-2.50 0.05-0.15 0.05-0.09
PENTA 17-300NPO8R/LS 3.00 0.08 4.00 32.0 o 0.05-3.10 0.05-0.19 0.05-0.11

* When turning to the opposite side of chipformer, maximum D.O.C. is 0.5 mm

Dimensions Dmax as a function of depth of cut (T)
Designation w R Trmax-r T<2.5 T<3.0 T<3.5 T<3.8 T<4.0
PENTA 17-100NPO8-L/RS 1.00 0.08 3.00 N.L. 100 - - -
PENTA 17-200NP08-L/RS 2.00 0.08 4.00 N.L. 100 75 45 32
PENTA 17-300NPO8-L/RS 3.00 0.08 4.00 N.L. 100 75 45 32

() N.L. - No Limit

p Yy J
PARTING & GROOVING LINE
PENTA 17-ER/EL
Back Turning Pentagonal Inserts
for Short Chipping Materials

. . Recommended
Dl s Machining Data
©
=}
S ap f turn
Designation Ccw RE PSIR Tc o (mm) (mm/rev)
PENTA 17EL00-07KOLS 0.70 0.00 60.0 4.0 . 0.05-2.50 0.01-0.15
PENTA 17ER00-07KORS 0.70 0.00 60.0 4.0 . 0.05-2.50 0.01-0.15
PENTA 17EL08-07KOL 0.70 0.80 60.0 4.0 L] 0.05-2.50 0.01-0.15
PENTA 17ER08-0 R 0.70 0.80 60.0 4.0 [ 0.05-2.50 0.01-0.15
p v .
PARTING & GROOVING LINE +0.025 ’T’
PENTA 17-MT-RS/LS
Precision Ground Pentagonal
External Threading Inserts kA
with a 60° Partial Profile
Dimensions
©
o
S
Designation TPN™ TPX® RE PDX o
PENTA 17-MTLOO3LS 0.30 1.75 0.03 0.8 L]
PENTA 17-MTROO3RS 0.30 1.75 0.03 0.8 )
PENTA 17-MTLOOSLS 0.70 3.50 0.08 1.4 .
PENTA 17-M DO8H 0.70 3.50 0.08 1.4 .
) Thread pitch minimum (mm) @ Thread pitch maximum (mm)
r. Y y_. J
PARTING & GROOVING LINE +0.025 -

zz

< 1 8!
PENTA 17-WT-RS/LS - o ‘
- Y/
Precision Ground Pentagonal
5<%

External Threading Inserts g
with a 55° Partial Profile
Dimensions
Designation TPIXM TPIN®@ RE PDX 5
PENTA 17-WTLOO3LS 72.00 17.00 0.03 0.8 °
PENTA 17-WTROO3RS 72.00 17.00 0.03 0.8 °
PENTA 17-WTLOOSLS 31.00 7.00 0.08 1.4 °
PENTA 17-WTR 31.00 7.00 0.08 1.4 °

) Threads per inch maximum (@ Threads per inch minimum
Member IMC Group
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LOGIQDGRIP &

PARTING & GROOVING

Pentagonal Adapters 2
5 Pockets
Blade Master

Up*to 45 mm bar diameter p par diameter
~Tang-Grip 2-3 mm GFT for Small Size 0.8-1.6 mm
- e
F N

Pentagonal Economical Adapters,
5 Pockets for Parting & Grooving

Ease of Use High Pressure
Coolant Insert

LG Jarue

/SCAR CHESS LINES



LoGIOSGRIP

PARTING&GROOVING cuTDIA ‘ . L r
THMPR/L D22-JHP f o —Fotooa b 240
Holders with High Pressure Y T L]

Coolant Channels for Pentagonal
SELF-GRIP Adapters

H HF HBH B WF CUTDIA _ OAL HBL CNT
THMPR/L 16-D22-JHP 16.0 16.1 10.0 16.0 14.60 22.0 135.00 29.6 UNF 5/16-24
THMPR/L 20-D22-JHP 20.0 20.1 6.0 20.0 18.60 22.0 135.00 29.6 G1/8

Spare Parts

N - Q
Designation
THMPL 16-D22-JHP SR 5/16UNF TL360 HW 5/32" SR M4X8 DIN912 HW 3.0
THMPR 16-D22-JHP SR 5/16UNF TL360 HW 5/32" SR M4X8 DIN912 HW 3.0
THMPL 20-D22-JHP PLG 1/8BSP TL360 HW 5.0 SR M4X8 DIN912 HW 3.0
THMPR 20-D22-JHP PLG 1/8BSP TL360 HW 5.0 SR M4X8 DIN912 HW 3.0
LOGI(35GRIP CUTDA 2 B!
PARTING&GROOVING N T T D Xx o ]
ADMP D22 »\’ 7~ X '
Parting and Grooving Adapters With N (' =N
5 Pockets for SELF-GRIP Inserts h f
cw - WB
o b
D K
ADMP D22-0.8 0.80 0.70 32 22.0 GFT 0.8 ESG-SLM*
ADMP D22-1.0 1.00 0.90 32 22.0 GFT 1.0 ESG-SLM*
ADMP D22-1.2 1.20 1.06 32 22.0 GFT 1.2 ESG-SLM*
ADMP D22-1.6 1.60 1.20 32 22.0 GFT 1.6 ESG-SLM*
* Optional, should be ordered separately
SLIMGRIP IRE
GFT-J &«
Thin Parting, Grooving & Slitting 7
Single-Ended Inserts for Soft Materials mH @
[
oW
Y /fre
. . Recommended
Dimensions Tough «<— Hard Machining Data
© ©
o
=) S f groove
Designation Ccw RE Q Q (mm/rev)
GFT 0.8J-0.1 0.80 0.10 . . 0.03-0.08
GFT 1.0J-0.1 1.00 0.10 . . 0.03-0.10
GFT 1.2J-0.14 1.20 0.14 . . 0.03-0.10
GFT 1.6J-0.16 1.60 0.16 . o 0.03-0.12
LoGio5aGrip
PARTING&GROOVING NT (typx3) r
THMPR/L D45-JHP , ;‘ K 240

Holders with High Pressure
Coolant Channels for Pentagonal
TANG-GRIP Adapters

-3
H HF HBH B WF CUTDA OAL HBL CNT 4~ / S /

i GG R T B E IR ) 200 201 180 200 17.35 450 135.00 356 G1/8 SRM3X8DIN912 HW25 PLG 1/8BSPTL360 HW 5.0
VR R EETN L 250 251 130 250 2235 450 136,00 35,6 G1/8 SRM3X8DIN912 HW 2.5 PLG 1/8BSPTL360 HW 5.0

P%%go!gvesanlp % “ ]
ADMP D45 /
Parting and Grooving Adapters [\ / ] ¥
With 5 Pockets for TANG-GRIP N8 A ]
Tangentially Clamped Inserts ES
CWIK
oo owa  we o ouoh  men )
ADMP D45-2.0 1.80 2.40 1.60 42 45.0 TAG 2 ETG 2*
ADMP D45-3.0 2.80 3.50 2.50 42 45.0 TAG 3 ETG 3-4-SH*

*  Optional, should be ordered separately ) Cutting width minimum (2) Cutting width maximum
Member IMC Group
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TANGY=GRIP

HIGH FEED PARTING

Ultra High Feed
3-5 mm Width
Parting Master

High Feed TANG-GRIP
Insert 3-56 mm Width

Ultra High Feed Parting
Insert and Tool Guarantees
Higher Productivity

Rigid Clamping Extra High High Pressure Cost Effective
Feed Coolant Insert

IO JaruP

ISCAR CHESS LINES
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7YV WY VY
""/v‘s'v"l’ o TGSU ...-4Z Xx! ¥ T

350 L/ 1

TGSU ®| oA

Parting and Grooving Flat Top Blades CR e

with Tangential Pockets Carrying CUTDIA ezl j\‘ ﬂ

TANG-GRIP Single-Ended Inserts o e e °

® ®

H CWN CWX CUTDIA NOP@ WB OAL HF O Insert / @%
TGSU 35-1.4-1Q 35.0 1.40 1.40 35.0 2 250@ 180.00 33.2 N TAG 1.4 ETG 1.4/1.6*
TGSU 35-2-1Q 35.0 1.80 2.40 59.5 2 250@ 160.00 33.2 N TAG 2 ETG 2*
TGSU 35-3-10-4Z 35.0 2.80 3.50 120.0 4 250 180.00 33.2 N TAG 3 ETG 3-4-SH*

\[a""d TGSU 35-3-4Z-JHP 35.0 2.80 3.50 120.0 4 250 18850 33.2 Y TAG 3 ETG 3-4-SH* SGC 340
TGSU 35-4-10-4Z 35.0 3.70 4.50 120.0 4 340 180.00 33.2 N TAG 4 ETG 3-4-SH*
/|74 TGSU 35-4-4Z-JHP 35.0 3.70 4.50 120.0 4 340 18850 33.2 Y TAG 4 ETG 3-4-SH* SGC 340

TGSU 35-5-1Q 35.0 4.70 5.50 144.0 2 400 180.00 33.2 N TAG 5 ETG 5-7*
TGSU 35-6-1Q 35.0 5.70 6.50 144.0 2 520 180.00 33.2 N TAG 6 ETG 5-7*
TGSU 35-7-1Q 35.0 6.80 7.50 144.0 2 6.00 180.00 33.2 N TAG 7 ETG 5-7*
TGSU 35C-8-1Q (1 35.0 7.70 8.50 144.0 2 720 180.00 33.2 Y TAG8 ETG8-12*
TGSU 35C-9-1Q (1 35.0 8.70 10.00 144.0 2 820 180.00 33.2 Y TAG9 ETG8-12*
TGSU 56C-7-1Q (1 56.0 6.80 7.50 220.0 2 6.00 260.00 53.6 Y TAG 7 ETG 5-7*
TGSU 56C-8-1Q (1) 56.0 7.70 8.50 220.0 2 720 260.00 53.6 Y TAG 8
TGSU 56C-9-1Q (1 56.0 8.70 10.00 220.0 2 820 260.00 53.6 Y TAG 9

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

@ Number of pockets @ Thickness at the D.O.C. area is 1.05 mm ) Thickness at the D.O.C. area is 1.65 mm

*  Optional, should be ordered separately

For inserts: TAG N-A e TAG N-C/W/M e TAG N-J/JS/JT ® TAG N-LF ¢ TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS * TAGB/TAGBA
For holders: TGTBU

TGSU 35-3-1Q-4 o 1 c

TGSU 35-4-1Q-4

7T

i e s 2l
e.f[ ¢ 242 TESU 8631042 QJT (4)

Coolant Inlet

TGSU 35-3/4-4Z-JHP i
@)
O (@)

Member IMC Group
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TGTBU-JHP

Tool Blocks for Parting and Grooving
Blades for High Pressure Coolant

kOAW—»‘
! EQ _ /ﬁlo
. ﬁ Bar Max
OAH:‘ ﬁ HTPRM
[ 4
L L FBH
| G1/8" ‘ gl of [owrHeRM

| OAL 1 Choose blade by B1 dimension

P

B HTPRM OAW

OAH HBH WTHPRM OAL f f / @

TGTBU 16-5G-JHP 16.9 26.0 35.60 29.9 131 410 86.00 BKU86 SR M6X16DIN912 HW 5.0 OR 14X2.5N N
TGTBU 20-5G-JHP 20.9 26.0 39.60 339 91 4.10 86.00 BKUB86 SR M6X16DIN912 HW 5.0 OR 14X2.5N N
13"/ TGTBU 20-35-JHP 190 350 3800 323 237 6.00  110.00
TGTBU 20-6G-JHP 19.0 32.0 39.20 364 15.0 5.30 100.00 BKU 100 SR M6X16 DIN912 HW 5.0 OR 14X2.5N N
TGTBU 25-5G-JHP 26.1 26.0 4410 39.0 55 4.10 110.00 BKU 105 SR M6X16 DIN912 HW 5.0 OR 14X2.5N N
TGTBU 25-6G-JHP 23.0 32.0 4320 414 80 5.30 110.00 BKU 110 SR M6X16 DIN912 HW 5.0 OR 14X2.5N N
\|]a%d TGTBU 25-35-JHP 23.0 350 4200 373 187 6.00  110.00
TGTBU 32-6G-JHP 29.0 32.0 4920 484 5.0 5.30 110.00 BKU 110 SR M6X16 DIN912 HW 5.0 OR 14X2.5N N
\|3%A TGTBU 32-35-JHP 29.0 35.0 48.00 443 117 6.00 110.00
TANGF=GRIP ow 3
TAG N-HF T @ %
Single-Ended Inserts for High Feed ¥ T
Parting, Grooving and Slitting Bars, “q» =
Hard Materials and Tough Applications
Dimensions Tough «<— Hard I\slea‘(::zmmgngaii
o o
& 3 f groove
Designation CW CWTOL™M RE $] $] (mm/rev)
3.00 0.040 0.40 . . 0.25-0.35
TAG N4HF 4.00 0.040 0.50 o [ 0.30-0.40
| TAG NSHF | 5.00 0.040 0.50 ) ) 0.30-0.45

 Feed values for grade IC20 should be decreased by 50%

() Cutting width tolerance (+/-)

! MACHININGSOTELTIGENTIY



MODUGRIP

MODULAR GRIP CARTRIDGES

Compact Modular Adapters
for Parting & Grooving
Grip Master

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

Left & Right Capability to
Machine Next to Shoulder

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

IO JarP

/SCAR CHESS LINES 45
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RIP

MODULAR GRIP CARTRIDGES
NMAHR/L-JHP

Holders with High Pressure Coolant
Channels for MODU-GRIP Adapters

WF(asAsem bly)

WF(adapter)

£340
Bar Max

WF(assembly)=WF+WF(adapter)

H

OAL

CNT

NMAHR/L 20-MG-JHP
NMAHR/L 25-MG-JHP

20.0
25.0

20.0
25.0

100.00
100.00

G1/8
G1/8

Spare Parts

Designation

&

&

@

NMAHL 20-MG-JHP
NMAHR 20-MG-JHP
NMAHL 25-MG-JHP
NMAHR 25-MG-JHP

SR M5-04451
SR M5-04451
SR M5-04451
SR M5-04451

SW6-T-SH
SW6-T-SH
SW6-T-SH
SW6-T-SH

BLD T20/S7

BLD T20/S7
BLD T20/S7

OR 5X1N
OR 5X1N
OR 5X1N
OR 5X1N

MODUGRIP

MODULAR GRIP CARTRIDGES

TGAD RE/LE-JHP

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

cutbiA

i

$340
Bar Max

Right-hand shown

CWN®

CWXx@

WF

WB_2 LF

OAL

OAH

HF  CUTDIA Insert

TGAD 2R/LE-D54-JHP 1.80
2.80

TGAD 3R/LE-D54-JHP

2.40
3.50

4.48
4.08

1.65
2.45

44.40
44.40

5.3
5.3

58.30
58.30

25.8
25.8

18.9
18.9

54.0
54.0

TAG 2
TAG 3

() Cutting width minimum

Spare Parts

() Cutting width maximum

<

TGAD RE/LE-JHP

ETG 3-4-SH"

* Optional, should be ordered separately

MODUGRIP

MODULAR GRIP CARTRIDGES

D/HGAD RE/LE-JHP

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

CUTDIA
N/

¥ ¥
Xx%» .

Right-hand shown

CWN®

CWXx@

WF WB

LF

OAH

HF  CUTDIA Insert

DGAD 2R/LE-D38-JHP EERE°l]
DGAD 3R/LE-D38-JHP i
3.00

HGAD 3R/LE-D42-JHP

2.50
3.18
3.00

4.50
4.08
4.08

1.60
2.45
2.45

40.40
40.40
38.40

25.8
25.8
25.8

18.9
18.9
18.9

38.0
38.0
42.0

DGN 2
DGN 3
HGN 3

() Cutting width minimum

Spare Parts

(2 Cutting width maximum

Designation

&

DGAD 2LE-D38-JHP
DGAD 2RE-D38-JHP
DGAD 3LE-D38-JHP
DGAD 3RE-D38-JHP
HGAD 3LE-D42-JHP
HGAD 3RE-D42-JHP

EDG 33A*
EDG 33A*
EDG 33A*
EDG 33A*
EDG 23B*
EDG 23B*

* Optional, should be ordered separately

MODUGRIP

MODULAR GRIP CARTRIDGES

PCAD RE/LE-JHP

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

WB

45-340
Bar Max

Right-hand shown

CWN®

CWX@

WF WB

WB 2

LF

OAL

OAH

HF Insert

PCAD 24R/LE-JHP 0.50

3.18

5.20 11.00

5.3

41.40

55.30

25.8

18.9 PENTA 24

) Cutting width minimum @ Cutting width maximum

Spare Parts

&

b

PCAD RE/LE-JHP

SR 16-212-01397

T-2010/5




JIFe I ememrny Sy -
I IS ENkLING i\
ANTI-VIBRATION

Anti-Vibration Grip
Whisper Master

Unique Anti-Vibration
Blades

T P
Blades for Deep Parting &
Deep Grooving Applications

Innovative Counterweight Design

) ‘ I\ \ V‘ to Compensate Oscillation

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

IO JarP

/SCAR CHESS LINES



W HiSFEnLing

ANT/-VIBRATION

Anti-Vibration Blades

LAt

Anti-Vibration Blades for Deep 3 u ﬁ

G i d Turni
rooving and Turning e

CWN CWX OHX CDX WB HF H  OAL Insert / A
CGHNM 53-6DG-AV 5.50 6.40 100.0 93.00 5.20 45.0 52.6 235.00 GIMF/N 6 EDG 44A*
TGFHM 53K-8-AV 7.70 9.00 100.0 93.00 7.40 45.0 52.6 235.00 TAG/TAGB 8 ETG 8-12*
CGHNM 53-P8-AV 8.00 8.00 100.0 93.00 7.40 45.0 52.6 235.00 GIMY/F/MM 8 HW 4.0

() For D<200 Tmax-r=98
*Optional, should be ordered separately

User Guide

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

¢ Each blade is pre-calibrated by ISCAR
for optimal performance at an overhang

Damping
plates

of 100mm. Even though this calibration Distance
\ \ . between
is suitable for a wide range of overhangs, plates

end-users can perform fine tuning

calibration themselves if necessary. Calibration

sCrew

0O-Ring

2. If the blade’s overhang is bigger than 100mm,
it is recommended to decrease the
compression of the O-ring by rotating the
calibration screw counter clockwise (make
sure the distance between the damping
plates decreases).

3. The fine tuning resolution should be

Fine Tuning Calibration

Before starting calibration, measure the

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

1. If the blade’s overhang is smaller than

100mm, it is recommended to increase
the compression of the O-ring by rotating
the calibration screw clockwise (make sure
the distance between the damping plates
increases).

about a half-turn for each 30mm difference
in the overhang. For example, for an
overhang of 70mm the calibration screw
should be half-turned clockwise.

- £
_i.,_.h_d_,_l..-""

b

2

5! MACHININGSOTELTIGENTLY
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ISCAR CHESS LINES

For All New Generation Cost Effective
Materials Insert

High Productivity

MACHINING\NMTELLIGENTIY



NANMILL

NANO ENDMILL

Miniature Sized 8-10 mm
90° Endmill Line
Nano Master

—

Signiﬁct y Larg
. _Body Core Diameter

Smallest Indexable Insert Combined
with Small Diameter Multi-Toothed
Endmill for 90° Shoulder Milling

Triangular Insert
with No Hole

Extra Positive ~ Very Strongand New Generation Performs
Cutting Edge Durable Insert Insert 90° Shoulder

LA oL

ISCAR CHESS LINES




NANMILL

NANO ENDMILL -

HM390 ETP-04 T % @
90° Small Diameter Endmills Carrying DC ] +H-DCONMS -
HM390 TPKR 0401 Triangular Inserts L l %7’

with 3 Helical Cutting Edges

APMX |
LH
OAL-

DC APMX  CICT®  OAL LH DCONMS Shank® RMPX® =
HM390 ETP D08-2-C08-04 8.00 3.00 2 60.00 12.0 8.00 C 3.0 0.02
HM390 ETP D10-3-C10-04 10.00 3.00 3 80.00 15.0 10.00 C 2.5 0.05

¢ Tightening torque 0.45 Nxm
) Number of inserts

(2) C-Cylindrical, W-Weldon
(3 Ramping angle maximum

Spare Parts

Designation § ?

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

NMILL DRVS
NANO ENDMILL
HM390 ETP-MM-04 ﬁ éﬁ W T % @@
90° Endmills with a MULTI-MASTER DC A THSZMS DCONMS e
Threaded Adaptation Carrying HM390 u M ; l %71
TPKR 0401... Triangular Inserts P F;J
L OAL:

DC APMX CICT® LF DCONMS THSZMS OAL  DRVS®  RMPX®

HM390 ETP D08-2-MMTO05-04 8.00 3.00 2 10.00 7.60 TO5 16.75 6.0 3.0

HM390 ETP D10-3-MMTO06-04 Jg[exe] 3.00 3 12.00 9.60 TO6 18.30 8.0 2.5

* Insert tightening torque 0.45 N*m
) Number of inserts

@ Key flat size

() Ramping angle maximum

@ [tem weight

Spare Parts

Designation @ ?

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

NMILL

NANO ENDMILL

k4
@

HM390 TPKR 0401
Triangular Miniature Inserts
with 3 Helical Cutting Edges
for 90° Shoulders

. . Recommended
PIETEETS Machining Data
o
19}
8 ap fz
Designation L IC S APMX RE BS = (mm) (mm/t)
HM390 TPKR 0401-P R 4.00 2.80 1.60 3.00 0.40 0.40 o 0.50-3.00 | 0.04-0.10

Member IMC Group
o=
A ]| ||



HIELISMILL

HM390 LINE

Miniature 10-16 mm
Endmill Line
Heli Master

S Fl ; :

— —

—

The Smallest Helical Indexable
Multi-Toothed Endmill for
90° Shoulder Milling

Miniature Insert for Small
Diameter Endmills
Depth of Cut up to 3.5 mm
High Positive Performs Cost Effective
Rake Diameter Core 90° Shoulder Insert

o, i

ISCAR CHESS LINES



AL [ SMILL &
- — ———- — —-—i DCONMS

HM390 ETP-05 %

OAL ‘
Q
Designation DC APMX  CICT® OAL LH DCONMS Shank® RMPX® kol

90° Endmills Carrying HM390
HM390 ETP D10-02-C10-05-C 10.00 3.50 2 70.00 18.0 10.00 C 2.0 0.03

TPKT 0502 Triangular Inserts
with 3 Helical Cutting Edges

HM390 ETP D12-03-C12-05-C 12.00 3.50 3 70.00 18.0 12.00 C 1.5 0.06
HM390 ETP D14-03-C14-05-C 14.00 3.50 3 80.00 20.0 14.00 C 1.5 0.08
HM390 ETP D16-04-C16-05-C 16.00 3.50 4 90.00 20.0 16.00 C 1.5 0.12
e Tightening torque 0.5 N*m
() Number of inserts
(2 C-Cylindrical, W-Weldon
() Ramping angle maximum
y =
HEziGMILL =

HM390 ETP-MM-05 © % @
90° Endmills with a MULTI-MASTER DC mmmm?u‘&?sms DCONMS ro
B M Sl

Threaded Adaptation Carrying HM390

TPKT 0502... Triangular Inserts A ‘
APMX =~ ‘
LF —»

OAL———

DC APMX CICT®" LF DCONMS THSZMS OAL DRVS® RMPX®)
HM390 ETP D10-02-MMTO06-05 (eXee} 3.50 2 15.00 9.60 TO6 21.60 8.0 2.0
HM390 ETP D12-03-MMTO08-05 aPAe0] 3.50 3 16.00 11.60 T08 24.20 10.0 1.5
HM390 ETP D14-03-MMTO08-05 EREXee 3.50 3 16.00 13.60 TO8 22.90 10.0 149
HM390 ETP D16-04-MMT10-05 R[Xe] 3.50 4 18.00 15.60 T10 29.80 13.0 1.5

* Insert tightening torque 0.5 N*m

() Number of inserts

2 Key flat size

() Ramping angle maximum

A2 FIILL

HM390 LINE

HM390 TPKT 0502 Q %

Triangular Inserts with 3 Helical Cutting

Edges for 90° Shoulder Accuracy @

Dimensions Tough <— Hard aziﬂmmgnc?:tg
o © o
RN 2| % ap fz
Designation L IC S APMX RE BS O | © | Q9 (mm) (mm/t)
HM390 TPCT 050 5.26 3.94 2.10 3.50 0.40 1.00 . 0.50-3.50 | 0.05-0.10
HM390 TPKT 0502PDR 5.26 3.94 2.10 3.50 0.40 1.00 [ [ ® | 0.50-3.50 | 0.05-0.10

Member IMC Group
o=
A ]| ||



HM490 LINE

L i OMILL i

ExtraSmall 10-20mm 7
SO Master

10 -20mm

Two Small Quad Inserts for
90° Shouldering and High Feed
Fit the Same Endmill

Small Quad Insert with
4 Cutting Edges

Positive Rake High Pressure Performs Cost Effective
Angle Coolant 90° Shoulder Insert

e, i

ISCAR CHESS LINES

Endmills and Multi-Master Range



HEL i MILL oo —— - T~

E90S0-04 j% 8

Feed Applications

A

= = ®
Endmills Carrying Inserts T OAL

for Shouldering and Fast LU APMX_2 @ @ f

¥
APMX Y ¥ Yy
DC— # DC2 1+l
DCX_2—=

DC APMX DC 2 DCX 2 APMX 2 LU OAL DCONMS Shank CICT® WT®@
T IS ®) 1000 3850 440 10.00 050 180  70.00 10.00 2 0.04
E90SO D12-2-C12-04-C gRPA 3.50 6.40 12.00 0.50 18.0 70.00 12.00 0.05
(LY RPN SP RIS 1200 350 640 12.00 050 180  70.00 12.00 0.05
E90SO D14-4-C14-04-C EREN} 3.50 8.40 14.00 0.50 20.0 80.00 14.00 0.08
E90SO D16-4-C16-04-C BRI} 3.50 10.40 16.00 0.50 20.0 90.00 16.00 0.12
LL R R R RV B 1600 350 1040 16.00 050 200  90.00 16.00 0.12
(YL PN N IY™Y 2000 350 1440  20.00 050 250 110.00  20.00 0.23

® A - with SOMT/CT 0402 insert e B - with SOMT 0402-FF insert e Tightening torque 0.5 Nxm

() C-Cylindrical

2 Number of inserts

@) ltem weight

OOO0OO0 OO0
oo s NN

A2 i ILL oo
HM490 LINE THSZMS
E90S0-MM-04 A \
Endmills with a MULTI-MASTER
Connection Carrying Inserts

for Shouldering and Fast

Feed Applications

@%@
7| %] *

DC APMX DC_2 DCX_ 2 APMX 2 LF OAL CICT" DCONMS THSZMS DRVS® WT®
(L Lo MR BB [ E Y 10.00 3.50 4.40 10.00 0.50 15.00 21.30 2 9.70 TO6 8.0 0.07
E90SO D12-3-MMTO08-04 [PXo SR} 6.40 12.00 0.50 16.00 283.50 8 11.60 TO8 10.0 0.15
E90SO D14-4-MMT08-04 [REROREY- RN V1o R VN0 050 1600 2350 4 13.60 T08 100 0.16
(Lo L oM RCECH R[N 16.00 3.50 10.40 16.00 0.50 18.00 29.30 5 15.60 T10 13.0 0.26
e A - with SOMT/CT 0402 insert e B - with SOMT 0402-FF insert

() Number of inserts

(@ Key flat size

@) |tem weight

SUET £

sz idmiLL

SOMT/CT 0402

Square Milling Inserts for General Use

@

4\%

Recommended

Dimensions Tough «— Hard Machining Data

o | o | o
) 8 o ap fz

Designation APMX RE IC S | Q| @e (mm) (mm/t)

SOCT 040204 PNR 3.50 0.40 4.07 2.20 o 0.50-3.50 0.05-0.10

SOMT 040204 PNTR 3.50 0.40 4.07 2.20 [ ° . 0.50-3.50 0.05-0.10

y -
Hz idiLL
SOMT 0402-FF

Square Milling Inserts for
Fast Feed Milling

RE

®
@

. . Recommended
PlwEmEEns Machining Data
o
8 ap fz
Designation IC APMX RE RgM S o (mm) (mm/t)
SOMT 040206 PNR-FF 3.80 0.50 0.60 1.00 2.20 [ 0.20-0.50 0.30-0.50

() Radius for programming

Member IMC Group
o=
A ]| ||



T890 MILLING LINE

90° 8 Cutting Edged Insert
32-160 mm Dia. Range
Tangential Master

LOGIQETANG G

Tangential Cost Effective Insert
with 8 Cutting Edges for —
90° Shoulder Milling et

Tangential Large Body Performs Dovetail
Advantage Core 90° Shoulder

LA P

/ISCAR CHESS LINES
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LOGIQSTANG B e
@

T890 MILLING LINE
| DCONMS ‘F

DC APMX CICcT™ DCONMS Shank® LU LH OAL WT®

T890HT ELN-R13

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

T890HT ELN D32-3-C32-13 32.00 9.50 3 32.00 C 37.4 40.0 130.00 0.68
T890HT ELN D32-3-C32-13B 32.00 9.50 3 32.00 C 47.4 50.0 250.00 1.43
T890HT ELN D32-3-W32-13 32.00 9.50 3 32.00 W 37.4 40.0 110.00 0.56
T890HT ELN D40-4-C32-13 40.00 9.50 4 32.00 C = 44.0 130.00 0.12
T890HT ELN D40-4-W32-13 40.00 9.50 4 32.00 W = 40.0 115.00 0.69
() Number of inserts 2 C-Cylindrical, W-Weldon @) ltem weight
Spare Parts
& / i
T890HT ELN D32-3-C32-13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT ELN D32-3-C32-13B SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT ELN D32-3-W32-13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT ELN D40-4-C32-13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT ELN D40-4-W32-13 SR 10513105 BLD IP20/M7 SW6-T-SH
LOGIOETANG — o
T890 MILLING LINE

| DCOMNS [+

T890HT FLN-R13
90° Face Mills Carrying
T890 LN.T 1306...
Tangentially Clamped Inserts = =R MR 1 l
with 8 Cutting Edges A [

29
3

Q

DC APMX CICT®  DCONMS DHUB OAL Arbor )
T890HT FLN D040-03-16-R13 40.00 9.50 3 16.00 38.00 40.00 A 0.22
T890HT FLN D040-04-16-R13 40.00 9.50 4 16.00 38.00 40.00 A 0.21
T890HT FLN D040-05-16-R13 40.00 9.50 5 16.00 38.00 40.00 A 0.21
T890HT FLN D050-04-22-R13 50.00 9.50 4 22.00 48.00 40.00 A 0.33
T890HT FLN D050-05-22-R13 50.00 9.50 5 22.00 48.00 40.00 A 0.33
T890HT FLN D050-06-22-R13 50.00 9.50 6 22.00 48.00 40.00 A 0.35
T890HT FLN D063-06-22-R13 63.00 9.50 6 22.00 48.00 40.00 A 0.48
T890HT FLN D063-07-22-R13 63.00 9.50 7 22.00 48.00 40.00 A 0.48
T890HT FLN D063-08-22-R13 63.00 9.50 8 22.00 48.00 40.00 A 0.50
T890HT FLN D080-06-27-R13 80.00 9.50 6 27.00 60.00 50.00 B 0.88
T890HT FLN D080-07-27-R13 80.00 9.50 7 27.00 60.00 50.00 B 0.89
T890HT FLN D080-09-27-R13 80.00 9.50 9 27.00 60.00 50.00 B 0.91
T890HT FLN D100-08-32-R13 100.00 9.50 8 32.00 78.00 50.00 B 1.49
T890HT FLN D100-12-32-R13 100.00 9.50 12 32.00 78.00 50.00 B 1.62
T890HT FLN D125-09-40-R13 125.00 9.50 9 40.00 92.00 63.00 B 2.83
T890HT FLN D125-15-40-R 125.00 9.50 15 40.00 92.00 63.00 B 2.93

) Number of inserts

Spare Parts

S / 2 7
T890HT FLN D040-03-16-R13 SR 10513105-L10.5 BLD IP20/M7 SW6-T-SH SR M8X30DIN912
T890HT FLN D040-04-16-R13 SR 10513105-L10.5 BLD IP20/M7 SW6-T-SH SR M8X30DIN912
T890HT FLN D040-05-16-R13 SR 10513105-L10.5 BLD IP20/M7 SW6-T-SH SR M8X30DIN912
T890HT FLN D050-04-22-R13 SR 10513105 BLD IP20/M7 SW6-T-SH SR M10X25 DIN912
T890HT FLN D050-05-22-R13 SR 10513105 BLD IP20/M7 SW6-T-SH SR M10X25 DIN912
T890HT FLN D050-06-22-R13 SR 10513105 BLD IP20/M7 SW6-T-SH SR M10X25 DIN912
T890HT FLN D063-06-22-R13 SR 10513105 BLD IP20/M7 SW6-T-SH SR M10X25 DIN912
T890HT FLN D063-07-22-R13 SR 10513105 BLD IP20/M7 SW6-T-SH SR M10X25 DIN912
T890HT FLN D063-08-22-R13 SR 10513105 BLD IP20/M7 SW6-T-SH SR M10X25 DIN912
T890HT FLN D080-06-27-R13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT FLN D080-07-27-R13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT FLN D080-09-27-R13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT FLN D100-08-32-R13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT FLN D100-12-32-R13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT FLN D125-09-40-R13 SR 10513105 BLD IP20/M7 SW6-T-SH

T890HT FLN D125-15-40-R13 SR 10513106 BLD IP20/M7 SW6-T-SH




LOGIOSTANG ©

T890 MILLING LINE [ Fig. i LIAT._-W Fig &

T890 LN.T 1306
Tangentially Clamped Inserts
with 8 Cutting Edges

®
@

. . Recommended
PITERE TS Machining Data
o o
Le) o o o (] o
< ™ < o] o -
[0 | W |W| 0| ap fz
Designation APMX INSL W: RE CHW Fig |22 ||| |®Q (mm) (mm/t)
T890 LNHT 1306PNTR 950 1378 6.00 0.80 = 1 o | o o | o[ o[ o[ 100950 0.10-0.20
T890 LNAT 1306PN-W (1) Rl FcXe-Rcuclo) - 0.60 2 e | 0.50-1.00 0.10-0.20

M A wiper insert (5.9 mm long), 4 cutting edges, for finishing only

MACHINING SO TELTIGENTY
D
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EXTENDED FLUTE

Extended Flute Milling
Dia 50-100 mm
Aerospace Master

........

Special Positio
Quiet and Chatt

Extended Flute for
Aerospace Parts Machining
High Productivity Metal Removal

4 Cutting Edged
Square Insert

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

LA JamLL

ISCAR CHESS L/INES




UAD = —
EXTENDED FLUTE
SDK-10-C/HP [ 7 % @
Extended Flute Shell Mills Carrying pc &= 1 DCONMS  DHUB |
SDHW/T 100408... Inserts ;. o [T ‘r
{ ® e
APMX ﬁ—j
DC APMX NOF@ CICT® OAL DCONMS DHUB Arbor I%l
SDK D050-48-03-22-10-C 50.00 48.00 3 18 75.00 22.00 48.00 A 0.54
SDK D050-48-03-27-10-C 50.00 48.00 3 18 80.00 27.00 49.00 A 0.57
SDK D050-48-04-27-10-C 50.00 48.00 4 24 80.00 27.00 49.00 A 0.56
SDK D050-48-04-27-10-HP (1) :TeXol] 48.00 4 24 80.00 27.00 49.00 A 0.57
SDK D063-56-04-27-10-C 63.00 56.00 4 28 80.00 27.00 60.00 A 0.90
SDK D080-64-05-32-10-C 80.00 64.00 5 40 85.00 32.00 78.00 A 1.61
() Designed with coolant nozzles for high pressure coolant
2 Number of flutes
) Number of inserts
Spare Parts
& / 7 &
SDK D050-48-03-22-10-C SR M3.5X0.6-L8.5IP10  BLD IP10/S7  SW6-SD SR M10X60DIN912
SDK D050-48-03-27-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD
SDK D050-48-04-27-10-C SR M3.5X0.6-L8.5IP10  BLD IP10/S7  SW6-SD
SDK D050-48-04-27-10-HP SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD NOZZLE 1.2mm 5691 026-04
SDK D063-56-04-27-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD
SDK D080-64-05-32-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD
H&?E‘D{ﬁg w SDHT RE_ SDHW
SDHW/T 100408 N %
Square Inserts for Machining = - fﬁ r%
Titanium, High Temperature ? L kj | @
Alloys and Stainless Steel M, 4 T Y
L sl

. . Recommended
Dimensions Tough <— Hard Machining Data
o

(3] (3] o

0 [ce} (<o} f,

o v 0
Designation L S RE Q| © | © (mm/t)
SDHT 100408-PDEN (1) 10.00 4.50 0.80 o o 0.05-0.10
SDHW 100408-TN (2 10.00 4.50 0.80 ° ° ° 0.05-0.12
SDHW 100408-TN-CS (3 10.00 4.50 0.80 ° 0.05-0.12

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

B MACHINING O TELIGENTLY
D




UAD

EXTENDED FLUTE
SDK-12-C/HP

Extended Flute Shell Mills
Carrying SDHT 1205... Inserts

|

D!

DCONMS  DHUB

@

L%
i

SDK D63-55-05-27-12-C
SDK D63-55-05-27-12-HP (1)
SDK D63-66-04-27-12-C
SDK D63-98-04-27-12-C
SDK D80-66-05-32-12-C
SDK D80-109-05-32-12-C
SDK D100-76-06-40-12-C
SDK D100-130-06-40-12-C

TN -

) With coolant nozzles for high pressure coolant

2 Number of flutes
@) Number of inserts

Spare Parts

Designation

SDK D63-55-05-27-12-C
SDK D63-55-05-27-12-HP
SDK D63-66-04-27-12-C

SDK D63-98-04-27-12-C
SDK D80-66-05-32-12-C
SDK D80-109-05-32-12-C
SDK D100-76-06-40-12-C
SDK D100-130-06-40-12-C

Xauap

EXTENDED FLUTE

SDHT/X 120508
Square Inserts for Machining
Titanium, High Temperature
Alloys and Stainless Steel

SOl
® NG
APMX ——fOAL
APMX NOF@ CICT® OAL DCONMS DHUB Arbor &

63.00 55.00 5 25 80.00 27.00 60.00 A 0.94
63.00 55.00 5 25 80.00 27.00 60.00 A 0.94
63.00 66.00 4 24 93.00 27.00 60.00 A 1.07
63.00 98.00 4 36 125.00 27.00 60.00 A 1.38
80.00 66.00 5 30 95.00 32.00 77.60 A 2.06
80.00 109.00 5 50 143.00 32.00 77.60 A 3.06
100.00 76.00 6 42 110.00 40.00 92.00 A 3.97
100.00 130.00 6 72 165.00 40.00 92.00 A 5.87

SR M4X0.7-1.9.5 IP15-4623 BLD IP15/M7 SW6-T

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SWe-T SR M12X80DIN912

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR M12X110DIN912

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR M16X70DIN912

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SWe-T SR M16X120 DIN912

SR M4X0.7-19.5 IP15-4623 BLD IP15/M7 SW6-T

SR M4X0.7-19.5 IP15-4623 BLD IP15/M7 SW6-T

SDHT RE SDHX
— @
-
1l Y
<Al N\

=

<

Designation

Recommended

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

Dimensions Tough <— Hard Machining Data
o
o I
© © f,
e} 0
L S RE o o (mm/t)
12.70 4.90 0.80 (] 0.05-0.15
12.70 4.94 0.80 [ o 0.05-0.15

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

Member IMC Group

A= lhe"



NANFEED

NANO FEED MILL

Miniature 8-10 mm
High Feed Endmill Line
Nano aster

I
"'

Smallest Indexable Insert Combined
with Small Diameter Multi-Toothed —
Endmill for High Feed and Productivity R

|||* ﬁxﬁ/g

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

LA oL

ISCAR CHESS LINES




NANFEED

NANO FEED MILL OAL @ ® @
FFT3 EFM-02 o %

Small Diameter Endmills Carrying Rd

LU
. X . I DC ﬂ ] =)
Single-Sided Triangular Inserts DvCX - DCONMS @ Q
for Fast Feed Miling &APMX !
\wr

—|

14°

O
DCX DC APMX CICT® LU LH OAL DCONMS Shank® RMPX® 51

FFT3 EFM D08-2-060-C10-02 J:Xel0] 2.20 0.60 2 17.0 20.0  60.00 10.00 C 10.8 0.03
FFT3 EFM D08-2-080-C12-02 J:els] 2.20 0.60 2 26.0 30.0 80.00 12.00 C 10.8 0.10
FFT3 EFM D10-3-090-C10-02 [y{ce[oJy¥°Ie} 0.60 3 40.0 40.0  90.00 10.00 C 4.7 0.12

* Radius for programming 1.1 mm

() Number of inserts

(2 C-Cylindrical, W-Weldon

(3 Ramping angle maximum

Spare Parts

& >

IR RV SRM2X0.4-29T6-HG  T-6/5 MAGNET 3X3

NFEED AL

NANO FEED MILL fe—— LF——] ‘
FFT3 EFM-MM 02 oC
Small Diameter Endmills with DCX l ﬁ Wﬂ f T

THSZMS "
a MULTI-MASTER Threaded l —m T DCOiNMS ‘

Adaptation Carrying Triangular Q

Sl
Inserts for Fast Feed Milling APMX 7\\‘\‘1}

O
DCX DC APMX CICT® LF DCONMS THSZMS OAL DRVS® RMPx@ &
FFT3 EFMDO08/.31-2MMTO05-02 o] 2.20 0.60 2 10.00 7.60 TO5 16.75 5.5 10.8 0.01
FFT3 EFMD10/.39-SMMTO06-02 [leXeo g ¥-{o] 0.60 3 10.00 9.70 TO6 16.30 8.0 4.7 0.01

e Radius for programing 1.1 mm
() Number of inserts

(@) Key flat size
3 Maximum ramping angle

Spare Parts

S »

IR RPN SR M2X0.4-2.9 T6-HG  T-6/5 MAGNET 8X3

NANFEED , N
FFT3 TXMT 02 s s~ &=/ @ ®

Triangular Miniature Inserts for Fast @%‘ Q /!\*3

Feed Machining at Small Depth of Cut

. . Recommended
Sl e Machining Data
o
2 ap fz
Designation INSL IC RE S S1 o (mm) (mm/t)
FFT3 TXMT 020105T 3.66 2.00 0.50 1.10 1.56 [ 0.20-0.60 0.20-0.70

Member IMC Group




MICROJFEED

Miniature High Feed
10-16 mm

Micro Master

! 3

Unique Trigon Insert
with 3 Cutting Edges

Small Diameter Multi-Toothed Endmill
for High Feed and Productivity

Micro Sized Insert for
Depth of Cut up to 0.6mm
Feed up to 0.8mm per tooth

Through-Tool
Coolant

High Positive
Rake Angle

High Feed

Milling Productivity

o, i

ISCAR CHESS LINES




MICROSFEED
MF 300 ENDMI{LL | OAL §
FFT3 EFM-03 A - &= Qﬂ @ @
Endmills Carrying Single-Sided Small S - f - =
Trigon Inserts for Fast Feed Miling @ R DCONMS fj @ Q /r
APMX i ¥
L]\ A

DCX DC APMX CICT® LH  OAL DCONMS Shank® RMPX® s]

FFT3 EFM D10-2-080-C10-03 JN[eXe[o] 5.60 0.60 2 20.0 80.00 10.00 C 6.9 0.11
FFT3 EFM D12-3-120-C12-03 JRPX] 7.60 0.60 3 25.0 120.00 12.00 C 4.7 0.14
FFT3 EFM D16-4-140-C16-03 QX 11.60 0.60 4 35.0 140.00 16.00 C 2.9 0.18

* Radius for programming 1.1 mm

) Number of inserts
(2) C-Cylindrical, W-Weldon
(@) Maximum ramping angle

Spare Parts

& 7
[FrTs EFm-0s

TS 180411/HG T-61P/51

MICROJFEED

FFT3 EFM-MM 03 Cligy = I
Endmills with a MULTI-MASTER
Threaded Adaptation Carrying Dox DC

Y&l F
Single-Sided Small Trigon
Inserts for Fast Feed Milling e

O
DCX DC APMX CICT® LF DCONMS THSZMS OAL DRVS® RMPX® I
10.00 5.60  0.60 2 10.00 9.70 TO6 16.30 8.0 6.9 0.02
G ER DIPTR AT - ®EY 1200 760 0.60 3 15.00 11.70 To8 2250 10.0 47 0.03
16.00  11.60  0.60 4 20.00 1530 TI0  31.30 130 29 005
® Radius for programming 1.1 mm
() Number of inserts

@) Key flat size
(8 Maximum ramping angle

Rd°
THSZMS DCONMS @

.

Spare Parts

& 7

(FFT3 EFM-MM 05 IERERCTIE

MICROGFEED

I o
FFT3 WXMT 03 &= @ Q

Single-Sided Small Trigon
Inserts for Fast Feed Milling

®
LIS

Dimensions Tough «<— Hard azz?\mmgng:tg
o (o]
19} =}
8|8 | = ;
Designation IC S RE APMX = = (mm) (mm/t)
FFT3 WXMT 030206T 4.20 2.20 0.60 0.60 o ° 0.20-0.60 0.20-0.80

Member IMC Group
o=
A ]| ||



LOGIQLFEED

HIGH FEED MILLING

High Feed Milling
12-40 mm
Twist Master

Twisted Shape
High Rake Angle

Twisted Shape Insert for
High Feed Milling Guarantees
Higher Productivity

Double Sided
Insert

High Feed Large Body Core High Positive
Milling Ensures Stability Rake Angle
and Rigidity

yro @, 7

ISCAR CHESS LINES




——— .k
= R 7 1 )

LOGIQ4FEED

HIGH FEED MILLING | OAL
FFX4 ED

Endmills Carrying Small Double-Sided
"Bone Shape" Inserts with 4 Cutting
Edges for Fast Feed Milling

DCX DC APMX CICT®  LH OAL DCONMS RMPX® Shank® WT®
FFX4 ED12-1-030-C12-04 12.00 4.60 0.80 1 30.0 90.00 12.00 3.6 C 0.07
FFX4 ED16-2-030-C16-04 16.00 8.60 0.80 2 30.0 120.00 16.00 4.3 C 0.16
FFX4 ED16-2-050-W20-04 16.00 8.60 0.80 2 50.0 110.00 20.00 4.3 W 0.20
FFX4 ED20-3-050-C20-04 20.00 12.60 0.80 3 50.0 140.00 20.00 2.7 C 0.29
FFX4 ED20-3-060-W20-04 20.00 12.60 0.80 8 60.0 120.00 20.00 2.7 W 0.24
FFX4 ED25-4-060-C25-04 25.00 17.60 0.80 4 60.0 150.00 25.00 1.8 C 0.50
FFX4 ED25-4-080-W25-04 25.00 17.60 0.80 4 80.0 140.00 25.00 1.8 W 0.45
FFX4 ED32-5-080-W32-04 32.00 24.60 0.80 5) 80.0 150.00 32.00 1.2 W 0.80
FFX4 ED32-5-120-C32-04 32.00 24.60 0.80 6] 120.0 205.00 32.00 1.2 C 1.02

 Radius for programming 1.8 mm () Number of inserts @ Ramping angle maximum @ C-Cylindrical, W-Weldon @ ltem weight

Spare Parts

P

FFX4 ED12-1-030-C12-04 SR M2.5X6-T7-60 T-7/51
FFX4 ED16-2-030-C16-04 SR M2.5X6-T7-60 T-7/51
FFX4 ED16-2-050-W20-04 SR M2.5X6-T7-60 T-7/51
139 CH o PL R L o B [ B I Bl SR M2.5X0.45-L6 IP7  IP-7/51
FFX4 ED20-3-060-W20-04 SR M2.5X6-T7-60 T-7/51
FFX4 ED25-4-060-C25-04 SR M2.5X6-T7-60 T-7/51
FFX4 ED25-4-080-W25-04 SR M2.5X6-T7-60 T-7/51
FFX4 ED32-5-080-W32-04 SR M2.5X6-T7-60 T-7/51
FFX4 ED32-5-120-C32-04 SR M2.5X6-T7-60 T-7/51

LOGIQLFEED
FFX4 ED-MM W rZINANIES
Endmills with MULTI-MASTER oy l F

Adaptation Carrying Small "Bone
Shape" Inserts with 4 Cutting

Y& e
Edges for Fast Feed Miling
DCX DC CICT® APMX THSZMS LF OAL RMPX®@ DCONMS DRVS® &

2 CHRTAEPR R EEY 16.00 8.60 2 0.80 T10 20.00 31.75 4.3 15.20 13.0 0.02

¢ Radius for programming 1.8 mm (" Number of inserts & Ramping angle maximum @ Key flat size

Spare Parts

S 7

[FFXa ED-MM  EESIPSCRIAT T767

LoglQdFEED

FFX4 ED-M

Endmills with FLEXFIT
Adaptation Carrying Small "Bone
Shape" Inserts with 4 Cutting
Edges for Fast Feed Milling

DCX DC CICT® APMX THSZMS LF OAL RMPX® DCONMS DRVS® WT®
FFX4 ED16/.63-2-M08-04 16.00 8.60 2 0.80 M08 20.00 37.50 4.3 13.00 13.0 0.02
FFX4 ED20/.78-3-M10-04 20.00 12.60 3 0.80 M10 25.00 45.00 2.7 18.00 17.0 0.04
D CR- LY R R PTOE 25.00 17.60 4 0.80 M12 30.00 52.00 1.8 21.00 19.0 0.08
FFX4 ED32/1.26-5-M16-04 7Xc mrry:) 5 0.80 M16 35.00 60.00 1.2 29.00 27.0 0.18
FFX4 ED35/1.38-5-M16-04 [iXo o) 5 0.80 M16 35.00 60.00 1.1 29.00 27.0 0.20

 Radius for programming 1.8 mm ) Number of inserts ) Ramping angle maximum @) Key flat size @ Item weight

—— = %9S
Lszms DCCINMS @ @ @? r

DRVS

Spare Parts

& 7

[FFx4 ED-M  ENHVPISGAIAT T

Member IMC Group
o=
A ]| ||



LOGIQLFEED

HIiGH FEED MILLING

FFX4 FD

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

==

DC —»i

5

L&

®
=

®
S

F

DCX APMX
DCX DC CICT®  APMX OAL DCONMS  DHUB Ror WT@
FFX4 FD032-5-16-04 32.00 24.60 5 0.80 40.00 16.00 38.00 1.2 0.17
FFX4 FD040-6-16-04 40.00 32.60 6 0.80 40.00 16.00 38.00 0.9 0.23

* Radius for programming 1.8 mm
() Number of inserts
@ |tem weight

Spare Parts

&

7

7

FFX4 FD032
FFX4 FD040-6-16-04

16-04

SR M2.5X6-T7-60
SR M2.5X6-T7-60

T-7/51
T-7/51

SR M8X25-D11.5
SR M8X25DIN912

LOGIQLFEED

HIGH FEED MILLING

FFX4 XNMU

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

%

5

%
&

S

®

Dimensions Tough «<— Hard agzzmm;ng ae,g
=}

(3] o o [ ] o

o | < ® | 0| o | = ap fr

| © | @ 0 [ © |
Designation INSL St RE Wi ®] O ®] O O ®] (mm) (mm/t)
FFX4 XNMU 040310HP 9.29 3.97 1.00 7.16 [ o o o 0.20-0.80 | 0.20-0.90
FFX4 XNMU 040310T 9.29 3.97 1.00 7.16 [} ° o 0.20-0.80 | 0.20-1.20

o HP- for austenitic stainless steel and high temperature alloys
o T- for steel, ferritic and martensitic stainless steel, cast iron and hardened steel

TE MACHINING O TELIGENTLY
D




MiLidFEED
High Feed Face Milling

22-160 mm Diameter
Feed Master

Highly Durable
Straight Cutting Edge
or \\ /@, 2
High Feed Face Milling with N y

Higher Productivity

4 Cutting Edged
Square Insert

Reinforced  For Stainless Steel, Positive Insert
Insert Radius Cast Iron Positioning
& Exotic Materials

yroel® i

/ISCAR CHESS LINES

Interrupted Cut




iLidFEED
FFQ4 D-W-09

Fast Feed Endmills Carrying Single-
Sided Inserts with 4 Cutting Edges

" ||| S
B S Sl

DC DCX APMX AEW  CICT®  LH OAL DCONMS RMPX® WT®
FFQ4 D022-2-044-W20-09 7.70 22.00 1.20 6.0 2 44.0 94.00 20.00 8.2 0.19

FFQ4 D025-3-050-W25-09 10.70 25.00 1.20 6.0 3 50.0 106.00 25.00 5Y5 0.25

FFQ4 D032-4-064-W25-09 IRV 32.00 1.20 6.0 4 64.0 120.00 25.00 3.2 0.50

FFQ4 D035-5-070-W32-09 20.70 35.00 1.20 6.0 5 70.0 130.00 32.00 2.7 0.70
 Radius for programming 2.5 mm () Plunging width @ Number of inserts @ Ramping angle maximum ) [tem weight

Spare Parts

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

miLidFEED

FFQ4 D-M-09

Fast Feed Endmills with
FLEXFIT Threaded Adaptation
Carrying Single-Sided Inserts
with 4 Cutting Edges

,T@®®®
hezvs DOONMS @ ) @«? Ki

DC DCX APMX AEM CICT® LF  OAL DCONMS THSZMS RMPX® WT@
FFQ4 D022-02-M10-09 7.70 22.00 1.20 6.0 2 25.00 45.00 18.00 M10 8.2 0.04
FFQ4 D025-02-M12-09 10.70 25.00 1.20 6.0 2 30.00 52.00 21.00 M12 515 0.05
FFQ4 D025-03-M12-09 EleN() 25.00 1.20 6.0 3 30.00 52.00 21.00 M12 515} 0.07
FFQ4 D032-03-M16-09 ERF&(] 32.00 1.20 6.0 3 35.00 60.00 29.00 M16 3.2 0.14

4
5

=

FFQ4 D032-04-M16-09 B (] 32.00 1.20 6.0 35.00 60.00 29.00 M16 3.2 0.14

FFQ4 D035-05-M16-09 el 35.00 1.20 6.0 35.00 60.00 29.00 M16 2.7 0.16

FFQ4 D040-05-M16-09 N/ 40.00 1.20 6.0 5 35.00 60.00 29.00 M16 2.0 0.18
 Radius for programming 2.5 mm () Plunging width @ Number of inserts @ Ramping angle maximum 4 ltem weight

Spare Parts

S /

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

minilFEED 020 p @ @ ®

FFQ4 D-09 C L T =/

Fast Feed Face Mills Carrying Single- ‘ \ OAL <

Sided Inserts with 4 Cutting Edges ) @ % @ r

gsl |
Dgg"‘ APMX

DC DCX APMX AE"W CICT® OAL DCONMS DHUB RMPX®  WT4
FFQ4 D40-05-16-09 25.70 40.00 1.20 6.0 5 35.00 16.00 38.00 2.0 0.17
FFQ4 D50-07-22-09 35.70 50.00 1.20 6.0 7 40.00 22.00 48.00 1.5 0.32
FFQ4 D52-07-22-09 37.70 52.00 1.20 6.0 7 40.00 22.00 48.00 1.4 0.34
FFQ4 D63-08-22-09 48.70 63.00 1.20 6.0 8 45.00 22.00 48.00 1.1 0.49

¢ Radius for programming 2.5 mm ™ Plunging width @ Number of inserts @ Ramping angle maximum @ Item weight

Spare Parts

» / /

FFQ4 D40-05-16-09 SR M3X0.5-L7.4 IP9 IP-9/151 SR M8X25DIN912

FFQ4 D50-07-22-09 SR M3X0.5-L7.4 IP9 IP-9/151 SR M10X25 DIN912
FFQ4 D52-07-22-09 SR M3X0.5-L7.4 IP9 IP-9/151 SR M10X25 DIN912
FFQ4 D63-08-22-09 SR M3X0.5-L7.4 IP9 IP-9/151 SR M10X30 DIN912

MACHINING SO TELTIGENTY
D



miiLidfFEED -

FFQ4 SOMT 0904
Square Single-Sided Inserts with 4
Cutting Edges for Fast Feed Milling

; 27| Q|| S
O DEIG
De—

s+

Dimensions Tough <— Hard slzzﬂmmgngaet‘;
o
AR
©o |0 | ©|®|® ap fz
Designation L S RE Ol |Q | 9| QC (mm) (mm/t)
FFQ4 SOMT 090412T 8.50 3.90 1.20 o o o 0.50-1.20 0.40-1.50
FFQ4 SOMT 0904RM-T 8.50 3.80 1.20 o 0.50-1.20 0.40-1.50
FFQ4 SOMT 090412HP 8.50 3.80 1.20 (] ) ° [ 0.50-1.20 0.40-1.40

o T - type for steel, ferritic and martensitic stainless steel, cast iron and hardened steel e RM-T type for interrupted cut and machining near straight shoulders on
steel, ferritic and martensitic stainless steel, cast iron and hardened steel ¢ HP- type for austenitic stainless steel and high temperature alloys

mikiSyFEED ~-DHUB

FFQ4 D-12
Fast Feed Face Mills

Carrying Single-Sided Inserts @ %} @? r
with 4 Cutting Edges

O
DC  DCX APMX AE CICT OAL DHUB DCONMS Arbor RMPX ko]

FFQ4 D040-3-16-12 18.00 40.00 1.50 10.0 3 45.00 38.00 16.00 A 4.3 0.23
FFQ4 D040-4-16-12 18.00 40.00 1.50 10.0 4 45.00 38.00 16.00 A 4.3 0.22
FFQ4 D050-4-22-12 28.00 50.00 1.50 10.0 4 50.00 48.00 22.00 A 2.7 0.38
FFQ4 D050-5-22-12 28.00 50.00 1.50 10.0 5 50.00 48.00 22.00 A 2.7 0.37
FFQ4 D052-5-22-12 29.00 52.00 1.50 10.0 5 50.00 48.00 22.00 A 2.5 0.39
FFQ4 D063-6-22-12 41.00 63.00 1.50 10.0 6 50.00 48.00 22.00 A 1.8 0.50
FFQ4 D066-6-27-12 43.00 66.00 1.50 10.0 6 50.00 60.00 27.00 A 1.6 0.65
FFQ4 D080-7-27-12 58.00 80.00 1.50 10.0 7 50.00 60.00 27.00 A 1.2 0.84
FFQ4 D100-8-32-12 78.00  100.00 1.50 10.0 8 50.00 78.00 32.00 B 0.9 1.30

e Radius for programming 3.1 mm ™ Plunging width

Spare Parts

el > 2 /7 Vs

FFQ4 D040-3-16-12 SR M4X0.7-L9.6 IP15 SWe-T BLD IP15/S7 SR PS 118-0416
FFQ4 D040-4-16-12 SR M4X0.7-L9.6 IP15 SWe-T BLD IP15/87 SR PS 118-0416
FFQ4 D050-4-22-12 SR M4X0.7-L9.6 IP15 SW6-T BLD IP156/87 SR M10X35 DIN912

FFQ4 D050-5-22-12 SR M4X0.7-L9.6 IP15 SWe-T BLD IP15/87 SR M10X35 DIN912

FFQ4 D052-5-22-12 SR M4X0.7-19.6 IP15 SWe-T BLD IP15/87 SR M10X35 DIN912

FFQ4 D063-6-22-12 SR M4X0.7-L9.6 IP15 SW6-T BLD IP15/87 SR M10X35 DIN912

FFQ4 D066-6-27-12 SR M4X0.7-L9.6 IP15 SWe-T BLD IP15/87 SR M12X30DIN912

FFQ4 D080-7-27-12 SR M4X0.7-L9.6 IP15 SWe-T BLD IP15/S87 SR M12X30DIN912

FFQ4 D100-8-32-12 SR M4X0.7-L9.6 IP15 SWe-T BLD IP15/87

wiLidlFEED .
N
FFQ4 SOMT 1205 ‘ &=y Q @ ®
Square Single-Sided Inserts with 4 m o =
Cutting Edges for Fast Feed Milling W/ @ %g @
L—L ——J s
. . Recommended
Dimensions Tough «— Hard Machining Data
o
(3] o N (<] o
o | ® || S| = A f
oo} o0} (Yo [ee} [o0) P z
Designation L S RE OO |Q | O] QO (mm) (mm/t)
FFQ4 SOMT 1205RM-HP 12.70 5.20 1.60 o 0.50-1.50 0.40-1.80
FFQ4 SOMT 1205RM-T 12.70 5.20 1.60 ° 0.50-1.50 0.40-2.00
FFQ4 SOMT 120516HP 12.70 5.20 1.60 ) . ° . 0.50-1.50 0.40-1.80
FFQ4 SOMT 120516T 12.70 5.20 1.60 [ ° 0.50-1.50 0.40-2.00
FFQ4 SOMT 120516T20 12.70 5.20 1.60 ° 0.50-1.50 0.40-2.00

* RM-HP- for interrupted cut and machining next to shoulders of austenitic stainless steel and high temperature alloys ® RM-T- for interrupted cut and machining
next to shoulders of steel, ferritic and martensitic stainless steel, cast iron and hardened steel ¢ HP- for austenitic stainless steel and high temperature alloys
o T- for steel, ferritic and martensitic stainless steel, cast iron and hardened steel e T20- for grey and nodular cast iron

Member IMC Group
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FFQ4 D-17 &=

Fast Feed Face Mills Carrying Single- OAL o[~

Sided Inserts with 4 Cutting Edges @ % @ 'ff
Dgg i,‘ APMX

DCX DC APMX AE CICTH OAL DCONMS DHUB RMPX® WT®
FFQ4 D080-06-27-17 [JIES 50.80 3.00 13.0 6 50.00 27.00 60.00 12 0.78
FFQ4 D100-07-32-17 [RIcoXo ol (- 3.00 13.0 7 50.00 32.00 78.00 0.8 1.18
FFQ4 D125-08-40-17 [RESTORN-1F:) 3.00 13.0 8 63.00 40.00 92.00 0.6 2.48

160.00  130.80 3.0 13.0 10 63.00 40.00 95.00 0.2 2.90

¢ Radius for programming 5.5 mm

(1) Number of inserts

2) Ramping angle maximum

@) [tem weight

Spare Parts

& a / /

FFQ4 D080-06-27-17 SR M5-14 IP20 SW6-T BLD IP20/S7 SR M12X30DIN912
FFQ4 D100-07-32-17 SR M5-14 1P20 SW6-T BLD IP20/S7
FFQ4 D125-08-40-17 SR M5-14 IP20 SWe-T BLD IP20/S7
FFQ4 D160-10-40-17 SR M5-14 IP20 SWe-T BLD IP20/S7

miiLidfFEED =
= = Q| %S
FFQ4 SOMT 1706
Square Single-Sided Inserts with 4 f ﬁ o[ ~=
Cutting Edges for Fast Feed Milling &J @ ! @
L _ |_4J - S»‘
. . Recommended
Dimensions Tough <— Hard Machining Data
3] o © o
RN L8| & ap fz
Designation L S RE © | Q| Q| Q (mm) (mm/t)
FFQ4 SOMT 1706RM-T () 17.50 6.00 2.50 o 1.20-3.00 0.40-2.00
FFQ4 SOMT 170625HP (@ 17.50 6.00 2.50 . . . 1.20-3.00 0.40-1.50
FFQ4 SOMT 170625T @ 17.50 6.00 2.50 ° ° ° 1.20-3.00 0.40-2.00
M) For interrupted cut and machining next to shoulders on steel, stainless steel, cast iron and hardened steel
(2 For austenttic stainless steel and high temperature alloys
@) For steel, ferritic and martensitic stainless steel, cast iron and hardened steel
ap
(mm)
R e e Il
2.0
FFQ4-17 _
15 - mmmmmmm e o
FFQ4-12
LI L L LR LR R B e e
FFQ4-09 g
Y N S i :
i . . > Tool Diameter
0 8 10 12 16 25 32 40 50 63 80 100 125 160 (mm)
Machining Power . | _______High |

MACHINING SO TELTIGENTY
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HI-FEED MILLING

Tangential High Feed
40-100 mm
Speed Master

R

LS 14"

Unique Tangential Insert
for High Feed Face Milling

For Steel, Cast Iron Strong Cutting Upto3.1°
and Exotic Materials Edge Ramp Down Angle

SO oL

ISCAR CHESS LINES

Tangential
Insert




TANGAFEED
FFV-D-R-VNO7 = Q Qﬂ ®
DG Cils

Fast Feed Shell Mill Carrying
Tangentially Clamped Inserts
with 4 Cutting Edges

FFV D040-03-16-R-VNO7

DCX DC APMX CICT@ OAL DCONMS DHUB RMPX® Arbor WT@
FFV D040-03-16-R-VNO7 (1) 40.00 25.00 1.50 3 60.00 16.00 25.00 3.0 Special 0.36
FFV D050-05-22-R-VNO7 50.00 35.00 1.50 5 50.00 22.00 48.00 3.2 A 0.47
FFV D063-06-22-R-VNO7 63.00 48.00 1.50 6 40.00 22.00 48.00 2.2 A 117
FFV D080-07-27-R-VNO7 80.00 65.00 1.50 7 50.00 27.00 60.00 1.5 A 0.81
FFV D100-08-32-R-VNO7 100.00 85.00 1.50 8 50.00 32.00 78.00 1.2 B 1.61

* Radius for programming R=2.8 mm

() Use on face mill adapters with the supplied retention screw
2 Number of inserts

(3 Ramping angle maximum

@ |tem weight

Spare Parts

& /S &é 7/ V' 4

SR M4X0.7-L11.6IP15  BLD IP15/S7  SW6-T-SH SR M8X17-13685 HW 4.0
FFV D050-05-22-R-VNO7 SR M4X0.7-L11.51P15  BLD IP15/S7  SW6-T-SH SR PS 118-0271C

FFV D063-06-22-R-VNO7 SR M4X0.7-L11.6IP15  BLD IP15/S7  SW6-T-SH SR M10X25 DIN912

FFV D080-07-27-R-VNO7 SR M4X0.7-L11.5 P15 BLD IP15/S7 ~ SW6-T-SH

FFV D100-08-32-R-VNO7 SR M4X0.7-L11.51P15  BLD IP15/87  SW6-T-SH

TANGAFEED —s

FF VNMT 0706
g O
W L

=\
&

Tangentially Clamped Inserts with 4
Cutting Edges for Fast Feed Milling

92

®
57

Dimensions Tough < Hard Gzzﬂmfngngfti
o o o
N 0 o o (3] o o © o
[=0] < <t (] <] <t v o - ap f,
) ) Q[0 |®|®|W|[W| W] 0|0
Designation Wi INSL RE S ||| |e|le|o]|Q (mm) (mm/t)
FF VNMT 0706ZN-ER (1) 640 1500 100 905 | @ [ e [ @ | @ | @ | @ o | o 0.50-1.50 0.40-1.80
RO Uy Oy B 880 640 1500 1.00 9.05 ° o | o | o 0.50-1.50 0.40-1.80

() For general applications
(2 Reinforced cutting edges for interrupted cut and unfavorable conditions

MACHINING SO TELTIGENTY
D




TOROMILL

Profile Milling
16-80 mm Diameters
Radius Mast_er

¥

Radial Profile Insert
for Die & Mold and
General Applications

Double Sided Inserts with
6 Round Cutting Edges

High Positive  Innovative Insert Variety of Cost Effective
Rake Angle Design Cutting Geometries Insert

SO oL

ISCAR CHESS LINES




TORGMILL b
PROFIL/NGw TR90 TXMT @ ﬁ @ @ @

TR6 ER DCX Df DCONMS
Multifunction Endmills that can Carry [ o
. . TRFF TXMT ! ﬁ
Four Different Insert Geometries @“ APMX BATA Q %
APMX 2 | |
TR45 TXMT @ — LU—»]

e LH—»

OAL

DCX DC APMX APMX_2" RE CICT® LU LH DCONMS BHTA OAL WT® Insert
TR6 ER D16-50-2-C16-07 [IcRo/olnF:Ne[o R Nel0) 2.00 1.00 2 46.5 50.0 16.00 21.0 100.00 0.12 TR6 TNCU 070210
RN PR Y B> Lo B b &l 20.00 18.00 1.00 2.00 1.00 56.5 60.0 20.00 21.0 120.00 0.22 TR6 TNCU 070210
G R L (B - By 8 25.00 23.00 1.00 2.00 1.00 65.5 70.0 25.00 21.0 140.00 0.42 TR6 TNCU 070210
TR6 ER D32-80-6-C32-07 [2Eeoll0Xe/o N N0l 2.00 1.00 75.5 80.0 32.00 21.0 160.00 0.82 TR6 TNCU 070210
RGN Py (o B B o~ LF [0l 25.00 20.00 2.50 4.20 2.50 65.0 70.0 25.00 20.5 140.00 0.41 TR6 TNCU 100425
G R R kPR To i Mo P28 [0l 32.00 27.00 2.50 4.20 2.50 4 75.0 80.0 32.00 20.5 160.00 0.81 TR6 TNCU 100425
¢ Note: The data refers to TR6 TNCU 070210 and TR6 TNCU 100425 master inserts, for other insert radii and geometries refer to the table below

M For undercutting ® Number of inserts @ Item weight

Spare Parts & /

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

TR6 ER D20-60-4-C20-07 ERIVZES (R LRGN 214 IP-7/51
TR6 ER D25-70-5-C25-07 [IVAS RN =1 IP-7/51
TR6 ER D32-80-6-C32-07 RIVPES (X LRGN Erd IP-7/51

TR6 ER D25-70-3-C25-10 [SiaRlelslerelelolo) T-9/51
TR6 ER D32-80-4-C32-10 [JSRRlee:E) T-9/51

W o O

For undercutting
[Tool ] Insert DCX DC APMX LU LH OAL RMPX" APMX_2 BHTA

TR6 TNCU 070205 15.0 0.5 46.4 49.9 99.9 = 1.6 17.0
TR6 TNMU 070215 13.0 1.5 456 50.1 100.1 . 2.4 21.0
TRG ER D16:50-2-C 1607 g STy 0.6 46.7 50.2 100.2 11 = =
TR90 TXMT 070204 = 25 46.8 50.3 100.3 1.6 = =
TR6 TNCU 070205 19.0 0.5 56.4 59.9 119.9 5 1.6 17.0
TR6 TNMU 070215 17.0 1.5 56.6 60.1 120.1 5 2.4 21.0
TRG ER D20-60-4-C 2007 g e STy 0.6 56.7 60.2 120.2 0.8 > =
TR90 TXMT 070204 = 2.5 56.8 60.3 120.3 1.2 = =
TR6 TNCU 070205 24.0 1.0 65.4 69.9 139.9 > 1.6 17.0
TR6 TNMU 070215 22.0 1.5 65.6 70.1 140.1 5 2.4 21.0
TR ER D25:70-5-C 2507 e 2 AP 0.6 65.7 70.2 140.2 0.6 5 =
TR0 TXMT 070204 = 2.5 65.8 70.3 140.3 0.9 = =
TR6 TNCU 070205 31.0 0.5 75.4 79.9 159.9 = 1.6 17.0
TR6 TNMU 070215 29.0 1.5 75.6 80.1 160.1 5 2.4 21.0
TRE ER D32-80-6-C 3207 e G Y 0.6 75.7 80.2 160.2 0.4 = =
TR90 TXMT 070204 = 25 75.8 80.3 160.3 0.7 = =
TR6 TNCU 100405 24.0 0.5 6452  69.52  139.52 5 1.8 17.5
TR6 TNCU 100410 23.0 1.0 64.64  69.64  139.65 > 2.3
TR6 TNCU/MU 100415 22.0 1.5 64.76  69.76  139.76 5 2.7
TR6 TNCU 100420  25.0  21.0 2.0 64.88  69.88  139.88 5 3.5
WLl R6 TNGU 100430 19.0 3.0 6512 7012  140.12 = 45 20.5
TRFF TXMT 1004 19.0 0.8 6515 7015  140.15 1.7 =
TR90 TXMT 100408 5 4.0 6491  69.91 139.91 1.6 5
TR45 TXMT 1004  26.8  20.6 3.0 6512 7012  140.12 1.4 5
TR6 TNCU 100405 31.0 0.5 7452 7952  159.52 5 1.8 17.5
TR6 TNCU 100410 30.0 1.0 7464 7965 159.64 5 2.3
TR6 TNCU/MU 100415 29.0 1.5 7676  79.76  159.76 > 2.7
TR6 TNCU 100420  32.0  28.0 2.0 7488  79.88  159.88 5 3.5
TRE ER D32-50-4-C32-10 et ety 26.0 3.0 7512 8012  160.12 5 45 20.5
TRFF TXMT 1004 26.0 0.8 7515 8015  160.15 1.2 =
TR90 TXMT 100408 5 4.0 7491 7991  159.91 1.2 5

TR45 TXMT 1004 33.8 27.6 3.0 75.12 80.12 160.12 1.0 -

() Maximum ramp down angle

DUSTRY 4.0

MACHININ ELLIGENTLY
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TORGMILL =
PROFILING ‘ R @ @
TR6 ER-M moonor fh I:‘ L) saus oootws Qﬂ
Multifunction Endmills with FLEXFIT ¥ L,), [} 1
Threaded Adaptation that can Carry TREEITXMT @ APMX i Q % p
Four Different Insert Geometries. APMX_2
TR45 TXMT &m o
DCX DC APMX APMX o RE CICT® LF DCONMS THSZMS BHTA OAL WT® Insert

LGN LR R YL RCRE-R | o] 2 d 16.00 14.00 1.00 2.00 1.00 2 20.00 13.00 M08 21.0 37.50 0.08 TR6 TNCU 070210
TR6 ER D25/0.98-5-M12-07 Koo 2XKo /o Hel0) 2.00 1.00 5 30.00 21.00 M12 21.0 52.00 0.08 TR6 TNCU 070210
TR6 ER D32/1.26-6-M16-07 eZXe/oic/oNo/ouNel0] 2.00 1.00 6 35.00 29.00 M16 21.0 60.00 0.18 TR6 TNCU 070210
6
3

RO R YA R T R R d 35.00 33.00 1.00 2.00 1.00 35.00 29.00 M16 21.0 60.00 0.19 TR6 TNCU 070210
RGN PITORC R R | PR (] 25.00 20.00 2.50 4.20 2.50 35.00 21.00 M12 20.5 57.00 0.06 TR6 TNCU 100425
TR6 ER D35/1.38-5-M16-10 [EiXe[ocleXo o ¥slo] 4.20 2.50 5 35.00 29.00 M16 20.5 57.00 0.18 TR6 TNCU 100425
e Note: The data refers to TR6 TNCU 070210 and TR6 TNCU 100425 master inserts, for other insert radii and geometries refer to the table below

) For undercutting @ Number of inserts @ Item weight

Spare Parts & /
Screw Key

TR6 ER D16/0.63-2-M08-07 SR M2.5X0.45-L6 IP7  IP-7/51
TR6 ER D25/0.98-5-M12-07 SR M2.5X0.45-L6 IP7  IP-7/51
TR6 ER D32/1.26-6-M16-07 SR M2.5X0.45-L6 IP7  IP-7/51
TR6 ER D35/1.38-6-M16-07 SR M2.5X0.45-L6 IP7  IP-7/51
TR6 ER D25/0.98-3-M12-10 SR 10508600 T-9/51
TR6 ER D35/1.38-5-M16-10 SR 10508600 T-9/51
For undercutting
[Tool ] Insert DCX DC___APMX __LF OAL __RMPX_APMX 2 BHTA
TR6 TNCU 070205 15.0 0.5 24.9 42.4 - 1.6 17.0
TR6 TNMU 070215 13.0 1.5 25.1 42.6 = 2.4 21.0
TR6 ER D16/0.63-2-M08-07 TRFF TXMT 0702 UE 12.1 0.6 25.2 47.2 1.1 - -
TR90 TXMT 070204 = 2.5 25.3 42.8 1.6 = S
TR6 TNCU 070205 19.0 0.5 26.9 46.9 - 1.6 17.0
TR6 TNMU 070215 17.0 1.5 27.1 471 = 2.4 21.0
TR6 ER D20/0.78-4-M10-07 TRFF TXMT 0702 Y 16.1 0.6 27.2 47.2 0.8 - -
TR90 TXMT 070204 = 25 27.3 47.3 1.2 = s
TR6 TNCU 070205 24.0 0.5 29.9 51.9 = 1.6 17.0
TR6 TNMU 070215 22.0 1.5 30.1 52.1 = 2.4 21.0
TR6 ER D25/0.98-5-M12-07 TRFF TXMT 0702 = 211 0.6 30.2 52.2 0.6 - -
TR90 TXMT 070204 c 25 30.3 52.3 0.9 = =
TR6 TNCU 070205 31.0 0.5 32.9 57.9 - 1.6 17.0
TR6 TNMU 070215 29.0 1.5 33.1 58.1 = 2.4 21.0
TR6 ER D32/1.26-6-M16-07 TRFF TXMT 0702 gy 28.1 0.6 332 582 0.4 - -
TR90 TXMT 070204 = 2.5 33.3 58.3 0.7 = =
TR6 TNCU 070205 34.0 0.5 32,9 57.9 - 1.6 17.0
TR6 TNMU 070215 32.0 1.5 33.1 58.1 = 2.4 21.0
TR6 ER D35/1.38-6-M16-07 TRFF TXMT 0702 £ 31.1 0.6 33.2 58.2 0.4 - -
TR90 TXMT 070204 = 2.5 33.3 58.3 0.4 - o
TR6 TNCU 100405 24.0 0.5 2452  46.52 - 1.8 17.5
TR6 TNCU 100410 23.0 1.0 24.64  46.64 = 2.3
TR6 TNCU/MU 100415 22.0 1.5 2476  46.76 - 2.7
TR6 TNCU 100420 25.0 21.0 2.0 24.88  46.88 = 3.5
TR6 ER D25/0.98-3-M12-10 TR6 TNCU 100430 19.0 3.0 25.12 47.12 - 45 20.5
TRFF TXMT 1004 20.6 0.8 25.15 47.15 1.7 =
TR90 TXMT 100408 - 4.0 24.91 46.91 1.6 -
TR45 TXMT 1004 26.8 20.6 3.0 2512 4712 1.4 =
TR6 TNCU 100405 31.0 0.5 34.52 59.52 - 1.8 17.5
TR6 TNCU 100410 30.0 1.0 34.64 59.64 = 2.3
TR6 TNCU/MU 100415 29.0 1.5 34.76 59.76 = 27
TR6 TNCU 100420 32.0 28.0 2.0 34.88 59.88 = 3.5
TR6 ER D32/1.26-4-M16-10 TR6 TNCU 100430 26.0 3.0 35.12 60.12 - 45 20.5
TRFF TXMT 1004 27.6 0.8 35.15 60.15 1.2 =
TR90 TXMT 100408 - 4.0 34.91 59.91 1.1 -
TR45 TXMT 1004 33.8 27.6 3.0 35.12 60.12 0.9 -
TR6 TNCU 100405 34.0 0.5 34.52 50.52 - 1.8 17.5
TR6 TNCU 100410 33.0 1.0 34.64 59.64 = 2.3
TR6 TNCU/MU 100415 32.0 1.5 34.76 59.76 - 2.7
TR6 TNCU 100420 35.0 31.0 2.0 34.88  59.88 - 3.5
TR6 ER D35/1.38-5-M16-10 TR6 TNCU 100430 29.0 3.0 35.12 60.12 = 45 20.5
TRFF TXMT 1004 30.6 0.8 3515  60.15 1.2 -
TR90 TXMT 100408 = 4.0 34.91 59.91 1.1 =
TR45 TXMT 1004 36.8 30.6 3.0 35.12 60.12 0.9 -

Member IMC Group
o=
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TR6 FR T @ &= @
Multifunction Face Mills that can Carry
Four Different Insert Geometries OAL BHTA TR0 TXMT TRFF TXMT TR45 TXMT Q % f
APMX_2

. A A A

{APMX )

[T DCX DC APMX APMX o RE CICT® DCONMS Arbor DHUB BHTA OAL WT® Insert

R L DR TS B [l 40.00 35.00 2.50 4.20 2.50 6 16.00 A 32.00 20.5 37.00 0.14 TR6 TNCU 100425
L CR AR L PR TS 2 [0l 42.00 37.00 2.50 4.20 2.50 6 16.00 A 32.00 20.5 37.00 0.15 TR6 TNCU 100425
G CR G Lo B o728 [0l 50.00 45.00 2.50 4.20 2.50 7 22.00 A 47.00 20.5 40.00 0.29 TR6 TNCU 100425
G ER G By o B8 [Vl 52.00 47.00 2.50 4.20 2.50 7 22.00 A 47.00 20.5 40.00 0.33 TR6 TNCU 100425
L CRAGR B -7 2% [l 63.00 58.00 2.50 4.20 2.50 8 22.00 A 48.00 20.5 40.00 0.42 TR6 TNCU 100425
G CRGR EE B25 [Vl 66.00 61.00 2.50 4.20 2.50 8 22.00 A 48.00 20.5 40.00 0.46 TR6 TNCU 100425
R R D B B4 2% [0l 80.00 75.00 2.50 4.20 2.50 10 27.00 A 60.00 20.5 50.00 0.91 TR6 TNCU 100425

e Note: The data refers to TR6 TNCU 100425 master insert, for other insert radii and geometries refer to the table below
() For undercutting @ Number of inserts @ Iltem weight

Spare Parts & / /@
Screw Key Screw 1

TR6 FR D40-06-16-10 SR 10508600 T-9/51 SR M8X25DIN912*
TR6 FR D42-06-16-10 SR 10508600 T-9/51 SR M8X25DIN912
L (N e L 22 2% [OR SR 10508600 T-9/51 SR M10X25 DIN912

-10 SR 10508600 T-9/51 SR M10X25 DIN912
TR6 FR D63-08-22-10 SR 10508600 T-9/51 SR M10X25 DIN912
TR6 FR D66-08-22-10 SR 10508600 T-9/51 SR M10X25 DIN912
TR6 FR D80-10-27-10 SR 10508600 T-9/51 SR M12X30DIN912
* Optional, should be ordered separately

[ For undercutting

[Tool | Insert DCX DC APMX OAL RMPX ___ APMX 2 BHTA
TR6 TNCU 100405 39.0 0.5 36.52 - 1.8 17.5
TR6 TNCU 100410 38.0 1.0 36.64 = 2.3
TR6 TNCU/MU 100415 37.0 1.5 36.76 - 2.7
TR6 TNCU 100420 40.0 36.0 2.0 36.88 = 35
TR6 FR D40-06-16-10 R rrg 'NCTRTIEN) 34.0 3.0 37.12 - 4.5 20.5
TRFF TXMT 1004 34.0 0.8 37.15 0.9 =
TR90 TXMT 100408 - 4.0 36.91 0.9 -
TR45 TXMT 1004 41.8 35.6 3.0 37.12 0.7 -
TR6 TNCU 100405 41,0 0.5 36.52 - 1.8 17.5
TR6 TNCU 100410 40.0 1.0 36.64 = 2.3
TR6 TNCU/MU 100415 39.0 1.5 36.76 - 2.7
TR6 TNCU 100420 42.0 38.0 2.0 36.88 - 3.5
TRG FR D32-06-16-10 g Virg "I RRIEY 36.0 3.0 37.12 - 45 205
TRFF TXMT 1004 36.0 0.8 37.15 0.9 5
TR90 TXMT 100408 5 4.0 36.91 0.9 5
TR45 TXMT 1004 43.8 37.6 3.0 37.12 0.7 =
TR6 TNCU 100405 49.0 0.5 39.52 - 1.8 17.5
TR6 TNCU 100410 48.0 1.0 39.64 = 2.3
TR6 TNCU/MU 100415 47.0 1.5 39.76 - 2.7
TR6 TNCU 100420 50.0 46.0 2.0 39.88 = 35
TR6 FR DS50-07-22-10 g rr TR N 44.0 3.0 40.12 - 4.5 20.5
TRFF TXMT 1004 44.0 0.8 40.15 0.7 =
TR90 TXMT 100408 - 4.0 39.91 0.7 -
TR45 TXMT 1004 51.8 45.6 3.0 40.12 0.6 =
TR6 TNCU 100405 51.0 0.5 39.52 - 1.8 17.5
TR6 TNCU 100410 50.0 1.0 39.64 - 2.3
TR6 TNCU/MU 100415 49.0 1.5 39.76 = 2.7
TR6 TNCU 100420 52.0 48.0 2.0 39.88 5 3.5
TR6 FR D52-07-22-10 Qg 5o ‘TR IEN 46.0 3.0 4012 - 45 205
TRFF TXMT 1004 46.0 0.8 40.15 0.7 =
TR90 TXMT 100408 - 4.0 39.91 0.7 -
TR45 TXMT 1004 53.8 53.8 3.0 40.12 0.6 -
TR6 TNCU 100405 62.0 0.5 39.52 - 1.8 17.5
TR6 TNCU 100410 61.0 1.0 39.64 = 2.3
TR6 TNCU/MU 100415 60.0 1.5 39.76 - 2.7
TR6 TNCU 100420 63.0 59.0 2.0 39.88 = 35
TRG FR D63-08-22-10 g Hpg ‘WY IEN) 57.0 3.0 40.12 - 45 20.5
TRFF TXMT 1004 57.0 0.8 40.15 0.5 -
TR90 TXMT 100408 - 4.0 39.91 0.5 -
TR45 TXMT 1004 64.8 58.6 3.0 40.12 0.4 =
TR6 TNCU 100405 65.0 0.5 39.52 - 1.8 17.5
TR6 TNCU 100410 64.0 1.0 39.64 5 2.3
TR6 TNCU/MU 100415 63.0 1.5 39.76 5 2.7
TR6 TNCU 100420 66.0 62.0 2.0 39.88 = 35
TRE FR D66-08-22-10 g Lrg TR 60.0 3.0 40.12 - 4.5 20.5
TRFF TXMT 1004 60.0 0.8 40.15 0.5 =
TR90 TXMT 100408 - 4.0 39.91 0.5 -
TR45 TXMT 1004 67.8 61.6 3.0 40.12 0.4 =
TR6 TNCU 100405 79.0 0.5 49.52 5 1.8 17.5
TR6 TNCU 100410 78.0 1.0 49.64 = 2.3
TR6 TNCU/MU 100415 77.0 1.5 49.76 - 2.7
TR6 TNCU 100420 80.0 76.0 2.0 49.88 - 3.5
TR6 FR D80-10-27-10 Qg Heg "SRRI IEY) 74.0 3.0 50.12 - 45 20.5
TRFF TXMT 1004 74.0 0.8 50.15 0.4 -
TR90 TXMT 100408 - 4.0 49.91 0.4 -
TR45 TXMT 1004 81.8 75.6 3.0 50.12 0.3 =

BETE MACHINING O TELLIGENTLY
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PROFILING

TR6 TNCU/MU
Double Sided Inserts with Six -
Round Cutting Edges, Available in
0.5 Up to 3.0 mm Corner Radii

%

®
(7]

Dimensions Tough <— Hard Gzzﬂmmgng:ti

31888 . .

4] @ © [+ P z
Designation RE APMX IC S | Q| Q| Q (mm) (mm/t)
TR6 TNCU 070205 0.50 0.50 5.30 2.80 ° [ 0.20-0.50 0.10-0.30
TR6 TNCU 070210 1.00 1.00 5.30 2.80 ° o 0.20-1.00 0.10-0.30
TR6 TNMU 070215 1.60 1.50 5.30 2.80 o ° 0.20-1.50 0.10-0.30
TR6 TNCU 100405 0.50 0.50 7.30 4.20 o o ° 0.20-0.50 0.10-0.30
TR6 TNCU 100410 1.00 1.00 7.30 4.20 o ° o 0.20-1.00 0.10-0.30
TR6 TNCU 100415 1.50 1.50 7.30 4.20 o o o 0.20-1.50 0.10-0.30
TR6 TNMU 100415 1.50 1.50 7.30 4.20 . . 0.20-1.50 0.10-0.30
TR6 TNCU 100420 2.00 2.00 7.30 4.20 [ ° [ 0.20-2.00 0.10-0.30
TR6 TNCU 100425 2.50 2.50 7.30 4.20 () ° ° o 0.20-2.50 0.10-0.30
TR6 TNCU 100430 3.00 3.00 7.30 4.20 o [ [ 0.20-3.00 0.10-0.30

TORGMILL

TR90 TXMT

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

99
~

Dimensions Tough <— Hard a‘;ﬁzmmgng:g
o ©
8 8 ap |74
Designation APMX RE IC S o o (mm) (mm/t)
TR90 TXMT 070204 2.50 0.40 5.30 2.40 o ° 0.50-2.50 0.10-0.20
TR90 TXMT 100408 4.00 0.80 7.30 3.90 o o 0.90-4.00 0.10-0.20

PROFILING

TRFF TXMT
Single Sided Insert with Three Cutting
Edges for High Feed Machining
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Dimensions Tough <— Hard slgzﬁmmg"g;i
o ©
8 8 ap fz
Designation APMX RE Ryt IC S KRINS® o o (mm) (mm/t)
TRFF TXMT 0702 0.60 0.50 1.00 5.30 2.40 18.0 o [} 0.20-0.60 | 0.50-0.80
0.80 0.70 1.40 7.30 3.90 17.0 ) ) 0.20-0.80 | 0.70-1.20

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

PROFILING

TR45 TXMT

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

%%

Dimensions Tough «<— Hard lc;?:%mmgngaeti
=} ©
17} =}
8 8 ap f
Designation APMX RE IC S = = (mm) (mm/t)
TR45 TXMT 1004 3.00 0.40 7.30 3.90 o . 1.00-3.00 0.20-0.40

Member IMC Group
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MILLCHAM

BALLNOSE LINE

Indexable Profile Milling
30-32 mm Large Diameter
Ball Master

Ideal for Semi Finishing an
Roughing Applications

Time for High Accuracy, Finishing
and Semi Finishing Applications

Innovative
Clamping System

Cost Effective
Insert

Profiling, Roughing,
Semi Finishing &
Finishing applications

SO oL

ISCAR CHESS LINES

Ease of Use
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MILLCHAM -~
e %

OAL

BCTR-QT

Interchangeable Solid Carbide
Ball Nose Milling Heads for High
Productivity on Hard Materials

Dimensions Tough <— Hard
[oe] (<]
S | 8
Designation DC NOF™ APMX SSC@ OAL ®] o
BCTR D30-E20-QT-T3 30.00 3 22.00 €30 28.30 B
BCTR D30-E20-QT-T6 30.00 6 28.00 C30 34.30 °
BCTR D32-E20-QT-T3 32.00 3 22.00 C30 28.30 .
BCTR D32-E20-QT-T6 32.00 6 28.00 C30 34.30 .
) Number of flutes
(@ Seat size code
MILLCHAM =
LH
BCTM D-W e N N |
Weldon Shanks for Ball Nose r o
Solid Carbide Milling Heads bC < - - o NS @ ®7}
I !
J APMX | (ON.
DC APMX DN LU LH OAL DCONMS Shank® SSC@  WT®
L 30.00 22.00 29.00 37.00 40.00  120.00 32.00 w C30 0.70
BCTM D30/32-A-L160-W 30.00 22.00 29.00 77.00 80.00  160.00 32.00 w C30 0.80

) W-Weldon
(2 Seat size code
©) [tem weight

The above table dimensions are valid for BCTR D30-E20-QT-T3 insert only; for other inserts the following data modifications should be calculated:

DC APMX LU LH OAL
BCTR D30-E20-QT-T6 +0 +6 +6 +6 +6
BCTR D32-E20-QT-T3 +2 +0 +0 +0 +0
BCTR D32-E20-QT-T6 +2 +6 +6 +6 +6

MILLCHAM =
— LF— ®

BCTM D-M f [ @ @

Shanks with FLEXFIT Connection for o

Ball Nose Solid Carbide Milling Heads j: ’*’*”H:{EEHSEMS SEelE @ %7)

—| APMX =

DC APMX LF sscu DCONMS THSZMS WT®

BCTM D32/1.25-M16 30.00 22.00 47.00 C30 29.00 M16 0.15

M) Seat size code
@ jtem weight

The above table dimensions are valid for BCTR D30-E20-QT-T3 insert only; for other inserts the following data modifications should be calculated:

DC APMX LF
BCTR D30-E20-QT-T6 +0 +6 +6
BCTR D32-E20-QT-T3 +2 +0 +0
BCTR D32-E20-QT-T6 +2 +6 +6

Member IMC Group
o=
A ]| ||
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TANGFIN

FINISH MILLING

Mirror Face Milling
50-160 mm Diameters
Finish Master

Superior Finish Achieved with
Tangential Step Mounted Inserts

Tangential Inserts with

4 Cutting Edges

Super Surface Tangential Double Sided Strong Body
Finish Clamping Insert Insert

e, i

ISCAR CHESS LINES




TANGFIN ~—DHuB
FINISH MILLING ~{DCONMS = @ %
HTF-R-LN10 T

]

Face Mills Carrying Tangentially
Clamped Inserts with 4 Cutting Edges

for Extra Fine Milling Applications

DC APMX CICT™ OAL DHUB DCONMS Arbor O WT®R
HTF D050-05-22-R-LN10 50.00 0.25 5 40.00 48.00 22.00 A Y 0.31
HTF D063-06-22-R-LN10 63.00 0.30 6 40.00 48.00 22.00 A Y 0.43
HTF D080-07-27-R-LN10 80.00 0.35 7 50.00 60.00 27.00 B Y 0.81
HTF D100-08-32-R-LN10 100.00 0.40 8 50.00 78.00 32.00 B Y 1.44
HTF D125-09-40-R-LN10 125.00 0.45 9 63.00 92.00 40.00 B Y 2.55
HTF D160-10-40-R-LN10 160.00 0.50 10 63.00 95.00 40.00 C N 3.75

() Number of inserts

@) [tem weight

Spare Parts

& / 7 7
HTF D050-05-22-R-LN10 SR 34-550 BLD T10/S7 SW6-SD SR M10X25 DIN912
HTF D063-06-22-R-LN10 SR 34-550 BLD T10/S7 SW6-SD
HTF D080-07-27-R-LN10 SR 34-550 BLD T10/S7 SW6-SD
HTF D100-08-32-R-LN10 SR 34-550 BLD T10/S7 SW6-SD
HTF D125-09-40-R-LN10 SR 34-550 BLD T10/S7 SW6-SD
HTF D160-10-40-R-LN10 SR 34-550 BLD T10/S7 SW6-SD

HTP LN.. 1006 ER

Tangentially Clamped Inserts with F Wi S— @ @ ®

4 Cutting Edges for Plungers b

L ETR Q %
A RE
Dimensions Tough «<— Hard

o|lo| o | o

RN %|S
Designation w1 L S RE Ol QO |9Q]| Q
HTP LNAR 1006 FR-P 6.50 10.50 10.13 1.00 .
HTP LNHT 1006 ER 6.50 10.50 9.93 1.00 . . . .
HTP LNHT 1006 ETR 6.50 10.50 9.93 1.00 . . °
HTP LNMT 1006 ER () 6.50 10.50 9.96 1.00 °

() Mounting this insert increases tool diameter by 0.1 mm

Member IMC Group
o=
A ]| ||



SOLIDmiki
High Feed
Dia 6-20 mm

Ceramic Master

- _._.;-_'_;____. '-?:"i_é; - ;r -. __‘h

High Feed Ceramic Endmill
for Cost Effectivness and
High Productivity

Solid Ceramic
Endmill Cutter

Rough High Feed High Productivity ~ Cost Effective
Application Milling Geometry Insert

LA oL

/ISCAR CHESS LINES




SOLIDivii..i

CERAMIC ENDMILL

EC-E3/E7-CE (ceramic)

3 and 7 Flute Solid Ceramic Endmills
with Relieved Necks for Machining
Superalloys, Cast Iron and Graphite

= fid
L}
aowc | L o

OAL

DCONMS

©| 9 Y
9%

. . Tough
Dimensions - gar d ngﬁmmgng:ti
8 @ fz
Designation DC APMX DN DCONMS RE" LU NOF® [LH OAL 2] 2] (mm/t)
[ (ol W TR TR LoD ] -1 [ 6.00 6.00 5.50 6.00 0.42 145 8 156.0 50.00 . 0.03-0.10
EC-E3 08-08/20C08R.5N57CE [:Ko (R :Xe Ry #:'0) 8.00 0.56 19.5 8 20.0 57.00 . 0.03-0.14
EC-E3 10-10/25C10R.7N65CE [RleKe[o R eXe[c e ¥:{0) 10.00 0.70 245 3 25.0 65.00 L] 0.03-0.16
ol <R PR PIE IR E V{0 1200 12.00 11.50 12.00 110 295 8 30.0 72.00 . 0.03-0.18
(o O o [T [ B ([ 16.00 16.00 15.50 16.00 1.90 345 3 35.0 83.00 . 0.03-0.22
EC-E3 20-20/40C20R2.N93CE [pieXs e Xe QR IcK:10) 20.00 250 39.5 8 40.0 93.00 . 0.03-0.24
EC-E7 08-02C08R1.0N63CE 8.00 040 7.50 8.00 1.00 80 7 9.5 63.00 (] 0.03-0.10
EC-E7 10-02C10R1.5N72CE 10.00 0.70 9.50 10.00 150 10.0 7 11.5 72.00 . 0.03-0.12
EC-E7 12-02C12R1.5N83CE 12.00 1.30 11.50 12.00 1.50 10.0 7 12.0 83.00 . 0.03-0.15

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

™) Programming radius
(2 Number of flutes

P “ K Nx) | Sm)

Hp/k)

+ recommended

Member IMC Group

A= lhe"



SURELOCK

RIGID CLAMPING

Round Tools with
Secure Clamping
Lock Master

...........

Tool Shank is
Screwed into the Holder to
Prevent Tool Pull-Out

Securely Clamped
Round Tools Designed to
Prevent Tool Pull-Out

SURELOCK Solid Carbide and Steel
Multi-Master Shanks

New Generation  Rigid Clamping
Insert

sarenack O mLL

by HAIMER. ISCAR CHESS LINES

Ease of Use Variety




SURELOCK
RIGID CLAMPING SURELOCK“) % @ Ru] §
EFS-B44 @
Combination of Roughing ~] .y
and Finishing Solid Carbide DCONMS R @ @ ®
Endmills in a Single Tool —
. . Recommended
Pl Machining Data
o
S fz
Designation DC DCONMS APMX LU OAL NOF@FHA® RMPX CHW Coolant | © (mm/t)
EFS-B44 10-22/32 10-72 10.00 10.00 22.00 32.0 72.00 4 45.0 5.0 0.30 N (] 0.03-0.09
EFS-B44 10-22 10-72 10.00 10.00 22.00 - 72.00 4 45.0 5.0 0.30 N (] 0.03-0.09
EFS-B44 10-22 10-72C 10.00 10.00 22.00 - 72.00 4 45.0 5.0 0.30 Y . 0.04-0.07
EFS-B44 12-26/38 12-83 12.00 12.00 26.00 38.0 83.00 4 45.0 5.0 0.40 N (] 0.04-0.10
EFS-B44 12-26 12-83 12.00 12.00 26.00 - 83.00 4 45.0 5.0 0.40 N . 0.04-0.10
EFS-B44 12-26 12-83C 12.00 12.00 26.00 - 83.00 4 45.0 5.0 0.40 Y . 0.04-0.08
EFS-B44 16-34/50 16-100 16.00 16.00 34.00 50.0 100.00 4 45.0 5.0 0.60 N (] 0.05-0.11
EFS-B44 16-34 16-92 16.00 16.00 34.00 - 92.00 4 45.0 5.0 0.60 N (] 0.05-0.11
EFS-B44 16-34 16-92C 16.00 16.00 34.00 - 92.00 4 45.0 5.0 0.60 Y . 0.05-0.08
EFS-B44 20-42/62 20-125 20.00 20.00 42,00 62.0 125.00 4 45.0 5.0 0.60 N (] 0.05-0.11
EFS-B44 20-42 20-104 20.00 20.00 42.00 - 10400 4 45.0 5.0 0.60 N . 0.05-0.11
EFS-B44 25-52 25-121 25.00 25.00 52.00 - 121.00 4 45.0 5.0 0.60 N ° 0.06-0.11
) With Safe-Lock® (by Haimer) pull-out prevention helical grooves
2 Number of flutes
(3 Helix angle
EC-E7/H7-CF % %1
7 Flute Endmills with Different I} =
Helix and Variable Pitch for Chatter * y m DCONMS @
Free High Speed Finish Milling f% P »‘\[FHA” “K
OAL

Dimensions aif;mm;ngg

o

8 fz
Designation DC DCONMS APMX OAL NOF@ FHA® RMPX CHW RE o (mm/t)
EC-H7 12-24 12CF-M83 12.00 12.00 24.00 83.00 7 37.0 3.0 - - L] 0.04-0.12
EC-H7 12-24 12CFR.6M83 12.00 12.00 24.00 83.00 7 37.0 3.0 - 0.6 L] 0.04-0.12
EC-H7 12-36 12CF-M110 12.00 12.00 36.00 110.00 7 37.0 3.0 0.3 - . 0.04-0.12
EC-H7 12-48 12CF-110 12.00 12.00 48.00 110.00 7 37.0 3.0 0.3 - L] 0.04-0.12
EC-H7 12-72 12CF-140 12.00 12.00 72.00 140.00 7 37.0 3.0 0.3 - . 0.04-0.12
EC-H7 16-32 16CF-M92 16.00 16.00 32.00 92.00 7 37.0 3.0 - - ) 0.04-0.12
EC-H7 16-32 16CFR.8M92 16.00 16.00 32.00 92.00 7 37.0 3.0 - 0.8 L] 0.04-0.12
EC-H7 16-48 16CF-M131 16.00 16.00 48.00 131.00 7 37.0 3.0 0.3 - L] 0.04-0.12
EC-H7 16-64 16CF-131 16.00 16.00 64.00 131.00 7 37.0 3.0 0.3 - . 0.04-0.12
EC-H7 16-96 16CF-175 16.00 16.00 96.00 175.00 7 37.0 3.0 0.3 - L] 0.04-0.12
EC-H7 20-40 20CF-M104 20.00 20.00 40.00 104.00 7 37.0 3.0 - - ° 0.04-0.12
EC-H7 20-40 20CFR1M104 20.00 20.00 40.00 104.00 7 37.0 3.0 - - ) 0.05-0.15
EC-H7 20-60 20CF-M140 20.00 20.00 60.00 140.00 7 37.0 3.0 0.4 - ) 0.05-0.15
EC-H7 20-80 20CF-140 20.00 20.00 80.00 140.00 7 37.0 3.0 0.4 - ° 0.05-0.15
e Can machine at radial width of cut (ae) of up to 0.10xD
) With Safe-Lock® (by Haimer) pull-out prevention helical grooves
(2 Number of flutes
B Helix angle
5 A F E = A D B I(‘D Member IMC Group
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RIGID CLAMPII&ocK SURELOCK“) CHWx 45°
EC-H-CF %
6-20 Flute Endmills with Different Helix
s P o ORATTERFREE D ¢ e
9n=p & 7’« APMX A\Z/FH ~ ‘
OAL
. . Recommended
DlEAEE Machining Data
o
S f;
Designation DC DCONMS APMX OAL NOF@ FHA® CHW &} (mm/t)
EC-H10 10-20 10CF-H72 92 10.00 10.00 20.00 72.00 10 35.0 3.0 ° 0.03-0.10
EC-H12 12-24 12CF-H83 92 12.00 12.00 20.00 72.00 12 35.0 3.0 ° 0.04-0.11
EC-H16 16-32 16CF-H92 92 16.00 16.00 20.00 72.00 16 35.0 3.0 ° 0.05-0.13
EC-H20 20-40 20CFH104 92 jgple] 20.00 20.00 72.00 20 35.0 3.0 ° 0.05-0.13
() With Safe-Lock® (by Haimer) pull-out prevention helical grooves
@ Number of flutes
(3 Helix angle
RIGID CLAAEA%OOK SURELOCK(U /.1‘\
ECK-H4M-CFR o @ @
-nA- A I g / T kY
Endmills with Different Helix, Dﬁ m /r‘ DCONMS i Wl o3
Chamfered Edges and Variable Pitch - —t . : ®7 @
for Chatter Dampening on Titanium Mﬁ Apwx —=l S frn RS
OAL
. . Recommended
Pl Machining Data
o
O S f;
Designation DC DCONMS APMX OAL NOF2 RE FHA® RPMX o (mm/t)
ECK-H4 10-20 10CFR.5-72C [RleXoe} 10.00 20.00 72.00 4 0.50 36.0 5.0 Y o 0.03-0.07
ECK-H4 10-20 10CFRO0.5-72 [gleXoe} 10.00 20.00 72.00 4 0.50 36.0 5.0 N [ 0.03-0.07
ECK-H4 12-24 12CFRO0.6-83 Pie] 12.00 24.00 83.00 4 0.60 36.0 5.0 N ° 0.04-0.08
ECK-H4 16-32 16CFR.8-92C X 16.00 32.00 92.00 4 0.80 36.0 5.0 Y L] 0.05-0.08
ECK-H4 16-32 16CFR0.8-92 RIXoo} 16.00 32.00 92.00 4 0.80 36.0 5.0 N o 0.05-0.08
ECK-H4 20-40 20CFR1.-104 X 20.00 40.00 104.00 4 1.00 36.0 5.0 N [ 0.05-0.08

) With Safe-Lock® (by Haimer) pull-out prevention helical grooves
(2) Number of flutes
() Helix angle

SAFE-AOCK®

DUSTRY 4.0
MACHININ ELLIGENTLY oy HAIMER




RIGID CLAMPING SURELOCK™"

ECK-H7/9-CFR r
7 and 9 Flute Endmills with Different C m/ DCONMS
Helix and Variable Pitch for Chatter ', = L]
RE /|~ APMX — FHA' ‘
OAL

Dampening on Titanium

SURELOCK
@

jw}

2,49,

Dimensions

o

S

Designation DC DCONMS APMX OAL NOF@ RE FHA® RMPX O
10.00 10.00 22 72.00 7 0.50 35.0 5.0 .
ECK-H7 12-26 12CFR0.6T83 JRPXi) 12.00 26 83.00 7 0.60 35.0 5.0 .
ECK-H9 16-32 16CFR0.8T92 Rl 16.00 32 92.00 9 0.80 35.0 5.0 .
ECK-H9 20-38 20CFR1T104 20.00 20.00 38 104.00 9 1.00 35.0 5.0 .

(1) With Safe-Lock® (by Haimer) pull-out prevention helical grooves
& Number of flutes
(3 Helix angle

SAFE-AOCK®
by HAIMER.

Member IMC Group
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MULTI-#ASTER )

INDEXABLE HEADS

Indexable Solid Carbide Endmill
Long Cutting Edge 1.5XD
Flute Master

No Setup
. Time

Multi-Master Heads
1.5xD Length
8-25 mm Diameters

New Long Flute
Multi-Master Heads
Length Ratio 1.5xD

12-25 mm Diameters

Ease of Use Different Types Roughing Cost Effective
of Materials Semi-Finishing & Insert
Finishing

WO S

/SCAR CHESS LINES




rrywv.v J_ J_ )
MULTI-mMASTER THSZWS SURELOCK "
MM S-A (stepped shanks) T ¥ 1
Stepped Cylindrical Shanks for
Intell?ghanggable Miling Heads BvD 1 e DCONMS
|«— LBX—>
THSZWS DCONMS _ BD LB LBX OAL Shankm® Coolant RPM mad®
L065/24- 08TO05C (1) TO5 8.00 7.60 24.00 25.6  65.00 C N 60000
MM S-A-L075/30- 10TO6C (1 T06 10.00 9.60 30.00 317 75.00 © N 53940
MM S-A-L085/36- 12T08C (1) TO8 12.00 11.60 36.00 37.7 85.00 C N 60000
MM S-A-L100/48- 16T10C (1) T10 16.00 15.30 48.00 50.3 100.00 C N 38040
MM S-A-L110/50- 20T12C (1) T12 20.00 18.30 50.00 53.3 110.00 ¢} N 60000
MM S-A-L125/63- 25T15C (1 T15 25.00 24.00 63.00 658 125.00 © N 41700
MM S-A-L135/64- 32T21C (1) T21 32.00 30.00 64.00 67.5 135.00 C N 12690
* Do not apply lubricant to the threaded connection.
) With Safe-Lock® (by Haimer) pull-out prevention helical grooves
(2 S-steel, C-carbide, W-tungsten
@) The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.
TI-miAS T Eirn
INDEXABLE SOLID CARBIDE LINE SUREI K(‘)
MM S-B (85° conical shanks) THSZWS YBHTA ==
85° Conical Shanks for oo MmN r/ L _DCONMS
Interchangeable Milling Heads |1
— i |
OAL
THSZWS DCONMS BD BHTA Shank@ LB OAL Shankm. LBX RPM max®
MM S-B-L085/32- 16TO05 (1) T05 16.00 7.60 5.0 ¢ 270  85.00 S 32.00 41280
MM S-B-L095/40- 20T06 (1 TO6 20.00 9.60 5.0 C 34.0 95.00 S 40.00 41280
MM S-B-L100/48- 20T08 (1) TO8 20.00 11.60 5.0 C 48.0 100.00 S - 25590
MM S-B-L120/55- 25T10 (1) T10 25.00 15.30 5.0 C 55.4  120.00 S - 29490
MM S-B-L150/78- 32T12 (1) T12 32.00 18.30 5.0 C 78.3 150.00 S - 34890
40T15 (1) T15 40.00 23.90 5.0 C 92.0 180.00 S - 14160
MM S-B-L150/57- 40T21 (1 T21 40.00 30.00 5.0 C 57.0  150.00 S - 21840
¢ Shank material (Shank m.): S-steel, W-tungsten.
* Do not apply lubricant to the threaded connection.
() With Safe-Lock® (by Haimer) pull-out prevention helical grooves
@) The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.
MULTI-miASTER
INDEXABLE SOLID CARBIDE LINE
MM S-A (straight shanks) SURELOCK"
Shgnks for Interchangeable v { 1
Miling Heads BD W ffffffffffffffffff ﬁ DCONMS
¥ THszws / - OAULF J | '
THSZWS DCONMS BD OAL Shank m.4 RPM maxi®)
MM S-A-LO70- 20TO05 (1 TO5 20.00 7.60 70.00 S 999
MM S-A-L080- 25T06 (1 TOB 25.00 9.60 80.00 S 999
MM S-A-LO80- 25T08 (1) TO8 25.00 11.60 80.00 S 999
MM S-A-L080- 32710 (1 T10 32.00 15.30 80.00 S 999
MM S-A-L080- 32T12 (1 T12 32.00 18.30 80.00 S 999
MM S-A-L100- 40T15 (1 T15 40.00 23.90 100.00 S 999
MM S-A-L100- 40T21 (1 T21 40.00 30.00 100.00 S 999

* Do not apply lubricant to the threaded connection.

() With Safe-Lock® (by Haimer) pull-out prevention helical grooves

) "B" suffix - cylindrical shank which may be shortened.

@ S-steel

5) The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.

Member IMC Group
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A ]| ||



MULTI-mASTER % @

INDEXABLE SOLID CARBIDE LINE
l

MM EC-CF-27/9-1.5xD
Interchangeable 7, 9 Flute Solid
Carbide Endmill Heads 30° and 45°
Helix with 1.5xD Flute Lengths

Dimensions G:zﬂmmgngaii

©

=3 fz
Designation DC NOFt®" APMX RE THSZMS DCONMS LF FHA RMPX@| O (mm/t)
MM ECO80H12RO5CF-7TO05 o) 7 12.00 0.50 TO5 7.70 18.00 36.0 3.0 . 0.03-0.10
MM EC100H15R05CF-7TO06 jlefes] 7 15.00 0.50 TO6 9.60 22.00 36.0 3.0 o 0.04-0.10
MM EC120H18RO5CF-7TO08 il 7 18.00 0.50 TO8 11.70 27.00 36.0 3.0 (] 0.04-0.10
MM EC160H24R0O8CF-9T10 K] 9 24.00 0.80 T10 15.30 33.50 36.0 1.0 [ 0.05-0.10
MM EC200H30R10CF-9T12 o] 9 30.00 1.00 T12 18.45 41.00 36.0 1.0 o 0.05-0.10
MM EC250H37R10CF-9T15 X 9 37.00 1.00 T15 23.90 52.50 36.0 1.0 o 0.05-0.10

¢ Do not apply lubricant to the threaded connection. () Number of flutes ) Ramping angle maximum

TI-miAS T Emn

INDEXABLE SOLID CARBIDE LINE

MM EC-CF-Z4-1.5xD
Interchangeable Solid Carbide Endmill
Heads with 1.5xD Flute Lengths for
Chatter Free Roughing and Finishing

nl. 2Oy
| NSNS

Dimensions I\F}Igf:?]mmgngaeti
©
=1 fz
Designation DC NOF™M  APMX RE THSZMS DCONMS LF FHA &) (mm/t)
MM ECO80H12RO5CF-4TO05 J:X0] 4 12.00 0.50 TO5 7.70 18.00 46.5 L] 0.03-0.09
MM EC100H15R05CF-4T06 aleXel] 4 15.00 0.50 TO6 9.60 22.00 46.5 . 0.03-0.10
MM EC120H18RO5CF-4T08 P} 4 18.00 0.50 TO8 11.70 27.00 46.5 . 0.04-0.11
MM EC160H24RO5CF-4T10 al:Xe] 4 24.00 0.50 T10 15.30 33.50 46.5 L] 0.05-0.13
MM EC200H30RO5CF-4T12 JrleXe] 4 30.00 0.50 T12 18.45 41.00 46.5 . 0.05-0.17
MM EC250H37RO5CF-4T15 i) 4 37.00 0.50 T15 23.90 52.50 46.5 [ 0.06-0.17
¢ Do not apply lubricant to the threaded connection. ™ Number of flutes
rrywv. v J/ _J_ )
MULTEMASTER o X ] sz
MM ERS-1.5xD Q) 2 @

Interchangeable Solid Carbide Rough
Milling Heads with 1.5xD Flute Lengths
for High Metal Removal Rates

@
DCONMS ol A3
l Y e

Dimensions Gzzﬂmmgng:g

©

=4 fz
Designation DC NOF®m APMX CHW THSZMS DCONMS LF FHA RMPX®@| O (mm/t)
MM ERS080B12-4T05 j:Xel0] 4 12.00 0.25 TO5 7.70 18.00 46.0 90.0 L] 0.03-0.08
MM ERS100B15-4T06 gmleXe0] 4 15.00 0.30 TO6 9.60 22.00 46.0 90.0 (] 0.03-0.09
MM ERS120B18-4T08 PN 4 18.00 0.35 TO8 11.70 27.00 46.0 90.0 . 0.04-0.10
MM ERS160B24-5T10 galXe0] 5 24.00 0.40 T10 15.30 33.50 40.0 7.0 (] 0.04-0.10
MM ERS200B30-6T12 rieXe] 6 30.00 0.40 T12 18.45 41.00 47.0 3.0 . 0.05-0.11
MM ERS250B37-6T15 piXed] 6 37.00 0.50 T15 23.90 5250 47.0 3.0 (] 0.05-0.11

¢ Do not apply lubricant to the threaded connection. ™ Number of flutes @ Ramping angle maximum

MACHINING SO TELTIGENTY
D




R EEEEEEEEEEE———————————
MULTI-wmiASTER

INDEXABLE HEADS

Interchangeable Solid Carbide
Face Milling Heads

. No Setup
_Time .

| rywv.y / J
MULTI-mAaSTER
INDEXABLE SOLID CARBIDE LINE
MM FM THSZMS @ %

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

Dimensions aggzmmgng;i
/ © 2
Designation DC LF APMX NOFM RE THSZMS S (mm/t)
MM FM120-36R0.2-06 12.00 4.40 3.60 6 0.20 TO5 T-20/3* o 0.04-0.10
MM FM160-48R0.4-06T06 16.00 5.60 4.80 6 0.40 TO6 T-20/3* [ 0.05-0.10
MM FM200-60R0.4-06T08 20.00 6.80 6.00 6 0.40 TO8 T-40/3 L* o 0.05-0.10
MM FM250-75R0.4-06T10 25.00 8.40 7.50 6 0.40 T10 T-40/3 L* [ 0.05-0.10

() Number of flutes  * Optional, should be ordered separately

Member IMC Group
o=
A ]| ||
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T-FACE i

FACEMILL

Indexable Solid Carbide
Dia 32-50 mm
Face Milling Master

No Setup
i Time .

lﬁquel\[ Shaped for
Easy Head Clamping

Small Diameter
Exchangeable Solid Carbide
Heads for Face Milling

Multiple Cutting Edges
Face Milling Heads

High Shorter Overhang Precision Cost Effective
Productivity ~ Provides Stability Insert

WO A

/SCAR CHESS LINES



T-!égLL RE D1
SD FM Q %
Interchangeable Solid Carbide oo i
Face Miling Heads oy
APMX
OAL |
: : Recommended
e Machining Data
©
& fz
Designation DC APMX NOF) RE D1 DCONMS OAL O (mm/t)
SD FM D32-8-R0.4-SP15 31.25 8.00 8 0.40 8.40 15.00 8.00 o 0.04-0.15
SD FM D40-10-R0.4SP17 39.25 10.00 10 0.40 9.80 17.00 10.00 o 0.04-0.15
SD FM D50-12-R0.4SP19 49.25 12.00 12 0.40 9.80 19.00 14.00 o 0.04-0.15
) Number of flutes
F-FACE
SD FM-S-A-SP L= ol
Stepped Cylindrical Shanks j
for Interchangeable Solid ' [1 BEnTE
Carbide Face Miling Heads DCONWS THSZWS / O
DCONMS DCONWS THSZWS LB LF OAL Shank® WT®@
SD FM-S-A-L100-C25-SP15 25.00 15.00 M5x0.5 10.10 100.00 104.90 ¢} 0.37
SD FM-S-A-L120-W25-SP15 25.00 15.00 M5x0.5 10.10 120.00 124.90 W 0.44
SD FM-S-A-L125-W32-SP17 32.00 17.00 M6x0.5 12.50 125.00 131.00 W 0.75
SD FM-S-A-L140-C32 SP17 32.00 17.00 M6x0.5 12.50 140.00 146.00 (0] 0.85
SD FM-S-A-L140-C32-SP19 32.00 19.00 M6x0.5 10.00 140.00 148.50 C 1.41
SD FM-S-A-L130-W40-SP19 40.00 19.00 M6x0.5 14.00 130.00 138.50 W 1.21

* Apply lubricant to the clamping screw
() C-Cylindrical, W-Weldon
(@ |tem weight

Spare Parts
Designation

SD FM-S-A-L100-C25-SP15
SD FM-S-A-L120-W25-SP15

SD FM-S-A-L125-W32-SP17
SD FM-S-A-L140-C32 SP17
SD FM-S-A-L140-C32-SP19
SD FM-S-A-L130-W40-SP19

&

/

g

SR M5X0.5-SP15-1P20-HG
SR M5X0.5-SP15-1P20-HG
SR M6X0.5-SP17-IP20-HG
SR M6X0.5-SP17-1P20-HG
SR M6X0.5-SP17-IP20-HG
SR M6X0.5-SP17-IP20-HG

BLD IP20/S7
BLD IP20/S7
BLD IP20/S7
BLD IP20/S7
BLD IP20/S7
BLD IP20/S7

SW6-T-SH
SW6-T-SH
SW6-T-SH
SW6-T-SH
SW6-T-SH
SW6-T-SH

Member IMC Group

A= lhe"



SLIMSLIT

NARROW SLITTING

Narrowest Indexable Cutter
0.8-1.2 mm Inserts Width

Slitting Master

Narrowest Indexable
Slitting Cutter
in the Market

Narrowest Insert Width of

Narrow Insert

High Pressure  New Generation  Cost Effective
Coolant Insert

WO A

/SCAR CHESS LINES




SLIMSLIT e 3
SGST " & @
Thin Slitting Cutters Carrying e > oG = |
SELF-GRIP Inserts @2
DCONMS CDX
¥
Designation DC Cw CICT™ wB DCONMS CDX RPMX(2) Insert /
SGST 32-8-0.8-4Z 32.00 0.80 4 0.69 8.00 8.00 2490 GFT 0.8 ESG-SLM*
SGST 32-8-1.0-4Z 32.00 1.00 4 0.90 8.00 8.00 2490 GFT 1.0 ESG-SLM*
SGST 32-8-1.2-4Z 32.00 1.20 4 1.06 8.00 8.00 2490 GFT1.2 ESG-SLM*
SGST 40-10-0.8-6Z 40.00 0.80 6 0.69 10.00 12.00 1990 GFT 0.8 ESG-SLM*
SGST 40-10-1.0-6Z 40.00 1.00 6 0.90 10.00 12.00 1990 GFT 1.0 ESG-SLM*
SGST 40-10-1.2-6Z 40.00 1.20 6 1.06 10.00 12.00 1990 GFT1.2 ESG-SLM*
SGST 50-13-0.8-92 50.00 0.80 9 0.69 13.00 12.50 1590 GFT 0.8 ESG-SLM*
SGST 50-13-1.0-9Z 50.00 1.00 9 0.90 13.00 12.50 1590 GFT 1.0 ESG-SLM*
SGST 50-13-1.2-9Z 50.00 1.20 9 1.06 13.00 12.50 1590 GFT1.2 ESG-SLM*
SGST 63-16-1.0-12Z 63.00 1.00 12 0.90 16.00 19.00 1260 GFT 1.0 ESG-SLM*
SGST 63-16-1.2-122 63.00 1.20 12 1.06 16.00 19.00 1260 GFT 1.2 ESG-SLM*
) Number of inserts
2 Maximum RPM
* Optional, should be ordered separately
SLIMSLIT
SW-C-D-JHP T
Shanks for SGST Slim Slot & i s S = L DCONMS
Miling Disk Cutters T ==
l«— LB 4,‘
| OAL 0@6
eorm 1 am mwwm S
SW 16C-D32-JHP 16.00 15.00 25.00 104.00 13.0 SCREW CLAMP-D32-JHP MM KEY 13X8
SW 20C-D40-JHP 20.00 16.00 25.00 104.00 13.0 SCREW CLAMP-D40-JHP MM KEY 13X8
SW 25C-D50-JHP 25.00 - - 115.00 20.0 SCREW CLAMP-D50-JHP MM KEY 20
SW 25C-D63-JHP 25.00 = = 115.00 20.0 SCREW CLAMP-D63-JHP MM KEY 20
) Key flat size
SGST Disk Cutter
Washer

Clamping Screw

o

SW-C-D-JHP Shank

||

|

SLIMGRIP

NARROW INSERTS

GFT-J

Thin Parting, Grooving & Slitting
Single-Ended Inserts for Soft Materials

Dimensions Tough «<— Hard mzﬁmsngfti

N ]

2 2 f groove
Designation Ccw RE o Q (mm/rev)
GFT 0.8J-0.1 0.80 0.10 ° ° 0.03-0.08
GFT 1.0J-0.1 1.00 0.10 o [ 0.03-0.10
GFT 1.2J-0.14 1.20 0.14 . ° 0.03-0.10
GFT 1.6J-0.16 1.60 0.16 o [ 0.03-0.12

Member IMC Group

A= lhe"



T-GEAR

GEAR MILLING

Indexable Solid Carbide
Gear Master

Ui uély Shaped for
'Easy Head Clamping

Heads for Machining
Involute Gear Profiles

Precise Strong Mechanism High Cost Effective
Indexable  of Torque Transfer to Productivity Insert

LA e

ISCAR CHESS LINES




T-GEAR

GEAR MILLING

D1

SD-M-N-SP

Interchangeable Solid Carbide Heads
for Involute Gear Profile Milling
According to DIN 3972 Basic Profile ||

Dimensions

©

T S

Designation Module range( DC PDX Ccw CDX CEDC®@ DCONMS D1 OAL O
SD D32-M1.00-NO1-SP15 1.00 12-13 32.00 2.2 4.40 2.50 8 15.00 8.40 7.70 o
SD D32-M1.00-NO2-SP15 1.00 14-16 32.00 2.2 4.40 2.50 8 15.00 8.40 7.70 o
SD D32-M1.25-NO3-SP15 1.25 17-20 32.00 2.2 4.40 3.00 8 15.00 8.40 7.70 o
SD D32-M1.25-N04-SP15 1.25 21-25 32.00 2.2 4.40 3.00 8 15.00 8.40 7.70 o
SD D32-M1.50-NO5-SP15 1.50 26-34 32.00 2.2 4.40 3.50 8 15.00 8.40 7.70 [
SD D32-M1.50-NO6-SP15 1.50 35-54 32.00 2.2 4.40 3.50 8 15.00 8.40 7.70 o
SD D32-M1.75-NO7-SP15 1.75 55-134 32.00 2.7 5.40 4.25 8 15.00 8.40 7.70 o
SD D32-M1.75-NO8-SP15 1.75 >134 32.00 2.7 5.40 4.25 8 15.00 8.40 7.70 o
SD D32-M2.00-NO4-SP15 ] 21-25 32.00 3.2 6.40 4.50 8 156.00 8.40 7.70 [
SD D32-M2.00-NO5-SP15 i) 26-34 32.00 3.2 6.40 4.50 8 15.00 8.40 7.70 [

 Tightening torque 4 Nxm
() Gear teeth range
@ Number of cutting edges

Member IMC Group
W= El
A ]| ||



MODUGEAR

INDEXABLE GEAR MILLING

Indexable Gear Milling
Profiling Master

Precise Involute Profile
Insert for Gear Machining

High Cost Effective
Productivity Insert

LA oL

ISCAR CHESS LINES

Tangential ~ High Pressure
Insert Coolant




AR

INDEXABLE GEAR MILLING

LNET 18-M

Indexable Inserts for Involute
Gear Profile Milling According
to DIN 3972 Basic Profile ||

=
)
o Lo

~— INSL ——

Designation Module T range(

Dimensions

1C908

CwW CDX INSL S

ET 18-M1.50-NO3-C-C 1.50 17-20

6.00 4.50 18.00 8.50

® Other gear profiles within module 1.0-1.75 mm range can be provided on request
() Gear teeth range

MODUGEAR

INDEXABLE GEAR MILLING

ETS Gear Mill

Tools for Milling Gear Profile Carrying
Tangentially Clamped Inserts

DC PDX CDX

CW CICT™ H5 DCONMS OAL

"ETS D63-M1-1.75-W25-C I I IY-)

6.00 10 12.00 25.00 120.00

o Other cutter diameters with alternative connection options (shank or arbor-type) can be provided on request

() Number of inserts

Spare Parts

&

7

| ETS Gear Mill | SR 14-500-L11.5

T-15/51-BE

Member IMC Group




MINSLIT

SMALL DIA SLIT

Mini Slitting with Threaded
Connection 16-22 mm Dia
Mini Master

nnections
EXFIT

.......

Small Diameter Slitting Cutter
with Unique Small
2 Cutting Edged Insert

Ease of Use High Pressure
Coolant Effective

WO S

/SCAR CHESS LINES

Small Insert with
2 Cutting Edges




LIT
Ltk el @ @
%l

DC cwW CDX DCONMS _ THSZMS LF OAL DRVS™
DGSM 16-2-M06-3Z-JHP 16.00 2.00 2.20 9.80 MO06 12.00 29.50 8.0
DGSM 16-3-M06-3Z-JHP 16.00 3.00 2.20 9.80 MO6 12.00 29.50 8.0
DGSM 18-2-M06-3Z-JHP 18.00 2.00 3.20 9.80 MO06 12.00 29.50 8.0
DGSM 18-3-M06-3Z-JHP 18.00 3.00 3.20 9.80 MO06 12.00 29.50 8.0
DGSM 22-2-M08-3Z-JHP 22.00 2.00 4.80 13.00 M08 12.00 29.50 9.6
DGSM 22-3-M08-3Z-JHP 22.00 3.00 4.80 13.00 M08 12.00 29.50 9.6

* For inserts: DGM-V

() Key flat size

DGSM-M-JHP

Grooving and Slitting Small
Diameter Cutters with FLEXFIT
Threaded Adaptation

LIT

SMALL DIA SLIT

DGSM-MM-JHP

Grooving and Slitting Small
Diameter Cutters with MULTI-
MASTER Threaded Adaptation

@
Y|

DC cwW CDX  DCONMS THSZMS LF OAL DRVS
DGSM 16-2-M06-3Z-JHP 16.00 2.00 2.20 9.60 TO6 9.15 15.80 8.0
DGSM 16-3-MMTO06-3Z-JHP 16.00 3.00 2.20 9.60 TO6 9.15 15.80 8.0
DGSM 18-2-MMTO06-3Z-JHP 18.00 2.00 3.20 9.60 TO6 9.15 15.80 8.0
DGSM 18-3-MMT06-3Z-JHP [REL 3.00 3.20 9.60 T06 9.15 15.80 8.0
DGSM 22-2-MMTO08-4Z-JHP 22.00 2.00 4.80 11.50 TO8 9.15 21.80 10.0
DGSM 22-3-MMT08-4Z-JHP [P 3.00 4.80 11.50 T08 9.15 21.80 10.0

e For inserts: DGM-V

) Key flat size

LIT

ML’% SLIT rilNSLﬂ g
DGM-V % @
Small Double-Sided Inserts with i

Ridged Positive Chipformer
for Slitting and Grooving of
Wide Range of Materials

. g Recommended
PITERE TS Machining Data
©
(=)
S f groove
Designation CW RE INSL o (mm/t)
DGM 2002V 2.00 0.20 6.20 [ 0.03-0.10
DGM 3002V 3.00 0.20 6.20 o 0.04-0.15

Member IMC Group

A= lhe"



SELFGrir R
- [Tow
SGSF/A-M-JHP ] ! @ @
Grooving and Slitting Small LAV Tl= opx T = |
Diameter Cutters with FLEXFIT odonms | Y oe 9& ’fﬁ
Threaded Adaptation
DRVS
DC cwW CDX DCONMS THSZMS LF OAL DRVS" Insert
SGSF 32-2-M08-3Z-JHP 32.00 2.00 7.80 13.00 M08 12.00 29.50 9.6 GSFN 2...
SGSA 32-3-M08-4Z-JHP 32.00 3.00 7.80 13.00 M08 12.00 29.50 9.6 GSAN 3...
SGSF 40-2-M10-4Z-JHP 40.00 2.00 11.80 18.00 M10 12.00 29.50 15.0 GSFN 2...
SGSA 40-3-M10-6Z-JHP 40.00 3.00 11.80 18.00 M10 12.00 29.50 15.0 GSAN 3...

1) Key flat size

SELF-<Grir

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

<

%

F

DC cwW CDX DCONMS THSZMS LF OAL  DRVS™  Insert
SGSF 32-2-MMTO08-3Z-JHP 32.00 2.00 9.00 11.70 TO8 10.60 18.10 10.0 GSFN 2...
SGSA 32-3-MMTO08-4Z-JHP 32.00 3.00 9.00 11.70 TO8 11.40 18.90 10.0 GSAN 3...
SGSF 40-2-MMT10-4Z-JHP 40.00 2.00 11.30 156.30 T10 10.60 21.90 13.0 GSFN 2...
SGSA 40-3-MMT10-6Z-JHP 40.00 3.00 11.30 15.30 T10 11.40 22.70 13.0 GSAN 3...

) Key flat size

For inserts: GSFN

TANGSLIT — on

LF ow
TGSF-M-JHP - @ @

Grooving and Slitting Small
Diameter Cutters with FLEXFIT

THSZMS

DCONMS

%

'y

Threaded Adaptation

DC CcW CDX DCONMS  THSZMS LF OAL DRVSH)
TGSF 50-2-M12 5Z-JHP 50.00 2.00 14.30 21.00 M12 12.00 34.00 17.0
TGSF 50-3-M12 4Z-JHP 50.00 3.00 14.30 21.00 M12 12.00 34.00 17.0

) Key flat size

For inserts: TAG N-A e TAG N-C/W/M e TAG N-J/JT e TAG N-MF

TANGSLIT

TGSF-MM-JHP @ @

Grooving and Slitting Small Diameter |

Cutters with MULTI-MASTER g& r

Threaded Adaptation

DC CW CDX DCONMS  THSZMS LF OAL DRVSH)
TGSF 50-2-MM 5Z JHP 50.00 2.00 15.30 19.00 T12 11.50 24.00 16.0
TGSF 50-3-MM 5Z JHP 50.00 3.00 15.30 19.00 T12 11.50 24.00 16.0

) Key flat size
For inserts: TAG N-A e TAG N-C/W/M e TAG N-J/JT e TAG N-MF

BT MACHINING O TELLIGENTLY
D
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For All New Generation Cost Effective

Materials

High Productivity

MACHINING\NMELLIGENTIY



R EEEEEE——————————————.
X-STREAM il

JET TOOLHOLDING

Jet Coolant
Chuck Master

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

High Pressure Innovative Effective Chip Cost Effective
Coolant Evacuation  Prolonged Tool Life

O JroLD

/SCAR CHESS LINES



X-STREAM T e
JET TOOLHOLDING JR!\(/Ia? - =|“E S =21
HSK A-SRKIN-CX =20 — 1 v :
Thermal Shrink Chucks with HSK bconms g a [ BTED BD 25

DING9893 Form A Tapered Shank u 5 4.5°] | DOONWS | e @ ,r

and Coolant Jet Channels along U<1.0 gmm

the Shank Bore m@'ﬁ:‘

l«——— LPR——

DCONMS DCONWS BTED BD LPR LBX LB ADJRGA LSCWS THID Key" WT®

63.00 6.00 21.00 27.00 80.00 54.00 38.10  9.50 34.0 M5 250 0.83
HSK A63 SRKIN6X120 CX 63.00 6.00 21.00 27.00 120.00 94.00 38.10  9.50 34.0 M5 250 1.00
HSK A63 SRKIN8X80 CX 63.00 8.00 21.00 27.00 80.00 54.00 38.10  9.50 34.0 M6 3.00 0.85
HSK A63 SRKIN8X120 CX 63.00 8.00 21.00 27.00 120.00 94.00 38.10  9.50 34.0 M6 3.00 1.05
HSK A63 SRKIN10X85 CX 63.00 10.00  24.00 32.00 85.00 59.00 50.80  9.30 39.8 M8 4.00 0.87
HSK A63 SRKIN10X120 CX 63.00 10.00  24.00 32.00 120.00 94.00 50.80  9.30 39.8 M8  4.00 1.07
HSK A63 SRKIN12X90 CX 63.00 1200  24.00 32.00 90.00 64.00 50.80  9.30 44.8 M10 5.00 0.90
HSK A63 SRKIN12X120 CX 63.00 12.00  24.00 32.00 120.00 94.00 50.80  9.30 44.8 M10 5.00 1.15
HSK A63 SRKIN14X90 CX 63.00 1400  27.00 34.00 90.00 64.00 4450  9.30 44.8 M10 5.00 1.02
HSK A63 SRKIN16X75 CX 63.00 16.00  27.00 34.00 75.00 49.00 44.50  7.50 46.0 M5 250 0.82
HSK A63 SRKIN16X95 CX 63.00 16.00  27.00 34.00 95.00 69.00 44.50  9.30 47.8 M12 6.00 1.00
HSK A63 SRKIN16X120 CX 63.00 16.00  27.00 34.00 120.00 94.00 44.50  9.30 47.8 M12 6.00 1.20
HSK A63 SRKIN18X95 CX 63.00 18.00  33.00 42.00 95.00 69.00 57.20  9.30 47.8 M12 6.00 1.20
HSK A63 SRKIN20X75 CX 63.00 20.00  33.00 41.00 75.00 49.00 - 5.50 46.0 M5 250 0.92
HSK A63 SRKIN20X100 CX 63.00 20.00  33.00 42.00 100.00 74.00 57.20  8.50 49.0 M16 8.00 1.18
HSK A63 SRKIN20X120 CX 63.00 20.00  33.00 42.00 120.00 94.00 57.20  8.50 49.0 M16 8.00 1.38
HSK A63 SRKIN25X85 CX 63.00 25.00  44.00 52.20 85.00 59.00 5210  9.50 56.0 M5 250 1.26
HSK A63 SRKIN32X85 CX 63.00 32.00  44.00 52.20 85.00 59.00 5210  9.50 56.0 M5 250 1.11
HSK A100 SRKIN6X85 CX 100.00 6.00 21.00 27.00 85.00 56.00 38.10  9.50 34.0 M5 250 221
HSK A100 SRKIN8X85 CX 100.00 8.00 21.00 27.00 85.00 56.00 38.10  9.50 34.0 M6 3.00 221
HSK A100 SRKIN10X90 CX [ERLLKN) 10.00  24.00 32.00 90.00 61.00 50.80  9.30 39.8 M8  4.00 229
HSK A100 SRKIN12X95 CX [ERLIN 12.00  24.00 32.00 95.00 66.00 50.80  9.30 44.8 M10 5.00 2.30
HSK A100 SRKIN14X95 CX RGN 1400  27.00 34.00 95.00 66.00 4450  9.30 44.8 M10 5.00 2.36
HSK A100 SRKIN16X100 CX RN 16.00  27.00 34.00 100.00 71.00 44.50  9.30 47.8 M12 6.00 2.37
HSK A100 SRKIN18X100 CX ERTX] 18.00  33.00 42.00 100.00 71.00 57.20  9.30 47.8 M12 6.00 253
HSK A100 SRKIN20X105 CX RN 20.00  33.00 42.00 105.00 76.00 57.20  8.50 49.0 M16 8.00 257
HSK A100 SRKIN25X115 CX ERLGKN) 25.00  44.00 53.00 115.00 86.00 57.20  9.50 56.0 M16 8.00 3.07
HSK A100 SRKIN32X120 CX RN 32.00  44.00 53.00 120.00 91.00 57.20  8.50 59.0 M16 8.00 2.98

* A cooling tube must be used with all coolant through HSK spindles (should be ordered separately)

* Use only inductive heating device for SRKIN holders

() Adjustment screw hexagon key size

@ Item weight

X-STREAM r=LSCW E e | 1L,

JET TOOLHOLDING =~ ADJRGA. =HHE - S —

DIN69871-SRKIN-CX R 5 &

Thermal Shrink Chucks with DIN69871 I R, e A% BTED BD s

Form AD Tapered Shank and Coolant “\ THID BN DoOWS ¥ o e @ ,r

Jet Channels along the Shank Bore | 1B~ Uct.0gmm

CRKS ss L LBX —f
LPR —

SS DCONWS BTED BD LPR LBX LB LSCWS ADJRGA THID Key™ CRKS WT@
DIN69871 40 SRKIN 6X80 CX [EN] 6.00 21.00 27.00 80.00 60.90 38.00 34.0 9.50 M5 250 Mi6 0.9
DIN69871 40 SRKIN 8X80 CX [N 8.00 21.00 27.00 80.00 60.90 38.00  34.0 9.50 M6 3.00 M16 1.00
DIN69871 40 SRKIN 10X80CX [Eh) 10.00 24.00 32.00 80.00 60.90 51.00 39.8 9.30 M8 4.00 M16 1.05
DIN69871 40 SRKIN 12X80CX [Eh) 12.00 24.00 32.00 80.00 60.90 51.00 44.8 9.30 M10 5.00 M16 1.05
DIN69871 40 SRKIN 14X80CX [N 14.00 27.00 34.00 80.00 60.90 45.00 44.8 9.30 M10 500 Mi6 1.15
DIN69871 40 SRKIN 16X80CX [Eh) 16.00 27.00 34.00 80.00 60.90 45.00 47.8 9.30 M12 6.00 Mi6 1.07
DIN69871 40 SRKIN 18X80CX [N 18.00 33.00 42.00 80.00 60.90 57.00 47.8 9.30 M12 6.00 Mi6 1.21
DIN69871 40 SRKIN 20X80CX [Eh] 20.00 33,00 42.00 80.00 60.90 57.00  49.0 8.50 M16 800 M16 1.16
DIN69871 40 SRKIN25X100CX [N 25.00 44.00 53.00 100.00 80.90 57.00  55.0 8.50 M16 800 Mi6 1.71

40 32.00 44.00 53.00 100.00 80.90 57.00  59.0 850  M16 800 M16 1.60
DIN69871 50 SRKIN 6X80 CX [ 6.00 21.00 27.00 80.00 61.00 38.00 34.0 9.50 M5 250 M24 272
DIN69871 50 SRKIN 8X80 CX [l 8.00 21.00 27.00 80.00 60.90 38.00  34.0 9.50 M6 3.00 M24 2.71
DIN69871 50 SRKIN 10X80CX [ 10.00 24.00 32.00 80.00 60.90 51.00 39.8 9.30 M8 4.00 M24 281
DIN69871 50 SRKIN 12X80CX [l 12.00 24,00 32.00 80.00 60.90 51.00 44.8 9.30 M10 5.00 M24 279
DIN69871 50 SRKIN 14X80CX [l 14.00 27.00 34.00 80.00 60.90 45.00 44.8 9.30 M10 5.00 M24 284

50 16.00 27.00 34.00 80.00 60.90 45.00  47.8 9.30  M12 6.00 M24 276
DIN69871 50 SRKIN 18X80CX [ 18.00 33.00 42.00 80.00 60.90 57.00 47.8 9.30 M12 6.00 M24 2.90
DIN69871 50 SRKIN 20X80CX [l 20.00 33.00 42.00 80.00 60.90 57.00  49.0 8.50 M16 8.00 M24 292
DIN69871 50 SRKIN25X100CX [0 25.00 44.00 53.00 100.00 80.90 57.00  55.0 8.50 M16 800 M24 351
DIN69871 50 SRKIN32X100CX [ 32.00 44.00 53.00 100.00 80.90 57.00  59.0 8.50 M16 8.00 M24 3.36

* Use only inductive heating device for SRKIN holders
() Hex key size for the rear stopper screw

@ Item weight

Member IMC Group
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X-STREAM i< LSCWS —»= Al/]0.005[Af A 150-52 HRc N
JET TOOLHOLDING M6 ADJRGA = §
BT-SRKIN-CX - =H|<1H ¥ &=
Thermal Shrink Chucks with BT MAS-403 T = o BTD Bz
Form AD Tapered Shank and Coolant Jet |\ LM BEeNiS ™% r T 40-25 GuoRP @
Channels along the Shank Bore T « B Ust dgmm

ORKS ss JIHD gy .|

LPR

SS DCONWS BTED BD LPR LBX LB LSCWS ADJRGA THID Key CRKS WT®
SR LLO N COR . @ 40 600  21.00 27.00 90.00 63.00 38.00 34.0 9.50 M5 250 Mi6 1.13
AT EL @ 40 800 21.00 27.00 90.00 63.00 38.00 34.0 9.50 M6 3.00 Mi6 1.07
CRPTE TR CIONS@N 40 1000 2400 32.00 90.00 63.00 50.80 39.8 9.30 M8 400 Mi6 1.23
40 1200 24.00 3200 90.00 63.00 50.80 44.8 9.30 M10 5.00 Mi6 1.13
PTG TRV CINO @ 40 1400  27.00 34.00 90.00 63.00 4450 44.8 9.30 M10 500 Mi16 1.26
SOl C ¢ 40 1600 27.00 34.00 90.00 63.00 44.50 47.8 9.30 Mi2 600 Mi6 1.23
PTG R CINO @ 40 1800  33.00 4200 90.00 63.00 57.00 47.8 9.30 M12 6.00 Mi16 1.40
SACTOS T PI) ClOlo &8 40 2000 33.00 42.00 90.00 63.00 57.00 49.0 8.50 M16 800 Mi6 1.30
PO TP CRLNYd 40 2500 4400 53.00 110.00 83.00 57.00 55.0 8.50 M16 800 Mi16 1.84
50 6.00  21.00 26.00 100.00 62.00 32.00 34.0 9.50 M5 250 M24 3.67
50 8.00  21.00 27.00 100.00 62.00 38.00 34.0 9.50 M6 3.00 M24 3.78
O D EG0 @ 50 10.00 24.00 32.00 100.00 62.00 50.80  39.8 9.30 M8 400 M24 378
EEG T EPY EINYd 50 1200 24.00 32.00 100.00 62.00 50.80 44.8 9.30 M10 500 M24 3.74
U0V E @ 50 14.00  27.00 34.00 100.00 62.00 44.50  44.8 9.30 M10 500 M24 3.80
SOOI RO CEINYE 50 1600  27.00 34.00 100.00 62.00 44.50 47.8 9.30 M12 6.00 M24 3.70
RO €@ 50 18.00  33.00 42.00 100.00 62.00 57.00  47.8 9.30 M12 600 M24 3.92
ORI PO CEINYd 50 2000 33.00 42.00 100.00 62.00 57.00 49.0 8.50 M16 800 M24 377
SLEOSI PGP 50 2500 44.00 53.00 120.00 82.00 57.00  55.0 8.50 M16 800 M24 450
50  32.00  44.00 53.00 120.00 82.00 57.00 59.0 8.50 M16  8.00 M24  4.35

* Use only inductive heating device for SRKIN holders

) [tem weight

X-STREAM — ~ LSS = P

JET TOOLHOLDING - ADJRGA| =|“E S > =
C#-SRKIN-CX s — ? i
Thermal Shrink Chucks with CAMFIX !

DCONMS o) DCONWS BTED BD 'AT3 Tapel]
(ISO 26623-1) Tapered Shank and l E @ i - P P“HE ﬁ
B

Coolant Jet Channels along THID

~—— LBX—|
the Shank Bore =5

>

<

SS DCONWS BTED BD LPR LBX LB LSCWS ADJRGA THID Key WT®

63 6.00 21.00 27.00 80.00 58.00 3810 34.0 9.50 M5 250 0.95
C6 SRKIN 8X80 CX 63 8.00 21.00 27.00 80.00 5800 38.10 34.0 9.50 M6  3.00 0.94
C6 SRKIN 10X80 CX [x! 10.00 2400 32.00 80.00 5800 50.80 39.8 9.30 M8 400  1.07
C6 SRKIN 12X80 CX [:x] 12.00 2400 32.00 80.00 5800 50.80 44.8 9.30 M10 500  1.01
C6 SRKIN 14X85 CX [X! 14.00 27.00 34.00 8500 63.00 4450 44.8 9.30 M10  5.00  1.08
C6 SRKIN 16X85 CX [ 16.00 27.00 34.00 8500 63.00 4450 47.8 9.30 M12  6.00  1.06
C6 SRKIN 18X85 CX [::] 18.00 33.00 42.00 8500 63.00 57.20 47.8 9.30 M12 600 1.21

63 20.00 33.00 42.00 8500 63.00 57.20 49.0 8.50 M16 800  1.16
C6 SRKIN 25X90 CX [Gx! 25.00 44.00 53.00 90.00 6800 57.20 55.0 8.50 M16  8.00  1.50
C6 SRKIN 32x95 cX [ 32.00 44.00 53.00 9500 73.00 57.20 59.0 8.50 M16  8.00  1.46

* Use only inductive heating device for SRKIN holders

() ltem weight
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Turning Grades

SUWO TEC

SO%
BvENSH

SUNIO TEC

SO06
B v s W

SLIMO TEC

SOs
B v EN S

7/

SUMO TEC

&6075
B v s W

SUMO TEC

lyllll

SO TEC

8250
’yllll

6835

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

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

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

A very hard substrate with a cobalt enriched outer layer and
alpha Al,O3 coating. Used for finishing and medium turning
of stainless steel at high cutting speeds. Features long tool
life and excellent repeatability.

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

A tough substrate with a cobalt enriched layer combined
with improved MTCVD TiCN and a thick alpha Al,O; CVD
coating. Recommended for general use machining of steel
in a wide range of conditions, featuring high toughness and
resistance to chipping and plastic deformation.

ST MACHININGTELTIGENTLY
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Turning Grades

SLIMO TEC

- = A very hard substrate with a cobalt enriched layer, improved
[ - i;:w @ MTCVD TiCN and a thick alpha Al,O3 CVD coating.

Features excellent thermal stability, resistance to chipping
’ M ’... and plastic deformation. Recommended for high speed

machining of steel at stable or slightly unstable conditions.

SUMO TEC
- A very tough substrate with a cobalt enriched layer
o combined with an improved MTCVD TiCN and alpha

M Al,O; CVD coating. Provides excellent toughness
’ / .... and chipping resistance on steel for interrupted and

unstable cutting conditions.

SUMO TEC
== o= <= == A hard substrate, MTCVD TiCN and thick Al,O3;

g v ¥ e »e» coated grade with post coating surface treatment.
Mainly used for turning nodular cast iron (may be used
. M .... for other cast iron as well) at medium to high cutting
4 4 4 speeds at stable or slightly unstable conditions.

Can be used when higher wear resistance than that
provided by IC5010 or other grades is required.

SUMO TEC

= = =F A hard substrate, improved MTCVD TiCN and a thick
P W RS alpha Al203 CVD coating. Features excellent thermal

stability and improved toughness.
. I . .. . Recommended mainly for grey cast iron at
4 stable or slightly unstable conditions.
Can also be used successfully on nodular cast iron.

Drilling Grades

SUMO TEC
.: @— Diamond coated grade for drilling CFRP (Carbon Fiber
vy

Reinforced Plastic) and titanium CFRP laminates.
Bl m I’II
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Milling Grades

SUMO TEC
o = S8 A TiAIN PVD coated grade. First choice for milling nodular
&= O T°F cast iron at medium to high cutting speeds.

’ M ’III

SUNMO TEC

O e A tough substrate with a MTCVD and TiCN/Al,O; coating.
e Nk A W Recommended for milling grey cast iron at high cutting

. M .... speeds, providing extended tool life.
v

A tough submicron substrate, TiCN PVD coated and with
SUMO TEC

S a special surface treatment. Designed for machining heat
@ﬁo resistant alloys, hardened steels and cast iron at medium

to high cutting speeds, interrupted cut and unfavorable
. M .... conditions. Excellent notch wear and built-up edge
7/ resistance. High resistance to mechanical and thermal
shock - therefore milling with coolant may be applied.

SUMO TEC . :
= 0 &= #5 A tough substrate with a MTCVD and alpha Al,O; coating.

T ==mpe @ _» @ Recommended for milling steel at high cutting speed,

. M . . . . providing excellent tool life.
v/

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

SE0
e B v B s

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

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

ST MACHININGTELTIGENTLY
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Milling Grades

SU"‘HEC A tough TiCN+TiN thin PVD coated grade with a special
= ™ o “SUMO TEC” surface treatment. Used for milling a wide

— — range of workpiece materials, at low to medium cutting
. M . . . . speeds and for unstable machining conditions.
 / v

S0 TEC
= &7 4 &~ A tough substrate, with a MTCVD and alpha Al203 coating and

o & YLl 4  aspecial surface treatment. Designed for machining austenitic

“eﬂ\‘ . M . . . . stainless steel, titanium and high temperature alloys.

Turning, Milling and Drilling Grades

SLMO TEC

- 0 - A tough submicron substrate, improved TiAIN PVD coated
| & <«

grade for better chip flow. Designed for machining heat

resistant alloys, austenitic stainless steel, hard alloys and
. M .... carbon steel at medium to high cutting speeds, interrupted
axaxi a4 cut and unfavorable conditions.

Excellent notch wear and built-up edge resistance.

SUMO TEC
- 0 An improved TiAIN PVD coated tough grade for better chip
«— flow. Suitable for machining stainless steel, high temperature

M alloys and other alloy steels. Recommended for interrupted
’ / . . ’ . cut and heavy operations.

9 0 8 A tough submicron substrate, TiAIN PVD coated grade.
Designed for machining heat resistant alloys, austenitic
. M ... stainless steel, hard alloys and carbon steel at medium to high

SO/ S/ cutting speeds, interrupted cut and unfavorable conditions.
Excellent notch wear and built-up edge resistance.

SUMO TEC

&= = & & A tough substrate with a MTCVD and alpha Al203 coating.
W’ W ¥ ¥ Recommended for machining martensitic stainless steel at

“ﬁN" ’ M .... high cutting speed providing excellent tool life.

Member IMC Group
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Standard Grade SUMO TEC Grade

The SUMO TEC grades feature a special post-coating treatment which
improves toughness and chipping resistance while reducing friction and

built-up edge. The new process provides higher reliability and improves
tool life substantially.
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ISCAR LTD.

Israel

Headquarters

Tel +972 (0)4 997 0311
Fax+972 (0)4 987 3741
www.iscar.com
headquarter@iscar.co.il

Argentina

ISCAR TOOLS ARGENTINA SA
Tel +54 114 912 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

CIMEX S.A.

Tel: +57 (1) 530-9222
cimex@cimexsa.com

DUROMETAL COLOMBIA
Tel: +57 1 674 03 20
Fax: +57 1 674 04 03
dirventas@duro-metal.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
kj@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

ISCAR India Ltd.

Tel +91 77009 63707
Fax +91 226705 1358
crao@iscar.in

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
www.iscar.co.jp

Latvia

SIA EKL/LS

Tel +371 6 733 11 54
Fax +371 6 780 56 48
eklipstools@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
Wwww.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

Peru

HARTMETALL SAC

Tel: (511) 6612699
otorres@hartmetallgroup.com

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 LLC

Tel/fax +7 495 660 91 25/31
iscar@iscar.ru

www.iscar.ru

Chelyabinsk

ISCAR RUSSIA EAST LLC
Tel/fax +7 351 277 74 32
info@iscar-east.com
www.iscar-east.ru

Serbia

ISCAR TOOLS d.o.0.
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.o.
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 7594
Fax+82 53 760 7500
leeyj@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, amended
or withdrawn without prior notice.”

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

our products.

056/2018

LT
3352903 G



Become an
INDUSTRY 4.0 Master!

R i/__/_'d . '
O ""—

ISCAR’s Easy to Use Digital World of Applications

Web Apps
vtz o [l eoar (Al
Mobile Apps

~ Member IMC Group
A 1] !

www.iscar.com



