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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
Exchangeable Boring Heads

Turning Heads for Different
Geometries of Turning,
Threading and Grooving

Inserts

Boring Shaft
with Internal Materials Anti-Vibration
Coolant Shank
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oPViI VRN

Vi SFERLING

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

WF

Designation

DCONMS DMIN LF

AVC-D16-SCLCR/L-06
AVC-D20-SCLCR/L-09
AVC-D25-SCLCR/L-09
AVC-D32-SCLCR/L-09 22.00
AVC-D40-SCLCR/L-12T 27.00

11.00
13.00
17.00

16.00
20.00
25.00
32.00
40.00

20.00
25.00
32.00
40.00
50.00

20.00
20.00
20.00
32.00
38.00

SR 14-548"
SR 16-236
SR 16-236*
SR 16-236*
SR 16-212"

SR TC-4* TCC 4-2*

* Optional, should be ordered separately

VI VRN

VW HiSFEnLInNG

AVC-SDUCR/L
Interchangeable Boring
Heads Carrying 55° Rhombic
Inserts with 7° Clearance

WF 950/'i

] bconms !

LF—

Designation

WF

DCONMS

DMIN LF

&

AVC-D16-SDUCR/L-07
AVC-D20-SDUCR/L-11

11.00
13.00
17.00
22.00
27.00

AVC-D25-SDUCR/L-11
AVC-D32-SDUCR/L-11T
AVC-D40-SDUCR/L-11T

16.00
20.00
25.00
32.00
40.00

20.00
25.00
32.00
40.00
50.00

20.00
20.00
20.00
32.00
32.00

SR 14-548"
SR 16-236 P*
SR 16-236 P*
SR 16-236 P*
SR 16-236 P

T-7/5*
T-15/5*
T-15/5*
T-15/5*
T-15/5*

SR TC-3P*
SR TC-3P*

TDC 3-1P*
TDC 3-1P*

*  Optional, should be ordered separately

v

Vi Sr ErnkiNg

AVC-SVUCR/L
Interchangeable Boring
Heads for 35° Rhombic
Inserts with 7° Clearance

93°

e

DCONMS DMIN

LF

AVC-D20-SVUCR/L-11 16.00
AVC-D25-SVUCR/L-11

20.00
25.00

27.00
32.00

20.00
25.00

SR 14-560
SR 14-560"

T-8/5
T-8/5*

17.00
* Optional, should be ordered separately

pPvI

VW HiSFEnLINE

AVC-SVLCR/L
Interchangeable Boring
Heads Carrying 35° Rhombic
Inserts with 7° Clearance

Designation

WF

DCONMS

DMIN LF

&

b4

&

22.00
27.00

AVC-D32-SVLCR/L-16T
AVC-D40-SVLCR/L-16T

32.00
40.00

40.00
50.00

32.00
32.00

SR 16-236 P*
SR 16-236 P*

T-15/5*
T-15/5*

SR TC-3P*
SR TC-3P*

TVC 3-1P*
TVC 3-1P*

* Optional, should be ordered separately

Member IMC Group



FLASHTURN

ECO LINE

VW HiSFEnLINE

ANTI-VIBRATION

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

W ocoms oun s 4 S [ B/

AVC-D20-PCLNR/L-09 13.00 20.00 25.00 26.00 LR3S SR117-2009  HW20
AVC-D25-PCLNR/L-09 17.00 25.00 32.00 28.00 TCON 323 TCX 3 LR3  SR117-2014  HW25 SP 3 PN 3-4
AVC-D32-PCLNR/L-09 22.00 32.00 40.00 32.00 TCN 323 TCX 3 LR3  SR117-2014  HW25 SP3 PN 3-4

LOGIQLTURN

POSITIVE DOUBLE SIDED

o

VS Enkivg

ANTI-VIBRATION

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

P - o om 4 £ [ B/

AVC-D20-PCLXR-09X 13.00 20.00 25.00 26.00 TSN 323 LR 3W SR 117-2014 HW 2.5 SP3 PN 3-4
AVC-D25-PCLXR/L-09X 17.00 25.00 32.00 28.00 TSN 323 LR 3W SR 117-2014 HW 2.5 SP3 PN 3-4
AVC-D32-PCLXR/L-09X 22.00 32.00 40.00 32.00 TSN 323 LR 3W SR 117-2014 HW 2.5 SP3 PN 3-4
AVC-D40-PCLXR/L-12X 27.00 40.00 50.00 35.00 TCONX 423 LR 4X SRLCS 5 HW 3.0 SP 4 PN 3-4

VI

VW HiSFEnLING

ANTI-VIBRATION

AVC-DDUNR/L P =} conms
Interchangeable Boring Heads WF

for 55° Rhombic Inserts 98"

[

e F—

W ocows ow s Y AN AN WY,
L\ DUNR/L-11T 22.00 32.00 40.00 32.00 RDT 3-2* SRRC3* SR 40085/ HW 2.5* T-15/5* LCGR-8* KSP 3*
AVC-D40-DDUNR/L-15T 27.00 40.00 50.00 38.00 RDT 433" DLS4*  SR14-506* HW3.0" T-15/5* DLM 4* DSP 4*

* Optional, should be ordered separately

'lsA'-ll—ll

iom
WA YT TV a "!
O e

AVC-DVUNR/L
Interchangeable Boring Heads
for 35° Rhombic Inserts

WF  DCONMS  DMIN LF A ﬁ / & 7 @

AVC-D40-DVUNR/L-16T 34.00 40.00 56.00 38.00 DLM 3Vv* SR 10402267  HW 4.0 KSP 5" ASV322 D30* T-15/5* SR 350801
* Optional, should be ordered separately

DUSTRY 4.0

WG MACHINING\YYELLIGENTLY
S



oPoVI VRN

VW HiSFEnLINE

AV-D

Anti-Vibration Bars with Through
Coolant for Interchangeable
Turning Heads

DCOl\vIWS
|

—

—Y A
CNT DCONMS
N |

DCONMS

o

DCONWS r

Designation

AV-D16-7D-C
AV-D16-10D-E
AV-D20-7D-C
AV-D20-10D-E
AV-D25-7D-C
AV-D25-10D-C

AV-D32-7D-C
AV-D32-10D-C
AV-D40-7D-C
AV-D40-10D-C
AV-D50-7D-C
AV-D50-10D-C
AV-D60-7D-C
AV-D60-10D-C

50 & 60 mm shanks
DCONWS DCONMS OAL OHX® CNT BMC®
16.00 16.00 156.30 92.0 G1/8 S
16.00 16.00 204.30 140.0 = H
20.00 20.00 200.30 120.0 G1/4 S
20.00 20.00 260.30 180.0 - H
25.00 25.00 257.50 166.0 G1/4 S
25.00 25.00 332.50 230.0 G1/4 S
32.00 32.00 323.00 192.0 G3/8 S
32.00 32.00 419.00 288.0 G3/8 S
40.00 40.00 411.00 251.0 G172 S
40.00 40.00 531.00 368.0 G172 S
40.00 50.00 523.00 318.0 G1/2 S
40.00 50.00 673.00 468.0 G172 S
40.00 60.00 633.00 388.0 G3/4 S
40.00 60.00 813.00 568.0 G3/4 S

® The bars can be shortened. For details, table below

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

Bar Diameter

Minimum Length After Shortening

DCONMS (mm) OAL 7D (mm) OAL 10D (mm)
16 100 )
20 125 -
25 155 255
32 190 320
40 240 410
50 305 520
60 380 630

() Cannot be shortened

Member IMC Group

A= lhe"



LOGIOLTURN

POSITIVE DOUBLE SIDED

Economical
Positive Insert
Double Sided Master

00
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LOGIOLTURN

CXMG-F3P

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

Dimensions Tough <— Hard Recommended Machining Data
2 | 5
) co ap f
Designation L IC S RE e Q (mm) (mm/rev)
CXMG 090402-F3P 10.40 9.70 4.66 0.20 ° o 0.30-2.00 0.03-0.15
CXMG 090404-F3P 10.40 9.70 4.65 0.40 . 0.40-2.00 0.05-0.25
CXMG 12T504-F3P 13.83 12.50 5.80 0.40 ° 0.40-2.00 0.05-0.25
CXMG 12T508-F3P 13.75 12.50 5.80 0.80 [ 0.80-2.00 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
Dimensions Tough <— Hard Recommended Machining Data
3 3
s ) ap f
Designation L IC S RE e e (mm) (mm/rev)
CXMG 090408-M3P 10.32 9.70 4.65 0.80 ° 0.80-3.00 0.10-0.50
CXMG 12T508-M3P 13.76 12.50 5.80 0.80 o ° 0.80-5.00 0.10-0.50
CXMG 12T512-M3P 13.68 12.50 5.80 1.20 o ° 1.20-5.00 0.10-0.50
LOGIQLTURN
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.
Dimensions Tough «<— Hard Recommended Machining Data
uN’ © ~
o o o
(=3 =<3 =] a
Designation L IC S RE e | e|e (mm) (mm/rev)
CXMG 090404-F3M 10.40 9.70 4.65 0.40 ° 0.40-2.00 0.05-0.25
CXMG 12T504-F3M 13.83 12.50 5.80 0.40 ° ° ° 0.40-2.00 0.05-0.25
CXMG 12T7508-F3M 13.75 12.50 5.80 0.80 ° ° ° 0.80-2.00 0.05-0.25
LOGIOLITURN
POSITIVE DOUBLE SIDED
CXMG-M3M =7
80° Double-Sided and Double- «‘
Positive Inserts with a Positive C J w
Rake for Medium Machining F J\ ‘
on Stainless Steel and H.T.A. =
Dimensions Tough <— Hard Recommended Machining Data
g © ~
o o o
[ [5=] @ ap
Designation L IC S RE | 2| e (mm) (mm/rev)
CXMG 090408-M3M 10.32 9.70 4.65 0.80 o 0.80-3.00 0.15-0.50
CXMG 12T508-M3M 13.75 12.50 5.80 0.80 ° L] ° 0.80-5.00 0.15-0.50
CXMG 12T512-M3M 13.68 12.50 5.80 1.20 ° ° . 1.20-5.00 0.15-0.50

Member IMC Group
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LOGIQLTURN
- [

POSITIVE DOUBLE SIDED GAME’
A-PCLXR/L N
Lever Lock Boring Bars :
Carrying the Negative CXMG A

80° Rhombic Inserts s i
WF

} |« LDORED~

LF

DCONMS LF LDRED WF GAMP GAMF DMIN CNT Insert
A16Q PCLXR/L-09X 16.00 180.00 30.0 11.00 8.0 10.0 20.00 UNC 3/8"-16 CXMG 09..
A20R PCLXR/L-09X 20.00 200.00 30.0 13.00 5.0 10.0 25.00 UNC 3/8"-24 CXMG 09..
A25S PCLXR/L-09X 25.00 250.00 40.0 17.00 5.0 10.0 32.00 UNC 1/2"-20 CXMG 09..

Spare Parts

M - ¢ -/

A16Q PCLXR/L-09X LR 3X SET PL 16 SR MBXL11.5V T-8/5
A20R PCLXR/L-09X LR 3X SET PL 20 SR M6XL11.5V T-8/5
A25S PCLXR/L-09X LR 3X SET PL 25 SR MBXL11.5V T-8/5

LOGIQITURN
JETcUT Hﬁ%’

&-1 40
Bar Max

»~GAMP
‘
H ! =i
Ilv =H

i

. WF B
Lever Lock Tools with Channels V '
for High Pressure Coolant Carrying The LE

the CXMG 80° Rhombic Inserts

B H HF LF LH WF GAMP GAMF Insert
PCLXR/L 1212F-09X-JHP 120 120 120 80.00 20.0 16.00 6.0 6.0 CXMG 09...
PCLXR/L 1616H-09X-JHP 160 16.0 16.0 100.00 20,0 20.00 6.0 6.0 CXMG 09...
PCLXR/L 2020K-12X-JHP 200 200 200 125,00 250 25,00 6.0 6.0 CXMG 12...
PCLXR/L 2525M-12X-JHP 250 25.0 250 150,00 250 32,00 6.0 6.0 CXMG 12...

PCLXR/L-JHP

Spare Parts

. - : v s ) e A

PCLXR/L 1212F-09X-JHP LR 3X SET SR MBXL11.5V T-8/5 S-CU-JHP-A SET
PCLXR/L 1616H-09X-JHP LR 3X SET SR MBXL11.5V T-8/5 S-CU-JHP-A SET
PCLXR/L 2020K-12X-JHP TCNX 423 LR 4X SRLCS5 HW 3.0 PN 3-4 SP 4 CH-1.9D-JHP-A SET
PCLXR/L 2525M-12X-JHP TCONX 423 LR 4X SRLCS 5 HW 3.0 PN 3-4 SP 4 CH-1.9D-JHP-A SET

LoGIOTURN "

POSITIVE DOUBLE SIDED T GAMP

PCLXR/L GAMIET By

Lever Lock Tools Carrying the E | I ,fq W

CXMG 80° Rhombic Inserts ' !

§ | g
‘ LF

B H HF LF LH WF GAMP GAMF Insert
PCLXR/L 1212F-09X 12.0 12.0 12.0 80.00 19.0 16.00 6.0 6.0 CXMG 09...
PCLXR/L 1616H-09X 16.0 16.0 16.0 100.00 19.0 20.00 6.0 6.0 CXMG 09..
PCLXR/L 2020K-12X 20.0 20.0 20.0 125.00 25.0 25.00 6.0 6.0 CXMG 12...
PCLXR/L 2525M-12X 25.0 25.0 25.0 150.00 25.0 32.00 6.0 6.0 CXMG 12...

Spare Parts

2 / A T
PCLXR/L 1212F-09X LR 3X SET SR M6XL11.5V T8/5
PCLXR/L 1616H-09X LR 3X SET SR M6XL11.5V T-8/5
PCLXR/L 2020K-12X TCNX 423 LR 4X SRLCS 5 HW 3.0 PN 3-4 SP4
PCLXR/L 2525M-12X TCNX 423 LR 4X SRLCS 5 HW 3.0 PN 3-4 SP4

DUSTRY 4.0

WIN MACHINING\WYELLIGENTLY
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JETFZTURN

Pinpointed Coolant
Jet Master

90906

Loclc ...



ISOT URiN GAMP
|
i s
JETIRTURN -y]ibase
RIGID CLAMP

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-N 20.0 20.0 20.0 110.00 40.0 25.00 6.0 6.0 DNMG/X 1506
DDJNR/L 2525X-15-JHP-MC 25.0 25.0 25.0 125.00 40.0 32.00 6.0 6.0 DNMG/X 1506

Spare Parts

2 < % @ o

DDJNL 2020X-15-JHP-MC RDT 433 RDT 443* LCGL-4JC SET@ T-20/3 PLUG G1/8-6.5 TL360 SR 14-506 OR 4X3 NBR70
DDJNR 2020X-15-JHP-MC RDT 433 RDT 443* LCGR-4JC SETt@ T-20/3 PLUG G1/8-6.5 TL360 SR 14-506 OR 4X3 NBR70
DDJNL 2525X-15-JHP-MC RDT 433 RDT 443* LCGL-4JC SET@ T-20/3 PLUG G1/8-6.5 TL360 SR 14-506 OR 4X3 NBR70
DDJNR 2525X-15-JHP-MC RDT 433 RDT 443* LCGR-4JC SET@ T-20/3 PLUG G1/8-6.5 TL360 SR 14-506 OR 4X3 NBR70
(8 Recommended tightening torque 4Nm for R-Clamp Screw
*  Optional, should be ordered separately

Y 7.y 1 ¥/ _ YY)
1 =1} GAMP ]
140
JET) RN r
RIGID CLAMP
DCLNR/L-JHP-MC
Rigid Clamp Tools with Channels
for High Pressure Coolant Carrying
the 80° Rhombic Inserts
B H HF LF LH WF GAMP GAMF Insert
P. 20.0 20.0 20.0 105.00 35.0 25.00 6.0 6.0 CNMG 1204
25.0 25.0 25.0 120.00 35.0 32.00 6.0 6.0 CNMG 1204
Spare Parts
<@ @ @ ’ e &
& & o
DCLNL 2020X-12-JHP-MC RCT 443 TCH4* LCGL-4JC SETt@ T-20/3 PLUG G1/8-6.5TL360  OR 4X3 NBR70 SR 14-506
DCLNR 2020X-12-JHP-MC RCT 443 TCH4* LCGR-4JC SET@ T-20/3 PLUG G1/8-6.5 TL360  OR 4X3 NBR70 SR 14-506
DCLNL 2525X-12-JHP-MC RCT 443 TCH4* LOGL-4JC SETt® T20/3 PLUG G1/8-6.5TL360  OR 4X3 NBR70 SR 14-506
DCLNR 2525X-12-JHP-MC RCT 443 TCH4* LCGR-4JC SET T-20/3 PLUG G1/8-6.5 TL360  OR 4X3 NBR70 SR 14-506

@ Recommended tightening torque 4Nm for R-Clamp Screw
* Optional, should be ordered separately

VI VRN

JETIRTURN

DWLNR/L-JHP-MC

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

5°]
140
95° Bar Max

B H HF LF LH WF GAMP GAMF Insert
DWLNR/L 2020X-08-JHP-N 20.0 20.0 20.0 106.00 36.0 25.00 6.0 6.0 WNMG 0804
DWLNR/L 2525X-08-JHP-MC 25.0 25.0 25.0 121.00 36.0 32.00 6.0 6.0 WNMG 0804

Spare Parts

? < & o @

DWLNL 2020X-08-JHP-MC RWT 443 TWH4* LCGL-4JC SET@ T-20/3 SR 14-506 OR 4X3NBR70  PLUG G1/8-6.5 TL360
DWLNR 2020X-08-JHP-MC RWT 443 TWH4* LCGR-4JC SETt@ T-20/3 SR 14-506 OR4X3NBR70  PLUG G1/8-6.5 TL360
DWLNL 2525X-08-JHP-MC RWT 443 TWH4* LCGL-4JC SET@ T-20/3 SR 14-506 OR4X3NBR70  PLUG G1/8-6.5 TL360
DWLNR 2525X-08-JHP-MC RWT 443 TWH4* LCGR-4JC SETt@ T-20/3 SR 14-506 OR4X3NBR70  PLUG G1/8-6.5 TL360
@ Recommended tightening torque 4Nm for R-Clamp Screw
* Optional, should be ordered separately

DUSTRY 4.0

WEN MACHINING\YELLIGENTLY
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ALUTURN

POSITIVE DOUBLE SIDED

Economical Turning
Aluminum Master




oPoVI VRN

PDSITII/E‘ DOUBLE SIDED

CNGG-F3N

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

Double-Sided Positive Rake
Inserts with High Helical and
Sharp Edge for Medium Machining
on Non-Ferrous Materials

Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE [&} (mm) (mm/rev)
E 090402- ‘I' 9.70 9.52 4.76 0.20 o 0.30-3.00 0.10-0.30
CN 090404-F3N-P 9.70 9.52 4.76 0.40 ° 0.40-3.00 0.10-0.30
F; 090408-F3N-P 9.70 9.52 4.76 0.80 [ 0.80-3.00 0.10-0.30
HELiTURN
S 95°
CNGX-M3N % ﬂﬁ

Dimensions Recommended Machining Data

IS ap f
Designation L IC S RE &) (mm) (mm/rev)
9.70 9.62 4.40 0.40 [ 0.40-3.00 0.10-0.30
CNGX 090608-M3N-P 9.70 9.52 4.40 0.80 o 0.80-3.00 0.10-0.30

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

oV I VRN

VNGU-R3N >
Double-Sided Sharp-Edged \

Positive Rake Inserts for Rough
Machining on Aluminum and
Other Non-Ferrous Materials

| S =
Dimensions Recommended Machining Data
IS ap f
Designation L IC S RE [$} (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 [ 1.50-4.50 0.15-0.30
y r.y v J¥/ _VV)
oV I Ui
GAMF Fmn
A-SVQNR/L-AL-JHP | 300

Screw Lock Boring Bars Carrying
the 35° Rhombic Inserts

. DCONMS
WF 1075, Z @
e

LDRED ‘ H
= = IF

DCONMS LF LDRED H HF WF DMIN GAMP GAMF Insert
A40U SVQNR/L-22-AL-JHP 40.00 348.10 60.0 36.0 0.1 23.40 49.00 6.5 145 VNGU 22..

Spare Parts

& [ ¢ 7 @ @

A-SVQNR/L-AL-JHP TVX 2230 SR 14-591/L-SN HW 3.0 SW6-T-SH BLD T20/S7 PL 40 SRTC-4

Ao &140
Bar Max|

[ 1
190 T Ui JETCU§ GAMF,
SVHNR/L-JHP T% |

Screw Lock Tools with Channels

for High Pressure Coolant LH—>
Carrying 35° Rhombic Inserts

LF
H B HF LF LH WF GAMP GAMF Insert

SVHNR/L 2525M-22-AL-JHP 25.0 25.0 25.0 146.34 36.3 30.03 7.0 6.0 VNGU 22..
Spare Parts

. c /S [ & =

SVHNR/L-JHP TVX 2230 SR 14-591/L-SN SW6-T-SH BLD T20/57 HW 3.0 SRTC-4 CH-1.9D-JHP-A SET

DUSTRY 4.0

WIN MACHINING\YELLIGENTLY
S



LOGI

@DUSTRY



LOGIGQ<CHAM

THREE FLUTE CHAMDRILL

3 Effective Cutting Edges
Dia 12-25.9 mm
Drilling Master

kL No Setup
N, Time _#

@ © 6 O

LOGH - -

BETE MACHININGR ELLIGENTLY

Available in
Diameter Range of 12-25.9 mm with
3 & 5xD Body Overhang

(3]



THREE FLUTE aCI-IAMDRILL

D3N A-3D

Exchangeable Head 3 Flute Drills } T
with Coolant Holes and One DCN-DCX k7 tDCONMShs DF
Flat Shank, Drilling Depth 3xD i i

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

D3N 120-036-16A-3D 12.00 12.40 16.00 20.00 39.3 61.00 2.1 109.00 12 K D3N 12-13.99
D3N 125-037-16A-3D 12.50 12.90 16.00 20.00 40.3 63.30 2.71 110.50 12 K D3N 12-13.99
D3N 130-039-16A-3D 13.00 13.40 16.00 20.00 423 66.10 291 114.08 13 K D3N 12-13.99
D3N 135-041-16A-3D 13.50 13.90 16.00 20.00 43.8 68.30 291 116.33 13 K D3N 12-13.99
D3N 140-042-16A-3D 14.00 14.40 16.00 20.00 45.3 71.20 3.10 119.16 14 K D3N 14-15.99
D3N 145-044-16A-3D 14.50 14.90 16.00 20.00 46.8 73.40 3.10 121.41 14 K D3N 14-15.99
D3N 150-045-20A-3D 15.00 16.90 20.00 25.00 48.9 76.20 3.47 126.24 15 K D3N 14-15.99
D3N 160-048-20A-3D 16.00 16.90 20.00 25.00 51.9 81.30 3.44 131.33 16 K D3N 16-17.99
D3N 170-051-20A-3D 17.00 17.90 20.00 25.00 54.9 86.40 3.52 136.42 17 K D3N 16-17.99
D3N 180-054-25A-3D 18.00 18.90 25.00 32.00 58.4 91.50 3.90 147.50 18 K D3N 18-19.99
D3N 190-057-25A-3D 19.00 19.90 25.00 32.00 61.4 96.60 410 152.58 19 K D3N 18-19.99
D3N 200-060-25A-3D 20.00 20.90 25.00 32.00 64.4 101.70 432 157.66 20 K D3N 20-21.99
D3N 210-063-25A-3D 21.00 21.90 25.00 32.00 67.4 106.70 455 162.74 21 K D3N 20-21.99
D3N 220-066-25A-3D 22.00 22.90 25.00 32.00 70.4 111.80 4.69 167.83 22 K D3N 22-23.99
D3N 230-069-32A-3D 23.00 23.90 32.00 42.00 747 116.90 491 176.90 23 K D3N 22-23.99
D3N 240-072-32A-3D 24.00 24.90 32.00 42.00 7.7 122.00 5.21 182.00 24 K D3N 24-25.99
D3N 250-075-32A-3D 25.00 25.90 32.00 42.00 80.7 127.10 5.31 187.08 25 K D3N 24-25.99

* Do not mount smaller drilling heads other than the specified range of the drill body

() Cutting diameter minimum

(@) Cutting diameter maximum

@) Seat size code

D3N A-5D PR o |

Exchangeable Head 3 Flute Drills — T |

with Coolant Holes and One DCN-DCX k7 — e S {H———J | pconmsne oF

Flat Shank, Drilling Depth 5xD '—’ rL ' #
LU |

DCN®  DCX®  DCONMS  DF LU LPR PL OAL $SCO @

D3N 120-060-16A-5D 12.00 12.40 16.00 20.00 63.3 85.00 2.71 133.00 12 K D3N 12-13.99
D3N 125-062-16A-5D 12.50 12.90 16.00 20.00 65.3 88.30 2.71 136.30 12 K D3N 12-13.99
D3N 130-065-16A-5D 13.00 13.40 16.00 20.00 68.3 9210 291 140.10 13 K D3N 12-13.99
D3N 135-068-16A-5D 13.50 13.90 16.00 20.00 70.8 95.30 2.91 143.30 13 K D3N 12-13.99
D3N 140-070-16A-5D 14.00 14.40 16.00 20.00 73.3 99.20 3.10 147.20 14 K D3N 14-15.99
D3N 145-073-16A-5D 14.50 14.90 16.00 20.00 75.8 102.40 3.10 150.40 14 K D3N 14-15.99
D3N 150-075-20A-5D 15.00 16.90 20.00 25.00 78.9 106.20 3.47 156.20 15 K D3N 14-15.99
D3N 160-080-20A-5D 16.00 16.90 20.00 25.00 83.9 113.30 3.44 163.30 16 K D3N 16-17.99
D3N 170-085-20A-5D 17.00 17.90 20.00 25.00 88.9 120.40 3.52 170.40 17 K D3N 16-17.99
D3N 180-090-25A-5D 18.00 18.90 25.00 32.00 94.4 127.50 3.90 183.50 18 K D3N 18-19.99
D3N 190-095-25A-5D 19.00 19.90 25.00 32.00 99.4 134.60 410 190.60 19 K D3N 18-19.99
D3N 200-100-25A-5D 20.00 20.90 25.00 32.00 104.4 141.70 432 197.70 20 K D3N 20-21.99
D3N 210-105-25A-5D 21.00 21.90 25.00 32.00 109.4 148.70 455 204.70 21 K D3N 20-21.99
D3N 220-110-25A-5D 22.00 22.90 25.00 32.00 114.4 155.80 4.69 211.80 22 K D3N 22-23.99
D3N 230-115-32A-5D 23.00 23.90 32.00 42.00 120.7 162.90 491 222.90 23 K D3N 22-23.99
D3N 240-120-32A-5D 24.00 24.90 32.00 42.00 125.7 170.00 5.21 230.00 24 K D3N 24-25.99
D3N 250-125-32A-5D 25.00 25.90 32.00 42.00 130.7 177.10 5.31 237.10 25 K D3N 24-25.99

* Do not mount smaller drilling heads other than the specified range of the drill body

() Cutting diameter minimum

(2 Cutting diameter maximum

@) Seat size code

Member IMC Group
o=
A ]| ||



LOGIQICHAM e E

KCH’

H3P - g
Exchangeable 3 Flute Drilling l/b
Heads for Carbon and Alloy Steel e @v‘.,\‘ m
(ISO P) and Cast Iron (ISO K) — )&
l~-LPR—
Dimensions
-
Designation DC LPR® SSC@ PL(3® KCH BCH e
12.00 6.92 12 2.71 15.0 0.40 o
12.10 6.92 12 2.71 15.0 0.40 o
12.20 6.92 12 2.71 15.0 0.40 o
12.30 6.92 12 2.71 15.0 0.40 °
12.40 6.92 12 2.71 156.0 0.40 o
12.50 6.92 12 2.71 15.0 0.40 °
12.60 6.92 12 2.71 16.0 0.40 o
12.70 6.92 12 2.71 15.0 0.40 °
12.80 6.92 12 2.71 15.0 0.40 [
12.90 6.92 12 2.71 156.0 0.40 °
13.00 7.58 13 291 15.0 0.40 o
13.10 7.58 13 2.91 156.0 0.40 °
13.20 7.58 13 291 15.0 0.40 °
13.30 7.58 13 2.91 15.0 0.40 o
13.40 7.58 13 2.91 15.0 0.40 °
13.50 7.58 13 291 15.0 0.40 o
13.60 7.58 13 2.91 15.0 0.40 °
13.70 7.58 13 291 15.0 0.40 [
13.80 7.58 13 2.91 15.0 0.40 °
13.90 7.58 13 291 15.0 0.40 °
14.00 8.10 14 3.11 156.0 0.40 o
14.10 8.10 14 3.11 15.0 0.40 °
14.20 8.10 14 311 15.0 0.40 o
14.30 8.10 14 3.11 15.0 0.40 °
14.40 8.10 14 311 15.0 0.40 o
14.50 8.10 14 3.11 15.0 0.40 °
14.60 8.10 14 311 15.0 0.40 °
14.70 8.10 14 3.11 15.0 0.40 o
14.80 8.10 14 3.11 15.0 0.40 o
14.90 8.10 14 3.11 15.0 0.40 °
15.00 8.66 15 3.47 15.0 0.40 o
15.10 8.66 15 3.47 15.0 0.40 o
16.20 8.66 15 3.47 15.0 0.40 o
15.30 8.66 15 3.47 15.0 0.40 o
16.40 8.66 15 3.47 156.0 0.40 o
156.50 8.66 15 3.47 15.0 0.40 °
15.60 8.66 15 347 16.0 0.40 o
156.70 8.66 15 3.47 156.0 0.40 o
15.80 8.66 15 347 15.0 0.40 o
15.90 8.66 15 3.47 15.0 0.40 o
16.00 9.26 16 3.44 15.0 0.40 [
16.10 9.26 16 3.44 156.0 0.40 °
16.20 9.26 16 3.44 15.0 0.40 °
16.30 9.26 16 3.44 15.0 0.40 o
16.40 9.26 16 3.44 15.0 0.40 °
16.50 9.26 16 3.44 15.0 0.40 o
16.60 9.26 16 3.44 15.0 0.40 °
16.70 9.26 16 3.44 15.0 0.40 o
16.80 9.26 16 3.44 156.0 0.40 °
16.90 9.26 16 3.44 15.0 0.40 °
17.00 9.72 17 3.52 156.0 0.40 o
17.10 9.72 17 3.52 15.0 0.40 °
17.20 9.72 17 3.52 15.0 0.40 o
17.30 9.72 17 3.52 15.0 0.40 °
17.40 9.72 17 3.52 15.0 0.40 o
17.50 9.72 17 3.52 15.0 0.40 °
17.60 9.72 17 3.52 15.0 0.40 °
17.70 9.72 17 3.52 15.0 0.40 o
17.80 9.72 17 3.52 15.0 0.40 °
17.90 9.72 17 3.52 15.0 0.40 o
18.00 10.36 18 3.90 15.0 0.40 °
18.10 10.36 18 3.90 15.0 0.40 (]
18.20 10.36 18 3.90 15.0 0.40 °
18.30 10.36 18 3.90 15.0 0.40 (]
18.40 10.36 18 3.90 156.0 0.40 o
18.50 10.36 18 3.90 15.0 0.40 °
18.60 10.36 18 3.90 15.0 0.40 o
18.70 10.36 18 3.90 15.0 0.40 °
18.80 10.36 18 3.90 15.0 0.40 [
18.90 10.36 18 3.90 15.0 0.40 °
19.00 10.92 19 4.10 156.0 0.40 o

() LPR tolerance +0.05 mm
(@) Seat size code
@) PL tolerance +0.1 mm

DUSTRY 4.0
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LOGIQ M S
THREE FLUTE CHAMDRILL w E

H3P (continued) IBCH_
Exchangeable 3 Flute Drilling
Heads for Carbon and Alloy Steel
(ISO P) and Cast Iron (ISO K)

<~ LPR |
Dimensions

(=]

&
Designation DC LPR() Ssc@ PL(® KCH BCH e
H3P 1905-1Q 19.05 10.92 19 410 15.0 0.40 o
H3P 191-1Q 19.10 10.92 19 410 15.0 0.40 o
H3P 192-1Q 19.20 10.92 19 410 15.0 0.40 °
H3P 193-1Q 19.30 10.92 19 410 15.0 0.40 °
H3P 194-1Q 19.40 10.92 19 410 15.0 0.40 o
H3P 195-1Q 19.50 10.92 19 410 15.0 0.40 o
H3P 196-1Q 19.60 10.92 19 410 15.0 0.40 o
H3P 197-1Q 19.70 10.92 19 410 15.0 0.40 [
H3P 198-1Q 19.80 10.92 19 410 15.0 0.40 o
H3P 199-1Q 19.90 10.92 19 410 15.0 0.40 °
H3P 200-1Q 20.00 11.24 20 4.32 156.0 0.40 o
H3P 201-1Q 20.10 11.24 20 432 15.0 0.40 [
H3P 202-1Q 20.20 11.24 20 4.32 15.0 0.40 o
H3P 203-10 20.30 11.24 20 4,32 15.0 0.40 °
H3P 204-1Q 20.40 11.24 20 432 15.0 0.40 °
H3P 205-1Q 20.50 11.24 20 4.32 15.0 0.40 °
H3P 206-1Q 20.60 11.24 20 432 15.0 0.40 °
H3P 207-1Q 20.70 11.24 20 4.32 15.0 0.40 [
H3P 208-10 20.80 11.24 20 432 15.0 0.40 o
H3P 209-1Q 20.90 11.24 20 4.32 156.0 0.40 [
H3P 210-1Q 21.00 11.80 21 455 15.0 0.40 °
H3P 211-1Q 21.10 11.80 21 455 15.0 0.40 o
H3P 212-1Q 21.20 11.80 21 4.55 15.0 0.40 °
H3P 213-1Q 21.30 11.80 21 455 15.0 0.40 °
H3P 214-1Q 21.40 11.80 21 455 156.0 0.40 °
H3P 215-1Q 21.50 11.80 21 455 15.0 0.40 o
H3P 216-1Q 21.60 11.80 21 4.55 15.0 0.40 o
H3P 217-1Q 21.70 11.80 21 455 15.0 0.40 °
H3P 218-1Q 21.80 11.80 21 455 15.0 0.40 °
H3P 219-1Q 21.90 11.80 21 455 15.0 0.40 ()
H3P 220-1Q 22.00 12.63 22 4.70 15.0 0.40 o
H3P 221-1Q 2210 12.63 22 4.70 15.0 0.40 o
H3P 222-10 22.20 12.63 22 4.70 15.0 0.40 o
H3P 223-1Q 22.30 12.63 22 470 156.0 0.40 o
H3P 224-1Q 22.40 12.63 22 4.70 15.0 0.40 o
H3P 225-10 22.50 12.63 22 470 15.0 0.40 [
H3P 226-1Q 22.60 12.63 22 4.70 15.0 0.40 o
H3P 227-1Q0 22.70 12.63 22 4.70 15.0 0.40 °
H3P 228-1Q 22.80 12.63 22 4.70 15.0 0.40 o
H3P 229-1Q0 22.90 12.63 22 4.70 15.0 0.40 °
H3P 230-1Q 23.00 13.00 23 4.91 15.0 0.40 °
H3P 231-1Q 23.10 13.00 23 491 15.0 0.40 °
H3P 232-1Q 23.20 13.00 23 4.91 15.0 0.40 o
H3P 233-10 23.30 13.00 23 491 15.0 0.40 °
H3P 234-1Q 23.40 13.00 23 491 15.0 0.40 °
H3P 235-1Q 2350 13.00 23 4.91 15.0 0.40 °
H3P 236-1Q 23.60 13.00 23 491 15.0 0.40 o
H3P 237-1Q 23.70 13.00 23 491 15.0 0.40 o
H3P 238-10 23.80 13.00 23 491 15.0 0.40 o
H3P 239-1Q 23.90 13.00 23 491 15.0 0.40 °
H3P 240-1Q 24.00 13.54 24 5.20 15.0 0.40 o
H3P 241-1Q 2410 13.54 24 5.20 15.0 0.40 o
H3P 242-1Q 24.20 13.54 24 5.20 15.0 0.40 °
H3P 243-1Q 24.30 13.54 24 5.20 15.0 0.40 °
H3P 244-1Q 24.40 13.54 24 5.20 15.0 0.40 °
H3P 245-1Q 24.50 13.54 24 5.20 15.0 0.40 o
H3P 246-1Q 24.60 13.54 24 5.20 15.0 0.40 o
H3P 247-10 24.70 13.54 24 5.20 15.0 0.40 °
H3P 248-1Q 24.80 13.54 24 5.20 15.0 0.40 °
H3P 249-1Q 24.90 13.54 24 5.20 15.0 0.40 °
H3P 250-1Q 25.00 14.11 25 5.32 15.0 0.40 °
H3P 251-1Q 2510 14.11 25 5.32 15.0 0.40 o
H3P 252-1Q 25.20 14.11 25 532 15.0 0.40 o
H3P 253-1Q 25.30 1411 25 5.32 156.0 0.40 [
H3P 254-1Q 25.40 1411 25 5182 15.0 0.40 °
H3P 255-1Q 25.50 14.11 25 5.32 15.0 0.40 o
H3P 256-1Q 25.60 14.11 25 532 15.0 0.40 o
H3P 257-1Q 25.70 1411 25 5.32 15.0 0.40 °
H3P 258-1Q 25.80 14.11 25 5.32 15.0 0.40 °
H3P 259-1Q 25.90 14.11 25 5.32 15.0 0.40 o

(M LPR tolerance +0.05 mm
(2 Seat size code
@ PL tolerance 0.1 mm

Member IMC Group
o=
A ]| ||
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SUMOCHAM

CHAMDRILL LINE

DCN C-3D

Indexable Head Drills with
Coolant Holes and a Cylindrical
Shank, Drilling Depth 3xD

DCN 040-012-06C-3D (1)
DCN 045-014-06C-3D (1)
DCN 050-015-06C-3D (1)
DCN 055-017-06C-3D (1)
DCN 060-018-08C-3D
DCN 065-020-08C-3D
DCN 070-021-08C-3D
DCN 075-023-08C-3D
DCN 080-024-10C-3D
DCN 085-026-10C-3D
DCN 090-027-10C-3D
DCN 095-029-10C-3D

() The SK DCN key is supplied with the insert

©) Cutting diameter maximum
@) Seat size code

SUMOCHAM

CHAMDRILL LINE

DCN C-5D

Indexable Head Dirills with
Coolant Holes and Cylindrical
Shanks, Drilling Depth 5xD

DCN 040-020-06C-5D (1)
DCN 045-023-06C-5D (1)
DCN 050-025-06C-5D (1)
DCN 055-028-06C-5D (1)
DCN 060-030-08C-5D
DCN 065-033-08C-5D
DCN 070-035-08C-5D
DCN 075-038-08C-5D
DCN 080-040-10C-5D
DCN 085-043-10C-5D
DCN 090-045-10C-5D

i OAL ‘F
LPR
T p
v ]
DCN-DCXk7 — - % DCONMSh6 @»
T I
DCX® DCONMS LU LPR PL OAL SSC@ @
4.00 4.40 6.00 12.0 22.7 0.62 57.70 4
4.50 490 6.00 13.56 24.7 0.66 59.65 45
5.00 5.40 6.00 15.0 26.3 0.73 61.30 5
5.50 5.90 6.00 16.5 282 0.81 63.15 5.5
6.00 6.40 8.00 18.0 28.0 0.96 64.00 6 K DCN 6-9.99-Y
6.50 6.90 8.00 19.5 29.8 118 65.80 6.5 K DCN 6-9.99-Y
7.00 7.40 8.00 21.0 316 1.01 67.60 7 K DCN 6-9.99
7.50 7.90 8.00 22.5 33.1 1.01 69.10 7 K DCN 6-9.99
8.00 8.40 10.00 24.0 35.4 1.20 75.40 8 K DCN 6-9.99
8.50 8.90 10.00 25.5 36.9 1.20 76.90 8 K DCN 6-9.99
9.00 9.40 10.00 271.0 38.8 1.25 78.80 9 K DCN 6-9.99
9.50 9.90 10.00 28.5 40.3 1.25 80.30 9 K DCN 6-9.99
(2 Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
OAL | &-i
LPR ‘ ‘
i [ - | L+
DCN-DC);E@%\QTE—{* ————————————— ]» DCONMShs @
Y
DCX® DCONMS LU LPR PL OAL SSCH@ @

4.00 4.40 6.00 20.0 30.7 0.62 65.70 4
4.50 490 6.00 22.5 33.7 0.66 68.65 45
5.00 5.40 6.00 25.0 36.3 0.73 71.30 5
5.50 5.90 6.00 21.5 39.2 0.81 74.15 515
6.00 6.40 8.00 30.0 40.0 0.96 76.00 6 K DCN 6-9.99-Y
6.50 6.90 8.00 32.5 42.8 1.18 78.80 6.5 K DCN 6-9.99-Y
7.00 740 8.00 35.0 45.6 1.01 81.60 7 K DCN 6-9.99
7.50 7.90 8.00 37.5 481 1.01 84.10 7 K DCN 6-9.99
8.00 8.40 10.00 40.0 514 1.20 91.40 8 K DCN 6-9.99
8.50 8.90 10.00 42.5 53.9 1.20 93.90 8 K DCN 6-9.99
9.00 9.40 10.00 45.0 56.8 1.25 96.80 9 K DCN 6-9.99
9.50 9.90 10.00 47.5 59.3 1.25 99.30 9 K DCN 6-9.99

DCN 095-048-10C-5D

() The SK DCN key is supplied with the insert
(2 Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

@) Cutting diameter maximum
@) Seat size code

Member IMC Group

A= lhe"



SUMOCHAM BUPpCY LF=
ICP F
Exchangeable DCN Drill oc - . — 140°
Heads, for Carbon and Alloy
Steel (ISO P Materials)
NI
Dimensions
@ ]
Designation DC LPR SSct PL SIG LF 3
ICP 040 4.00 3.10 4 0.62 140 2.48 SK DCN 4-4.99 o
ICP 041 410 3.10 4 0.62 140 2.48 SK DON 4-4.99 °
ICP 042 4.20 3.10 4 0.62 140 2.48 SK DON 4-4.99 °
ICP 043 4.30 3.10 4 0.62 140 2.48 SK DON 4-4.99 o
ICP 044 4.40 3.10 4 0.62 140 248 SK DON 4-4.99 o
ICP 045 4.50 3.55 45 0.66 140 2.89 SK DON 4-4.99 °
ICP 046 4.60 3.55 45 0.68 140 2.87 SK DCN 4-4.99 o
ICP 047 4.70 3:55 45 0.70 140 2.85 SK DON 4-4.99 °
ICP 048 4.80 3.55 45 0.71 140 2.84 SK DON 4-4.99 °
ICP 049 4.90 3.55 45 0.73 140 2.82 SK DON 4-4.99 o
ICP 050 5.00 3.70 5 0.73 140 2.97 SK DCN 5-5.99 °
ICP 051 5.10 3.70 5 0.75 140 3.02 SK DCN 5-5.99 °
ICP 052 5.20 3.70 5 0.77 140 3.00 SK DON 5-5.99 o
ICP 053 5.30 3.70 5 0.78 140 2.99 SK DCN 5-5.99 °
ICP 054 5.40 3.70 & 0.80 140 2.97 SK DCN 5-5.99 °
ICP 055 5.50 3.85 515) 0.81 140 3.04 SK DON 5-5.99 o
ICP 056 5.60 3.85 515 0.83 140 3.02 SK DCN 5-5.99 o
ICP 057 5.70 3.85 515 0.85 140 3.00 SK DON 5-5.99 °
ICP 058 5.80 3.85 516) 0.86 140 2.99 SK DCN 5-5.99 o
ICP 059 5.90 3.85 o5 0.88 140 2.97 SK DON 5-5.99 °
(1) Seat size code
SUMOCHAM - ey s
ICM T
Exchangeable DCN Diill T
) DC - SIG
Heads, for Stainless Steel
and High Temperature Alloys i L
(ISO M&S Materials) = LPR
Dimensions
] 2
Designation DC LPR SSCM PL SIG LF 3
ICM 050 5.00 3.70 5.0 0.70 140 3.00 SK DCN 5-5.99 °
ICM 051 5.10 3.70 5.0 0.72 140 2.98 SK DCN 5-5.99 °
ICM 052 5.20 3.70 5.0 0.74 140 2.96 SK DCN 5-5.99 o
ICM 053 5.30 3.70 5.0 0.75 140 2.95 SK DCN 5-5.99 o
ICM 054 5.40 3.70 5.0 0.77 140 293 SK DCN 5-5.99 °
ICM 055 5.50 3.85 515) 0.90 140 2.95 SK DCN 5-5.99 o
ICM 056 5.60 3.85 5.5 0.92 140 293 SK DCN 5-5.99 o
ICM 057 5.70 3.85 515 0.94 140 291 SK DCN 5-5.99 °
ICM 058 5.80 3.85 615) 0.96 140 2.89 SK DCN 5-5.99 o
ICM 059 5.90 3.85 515 0.97 140 2.88 SK DCN 5-5.99 °

() Seat size code

SUMOCHAM - T
ICK !
Exchangeable DCN Drill Heads, oG = /;G

for Cast Iron (ISO K Materials) \ W

»J LF lPL«

Il

Dimensions
Designation DC LPR SSCt PL LF SIG KCH BCH @

5.00 3.70 5.0 1.25 2.45 140 30.0 0.60 SK DCN 5-5.99
5.50 3.85 5.5 1.38 247 140 30.0 0.66 SKDCN 5-5.99

[ Ickoss S 3.85 55 138 2.47 140 300 072 SK DON 5-5.99

() Seat size code
DUSTRY 4.0

MACHINING\WYELLIGENTLY
D
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MODUDRILL

MODULAR HEADS

Drilling System
Dia 33-40 mm
Modu Drill Master

Multiple Drilling Head Options

® 006

LOGIC e




MODUDRILL w00

MODULAR HEADS 4

MD-BODY ooty pox ¥
Modular Drill Bodies, Each woonon  DCONWS {
Can Carry a Variety of

Exchangeable Drilling Heads
with Different Diameters

DCONMS DF LS LF LCF DCN®  DCX@ DCONWS® / ﬁ

MD-BODY-33-36-400-32A 32.00 42.00 60.0 445,00 393.3 33.00 36.90 6.70 SET SCREW M6-MODUDRILL  BLD T15/S7 ~ SW6-T-SH
3200 4200 600 44500 3933  87.00 4000 690  SETSCREWME-MODUDRILL BLDTI5/S7 SWe-T-SH
() Cutting diameter minimum

() Cutting diameter maximum
3 HEAD connection size

DUSTRY 4.0

MACHININ ELLIGENTLY



MODUDRILL

MODULAR HEADS [— LPR —

MD-DFN-HEAD - ’r
Exchangeable Drilling Heads ¥

Carrying CHAMIQDRILL oen-pox - —— L — F@T pconvs

Solid Carbide Inserts L

DCN® DCX® LPR DCONMS SSCOI MIID® F

MD-DFN 330 HEAD 33.00 33.90 36.90 6.70 33 HFP 330-IQ K DFN 30-40
MD-DFN 340 HEAD 34.00 34.90 37.20 6.70 34 HFP 340-1Q K DFN 30-40
MD-DFN 350 HEAD 36.00 36.90 37.20 6.70 35 HFP 350-1Q KDFN 30-40
MD-DFN 360 HEAD 36.00 36.90 37.60 6.70 36 HFP 360-1Q K DFN 30-40
MD-DFN 370 HEAD 37.00 37.90 37.60 6.90 37 HFP 370-IQ K DFN 30-40
MD-DFN 380 HEAD 38.00 38.90 38.00 6.90 38 HFP 380-IQ KDFN 30-40
MD-DFN 390 HEAD 39.00 40.00 38.00 6.90 39 HFP 390-IQ K DFN 30-40

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

(2 Cutting diameter maximum

@) Seat size code

4 Master insert identification

MODUDRILL o IFR

MODULAR HEADS

MD-DR-DH-HEAD ’r

Exchangeable Driling s

Heads with Guide Pads, DG S

Carrying Square Inserts

PL

DC LPR DCONMS MIID MIID_22 PL
MD-DR-DH 330 070606-06 33.00 33.00 6.70 SOMX 06 SOMX 07 @ 1.00
MD-DR-DH 340 070606-06 34.00 3300 6.70 SOMX 06 SOMX 07 @ 1.00
MD-DR-DH 350 070606-06 36.00 33.00 6.70 SOMX 06 SOMX 07 @ 1.00
MD-DR-DH 360 070707-06 36.00 33.00 6.70 SOMX 07 SOMX 07 @ 1.00
MD-DR-DH 370 070707-06 37.00 39.00 6.90 SOMX 07 SOMX 07 @ 1.00
MD-DR-DH 380 070707-06 38.00 39.00 6.90 SOMX 07 SOMX 07 @ 1.00
MD-DR-DH 390 070707-06 39.00 39.00 6.90 SOMX 07 SOMX 07 @ 1.00
MD-DR-DH 400 070707-06 40.00 40,00 6.90 SOMX 07 SOMX 07 ® 1.00

() Master insert identification
(2) Master insert identification 2
@) Inner insert

Spare Parts

& / & v &

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

Member IMC Group

A= lhe"




R,
TRIDEEP

DEEP DRILLING
Small Diameter

Dia 12-13.99 mm
Deep Drilling Master

\/\

09 @0

cusfal M I

BETE MACHININ ELLIGENTLY




IDEEP

DEEP DRILLING BD

GD-DHL i B [ E'( N'

Gundrills Carrying Indexable oG %, 07@ : D { DCONMSh6

I(r;ser’[s V\éléh 2 Chig S;\)/I\i/ttingf ‘ oL I ‘ - '
utting Edges and a Wiper for -

High Hole Surface Quality v OAL ‘ LS |

DC OAL LU DCONMS BD PL LS MIID®
GD-DHL 12.00X800-U03 12.00 801.80 713.8 19.05 11.50 1.80 70.0 LOGT 06..
GD-DHL 12.00X800-22 12.00 801.80 7338 20.00 11.50 1.80 500 LOGT 06..
GD-DHL 12.00X800-34 12.00 801.80 733.8 20.00 11.50 1.80 50.0 LOGT 06..
GD-DHL 12.00X1000-U03 12.00 1001.80 9138 19.06 11.50 1.80 700 LOGT 06..
GD-DHL 12.00X1000-22 12.00 1001.80 933.8 20.00 11.50 1.80 50.0 LOGT 06..
GD-DHL 12.00X1000-34 12.00 1001.80 933.8 20.00 11.50 1.80 50.0 LOGT 06..
GD-DHL 12.00X1650-U03 12.00 1651.80 1563.8 19.06 11.50 1.80 700 LOGT 06..
GD-DHL 12.00X1650-22 12.00 1651.80 1583.8 20.00 11.50 1.80 500 LOGT 06..
GD-DHL 12.00X1650-34 12.00 1651.80 1583.8 20.00 11.50 1.80 50.0 LOGT 06..
GD-DHL 13.00X800-U04 13.00 801.80 711.8 25.40 12.50 1.80 700 LOGT 06..
GD-DHL 13.00X800-23 13.00 801.80 725.8 25.00 12.50 1.80 56.0 LOGT 06..
GD-DHL 13.00X800-35 13.00 801.80 725.8 25.00 12.50 1.80 56.0 LOGT 06..
GD-DHL 13.00X1000-U04 13.00 1001.80 911.8 25.40 12,50 1.80 700 LOGT 06..
GD-DHL 13.00X1000-23 13.00 1001.80 925.8 25.00 12.50 1.80 56.0 LOGT 06..
GD-DHL 13.00X1000-35 13.00 1001.80 925.8 25.00 12.50 1.80 56.0 LOGT 06..
GD-DHL 13.00X1650-U04 13.00 1651.80 1561.8 25.40 12.50 1.80 700 LOGT 06..
GD-DHL 13.00X1650-23 13.00 1651.80 1575.8 25.00 12.50 1.80 56.0 LOGT 06..
GD-DHL 13.00X1650-35 13.00 1651.80 1575.8 25.00 12.50 1.80 56.0 LOGT 06..

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

TRIDEEP

DEEP DRILLING

GD-DH (12-13.5) BD E‘( ,ﬂ

Gundrills Carrying Indexable 0 ' . 1 Tﬂ [ '

Inserts with 2 Chip Splitting DC -0.07 Gt DCONMShe

Cutting Edges and a Wiper for TH N | I Jﬂ '

High Hole Surface Quality &J L LF ‘ LS ‘

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

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

Member IMC Group
o=
A ]| ||



TRIDEEP

LOGT

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

Dimensions

Designation IC RE PL S

LOGT 060204R-DT 7.00 0.40 1.80 2.00

® ||C908

ISCARDEEPG Riii

GPS :
Deep Driling Solid w = f,,J(

Carbide Guide Pads

Dimensions

Designation W1 RE INSL S

GPS-04-16-055 4.0 5.50 16.00 2.0

® ||C908

DUSTRY 4.0
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SWISSCuT

EXTRA LONG

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

cos )G

30 MACHININ ELLIGENTLY



SWISSTU'T

EXTRA LONG

SCHR/L-41BF

OAL

NCORY

ﬂ_ILI g? N

Grooving and Turning A - v
Tools with Back and Front ' Xx A
Clamping for Swiss-Type 2:% é
and Automatic Machines L [
LWN_CWX Right-hand shown
e Y A Y
SCHR/L 12-41BF 3.00 11.00 12.0 12.0 125.00 SR M4.5X0.75-L7.9 BLDT15/S7 SR M2X0.4-L3.5  BLD T10/S7 SW6-SD
3.00 11.00 16.0 16.0 12500  SRM4.5X075-L7.9 BLDTI5/S7 SRM2X04-L35 BLDTIO/S7  SWB-SD
() Maximum cutting width
@) See insert data
r . yry_. J
SWISSCTUT e y (g\‘_‘HF  Workpiece “ v
SCIR/L-41-R/L I L@
Parting Inserts == ) ogx I
SCIR 41-...R15K.. Dén:m\ﬂ! = 'I;c
‘CDXL\ Shgl\'NQ corner x 2
SCIL 41-...L15K..
Dimensions aggm{:gng:ti
=]
S f groove
Designation CcW GAN HF(1) CDX Tc 15 (mm/rev)
SCIL 41-100L15K00 1.00 0.0 02 6.00 11.0 o 0.02-0.04
SCIR 41-100R15K00 1.00 0.0 0.2 6.00 1.0 ° 0.02-0.04
SCIL 41-150L15K00 1.50 0.0 0.2 8.00 11.0 o 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 1.0 ° 0.03-0.06
SCIR 41-150R15K7 1.50 7.0 0.5 8.00 11.0 ° 0.03-0.06
SCIL 41-200L15K00 2.00 00 0.2 10.00 1.0 . 0.03-0.07
SCIR 41-200R15K00 2.00 0.0 0.2 10.00 1.0 ° 0.03-0.07
SCIL 41-200L15K7 2.00 7.0 05 10.00 11.0 ° 0.03-0.07
SCIR 41-200R15K7 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 ° 0.03-0.07
SCIR 41-250R15K00 2.50 0.0 0.2 10.00 11.0 o 0.03-0.07
SCIL 41-250L15K7 2.50 7.0 0.5 10.00 1.0 ° 0.03-0.07
SCIR 41-250R15K7 2.50 7.0 0.5 10.00 1.0 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 1.0 ° 0.03-0.08
() Cutting edge below center
r. Yy . J
gwll_g 4 (7" J ] i 41 i Workpiece ‘ J
SCIR/L-41-BRA/BLA 8.5 3 . ap ||' I
Back Turning Inserts T W S Y
0° VT Tc
& -
Dimensions Recommended Machining Data
(=]
S ap f turn
Designation cw RE Tc HF(1 GAN 5] (mm) (mm/rev)
SCIL 41-BLA08-05K8 0.50 0.08 11.0 0.5 8.0 o 0.10-4.20 0.02-0.15
SCIR 41-BRA08-05K8 0.50 0.08 11.0 0.5 8.0 ° 0.10-4.20 0.02-0.15
SCIL 41-BLA08-10K8 1.00 0.08 11.0 0.5 8.0 o 0.10-4.20 0.02-0.15
SCIR 41-BRA 1.00 0.08 11.0 0.5 8.0 [ 0.10-4.20 0.02-0.15

() Cutting edge below center

Member IMC Group
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SWISSTU'T

EXTRA LONG

SCIR/L-41-ERA/ELA
Back Turning Inserts for
Short Chipping Materials

Workpiece

]

Tc
-

7

Designation

SCIL 41-ELA00-10KO0
SCIR 41-ERA00-10K0
SCIL 41-ELA08-10KO0

() Cutting edge below center

SWISSTU'T

EXTRA LONG

SCIR/L-41-AD
Turning Inserts

Designation

SCIR/L 41-AD08-30K8

() Cutting edge below center

SWISSTU'T

EXTRA LONG
SCIR/L-41-AR/AL
Turning Inserts with a
Frontal Relief Angle

Designation

SCIL 41-AL00-33K16
SCIR 41-AR00-33K16

Dimensions Recommended Machining Data
0
S ap fturn
cw RE Tc HF( 3 (mm) (mm/rev)
1.00 0.00 11.0 02 [ 0.05-5.00 0.02-0.15
1.00 0.00 11.0 0.2 [} 0.05-5.00 0.02-0.15
1.00 0.08 11.0 02 [ 0.10-5.00 0.02-0.15
1.00 0.08 11.0 0.2 [ 0.10-5.00 0.02-0.15
HE Workpiece
4 4
GANx2 Y - — ‘1
s IO ‘
f CW Tc
= =
JCDX :\M
Dimensions Recommended Machining Data
=3
= ap fturn f groove
cw RE CDX Tc HF(1 GAN e (mm) (mm/rev) (mm/rev)
3.00 0.08 11.00 11.0 0.5 8.0 [ 0.12-4.00 0.02-0.15 0.01-0.06
HE Workpiece .
jorpiece -
' H—> 4=\ GAN I.lJ
8.5 A H 4 []
- 1
E‘J [GoDX v
R Eo @CW
8\/ |<\Sharp corner
Dimensions Recommended Machining Data
0
S ap fturn
CDX cw HF(» Tc GAN 3} (mm) (mm/rev)
4.00 3.30 05 11.0 16.0 o 0.05-4.00 0.02-0.15
4.00 3.30 0.5 11.0 16.0 ° 0.05-4.00 0.02-0.15

() Cutting edge below center

32
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F Yy’ | "
gwlgﬂssuu r o Workpiece ] ,L XX ¥ H‘V

90
-

rooung, Turing: i s ¢

Grooving, Turning and jaud ¥

) i CDX A
Parting Inserts o TC = CW o \7°
9 1 ™

e —

)
CDX :\M

Dimensions Recommended Machining Data

(==}

S ap fturn f groove
Designation cw RE HF(1 CDX Tc 5] (mm) (mm/rev) (mm/rev)
SCIR/L 41-150NP08 1.50 0.08 0.2 8.00 11.0 . 0.10-1.80 0.02-0.10 0.02-0.07
SCIR/L 41-200NP08 2.00 0.08 02 8.00 1.0 ° 0.10-2.50 0.02-0.15 0.02-0.09
SCIR/L 41-250NP08 2.50 0.08 0.2 10.00 11.0 . 0.10-3.00 0.02-0.17 0.02-0.11
SCIR/L 41-300NP08 3.00 0.08 0.2 10.00 11.0 [ 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

SWISSCTu'T -
EXTRA LONG 4“ Li 41 ‘r
ISCARTHREAD NI Neeh 2
T
SCIR/L-41-MTR/MTL 0° PDX
Threading Inserts with MTR =
a 60° Partial Profile RE
MTL <S>
Dimensions
g
Designation RE PDX TPN® TPX® TPIN® TPIX® HF(5 5]
SCIL 41-MTL006 0.06 0.9 0.400 1.500 17.00 64.00 0.2 °
SCIR 41-MTR006 0.06 0.9 0.400 1.500 17.00 64.00 0.2 o
SCIL 41-MTL020 0.20 1.6 1.500 2.500 10.00 17.00 02 o
SCIR 41-MTR020 0.20 1.6 1.500 2.500 10.00 17.00 0.2 [

() Thread pitch minimum (mm)
(2 Thread pitch maximum (mm)
@) Threads per inch minimum
4 Threads per inch maximum
) 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

P
ol =5

st wacHnneSTREAC 1



PENTACUT Foi= oA S £ =

PCHRS/LS-17 ‘ﬁﬁ ro 1] | “r 7\%«

Tools Carrying Inserts with 5 o ERD || L hd O';i

Cutting Edges for Grooving, ¥ HBHA '

Parting and Recessing L] L]

Next to High Shoulders WF LH || B

b fown-cwx 4 Right-hand shown

H B CWN®  CWX®@ WF OAL LH HBH OAH HF & y
PCHR/LS 10-17 10.0 10.0 0.25 3.18 10.00 120.00 17.0 20 17.6 10.0 SR M4-39432 T-1508/5
PCHR/LS 12-17 12.0 12.0 0.25 318 12.00 120.00 17.0 - 176 12.0 SR M4-39432 T-1508/5
PCHR/LS 16-17 16.0 16.0 0.25 3.18 16.00 120.00 17.0 ° 21.6 16.0 SR M4-39432 T-1508/5
PCHR/LS 20-17 20.0 20.0 0.25 3.18 20.00 120.00 17.0 - 25.6 20.0 SR M4-39432 T-1508/5

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

PARTING & GROOVING LINE XX ¥ 4|_IL

PENTA 17-P-RS/LS

Pentagonal Inserts for Grooving

and Parting Soft Materials,

Thin and Miniature Parts

CW=+0.02 RE .
F@7
Dimensions Recommended Machining Data
(o)
S f groove

Designation cw RE CDX CUTDIA O (mm/rev)
PENTA 17N025P00OR/LS 0.25 0.00 0.60 1.2 ° 0.02-0.03
PENTA 17NO30PO0OR/LS 0.30 0.00 0.60 1.2 ° 0.02-0.03
PENTA 17NO33PO0OR/LS 0.33 0.00 0.60 1.2 ° 0.02-0.03
PENTA 17N043P00OR/LS 0.43 0.00 1.00 2.0 ° 0.02-0.04
PENTA 17NO50PO0OR/LS 0.50 0.00 2.00 40 ° 0.02-0.04
PENTA 17NO75P000R/LS 0.75 0.00 2.50 5.0 ° 0.02-0.04
PENTA 17NO80OPOOOR/LS 0.80 0.00 2.50 5.0 ° 0.02-0.04
PENTA 17N095P000R/LS 0.95 0.00 3.00 6.0 ° 0.02-0.05
PENTA 17N100P010R/LS 1.00 0.10 3.00 6.0 ° 0.02-0.05
PENTA 17N120P010R/LS 1.20 0.10 3.00 6.0 ° 0.02-0.056
PENTA 17N140P010R/LS 1.40 0.10 3.00 6.0 o 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 o 0.02-0.07
PENTA 17N170P010R/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 17N200P010R/LS 2.00 0.10 4.00 8.0 ° 0.02-0.08
PENTA 17N222P010R/LS 2.22 0.10 4.00 8.0 ° 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 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 o 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 3.18 0.10 4,00 8.0 ° 0.02-0.10

PARTING & GROOVING LINE

PENTA 17-P-RS/LS

(full radius)
Precision Grooving Pentagonal Full

R £

Radius Inserts for Soft Materials CW=002 RE
[ T W I
7 I
Dimensions Recommended Machining Data

(=]
S f groove
Designation cw RE CDX CUTDIA 15} (mm/rev)
PENTA 17N100PO50R/LS 1.00 0.50 3.00 6.0 ° 0.02-0.05
NTA N157P079R/LS 1.57 0.79 4.00 8.0 o 0.02-0.07
NTA N200P100R/LS 2.00 1.00 4.00 8.0 . 0.02-0.08
NTA N23 20R/LS 2.39 1.20 4.00 8.0 [ 0.02-0.08

Member IMC Group



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

CUTDIA

CDX
9°é

i

7 ®
¥ Re 14
Dimensions Recommended Machining Data
=]
S ap f turn f groove
Designation CW RE CDX CUTDIA 5] (mm) (mm/rev) (mm/rev)
PENTA 17-100NPO8R/LS 1.00 0.08 3.00 32.0 ° 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 17-300NPOSR 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 CDX is 0.5 mm
Dimensions CUTDIA as a function of depth of cut (CDX)
Designation Ccw RE CDX CDX<2.5 CDX<3.0 CDX<3.5 CDX<3.8 CDX<4.0
PENTA 17-100NPO8-R/LS 1.00 0.08 3.00 N.L. 100 - - -
PENTA 17-200NPO8-R/LS 2.00 0.08 4.00 N.L. 100 75 45 32
PENTA 17-300NPO8-R/LS 3.00 0.08 4.00 N.L. 100 75 45 32
a§ g ‘@ .
PENTA 17-ER/EL ||||'£
Back Turning Pentagonal Inserts
for Short Chipping Materials
Dimensions Recommended Machining Data
(=]
S ap fturn
Designation CW RE PSIR Tc 5] (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 17EL08-07KOLS 0.70 0.08 60.0 4.0 ° 0.05-2.50 0.01-0.15
PENTA 17ER08-0 H 0.70 0.08 60.0 4.0 ° 0.05-2.50 0.01-0.15
r . vy |
THREADING LINE *‘ 4;» ‘r
0.025
PENTA 17-MT-RS/LS 250 A | }J{
Precision Ground Pentagonal "@“
External Threading Inserts <)
with a 60° Partial Profile
Dimensions
2
Designation TPN® TPX@ RE PDX o
PENTA 17-MTLOO3LS 0.300 1.750 0.03 0.8 °
PENTA 17-MTROO3RS 0.300 1.750 0.03 0.8 °
PENTA 17-MTLOOSLS 0.700 3.500 0.08 1.4 °
PENTA 17-MTROOSR 0.700 3.500 0.08 14 °
() Thread pitch minimum (mm)
@ Thread pitch maximum (mm)
r Yy J
THREADING LINE £0.025 - <35 - -
PENTA 17-WT-RS/LS 00509 g | j“!(
Precision Ground Pentagonal "@\‘
External Threading Inserts <)
with a 55° Partial Profile
Dimensions
8
Designation TPIX™ TPIN®@ RE PDX 3
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 °
8R 31.00 7.00 0.08 1.4 °

() Threads per inch maximum
@ Threads per inch minimum

DUSTRY 4.0
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LOGIOSGRIP

PARTING & GROOVING

Pentagonal Adapters
5 Pockets
Blade Master

Up to 45 mm bar diameter
TANG-GRIP 2-3 mm

Up to 22 mm bar diameter
Narrow GFT Inserts 1.2 and 1.6 mm
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LOGIOSGRIP

PARTING&GROOVING

SLIMGRIP

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

| ~meio

y X
{—CNT (typx3) H
Y v

'&-340
Bar Max

Iy
WF
|

T+ EF

=

Designation

H HF HBH

WF CUTDIA

OAL

HBL CNT

THMPR/L 16-D22-JHP
THMPR/L 20-D22-JHP

16.0 16.1
20.0 20.1

10.0
6.0

16.0
20.0

14.60
18.60

22.0
22.0

135.00
135.00

29.6
29.6

UNF 5/16-24
G1/8

THMPR/L...-D22-JHP CDX to CUTDIA

CDX
CUTDIA

<2.0
85

<3.0
80

<4.0 <5.0 <6.0
75 70 65

<11.0
50

Spare Parts

Designation
THMPL 16-D22-JHP

THMPR 16-D22-JHP
THMPL 20-D22-JHP
THMPR 20-D22-JHP

LOGIQSGRIP

PARTING&GROOVING

SLIMGRIP

NARROW INSERTS

ADMP D22

Parting and Grooving
Adapters With 5 Pockets
for SLIM-GRIP Inserts

CDX

4"\

CUTDIA )}

/.

&

SR 5/16UNF TL360
SR 5/16UNF TL360
PLUG G1/8-6.5 TL360
PLUG G1/8-6.5 TL360

H
H

HW 5.0
HW 5.0

W 5/32"
W 5/32"

SR M4-39432
SR M4-39432
SR M4-39432
SR M4-39432

T-15/5
T-16/5
T-15/5
T-15/5

CUTDIA

cw WB

CUTDIA

Insert

1.20
1.60

1.06
1.20

22.0
22.0

GFT 1.2
GFT 1.6

Spare Parts

Design

ADMP D22

7

ESG-SLM*

* Optional, should be ordered separately

SLIMGRIP

GFT-J

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

v

cw

b /Re

S

5

Dimensions

9]

RE

Tough «<— Hard

Recommended Machining Data

f groove
(mm/rev)

1.20
1.60

0.14
0.16

e ||C1028

® ||C1008

0.03-0.10
0.03-0.12

SLIMGRIP

NARROW INSERTS

LoGIoS5GrIP

PARTING&GROOVING

GFT-C

Thin Parting , Grooving

& Slitting  Single-Ended
Inserts for Soft Materials

LAl

L.
Y%

Designation

Dimensions

CcwW

RE

Tough <— Hard

Recommended Machining Data

f groove
(mm/rev)

1.60

0.16

® ||C1028
® |1C1008

0.06-0.15

MACHININ

DUSTRY 4.0

ELLIGENTLY




LoGIQSGRIP
Iy Y’z w .y V/ )
AT

THMPR/L D45-JHP
Holders with High Pressure
Coolant Channels for Pentagonal
TANG-GRIP Adapters

N

CNT (typx3)

A
uf
_¥

‘&-340
Bar Max

H

HF

HBH

CUTDIA

OAL

HBL CNT

THMPR/L 20-D45-JHP 20.0
THMPR/L 25-D45-JHP 25.0

20.1
25.1

18.0
13.0

45.0
45.0

135.00
135.00

35.6 G1/8
35.6 G1/8

Spare Parts

Designation

&

4

THMPR/L D45-JHP

SR M3X8 ISO 14580 BLACK

T-10/5

PLUG G1/8-6.5 TL360

HW 5.0

LOGIQSGRIP
TANG-Gnir

PARTING LINE

ADMP D45

Parting and Grooving Adapters
With 5 Pockets for TANG-GRIP
Tangentially Clamped Inserts

CUTDIA

CWN® CWx@ WB D CUTDIA Insert
ADMP D45-2.0 1.80 2.40 1.60 42 45,0 TAG 2
ADMP D45-3.0 2.80 3.50 250 42 450 TAG 3

() Minimum cutting width

2 Maximum cutting width

CDX
THMPR/L...-D45-JHP Tmax. to Dmax. L CUDA_
Tmax T<3.0 T<4.0 T<5.0 T<6.0 T<7.0 T<8.0 T<9.0 | T<10.0 | T<22.5
Dmax 85 80 75 70 65 60 55 50 45 /j
Spare Parts

S/

ADMP D45-3.0

ETG 2*

ETG 3-4-SH*

* Optional, should be ordered separately

Member IMC Group
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MULTIF=GRIP

HIGH FEED GRIP HOLDER
High Productivity
Parting Master
2]
1)
(3]
O >°F
rancF
DOGOO
oI

40 MACHININ ELLIGENTLY



IMFUEELDTI GRIF’GHOLRDLP t=————— OAL assembly 4.‘ > OAW = \CUTDIA r
TGTBQ-JHP : f A oo
Tool Blocks for Parting and . R

Grooving Square Blades — l :

TANG-F-GRIP and DO-F-GRIP

for High Pressure Coolant > -

Coolant inlet G1/8 / *\ B |«

OAH H B 0AW OAL LB CUTDIA
TGTBQ 20L-D52-JHP 50.0 20.0 20.5 26.50 122.00 34.00 52.0
TGTBQ 20R-D52-JHP 50.0 20.0 20.5 26.50 122.00 34.00 52.0
TGTBQ 25L-D52-JHP 50.0 25.0 255 31.50 132.00 34.00 52.0
TGTBQ 25R-D52-JHP 50.0 25.0 25.5 31.50 132.00 34.00 52.0
TGTBQ 20L-D82-JHP 64.0 20.0 20.5 26.50 140.00 53.00 82.0
TGTBQ 20R-D82-JHP 64.0 20.0 20.5 26.50 140.00 53.00 82.0
TGTBQ 25L-D82-JHP 64.0 25.0 25,5 31.50 150.00 53.00 82.0
TGTBQ 25R-D82-JHP 64.0 25.0 25,5 31.50 150.00 53.00 82.0
TGTBQ 32L-D82-JHP 64.0 32.0 325 38.50 150.50 53.50 82.0
TGTBQ 32R-D82-JHP 64.0 32.0 32.5 38.50 150.50 53.50 82.0
TGTBQ 25L-D120-JHP 95.0 25.0 25,5 31.50 165.00 67.00 120.0
TGTBQ 25R-D120-JHP 95.0 25.0 25.5 31.50 1656.00 67.00 120.0
TGTBQ 32L-D120-JHP 95.0 32.0 32.5 38.50 165.00 67.00 120.0
TGTBQ 32R-D120-JHP 95.0 32.0 32.5 38.50 165.00 67.00 120.0

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

Designation CUTDIA

qcy: e B PR B 53 | 54 | 55 | 56 | 57 | 59 | 61 | 64 | 67 | 71 | 75 | 81 | 88 | 96 (107 (122|141 [169
qlep e B VAL 107 (110 (114|119 (124 (130|137 (145 (154 (165|178 |194 (213|237 | 267 [ 308 [ 363 | 443
yeqy: e R PLER]L 202 (210 (219|229 (240 [ 253 | 267 (283 (302 [ 324 | 349|380 (417 | 462|518 (592 689 | 827
2112019 |18 (17 |16 |15 |14 (13|12 |11 (10| 9 | 8 | 7 | 6 | 5 | 4

Designation CUTDIA
qepepe VA ]|EE 83 | 83 (84 | 84 | 85 |86 |87 |88 |89 |91 |92|94 (96|98 |101(103
prep: e B PLEA ] | 139 (141 (143 145|148 (150|153 (156 ({160 (164 (168|172 (177183188 (195
CDX 37 |36 | 35|34 |33 |32|31|30(|29|28]|27

Designation CUTDIA
gy PRI 121 | 122 (123123124 (125(125(126(127 (128
CDX 56-60 | 53-55 | 52 | 51 | 50 | 49 | 48 | 47 | 46 | 45

. Block: TGTBQ...D...

. Blade: T/DGAQ...

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

. Screw: SR M4x9-Seal-JHP

. Seal washer: CSW 1/8”

. O-ring: O-ring 10x2 NBR

NOoO O A OON=

Spare Parts

el 2 ¢ @ & 7/

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

Member IMC Group



TANG

HIGH FEED

GRIP

PARTING

TGAQ-JHP

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

LT

7]
140
Bar Max|

OAL OAH CWNI CWX® WB HF CUTDIA Insert
TGAQ D52-2-2Z-JHP 50.00 50.0 1.80 2.50 1.65 435 52.0 TAG 2
TGAQ D52-3-2Z-JHP 50.00 50.0 2.80 3.50 2.50 435 52.0 TAG 3
TGAQ D52-4-2Z-JHP 50.00 50.0 3.70 4.50 3.40 43.5 52.0 TAG 4
TGAQ D82-2-4Z-JHP 61.00 61.0 1.80 2.50 1.65 58.0 82.0 TAG 2
TGAQ D82-3-4Z-JHP 61.00 61.0 2.80 3.50 2.50 58.0 82.0 TAG 3
TGAQ D82-4-42Z-JHP 61.00 61.0 3.70 450 3.40 58.0 82.0 TAG 4
TGAQ D120-3-4Z-JHP 90.50 90.5 2.80 3.50 2.50 84.0 120.0 TAG 3
TGAQ D120-4-4Z-JHP 90.50 90.5 3.70 450 3.40 84.0 120.0 TAG 4
TGAQ D120-5-4Z-JHP 90.50 90.5 4.70 5.50 4.00 84.0 120.0 TAG 5

e Suitable for all TANG-GRIP inserts

) Minimum cutting width

(2 Maximum cutting width

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
TGAQ D52/82/-2...-JHP 47 e 5
TGAQ D52/82/120-3-...-JHP
TGAQ D52/82/120-4-...-JHP o - o
TGAQ D120-5-JHP
Spare Parts

S @ v
TGAQ D52-2-2Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 2*
TGAQ D52-3-2Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D52-4-2Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D82-2-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 2
TGAQ D82-3-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D82-4-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D120-3-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D120-4-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D120-5-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 5-7*

* Optional, should be ordered separately

TANGI=GRIP - ;

HiGH FEED, PARTING ﬂ CW * @ g& XX

L 7V Y7 W ¥ 7/ °

TANG G w .

TAG N-HF H

Single-Ended Inserts for High

Feed Parting and Grooving, Hard

Materials and Tough Applications

Dimensions Tough < Hard azgmmgngaet:
§ § f groove
Designation cw cwToLM RE o [&} (mm/rev)
TAG N3HF 3.00 0.040 0.40 ° ° 0.25-0.35
TAG N4HF 4.00 0.040 0.50 ° ° 0.30-0.40
TAG N5HF 5.00 0.040 0.50 ° ° 0.30-0.40

() Cutting width tolerance (+/-)

DUSTRY 4.0
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DOF=GRIP

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

D120

¥ ]
0
VIt e

Designation

DGAQ D52-2-2Z-JHP
DGAQ D52-3-2Z-JHP
DGAQ D52-4-2Z-JHP
DGAQ D82-3-2Z-JHP
DGAQ D82-4-2Z-JHP
DGAQ D82-5-2Z-JHP
DGAQ D120-4-4Z-JHP
DGAQ D120-5-4Z-JHP

o Suitable for all DO-GRIP inserts
() Minimum cutting width
@ Maximum cutting width

Flow Rate vs. Pressure

DGAQ D52-2-2Z-JHP

DGAQ D52/82-3-2Z-JHP

OAL OAH CWN® CWx@ WB HF CUTDIA Insert
50.00 50.0 1.90 2.50 1.72 43.5 52.0 DGN/R/L 2
50.00 50.0 3.00 3.18 2.50 43.5 52.0 DGN/R/L 3
50.00 50.0 4.00 4.00 3.20 43.5 52.0 DGN/R/L 4
61.00 64.4 3.00 3.18 2.50 58.0 82.0 DGN/R/L 3
61.00 64.4 4.00 4.00 3.20 58.0 82.0 DGN/R/L 4
61.00 64.4 5.00 5.00 4.00 58.0 82.0 DGN/R/L 5
90.50 90.5 4.00 4.00 3.20 84.0 120.0 DGN/R/L 4
90.50 90.5 5.00 5.00 4.00 84.0 120.0 DGN/R/L 5
* When using 2 and 3mm double-sided inserts, the depth of cut is limited up to 19mm. For larger depth, use a DGNM type single-ended insert.
100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
6-9
8-9

DGAQ D52/82/120-4-...-JHP
DGAQ D82/120-5-...-JHP

Spare Parts

-

%

SR M4X9-SEAL-JHP

DGAQ-JHP

JHP COPPER SEAL 1/8"

EDG 33A

* Optional, should be ordered separately

Member IMC Group
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mangaAiFl)
TGSU

Parting and Grooving Flat
Top Blades with Tangential
Pockets Carrying TANG-
GRIP Single-Ended Inserts

TGSU 35-1.4-1Q
TGSU 35-2-1Q
TGSU 35-3-10-4Z
TGSU 35-4-10-42
TGSU 35-5-1Q
TGSU 35-6-1Q
TGSU 35-7-1Q
TGSU 35C-8-1Q (1)
TGSU 35C-9-1Q (1)
TGSU 56C-7-1Q (1
TGSU 56C-8-1Q (1)
TGSU 56C-9-1Q (1)

TGSU ...-4Z \Xqi [ X
‘ OAL CWN-CWX
D e @ -
CUTDIA v F j\J
® sl o)

H CWNe@ Cwx®e CUTDIA NOP@ WB OAL HF CSP® Insert /
35.0 1.40 1.40 35.0 2 250 () 180.00 33.2 0 TAG 1.4  ETG 1.4/1.6"
35.0 1.80 2.40 59.5 2 250 160.00 33.2 0 TAG 2 ETG 2*
35.0 2.80 350 1200 4 2.50 180.00 33.2 0 TAG3  ETG3-4-SH*
35.0 3.70 450 1200 4 3.40 180.00 33.2 0 TAG4  ETG3-4-SH*
35.0 4,70 5.50 144.0 2 4.00 180.00 33.2 0 TAG 5 ETG 5-7*
35.0 5.70 6.50 144.0 2 5.20 180.00 33.2 0 TAG 6 ETG 5-7*
35.0 6.80 7.50 144.0 2 6.00 180.00 332 0 TAG 7 ETG 5-7*
35.0 7.70 8.50 144.0 2 7.20 180.00 33.2 1 TAG8  ETG8-12°
35.0 8.70 10.00 144.0 2 8.20 180.00 33.2 1 TAG9  ETG8-12°
56.0 6.80 750 220.0 2 6.00 260.00 53.6 1 TAG 7 ETG 5-7
56.0 7.70 8.50 220.0 2 7.20 260.00 53.6 1 TAG 8 ETG 8-12*
56.0 8.70 10.00 220.0 2 8.20 260.00 53.6 1 TAG 9 ETG 8-12*

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

) Minimum cutting width
) Maximum cutting width
4 Number of pockets

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

6 Thickness at the D.O.C. area is 1.05 mm

(M Thickness at the D.O.C. area is 1.65 mm
*  Optional, should be ordered separately

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

(2

DUSTRY 4.0

MACHININ ELLIGENTLY




MODUGRIP

MODULAR GRIP CARTRIDGES

Comlfact Modular Adapters
for Parting & Grooving
Grip Master

LOGI e
ST %
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U1

MODUGRIP JE

NMAHR/L-JHP
Holders with High Pressure
Coolant Channels for

WF | 246 |<

%-1 40
Bar Max

MODU-GRIP Adapters I — )
WH(assembly) i [ H e B
LA |
WF(adapter) WF(assembly)=WF+WF(adapter)
H B OAL WF CNT HF
NMAHR/L 20-MG-JHP 20.0 20.0 100.00 14.70 G1/8 20.0
NMAHR/L 25-MG-JHP 25.0 25.0 100.00 19.70 G1/8 25.0
Spare Parts
> 7 7 o
ICLITG T SRMs-04451  SWETSH  BLDT20/S7  ORSXIN
L W YZ W V_ 7/ % ...--'.‘. I L
TANaGnir JETCUT CUTDIA . 28 £}
PARTING LINE g N\ OAL “q» L ‘F
MODUGRIP ; - 140
MODULAR GRIP CARTRIDGE: r 0/ ! =
TGAD RE/LE-JHP NG A Y
. ) A Nol '
Parting and Grooving Adapters N 4
with Channels for High e I i 5 Ny
Pressure Coolant Carrying Towt WE WB 2 )
TANG-GRIP Inserts owt - Right-hand shown
CWN®  CWX®@ WF WB WB_2 LF OAL OAH HF CUTDIA  Insert /
TGAD 2R/LE-D54-JHP 1.80 240 448 1.65 53 44.40 58.30 258 189 54.0 TAG 2 ETG 3-4-SH*
TGAD 3R/LE-D54-JHP 3.00 3.50 4.08 2.45 53 44.40 58.30 25.8 18.9 54.0 TAG 3 ETG 3-4-SH*
() Minimum cutting width
@ Maximum cutting width
Do Py .1/ ) J.E“T“A..-
s b CUTDIA “ﬁ ] <+
N ]
MODUGRIP 11
D/HGAD RE/LE-JHP me
Parting and Grooving Adapters - Bar Max
with Channels for High Pressure i B
Coolant Carrying DO-GRIP Inserts Yowl i
CWN®  CWX® WF WB WB_2 LF OAL OAH HF CUTDIA Insert é
DGAD 2R/LE-D38-JHP (1) 1.90 2.50 450 1.60 53 40.40 54.35 258 18.9 38.0 DGN 2 EDG 33A
DGAD 3R/LE-D38-JHP (1) 3.00 3.18 4.08 245 53 40.40 54.35 25.8 18.9 38.0 DGN 3 EDG 33A*
HGAD 3R/LE-D42-JHP 3.00 3.00 4.08 2.45 5.3 38.40 52.35 25.8 18.9 42.0 HGN 3/GRIP 3 EDG 23B*
() For parting and external grooving only
@ Minimum cutting width
(3 Maximum cutting width
r Yy - i ....‘. ". L
CUT JETCUT . T
PARTING & GROOVING LINE “ i ﬁ
PCAD RE/LE-JHP
Parting and Grooving Adapters
with Channels for High Pressure WF ¢
Coolant Carrying PENTA 24 Inserts Few e T 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 53 41.40 56.30 25.8 18.9 PENTA 24

() Minimum cutting width
2 Maximum cutting width

Spare Parts

&

o

S

PCAD 24LE-JHP
PCAD 24RE-JHP

SR 16-212-01397L

R 16-212-01397

T-2010/5
T-2010/5

DUSTRY 4.0
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VS rior Enkine

ANTI-VIBRATION

Anti-Vibration Grip
Whisper Master
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CUTGhHIF

W HiSFEnkinNG

Anti-Vibration Blades
Anti-Vibration Blades for Deep
Grooving and Turning

TGFHM

L

=l

CWN-CWX

CWN®  CWX@  OHX®  CDX@

WB

H OAL Insert @f / é’

CGHNM 53-6DG-AV 5.50 6.40 100.0 93.00
TGFHM 53K-8-AV 7.70 9.00 100.0 93.00

CGHNM 53-P8-AV 8.00 8.00 1000 93000

5.20
7.40
7.40

52.6 235.00
52.6 235.00
52.6 235.00

GIMF/NTY6CGIM6  SGCU 341*
TAG/TAGB 8 SGCU 341*
GIMY/F/MM 8 SGCU 341*

HW 4.0

EDG 44A
ETG 8-12*

() Minimum cutting width

(2 Maximum cutting width

() Maximum overhang

@) Cutting depth maximum

8) For CUTDIA<200 CDX=98

* Optional, should be ordered separately

User Guide

e RPM is one of the most important factors
that affect vibrations. In order to maintain
a stable and controlled machining process

in deep grooving applications, the
WHISPERLINE blade should be applied
at a constant RPM instead of constant
cutting speed. In case of vibrations, the
first step an operator should do is to
reduce the RPM.

e Fach blade is pre-calibrated by ISCAR
for optimal performance at an overhang
of 100mm. Even though this calibration

end-users can perform fine tuning

calibration themselves if necessary.

Fine Tuning Calibration

Before starting calibration, measure the
gap between the plates. This will enable
calibration did not improve the situation.

1. If the blade’s overhang is smaller than
100mm, it is recommended to increase

increases).

is suitable for a wide range of overhangs,

restoration of the initial setup in case the

the compression of the O-ring by rotating
the calibration screw clockwise (make sure
the distance between the damping plates

N

Distance
between
plates

Damping
plates

Calibration
screw

O-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

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.

DUSTRY 4.0
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NANMILL

NANO ENDMILL

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

cusrb b M I

MACHININ ELLIGENTLY




NANMILL

NANO ENDMILL

HM390 ETP-04

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

- DCONMS

APMX |

@

©

=
®

-~ |[H —»

OAL:

DC

APMX

cicTm OAL

LU LH DCONMS

Shank®

O
RMPX® )

HM390 ETP D08-2-C08-04
HM390 ETP D10-3-C10-04

8.00
10.00

3.00
3.00

2 60.00
3 80.00

9.6
12.6

12.0
15.0

8.00
10.00

C 3.0
C 2.5

0.02
0.05

® Tightening torque 0.5 Nxm
() Number of inserts

(2 C-Cylindrical

) Maximum ramping angle

Spare Parts

&

b

HM390 ETP D08-2-C08-04
HM390 ETP D10-3-C10-04

SR M2X0.4-3 T6
SR M2X0.4-3.5 T6

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

MULTI-MASTER

HM390 ETP-MM-04
90° Endmills with a MULTI-
MASTER Threaded Adaptation
Carrying HMI390 TPKR
0401... Triangular Inserts

DRVS

IR

DC

APMX b«LF

T
l_J MﬁMS DCCINMS

OAL

®
=

Designation

DC

APMX

cicTm LF

DCONMS  THSZMS OAL

DRVS®

Q

RMPxo =)

HM390 ETP D08-2-MMT05-04
HM390 ETP D10-3-MMT06-04

8.00
10.00

3.00
3.00

2 10.00
3 12.00

T05
T06

7.60
9.60

16.75
18.30

6.0
8.0

3.0
2.5

0.00
0.00

* Insert tightening torque 0.5 N*m
() Number of inserts

(2 Clamping wrench size

@) Maximum ramping angle

Designation
HM390 ETP D08-2-MMT05-04
HM390 ETP D10-3-MMT06-04

NANMILL

NANO ENDMILL

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

&

b

SR M2X0.4-3 T6
SR M2X0.4-3.5 T6

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

%

Y
&

Designation

INSL

IC

Dimensions

1C830

LE RE BS

Recommended
Machining Data

ap f,
(mm) (mm/t)

HM390 TPKR 0401-PCTR

4.00

2.80

1.60

3.00 0.40 0.40

0.50-3.00 0.04-0.10

Member IMC Group

A= lhe"



MEY 5

« .—h’

HM390 LINE

Miniature 10-16 mm
Endmill Line
Heli Master

30060

N 9972/ 4

ELLIGENTLY

MACHININ




HEZIGVILL
HM390 ETP-05

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

2|2
9

DN | @
@

OAL

O
DC APMX CICTO OAL LH DCONMS  Shank®  RMPX® kol

HM390 ETP D10-02-C10-05-C 10.00 3.50 2 70.00 18.0 10.00 C 20 0.03
HM390 ETP D12-03-C12-05-C 12.00 3.50 3 70.00 18.0 12.00 C
HM390 ETP D14-03-C14-05-C 14.00 3.50 3 80.00 20.0 14.00 C 15 0.08
HM390 ETP D16-04-C16-05-C 16.00 3.50 4 90.00 20.0 16.00 C

e Tightening torque 0.5 N*m
() Number of inserts

(@ C-Cylindrical

@) Maximum ramping angle

Spare Parts

P %

HM390 ETP-05 TS 180411/HG T-6IP/51

MIEY 7
LS — s

MULTI-#ASTER @ — | @YY
9 ®

HM390 ETP-MM-05 DC THSZMS DCONMS
90° Endmills with a MULTI- JWM 4

MASTER Threaded Adaptation APMYX = 4,J
Carrying HM390 TPKT L
0502... Triangular Inserts

DC APMX  CICT® LF DCONMS ~ THSZMS  OAL DRVS®  RMPX® é]

=

HM390 ETP D10-02-MMT06-05 10.00 3.50 2 156.00 9.60 T06 21.60 8.0 2.0 0.01
HM390 ETP D12-03-MMT08-05 12.00 3.50 3 16.00 11.60 T08 24.20 10.0 1.5 0.00
HM390 ETP D14-03-MMT08-05 14.00 3.50 3 16.00 13.60 T08 22.90 10.0 15 0.01
HM390 ETP D16-04-MMT10-05 16.00 3.50 4 18.00 16.60 T10 29.80 13.0 15 0.03

e Insert tightening torque 0.5 N*m
) Number of inserts

(@ Clamping wrench size

@) Maximum ramping angle

Spare Parts

S 7

HM390 ETP-MM-05 TS 180411/HG T-6IP/51

HELIIMILL
HM390 TPKT/CT 0502
Triangular Inserts with 3

Helical Cutting Edges for
90° Shoulder Accuracy

@@
9|y

Dimensions Tough <— Hard aigﬁmmgng;i

(=3 © o f

s 2| 2| =z 4 2
Designation INSL IC S APMX RE BS S| © | © (mm) (mm/t)
HM390 TPCT 0502PDR 5.26 3.94 210 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 ° [ o 0.50-3.50 0.05-0.15

Member IMC Group
o=
A ]| ||



L i OMILL

HM490 LINE

Extra Small 10-20 mm
SO Master

Endmills and MULTI-MASTER Range
10 -20mm

High Feed

90°
Shouldering

OO

cusrb b M I

ELLIGENTLY

MACHININ



.
HEL §
HM490 LINE

E90S0-04

Endmills Carrying Inserts
for Shouldering and Fast
Feed Applications

ILL

DCONMS -
(A \’:tja‘ | B QESEEE
T OAL
LU APMX_2
v
| ﬁMXl v A15°
DC L) DC_2 ol
DCX_2 —

Y

@
&=

®
Y&

F

Q
DCONMS Shank CICT® RMPX®

DC 2 DCX 2 APMX 2 LU OAL MIID® MIID_26)

(LR LR B [ EE) 10.00 350 390  10.17 050 180 70.00 10.00 C 2 6.0  0.04 SOMT 040204 PNTR SOMT 040208 PNR-FF
E90SO D12-2-C12-04-C [RPAVA K- TVR-Xe | N, VA V4 050 180 70.00 12.00 C 2 30 0.05 SOMT 040204 PNTR SOMT 040208 PNR-FF
(ORI R PR PROE R G 1200 350 590 1217 050 180 70.00 12.00 C 3 30  0.05 SOMT 040204 PNTR  SOMT 040208 PNR-FF
E90SO D14-4-C14-04-C [REN( RN VA VNV AV 050 200 80.00 14.00 C 4 2.0  0.08 SOMT 040204 PNTR  SOMT 040208 PNR-FF
[LE DR R A 1600 350 990  16.47 050 200 90.00 16.00 C 4 20  0.12 SOMT 040204 PNTR  SOMT 040208 PNR-FF
[COEDIDECRCEA ARG 1600 350 990 1617 050 200 90.00 16.00 C 5 20  0.12 SOMT 040204 PNTR  SOMT 040208 PNR-FF
E90S0 D20-6-C20-04-C [P0/ X o Xe oo R 4 050 250 110.00 20.00 C 6 1.0  0.23 SOMT 040204 PNTR  SOMT 040208 PNR-FF

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

() C-Cylindrical

2 Number of inserts

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

@) Master insert identification

5) Master insert identification 2

Spare Parts

& 7

TS 18041/HG T-6IP/51

HEL iEMILL N _DCONMS

HM490 LINE THSZMS % Q @

MULTI-MIASTER 0

E90SO-MM-04 2= Q| S

Endmills with a MULTI-

MASTER Connection Carrying ﬂ

Inserts for Shouldering and

Fast Feed Applications

O

DC APMX DC_2 DCX_2 APMX 2 LF OAL CICT"» DCONMS THSZMS DRVS@ RMPX® kg MIID® MIID_26)

[ LR R EPR [ O E 9 1000 350 390 10.17 050 1500 21.30 2 9.70 T06 8.0 6.0 005 SOMT 040204 PNTR SOMT 040208 PNR-FF
E90SO D12-3-MMT08-04 RPXvoRmcK-i-XeNan AV 050 16.00 2350 3 11.60 T08 10.0 30 0.5 SOMT 040204 PNTR SOMT 040208 PNR-FF
[ ORI IR PR R [ 0RO R 1400 350 7.90 1417 050 16.00 2350 4 13.60 T08 10.0 20 001 SOMT 040204 PNTR SOMT 040208 PNR-FF
[CDOET IR CRCE AR OED ] 1600 350 990 1617 050 1800 29.30 5 15.60 T10 13.0 20 003 SOMT 040204 PNTR SOMT 040208 PNR-FF
[ LR PLEGE [ R PR N 2000 350 1390 20.17 050 20.00 3880 6 19.60 T12 16.0 1.0 0.08 SOMT 040204 PNTR ~ SOMT 040208 PNR-FF

e A - with SOMT/CT 0402 insert e B - with SOMT 0402-FF insert

() Number of inserts
@) Key flat size

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

4 Master insert identification
5) Master insert identification 2

Spare Parts

Designation

&

A

E90S0-MM-04

TS 180411/HG

T-6IP/51

e Tightening torque 0.5 Nxm

A= lhe"

Member IMC Group




FIELiCGVILL

HM490 LINE

SOMT/CT 0402
Square Milling Inserts
for General Use

@4 ®

Dimensions Tough <— Hard Recommended Machining Data
218|¢ 2 :
Designation APMX RE IC S o | © o (mm) (mm/t)
SOCT 040204 PNR 3.50 0.40 4.07 220 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
MIET 7
l-ﬂd’;)‘u‘NE’mlLL — Q %
FEEDiviii.i. = &=
SOMT 0402-FF E
Square Milling Inserts for
Fast Feed Miling ]
Dimensions Recommended Machining Data
% ap f;
Designation IC APMX RE Rgt S &) (mm) (mm/t)
SOMT 040208 PNR-FF 4.08 0.50 0.80 1.10 2.20 ° 0.20-0.50 0.10-0.50

* \When mounting this insert in a HELI4MILL tool for fast feed milling, the tool pockets should be modified by a corner rounding of 2 mm radius

() Radius for programming

High Feed

DUSTRY 4.0

MACHINING\WYELLIGENTLY
D

90°
Shouldering



LOGIQETANG

T890 MILLING LINE

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




-
LOGIQBraNG
OAL j % @ F

T890HT ELN-R13

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

-—— 1l DCONMS

DC APMX CICT®  DCONMS  Shank® LU LH OAL ﬁ

T890HT ELN D32-3-C32-13 32.00 9.50 3 32.00 C 374 40.0 130.00 0.68
T890HT ELN D32-3-C32-13B 32.00 9.50 3 32.00 C 474 50.0 250.00 1.43
T890HT ELN D32-3-W32-13 32.00 9.50 3 32.00 w 374 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 G-Cylindrical, W-Weldon

Spare Parts

S /7
T890HT ELN-13 SR 10513105t BLD IP20/M7 SW6-T-SH

(@ Recommended tightening torque: 8.0 N*m (71.0 Ibf*in)

LOGIQETANG Pa—T

T890 MILLING LINE

e
F

T890HT FLN-R13

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

DC APMIX cicTo DCONMS DHUB OAL Arbor ]

T890HT FLN D040-03-16-R13 40.00 950 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 63.00 950 8 22,00 48.00 40.00 A 050
T890HT FLN D080-06-27-R13 80.00 950 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 80.00 950 9 27.00 60.00 50.00 B 091
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 125.00 950 9 40.00 92.00 63.00 B 2.83
T890HT FLN D125-15-40-R13 125.00 9.50 15 40.00 92.00 63.00 B 2.93
T890HT FLN D160-12-40-R13 160.00 950 12 40.00 95.00 63.00 © 3.24
T890HT FLN D160-20-40-R13 160.00 9.50 20 40,00 95.00 63.00 © 353

() Number of inserts

Spare Parts

S / 7 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(2) BLD IP20/M7 SW6-T-SH SR M8X30DIN912
T890HT FLN D050-04-22-R13 SR 105131050 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 105131050 BLD IP20/M7 SWB-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 105131050 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 105131050 BLD IP20/M7 SWB-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 SWB-T-SH
T890HT FLN D125-09-40-R13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT FLN D125-15-40-R13 SR 105131050 BLD IP20/M7 SWB-T-SH
T890HT FLN D160-12-40-R13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT FLN D160-20-40-R13 SR 10513105(@) BLD IP20/M7 SWB-T-SH

(@ Recommended tightening torque: 8.0 N*m (71.0 Ibf*in)

DUSTRY 4.0

MACHINING\WYELLIGENTLY
D



LOGIQGTANG

T890 LNHT/LNAT 1306 N—=} "I; @@ @ %
A

Tangentially Clamped Inserts
with 4 or 8 Cutting Edges

— * CHWx45°
NGRe -l Bs NRE

A f Recommended
DiMEnSions Tough «<— Hard Machining Data
| ¥ 8|3 B|&8 |55 | & 2
Designation APMX  INSL W1 BS RE CHW CEDC®  Fig. [} o [&] [} o 5} (&) (mm) | (mm/A)
T890 LNHT 1306PNTR 9.50 13.78 6.00 - 0.80 - 8 1 ° ° ° ° ° ° e [1,00-9.50/0.10-0.20
T890 LNAT 1306PN-W (1) 9.50 13.92 5.90 4.30 0.60 0.60 4 2 ° 0.50-1.00{0.10-0.20

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

Member IMC Group
o=
A ]| ||
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Xauap

EXTENDED FLUTE

Extended Flute Milling
Dia 50-100 mm
Aerospace Master

Q066

cusrb b M I

B MACHININ ELLIGENTLY




Xauap

EXTENDED FLUTE

SDK-10-C/HP
Extended Flute Shell Mills Carrying
SDHW/T 100408... Inserts

NMS DHUB

Arbor &

DCONMS CICT® OAL DHUB

SDK D050-48-03-22-10-C 50.00 48.00 3 22.00 18 75.00 48.00 A 0.54
SDK D050-48-03-27-10-C 50.00 48,00 38 27.00 18 80.00 49.00 A 0.57
SDK D050-48-04-27-10-C 50.00 48.00 4 27.00 24 80.00 49.00 A 0.56
SDK D050-48-04-27-10-HP (1) 50.00 48.00 4 27.00 24 80.00 49.00 A 057
SDK D063-56-04-27-10-C 63.00 56.00 4 27.00 28 80.00 60.00 A 0.90
SDK D080-64-05-32-10-C 80.00 64.00 5 32.00 40 85.00 78.00 A 1.61

) Designed with coolant nozzles for high pressure coolant

@ Number of flutes

@) Number of inserts

Spare Parts

S / 7 /
SDK D050-48-03-22-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/57 SW6-SD SR M10X60 DIN912
SDK D050-48-03-27-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR M12X65 DIN912
SDK D050-48-04-27-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR M12X65 DIN912
SDK D050-48-04-27-10-HP SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR M12X65 DIN912
SDK D063-56-04-27-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR M12X65 DIN912
SDK D080-64-05-32-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR M16X65 DIN912

UAD

EXTENDED FLUTE

SDK-12-C/HP . |

Extended Flute Shell Mills !

Carrying SDHT 1205... Inserts

—~ DCONMS DHUB

Arbor %

SDK D63-55-05-27-12-C 63.00 55.00
SDK D63-55-05-27-12-HP (1) 63.00 55.00
SDK D63-66-04-27-12-C 63.00 66.00
SDK D63-98-04-27-12-C 63.00 98.00
SDK D80-66-05-32-12-C 80.00 66.00
SDK D80-109-05-32-12-C 80.00 109.00
SDK D100-76-06-40-12-C 100.00 76.00
SDK D100-130-06-40-12-C 100.00 130.00

() With coolant nozzles for high pressure coolant
2 Number of flutes
() Number of inserts

Spare Parts

S

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

DCONMS CICT® DHUB
5 27.00 25 60.00 A 0.94
5 27.00 25 60.00 A 0.94
4 27.00 24 60.00 A 1.07
4 27.00 36 125.00 60.00 A 1.38
5 32.00 30 77.60 A 2.06
5 32.00 50 143.00 77.60 A 3.06
6 40.00 42 110.00 92.00 A 3.97
6 40.00 72 165.00 92.00 A 5.87
/ & /

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR M12X65 DIN912

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SWE-T SR M12X65 DIN912

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR M12X80 DIN912

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR M12X110 DIN912

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR M16X70 DIN912

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR M16X120 DIN912

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR M20X85 DIN912

SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR M20X140 DIN912

Member IMC Group
1y
A ]| ||




UAD

SDHW/T 100408
Square Inserts for Machining
Titanium, High Temperature
Alloys and Stainless Steel

& AR

Designation

SDHT 100408-PDEN (1)
SDHW 100408-TN (2
SDHW 100408-TN-CS (3

M) First choice for machining stainless steel

(@ First choice for machining titanium
3 Chip splitting cutting edge

Xauap

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

Designation

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

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

—
Lo
s =
Dimensions Tough <— Hard Recommended Machining Data
(=]
N N o f
23| 8 :
L S RE [ [ [ (mm/t)
10.00 4.50 0.80 ° ° 0.05-0.10
10.00 4.50 0.80 ° . ° 0.05-0.12
10.00 4.50 0.80 (] 0.05-0.12
Dimensions Tough <— Hard Recommended Machining Data
o S -
8 B :
L S RE & [ (mm/t)
12.70 4.90 0.80 ° 0.05-0.15
12.70 4.94 0.80 ° ° 0.05-0.15
DUSTRY4.0
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NANSFEED

NANO FEED MILL

Miniature 8-10 mm
High Feed Endmill Line
Nano Master

Smallest Indexable Insert Combined

09006

LOGI




NANSFEED
NANO FEED MiILL OAL
FFT3 EFM-02 LH &=/ Qﬂ N
Small Diameter Endmills LY =
Carrying Single-Sided Triangular Dt)X be i e @ %4 @
Inserts for Fast Feed Milling v
L APMX Q
W\

Dcxm DC APMX AE( CICT® LU LH OAL DCONMS Shank® RMPX® MDN® MDX™ <] MIID® Q@

3 EFM D08-2-060 r4 800 220 060 29 2 17.0 200 60.00  10.00 C 10.8 1020 156.00 0.03  FFT3 TXMT 0201205T 05
43 M D08-2-080 P4 800 220 060 29 2 260 300 8000  12.00 C 10.8 1020 156.00 0.05  FFT3 TXMT 0201205T 05
3 EFM D10-3-070 7Y 1000 420 060 29 3 1956 200 70.00  10.00 C 47 1420 19.00 0.04  FFT3 TXMT 0201205T 05
3 EFM D10-3-090 P 1000 420 060 29 3 300 330 9000  12.00 C 47 1420 19.00 0.06  FFT3 TXMT 0201205T 05

© Radius for programming 1.1 mm e To generate a straight surface without cusps, the width of cut must not exceed DC
™) Cutting diameter maximum @ Maximum plunging width @ Number of inserts 4 C-Cylindrical ¥ Maximum ramping angle (® Machinable diameter minimum for interpolation
(1) Machinable diameter maximum for interpolation 8 Master insert identification ® Recommended tightening torque (N*m) for insert screw

S »

AP SRM2X0.4-29 T6-HG® T-6/5 MAGNET 3X3

(8 Recommended tightening torque:0.5 N*m

Spare Parts

NANO FEED MILLEED LF OAL ‘

FFT3 EFM-MM 02 Fo 1 i &=/ Qﬂ N

Small Diameter Endmills with i el =

a MULTI-MASTER Threaded DeX —H- THSZMS DCONMS @ @g @

Adaptation Carrying Triangular l m ¢ l

Inserts for Fast Feed Milling AP | L ” - Q
T

O
DCX(‘l DC APMX AE(2 CICT® LF DCONMS THSZMS OAL DRVS® RMPX® MDN® Mpxm L1 MIID® TQQ

FFT3 EFMD08/.31-2MMT05-0 800 220 060 29 2 1000 760 T05 1675 55 10.8 1020 15.00 0.01 FFT3TXMT 0201205T 05
GER DDA [T O]E R 1000 420 060 29 3 1000 970 T06 1630 80 47 1420 19.00 0.01 FFT3 TXMT 0201205T 05
e Radius for programing 1.1 mm e To generate a straight surface without cusps, the width of cut must not exceed DC
M) Cutting diameter maximum @ Maximum plunging width @ Number of inserts ) Key flat size ) Maximum ramping angle (6 Machinable diameter minimum for interpolation
(M) Machinable diameter maximum for interpolation @ Master insert identification © Recommended tightening torque (N*m) for insert screw

Spare Parts
& >
TP SRM2X04-29 T6-HG T-6/5 MAGNET X3
NANSFEED
NANO FEED MiLL <»S1 ﬂ / ®
FFT3 TXMT 02 s *‘ &=/ Qﬂ
Triangular Miniature Inserts for Fast . \ -
Feed Miling at Small Depth of Cut @ J @
S
Dimensions Recommended Machining Data
§ ap f,
Designation INSL IC RE S S1 &) (mm) (mm/t)
FFT3 TXMT 020105T 3.66 2.00 0.50 1.10 1.56 [ 0.20-0.60 0.20-0.45
e For side plunging, the initial cutting feed is 0.06 mm/t
Application Range FFT3-02
ap Face and profile milling ap Pocket milling
(mm) (mm)
0.8 0.8
0.6 0.6
0.4 0.4
0.2 0.2
02 04 06 08 10 fz(mmA 02 04 06 08 10 fz(mmA
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MICROSFEED

MF 300 ENDMILL
Miniature High Feed
10-16 mm

Micro Master

0

o\ _—

©dO 6

LOGI




MICROJFEED

MF 300 ENDMILL OAL |

FFT3 EFM-03 A " =7 Qﬂ N
Endmills Carrying Single- -1 =
Sided Small Trigon Inserts L DC?)NMS @ %4 @
for Fast Feed Milling

1

DCX" DC APMX AE@ CICT® LH OAL DCONMS Shank® RMPX® MDN® MDX? is] MilD® TQ(

FFT3 EFM D10-2-080-C10-03 [T0X00 RN (RN 0): 0} 22 2 200 80.00 10.00 C 6.9 1560  19.00 0.11 FFT3 WXMT 030206T 0.5
GAaERd PR PING PREE 1200 7.60 060 22 3 25.0 120.00 12.00 C 47 1960 2300 0.14 FFT3 WXMT 030206T 0.5
FFT3 EFM D16-4-140-C16-03 [ [cXo/o RN R ¢/ Ros00) 22 4 35.0 140.00 16.00 C 29 2760 31.00 018 FFT3WXMT 030206T 0.5

© Radius for programming 1.1 mm e To generate a straight surface without cusps, the width of cut must not exceed DC

() Cutting diameter maximum

2 Maximum plunging width

@) Number of inserts

(4) C-Cylindrical

8) Maximum ramping angle

(6) Machinable diameter minimum for interpolation

(M) Machinable diameter maximum for interpolation

(8 Master insert identification

) Recommended tightening torque (N*m) for insert screw

Spare Parts

> 7

| FFTSEFM-03 | TS 18041/HG T6IP/51
MICROFEED

MF 300 ENDMJLL

FFT3 EFM-MM 03 =7
Endmills with a MULTI-MASTER j T @ R
THSZMS DCONMS /3\ jj

A
Threaded Adaptation Carrying 2
Single-Sided Small Trigon ; D |
Inserts for Fast Feed Milling APMX_ — i @?
i: -
Designation DCX" DC APMX AE(2 CICT® LF DCONMS THSZMS OAL DRVS# RMPX® MDN® MDX® kol MiiD®@ Q@

NS DAL R ERY 10.00 560 060 22 2 1000 970 T06 16.30 80 6.9 156,60 19.00 0.02 FFT3 WXMT 030206T 0.5
GAERdDIPTEYEI [Th 1 20R 1200 760 060 22 3 1500 1170 T08 2250 100 47 19.60 23.00 0.03 FFT3 WXMT 030206T 0.5
FFT3 EFMD16/.63-4MMT10-03 [ [cXo/ol § N R0 Xs R 4 2000 1530 T10 31.30 130 29 27.60 31.00 0.05 FFT3WXMT 0302067 0.5

* Radius for programming 1.1 mm e To generate a straight surface without cusps, the width of cut must not exceed DC

() Cutting diameter maximum

@ Maximum plunging width

@) Number of inserts

@) Key flat size

5) Maximum ramping angle

(6) Machinable diameter minimum for interpolation

(M) Machinable diameter maximum for interpolation

(8) Master insert identification

9 Recommended tightening torque (N*m) for insert screw

Y

Q| @

Spare Parts

» 7

[(FFTa EFMMM 05 IR TP

MICROZFEED

FFT3 WXMT 03 > Qﬂ Q

&=/
Single-Sided Small Trigon R
Inserts for Fast Feed Miling N/ Nl
S

Dimensions Tough <— Hard Recommended Machining Data
b 3
159 o ap f;
Designation IC S RE APMX e e (mm) (mm#t)
FFT3 WXMT 030206T 4.20 2.20 0.60 0.60 [ ° 0.20-0.60 0.20-0.80

® For side plunging, the initial cutting feed is 0.08 mm/t

DUSTRY 4.0
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LOGIQLFEED

HIGH FEED MILLING

High Feed Milling
12-52 mm
Twist Master




LOGIQLFEED
| OAL |

FFX4 ED * | T \ =7 Qﬂ N/
Endmills Carrying Small Double- T Y s f =
Sided "Bone Shape" Inserts with 4 DCX DG { ) DCONMS @ ! @
Cutting Edges for Fast Feed Milling LA M_I L) |

L Iarmx Q f

LAV

(@]
DCX(') DC APMX AE@ CICT® LH KAPR OAL DCONMS RMPX® MDN® MDX® Shank® MIID® Q@

P CYDIPAEVE[ G PRCY 1200 460 080 37 1 300 170  90.00 12.00 3.6 16.60 23.00 0.07  FFX4 XNMU 040310T 0.9
59 CH-DREP R R RS 1600 860 080 37 300 170 12000  16.00 43 2460 31.00 0.16  FFX4 XNMU 040310T 0.9
39 CY-DRCEPRVENRVPLEGEY 1600 860 080 37 500 170 11000  20.00 43 2460 31.00 0.20  FFX4 XNMU 040310T 0.9
39 CH-DPLEENE R LB 2000 1260 080 37 500 17.0 14000  20.00 2.7 3260 39.00 0.29  FFX4 XNMU 040310T 0.9
3. CY D PLEENERVPLEGEY 2000 1260 080 37 600 17.0 12000  20.00 2.7 3260 39.00 0.24  FFX4 XNMU 040310T 0.9
39 CY-DPIEV RN R LB 2500 17.60 080 37 60.0 170 15000  25.00 1.8 42,60  49.00 050  FFX4 XNMU 040310T 0.9
139 CH-DPLEREL R PLIEEY 2500 17.60 080 3.7 80.0 17.0 14000  25.00 1.8 4260 49.00 0.45  FFX4 XNMU 040310T 0.9
39 CY-DEPRFNENREPIY 3200 2460 080 37 800 17.0 15000  32.00 1.2 56.60 63.00 0.80  FFX4 XNMU 040310T 0.9
39, CH-DEPERPIS PR Y 3200 2460 080 37 5 1200 17.0 20500  32.00 1.2 56.60 63.00 1.02  FFX4 XNMU 040310T 0.9

* Radius for programming 1.8 mm e To generate a straight surface without cusps, the width of cut must not exceed DC

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

(6) Machinable diameter maximum for interpolation 7 C-Cylindrical, W-Weldon ® Master insert identification (® Recommended tightening torque (N*m) for insert screw

[ N O RO U N
O=T=Z0=0=00

Spare Parts

$ 7

(FrxaEp  ECIUEORT 7

LoGIQLFEED
MULTI-HASTER B e [
FFX4 ED-MM ¥ l @ Qﬂ @d

Endmills with MULTI-MASTER
Adaptation Carrying Small "Bone
Shape" Inserts with 4 Cutting

9| F
Edges for Fast Feed Milling
DCX(" DC CICT@ APMX AE( THSZMS LF OAL DCONMS RMPX@ MDN® MDX® DRVS(® @ MiID® TQ©@

FFX4 ED16/.63-2-MMT10-04 JR[cKo R0} 2 0.80 8.7 T10 20.00 31.75 15.20 43 2460 31.00 130 0.02 FFX4 XNMU 040310T 0.9
* Radius for programming 1.8 mm e To generate a straight surface without cusps, the width of cut must not exceed DC
() Cutting diameter maximum @ Number of inserts ) Maximum plunging width # Maximum ramping angle ) Machinable diameter minimum for interpolation
(6) Machinable diameter maximum for interpolation () Key flat size ® Master insert identification © Recommended tightening torque (N*m) for insert screw

Spare Parts

S 7

[Frxe ED-Mm IR T

LOGIOLFEED oA

HIGH FEED MILLING

FLEXFiT o ‘ ; 7| S| ®
FFX4 ED-M » e };s:zrvls DOONMS A QD «;

Endmills with FLEXFIT Adaptation e ¢
Carrying Small "Bone Shape" DRVS @? f
for Fast Feed Milling

Inserts with 4 Cutting Edges
Designation DCX® DC CICT@ APMX AE(® THSZMS LF OAL DCONMS RMPX# MDN® MDX® DRVS® kol MIID® TQ@

D CH-DPIVAEEE R OENC I 2000 1260 3 080 37 M10 2500 4500  18.00 2.7 3260 3900 150 0.04 FFX4XNMU040310T 09
39 CH-DPITRERE A PR 2500 17.60 4 080 37 M12  30.00 52.00  21.00 1.8 4260 49.00 190 008 FFX4 XNMU040310T 0.9
39 CROEPIATIRE I EY 3200 2460 5 080 37 M16 3500 60.00  29.00 1.2 5660 6300 27.0 0.18 FFX4 XNMU040310T 0.9
FFX4 ED35/1.38-5-M16-04 X URPYACURE: 080 37 M16 3500 60.00  29.00 1.1 6260 69.00 250 020 FFX4XNMU040310T 0.9
FFX4 ED42/1.65-6-M16-04 X 07 Xs ) 080 37 M16 4000 6500  29.00 0.8 7660 8300 250 000 FFX4XNMU040310T 0.9

® Radius for programming 1.8 mm e To generate a straight surface without cusps, the width of cut must not exceed DC

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

(6) Machinable diameter maximum for interpolation () Key flat size ® Master insert identification © Recommended tightening torque (N*m) for insert screw

Spare Parts

& 7

(FrxeEDM ISV T
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LOGIQLFEED

HIGH FEED MILLING

FFX4 FD

Face Mills Carrying Small "Bone
Shape" Inserts with 4 Cutting

Edges for Fast Feed Milling

%

5%

Y

MDX®  Arbor %} MIID®)

FFX4 FD032-5-16-04
FFX4 FD040-6-16-04
FFX4 FD042-6-16-04
FFX4 FD050-7-22-04
FFX4 FD052-7-22-04

() Cutting diameter maximum
) Number of inserts

3 Maximum plunging width
@) Maximum ramping angle

) Machinable diameter minimum for interpolation
(6) Machinable diameter maximum for interpolation

(M Master insert identification

8 Recommended tightening torque (N*m) for insert screw

Spare Parts

Designation

FFX4 FD032-5-16-04
FFX4 FD040-6-16-04
FFX4 FD042-6-16-04
FFX4 FD050-7-22-04

FFX4 FD052-7-22-04

LogiQdFEED

FFX4 XNMU
Small "Bone Shape" Inserts

Cutting Edges for Fast Feed Milling

Designation

FFX4 XNMU 040310HP
FFX4 XNMU 040310RM-H
FFX4 XNMU 040310T

DC CICT@ APMX AE(® OAL DCONMS DHUB RMPX4 MDN® TQ@®
32.00 24.60 6 0.80 3.7 40.00 16.00 38.00 12 56.60 63.00 A 0.12 FFX4 XNMU 040310T 0.9
40.00  32.60 6 0.80 3.7 40.00 16.00 38.00 0.9 72.60 79.00 A 0.23 FFX4 XNMU 040310T 0.9
42.00  34.60 6 0.80 3.7 40.00 16.00 38.00 08 76.60 83.00 A 0.00 FFX4 XNMU 040310T 0.9
50.00  42.60 7 0.80 37 40.00 22.00 48.00 0.7 92.60 99.00 A 0.39 FFX4 XNMU 040310T 0.9
5200  44.60 7 0.80 3.7 40.00 22.00 48.00 0.7 96.60  103.00 A 0.00 FFX4 XNMU 040310T 0.9
e Radius for programming 1.8 mm e To generate a straight surface without cusps, the width of cut must not exceed DC
SR M2.5X6-T7-60 T-7/51 SR M8X25-D11.5
SR M2.5X6-T7-60 T-7/51 SR M8X25DIN912
SR M2.5X6-T7-60 T-7/51 SR M8X25DIN912
SR M2.5X6-T7-60 T-7/51 SR M10X25 DIN912
SR M2.5X6-T7-60 T-7/51 SR M10X25 DIN912
with 4 @ o @?
Dimensions Tough <— Hard Recommended Machining Data
N o o 8 0 o
g1 3|88 |8|s B g
INSL St RE Wi S| |e|e oo (mm) (mm/)
9.58 3.97 1.00 716 . [ ° L] 0.20-0.80 0.20-0.90
P 9.58 3.97 1.00 716 [ 0.20-0.80 0.20-0.90
9.58 3.95 1.00 7.16 ° ° ° 0.20-0.80 0.20-1.20
9.58 3.95 1.00 716 [ 0.20-0.80 0.20-1.20

FFX4 XNMU 040310RM-T

e For side plunging, the initial cutting feed is 0.1 mm/t e HP- for austenitic stainless steel and high temperature alloys e T- for steel, ferritic and martensitic stainless steel,
cast iron and hardened steel e RM-renforced type insert

Member IMC Group




MiLidFEED
High Feed Face Milling
22-160 mm Diameter

Feed Master

2030
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mikilYFEED

OAL
FFQ4 D-W-09 m Q Qﬂ

Fast Feed Endmills Carrying Single- —
Sided Inserts with 4 Cutting Edges T ® @ 5

&

DeX BO DCONMS
¢ L‘Q\ l 5]
1@ @
| APMX
Designation DC DCX" APMX AE(2 CICT® LU LH DCONMS OAL RMPX“ MDNE MDX®e @ MIID® TQ(@®
FFQ4 D022-2-044-W20-09 [ R A 2 - 440 2000 9400 82 2970 4300 0.9 FFQ4 SOMTO090412T 20
STV PIENIRTPIREY 1070 2500 120 7.1 3 - 500 2500 11000 55 3570 49.00 025  FFQ4 SOMTO090412T 2.0
STV PR RYRDIREY 1770 3200 120 7.1 4 - 640 2500 12000 32 4970 6300 050  FFQ4SOMTO090412T 20

FFQ4 D035-5-070-W32-09 R0y iX0) 1.20 71 5 68.5 70.0 32.00 130.00 2.7 5570  69.00 070  FFQ4 SOMT 090412T 2.0
¢ Radius for programming 2.5 mm e To generate a straight surface without cusps, the width of cut must not exceed DC e For slot milling or machining with high tool
overhang, the maximum depth of cut should be reduced by 50%.

() Cutting diameter maximum

) Maximum plunging width

3 Number of inserts

@) Maximum ramping angle

8) Machinable diameter minimum for interpolation

(6) Machinable diameter maximum for interpolation

(M) Master insert identification

8 Recommended tightening torque (N*m) for insert screw

Spare Parts

e /

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

@ Recommended tightening torque:2.0 N*m

il idFEED | onL
e L F——»
FFQ4 D-M-09 =|® Qﬂ
Fast Feed Endmills with T -
FLEXFIT Threaded Adaptation DCX DC ml THQZMS DCONMS ® @ /1
Carrying Single-Sided Inserts | v
with 4 Cutting Edges l i@ @? &'i
| LAPMX DRVS

O
DC DCX" APMX AE(2 CICT® LF OAL DCONMS THSZMS RMPX® MDN® MDX® DRvsm 1 wipe Q0@

FFQ4 D022-02-M10-09 A Rr»H0/d B W] 7.1 2 25.00 45.00 18.00 M10 8.2 29.70  43.00 150  0.04 FFQ4 SOMT 0904127 2.0
FFQ4 D025-02-M12-09 JRTol (o Jr:3o/s B ] 7.1 30.00 52.00 21.00 M12 5.5 356.70  49.00 170  0.05 FFQ4 SOMT 090412T 2.0
FFQ4 D025-03-M12-09 JuloN/{0Rrsy0/d B W] 7.1 30.00 52.00 21.00 M12 5.5 356.70  49.00 170 0.07 FFQ4 SOMT 0904127 2.0
FFQ4 D032-03-M16-09 JRAr( I/ B W] 7.1 35.00 60.00 29.00 M16 32 49.70  63.00 250  0.14 FFQ4 SOMT 090412T 2.0
FFQ4 D032-04-M16-09 JRVA7( N720/d N W] 7.1 35.00 60.00 29.00 M16 32 49.70  63.00 26,0 0.14 FFQ4 SOMT 090412T 2.0
FFQ4 D035-05-M16-09 Jrl(VR!: Y0/, W2l 7.1 35.00 60.00 29.00 M16 2.7 56.70  69.00 250 0.16 FFQ4 SOMT 090412T 2.0
FFQ4 D040-05-M16-09 Jru(oR: oo/ W2l 7.1 5 35.00 60.00 29.00 M16 2.0 65.70  79.00 2560 0.18 FFQ4 SOMT 090412T 2.0

¢ Radius for programming 2.5 mm e To generate a straight surface without cusps, the width of cut must not exceed DC e For slot milling or machining with high tool

overhang, the maximum depth of cut should be reduced by 50%.

() Cutting diameter maximum

) Maximum plunging width

3 Number of inserts

@) Maximum ramping angle

5) Machinable diameter minimum for interpolation

(6) Machinable diameter maximum for interpolation

™) Key flat size

8 Master insert identification

® Recommended tightening torque (N*m) for insert screw

OB~ W W N

Spare Parts

S /

FFQ4 D-M-09 SR M3X0.5-L7 .4 IP9@ |P-9/151
@ Recommended tightening torque:2.0 N*m

Member IMC Group
o=
A ]| ||



m'LA4"EED ~SDHUB

FFQ4 D-09 & e R o= @

Fast Feed Face Mills A L] —

Carrying Single-Sided Inserts I"_.", \ OAL ® @ %
)

with 4 Cutting Edges I%Iﬁ\

"o | ! Sl

(@]
DC  DCX" APMX AE( CICT® OAL DCONMS DHUB RMPX® MDN® MDX® Arbor AZ1 MIID® Q@

FFQ4 D40-05-16-09 2570 40.00 1.20 71 5 35.00 16.00 38.00 2.0 65.70 79.00 A 0.17 FFQ4 SOMT 090412T 2.0
FFQ4 D50-07-22-09 3570 50.00 1.20 7.1 7 40.00 22.00 48.00 1.5 85.70 99.00 A 0.32 FFQ4 SOMT 090412T 2.0
FFQ4 D52-07-22-09 3770 52.00 1.20 71 7 40.00 22.00 48.00 14 89.70  103.00 A 0.34 FFQ4 SOMT 090412T 2.0
FFQ4 D63-08-22-09 48.70  63.00 1.20 71 8 45.00 22.00 48.00 1.1 111,70 125.00 A 049 FFQ4 SOMT 090412T 2.0

* Radius for programming 2.5 mm e To generate a straight surface without cusps, the width of cut must not exceed DC

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

() Cutting diameter maximum

@ Maximum plunging width

(@) Number of inserts

@) Maximum ramping angle

8) Machinable diameter minimum for interpolation

(6) Machinable diameter maximum for interpolation

() Master insert identification

8) Recommended tightening torque (N*m) for insert screw

Recommended Machining Conditions for FFQ4-09 Fast Feed Mills

Workpiece Material D.0.C. ap [mm] . Feed fz [mm/tooth]
ISO class ISCAR Typical materials Insert | Carbide Cutting
- speed Vc - Coolant
DIN/ISO | Description | mat. Ha'f";ess’ AISI/SAE/ | DIN | type | grade :‘:“:": "\ | Range | [rn/min] ::‘;:’: "\ | Range
513 group* ASTM W.-Nr.
1C808 150-220 1.2 0.5-1.5 Dry
Non-alloy steel =6 130-180 1020 1.0402 1C830 120200 13 0515 Dry/Wet
1C808 140-200 1.2 03551135 Dry
Low alloy steel e alsut et e 1C830 120-180 1.3 05-15 Dry/Wet
HRC 1C808 130-180 1.2 0.5-1.4 Dry
. 35-42* SIS VU || TR 1C830 e e 120-160 1.2 0.5-1.4 Dry/Wet
High alloy IC808 120-170 1.2 0.5-1.4 Dry
steel 1041 | 200-220 gl L 1C830 100-150 1.3 0.5-1.4 Dry/Wet
Ferritic/martensitic 1C808 110-160 1.2 0.5-14 Dry
stainless steel 1213 200 420 14021 1C830 100-150 1.3 0.5-14 Dry/Wet
o 3 TS
statmlelss 14 200 304L 1.4306 HP 105820 1.0 0.4-1.2 100160 0 0513 Wet
stee IC882 80-130 1.0 0514
. 0.6025
Gray cast iron 15-16 250 Class 40 (GG25) IC810 150-220 1.2 0.5-1.5
. Olass 65| 0.7050 | |/ FM-T 100412 Dry
Nodular cast iron 17-18 200 4512 (GGG50) IC810 120-200 1.2 0.5-1.5
1C882 20-30 0.6 0.4-1.0
1C5820 23-35 0.6 0.5-1.0
o 33-35 340 Inconel 718 2.4668 10830 5335 06 051.0
1C808 25-40 0.6 0.4-1.0
te”;ﬁz;zt“re s | T [Ocee | M0 |%472 a0 06 0.51.0 et
y 1C5820 20-30 0.6 0.4-1.0
s6-87 ;Rﬁ) AMS R56400 mgﬁ"‘v 10830 20-45 06 05-1.0
] ) 1C808 20-30 0.6 0.5-1.0
Hardened steel 38 HRC 45-49 HARDOX 450 plate T/RM-T | 1C808 1.0 0.4-1.2 50-75 0.5 0.4-0.5 Dry
* ISCAR material group in accordance with VDI 3323 standard ** Quenched and tempered
For machining in unstable conditions, the recommended cutting data should be reduced by 20-30%
o Application Range FFQ4-09
1.2
1.0
Spare Parts 0.8

e 2 /7

LR 2OV RO SR M3X0.5-L7.4 IP9@  |P-9/151 SR M8X25DIN912

LR ED Ry B PEGER SR MBX0.5-L7.4 IP9@  IP-9/151 SR M10X25 DIN912

e RO PRy B PRGN SR MBX0.5-L7.4 IP9@  IP-9/151 SR M10X25 DIN912

LR ERENEEPPEGER SR MBX0.5-L7.4 IP9@  IP-9/151 SR M10X30 DIN912
(a) Recommended tightening torque:2.0 N*m

0.4

0.2

0.2 04 06 08 1.0 12 14 16 2 (mmny

DUSTRY 4.0

MACHINING\WYELLIGENTLY
D



miLidFEED
FFQ4 D-12
Fast Feed Face Mills

Carrying Single-Sided Inserts

with 4 Cutting Edges

~—DHUB —
DCONMS

Y
~
r

&=
®|®
Y

MDX®© %

DC DCX® APMX AE@2 CICT® OAL DHUB DCONMS Arbor RMPX4 MDN® MIID® TQ®
FFQ4 D040-3-16-12 [ERIX0 (R I0X0(] 1.50 10.0 3 4500  38.00 16.00 A 43 58.00 7900 023 FFQ4 SOMT 120516HP 4.8
FFQ4 D040-4-16-12 |EREKvOR0X0y 1.50 10.0 4 4500  38.00 16.00 A 43 58.00 7900 022 FFQ4 SOMT 120516HP 4.8
FFQ4 D050-4-22-12 X0/ R:I0X00) 1.50 10.0 4 50.00  48.00 22.00 A 2.7 78.00 99.00  0.38 FFQ4 SOMT 120516HP 4.8
FFQ4 D050-5-22-12 |peXo 0 Iumoloy 1.50 10.0 5 50.00  48.00 22.00 A 2.7 78.00 99.00  0.37 FFQ4 SOMT 120516HP 4.8
FFQ4 D052-5-22-12 [RPIXJR71] 1.50 10.0 5 50.00  48.00 22.00 A 25 81.00  103.00 0.39 FFQ4 SOMT 120516HP 4.8
FFQ4 D063-6-22-12 [ANo RGN0 1.50 10.0 6 50.00  48.00 22.00 A 1.8 10400 125.00 050 FFQ4 SOMT 120516HP 4.8
FFQ4 D066-6-27-12 [R<X0 (R X0l) 1.50 10.0 6 50.00  60.00 27.00 A 1.6 109.00 131.00 0.65 FFQ4 SOMT 120516HP 4.8
FFQ4 D080-7-27-12 |sXo R0y 1.50 10.0 7 50.00  60.00 27.00 A 1.2 13800 159.00 0.84 FFQ4 SOMT 120516HP 4.8
FFQ4 D100-8-32-12 A0 RmIo0Xo0) 1.50 10.0 8 50.00  78.00 32.00 B 0.9 17800  199.00 1.30 FFQ4 SOMT 120516HP 4.8
* Radius for programming 3.1 mm e To generate a straight surface without cusps, the width of cut must not exceed DC
e For slot milling or machining with high tool overhang, the maximum depth of cut should be reduced by 50%.
() Cutting diameter maximum
2 Maximum plunging width
@) Number of inserts
4 Maximum ramping angle
8) Machinable diameter minimum for interpolation
(6) Machinable diameter maximum for interpolation
() Master insert identification
(8) Recommended tightening torque (N*m) for insert screw
Recommended Machining Conditions for FFQ4-12 Fast Feed Face Mills
Feed fz
Workpiece Material D.O.C. ap [mm]| Cutting [mm/tooth]
ISO class ISCAR i i speed
DIN/ISO mat. | Hardness, Typical representstive Insert | Carbide | Recom- Ve, Recom-
513 Description group* HB AISI/SAE/ASTM| DIN W.-Nr. type | grade | mended| Range| [m/min] | mended | Range | Coolant
Non-alloy 1C808 150-220 1.5 0.5-2.0 Dry
steel 19 10tey 102y 10202 1C830 140-200 1.6 | 0.5-2.0 [ Dry/Wet
1C808 140-200 1.5 0.5-2.0 Dry
Low alloy 68 | 260-300 4340 1.6582 IC830 120180 | _1.6 | 0.52.0] Dry/Wet
steel HRC T/ 1C808 130-180 1.5 0.5-1.8 Dry
® | s5a2+ 8185 18710 | gyt [Cicsso | '° [9%79[7201460 [ 1.5 | 0.51.8] Dry/Wet
High alloy -~ ~ 1C808 120-170 1.3 0.5-1.8 Dry
steel 10-11 ] 200-220 His 1.2344 IC830 100-150 |_1.4__| 0.5-1.8] Dry/Wet
Ferritic/martensitic 1C808 110-160 1.3 0.5-1.8 Dry
stainless steel I AL S IO 1C830 100-150 1.4 0.5-1.8 | Dry/Wet
Austenitic 1C830 80-140 1.0 0.5-1.5
) HP/ 1C808 100-160 1.0 0.5-1.5
stz;utrélglss 14 200 304L 1.4306 RM-HP[1C5820 15 [05-15 100-160 ) 0516 Wet
1C882 80-130 1.0 0.5-1.8
Gray cast iron 15-16 250 Class 40 0.6025 (GG25) To0/T 1C810 15 los15 150-220 1.5 0.5-2.0 D
Nodular castiron | 17-18 200 Class 65-45-12 | 0.7050 (GGG50) 1C810 ) " 71.120-200 1.5 0.5-2.0 Y
1C830 23-35 0.7 0.5-1.0
1C808 25-40 0.7 0.4-1.0
High 33-35 340 Inconel 718 2.4668 1C5820 5335 0.7 0510
temperature HP/ 1C882 : 20-30 0.7 0.5-1.0
alloys RM-HP| IC830 U= (0Kl 20-45 0.7 0.5-1.0 iz
. HRC 3.7165 1C808 20-30 0.7 0.4-1.0
CaeH 35-40 AN RSE400 (TiBAI4V) 1C5820 20-30 0.7 0.5-1.0
1C882 20-30 0.9 0.5-1.0
Hardened steel 38 |HRC 45-49 HARDOX 450 plate RM-T/T| 1C808 1 0.5-1.5| 50-75 0.5 0.4-0.5 Dry
* ISCAR material group in accordance with VDI 3323 standard
** Quenched and tempered
For machining in unstable conditions, the recommended cutting data should be reduced by 20-30%.
ol Application Range FFQ4-12
1.6
Spare Parts
1.4
& ¢ /S L &L
e TR L P LB B (G P SR M4X0.7-L9.6 P15 SW6-T BLD IP15/S7 SR PS 118-0416 ’
e TR L P G B GRS P SR M4X0.7-L9.6 IP15 SW6-T  BLD IP15/S7 SR PS 118-0416 1.0
e LSO LETV R B2 28 P SR M4X0.7-L9.6 IP15 SW6-T BLD IP15/S7 SR M10X35 DIN912
eSO LETECER R IR P SR M4X0.7-L9.6 IP15 SWB-T  BLD IP15/S7 SR M10X35 DIN912 08
e LR LR P 2 P SR M4X0.7-L9.6 IP15 SWB-T  BLD IP15/S7 SR M10X35 DIN912 0.6
eSO DGR RGPS P SR M4X0.7-L9.6 IP15 SWB-T  BLD IP15/S7 SR M10X35 DIN912
e TR DGR 8 P SR M4X0.7-L9.6 IP15 SW6-T BLD IP15/S7 SR M12X30 DIN912 0.4
LR D E S 208 8 P SR M4X0.7-L9.6 IP15 SW6-T  BLD IP15/S7 SR M12X30 DIN912
L T O P PR SR M4X0.7-19.6 P15 SW6-T BLD IP15/S7 02

0.2

0.4

0.6

0.8 1.0

1.2

14 16 18 20

Member IMC Group

A= lhe"
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FFQ4 D-17

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

bt
&
&

Q
DCX(‘) DC APMX AE(2 CICT® OAL DCONMS Da DHUB RMPX“ MDN® MDX® CSP®™ Arbor ko] MIID® TQ(9

LI LELEEE YA Pl 80.00 5080 300 146 6 50.00 2700  27.00 60.00 12 13080 159.00 1 A 0.78 FFQ4 SOMT 170625T 9.0
LR DLy E PR bl 100.00 7080 3.00 146 7 50.00 3200  32.00 78.00 08  170.80 199.00 1 A 1.18  FFQ4 SOMT 1706257 9.0
e FR R PLEGER DR S 12500 9580 3.00 146 8 63.00 4000  40.00 92.00 06  220.80 249.00 1 B 248 FFQ4 SOMT 1706257 9.0
P CO (LI b 160.00 130.80 3.00 146 10 6300  40.00  40.00 95.00 02 29080 31900 O C 290 FFQ4 SOMT 1706257 9.0
® Radius for programming 5.5 mm e To generate a straight surface without cusps, the width of cut must not exceed DC

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

() Cutting diameter maximum

) Maximum plunging width

(3 Number of inserts

@) Maximum ramping angle

5) Machinable diameter minimum for interpolation

(6) Machinable diameter maximum for interpolation

(™ 0 - Without coolant supply, 1 - With coolant supply

(8 Master insert identification

9) Recommended tightening torque (N*m) for insert screw

&=
®

Recommended Machining Conditions for FFQ4-17 Fast Feed Mills

Workpiece material .
\SCAR Tvoical material Insert Carbide D.O.C. | Cutting Feed
o Hardness. ypical materia ap | speedVc fz Coolant
Description mat. ’ type grade /mi Jtooth
group* HB AISI/SAE/ASTM | DIN W.-Nr. (mm] | [m/min] | [mm/tooth]
1C808 150-220 0.5-2.0 Dry
Non-alloy =5 130-180 1020 1.0402 1C830 140-200 0520 Dry/Wet
1C808 140-200 0.5-1.8 Dry
Low alloy & AVEI G50 etz IC830 120-180 0.5-1.8 Dry/Wet
steel HRC 1C808 130-180 0.5-1.5 Dry
o 35-42* SlED Loy T/RM-T icg30 ] 1230 20160 | 0.51.56 | Drywet
. 1C808 120-170 0.5-1.5 Dry
High alloy 10-11 200-220 H13 1.2344 IC830 100150 0515 Dry/Wet
Ferritic/martensitic 1C808 110-160 0.5-1.5 Dry
stainless steel U219 200 A2 Halz 1C830 100-150 0.5-1.5 Dry/Wet
Austenitic 1C830 80-140 0.5-1.2
stainless 14 200 304L 1.4306 HP IC808 | 1.2-3.0| 100-160 0.5-1.2 Wet
steel 1C882 80-160 0.5-1.2
Grey cast iron 15-16 250 Class 40 0.6025 (GG25) T 1C810 1230 150-220 0.5-2.0 D
Nodular cast iron 17-18 200 Class 65-45-12 | 0.7050 (GGG50) IC810 T 120-200 0.5-2.0 v
1C830 25-35 0.4-0.8
High 33-35 340 Inconel 718 2.4668 1C808 25-40 0.4-0.8
temperature HP IC882 | 4 5.3, 2380 Dasol Wet
alloys HRC 3717 1C830 25-45 0.4-0.9
36-37 30-32 AMS R56400 6 A'l 4V EL) 1C808 20-40 0.4-0.9
1C882 20-40 0.4-0.9
Hardened
e 38 HRC 45-49 HARDOX 450 plate T/RM-T | IC808 | 1.2-3.0| 50-75 0.4-0.6 Dry
* ISCAR material group in accordance with VDI 3323 standard
** Quenched and tempered
For machining in unstable conditions, the recommended cutting data should be reduced by 20-30%
a Application Range FFQ4-17
(mm)
3.0
25
2.0
15
1.0
05
02 04 06 08 10 12 14 16 18 20 fzem
Spare Parts
& Y / ’
FFQ4 D080-06-27-17 SR M5-14 IP20 SW6-T BLD IP20/S7 SR M12X30 DIN912
FFQ4 D100-07-32-17 SR M5-14 IP20 SW6-T BLD IP20/S7
FFQ4 D125-08-40-17 SR M5-14 IP20 SW6-T BLD IP20/S7
FFQ4 D160-10-40-17 SR M5-14 [P20 SW6-T BLD IP20/S7

DUSTRY 4.0

BEZE \VIACHINING\WYELLIGENTLY
D



mthl4"EED e
FFQ4 SOMT 0904 ; AN AR
Square Single-Sided Inserts with 4 7\ —
Cutting Edges for Fast Feed Milling - &J . ® @ %‘
: =
Durd S B S
Dimensions Tough <— Hard Recommended Machining Data
N o 8 (=] o
N8| | 83| = 3 .
Designation L S RE c ||| o | o (mm) (mmA)
j;. *h* 0904 8.60 3.90 1.20 ° ° ° 0.50-1.20 0.40-1.50
j* “* 0904RM 8.60 3.80 1.20 ° 0.50-1.20 0.40-1.50
FQ4 ﬂﬁ 0904RM-HP 8.60 3.80 1.20 [ 0.50-1.20 0.40-1.50
Q4 SOMT 090412HP 8.60 3.80 1.20 [ o o o 0.50-1.20 0.40-1.40

e For side plunging, the initial cutting feed is 0.1 mm/t e T type for steel, ferritic and martensitic stainless steel, cast iron and hardened steel
* RM-.. type for interrupted cut and machining near straight shoulders wall e HP type for austenitic stainless steel and high temperature alloys

miLidJFEED -
FFQ4 SOMT 1205 =|® Qﬂ
Square Single-Sided Inserts with 4

0 OE

Cutting Edges for Fast Feed Milling

N
)

\

f

T

L——‘ s @?

Dimensions Tough <— Hard Recommended Machining Data
o o 8 (=] o

g1 28|83 @ £
Designation L S RE O | O |9 | 9| Q9 (mm) (mm/t)
P 12.70 5.20 1.60 o 0.50-1.50 0.40-1.80
12.70 5.20 1.60 o 0.50-1.50 0.40-2.00
12.70 5.20 1.60 ° ° ° o 0.50-1.50 0.40-1.80
12.70 5.20 1.60 [ L] 0.50-1.50 0.40-2.00
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 e 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 e T- for steel, ferritic
and martensitic stainless steel, cast iron and hardened steel e T20- for grey and nodular cast iron

wiiiidfFEED
FFQ4 SOMT 1706 = &=/ @ Qﬂ
Square Single-Sided Inserts with 4 ® @ @

Cutting Edges for Fast Feed Milling : =
Li L4J - Sf‘ @

Dimensions Tough <— Hard Recommended Machining Data
o o (=] o
S| 2| 8| & % 2
L S RE || o] o (mm) (mm/t)

FQA *' 06RN 17.50 6.00 2.50 o 1.20-3.00 0.40-2.00
FQ4 SO 706 25 P 17.50 6.00 2.50 ° ° ] 1.20-3.00 0.40-1.50
FQ4 *& 0625 17.50 6.00 2.50 ° ° o 1.20-3.00 0.40-2.00
Q4 SONM 06RM-HP 17.50 6.80 2.50 . 1.20-2.50 0.40-1.20

e For side plunging, the initial cutting feed is 0.1 mm/t
() For interrupted cut and machining next to shoulders on steel, stainless steel, cast iron and hardened steel
(@ For austenitic stainless steel and high temperature alloys
@) For steel, ferritic and martensitic stainless steel, cast iron and hardened steel
@ Chip splitting inserts
ap
(mm)
B0 m o e
2.0+

FFQ4-12

FFQ4-09 .

Tool Diameter
(mm)

Machining Power ]

Member IMC Group
o=
A ]| ||
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HI-FEED MILLING

Tangential High Feed

40-100 mm
Speed Master

(P)
© 6 & O

cusrb b M I
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TANGAFEED

FFV-D-R-VNO7

Fast Feed Shell Mill Carrying

®

&=/

Tangentially Clamped Inserts OAL @ Rdj

with 4 Cutting Edges )

L A 16 S
DC— | fAPMX ¥ @ ’f
DCX—

DCX® DC APMX AE@® CICT@ OAL DCONMS DHUB RMPX® MDN® MDX? Arbor & MIID® TQ(9
FFV D040-03-16-R-VNO7 (1) [IoXo/oRPI0/o B, 1) 75 3 60.00 16.00 25.00 3.0 6500  79.00 Special 0.36 FFVNMTO0706ZN-ER 4.8
FFV D050-05-22-R-VNO7 50.00 3500 1.50 7.5 5 50.00 22.00 48.00 32 85.00  99.00 A 0.47 FFVNMT 0706ZN-ER 4.8
FFV D063-06-22-R-VNO7 63.00 48.00 1.50 75 6 40.00 22.00 48.00 2.2 111.00  125.00 A 117 FFVNMT 0706ZN-ER 4.8
FFV D080-07-27-R-VNO7 80.00 65.00 1.50 75 7 50.00 27.00 60.00 15 145.00  159.00 A 081 FFVNMT 0706ZN-ER 4.8
FFV D100-08-32-R-VNO7 100.00 8500  1.50 75 8 50.00 32.00 78.00 12 185.00  199.00 B 1.61  FFVNMT 0706ZN-ER 4.8

¢ Radius for programming 2.8 mm e To generate a straight surface without cusps, the width of cut must not exceed DC

() Use with the supplied retention screw this screw was designed to be used instead of the standard cutter's frontal screw

(2) Cutting diameter maximum

3 Maximum plunging width

@ Number of inserts

) Maximum ramping angle

(6) Machinable diameter minimum for interpolation

(M Machinable diameter maximum for interpolation

(8) Master insert identification

9 Recommended tightening torque (N*m) for insert screw

Spare Parts

V. / 7 / r
FFV D040-03-16-R-VNO7 SR M4X0.7-L11.5 IP15 BLD IP15/57 SWe-T-SH SR M8X17-13685 HW 4.0
FFV D050-05-22-R-VNO7 SR M4X0.7-L11.5 IP15 BLD IP15/57 SWe6-T-SH SR PS 118-0271C
FFV D063-06-22-R-VNO7 SR M4X0.7-L11.5 IP15 BLD IP15/57 SWe-T-SH SR M10X25 DIN912
FFV D080-07-27-R-VNO7 SR M4X0.7-L11.5 IP15 BLD IP15/S7 SW6-T-SH
FFV D100-08-32-R-VNO7 SR M4X0.7-L11.5 IP15 BLD IP15/S7 SWe-T-SH

TANGLFEED .

Hi-FEED MILLING!

FF VNMT 0706 &=/ Q Qﬂ

Tangentially Clamped Inserts with 4 o

Cutting Edges for Fast Feed Miling ® @ @

9
Dimensions mzmﬂsng:g
o (=3 o
gl2(gs/g|8|§|8 |g|g| = | »
Designation W1 INSL RE S S|l | | Q|| |9 |9 9 (mm) (mm/t)
FF VNMT 0706ZN-ER (1) 6.40 15.00 1.00 9.05 ° ° ° ° ° ° ° ® | 050150 | 040-1.80
FF VNMT 0706ZN-ETR (2 6.40 15.00 1.00 9.05 ° ° ° ® | 050150 | 0.40-1.80

e For side plunging, the initial cutting feed is 0.1 mm/t
() For general applications
(2 Reinforced cutting edges for interrupted cut and unfavorable conditions

Member IMC Group

A= lhe"
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TORGMILL

PROFILING

Profile Milling
16-80 mm Diameters

Radius Master

006
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LQWILL (1) TReTNCU @4 4 @ @
TR6 ER 5exDC DOONMS &=
Multifunction Endmills that (2) TRFFTXMT & U
can Carry Four Different APMX |11 Q % ﬁ
Insert Geometries (3) TR TXMT & APMXU_| ] BATA
: LU —»|
@ TR45 TXMT & DIy , ‘
OAL Tool shown with TR6 TNCU inserts
IEETTEC T D CX( DCX_2 DCX_3 DCX 4 DC DC_2 DC_4 APMX APMX_2 APMX_3 APMX_4 APMXU® BHTA® CICT® LU LU_2 LU 3LU 4 LH
TR6 ER D16-50-2-C16-07 [IXo R [cXo VR [-Y0[0} = 14,00 12.10 ° 1.00 0.60 2.50 = 2.00 21.0 2 465 467 468 - 500
2000 2000 2000 - 1800 16.10 100 060 250 - 200 210 4 565567 568 - 600
2600 25.00 25.00 - 23.00 21.10 - 1.00 0.60 2.50 - 2.00 21.0 5 665657 668 - 700
3200 32.00 3200 - 30.00 28.10 - 1.00 0.60 2.50 - 2.00 21.0 6 755757 758 - 800
EEPIET) 2500 2500 2500 2680 2000 19.00 2060 250 080 400 300 420 205 3 650 652 649 651 700
G LIDEPR I REPRT) 3200 3200 3200 3380 27.00 2600 2760 250 080 400 300 420 205 4 750 752 749 75.1 80.0
LH2 LH3 LH4 OAL OAL2 OAL3 OAL 4 DCONMS MIID®! MIID_26 MIID_37 MIID_4te ﬁ
TR6 ER D16-50-2-C16-07 [0 AN:Ik] - 100.00 100.20 100.30 = 16.00 TR6 TNCU 070210  TRFF TXMT 0702  TR90 TXMT 070204 - 0.12
60.2  60.3 12000 120.20 120.30 - 20.00 TR6 TNCU 070210  TRFF TXMT 0702  TR90 TXMT 070204 0.22
TR6 ER D25-70-5-C25-07 [{VARN(K] 140.00 140.20 140.30 = 25.00 TR6 TNCU 070210  TRFF TXMT 0702  TR90 TXMT 070204 0.42
802 803 - 160.00 160.20 160.30 ° 32.00 TR6 TNCU 070210 TRFF TXMT 0702 TR90 TXMT 070204 ® 0.82
GO PEE (BB LR ) 702 699 701 14000 140.15 139.91 140.12 25.00 TR6 TNCU 100425  TRFF TXMT 1004 TR0 TXMT 100408 TR45 TXMT 1004 0.41
R EPRED R PR T 802 799 801 160.00 160.15 159.91 160.12 32.00 TR6 TNCU 100425 ~ TRFF TXMT 1004 TR0 TXMT 100408 TR45 TXMT 1004 0.81

* Note: The data refers to master inserts , for other insert radii and geometries refer to the table below
() Cutting diameter maximum @ For undercutting with TR6 TNCU/TNMU inserts only @) For undercutting with TR6 TNCU/TNMU inserts only ©# Number of inserts
) Master insert identification (6) Master insert identification 2 7 Master insert identification 3 8 Master insert identification 4

For undercutting

[Tool ] Insert DCX DC APMX LU LH OAL RMPX" APMX_2 BHTA
TR6 TNCU 070205 15.00  0.50 46.40  49.90  99.90 = 1.60 17.0
TR6 TNMU 070215 13.00  1.50 4560  50.10  100.10 - 2.40 21.0
TR6 ER D16-50-2-C16-07 e o 1600 1510 060 4670  50.20  100.20 1.1 = 5
TR0 TXMT 070204 = 2.50 46.80  50.30  100.30 1.6 = .
TR6 TNCU 070205 19.00  0.50 56.40  59.90  119.90 = 1.60 17.0
TR6 TNMU 070215 17.00 150 56.60  60.10  120.10 = 2.40 21.0
L el e e TRFF TXMT 0702 2000 4510 0.0 56.70  60.20  120.20 0.8 = s
TR90 TXMT 070204 = 2.50 56.80  60.30  120.30 1.2 = .
TR6 TNCU 070205 2400  0.50 6540  69.90  139.90 - 1.60 17.0
TR6 TNMU 070215 2200  1.50 65.60  70.10  140.10 = 2.40 21.0
R TRFF TXMT 0702 200,110 060 65.70  70.20  140.20 0.6 = =
TR90 TXMT 070204 . 2.50 65.80  70.30  140.30 0.9 c 5
TR6 TNCU 070205 31.00  0.50 75.40  79.90  159.90 = 1.60 17.0
TR6 TNMU 070215 29.00  1.50 7560  80.10  160.10 - 2.40 21.0
Lo e per TxMT 0702 8200 510 060 7570  80.20  160.20 0.4 = 5
TR0 TXMT 070204 = 2.50 75.80  80.30  160.30 0.7 = =
TR6 TNCU 100405 2400  0.50 64.52  69.52  139.52 = 1.80 17.5
TR6 TNCU 100410 23.00  1.00 64.64  69.64  139.65 = 2.30 20.5
TR6 TNCU/MU 100415 2200 150 6476  69.76  139.76 = 2.70 20.5
TR6 TNCU 100420 2500 21.00  2.00 64.88  69.88  139.88 = 3.50 20.5
TRG ER D25-70-3-C25-10 e 19.00  3.00 6512 7012  140.12 = 4.50 20.5
TRFF TXMT 1004 19.00  0.80 6515  70.15  140.15 1.7 . .
TR90 TXMT 100408 . 4.00 64.91  69.91  139.91 1.6 = >
TR45 TXMT 1004 26.80 20.60  3.00 6512 7012  140.12 1.4 z 5
TR6 TNCU 100405 31.00  0.50 7552 7952  159.52 = 1.80 17.5
TR6 TNCU 100410 30.00  1.00 7464 7965  159.64 = 2.30 20.5
TR6 TNCU/MU 100415 29.00 150 7676  79.76  159.76 = 2.70 20.5
TR6 TNCU 100420 3200 28.00  2.00 7488  79.88  159.88 = 3.50 20.5
TREER DS25804-C321 0 B R e 26.00  3.00 7512 8012  160.12 c 4.50 20.5
TRFF TXMT 1004 26.00  0.80 7515  80.15  160.15 1.2 = .
TR90 TXMT 100408 o 4.00 7491 7991  159.91 1.2 = o
TR45 TXMT 1004 33.80 27.60  3.00 7512 8012  160.12 1.0 = 5
() Maximum ramp down angle
Spare Parts
& 7
TR6 ER D16-50-2-C16-07 SR M2.5X0.45-L6 IP7 P-7/51
TR6 ER D20-60-4-C20-07 SR M2.5X0.45-L6 IP7 IP-7/51
TR6 ER D25-70-5-C25-07 SR M2.5X0.45-L6 IP7 IP-7/51
TR6 ER D32-80-6-C32-07 SR M2.5X0.45-L6 IP7 IP-7/51
TR6 ER D25-70-3-C25-10 SR 10508600 T:9/51
TR6 ER D32-80-4-C32-10 SR 10508600 T-9/51
Member IMC Group
[ A | [ |




TO ILL
PHOFILW TR6 TNCU &

I
TR6 ER-M @ [HHTHSZMS s @ &= @
Multifunction Endmills with (2) TRFF TXMT & ki :
FLEXFIT Threaded Adaptation Q % ﬁ
that can Carry Four Different @ TR0 TXMT &
Insert Geometries @ TRA5 TXMT l< (s
OAL ———~ Tool shown with TR6 TNCU inserts
DCX" DCX 2 DCX3 DCX4 DC DC2 DC4 APMX APMX 2 APMX 3 APMX 4 APMXU® BHTA® CICT® LF LF2
H 0 .'. 16.00 16.00 16.00 1400 12.10 1.00 0.60 2.50 2.00 21.0 2 2470 24.90
R D20/0 1 20.00  20.00  20.00 = 18.00 16.10 ° 1.00 0.60 2.50 - 2.00 21.0 4 2470 24.90
R D25/0 1 2500 2500 2500 - 2300 2110 - 100 060 250 - 200 210 5 29702990
R D32 16 3200 3200 3200 = 30.00 28.10 ° 1.00 0.60 2.50 - 2.00 21.0 6 3470 34.90
R D35 16 3500 3500 3500 - 3800 310 - 100 060 250 - 200 210 6 84703490
R D25/0 1 26,00 2500 2500 26.80 20.00 20.60  20.60 2.50 0.80 4.00 3.00 4.20 20.5 3 356.00 25.15
R D32 16 3200 3200 3200 3380 2700 27.60 27.60 2.50 0.80 4.00 3.00 4.20 20.5 4 35.00 35.15
R D35 M16 35,00 3500 3500 36.80 30.00 30.60  30.60 2.50 0.80 4.00 3.00 4.20 20.5 5 36.00 35.15
Designation LF 3 LF 4 OAL OAL 2 OAL 3 OAL 4 DCONMS THSZMS MIID® MIID_2@ MIID_3m MIID_4@ %3
RD 0 RO M 2500 - 4220 4240 4250 - 13.00 M08  TR6 TNCU 070210 TRFF TXMT 0702 TR0 TXMT 070204 = 0.03
R D20/0 iCUrg 2500 - 4470 4490 45.00 = 18.00 M10  TR6 TNCU 070210 TRFF TXMT 0702 TR0 TXMT 070204 - 0.05
R D25/0 iy@ 3000 - 5170 51.90  52.00 = 21.00 M12  TR6 TNCU 070210 TRFF TXMT 0702 TR0 TXMT 070204 = 0.08
R D32 g 3500 - 5970 59.90  60.00 - 29.00 M16  TR6 TNCU 070210 TRFF TXMT 0702 TR90 TXMT 070204 - 0.18
R D35 B-6 #3500 - 59.70 59.90 60.00 = 29.00 M16  TR6 TNCU 070210 TRFF TXMT 0702 TR0 TXMT 070204 0.19
R D25/0.98 N 2512 25.12 47.00 47.15 4691 47.12 21.00 M12 TR6 TNCU 100425 TRFF TXMT 1004 TR90 TXMT 100408 TR45 TXMT1004 0.06
R D32 36.12 3512 60.00 60.15 59.91  60.12 29.00 M16  TR6 TNCU 100425 TRFF TXMT 1004 TR90 TXMT 100408 TR45 TXMT 1004 0.17
R D35 8-5-M 36.12 3512 60.00 60.15 59.91 60.12 29.00 M16  TR6 TNCU 100425 TRFF TXMT 1004 TR90 TXMT 100408 TR45 TXMT 1004 0.18

* Note: The data refers to master inserts, for other insert radii and geometries refer to the table below
() Cutting diameter maximum @ For undercutting with TR6 TNCU/TNMU inserts only @) For undercutting with TR6 TNCU/TNMU inserts only © Number of inserts
) Master insert identification (6) Master insert identification 2 ) Master insert identification 3 8 Master insert identification 4

| For undercutting

Tool ] Insert DCX DC___ APMX LF OAL __RMPX_APMX 2 BHTA

TR6 TNCU 070205 15.00 0.50 24.6 421 - 1.60 17.0

TR6 TNMU 070215 13.00 1.50 24.8 42.3 = 2.40 21.0
TR6 ER D16/0.63-2-M08-07 TRFF TXMT 0702 VY 12.10 0.60 24.9 42.4 1.1 - -
TR90 TXMT 070204 = 2.50 25.0 42.5 1.6 - =

TR6 TNCU 070205 19.00 0.50 24.6 44.6 - 1.60 17.0

TR6 TNMU 070215 17.00 1.50 24.8 44.8 = 2.40 21.0
TR6 ER D20/0.79-4-M10-07 TRFF TXMT 0702 ALY 16.10 0.60 24.9 449 0.8 - -
TR90 TXMT 070204 = 2.50 25.0 45.0 1.2 = =

TR6 TNCU 070205 24.00 0.50 29.6 51.6 - 1.60 17.0

TR6 TNMU 070215 22.00 1.50 29.8 51.8 = 2.40 21.0
TR6 ER D25/0.98-5-M12-07 TREFTXMT 0702 2290 5110 o060 209 519 0.6 - -
TR90 TXMT 070204 = 2.50 30.0 52.0 0.9 = =

TR6 TNCU 070205 31.00 0.50 34.6 59.6 - 1.60 17.0

TR6 TNMU 070215 29.00 1.50 34.8 59.8 = 2.40 21.0
TRé ER D32/1.26-6-M16-07 TREFTXMT 0702 290 2810 060 349 599 0.4 - -
TR0 TXMT 070204 s 2.50 35.0 60.0 0.7 = =

TR6 TNCU 070205 34.00 0.50 34.6 59.6 - 1.60 17.0

TR6 TNMU 070215 32.00 1.50 34.8 59.8 = 2.40 21.0
TR6 ER D35/1.38-6-M16-07 TREETXMT 0702 290 3110 o060 349 599 0.4 - -
TR90 TXMT 070204 = 2.50 35 60 0.4 = =

TR6 TNCU 100405 24.00 0.50 2452  46.52 - 1.80 175

TR6 TNCU 100410 23.00 1.00 24.64  46.64 = 2.30 20.5

TR6 TNCU/MU 100415 22.00 1.50 2476  46.76 = 2.70 20.5

TR6 TNCU 100420 25.00 21.00 2.00 2488  46.88 = 3.50 20.5

TR6 ER D25/0.98-3-M12-10 TR6 TNCU 100430 19.00 3.00 2512 47.12 - 4.50 20.5
TRFF TXMT 1004 20.60 0.80 2515  47.15 1.7 = =
TR90 TXMT 100408 - 4.00 24.91 46.91 1.6 = >
TR45 TXMT 1004 26.80 20.60 3.00 2512 4712 1.4 = =

TR6 TNCU 100405 31.00 0.50 3452  59.52 - 1.80 17.5

TR6 TNCU 100410 30.00 1.00 3464  59.64 = 2.30 20.5

TR6 TNCU/MU 100415 29.00 1.50 34.76  59.76 - 2.70 20.5

TR6 TNCU 100420 32.00 28.00 2.00 34.88  59.88 = 3.50 20.5

TR6 ER D32/1.26-4-M16-10 TR6 TNCU 100430 26.00 3.00 35.12 60.12 - 4.50 20.5
TRFF TXMT 1004 27.60 0.80 3515  60.15 1.2 = =
TR90 TXMT 100408 = 4.00 34.91 59.91 1.1 - -
TR45 TXMT 1004 33.80 27.60 3.00 3512  60.12 0.9 = =

TR6 TNCU 100405 34.00 0.50 3452  59.52 - 1.80 175

TR6 TNCU 100410 33.00 1.00 3464  59.64 = 2.30 20.5

TR6 TNCU/MU 100415 32.00 1.50 3476  59.76 = 2.70 20.5

TR6 TNCU 100420 35.00 31.00 2.00 3488  59.88 = 3.50 20.5

TR6 ER D35/1.38-5-M16-10 TR6 TNCU 100430 29.00 3.00 35.12 60.12 - 4.50 20.5
TRFF TXMT 1004 30.60 0.80 3515  60.15 1.2 = =
TR90 TXMT 100408 - 4.00 34.91 59.91 1.1 = =

TR45 TXMT 1004 36.80 30.60 3.00 35.12 60.12 0.9 - -

& il

SR M2.5X0.45-L6 IP7 IP-7/51
SR 10508600 T-9/51

Spare Parts

DUSTRY 4.0
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TORGMILL S

TR6 FR

Multifunction Face Mills that
can Carry Four Different
Insert Geometries

© ® o o |Yes

TR6 TNCU TRFF TXMT TR90 TXMT TR45 TXMT Q %

é ﬂ @Tool shown with TR6 TNCU inserts
DCX® DCX 2 DCX 3 DCX 4 DC DC 2 DC 4 APMX APMX 2 APMX_3 APMX_4 APMXU® BHTA® CICT® OAL OAL 2 OAL 3 OAL 4
GO Z RO G DR 40.00 4000 4000 41.80 385.00 34.00 3560 250 0.80 4.00 3.00 4.20 20.5 6 3700 3715 3691 37.12
LGOI PRI R N 4200 4200 4200 4380 37.00 3600 3760 250 0.80 4.00 3.00 4.20 20.5 37.00 3715 3691 37.12
GG O PR 5000 5000 5000 5180 4500 4400 4560 250 080 400 300 420 205 4000 4015 3991 40.12
LGOI EPE AP PR 5200 5200 5200 5380 47.00 46.00 5360 250 0.80 4.00 3.00 4.20 20.5 40.00 4015 39.91 40.12
LGOI CREVESP PR 6300 6300 6300 6480 5800 57.00 56.60 250 0.80 4.00 3.00 4.20 20.5 40.00 4015 39.91 40.12
GGG ERPRTY 6600 6600 6600 67.80 61.00 6000 61.60 250 080 400 300 420 205 4000 4015 3991 40.12
LGOI B DR YA ) 80.00 8000 80.00 81.80 7500 7400 7560 250 0.80 4.00 3.00 4.20 20.5 10 50.00 50.15 49.91 50.12

DCONMS DHUB Arbor  MID® MIID_26) MIID_30 MIID_4® % & / f

TR6 FR D40-06-16-10 EEN(Xi) 32.00 A TR6 TNCU 100425 TRFF TXMT 1004 TR0 TXMT 100408 TR45 TXMT 1004 0.14 SR 10508600 T-9/51 SR M8X25DIN912
TR6 FR D42-06-16-10 (et 32.00 TR6 TNCU 100425  TRFF TXMT 1004 TRO0 TXMT 100408 TR45 TXMT 1004 0.15 SR 10508600 T-9/51 SR M8X25DIN912
TR6 FR D50-07-22-10 w2l 47.00 TR6 TNCU 100425 TRFF TXMT 1004 TR90 TXMT 100408 TR45 TXMT 1004 0.29 SR 10508600 T-9/51 SR M10X25 DIN912
TR6 FR D52-07-22-10 A} 47.00 TR6 TNCU 100425 TRFF TXMT 1004 TR90 TXMT 100408 TR45 TXMT 1004 0.33 SR 10508600 T-9/51 SR M10X25 DIN912
TR6 FR D63-08-22-10 w2X] 48.00 TR6 TNCU 100425  TRFF TXMT 1004 TRO0 TXMT 100408 TR45 TXMT 1004 0.42 SR 10508600 T-9/51 SR M10X25 DIN912
TR6 FR D66-08-22-10 vy} 48.00 TR6 TNCU 100425 TRFF TXMT 1004 TR90 TXMT 100408 TR45 TXMT 1004 0.46 SR 10508600 T-9/51 SR M10X25 DIN912
TR6 FR D80-10-27-10 a4l 60.00 A TR6 TNCU 100425 TRFF TXMT 1004 TR0 TXMT 100408 TR45 TXMT 1004 0.91 SR 10508600 T-9/51 SR M12X30 DIN912

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

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

5) Master insert identification (6 Master insert identification 2 (1) Master insert identification 3 (8 Master insert identification 4

@ o N N o»®

> > > > >

[ For undercutting

[Tool | Insert DCX DC APMX OAL RMPX __ APMX 2 BHTA

TR6 TNCU 100405 39.00 050 36.52 - 1.80 175

TR6 TNCU 100410 38.00 1.00 36.64 ; 2.30 205

TR6 TNCU/MU 100415 37.00 1.50 36.76 - 2.70 205

TR6 TNCU 100420 40.00 36.00 2.00 36.88 ) 3.50 205

TR6 FR D40-06-16-10 TR6 TNCU 100430 34.00 3.00 37.12 - 450 205
TRFF TXMT 1004 34.00 0.80 37.15 0.9 - ;
TR90 TXMT 100408 - 4.00 36.91 0.9 - -
TRA45 TXMT 1004 41.80 35.60 3.00 37.12 0.7 - -

TR6 TNCU 100405 41.00 0.50 36.52 . 1.80 175

TR6 TNCU 100410 40.00 1.00 36.64 ) 2.30 205

TR6 TNCU/MU 100415 39.00 1.50 36.76 - 2.70 20.5

TR6 TNCU 100420 42.00 38.00 2.00 36.88 - 3.50 205

TR6 FR D42-06-16-10 TR6 TNCU 100430 36.00 3.00 37.12 - 450 205
TRFF TXMT 1004 36.00 0.80 37.15 0.90 - ;
TR90 TXMT 100408 . 4.00 36.91 0.90 - -
TR45 TXMT 1004 43.80 37.60 3.00 37.12 0.70 - -

TR6 TNCU 100405 49.00 0.50 39.52 - 1.80 175

TR6 TNCU 100410 48.00 1.00 39.64 ; 2.30 205

TR6 TNCU/MU 100415 47.00 1.50 39.76 - 2.70 205

TR6 TNCU 100420 50.00 46.00 2.00 39.88 ; 3.50 205

TR6 FR D50-07-22-10 TR6 TNCU 100430 44.00 3.00 4012 - 450 20.5
TRFF TXMT 1004 44.00 0.80 40.15 0.70 X ;
TR90 TXMT 100408 - 4.00 39.91 0.70 - -
TRA45 TXMT 1004 51.80 45.60 3.00 40.12 0.60 - -

TR6 TNCU 100405 51.00 0.50 39.52 - 1.80 175

TR6 TNCU 100410 50.00 1.00 39.64 ; 2.30 205

TR6 TNCU/MU 100415 49.00 1.50 39.76 - 2.70 205

TR6 TNCU 100420 52.00 48.00 2.00 39.88 - 3.50 205

TR6 FR D52-07-22-10 TR6 TNCU 100430 46.00 3.00 40.12 - 4.50 20.5
TRFF TXMT 1004 46.00 0.80 40.15 0.70 - ;
TR90 TXMT 100408 . 4.00 39.91 0.70 - -
TR45 TXMT 1004 53.80 53.80 3.00 40.12 0.60 - -

TR6 TNCU 100405 62.00 0.50 39.52 - 1.80 175

TR6 TNCU 100410 61.00 1.00 39.64 ; 2.30 205

TR6 TNCU/MU 100415 60.00 1.50 39.76 - 2.70 20.5

TR6 TNCU 100420 63.00 59.00 2.00 39.88 - 3.50 205

TR6 FR D63-08-22-10 TR6 TNCU 100430 57.00 3.00 4012 - 450 20.5
TRFF TXMT 1004 57.00 0.80 40.15 0.50 X ;
TR90 TXMT 100408 . 4.00 39.91 0.50 - -
TR45 TXMT 1004 64.80 58.60 3.00 40.12 0.40 - -

TR6 TNCU 100405 65.00 0.50 39.52 . 1.80 175

TR6 TNCU 100410 64.00 1.00 39.64 - 2.30 205

TR6 TNCU/MU 100415 63.00 1.50 39.76 - 2.70 205

TR6 TNCU 100420 66.00 62.00 2.00 39.88 - 3.50 205

TR6 FR D66-08-22-10 TR6 TNCU 100430 60.00 3.00 40.12 - 4.50 20.5
TRFF TXMT 1004 60.00 0.80 4015 0.50 - ;
TR90 TXMT 100408 : 4.00 39.91 0.50 - -
TR45 TXMT 1004 67.80 61.60 3.00 40.12 0.40 - -

TR6 TNCU 100405 79.00 0.50 49.52 . 1.80 175

TR6 TNCU 100410 78.00 1.00 49.64 ; 2.30 205

TR6 TNCU/MU 100415 77.00 1.50 49.76 ] 2.70 20.5

TR6 TNCU 100420 80.00 76.00 2.00 49.88 - 3.50 20.5

TR6 FR D80-10-27-10 TR6 TNCU 100430 74.00 3.00 50.12 i 450 20.5
TRFF TXMT 1004 74.00 0.80 50.15 0.40 X -
TR90 TXMT 100408 - 4.00 49.91 0.40 - -
TR45 TXMT 1004 81.80 75.60 3.00 50.12 0.30 - -

Member IMC Group
o=
A ]| ||
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TORGMILL
Landl=

TR6 TNCU/MU

Double Sided Inserts with Six
Round Cutting Edges, Available
in 0.5 to 3.0 mm Corner Radii

Dimensions Tough «<— Hard Recommended Machining Data
o o © ©
28|88 % :
Designation RE APMX IC S o o [ [&] (mm) (mm/t)
TR6 TNCU 070205 0.50 0.50 5.30 250 ° ° 0.20-0.50 0.10-0.30
TR6 TNCU 070210 1.00 1.00 5.30 2.50 ° o 0.20-1.00 0.10-0.30
TR6 TNMU 070215 1.50 1.50 5.30 2.50 o ° 0.20-1.50 0.10-0.30
TR6 TNCU 100405 0.50 0.50 7.30 4.20 ° (] ° 0.20-0.50 0.10-0.30
TR6 TNCU 100410 1.00 1.00 7.30 4.20 L] ° ° 0.20-1.00 0.10-0.30
TR6 TNCU 100415 1.50 1.50 7.30 4.20 o ° ° 0.20-1.50 0.10-0.30
TR6 TNMU 100415 1.50 1.50 7.30 4.20 o ° 0.20-1.50 0.10-0.30
TR6 TNCU 100420 2.00 2.00 7.30 4.20 L] ° ° 0.20-2.00 0.10-0.30
TR6 TNCU 100425 2.50 2.50 7.30 420 . ° ° ° 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
PROFILING Rnfl
TR90 TXMT % Q %

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

RE
Dimensions Tough <— Hard Recommended Machining Data
g | 8 . :
Designation APMX RE IC S &} &} (mm) (mm/t)
TR90 TXMT 070204 2.50 0.40 5.30 240 ° o 0.50-2.50 0.10-0.20
TR90 TXMT 100408 4.00 0.80 7.30 3.90 o ° 0.90-4.00 0.10-0.20
TORGMILL
TRFF TXMT =7 Q Qﬂ
Single Sided Insert with | ~=
Three Cutting Edges for /’ @
High Feed Machining
Dimensions Tough «<— Hard |Recommended Machining Data
2| 8| = ;
Designation APMX RE Rgtt IC S KRINS@ [&] o (mm) (mm/t)
TRFF TXMT 0702 0.60 0.50 1.00 5.30 2.40 18.0 (] (] 0.20-0.60 0.50-0.80
TRFF TXMT 1004 0.80 0.70 1.40 7.30 3.90 17.0 ° ° 0.20-0.80 0.70-1.20
() Radius for programming
(2 Edge angle related to the wiper
TORGMILL
TR45 TXMT AN
Single Sided Inserts with
Three Cutting Edges for 45°
Chamfering and Face Milling
Dimensions Tough <— Hard Recommended Machining Data
o ©
8 8 ap f,
Designation APMX RE IC S e e (mm) (mm#t)
TR45 TXMT 1004 3.00 0.40 7.30 3.90 o ° 1.00-3.00 0.20-0.40

DUSTRY 4.0
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TANGFIN

FINISH MILLING

Mirror Face Milling
50-160 mm Diameters
Finish Master




TANGFIN DHUB

HTF-R-LN10 —IDCONMEE @ %

Face Mills Carrying Tangentially l_J T

Clamped Inserts with 4 OAL

Cutting Edges for Extra r l

Fine Milling Applications | o ‘ ]APMX

DC APMX CICT® OAL DHUB DCONMS Arbor CSP@ %
HTF D050-05-22-R-LN10 50.00 0.25 5 40.00 48.00 22.00 A 1 0.31
HTF D063-06-22-R-LN10 63.00 0.30 6 40.00 48.00 22.00 A 1 0.43
HTF D080-07-27-R-LN10 80.00 0.35 7 50.00 60.00 27.00 B 1 0.81
HTF D100-08-32-R-LN10 100.00 0.40 8 50.00 78.00 32.00 B 1 1.44
HTF D125-09-40-R-LN10 125.00 0.45 9 63.00 92.00 40.00 B 1 2.55
HTF D160-10-40-R-LN10 160.00 0.50 10 63.00 95.00 40.00 C 0 3.75

® For best surface finish it is highly recommended to operate the cutter at maximal depth of cut

() Number of inserts

(@ 0 - Without coolant supply, 1 - With coolant supply

Spare Parts

& / / /
HTF D050-05-22-R-LN10 SR 34-550 BLD T10/57 SW6-SD SR M10X25 DIN912
HTF D063-06-22-R-LN10 SR 34-550 BLD T10/S7 SW6-SD SR M10X25 DIN912
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

TANGPLUNGE

TP L. 1008 et SICE
®

Tangentially Clamped Inserts with
4 Cutting Edges for Plungers L %
RE —i

; : Recommended
Dimensions Tough «<— Hard Machining Data
S8 (8| 2| ~ f
. . 1] 1] o o S 2
Designation W1 L S RE o o &} [&} &) (mm/t)
HTP LNAR 1006 FR-P 6.50 10.50 10.13 1.00 ° 0.05-0.15
HTP LNHT 1006 ER 6.50 10.50 9.93 1.00 ° [} ° ° 0.10-0.15
HTP LNHT 1006 ETR 6.50 10.50 9.93 1.00 ° ° ° 0.12-0.20
HTP LNMT 1006 ER (1) 6.50 10.50 9.96 1.00 ° ° ° 0.08-0.15

() Mounting this insert increases tool diameter by 0.1 mm

ER ETR
ER- For general ETR- First priority for
applications hardened steel

DUSTRY 4.0
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SOLIDmiki
High Feed
Dia 6-20 mm

Ceramic Master

Qe o

LOGI S




3 and 7 Flute Solid Ceramic
Endmills with Relieved Necks

OAL- ]

OAL

SOLIDmiiii
CoEa/E7-GF (coramic) SIINISIR
| E

for Machining Nickel base 1 [
alloys, Cast Iron and Graphite DCONMS iy DCONMS
1
APMX, | G
Dimensions Tough «<— Hard hslzi?\mm;ng;g
0 fz

Designation DC APMX LU LH DN  RE(1! NOF2 DCONMS RMPX® OAL Shank® 7] 3 (mm/t)
AN EINRRE LN 600 600 145 150 550 042 3 6.00 30 5000 © ° 0.02-0.03
(N ER PO Ty 800 800 195 200 750 056 3 8.00 30  57.00 € ° 0.02-0.03
EC-E3 10-10/25C10R.7N65CE [ [0Xo/(R 000} 245 25.0 9.50 0.70 3 10.00 3.0 65.00 C o 0.02-0.03
(I N ERPRPIEAPLIR AN 1200 1200 205 300 1150 110 3 12.00 30 7200 © ° 0.02-0.03
I NIRRT PR 1600 1600 345 3650 1550 1.0 3 16.00 30 8300 © ° 0.02-0.04
EC-E3 20-20/40C20R2.N93CE JrioXoRmieXo] 39.5 40.0 19.50 2.50 3 20.00 3.0 93.00 C o 0.02-0.04
EC-E7 08-02CO8R1.0N63CE  [I:No/( N0 /o N1 95 750 100 7 8.00 30 6300 © ° 0.02-0.03
(A ELEPIST T Tl 1000 070 100 115 950 150 7 10.00 30 7200 € ° 0.02-0.03
{AIEPRPIAPLIRI LRI 1200 130 100 120 1150 150 7 12,00 30 8300 © ° 0.02-0.03

* Recommended cutting speed on high temperature nickel-based superalloys: 250-1000 m/min e Maximum width of cut for the 3 flute cutters is 0.1xDC e Maximum
width of cut for the 7 flute cutters is DC e Only air coolant should be used

() Programming radius

2 Number of flutes

3 Maximum ramping angle

(4) G-Cylindrical

P “ K N | Sm @ Hex
+

+ recommended

DUSTRY 4.0
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SURELOCK

RIGID CLAMPING

Round Tools with
Secure Clamping
Lock Master

SURELOCK Solid Carbide Tools

Securely Clamped
Round Tools Designed to
Prevent Tool Pull-Out

SURELOCK Solid Carbide and Steel

MULTI-MASTER Shanks

Insert

sarenack (O L

by HAIMER. ISCAR CHESS LINES




19|
9@

ELOCK

RIGID CLAMPING SURELOCK{T)
EFS-B44

Combination of Roughing
and Finishing Solid Carbide
Endmills in a Single Tool

Dimensions '\F}I:(é?‘mmsng;g
S f;
Designation DC DCONMS APMX LU OAL NOF@  FHA®  RMPX CHW CSP4 8 (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 0 o 0.03-0.09
EFS-B44 10-22 10-72 10.00 10.00 22.00 - 72.00 4 450 5.0 0.30 0 o 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 1 o 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 0 ° 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 0 (] 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 1 ° 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 0 ° 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 0 (] 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 1 o 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 0 ° 0.05-0.11
EFS-B44 20-42 20-104 20.00 20.00 42.00 - 104.00 4 45.0 5.0 0.60 0 (] 0.06-0.11
EFS-B44 25-52 25-121 25.00 25.00 52.00 - 121.00 4 45.0 5.0 0.60 0 ° 0.06-0.11
(1) Safe-Lock® by Haimer, helical grooves that prevent pull-out
2 Number of flutes
@) Helix angle
) 0 - Without coolant supply, 1 - With coolant supply
gyﬂﬁ‘zock SURELOCK® CHWx45° —
EC-H7-CF % @
7 Flute Endmills with Different =
Helix and Variable Pitch for Chatter m DR @
Free High Speed Finish Milling APM>< —»‘\;FHA
. . Recommen
Dimensions Maohiing Data
5|
Designation DC DCONMS  APMX OAL NOF®@ FHA® RMPX CHW RE &} (mm/t)
EC-H7 12-24 12CF-M83 12.00 12.00 24.00 83.00 7 37.0 3.0 - 0.0 ° 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 ° 0.04-0.12
EC-H7 12-36 12CF-M110 12.00 12.00 36.00 110.00 7 37.0 30 03 o 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 ° 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 o 0.04-0.12
EC-H7 16-32 16CF-M92 16.00 16.00 32.00 92.00 7 37.0 3.0 - - o 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 o 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 - ° 0.04-0.12
EC-H7 16-64 16CF-131 16.00 16.00 64.00 131.00 7 37.0 30 03 o 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 - o 0.04-0.12
EC-H7 20-40 20CF-M104 20.00 20.00 40.00 104.00 7 37.0 3.0 - 0.0 ° 0.04-0.12
EC-H7 20-40 20CFR1M104 20.00 20.00 40.00 104.00 7 37.0 3.0 - 1.0 o 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 o 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
() Safe-Lock® by Haimer, helical grooves that prevent pull-out
@ Number of flutes
() Helix angle
DUSTRY 4.0 SAFE-AOCK®
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SURELOCK

RIGID CLAMPING

SURELOCK

EC-H-CF

10-20 Flute Endmills with
Different Helix and Variable
Pitch for CHATTERFREE
High Speed Finish Milling

CHWx 45°

C K

‘4 3™

FHA’

’« APMX 4\/
OAL

-

DCONMS

@

Dimensions Recommended Machining Data
S f
8 z
Designation DC DCONMS APMX OAL NOF@ FHA® CHW [$] (mm/t)
EC-H10 10-20 10CF-H72 92 (1) 10.00 10.00 20.00 72.00 10 35.0 30 ° 0.03-0.10
EC-H12 12-24 12CF-H83 92 (1) 12.00 12.00 20.00 72.00 12 35.0 30 ° 0.04-0.11
EC-H16 16-32 16CF-H92 92 (1) 16.00 16.00 20.00 72.00 16 35.0 30 ° 0.05-0.13
EC-H20 20-40 20CFH104 92 (1) 20.00 20,00 20.00 72.00 20 35.0 30 ° 0.05-0.13

() Safe-Lock® by Haimer, helical grooves that prevent pull-out

2 Number of flutes
() Helix angle

LOCK
RIGID cuugmcoc SURELOCK™ a|°/.T.\a2“ % @
ECK-H4M-CFR ) / T
Endmills with Different Helix, e i pogs <
Chamfered Edges and RE h APMX —» FHA® a4 a @
Variable Pitch for Chatter OAL
Dampening on Titanium
' . Recommended
et Machining Data
g ;
Designation DC DCONMS APMX OAL NOF@ RE FHA  RMPX®  CSP@ [&] (mm/t)
ECK-H4 10-20 10CFR.5-72C (1) 10.00 10.00 20.00 72.00 4 0.50 36.0 5.0 1 ° 0.03-0.07
ECK-H4 10-20 10CFR0.5-72 (1) 10.00 10.00 20.00 72.00 4 050 36.0 50 0 ° 0.03-0.07
ECK-H4 12-24 12CFR0.6-83 (1) 12.00 12.00 24.00 83.00 4 0.60 36.0 50 0 o 0.04-0.08
ECK-H4 16-32 16CFR.8-92C (1) 16.00 16.00 32.00 92.00 4 0.80 36.0 50 1 ° 0.05-0.08
ECK-H4 16-32 16CFR0.8-92 (1) 16.00 16.00 32.00 92.00 4 0.80 36.0 5.0 0 o 0.05-0.08
ECK-H4 20-40 20CFR1.-104 (1) 20.00 20.00 40.00 104.00 4 1.00 36.0 5.0 0 [ 0.05-0.08
() Safe-Lock® by Haimer, helical grooves that prevent pull-out
2 Number of flutes
) Maximum ramping angle
) 0 - Without coolant supply, 1 - With coolant supply
SURELOCK
RIGID CLAMPING SURELOCK™ % Rd)
ECK-H7/9-CFR >
7 and 9 Flute Endmills with _ ) DCO*N""S =
Different Helix and Variable Pitch ~— APMX —| FHA’ ‘ @
for Chatter Dampening on Titanium OAL
Dimensions
8

Designation DC DCONMS APMX OAL NOF@ RE FHA® RMPX 3

ECK-H7 10-22 10CFR0.5T72 (1) 10.00 10.00 22 72.00 7 0.50 35.0 5.0 o

ECK-H7 12-26 12CFR0.6T83 (1) 12.00 12.00 26 83.00 7 0.60 350 5.0 °

ECK-H9 16-32 16CFR0.8T92 (1) 16.00 16.00 32 92.00 9 0.80 35.0 5.0 o

ECK-H9 20-38 20CFR1T104 (1) 20.00 20.00 38 104.00 9 1.00 35.0 50 °

) Safe-Lock® by Haimer, helical grooves that prevent pull-out

2 Number of flutes
() Helix angle

SAFE-AOCK"®
by HAIMER.

Member IMC Group
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MULTI-mAaSTER

Indexable Solid Carbide Endmill
Long Cutting Edge 1.5XD

Flute Master

| _No Setup
&, Time

MULTI-MASTER Heads
1.5xD Length
8-25 mm Diameters

(P)
D @ 6
© 0 e

cusrb EM I

ELLIGENTLY

BT MACHININ




MULTI-7ASTER B—

INDEXABLE SOLID CARBIDE LINE

MM S-A (stepped shanks) TR . i SLsateLook®
Stepped Cylindrical Shanks for B*D W@f—w—f ————— DC?NMS | o SAJEA-IQ;CK

Interchangeable Milling Heads

OAL
THSZWS  DCONMS BD LB LBX OAL Shankm®  RPM ra@
MM S-A-L065/24- 08T05C T05 8.00 7.60 24.00 25.6 65.00 C 60000
MM S-A-L075/30- 10T06C T06 10.00 9.60 30.00 31.7 75.00 C 53940
MM S-A-L085/36-C12T08C T08 12.00 11.60 36.00 3r.7 85.00 C 60000
MM S-A-L100/48-C16T10C T10 16.00 15.30 48.00 50.3 100.00 C 38040
MM S-A-L110/50- 20T12C T12 20.00 18.30 50.00 53.3 110.00 C 60000
MM S-A-L125/63-C25T15C T15 25.00 24.00 63.00 65.8 125.00 C 41700
MM S-A-L135/64-C32T21C T21 32.00 30.00 64.00 67.5 135.00 C 12690
* Do not apply lubricant to the threaded connection.
¢ Safe-Lock® by Haimer, helical grooves that prevent pull-out (available upon request)
() C-carbide
2 The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.
rrywv.v J/ _J_ )
MULTL-mASTER THezws —
p— -Safe-Lock®
MM 5-8 & i [ S T=eatl
(85° conical shanks) v WY T [ by HAIMER.
85° Conical Shanks for -
Interchangeable Miling Heads :t%xﬂ ‘
OAL
THSZWS  DCONMS BD BHTA LB OAL Shankm LBX RPM a0
MM S-B-L085/32-C16T05 T05 16.00 7.60 5.0 271.0 85.00 S 32.00 41280
MM S-B-L095/40-C20T06 T06 20.00 9.60 5.0 34.0 95.00 S 40.00 41280
MM S-B-L100/48-C20T08 T08 20.00 11.60 5.0 48.0 100.00 S 25590
MM S-B-L120/55-C25T10 T10 25.00 156.30 5.0 55.4 120.00 S 29490
MM S-B-L150/78-C32T12 T12 32.00 18.30 5.0 78.3 150.00 S 34890
MM S-B-L180/92-C40T15 T15 40.00 23.90 5.0 92.0 180.00 S 14160
MM S-B-L150/57-C40T21 T21 40.00 30.00 5.0 57.0 150.00 S 21840
* Shank material (Shank m.): S-steel
¢ Do not apply lubricant to the threaded connection.
* Safe-Lock® by Haimer, helical grooves that prevent pull-out (available upon request)
) 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) ¥ v ) / SL-Safe-Lock®
Shanks for Interchangeable BD W fffffffffff %}——% DCONMS ¢ W SAFE-AOCK*
Milling Heads ¥ Taszws ‘ w | Y [ e byHAIMER.
OAL/LF |
MM S-A-L070-C20T05 T05 20.00 7.60 70.00 S 60000
MM S-A-L080-C25T06 T06 25.00 9.60 80.00 S 60000
MM S-A-L080-C25T08 T08 25.00 11.60 80.00 S 60000
MM S-A-L080-C32T10 T10 32.00 15.30 80.00 S 60000
MM S-A-L080-C32T12 T12 32.00 18.30 80.00 S 60000
MM S-A-L100-C40T15 T15 40.00 23.90 100.00 S 60000
MM S-A-L100-C40T21 T21 40.00 30.00 100.00 S 60000
* Do not apply lubricant to the threaded connection.
* Safe-Lock® by Haimer, helical grooves that prevent pull-out (available upon request)
() S-steel
2 The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.
S A F E = A D B K® Member IMC Group
v iy
by HAIMER. Y| E




TI-miAS § =i

INDEXABLE SOLID CARBIDE LINE

THSZMS % @

MM EC-CF-Z7/9-1.5xD
Interchangeable 7, 9 Flute Solid
Carbide Endmill Heads 36°
Helix with 1.5xD Flute Lengths

Dimensions Recommended Machining Data
2 ;
Designation DC APMX RE NOF  THSZMS DCONMS LF FHA RMPX®@ | © (mm/t)
MM ECO80H12R0O5CF-7T05 [:Kil) 12.00 0.50 7 T05 7.70 18.00 36.0 3.0 ° 0.03-0.10
MM EC100H15R05CF-7T06 el 15.00 0.50 7 T06 9.60 22.00 36.0 3.0 ° 0.04-0.10
MM EC120H18RO5CF-7T08 BRPA] 18.00 0.50 7 T08 11.70 27.00 36.0 3.0 ° 0.04-0.10
MM EC160H24R08CF-9T10 X 24.00 0.80 9 T10 16.30 33.50 36.0 1.0 ° 0.05-0.10
MM EC200H30R10CF-9T12 i) 30.00 1.00 9 T12 18.45 41.00 36.0 1.0 ° 0.05-0.10
MM EC250H37R10CF-9 25.00 37.00 1.00 9 T15 23.90 52.50 36.0 1.0 o 0.05-0.10

e Intended for high-speed trochoidal milling and finishing operations with max. width of cut =0.1xDC

¢ Reinforced Weldon or SURELOCK (Safe-Lock® by Haimer, helical grooves that prevent pull-out) shanks are strongly recommended
* In case of unfavorable machining conditions, the cutting data should be decreased by 20-30%

e Do not apply lubricant to the threaded connection

() Number of flutes

@) Maximum ramping angle

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE

CHATTERFREE

MULT}-MASTER LINE

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

& AL
©

@\,

Dimensions Recommended Machining Data
2 ;
Designation DC NOF APMX RE THSZMS  DCONMS LF FHA | © (mm/t)
MM EC080H12R05CF-4T05 8.00 4 12.00 0.50 T05 7.70 1800 465 | e 0.03-0.09
MM EC100H15R05CF-4T06 10.00 4 15.00 0.50 T06 9.60 22.00 465 | @ 0.03-0.10
MM EC120H18R05CF-4T08 12.00 4 18.00 0.50 T08 11.70 27.00 465 | ® 0.04-0.11
MM EC160H24R05CF-4T10 16.00 4 24.00 0.50 T10 16.30 3350 465 | @ 0.05-0.13
MM EC200H30R05CF-4T12 20.00 4 30.00 0.50 T12 18.45 41.00 465 | ® 0.05-0.17
MM EC250H37R05CF-4T15 25.00 4 37.00 0.50 T15 23.90 52.50 465 | @ 0.06-0.17

* Maximum depth of cut APMX while milling full slot from solid material is 1xDC

° Maximum width of cut for milling shoulder with APMX=1.5xDC is 0.3xDC

¢ Reinforced Weldon or SURELOCK (Safe-Lock® by Haimer, helical grooves that prevent pull-out) shanks are strongly recommended
¢ In case of unfavorable machining conditions, the cutting data should be decreased by 20-30%

* Do not apply lubricant to the threaded connection

() Number of flutes

TI-miAS § =i

INDEXABLE SOLID CARBIDE LINE CHW

MM ERS-1.5xD

@YY
S

Interchangeable Solid Carbide
Rough Milling Heads with DCes DCONMS
1.5xD Flute Lengths for High i i
Metal Removal Rates E—
FHA
Dimensions Recommended Machining Data
=3 f
Designation DC NOF APMX CHW THSZMS DCONMS  LF FHA RMPX® | 3 (mm/t)
MM ERS080B12-4T05 8.00 4 12.00 0.25 T05 7.70 18.00 46.0 5.0 ° 0.03-0.08
MM ERS100B15-4T06 10.00 4 15.00 0.30 TO6 9.60 22.00 46.0 5.0 [ 0.03-0.09
MM ERS120B18-4T08 12.00 4 18.00 0.35 T08 11.70 27.00 46.0 5.0 ° 0.04-0.10
MM ERS160B24-5T10 16.00 6) 24.00 0.40 T10 15.30 33.50 40.0 5.0 ° 0.04-0.10
MM ERS200B30-6T12 20.00 6 30.00 0.40 T12 18.45 41.00 47.0 3.0 . 0.05-0.11
b 25.00 6 37.00 0.50 T15 23.90 52.50 47.0 3.0 ° 0.05-0.11

* Maximum depth of cut APMX while milling full slot from solid material is 1xDC

* Maximum width of cut for milling shoulder with APMX=1.5xDC is 0.3xDC

¢ Reinforced Weldon or SURELOCK (Safe-Lock® by Haimer, helical grooves that prevent pull-out) shanks are strongly recommended
* In case of unfavorable machining conditions, the cutting data should be decreased by 20-30%

e Do not apply lubricant to the threaded connection

() Number of flutes

@) Maximum ramping angle

DUSTRY 4.0

MACHINING\WYELLIGENTLY
D



R
MULTI-mAaSTER

INDEXABLE HEADS

Interchangeable Solid Carbide
Face Milling Heads

No Setu

Tl-miAaS T e

MM FM

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

® @

. . Recommen
2 TR 2 Machining e
(8]
Designation DC APMX RE NOF® THSZMS LF o (mm/t)
MM FM120-36R0.2-06T05 12.00 3.60 0.20 6 T05 4.40 T-20/3* o 0.04-0.10
MM FM160-48R0.4-06T06 16.00 4.80 040 6 T06 5.60 T-25/3" ° 0.05-0.10
MM FM200-60R0.4-06T08 20.00 6.00 040 6 T08 6.80 T40/3 L ° 0.05-0.10
MM FM250-75R0.4-06 25.00 7.50 040 6 10 8.40 T50/3 L ° 0.05-0.10

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

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

FACEMILL

Indexable Solid Carbide
Dia 32-50 mm
Face Milling Master

_No Setup
"u..,,._Time

Uniquely Shaped for
Easy Head Clamping

@0 Q06

cusrb EM I

BEZE MACHININ ELLIGENTLY




T-FACE RE D
SD FM Q %
Interchangeable Solid Carbide [ 9 o
Face Milling H DCONMS
ace g Heads N
APMX ||
OAL =
Dimensions mﬁﬁmm;ng;:
=3 fz
Designation DC APMX NOF® RE D1 DCONMS OAL 3 (mm/t)
SD FM D32-8-R0.4-SP15 31.25 8.00 8 0.40 8.40 15.00 8.00 ° 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
T-FACE
FACEMILL OAL
SD FM-S-A-SP LF
Stepped Cylindrical Shanks 9BE
for Interchangeable Solid i —
Carbide Face Milling Heads DCONWS THSZWS - 2 e - DCONMS
e 4
Q
Designati DCONMS DCONWS THSZWS LB LF OAL Shank( kgl
SD FM-S-A-L100-C25-SP15 25.00 15.00 M5x0.5 10.10 104.90 104.90 C 0.37
SD FM-S-A-L120-W25-SP15 25.00 15.00 M5x0.5 10.10 124.90 124.90 W 0.44
SD FM-S-A-L125-W32-SP17 32.00 17.00 M6x0.5 12.50 131.00 131.00 W 0.75
SD FM-S-A-L140-C32 SP17 32.00 17.00 M6x0.5 12.50 146.00 146.00 C 0.85
SD FM-S-A-L140-C32-SP19 32.00 19.00 M6x0.5 10.00 148.50 148.50 C 1.41
SD FM-S-A-L130-W40-SP19 40.00 19.00 M6x0.5 14.00 138.50 138.50 W 1.21
* Apply lubricant to the clamping screw
() C-Cylindrical, W-Weldon
Spare Parts
& / Y
SD FM-S-A-L100-C25-SP15 SR M5X0.5-SP15-1P20-HG BLD IP20/S7 SW6-T-SH
SD FM-S-A-L120-W25-SP15 SR M5X0.5-SP15-1P20-HG BLD IP20/S7 SW6-T-SH
SD FM-S-A-L125-W32-SP17 SR MBX0.5-SP17-1P20-HG BLD IP20/S7 SW6-T-SH
SD FM-S-A-L140-C32 SP17 SR M6X0.5-SP17-IP20-HG BLD IP20/S7 SW6-T-SH
SD FM-S-A-L140-C32-SP19 SR M6X0.5-SP17-1P20-HG BLD IP20/S7 SW6-T-SH
SD FM-S-A-L130-W40-SP19 SR M6X0.5-SP17-IP20-HG BLD IP20/S7 SW6-T-SH

Member IMC Group
o=
A ]| ||
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SLIMSLIT

NARROW SLITTING

Narrowest Indexahble Cutter
0.8-1.2 mm Inserts Width
Slitting Master

cusrb EM I
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SLIMSLIT Cl]
SGST 9& @
Thin Slitting Cutters Carrying WB, |l
SUMGRP Insets | 1 = >, ,,,,, bC
}
DCONMS c?x
DC cw CICT® WB DCONMS CDX RPMX@ Insert /
SGST 32-8-0.8-4Z 32.00 0.80 4 0.69 8.00 8.00 2490 GFT 0.8J-0.1 ESG-SLM*
SGST 32-8-1.0-4Z 32.00 1.00 4 0.90 8.00 8.00 2490 GFT 1.0J-0.1 ESG-SLM*
SGST 32-8-1.2-4Z 32.00 1.20 4 1.06 8.00 8.00 2490 GFT 1.2J-0.14 ESG-SLM*
SGST 40-10-0.8-6Z 40.00 0.80 6 0.69 10.00 12.00 1990 GFT 0.8J-0.1 ESG-SLM*
SGST 40-10-1.0-6Z 40.00 1.00 6 0.90 10.00 12.00 1990 GFT 1.0J-0.1 ESG-SLM*
SGST 40-10-1.2-6Z 40.00 1.20 6 1.06 10.00 12.00 1990 GFT 1.2J-0.14 ESG-SLM*
SGST 50-13-0.8-92 50.00 0.80 9 0.69 13.00 12.50 1590 GFT 0.8J-0.1 ESG-SLM*
SGST 50-13-1.0-92 50.00 1.00 9 0.90 13.00 12.50 1590 GFT 1.0J-0.1 ESG-SLM*
SGST 50-13-1.2-9Z 50.00 1.20 9 1.06 13.00 12.50 1590 GFT 1.2J-0.14 ESG-SLM*
SGST 63-16-1.0-12Z 63.00 1.00 12 0.90 16.00 19.00 1260 GFT 1.0J-0.1 ESG-SLM*
SGST 63-16-1.2-12Z 63.00 1.20 12 1.06 16.00 19.00 1260 GFT 1.2J-0.14 ESG-SLM*
() Number of inserts
@ Maximum RPM
*  Optional, should be ordered separately
SGST Disk Cutter
Washer
Clamping Screw SW-C-D-JHP Shank
SLI B
NARROW SLITTING
SW-C-D-JHP 1 /@g
Shanks for SGST Slim Slot
Miling Disk Cutters BD [ H m— ::::::@::: DCONMS
i
! L 4‘ OAL K
DCONMS BD LB OAL L8 DRVSt @ / @
SW 16C-D32-JHP 16.00 15.00 25.00 104.00 4.00 13.0 SCREW CLAMP-D32-JHP MM KEY 13X8*  WASHER 8X14.5-D32
SW 20C-D40-JHP 20.00 16.00 25.00 104.00 4.00 13.0 SCREW CLAMP-D40-JHP MM KEY 13X8*  WASHER 10X15-D40
SW 25C-D50-JHP 25.00 - - 115.00 5.00 20.0 SCREW CLAMP-D50-JHP MM KEY 20*  WASHER 13X24-D50
SW 25C-D63-JHP 25.00 115.00 5.00 20.0 SCREW CLAMP-D63-JHP MM KEY 20* WASHER 16X24-D63
) Clamping wrench size
*  Optional, should be ordered separately
SLIMGRIP ——
NARROW INSERTS XX Lod 9
GFT-J q» %
Thin Parting , Grooving
& Siitting Single-Ended @
Inserts for Soft Materials {
oﬂ%
Y R
Dimensions Tough <— Hard Recommended Machining Data
g | 8
S S f groove
Designation cw RE (5} (5} (mm/rev)
0.80 010 ° ° 0.03-0.08
GFT 1.0J-0.1 1.00 0.10 o o 0.03-0.10
| GFT 1.2J-0.14 | 120 0.14 o o 0.03-0.10

Member IMC Group
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T-GEAR

GEAR MILLING

Indexable Solid Carbide
Gear Master

Uniquely Shaped for
Easy Head Clamping

Indexable Solid Carbide

Q® 6O

custhCM I

ELLIGENTLY
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7SLOT T-GEAR )
1

SD-M-N-SP

Interchangeable Solid Carbide

Heads for Involute Gear

Profile Milling According to

DIN 3972 Basic Profile ||

Dimensions
=3

Designation Module ~ Tranget DC PDX CW CDX CEDC®  DCONMS D1 OAL 3
SD D32-M1.00-NO1-SP15 1.00 12-13 32.00 22 4.40 2.50 8 15.00 8.40 7.70 o
SD D32-M1.00-NO2-SP15 1.00 14-16 32.00 22 4.40 2.50 8 15.00 8.40 7.70 o
SD D32-M1.25-NO3-SP15 1.25 17-20 32.00 22 4.40 3.00 8 15.00 8.40 7.70 o
SD D32-M1.25-N04-SP15 1.25 21-25 32.00 22 4.40 3.00 8 15.00 8.40 7.70 o
SD D32-M1.50-NO5-SP15 1.50 26-34 32.00 22 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 8 156.00 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-N08-SP15 1.75 >134 32.00 2.7 5.40 4.25 8 15.00 8.40 7.70 o
SD D32-M2.00-N04-SP15 2.00 21-25 32.00 32 6.40 450 8 15.00 8.40 7.70 °
SD D32-M2.00-N0O5-SP15 2.00 26-34 32.00 3.2 6.40 4.50 8 15.00 8.40 7.70 [

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

Member IMC Group
T | Tl 99
A ]| ||
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MODUGEAR

INDEXABLE GEAR MILLING

Indexable Gear Milling
Profiling Master

©6e 66
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MODUGEAR :
LNET 18-M {} S
Indexable Inserts for Involute 1
Gear Profile Milling According CDX -
to DIN 3972 Basic Profile || -
< cw
‘ ¥
<~ INSL —

Dimensions
S
Designation Module Trange® cw CDX INSL S ]
ET 18 .50-N03-C-CL10 1.50 17-20 6.00 4.00 18.00 8.50 [

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

MODUGEAR onL
ETS Gear Mill
Tools for Milling Gear T
Profile Carrying Tangentially be i
Clamped Inserts

PDX |I] 80

W la- 5

DC PDX cw BD CICTH H5 DCONMS OAL MIID®
| ETS D63-M1-1.75-W25-C [N 30 6.00 53.50 10 12.00 25.00 120,00 LNET 18

e Other cutter diameters with alternative connection options (shank or arbor-type) can be provided on request
() Number of inserts
2 Master insert identification

Spare Parts
VAR
I SR 14-500-L11.5 BLD T15/S7 SW6-T

Member IMC Group
T | Tl 101
A ]| ||
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MINSLIT

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

© 66
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M[Mglg!lr FLEXFiT ‘ AL ‘
DGSM-M-JHP S ‘ THSZMS ‘e"F @ %a 9&

Groove milling and Slitting
Small Diameter Cutters with
FLEXFIT Threaded Adaptation

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

DGSM 16-2-M06-3Z-JHP 16.00 2.00 3.70 3 10.00 M06 9.65 2415 8.0 DGM 2002V MM KEY 8X5

DCONMS %* -—

DGSM 16-3-M06-3Z-JHP 16.00 3.00 3.70 3 10.00 MO6 8.30 22.50 8.0 DGM 3002V MM KEY 8X5
DGSM 18-2-M06-3Z-JHP 18.00 2.00 4.70 3 10.00 Mo6 9.65 2415 8.0 DGM 2002V MM KEY 8X5
DGSM 18-3-M06-3Z-JHP 18.00 3.00 4.70 3 10.00 MO6 9.80 24,00 8.0 DGM 3002V MM KEY 8X5
DGSM 22-2-M08-4Z-JHP 22.00 2.00 5.70 4 12.00 M08 8.65 26.15 10.0 DGM 2002V MM KEY 10X7
DGSM 22-3-M08-4Z-JHP 22.00 3.00 5.70 4 12.00 MO8 9.30 26.50 10.0 DGM 3002V MM KEY 10X7

() Number of inserts
(@) Key flat size

Insertion

Extraction

MINSLIT - oA~ Sl@@
MULTI-MASTER B TR <

DGSM-MM-JHP

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

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

DGSM 16-2-MMT06-3Z-JHP 16.00 2.00 3.70 3 10.00 T06 9.65 15.95 8.0 DGM 2002V MM KEY 8X5

DGSM 16-3-MMT06-3Z-JHP 16.00 3.00 3.70 3 10.00 T06 9.70 14.30 8.0 DGM 3002V MM KEY 8X5
DGSM 18-2-MMT06-3Z-JHP 18.00 2.00 4.70 3 10.00 T06 9.65 15.95 8.0 DGM 2002V MM KEY 8X5
DGSM 18-3-MMT06-3Z-JHP 18.00 3.00 4.70 3 10.00 T06 9.90 16.25 8.0 DGM 3002V MM KEY 8X5
DGSM 22-2-MMT08-42Z-JHP 22.00 2.00 5.70 4 12.00 T08 8.50 15.80 10.0 DGM 2002V MM KEY 10X7
DGSM 22-3-MMT08-4Z-JHP 22.00 3.00 5.70 4 12.00 T08 9.15 16.40 10.0 DGM 3002V MM KEY 10X7
() Number of inserts
(@) Key flat size
Insertion
Extraction
SMALL DIALSLIITT 9
DGM-V || €
Miniature Double-Sided Inserts
with Ridged Positive Chipformer
for Slitting and Grooving of
Wide Range of Materials
Dimensions Recommended 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 [ 0.04-0.15

Member IMC Group

A= lhe"



SELFGrir FLEXrFiT
SGSF/A-M-JHP

Grooving and Slitting Small
Diameter Cutters with FLEXFIT
Threaded Adaptation

99| %

'&-1 40
Bar Max

7

CDX CICT®  DCONMS THSZMS LF OAL DRVS@ Insert

SGSF 32-2-M08-32-JHP 32.00 2.00 7.80 3 13.00 M08 12.00 29.50 9.6 GSFN2..  ESG1.4-2*
SGSA 32-3-M08-42-JHP 32.00 3.00 7.80 4 13.00 M08 12.00 29.50 9.6 GSAN3...  ESG1.4-2*
SGSF 40-2-M10-4Z-JHP 40.00 2.00 11.80 4 18.00 M10 12.00 29.50 15.0 GSFN2..  ESG1.4-2*
SGSA 40-3-M10-62-JHP 40.00 3.00 11.80 6 18.00 M10 12.00 29.50 15.0 GSAN3...  ESG1.4-2*

() Number of inserts

2 Key flat size

* Optional, should be ordered separately

SELFGRHir >

MULTI-MASTER 9|©|%

SGSF/A-MM-JHP ,ﬁm

Grooving and Slitting Small Bar Max

Diameter Cutters with MULTI-

MASTER Threaded Adaptation

DC cw CDX CICT  DCONMS THSZMS LF OAL DRVS®@ Insert />
SGSF 32-2-MMT08-3Z-JHP 32.00 2.00 9.00 3 11.70 T08 10.60 18.10 10.0 GSFN2..  ESG1.4-2*
SGSA 32-3-MMT08-4Z-JHP 32.00 3.00 9.00 4 11.70 T08 11.40 18.90 10.0 GSAN3...  ESG1.4-2*
SGSF 40-2-MMT10-4Z-JHP 40.00 2.00 11.30 4 15.30 T10 10.60 21.90 13.0 GSFN 2.  ESG1.4-2*
SGSA 40-3-MMT10-6Z-JHP 40.00 3.00 11.30 6 15.30 T10 11.40 22.70 13.0 GSAN3..  ESG1.4-2*

() Number of inserts

@) Key flat size

* Optional, should be ordered separately

A RESA ¢ J L

TANGSLIT FLEXFi7 onL Lj o 9

TGSF-M-JHP s [t &€

Grooving and Slitting Small == I =

Diameter Cutters with FLEXFIT ,ﬁm

Threaded Adaptation DCOlNMS’ ’*IIT_H]E S bC Bar Max

DRVS

DC cw CDX CICT®»  DCONMS THSZMS LF OAL DRVS®@ Insert /
TGSF 50-2-M12 5Z-JHP 50.00 2.00 13.00 5 21.00 M12 10.80 24.00 17.0 TAG 2 ETG 2
TGSF 50-3-M12 5Z-JHP 50.00 3.00 13.00 5 21.00 M12 10.70 24.70 17.0 TAG 3 ETG 3-4-SH*

() Number of inserts

2 Key flat size

* Optional, should be ordered separately

TANGSLIT 3

MULTI-MASTER 9|9|%

TGSF-MM-JHP ,ﬁm

Grooving and Slitting Small Bar Max

Diameter Cutters with MULTI-

MASTER Threaded Adaptation

DC cw CDX CICT® ~ DCONMS THSZMS LF OAL DRVS®@ Insert j

MMT12-5Z-JHP 50.00 2.00 14.00 5 19.00 T12 10.70 24.00 16.0 TAG 2 ETG 2

TGSF 50-3-MMT12-5Z2-JHP 50.00 3.00 14.00 5 19.00 T12 11.50 24.70 16.0 TAG 3 ETG 3-4-SH*

() Number of inserts
2 Key flat size
* Optional, should be ordered separately
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X-STREAM ADURGA [~ LSOWS = Aﬁr o
il Ms,, o i) =

SHRINKin HSK T — 1 -

G2.5

HSK A-SRKIN-CX DCONMS I | DCSNWS BTED BD :m;:m:::@

Thermal Shrink Chucks with S I M ! ¢ U<1.0 gmm

HSK DING69893 Form A Tapered THID le—LB—]

Shank and Coolant Jet Channels LF)EBX

along the Shank Bore

DCONMS DCONWS BTED  BD LPR LBX LB

Q
ADJRGA LSCWS  THID Keyt ko)

KIN6X8G 63.00 6.00 21.00 27.00 80.00 54.00 38.10 9.50 34.0 M5 2.50 0.83
KIN6X120 63.00 6.00 21.00 27.00 120.00 94.00 38.10 9.50 34.0 M5 2.50 1.00
KIN8X80 63.00 8.00 21.00 27.00 80.00 54.00 38.10 9.50 34.0 M6 3.00 0.85
KIN8X 120 63.00 8.00 21.00 27.00 120.00 94.00 38.10 9.50 34.0 M6 3.00 1.06
KIN10X85 63.00 10.00 24,00 32.00 85.00 59.00 50.80 9.30 39.8 M8 4.00 0.87
KIN10X120 63.00 10.00 24.00 32.00 120.00 94.00 50.80 9.30 39.8 M8 4.00 1.07
KIN12X90 63.00 12.00 24.00 32.00 90.00 64.00 50.80 9.30 448 M10 5.00 0.90
KIN12X120 63.00 12.00 24.00 32.00 120.00 94.00 50.80 9.30 44.8 M10 5.00 1.15
KIN 90 63.00 14.00 27.00 34.00 90.00 64.00 44.50 9.30 44.8 M10 5.00 1.02
KIN16X75 63.00 16.00 27.00 34.00 75.00 49.00 44.50 7.50 46.0 M5 2.50 0.82
KIN16X95 63.00 16.00 27.00 34.00 95.00 69.00 44.50 9.30 478 M12 6.00 1.00
KIN16X120 63.00 16.00 27.00 34.00 120.00 94.00 44.50 9.30 47.8 M12 6.00 1.20
KIN18X95 63.00 18.00 33.00 42.00 95.00 69.00 57.20 9.30 47.8 M12 6.00 1.20
KIN20X75 63.00 20.00 33.00 41.00 75.00 49.00 ° 5.50 46.0 M5 2.50 0.92
KIN20X100 63.00 20.00 33.00 42.00 100.00 74.00 57.20 8.50 49.0 M16 8.00 1.18
KIN20X 120 63.00 20.00 33.00 42.00 120.00 94.00 57.20 8.50 49.0 M16 8.00 1.38
KIN25X85 63.00 25.00 44,00 52.20 85.00 59.00 52.10 9.50 56.0 M5 2.50 1.26
"l N32X85 63.00 32.00 44,00 52.20 85.00 59.00 52.10 9.50 56.0 M5 2.50 1.11
HSK A100 SRKIN6X85 100.00 6.00 21.00 27.00 85.00 56.00 38.10 9.50 34.0 M5 2.50 221
HSK A100 SRKIN8X85 100.00 8.00 21.00 27.00 85.00 56.00 38.10 9.50 34.0 M6 3.00 2.21
HSK A100 SRKIN10X90 100.00 10.00 24,00 32.00 90.00 61.00 50.80 9.30 39.8 M8 4.00 2.29
HSK A100 R KIN12X95 100.00 12.00 24.00 32.00 95.00 66.00 50.80 9.30 44.8 M10 5.00 2.30
HSK A100 SRKIN14X95 100.00 14.00 27.00 34.00 95.00 66.00 44.50 9.30 44.8 M10 5.00 2.36
HSK A100 SRKIN "'h". 100.00 16.00 27.00 34.00 100.00 71.00 44.50 9.30 478 M12 6.00 2.37
HSK A100 SRKIN18X100 100.00 18.00 33.00 42.00 100.00 71.00 57.20 9.30 47.8 M12 6.00 2.53
HSK A100 SRKIN20X105 100.00 20.00 33.00 42.00 105.00 76.00 57.20 8.50 49.0 M16 8.00 2.57
HSK A100 SRKIN25X115 100.00 25.00 44.00 53.00 115.00 86.00 57.20 9.50 56.0 M16 8.00 3.07
RKIN32X120 100.00 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) e Use only inductive heating device for SRKIN holders
* Preset CX screw allows supply of coolant via JET channels - do not remove () Adjustment screw hexagon key size

Features

e Increased coolant velocity is obtained due to flow-rate
conservation and a smaller coolant discharge area

e Coolant directed to cutting edges

* Prolonged tool life

e Eliminates chip sticking at the cutting edges

¢ Suitable for High Speed Milling

e Effective chip evacuation prevents chip re-cutting

Applications and Advantages

e CNC milling machines with poor external
coolant flow

e Cavity and pocket milling applications

e Semi-finishing and finishing profile milling
titanium blisk blades

¢ Milling applications that generate high
temperatures, such as very hard alloy
steels, high temperature alloys etc.

Note: Preset CX screw allows coolant supply via jet channels - do not remove!

* Optional, should be ordered separately
Spare Parts

HSK A100
HSK A100
HSK A100
HSK A100
HSK A100
HSK A100
HSK A100
HSK A100
HSK A100

MON

===

SPEZZZEZZ2ZZZW

32X120

&

A

ol

COOLING TUBE HSK AG3*
COOLING TUBE HSK AB3*
COOLING TUBE HSK A63*
COOLING TUBE HSK AB3*
COOLING TUBE HSK A63*
COOLING TUBE HSK AB3*
COOLING TUBE HSK AG3*
COOLING TUBE HSK A63*
COOLING TUBE HSK AG3*
COOLING TUBE HSK AB3*
COOLING TUBE HSK AB3*
COOLING TUBE HSK A63*
COOLING TUBE HSK A63*
COOLING TUBE HSK AG3*
COOLING TUBE HSK A63*
COOLING TUBE HSK AB3*
COOLING TUBE HSK A63*
COOLING TUBE HSK AB3*
COOLING TUBE HSK A100*
COOLING TUBE HSK A100*
COOLING TUBE HSK A100*
COOLING TUBE HSK A100*
COOLING TUBE HSK A100*
COOLING TUBE HSK A100*
COOLING TUBE HSK A100*
COOLING TUBE HSK A100*
COOLING TUBE HSK A100*
COOLING TUBE HSK A100*

WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK63*
WRENCH COOL TUBE HSK100*
WRENCH COOL TUBE HSK100*
WRENCH COOL TUBE HSK100*
WRENCH COOL TUBE HSK100*
WRENCH COOL TUBE HSK100*
WRENCH COOL TUBE HSK100*
WRENCH COOL TUBE HSK100*
WRENCH COOL TUBE HSK100*
WRENCH COOL TUBE HSK100*
WRENCH COOL TUBE HSK100*

PRESET CX M5X13
PRESET CX M5X13
PRESET CX M6X12
PRESET CX M6X12
PRESET CX M8X16
PRESET CX M8X16
PRESET CX M10X16
PRESET CX M10X16
PRESET CX M10X16
PRESET CX M5X5
PRESET CX M12X16
PRESET CX M12X16
PRESET CX M12X16
PRESET CX M5X5
PRESET CX M16X14
PRESET CX M16X14
PRESET CX M5X5
PRESET CX M5X5
PRESET CX M5X13
PRESET CX M6X12
PRESET CX M8X16
PRESET CX M10X16
PRESET CX M10X16
PRESET CX M12X16
PRESET CX M12X16
PRESET CX M16X14
PRESET CX M16X14
PRESET CX M16X14

Member IMC Group
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X-STREAM

JET TOOLHOLDING

SHRINKiiv

DIN69871-SRKIN-CX
Thermal Shrink Chucks with
DING9871 Form AD Tapered
Shank and Coolant Jet Channels
along the Shank Bore

ﬁs Taper WI

‘ N

= (== 4
ST

41

i

G25

U<1.0 gmm

[SK 40=25,000RPM|
|SK 50=20,000RPM|

F

Key  CRKS %3

DIN69871 40 SRKIN 6X80 CX

DIN69871 40 SRKIN 8X80 CX

DIN69871 40 SRKIN 10X80CX
DIN69871 40 SRKIN 12X80CX
DIN69871 40 SRKIN 14X80CX
DIN69871 40 SRKIN 16X80CX
DIN69871 40 SRKIN 18X80CX
DIN69871 40 SRKIN 20X80CX
DIN69871 40 SRKIN25X100CX
DIN69871 50 SRKIN 6X80 CX

DIN69871 50 SRKIN 8X80 CX

DIN69871 50 SRKIN 10X80CX
DIN69871 50 SRKIN 12X80CX
DIN69871 50 SRKIN 14X80CX
DIN69871 50 SRKIN 16X80CX
DIN69871 50 SRKIN 18X80CX
DIN69871 50 SRKIN 20X80CX
DIN69871 50 SRKIN25X100CX
DIN69871 50 SR

SS DCONWS BTED BD LPR LBX LB LSCWS ADJRGA THID

40 6.00 21.00 27.00 80.00 60.90 38.00 34.0 9.50 M5 2.50 M16 0.99
40 8.00 21.00 27.00 80.00 60.90 38.00 34.0 9.50 M6 3.00 M16 1.00
40 10.00 24,00 32.00 80.00 60.90 51.00 39.8 9.30 M8 4.00 M16 1.05
40 12.00 24,00 32.00 80.00 60.90 51.00 44.8 9.30 M10 5.00 M16 1.05
40 14.00 27.00 34.00 80.00 60.90 45.00 44.8 9.30 M10 5.00 M16 1.15
40 16.00 27.00 34.00 80.00 60.90 45.00 47.8 9.30 M12 6.00 M16 1.07
40 18.00 33.00 42.00 80.00 60.90 57.00 47.8 9.30 M12 6.00 M16 1.21
40 20.00 33.00 42,00 80.00 60.90 57.00 49.0 8.50 M16 8.00 M16 1.16
40 25.00 44,00 53.00 100.00 80.90 57.00 55.0 8.50 M16 8.00 M16 1.7
50 6.00 21.00 27.00 80.00 61.00 38.00 34.0 9.50 M5 2.50 M24 2.72
50 8.00 21.00 27.00 80.00 60.90 38.00 34.0 9.50 M6 3.00 M24 2.71
50 10.00 24,00 32.00 80.00 60.90 51.00 39.8 9.30 M8 4.00 M24 2.81
50 12.00 24.00 32.00 80.00 60.90 51.00 44.8 9.30 M10 5.00 M24 2.79
50 14.00 27.00 34.00 80.00 60.90 45.00 44.8 9.30 M10 5.00 M24 2.84
50 16.00 27.00 34.00 80.00 60.90 45.00 47.8 9.30 M12 6.00 M24 2.76
50 18.00 33.00 42.00 80.00 60.90 57.00 47.8 9.30 M12 6.00 M24 2.90
50 20.00 33.00 42.00 80.00 60.90 57.00 49.0 8.50 M16 8.00 M24 2.92
50 25.00 44,00 53.00 100.00 80.90 57.00 55.0 8.50 M16 8.00 M24 3.51
50 32.00 44.00 53.00 100.00 80.90 57.00 59.0 8.50 M16 8.00 M24 3.36

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

() Hex key size for the rear stopper screw

Spare Parts

DIN69871 40 SRKIN 6X80 CX

DIN69871 40 SRKIN 8X80 CX

DIN69871 40 SRKIN 10X80CX
DIN69871 40 SRKIN 12X80CX
DIN69871 40 SRKIN 14X80CX
DIN69871 40 SRKIN 16X80CX
DIN69871 40 SRKIN 20X80CX
DIN69871 40 SRKIN25X100CX
DIN69871 50 SRKIN 6X80 CX

DIN69871 50 SRKIN 8X80 CX

DIN69871 50 SRKIN 10X80CX
DIN69871 50 SRKIN 12X80CX
DIN69871 50 SRKIN 14X80CX
DIN69871 50 SRKIN 16X80CX
DIN69871 50 SRKIN 18X80CX
DIN69871 50 SRKIN 20X80CX
DIN69871 50 SRKIN25X100CX
DIN69871 50 SRKIN32X100CX

&

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

DUSTRY 4.0
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X-STREAM [+~ LSOWS,
SHRINKin BT MAS P
[T [ 1 I R BTED —

BT-SRKIN-CX ¥ 25 | pconws ED — Ag—i

Thermal Shrink Chucks with — L ¢ L]

BT MAS-403 Form AD Tapered CR@\ :UI[ Chis—05—= ST R @

Shank and Coolant Jet Channels S5 LPR X * Verogmm

along the Shank Bore

SS DCONWS BTED BD LPR LBX LB LSCWS ADJRGA THID  Key® CRKS %3
BT40 SRKIN 6X90 CX 40 6.00 21.00 27.00 90.00 63.00 38.00 34.0 9.50 M5 2.50 M16 113
BT40 SRKIN 8X90 CX 40 8.00 21.00 27.00 90.00 63.00 38.00 34.0 9.50 M6 3.00 M16 1.07
BT40 SRKIN 10X90 CX 40 10.00 24.00 32.00 90.00 63.00 50.80 39.8 9.30 M8 4.00 M16 123
BT40 SRKIN 12X90 CX 40 12.00 24.00 32.00 90.00 63.00 50.80 44.8 9.30 M10 5.00 M16 1.13
BT40 SRKIN 14X90 CX 40 14.00 27.00 34.00 90.00 63.00 44.50 44.8 9.30 M10 5.00 M16 1.26
BT40 SRKIN 16X90 CX 40 16.00 27.00 34.00 90.00 63.00 44.50 47.8 9.30 M12 6.00 M16 1.23
BT40 SRKIN 18X90 CX 40 18.00 33.00 42.00 90.00 63.00 57.00 478 9.30 M12 6.00 M16 1.40
BT40 SRKIN 20X90 CX 40 20.00 33.00 42.00 90.00 63.00 57.00 49.0 8.50 M16 8.00 M16 1.30
BT40 SRKIN 25X110 CX 40 25.00 44.00 53.00 110.00 83.00 57.00 56.0 8.50 M16 8.00 M16 1.84
BT50 SRKIN 6X100 CX 50 6.00 21.00 26.00 100.00 62.00 32.00 34.0 9.50 M5 2.50 M24 3.67
BT50 SRKIN 8X100 CX 50 8.00 21.00 27.00 100.00 62.00 38.00 34.0 9.50 M6 3.00 M24 3.78
BT50 SRKIN 10X100 CX 50 10.00 24.00 32.00 100.00 62.00 50.80 39.8 9.30 M8 4.00 M24 3.78
BT50 SRKIN 12X100 CX 50 12.00 24,00 32.00 100.00 62.00 50.80 44.8 9.30 M10 5.00 M24 3.74
BT50 SRKIN 14X100 CX 50 14.00 27.00 34.00 100.00 62.00 44.50 44.8 9.30 M10 5.00 M24 3.80
BT50 SRKIN 16X100 CX 50 16.00 27.00 34.00 100.00 62.00 44.50 47.8 9.30 M12 6.00 M24 3.70
BT50 SRKIN 18X100 CX 50 18.00 33.00 42.00 100.00 62.00 57.00 47.8 9.30 M12 6.00 M24 3.92
BT50 SRKIN 20X100 CX 50 20.00 33.00 42.00 100.00 62.00 57.00 49.0 8.50 M16 8.00 M24 3.77
BT50 SRKIN 25X120 CX 50 25.00 44.00 53.00 120.00 82.00 57.00 56.0 8.50 M16 8.00 M24 4.50
BT50 SRKIN 32X120 CX 50 32.00 44.00 53.00 120.00 82.00 57.00 59.0 8.50 M16 8.00 M24 4.35

e Use only inductive heating device for SRKIN holders e Preset screw CX allows supply of coolant via JET channels - do not remove
() Hex key size for the rear stopper screw

Spare Parts

&

Designation

BT40 SRKIN 6X90 CX PRESET CX M5X13
BT40 SRKIN 8X90 CX PRESET CX M6X12
BT40 SRKIN 10X90 CX PRESET CX M8X16
BT40 SRKIN 12X90 CX PRESET CX M10X16
BT40 SRKIN 16X90 CX PRESET CX M12X16
BT40 SRKIN 20X90 CX PRESET CX M16X14
BT40 SRKIN 25X110 CX PRESET CX M16X14
BT50 SRKIN 6X100 CX PRESET CX M5X13
BT50 SRKIN 8X100 CX PRESET CX M6X12
BT50 SRKIN 10X100 CX PRESET CX M8X16
BT50 SRKIN 12X100 CX PRESET CX M10X16
BT50 SRKIN 16X100 CX PRESET CX M12X16
BT50 SRKIN 20X100 CX PRESET CX M16X14
BT50 SRKIN 25X120 CX PRESET CX M16X14
BT50 SRKIN 32X120 CX PRESET CX M16X14

Member IMC Group



X-STREAM

JET TOOLHOLDING — < LSCWS-—» 0 N
.| ADJRGA = | s =29

SHRINKiw CAMFIX * ! -

1 BD A

C#-SRKIN-CX DOONMS l 2o [DCONWs BzED

Thermal Shrink Chucks with (]:[) ‘ =

CAMFIX (ISO 26623-1) Tapered THD™ o

Shank and Coolant Jet Channels LPR

along the Shank Bore

O
DCONMS DCONWS BTED  BD LPR LBX LB LSCWS ADJRGA THD  Keyn A&

C6 SRKIN 6X80 CX 63.00 6.00 21.00 27.00 80.00 58.00 38.10 34.0 9.50 M5 2.50 0.95
C6 SRKIN 8X80 CX 63.00 8.00 21.00 27.00 80.00 58.00 38.10 34.0 9.50 M6 3.00 0.94
C6 SRKIN 10X80 CX 63.00 10.00 24,00 32.00 80.00 58.00 50.80 39.8 9.30 M8 4.00 1.07
C6 SRKIN 12X80 CX 63.00 12.00 24.00 32.00 80.00 58.00 50.80 44.8 9.30 M10 5.00 1.01
C6 SRKIN 14X85 CX 63.00 14.00 27.00 34.00 85.00 63.00 4450 44.8 9.30 M10 5.00 1.08
C6 SRKIN 16X85 CX 63.00 16.00 27.00 34.00 85.00 63.00 44.50 478 9.30 M12 6.00 1.06
C6 SRKIN 18X85 CX 63.00 18.00 33.00 42.00 85.00 63.00 57.20 478 9.30 M12 6.00 1.21
C6 SRKIN 20X85 CX 63.00 20.00 33.00 42.00 85.00 63.00 57.20 49.0 8.50 M16 8.00 1.16
C6 SRKIN 25X90 CX 63.00 25.00 44.00 53.00 90.00 68.00 57.20 55.0 8.50 M16 8.00 1.50
C6 SRKIN 32X95 CX 63.00 32.00 44.00 53.00 95.00 73.00 57.20 59.0 8.50 M16 8.00 1.46

¢ Use only inductive heating device for SRKIN holders e Preset screw CX allows supply of coolant via JET channels - do not remove
() Hex key size for the rear stopper screw

Spare Parts

&

&

D

Designati

C6 SRKIN 6X80 CX PRESET CX M5X13 COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 SRKIN 8X80 CX PRESET CX M6X12 COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 SRKIN 10X80 CX PRESET CX M8X16 COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 SRKIN 12X80 CX PRESET CX M10X16 COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 SRKIN 14X85 CX PRESET CX M10X16 COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 SRKIN 16X85 CX PRESET CX M12X16 COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 SRKIN 18X85 CX PRESET CX M12X16 COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 SRKIN 20X85 CX PRESET CX M16X14 COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 SRKIN 25X90 CX PRESET CX M16X14 COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 SRKIN 32X95 CX PRESET CX M16X14 COOLING TUBE C6* WRENCH COOL TUBE C6*

* Optional, should be ordered separately
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Turning Grades

A hard submicron substrate. TiAIN PVD coated grade
followed by a special “SUMO TEC” surface treatment.
Suitable for turning hard nickel base alloys / Inconel

. M .... (40-50 HRC) at low to medium cutting speeds.
U

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

. M . . . . alloys at low to medium cutting speeds.
O

A tough submicron substrate, improved TiAIN PVD
coated grade for better chip flow. Suitable for turning
heat resistant alloys, austenitic stainless steel and

. M .... hard steel at low to medium cutting speeds.
g 0O

A very hard substrate with a cobalt enriched outer
layer and alpha Al2O3 coating. Used for finishing and
medium turning of stainless steel at high cutting speeds.

. M .... Features long tool life and excellent repeatability.
0

A tough substrate with MTCVD Al>O3 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.O3 CVD

coating. Recommended for general use machining of steel
. M .... in a wide range of conditions, featuring high toughness
0 o and resistance to chipping and plastic deformation.

A very hard substrate with a cobalt enriched layer, improved
MTCVD TiCN and a thick alpha Al2O3 CVD coating. Features
excellent thermal stability, resistance to chipping and plastic

. M .... deformation. Recommended for high speed machining
O O of steel at stable or slightly unstable conditions.

A very tough substrate with a cobalt enriched layer combined
with an improved MTCVD TiCN and alpha AloO3 CVD coating.

Provides excellent toughness and chipping resistance on
. M .... steel for interrupted and unstable cutting conditions.
0 o0
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Turning Grades

B v BN H
0 O 0

A hard substrate, MTCVD TiCN and thick AloO3 coated grade with

post coating surface treatment. Mainly used for turning nodular
cast iron (may be used for other cast iron as well) at medium to
high cutting speeds at stable or slightly unstable conditions.
Can be used when higher wear resistance than that

provided by IC5010 or other grades is required.

A hard substrate, improved MTCVD TiCN and a thick
alpha Al203 CVD coating. Features excellent thermal
stability and improved toughness. Recommended mainly
for grey cast iron at stable or slightly unstable conditions.
Can also be used successfully on nodular cast iron.

AITiN + TiN PVD coated grade on very tough substrate
for parting and grooving applications at high feeds and
low to medium speeds. Suitable for steels and stainless
steel. The grade is recommended for interrupted

cut and machining at unstable conditions.

AITiCrN + TiN PVD coated grade with a special SUMO TEC
surface treatment on very tough substrate for parting and
grooving of steel and stainless steel at low to medium speeds
and medium to high feeds. The grade is recommended for
interrupted cut and machining at unstable conditions.

AITiN + TiN PVD coated grade overlays on tough submicron
substrate. Recommended for general use in parting

and grooving operations on large variety of materials

as well as steel, alloy steels, austenitic stainless steel,

high temperature alloys at medium cutting speeds.

A tough submicron substrate with AITiCrN + TiN PVD coating
and a special SUMO TEC surface treatment. Recommended
for general use in parting and grooving operations on large
variety of materials as well as steel, alloy steels, austenitic
stainless steel, heat resistant alloys at medium cutting speeds.

A very hard submicron substrate with AITiCrN + TiN PVD
coating and a special SUMO TEC surface treatment.
Suitable for parting and grooving of steel, alloy steels,
austenitic stainless steel, high temperature alloys and
hard steels at medium to high cutting speeds.

Member IMC Group
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Drilling Grades

Diamond coated grade for drilling CFRP (Carbon Fiber
Reinforced Plastic) and titanium CFRP laminates.

B v KNS
0

Milling Grades

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

B v NS H
0o O

A tough substrate with a MTCVD and TiCN/AI2O3
coating. Recommended for milling grey cast iron at
high cutting speeds, providing extended tool life.

B v NS |
0

A tough submicron substrate, TiCN PVD coated and with a special
surface treatment. Designed for machining heat resistant alloys,
hardened steels and cast iron at medium to high cutting speeds,
. M .... interrupted cut and unfavorable conditions. Excellent notch wear
0 0 and built-up edge resistance. High resistance to mechanical and
thermal shock - therefore milling with coolant may be applied.

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

\“\ A PVD TiSiN coated tough grade followed by a special
“e surface treatment. Suitable for milling austenitic stainless

steel and high temperature alloys. Recommended
. M . . . . for interrupted cuts and heavy operations.
H l

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

\ A tough substrate, TiAIN PVD coated and a special
“e : surface treatment. Designed for machining austenitic

stainless steel, titanium and high temperature alloys.
B v NS H
[ [

A tough TiCN+TiN thin PVD coated grade with a special
“SUMO TEC” surface treatment. Used for milling a wide

range of workpiece materials, at low to medium cutting
. M .... speeds and for unstable machining conditions.
g o O

\“‘ A tough substrate, with a MTCVD and alpha Al>O3 coating and
“ﬁ : a special surface treatment. Designed for machining austenitic

stainless steel, titanium and high temperature alloys.
B v s =
l 0

Turning, Milling and Drilling Grades

A tough submicron substrate, improved TiAIN PVD coated grade

for better chip flow. Designed for machining heat resistant alloys,

austenitic stainless steel, hard alloys and carbon steel at medium
. M .... to high cutting speeds, interrupted cut and unfavorable conditions.
0 0 O 0O Excellent notch wear and built-up edge resistance.

An improved TiAIN PVD coated tough grade for better
chip flow. Suitable for machining stainless steel, high

temperature alloys and other alloy steels. Recommended
. M .. . . for interrupted cut and heavy operations.
0 o H

A tough submicron substrate, TiAIN PVD coated grade.
Designed for machining heat resistant alloys, austenitic
stainless steel, hard alloys and carbon steel at medium to high
. M .... cutting speeds, interrupted cut and unfavorable conditions.
o o 0 0 Excellent notch wear and built-up edge resistance.

“e\“ ° A tough substrate with a MTCVD and alpha Al2O3 coating.
Recommended for machining martensitic stainless steel
at high cutting speed providing excellent tool life.

Member IMC Group
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Standard Grade SUMO TEC Grade

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

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

Denmark

KJ VAERKTOEJ AS/ISCAR DENMARK

Tel +4570 11 22 44
Fax++45 46 98 67 10
ki@kj.dk
www.iscar.dk

Estonia
KATOMSK AS

Tel +372 6775 671
Fax +372 6720 266
aleksei@katomsk.ee

Finland

ISCAR FINLAND OY
Tel +358-(0)9-439 1420
Fax +358-(0)9-466 328
info@iscar.fi
www.iscar.fi

France

ISCAR FRANCE SAS

Tel +33 (0)1 30 12 92 92
Fax+33 (0)1 30 12 95 82
info@iscar.fr
www.iscar.fr

Germany

ISCAR GERMANY GmbH
Tel +49 (0) 72 43 9908-0
Fax+49 (0) 72 43 9908-93
gmbh@iscar.de
www.iscar.de

Greece

INTERNATIONAL TOOLS

K.-X. GEORGOPOULOS & SIA O.E
Tel +30 210 346 0133

Fax +30 210 342 5621
info@internationaltools.gr

VIMA

V. MAZLOUMIAN & SONS

Tel +30 2310 517-117 / 544-521
Fax +30 2310 529-107
vimaco@otenet.gr
http://www.vimaco.gr

Hong Kong

MTC TOOLING SYSTEMS LTD
Tel +85-2-23054838

Fax +85-2-27988789
yoongkamsing@hotmail.com

Hungary

ISCAR HUNGARY KFT.
Tel +36 28 887 700
Fax +36 28 887 710
iscar@iscar.hu
www.iscar.hu

India

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

Mexico ,

ISCAR DE MEXICO

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

The Netherlands
ISCAR NEDERLAND B.V.
Tel +31 (0) 182 535523
Fax+31 (0) 182 572777
info@iscar.nl
www.iscar.nl

New Zealand

ISCAR PACIFIC LTD.
Tel +64 (0) 9 573 1280
Fax+64 (0) 9 573 0781
iscar@iscarpac.co.nz

Norway

SVEA MASKINER AS

Tel +47 32277750

Fax +47 32277751
per.martin.bakken@svea.no

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 LLC

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

www.iscar.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

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

Colombia ISCAR SLOVENIJA d.o.o.

ISCAR Andina Japan Tel +386 1 580 92 30

.Tel/fax‘: +57 1 821 93 38 ISCAR JAPAN LTD. Fax+$86 1 562 21 84

|scar@\scar.com.co Tel +81 6 6835 5471 ‘nfO@'.Scar'S'. “© 2013 Iscar Ltd. This document, as well as all information
Wwww.iscar.com.co Fax +81 6 6835 5472 www.Iscar.si and other data contained herein and/or derived therefrom,

including but not limited to, all trademarks, logos, trade-

iscar@iscar.co.j i
scar@iscar.co.jp names, concepts, pictures, designs and/or devices, as well

Croatia WWW.iscar.co.jp South Africa data from which d/or intellectual
ISCAR ALATI d.0.0. ISCAR SOUTH AFRICA (PTY) LTD. ropery ot may armanate Finormation. o e a0k
Tel +385 (0) 1 33 23 301 Latvia ShareCall 08600-47227 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

Tel +27 11 997 2700
Fax +27 11 388 9750

Fax +385 (0) 1 33 76 145 SIA EKL/LS

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.0.

Tel +420 377 420 625
Fax +420 377 420 630
iscar@iscar.cz
www.iscar.cz

Tel +371 6 733 11 54
Fax +371 6 780 56 48
ekllpstools@isr.lv

Lithuania

MECHA, UB

Tel +370 37 407 230
Fax +370 37 407 231
sigitas@mecha.lt

Macedonia
(Representative Office)
Tel +389 2 309 02 52
Fax +389 2 309 02 54
info@iscar.com.mk

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

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.
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