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Find The NEO AL Tool
For Your Application!

- The virtual tool advisor features advanced Al

and ‘Big Data’ analytics

» Supports with complicated machining tasks and challenges
- Offers a wide range of functions and recommendations

to operate machining centers

* Features online service 24/7 in more than 30 languages

» Functions according to 1SO 13399 standard _ ‘
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New Solid
Garhide
Tools

New PICCOINDEX Solid
Iﬁ!ﬁgg!#gEx Carbide Tools wit_h_lndexable
Inserts for Machining

Miniature Parts
and Increased Tool Life

200%

Increased
Tool Life

PICCOINDEX Tools Can be

Mounted on PASSCUT Holders
and the NEOPASS Holder




Solid Carbide PICCO Tools

PICCOINDEX
INDEXABLE INSERTS HF 7
PICIN-SCLCR/L . %{ | 5
Solid Carbide PICCO Tools ¢ H'? \
Carrying 80° Rhombic Inserts
T - N N 4
WE N | v
[ LDRED |
\ LF DCONMS

DCONMS LDRED H HFB WF DMIN HF CSP MIID®@

PICIN E05-T20-SCLCR/L-03 197 79 77 083 073 A77 000 1 CCGT 03X101-F1P

PICIN E06-T25-SCLCR/L-03 236 98 213 114 089 236 000 1 CCGT 03X101-F1P
™ 0 - Without coolant supply, 1 - With coolant supply
(2 Master insert identification
Spare Parts

Designation & ?

PICIN-SCLCR/L CSTA-1.6 T-6/5
PICCO!NQEX T
INDEXABLE INSERT. 0 Theoretical Poin
PICIN-MGSIR/L ' W I |

H:i \ii |

Carrying Internal Laydown
Threading Inserts

to Theoretical Point

WF

=

CSP®  MID® & ?

PICIN E06-T25-MGSIL-06 236 1.575
PICIN E06-T25-MGSIR-06 236 1575

DCONMS LF LDRED H HFB WF DMIN HF
.98 213 118 A74 287 .000 06ILAS5 SR 14-552 T-6/5
.98 213 118 A74 287 .000 06IRA 55 SR 14-562 T-6/5

() 0 - Without coolant supply, 1 - With coolant supply
(2 Master insert identification

PICCOINDEX

INDEXABLE INSERTS

PICIN-SWUBR/L

Solid Carbide PICCO Tools
Carrying Small WBMT/WBGT
Trigon Inserts

MIID@ & ?

PICIN E06-T25-SWUBL-06 236 1.575
PICIN E06-T25-SWUBR-06 236 1.575

LDRED H HFB WF DMIN HF
98 213 118 128 .256 .000 WBMT 060101R SR 14-552 T-6/5
.98 213 118 128 .256 .000 WBMT 060101L SR 14-552 T-6/5

() 0 - Without coolant supply, 1 - With coolant supply
(2) Master insert identification

Member IMC Group




Smart Holder Can Mount
NEOP Ass A'l‘l‘?l':/pe: ofe .I;’ici(r)] Hgg‘;s.
Features Unique Coolant

Outlets for Increased
Tool Life.

PICCO LINES HOLDER

200%

Increased
Tool Life

A Wide Variety
of Tools and Inserts
Options for Machining
Miniature Parts

PIOCOJE T Internal P 'cca'”DEX Internal P lcc ‘. .-

COOLANT THROUGH Coolant NDEXABLE INSERTS Coolant MINI BORING
Outlet =4 Outlet




NEOPASS

PICCO LINES HOLDER

PICMU

Holders with Improved Cooling

Supply Suitable for Mounting

PICCO-CUT, PICCO-JET Inserts

and PICCO-INDEX Heads

PICMU 12.7-4
PICMU 12.7-5
PICMU 15.9-4
PICMU 15.9-5
PICMU 15.9-6
PICMU 15.9-7
PICMU 19-4

PICMU 19-5

PICMU 19-6

PICMU 19-7

PICMU 25.4-4
PICMU 25.4-5
PICMU 25.4-6
PICMU 25.4-7

— LH LSCMS —| CND
TEe—

DCONNWS h6
DCONXWS h6

DCONMS

=
T 3
LSCWS ﬁﬂ (mini bar insert dia.)
| OAL ]
H§ F———-3 DCONMS g7 * To be used only when mounting
HI 1 PICCO-CUT insert types
DCONNWS™  DCONXWS@ OAL LH LSCMS H LSCWS CND SPLO
.500 .158 .160 3.346 776 1.795 433 .7480 197 .2363
.500 197 199 3.346 776 1.795 433 .8070 .236 .2363
.625 .158 .160 3.346 776 1.795 .551 .7480 97 .2363
625 197 199 3.346 776 1.795 551 .8070 .236 .2363
.625 .236 .238 3.346 776 1.795 .561 .8070 .236 .2363
.625 276 278 3.346 776 1.795 551 .8190 315 .2756
.750 .158 .160 3.346 176 1.795 .709 .7480 197 .2363
.750 197 199 3.346 776 1.795 .709 .8070 .236 .2363
.750 .236 .238 3.346 776 1.795 .709 .8070 .236 .2363
.750 276 278 3.346 776 1.795 709 .8190 315 2756
1.000 .158 .160 3.346 776 1.795 787 .7480 197 .2363
1.000 197 199 3.346 776 1.795 787 .8070 .236 .2363
1.000 .236 238 3.346 176 1.795 787 .8070 .236 .2363
1.000 276 278 3.346 776 1.795 787 .8190 3115 2756

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

() Minimum diameter
2 Maximum diameter
() Spacer length

Spare Parts

All PICCO.... style
except PICCO

Q

¢ 7 8

PICMU 12.7-4
PICMU 12.7-5
PICMU 15.9-4
PICMU 15.9-5
PICMU 15.9-6
PICMU 15.9-7
PICMU 19-4

PICMU 19-5

PICMU 19-6
PICMU 19-7
PICMU 25.4-4
PICMU 25.4-5
PICMU 25.4-6
PICMU 25.4-7

SPACER D3.7X6
SPACER D4.7X6
SPACER D3.7X6
SPACER D4.7X6
SPACER D5.7X6
SPACER D6.7X7
SPACER D3.7X6
SPACER D4.7X6
SPACER D5.7X6
SPACER D6.7X7
SPACER D3.7X6
SPACER D4.7X6
SPACER D5.7X6
SPACER D6.7X7

SR MBX0.5X6 PF
SR M6X0.5X6 PF

SR MBX0.5X6 PF
SR MBX0.5X6 PF

SR MBX0.5X6 PF
SR MBX0.5X6 PF

HW 2.5
HW 2.5
HW 2.5
HW 2.5
HW 3.0
HW 3.0
HW 2.5
HW 2.5
HW 3.0
HW 3.0
HW 2.5
HW 2.5
HW 3.0
HW 3.0

PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5
PL 16 M6-D5*
PL 16 M6-D5

Member IMC Group




NEOSWISS

INDEXABLE HEADS

Rotary Wedge Mechanism
Designed to Amplify

the Clamping Force for

a Rigid Connection

Modular
Swiss-Tyne
Tuming Holder

New System for Swiss-Type
Turning Machines with
Quick-Change Heads.

Features Minimum Setup Time.

A Variety of Right

and Left Heads
Fast Setup Can Be Mounted on
Minimizes

the Same Shank

Machine
Downtime




SWISS

INDEXABLE HEADS
HOw SurmEE EFRAN

Vi

NQCH-SCACR/L-JHP
Screw Lock Modular Heads
with High-Pressure Coolant - 7°
Clearance 80° Rhombic Inserts
for SwissType Machines

: |
T Holder
OAW &
L
A
o $ OAL (assembly) J

LH OAL OAW Insert & ?

WF HF
NQCH12-SCACR/ S-JHP 478 472 787 4.724 793 CCHOIT3#(3-#) SR 16-236 T-15/5
NQCH16-SCACR/L-09S-JHP .636 630 787 4.724 793 CCH#O9T3#(3-#) SR 16-236 T-15/5
NEOSWISS ' ﬁl TG ’ﬂ{i
NQCH-SDACR/L-S-JHP T /) Holder
Screw Lock Modular Heads OAW T
with High-Pressure Coolant - 7° l va (@)
Clearance 55° Rhombic Inserts or
for SwissType Machines LH—=] OAL (assembly) ——J
W w o ow  wm &
NQCH12-SDACR/L-11S-JHP 478 472 787 4.724 793 DC#11T3(3-#) SR 16-236 P T-15/5
NQCH16-SDACR/L-11S-JHP 636 630 787 4.724 793 DC#11T3(3-#) SR 16-236 P T-15/5
NEOSWISS D W -
INDEXABLE HEADS 4 ~ A /r
"scrl Vv H*F ; & o gs?oo
NQCH-SVACR/L-S-JHP i A Holder
Screw Lock Modular Heads with OAW T
High-Pressure Coolant Carrying | ‘Q/F ®
7° Clearance 35° Rhombic ol
Inserts for SwissType Machines OAL (assembly) —»|
W w o ow  we &
NQCH12-SVACR/L-11S-JHP 478 AT2 787 4.724 793 VC#1103#(224) SR 14-560 T-8/5
NQCH16-SVACR/L-11S-JHP 636 630 787 4.724 793 VC#1103#(22#) SR 14-560 T-8/5

Member IMC Group




SWISS

INDEXABLE HEADS

POSITI VE‘ DOUBLE SIDED

NQCH-SWLNR/L-S-JHP
Screw Lock Modular Heads
with High-Pressure Coolant -
Positive Double-Sided Trigon
Inserts for SwissType Machines

e

o<—|_H4>

Holder

l«—— OAL (assembly) »‘

WF

LH OAL

OAW GAMP GAMF

Insert

NQCH12-SWLNR/L-04S-JHP
NQCH16-SWLNR/L-04S-JHP

478
636

472
.630

787 4.724
787 4.724

793 11.0 1.0
793 11.0 1.0

WNGP 0403#(224)
WNGP 0403#(224)

Spare Parts

Designation

&

NQCH-SWLNR/L-S-JHP

SR 34-514

T-7/5

NEOSWISS

INDEXABLE HEADS

POS!t TIVE‘ DOUBLE SIDED

NQCH-SDJNR/L-S-JHP
Screw Lock Modular Heads with
High-Pressure Coolant, Positive
Double-Sided 55° Rhombic
Inserts for Swiss-Type Machines

< T
l

GAMF% ?

R

OAW 1}
WF

Holder

9L LH |

OAL (assembly) ——J

27°

MAX

g il
PSI

WF

HF LH

OAL OAW

GAMP

GAMF Insert

& X

NQCH12-SDJNR/L-07S-JHP
NQCH16-SDJNR/L-07S-JHP

478
636

472 787 4.724 793

630 787

4.724 793

10.0 0
10.0 0

DNGP 0703#(22#)
DNGP 0703#(22#)

SR 34-514 T-7/5
SR 34-514 T-7/5

NEOSWISS

INDEXABLE HEADS

LOGIQLTURN

POSITIVE DOUBLE SIDED
NQCH-PCLXR/L-S-JHP
Lever Lock Modular Heads with
High-Pressure Coolant, Positive
Double-Sided 80° Rhombic
Inserts for SwissType Machines

GAMF
HF
\

e

}
oW I (G
Ve

95
[«<LH -

\Hold

l«—— OAL (assembly)

2000

PSI

Designation

WF

HF

LH OAL

OAW GAMP GAMF

Insert

NQCH12-PCLXR/L-09X-JHP
NQCH16-PCLXR/L-09X-JHP

478
636

472
630

787 4724
787 4.724

793 6.0 6.0
793 6.0 6.0

CXMG 0904#
CXMG 0904#

Spare Parts

Designation

&

b

NQCH-PCLXR/L-S-JHP

LR 83X SET

SR MBXL11.5V

T-8/5




SWISS

INDEXABLE HEADS
HOw SurmEE EFRAN

Vi

NQCH-Y-SDJCR-S-JHP
Y-Axis Screw Lock Modular Heads
with High-Pressure Coolant - 7°
Clearance 55° Rhombic Inserts
for SwissType Machines

I LH -

Hgo OAL (assembly) J

WF

HF

LH OAL

OAW

&

Insert

NQCH12-Y-SDJCR-11S-JHP
NQCH16-Y-SDJCR-11S-JHP

478
636

480
638

187
787

4724
4.724

187
787

SR 16-236 P
SR 16-236 P

T-15/5
T-15/5

DCH#11T3(3#)
DC#11T3(3#)

NEOSWISS

INDEXABLE HEADS
New summEy EFRR N

v

NQCH-Y-SVJCR-S-JHP
Y-Axis Screw Lock Modular Heads
with High-Pressure Coolant - 7°
Clearance 35° Rhombic Inserts
for SwissType Machines

—
.
T

LT -

52000
PSI

90" LH—»

]

ﬂ OAL (assembly)

—»‘

WF

HF

LH OAL

OAW

& 7

Insert

NQCH12-Y-SVJCR-11S-JHP
NQCH16-Y-SVJCR-11S-JHP

478
636

480
638

787
787

4724
4.724

793
793

SR 14-560
SR 14-560

T-8/5
T-8/5

VCH#1103#(224)
VC#11034(224)

NEOSWISS

INDEXABLE HEADS
oy mm

NQCH-PCHR/L-S-JHP
Screw Lock JETCUT Modular
Heads for Swiss Type Machines
- Grooving, Parting, Recessing
5 Cutting Edged Inserts

CWN-CWx 1=

= N} s sup—— y—
|

P e

¥ e OAL (assembly)—

HF OAW

LB

OAH HBH LH

OAL HBL CWN( cwx®@ Insert

NQCH12-PCHR/LS-17-JHP
NQCH16-PCHR/LS-17-JHP

472

787

630 787

827
827

.961
.965

.236
079

669
669

4.764
4.764

669
669

010
010

125
125

PENTA 17
PENTA 17

() Minimum cutting width
@ Maximum cutting width

Spare Parts

NQCH12-PCHLS-17-JHP

NQCH12-PCHRS-17-JHP
NQCH16-PCHLS-17-JHP
NQCH16-PCHRS-17-JHP

&

b

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

T-1508/5
T-1508/5
T-1508/5
T-1508/6

Member IMC Group




SWISS o .
INDEXABLE HE}ﬁS..- v _ ‘ /[ e -
SWISSCUT e | ;Qﬁﬁ@:ﬁ:@::ﬁj ‘ﬁ OAH ﬁ* M
NQCH-SCHR/L-BF-JHP LR Joaw— 5 “!r iy
Screw Lock JETCUT Modular __ :
Heads for Swiss Type Machines ﬂ AN e -

- Grooving and Turning, Back own-owx = (3 2000

or Front Clamped Inserts OAL {assembly) —————»

Y
NQCH12-SCHR/L-22BF-JHP 472 787 945 681 4,882 020 098 SCIR/L-22 SR M4X0.7-19425 T8/5
NQCH16-SCHR/L-22BF-JHP 630 787 945 831 4,882 020 098 SCIR/L-22 SR M4X0.7-19425 T8/5

) Minimum cutting width

2 Maximum cutting width

NEOSWISS DO-GriF ["—H *| cutDiA CNT a8 13

NQCH-DGTR/L-D-SH-JHP XX I 2000

Screw Lock JETCUT Modular

Heads for Swiss Type Machines

- Double-Sided Parting Inserts =TT\,

P
oWN-Cx et P
b e OAL (assembly)

CWN(O  Ccwx@ HF OAW  OAH LH OAL  CUTDIA Insert f /
NQCH12-DGTL-2D24SH-JHP 075 098 476 787 638 945 4,882 945 DGN  SRMSX10DIN912  HW25
NQCH12-DGTR-2D24SH-JHP 075 098 476 787 638 953 4.890 945 DGN  SRMBX10DIN912 ~ HW25
NQCH16-DGTL-2D24SH-JHP 075 098 634 787 795 945 4,882 945 DGN  SRMSX10DIN912  HW25
NQCH16-DGTR-2D24SH-JHP 075 098 634 787 795 953 4.890 945 DGN  SRMBX10DIN912 ~ HW25
NQCH12-DGTL-3D24SH-JHP 118 125 476 787 638 945 4,882 945 DGN  SRMBX10DIN912  HW25
NQCH12-DGTR-3D24SH-JHP 118 125 476 787 638 953 4.890 945 DGN  SRMSX10DIN912 ~ HW25
NQCH16-DGTL-3D24SH-JHP 118 125 634 787 79 945 4,882 945 DGN  SRMBX10DIN912  HW25
NQCH16-DGTR-3D24SH-JHP 118 125 634 787 795 953 4.890 945 DGN  SRMSX10DIN912 ~ HW25

) Minimum cutting width

2) Maximum cutting width

NEOSWISS ! ' CNT T

INDEXABLE HEADS -

oan g HF = HH ‘ i * I H %

SWISSCTUT e o/ |oaH

A o

NQCH-Y-SCHR-BF-JHP . T oAk “!r -

Y-Axis Screw Lock JETCUT ™ - - ot

Modular Heads for Swiss Type ) Ltt ‘Y;;iiﬁf :;’F;ij[j #

Machines - Grooving and Turning, ‘ =il = 2000

Back or Front Clamped Inserts =+ OAL (assembly)

HF OAH LH OAW HH OAL  CWN®  Cwx® Insert § ?
NQCH1 CHR-22BF-JHP 472 984 787 787 512 4941 020 098 SCIRA-22-N/RIL SRM4X0.7-19425  T-8/5
NQCH16-Y-SCHR-22BF-JHP 630 984 787 787 354 4.941 020 098  SCIRL-22-N/RIL SRM4X0.7-19425 ~ T-8/5

) Minimum cutting width
(2 Maximum cutting width




SWISS

CUTGRHIF
NQCH-GHSR/L-JHP

Screw Lock JETCUT Modular
Heads for Swiss Type Machines

~oawl<

[P
2.

3 ———

- Grooving and Turning Inserts cwN-cwx & A 40— ne -]

9 9 M oa (assembly)

HF LB OAH HBH OAL HBL CWN  CWX?  CUTDIA  Insert
NQCH12-GHSR/L-2-JHP 472 1.024 669 079 4.961 079 087 118 984 GIP
NQCH16-GHSR/L-2-JHP 630 1.024 748 - 4.961 - 087 118 984 GIP

() Minimum cutting width

) Maximum cutting width

Spare Parts
Designation & /

NQCH-GHSR/L-JHP SR 16-236 P T-15/3
.....“A.l-

NEOSWISS JETCUT ‘ oAL

INDEXABLE HEADS

NQCH-JHP T GNT @00

Square Shank with High-Pressure O:W /33/7” = 7747/’;?”” 7

Coolant for NEOSWISS Modular R e ) e an RjAE l?

Heads - Swiss Type Machine —

| @[k @ |
i
¢] B H OAL OAW CNT @
NQCH-1212-JHP 472 472 3937 787 UNF 5/16-24 SR 5/16UNF TL360
NQCHL-12.7-JHP 500 500 3937 787 UNF 5/16-24 SR 5/16UNF TL360
NQCHR-12.7-JHP .500 .500 3.937 787 UNF 5/16-24 SR 5/16UNF TL360
NQCH-1616-JHP 630 630 3937 787 UNF 5/16-24 SR 5/16UNF TL360

Clamping Operation Steps

~
2- I\lbu\nt
1 - Unlock %
Recommended
Torque 62-70.8 Ibf*in
N J d

Attention: The clamping screw is not removable. To avoid undesired

damage, do not apply excessive force when opening or clamping.

/

Supplied

Item No: 7003805
SW6-T-SH

Accessories

Item No: 7002553
BLD IP20/57

Recommended

Item No: 7007221
TSA 6 44.1-123.5 Ibfin
(TSA6 5-14Nm)

(Optional)
Accessories

Item No: 7007027
BLD 6 T20IP

Member IMC Group




Swiss Type
Machining

New Y-Axis Turning and
Grooving Holders for Machining
Miniature Parts on Swiss

Type Machines. Suitable for
Difficult-To-Cut Materials.

Bottom and Top
High Pressure Coolant

Excellent Chip Evacuation
and Stable Machining

VIDEO
OfE
F f‘ PENTACUT  SWISSTUT iSCT RN




AXiS
NEOYsiWiss — v —
Y-SDJCR oAw E Y
Y-Axis Screw Lock Swiss Type i '
Tools that Mount 55° Rhombic OAH ¥
. o 93
Inserts with a 7° Clearance Angle Lﬂ |: @ ‘\
= = ~LwE
: P w ow ow w we &
500 500 5.000 827 787 630 000 DC.. 3 SR 350801 T-15/5
AXIS
NEOYSWiss
Y-SDJCR-JHP Y @oo

Y-Axis Screw Lock Swiss Tools
with a JETCUT Coolant System
that Mount 55° Rhombic Inserts
with a 7° Clearance Angle

H

LF

OAW

WF

Insert

& > [

Y-SDJCR 08-3S-JHP 500

500

5.000

.630

.000

DC..3

SR 350801

T-15/5

HW 5/32" SR 5/16UNF TL360

NEOYSWiss

Y-SVJCR

Y-Axis Screw Lock Swiss Type
Tools that Mount 35° Rhombic
Inserts with a 7° Clearance Angle

|00
fo—
|
B

T
4/;
@

fe— LH—»|

LF

LF LH

OAH

OAW

WF

4

Insert

Y-SVJCR 08-2S 500

;

500

5.000 827

187

630

.000

\VC..2 T-7/5

NEOYSiWiss

Y-SVJCR-JHP

Y-Axis Screw Lock Swiss Tools
with a JETCUT Coolant System
that Mount 35° Rhombic Inserts
with a 7° Clearance Angle

2

> —
T
P= il

o

-

e r
Y2000

93

WF

— -

H

B

LF

WF

Insert

y L @

Y-SVJCR 08-2S-JHP 500

500

5.000

.000

\VC..2

T-7/5

HW 5/32" SR 5/16UNF TL360

Member IMC Group




Y-PCHRS-17

Y-Axis Swiss-Type Tools -

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

—
P

N
LH-—

LF

=
> T e

OAL

WE

H B

HH

LH

HF

OAH

LF OAL

Y-PCHRS 12.7-17 .500 500

209

787

500

.366

709

3.937 4.154

984

e Use right-hand inserts on right-hand tools and vice versa

Spare Parts

&

>

SR M4-39432L

Y-PCHRS-17

T-1508/5

NEOYsWiss

Y-PCHRS-17-JHP

Y-Axis Swiss Type JETCUT
Tools - 5 Cutting Edged Inserts
for Grooving, Parting and
Recessing Next to Shoulders

N
LH—=

r

OAH

N

WE

2000

PSI

H B

HH

LH

LF OAL

D max

Y-PCHRS 12.7-17-JHP 500 500

209

787

3.937 4164

984

¢ Use right-hand inserts on right-hand tools and vice versa
M) for grooving

Spare Parts

&

Designat

b

2

SR M4-39432L

Y-PCHRS 12.7-17-JHP

T-1508/5

HW 5/32"

SR 5/16UNF TL360




e
A

NEOYSiviss

v
l “f | E i 2 ~
Y-SCHR-22BF < =
Y-Axis Tools for Swiss-Type ! T ¥ el
Machines - Back or Front - HF il ' oaH H M» T*A’“
Clamped Inserts for Grooving i B ﬂ H L :
f : | = \
and Turning Operations / Dmax_{ F L . x N WF
: OAL
v 9 om om m m em o en e (P S
Y-SCHR 12.7-22BF 500 .500 484 187 .500 .382 .984 3.937 4.154 984 () SR M4X0.7-19425 T-8/5
() for grooving
NEOYSiviss v
[“T" 1 |]E .52 «
Y-SCHR-22BF-JHP Ry, =
Y-Axis JETCUT Tools for ! T =
Swiss-Type Machines - Back - HE W b onn M» T*!W
or Front Clamped Inserts for l ] A% rrrrr & I] Hoop :
1 H 1 ) .
Grooving and Turning Operations / Bl “ 1] - % N WF @oo
k OAL PSI
H B HH LH HF WF OAH LF OAL D
Y-SCHR 12.7-22BF-JHP 500 500 484 787 500 382 984 3937 4,154 984
() for grooving
Spare Parts
( & b4 ®
Y-SCHR 12.7-22BF-JHP HW 5/32" SR M4X0.7-19425 T-8/5 SR 5/16UNF TL360

Member IMC Group
W=
| A | [ |

' L



Interchangeabie
Turning Heads

NEOMODU i

INDEXABLE TURNING HEADS

For General Turning Applications.

External Square Shanks
.75,1.00, 1.25 & 1.50"

Steel Eco Shank and Dedicated
External Interchangeable Heads



NEOMO,

INDEXABLE TURNING HEADS
SH-S#-N-AVC

Square Shank Holders with
Serrated Connection

DCONWS

SH-S12-N-AVC-D20-JHP-MC
SH-$12-N-AVC-D25-JHP-MC
SH-S$12-N-AVC-D32-JHP-MC
SH-S16-N-AVC-D25-JHP-MC
SH-S16-N-AVC-D32-JHP-MC
SH-$16-N-AVC-D40-JHP-MC
SH-S20-N-AVC-D32-JHP-MC
SH-$20-N-AVC-D40-JHP-MC
SH-S24-N-AVC-D40-JHP-MC

B

DCONWS

LH OAH B DBC L5 CNT

.7870 827 1.146 .750 512 1.181 G1/8
.9840 827 1.244 .750 630 1.181 G1/8
1.2600 827 1.382 750 866 1.181 G1/8
.9840 .827 1.492 1.000 1.000 630 1.417 G1/8
1.2600 827 1.630 1.000 1.000 866 1.417 G1/8
1.5750 827 1.787 1.000 1.000 1.102 1.417 G1/8
1.2600 827 1.882 1.250 1.250 866 = G1/8
1.5750 1.024 2.039 1.250 1.250 1.102 G1/8
1.5750 1.024 2.287 1.500 1.500 1.102 = G1/8

Member IMC Group




. ]
Mult-Tasking
Machines
AXIS

N A\ Vamuy §Eem N New Y Axis Tool Holder

I9WVE § Urii for Multi-Tasking Machines,

Replaces Several Kinds
of Turning Tools.

Y-Axis

Turning

Lead Angle Can be Changed Which
Enables Insert Versatility Options




HSK iSOV 5 v
HSK A63WH-SDJCN-13-Y
Y-Axis Turning Tools Carrying
55° Diamond Inserts with

7° Clearance Angle

Rotation Range 120

DCONMS LU LB LF WF WF2 MDX® MIID@ CDI®
HSK A63WH-SDJCN-13SL-100Y 2.480 1.5591 2.654 3.937 529 71 8.465 DCMT 13T504-F3P-SL 0

2.480 2.5433 3.638 4.921 529 Al 15.354 DCMT 13T504-F3P-SL 0

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

() Machinable diameter maximum

(2) Master insert identification
() 1 - Hole for data chip, 0 - Without hole for data chip

Spare Parts

Designation ﬁ / ﬂ @ &

HSK A63W -13-Y CH-1.9D-JHP-A SET BLD IP15/S7 SW6-T-SH SR M4X4 DIN913 TL360 SR M4X0.7-L9.6 IP15

&-1 000
PSI MAX

AXIS
CAMFIX iSON 7 i
C#-SDJCN-13-Y
Y-Axis Turning Tools Carrying
55° Diamond Inserts with
7° Clearance Angle

| il

T
=

i‘ = HL,

<LU->‘ —

ﬂﬁ“’l Rotation Range 120 VDX

DCONMS LU LB LF WF WF2 MDX MIID@ CDI®
C4-SDJCN-13-SL-H65-Y 1.575 7401 1.583 2,559 340 45 4.724 DCMT 137504-F3P-SL 0
C4-SDJCN-13-SL-H80-Y 1.575 1.1929 2142 3150 340 45 8.268 DCMT 13T504-F3P-SL 0
C5-SDJCN-13-SL-H80-Y 1.968 1.1102 2114 3150 424 56 7.087 DCMT 13T504-F3P-SL 0
C5-SDJCN-13-SL-H100-Y 1.968 1.8976 2.902 3.937 424 56 12.598 DCMT 13T504-F3P-SL 0
C6-SDJCN-13-SL-H100-Y 2.480 1.8425 2.906 3937 529 N 10236 DCMT 13T504-F3P-SL 0
C6-SDJCN-13-SL-H125-Y 2.480 2.8071 3.870 4,921 529 N 16535 DCMT 137504-F3P-SL 0

() Machinable diameter maximum

) Master insert identification

®) 1 - Hole for data chip, 0 - Without hole for data chip

Spare Parts

e / 4 s &

CH-1.9D-JHP-A SET BLD IP15/S7 SWB-T-SH SR M4X4 DIN913 TL360 SR M4X0.7-L9.6 IP15

Member IMC Group
Y | Pl 2
A | ] ||
# F) # ~

"l




AXIS
N AREE EFRAN
oVY 1§ vrin
AVC-SDJCN-Y
Y-Axis Interchangeable Heads
Carrying 55° Rhombic Inserts

Rotation Range 60°

Designation

DCONMS

BD

LF

Mipt

Csp@

AVC-D25-SDJCN-13-SL-Y
AVC-D32-SDJCN-13-SL-Y

.984
1.260
1.575

AVC-D40-SDJCN-13-SL-Y

1.0236

1.29

92

1.6142

787
.906
.984

DCMT 13T504-F3P-SL
DCMT 13T504-F3P-SL
DCMT 13T504-F3P-SL

1
1
1

() Master insert identification
(2 0 - Without coolant supply, 1 - With coolant supply

Spare Parts

P -

©

/

&

7

AVC-SDJCN-Y CH-1.9D-JHP-A SET

SR M5X5 DIN913 TL360

BLD IP15/S7

SW6-T-SH

SR M4X0.7-L.9.6 IP15

PIN FT39 D6-56X11

AXIS

HSK iSON iU
HSK A63WH-RCMT-Y
Y-Axis Turning Tools
Carrying Round Inserts
with 7° Clearance Angle

Il
I
iy =

Rotation Range 120°

. MDX

DCONMS

LB

LF

WF

MDX( Insert

cDI?

HSK A63WH-SRDCN-16-100Y 2.480
HSK A63WH-SRDCN-16-125Y

2.480

1.3740
2.3622

2.748

3.67

3.937
7 4.921

591
591

65 9.449
65 14.961

RCMT 1606MO-14 0
RCMT 1606MO-14 0

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

() Machinable diameter maximum
(2 1 - Hole for data chip, O - Without hole for data chip

Spare Parts

@

Designation

&

/ /

&

TRC 5-0

HSK A63WH-RCMT-Y

SRTC-4

CH-1.9D-JHP-A SET

SR 16-212

HW 3.0 BLD T20/57

SW6-T-SH

CAMFIX i35Y5inmn

C#-RCMT-16-Y
Y-Axis Turning Tools
Carrying Round Inserts
with 7° Clearance Angle

Rotation Range 120°

) TN MDX
DRV

4&1 000
PSI MAX

DCONMS LU LB LF WF WF2 MDX® Insert CDI®@
C4-SRDCN-16-H65-Y 1575 .8622 1.634 2.559 374 A1 5118 RCMT 1606MO0-14 0
C4-SRDCN-16-H80-Y 1575 1.4488 2.232 3.150 374 A1 8.268 RCMT 1606M0-14 0
C5-SRDCN-16-H80-Y 1.968 1.0630 2.213 3.150 AT2 51 7.087 RCMT 1606M0-14 0
C5-SRDCN-16-H100-Y 1.968 1.7480 3.000 3.937 A72 .51 13.780 RCMT 1606M0-14 0
C6-SRDCN-16-H100-Y 2.480 1.5945 2913 3.937 591 .65 10.236 RCMT 1606M0-14 0
C6-SRDCN-16-H125-Y 2.480 2.5787 3.894 4.921 591 .65 17.7117 RCMT 1606M0-14 0

() Machinable diameter maximum
(2 1 - Hole for data chip, 0 - Without hole for data chip

Spare Parts

@

&

&

&

4 /

&

TRC 5-0

SRTC-4

CH-1.9D-JHP-A SET

SR 16-212

HW 3.0 BLD T20/57

SW6-T-SH




190V § U
AVC-SRDCN-Y

Y-Axis Interchangeable Heads
Carrying Round Inserts

Fitting Tube

****** b

I
-DCONMS

},

JHP Coolant / f==—=——
l LF—]
Rotation Range 90°
DCONMS BD LF MIIDE) CSP@
AVC-D16-SRDCN-08-Y .630 .6693 A72 RCMT 0803MO0-14 1
AVC-D20-SRDCN-10-Y 787 .8268 787 RCMT 10T3M0-14 1
AVC-D25-SRDCN-12-Y .984 1.0236 787 RCMT 1204M0-14 1
AVC-D32-SRDCN-16-Y 1.260 1.2992 .906 RCMT 1606M0-14 1
AVC-D40-SRDCN-16-Y 1575 1.6142 .984 RCMT 1606M0-14 1

() Master insert identification
(2 0 - Without coolant supply, 1 - With coolant supply

Member IMC Group




NEOTURN

ISOTURNING

Guaranteed Excellent
Chip Evacuation

VIDEO

OComer
" Angle
Turning

New XNMG 70° Corner Insert
for Turning Combines

55° and 80° Inserts. One Insert
for AU Turning Applications.

Deeper
Rampdown
and Increased
Flexibility




VI VRN

XNMG-F3P
Double-Sided 70° Rhombic
Inserts for Semi-Finishing
and Finishing Applications

Dimensions Tough <— Hard Recommended Machining Data
28|25 % f
Designation L Ic S RE S8 |88 (inch) (IPR)
XNMG 331-F3P .399 375 187 0157 o ° o ° .020-.138 .0027-.0098
XNMG 332-F3P .399 375 187 0315 o ° ° o .035-.138 .0031-.0098
XNMG 431-F3P 532 .500 187 0157 ° ° ° ° .020-.138 .0027-.0098
XNMG 432-F3P 532 .500 187 0315 [ [ [ [ .035-.138 .0031-.0098
ISOT Uinind AA
- B
S A
XNMG-M3P D =y |
Double-Sided 70° Rhombic
Inserts for Medium Machining
Conditions on Steel
Dimensions Tough <— Hard Recommended Machining Data
AERERRE % f
Designation L Ic s RE 8|8|8|8 (inch) (IPR)
XNMG 331-M3P .399 375 187 0157 [ ° ° o .020-.138 .0027-.0098
XNMG 332-M3P .399 375 187 0315 [ ° ° o .035-.138 .0031-.0098
XNMG 431-M3P 532 .500 187 0157 o ° ° o .020-.138 .0027-.0098
XNMG 432-M3P .532 .500 187 0315 o ° o .035-.138 .0031-.0098
ISOTURN A-A
A I
=85 l!m
XNMG-F3M =y |
Double-sided 70° Rhombic
Inserts for Stainless Steel
Finishing Applications
Dimensions Tough «<— Hard Recommended Machining Data
[Xe] w0
g 88|85 * :
Designation L IC S RE S| OO | Q| Q (inch) (IPR)
XNMG 331-F3M .399 375 187 0167 ° ° ° ° o .004-.059 .0020-.0118
XNMG 332-F3M .399 375 187 .0315 o o o [ [ .004-.059 .0039-.0157
XNMG 431-F3M 5632 .500 187 0157 o . ° ° o .004-.059 .0020-.0118
XNMG 432-F3M 532 .500 187 0315 [ [ [ o [ .004-.059 .0039-.0157

Member IMC Group




7.
oV iI VRN

XNMG-M3M

Double-Sided 70° Rhombic
Inserts for Machining Stainless
and Low Carbon Steel

Dimensions Tough <— Hard Recommended Machining Data
s|8|2 |25 % f

Designation L IC S RE 8|8|&8|8|8 (inch) (IPR)
XNMG 331-M3M .399 375 187 .0167 o [ o o o .016-.157 .0047-.0157
XNMG 332-M3M .399 375 187 .0315 o ° ° ° o .020-177 .0059-.0197
XNMG 431-M3M 532 500 187 .0167 o ° ° o o .020-.197 .0059-.0197
XNMG 432-M3M .532 .500 187 .0315 ° . . ° [ .020-.197 .0059-.0197

iSCTURN e T

DXJNR/L-X-JHP-MC oh 4l =y |

Rigid Clamp Tools with Channels v ‘

for High-Pressure Coolant

Carrying 70° Rhombic Inserts

HF HBH B OAL GAMP  GAMF Insert
DXJNL 12-3-JHP-MC 750 .750 354 .750 4.331 6.0 6.0 XNMG 3
DXJNR 12-3-JHP-MC .750 .750 354 750 4331 6.0 6.0 XNMG 3
DXJNL 16-3-JHP-MC 1.000 1.000 157 1.575 1.250 1.299 1.000 4.921 6.0 6.0 XNMG 3
DXJNR 16-3-JHP-MC 1.000 1.000 157 1.575 1.250 1.299 1.000 4.921 6.0 6.0 XNMG 3
DXJNL 12-4-JHP-MC .750 .750 354 1.575 1.000 1.299 750 4.331 6.0 6.0 XNMG 4
DXJNR 12-4-JHP-MC 750 .750 354 1.575 1.000 1.299 750 4.331 6.0 6.0 XNMG 4
DXJNL 16-4-JHP-MC 1.000 1.000 157 1.575 1.250 1.299 1.000 4.921 6.0 6.0 XNMG 4
DXJNR 16-4-JHP-MC 1.000 1.000 157 1.575 1.250 1.299 1.000 4.921 6.0 6.0 XNMG 4
DXJNL 20-4-JHP-MC 1.250 1.250 .000 1.575 1.500 1.417 1.250 5512 6.0 6.0 XNMG 4
DXJNR 20-4-JHP-MC 1.250 1.250 .000 1.575 1.500 1.417 1.250 5512 6.0 6.0 XNMG 4




Member IMC Group




LOGIQ

HIGH FEED

GRIP

GRIP HOLDER

ENA AR SFREER
1Ay

PARTING LINE

New Insert Designed for
High Feed Parting

D82

No Wibrations!

Revolutionary Quad Blade and
Unique Holder Enables Deeper
Parting with High Feed Rates.
Guaranteed Vibration - Free
Parting, High Part Straightness,
and Improved Surface Finish
Lead to Material Savings.

A 6.30” Bar Diameter Can be Cut
with a .118” Insert.

300%

Increased
Productivity

A 6.30” Bar Diameter
Can be Cut with a .118” Insert



TANGF=GRIP

HIGH FEED PARTING
TGAQ-JHP

Parting and Grooving Square
Adapters with Internal Coolant
Holes Carrying TANG-GRIP
Tangentially Clamped Inserts

OAL=

—
WB  _CWN-CWX
i

1

! : ! &i
L A
“ 2000
PSI

OAL——>! CWN-CWX
v ]

WB; -

OAL OAH CWN® cwx@ WB HF CUTDIA® MIID@ CSPE)
TGAQ D52-2-2Z-JHP 1.968 1.968 071 .098 .065 1.713 2.047 TAG 2 1
TGAQ D52-3-2Z-JHP 1.968 1.968 110 .138 .098 1.713 2.047 TAG 3 1
TGAQ D52-4-2Z-JHP 1.968 1.968 146 A77 134 1.713 2.047 TAG 4 1
TGAQ D82-2-4Z-JHP 2.402 2.402 071 .098 .065 2.283 3.228 TAG 2 1
TGAQ D82-3-4Z-JHP 2.402 2.402 110 .138 .098 2.283 3.228 TAG 3 1
TGAQ D82-4-4Z-JHP 2.402 2.402 146 A7 134 2.283 3.228 TAG 4 1
TGAQ D120-3-4Z-JHP 3.563 3.563 110 .138 .098 3.307 4.724 TAG 3 1
TGAQ D120-4-4Z-JHP 3.563 3.563 146 A77 134 3.307 4.724 TAG 4 1
TGAQ D120-5-4Z-JHP 3.563 3.563 185 217 157 3.307 4724 TAG 5 1
TGAQ D160-3-4Z-JHP 3.937 3.937 110 .138 .098 3.819 6.299 TAG 3 1
TGAQ D160-4-4Z-JHP 3.937 3.937 146 A77 134 3.819 6.299 TAG 4 1
TGAQ D160-5-4Z-JHP 3.937 3.937 185 217 157 3.819 6.299 TAG 5 1

e Suitable for all TANG-GRIP inserts

M Minimum cutting width

) Maximum cutting width

3 Maximum diameter for parting

4 Master insert identification

5 0 - Without coolant supply, 1 - With coolant supply

Flow Rate vs. Pressure

1000 PSI 1450 PSI 2000 PSI
Flow Rate (GPM) Flow Rate (GPM) Flow Rate (GPM)
1.1-1.9 1.3-2.1 1.6-2.4
1.6-1.9 1.9-2.1 2.1-24

Spare Parts

Designation

&

@

Vs

TGAQ D52-2-2Z-JHP
TGAQ D52-3-2Z-JHP
TGAQ D52-4-2Z-JHP
TGAQ D82-2-4Z-JHP
TGAQ D82-3-4Z-JHP
TGAQ D82-4-4Z-JHP
TGAQ D120-3-4Z-JHP
TGAQ D120-4-4Z-JHP
TGAQ D120-5-4Z-JHP
TGAQ D160-3-4Z-JHP
TGAQ D160-4-4Z-JHP
TGAQ D160-5-4Z-JHP

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

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

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

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

ETG 5-7
ETG 3-4-SH*
ETG 3-4-SH*

ETG 5-7

* Optional, should be ordered separately

Member IMC Group




TANGY=GRIP D52 p— .

HIGH FEED PARTING KX! . ‘

TGAQ r

Parting and Grooving Square OAH HE OAH HF

Adapter§ Carrying TANG-GRIP % CUTDIA N GIER l

Tangentially Clamped Inserts

A cwn.comx B e,
P
< e b

OAL OAH CWN® CWx@ WB HF CUTDIA® MIID® CSP®)
TGAQ D52-2-22 1.968 1.968 071 .098 .065 1.713 2.047 TAG 2 0
TGAQ D52-3-2Z 1.968 1.968 110 138 .098 1.713 2,047 TAG 3 0
TGAQ D52-4-2Z 1.968 1.968 146 A77 134 1.713 2.047 TAG 4 0
TGAQ D82-2-4Z 2.402 2.402 071 098 .065 2.283 3.228 TAG 2 0
TGAQ D82-3-4Z 2.402 2.402 110 138 .098 2.283 3.228 TAG 3 0
TGAQ D82-4-4Z 2.402 2.402 146 77 134 2.283 3.228 TAG 4 0
TGAQ D120-3-4Z 3.563 3.563 110 138 098 3.307 4.724 TAG 3 0
TGAQ D120-4-4Z 3.563 3.563 146 77 134 3.307 4.724 TAG 4 0
TGAQ D120-5-4Z 3.563 3.563 185 217 157 3.307 4724 TAG 5 0
TGAQ D160-3-4Z 3.937 3.937 110 138 098 3.819 6.299 TAG3 0
TGAQ D160-4-4Z 3.937 3.937 146 77 184 3.819 6.299 TAG 4 0
TGAQ D160-5-4Z 3.937 3.937 185 217 157 3.819 6.299 TAG5 0

e Suitable for all TANG-GRIP inserts

) Minimum cutting width

(2 Maximum cutting width

3 Maximum diameter for parting

4 Master insert identification

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

Spare Parts

Designation

TGAQ D52-2-2Z
TGAQ D52-3-2Z
TGAQ D52-4-2Z
TGAQ D82-2-4Z
TGAQ D82-3-4Z
TGAQ D82-4-4Z
TGAQ D120-3-4Z
TGAQ D120-4-4Z
TGAQ D120-5-4Z
TGAQ D160-3-4Z
TGAQ D160-4-4Z
TGAQ D160-5-4Z

&

S/

SR ISO 14580 M4X10
SR ISO 14580 M4X10
SR ISO 14580 M4X10
SR ISO 14580 M4X10
SR ISO 14580 M4X10
SR ISO 14580 M4X10
SR ISO 14580 M4X10
SR IS0 14580 M4X10
SR ISO 14580 M4X10
SR IS0 14580 M4X10
SR ISO 14580 M4X10
SR ISO 14580 M4X10

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

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

ETG 5-7
ETG 3-4-SH*
ETG 3-4-SH*

ETG 5-7

* Optional, should be ordered separately




DO&Q&&P D120
DGAQ-JHP 2000
Parting and Grooving Square OAH - 7
Adapters with Internal Coolant l 2 ol % CUTDIA
Holes Carrying DO-GRIP Inserts ‘
OAL—=' cyN-cwx
|2 I
Tower
OAL OAH CWN® cwWx@ WB HF CUTDIA® MIID® CSP®)
DGAQ D52-2-2Z-JHP 1.968 1.968 .075 .098 .068 1.713 2.047 DGN 2 1
DGAQ D52-3-2Z-JHP 1.968 1.968 118 125 .098 1.713 2.047 DGN 3 1
DGAQ D52-4-2Z-JHP 1968 1968 157 157 126 1718 2,047 DGN 4 1
DGAQ D82-3-2Z-JHP 2.535 2.535 118 125 .098 2.283 3.228 DGN 3 1
DGAQ D82-4-2Z-JHP 2535 2535 157 157 126 2283 3228 DGN 4 1
DGAQ D82-5-2Z-JHP 2.535 2.535 197 197 157 2.283 3.228 DGN 5 1
DGAQ D120-4-4Z-JHP 3.563 3.563 157 157 126 3.307 4.724 DGN 4 1
DGAQ D120-5-4Z-JHP 3.563 3.563 197 197 167 3.307 4,724 DGN 5 1

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

2 Maximum cutting width

() Maximum diameter for parting

(4 Master insert identification

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

Flow Rate vs. Pressure

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

1.1-1.9 1.3-2.1 1.6-2.4
1.6-1.9 1:9-2.1 2.1-24

Spare Parts

s 2 90 <

DGAQ-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" EDG 33A*
* Optional, should be ordered separately

Member IMC Group




DOF=GRIP

TWISTED 2-SIDED D1 20 12
[ -
DGAQ r “
Parting and Grooving OAH -
Square Adapters Carrying l N CUTDIA
DO-GRIP Inserts ‘
OAL—=1 cyN-CWX
[
Tweh b
OAL OAH CWN® cwx@ WB HF CUTDIA® MIID CSP®
DGAQ D52-2-2Z 1968 1968 075 098 068 1713 2.047 DGN 2 0
DGAQ D52-3-22 1.968 1.968 118 125 .098 1.713 2.047 DGN 3 0
DGAQ D52-4-2Z 1.968 1968 157 157 126 1713 2,047 DGN 4 0
DGAQ D82-3-2Z 2.535 2.535 118 125 .098 2.283 3.228 DGN 3 0
DGAQ D82-4-2Z 2535 2535 157 157 126 2.283 3.028 DGN 4 0
DGAQ D82-5-22 2.535 2.535 197 197 167 2.283 3.228 DGN 5 0
DGAQ D120-4-4Z 3.563 3.563 167 167 126 3.307 4,724 DGN 4 0
DGAQ D120-5-4Z 3.563 3.563 197 197 167 3.307 4.724 DGN 5 0

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

() Minimum cutting width

(2 Maximum cutting width

@) Maximum diameter for parting

4 Master insert identification

5) 0 - Without coolant supply, 1 - With coolant supply

Spare Parts

S A
I SR SO 14580 M4X10 EDG 33A"

* Optional, should be ordered separately




LOGIQy>GRIP AW~
TGTBQ-JHP T ! @oo
Tool Blocks for Square TANG- .
F-GRIP and DO-F-GRIP Parting OAH — ! ’
and Grooving Adapters for l
High-Pressure Coolant Coont et Gl/8) Jdek
OAH H B 0AW OAL LB CUTDIA
TGTBQ 19L-D52-JHP 1.970 .750 172 1.008 4.803 1.339 2.047
TGTBQ 19R-D52-JHP 1.970 .750 172 1.008 4.803 1.339 2.047
TGTBQ 25.4L-D52-JHP 1.970 1.000 1.024 1.260 5197 1.339 2.047
TGTBQ 25.4R-D52-JHP 1.970 1.000 1.024 1.260 5.197 1.339 2.047
TGTBQ 19L-D82-JHP 2.520 .750 172 1.008 5512 2.087 3.228
TGTBQ 19R-D82-JHP 2.520 .750 772 1.008 5512 2.087 3.228
TGTBQ 25.4L-D82-JHP 2.520 1.000 1.024 1.260 5.906 2.087 3.228
TGTBQ 25.4R-D82-JHP 2.520 1.000 1.024 1.260 5.906 2.087 3.228
TGTBQ 31.8L-D82-JHP 2.520 1.250 1.280 1.516 5.925 2.106 3.228
TGTBQ 31.8R-D82-JHP 2.520 1.250 1.280 1.516 5.925 2.106 3.228
TGTBQ 25.4L-D120-JHP 3.740 1.000 1.024 1.260 6.496 2.638 4.724
TGTBQ 25.4R-D120-JHP 3.740 1.000 1.024 1.260 6.496 2.638 4.724
TGTBQ 31.8L-D120-JHP 3.740 1.250 1.280 1.516 6.496 2.638 4.724
TGTBQ 31.8R-D120-JHP 3.740 1.250 1.280 1.516 6.496 2.638 4.724
TGTBQ 25.4L-D160-JHP 4210 1.000 1.024 1.260 7.500 3.642 6.299
TGTBQ 25.4R-D160-JHP 4.210 1.000 1.024 1.260 7.500 3.642 6.299
TGTBQ 31.8L-D160-JHP 4210 1.250 1.280 1516 7.500 3.642 6.299
TGTBQ 31.8R-D160-JHP 4.210 1.250 1.280 1516 7.500 3.642 6.299
TGTBQ 38.1L-D160-JHP 4.210 1.500 1.520 1.756 7.500 3.642 6.299
TGTBQ 38.1R-D160-JHP 4.210 1.500 1.520 1.756 7.500 3.642 6.299
Table determining depth of cut for grooving as function of workpiece diameter.
Designation oDmax
grcyp={e B 2N L 1 SA 2,08 | 2.12  2.16 [ 2.20 [ 2.24 [ 2.32 [2.40 (2.51 [2.63 [2.79(2.95(3.18 (3.46 (3.77 [4.21[4.80 [5.55| 6.65
gpeqp={emn i i L DA 401 | 4.33 | 4.48 | 4.68 [ 4.88 [ 5,11 [ 5,39 [ 5,70 [ 6.06 [ 6.49 | 7.00 | 7.63 | 8.38 [ 9.33 [10.51(12.12(14.29|17.44
qcyy=lemok P28 5|28 7.95 | 8.26 | 8.62 | 9.01 [ 9.44 | 9.96 [10.51|11.14|11.88(12.75|13.74|14.96(16.41]|18.18(20.39|23.30 | 27.12[32.55
qeqy=le ok [F0EH] 5| 213,58 (14.21(14.84)| 15.59(16.45|17.36 18.42|19.64 | 20.62 | 22.67 | 24.56 | 26.85(29.64 | 33.07 [37.44|43.14 50.94 62.32
CDX 82| .78 | .74 | .70 | 66 | 62 | .58 | .54 | .BO | .46 | .42 | .38 | .35 | .31 | .27 | .23 | 19| .15
Designation gDmax
geqp={e i 2N L 2B 3.06 | 3.26 | 3.30 [ 3.30 [ 3.34 [ 3.38 [ 3.42 [ 3.46 | 3.50 | 3.58 | 3.62 | 3.70 [ 3.77 [ 3.85 [ 3.97 [ 4.05 |
gcyp={elo R PURN] (2B 5.47 | 5,55 | 5,63 [ 5.71  5.82 [ 5,90 | 6.02 | 6.14 [ 6.30 | 6.45 | 6.61 | 6.77 | 6.96 | 7.20 | 7.40 | 7.67
qpeqp={e ok G S [28 8,66 | 8.85 | 9.01 | 9.21 [ 9.40 | 9.64 | 9.88 [10.11(10.39(10.66|10.98|11.33|11.73|12.12|12.59 13.07|
CDX 1.45]11.4111.37 133 (129]1.26 1.22(1.18|1.14|1.10(1.06(1.02| .98 | .94 | .90 | .86
Designation oDmax
TGTBQ...D120-JHP REX(] 480 [4.84(4.84(4.88|4.92|4.92|4.96(5.00]5.03]|5.07 511|515 |5.19 |5.27
TGTBQ...D160-JHP GNE] 6.96 |[7.12[7.20(7.24|7.32|7.40|7.48(7.59|7.67|7.79|7.87|7.99 811|823
CDX 2.20-2.36|2.08-2.16[2.04/ 2.00 | 1.96 | 1.92|1.88|1.85[1.81 [ 1.77|1.73[1.69|1.65|1.61|1.57
1. Block: TGTBQ...D...
2. Blade: T/DGAQ...
3. Locating Pin: Side thrust Pin .118”
4. Screw: SR M4x10 ISO 14580
5. Screw: SR M4x9-Seal-JHP
6. Seal washer: CSW 1/8”
7. O-ring: O-ring 10x2 NBR
Spare Parts
> & 0 & s /o
TGTBQ-JHP SR M4X9-SEAL-JHP SIDE THRUST PIN 3mm JHP COPPER SEAL 1/8" SR ISO 14580 M4X10 SW6-SD BLD T20/S7 O-RING 10X2 NBR

Member IMC Group
=i
A | ] ||

A

“‘" "l




JETGROWN Quick Clamping Crown

A Unique Method for Clamping
S SRR a Square-Shaped Blade with
Direct Pinpointed Coolant.
Improves Insert Life Time.

No Setup Time
Fast Blade Indexing.

Top and Bottom
Highly Efficient
Pinpointed Coolant

200%

More Parting
Profitability




LoGiQlFGRIP

HIGH FEED GRIP HOLDER A-A OAL CUTDIA
OWN == | e
LOG/Q JET COOLANT r 'f' POl e
TGTBQ-ECD-JHP oAH A A
(JET-CROWN) J
Tool Blocks for Square TANG-F-GRIP B i )
(TGAQ-ECD) Parting and Grooving ol LA Alseparate crown for each insert
Adapters for High-Pressure Coolant wighishotidibelorderediseparatehy
H B OAH OAW OAL LB CUTDIA
TGTBQ 19L-D65-ECD-JHP .750 771 2.165 1.007 5.078 1.653 2.559
TGTBQ 19R-D65-ECD-JHP .750 771 2.165 1.007 5.078 1.653 2.559
TGTBQ 19L-D82-ECD-JHP 750 771 2.519 1.007 5511 2.086 3.220
TGTBQ 19R-D82-ECD-JHP .750 771 2519 1.007 5511 2.086 3.220
TGTBQ 25.4L-D65-ECD-JHP 1.000 1.023 2.165 1.259 5472 1.653 2.559
TGTBQ 25.4R-D65-ECD-JHP 1.000 1.023 2.165 1.259 5.472 1.653 2.559
TGTBQ 25.4L-D82-ECD-JHP 1,000 1.023 2519 1.259 5.905 2.086 3.220
TGTBQ 25.4R-D82-ECD-JHP 1,000 1.023 2.519 1.259 5.905 2.086 3.220
* A separate crown for each insert width should be ordered separately.
Depth of cut as function of workpiece diameter
Dmax
lcpy:{e B 7 DR {0l 386 374 354 343 331 319 307 299 291 287 283 276 272 268 264 260 256
(e3) ¢ 31 3B 39 43 47 51 55 59 63 67 .71 75 .79-83 87 91-94 98130 1.28
ey e DY PR el 464 456 440 425 413 401 389 381 374 366 358 354 350 346 342 338 334 330 326 322
(90) ¢ 43 47 51 b5 859 B3 66 70 74 78 82 86 90 94 .98 102 106 110 122 161
The tool cannot be used for grooving applications when the workpiece 3
diameter is larger than 4.64". ’/LCDX
I —
' 0
Spare Parts
Designation y / f
TGTBQ-ECD-JHP (JET-CROWN) SR M7-R-L BLD T20/S7 SW6-SD
A separate crown
for each insert
width should be
ordered separately.

Member IMC Group
Y|
A | ] ||

w




TANGF=GRIP

HIGH FEED PARTING

OWN

LOGIQ JET COOLANT

TGAQ-ECD (JET-CROWN)
Parting and Grooving Square
Adapters Compatible with TANG-
GRIP Inserts (Single-Ended)

T

CWN-CWX

e
i == = =]

>

A separate crown for each insert
width should be ordered separately

TGAQ D65-2-4Z-ECD
TGAQ D65-3-4Z-ECD
TGAQ D82-2-4Z-ECD
TGAQ D82-3-4Z-ECD
TGAQ D82-4-4Z-ECD

CWN® Cwx@ WB H HF® CUTDIA MIID¥
071 098 065 1929 1917 2.559 TAG N2
110 138 098 1.929 1917 2.559 TAG N3
071 098 065 2.283 2.272 3.228 TAG N2
110 138 098 2.283 2.072 3228 TAG N3
146 A77 134 2.283 2.272 3.228 TAG N4

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

2 Maximum cutting width

@) Related to insert

4 Master insert identification

FOR VIDEO
INSTRUCTIONS
SCAN ME

&6

Spare Parts

™

TGAQ D65-2-4Z-ECD ECD D65-2-TG* ETG 2*
TGAQ D65-3-4Z-ECD ECD D65-3-TG* ETG 3-4-SH*
TGAQ D82-2-4Z-ECD ECD D82-2-TG* ETG 2*
TGAQ D82-3-4Z-ECD ECD D82-3-TG* ETG 3-4-SH*
TGAQ D82-4-4Z-ECD ECD D82-4-TG* ETG 3-4-SH*

* Optional, should be ordered separately

Accessories

JETCROWN @Q @32

LOGIQ JET COOLANT

CROWN (ECD)

Crown Clamping Mechanism

with a Single Screw for Fast

Clamping and Indexing, Features

Two Effective Coolant Holes

cwo CUTDIA®!
ECD D65-2-TG 079 2.559
ECD D65-3-TG 118 2.559
ECD D82-2-TG 079 3.228
ECD D82-3-TG 118 3.228
ECD D82-4-TG 157 3.228

) Related insert cutting width
(2) Maximum parting diameter




Member IMC Group
W [ |
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LOGIQIFGRIP i i

HIGH FEED Tasking Machines Enables

Parting at High Feed Rates.
Vibration Free!

Vibration

Freel

Same Holder and Blade
for Y-and X-Axis Parting



LOGIQY=GRIP OAW A-A A-A

HiGH FEED Y-AXiS ]

TGTBY-JHP P PRV @oa
Y-Axis Intermediate Prismatic .'7/1

Holders for Square JHP

Adapters on Multi-Task Machines B

for Parting and Grooving B

TGTBY R32-D82R-JHP with TGAQ Shown

OAH HF 0AW LF LB CUTDIA OAL( OAL_2 HTPRM
TGTBY R/L32-D82R-JHP 2591 2.591 .630 5.906 2.441 3.228 6.024 6.157 1.260
TGTBY R/L32-D82L-JHP 2.591 2.591 .630 5.906 2.441 3.228 6.024 6.157 1.260

e Can be used also for X-axis (multi-task machines) - location pin should be removed  The tool types shown are currently unavailable in the USA, Canada, China, Japan and Korea.

M QOverall length with TGAQ adapter
(2 Overall length with DGAQ adapter

Y-Axis Tool Setup on Multi-Task Machines

Parting and Setup in Y-Axis Direction Parting and Setup in X-Axis Direction - Optional
Cutting edge is located: | Cutting edge is located 1.08” | TGTBY
1. 1.21” from machine center ﬂ from machine center line (%) &
line (&) in Y-Axis A4
2. .118” from for TGAQ adapter and . S
.252" for DGAQ adapter o) %4_,
(see sketches below) :
*1.21” REF ]

Feed (in X axis)

Option)t Option 2
For TGAQ For DGAQ Correct T Correct
Adapters Adapters Position X Position
r’
Setup cutting edge level on center line Setup cutting edge level on center line
* For Y-Axis cut off, compensate 1.21” in Y Axis direction * For X-Axis cut off, compensate 1.08” in Y-Axis direction.
and compensate .118” for TGAQ adapters or Location pin should be removed.

.252” for DGAQ adapters in X-Axis direction.

Set the cutting edge on the center line:
Option 1 - Gauge the cutting edge - this is preferable due to
better accuracy
Option 2 - Gauge the blade and compensate .118 / .252”
. Block: TGTBY
. Locating pin: Side thrust Pin .118”
. Clamping screw : SR M4x10 ISO 14580
. Clamping & sealing screw : SR M4x9-Seal-JHP Remove Pin for
. Seal washer: CSW 1/8” XcAxis Machinning
. O-ring: O-ring 10x2 NBR 2 Q\’
. Lower sealing plug : Plug G1/8-6.5 TL360
. Upper sealing screw : SR M3x4-DIN913
Spare Parts

N & » o © / 7 ® [ &

ey a0 (S8 SRISO 14580 M4X10 SR M4X9-SEAL-JHP  OR16X2NBR  JHP COPPER SEAL 1/8"  BLDT20/S7  SW6-SD  PLG G1/8TL360 HW 5.0  SIDE THRUST PIN 3mm

0 NO OGO HAOON-=




I '

$WI$$G R’P Innovative Tool Holder

with a 2 Pocket Blade for
AEERT OSSR LS Parting and Grooving.
Narrow Widths of .024-.047".
Fits Swiss-Type Machines.

Easy and Fast Blade Indexing
with No Setup Time.

High Cost
Savings
No Setup
Time

+ .024 and .031" Insert Widths
for .39" Part Diameter.

- .039 and .047" Insert Widths
for .63" Part Diameter.
Increments of .0078"

Easy and Fast Blade Indexing
from Either Side of the Tool




SWISSGRIP ‘ OAL -
NARROW WIDTHS * ‘
THQR/L H Ll He Ll ~ oAH
Parting and Grooving Holder for a (&) T ' O~y
SELF-GRIP Mini Blades (SGAQ), T k- HBL | \cutDiA
Suitable for Swiss-Type Machines ' ;
| N | 0N
THQR/L 12.7, 16 THQR/L 9.5
OAL HF OAH HBL HBH CUTDIA HBKW B
THQL 9.5-D16 3.937 374 .650 .890 100 .630 4720 374
THQR 9.5-D16 3.937 374 .650 .890 100 .630 4720 374
THQR/L 12.7-D16 3.937 500 677 - .630 - 500
THQR/L 16-D16 3.937 .630 .807 .630 630
cw CUTDIA f
THQL/R 9.5-D16 + SGAQ 0.6 024 394 .381
THQL/R 9.5-D16 + SGAQ 0.8 031 304 381
THQL/R 12.7-D16+SGAQ 0.6 024 394 460 f
THQL/R 12.7-D16+SGAQ 0.8 031 394 460 HE
THQL/R 16-D16 + SGAQ 0.6 024 394 617 -
THQL/R 16-D16 + SGAQ 0.8 031 394 617 CUTDIA ‘
cw CUTDIA f
THQL/R 9.5-D16 + SGAQ 1.0 039 629 378 ?
THQL/R 9.5-D16 + SGAQ 1.2 047 629 .381
THQL/R 12.7-D16+SGAQ 1.0 039 629 457 cwW f
THQL/R 12.7-D16+SGAQ 1.2 047 620 460 Rl
THQL/R 16-D16 + SGAQ 1.0 039 629 614 — 1
THQL/R 16-D16 + SGAQ 1.2 047 629 617
Spare Parts
/
THQR/L ESG-SWISS 0.6-1.2
SWISSGRIP ¢ — ST T
[
SGAQ OAH 3 5 CUTIA e XX
SELF-GRIP Mini Blades for ¢ $ ¢
Parting and Grooving, Suitable
for Swiss-Type Machines et
wB
v
: —ow
OAH OAL CUTDIA WB cw MIID) /
SGAQ D10-0.6 453 .858 394 .020 024 GFT 0.6J-0.1 ESG-SLM*
SGAQ D10-0.8 453 .858 394 027 .031 GFT 0.8J-0.1 ESG-SLM*
SGAQ D16-1.0 453 .858 630 .033 .039 GFT 1.0J-0.1 ESG-SLM*
SGAQ D16-1.2 453 .858 630 .039 047 GFT 1.2J-0.14 ESG-SLM*

() Master insert identification
* Optional, should be ordered separately

Member IMC Group

w



SLIMGRIP

GFT-J

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

Designation

Dimensions Tough «<— Hard Recommended Machining Data
8 = f groove
cw RE O o (IPR)
024 .0039 ° ° .0010-.0020
.031 .0039 ° ° .0012-.0027
.039 .0039 ° ° .0012-.0035
.047 0055 [ [ .0012-.0039




NECLOGIQDRIL L

WMACHINING INTELLIGENTLY

LOGIQSCHAM SOLIDSRiEL

THREE FLUTE CHAMDRILL SOLID CARBIDE

. Member IMC Group
T2 | g
4 o



LOGIQ

THREE FLUTE

HAM

CHAMDRILL

For Better Roundness
and Concentricity

Self-Centering for
High Surface Quality

Flat Heads for
Flat Bottom Holes

igh
Productivity
Drilling

3 Effective Cutting Edges,
Self-Centering Drill and Flat
Heads for Fast and Accurate
Drilling. Excellent Hole
Surface and Chip Evacuation.
Dia. Range of .472-1.020"




LOGIGQSCHAM

THREE FLUTE CHAMDRILL

D3N A-8D oL ‘ ! 4‘\@

Exchangeable Head 3 Flute Dirills LPR | ‘

with Coolant Holes and One v el ! T

Flat Shank. Driling Depth 8xD DCN-DCX k7 —~—= ——.\i [——- DCONMS h6 DF

[ | —r
- Ly |
=

DCN( DCX DCONMS DF LU LPR PL OAL SSCO =
D3N 0472-378-063A-8D 472 488 625 787 3.8890 4.764 .10700 6.650 12 K D3N 12-13.99
D3N 0492-394-063A-8D 492 .508 625 .87 4.0470 4.951 .10700 6.837 12 K D3N 12-13.99
D3N 0512-409-063A-8D 512 .528 625 787 4.2120 5.164 11500 7.050 13 K D3N 12-13.99
D3N 0531-425-063A-8D 531 .547 625 787 4.3700 5.352 11500 7.237 13 K D3N 12-13.99
D3N 0551-441-063A-8D 551 567 625 787 4.5350 5.558 12200 7.444 14 K'D3N 14-15.99
D3N 0571-457-063A-8D 571 .587 625 787 4.6920 5.746 12200 7.631 14 K D3N 14-15.99
D3N 0591-472-075A-8D 591 .626 750 .984 4.8650 5.956 .13700 7.920 15 K D3N 14-15.99
D3N 0630-504-075A-8D 630 .665 .750 .984 51790 6.353 .13500 8.317 16 K D3N 16-17.99
D3N 0669-535-075A-8D 669 .705 .750 .984 5.4970 6.746 .13900 8.709 17 K D3N 16-17.99
D3N 0709-567-100A-8D .709 744 1.000 1.260 5.8270 7146 .16400 9.345 18 K D3N 18-19.99
D3N 0748-598-100A-8D 748 .784 1.000 1.260 6.1500 7.542 .16100 9.741 19 K'D3N 18-19.99
D3N 0787-630-100A-8D 787 .823 1.000 1.260 6.4740 7.929 .17000 10.128 20 K D3N 20-21.99
D3N 0827-661-100A-8D 827 .862 1.000 1.260 6.7980 8.325 17900 10.624 21 K D3N 20-21.99
D3N 0866-693-100A-8D .866 .902 1.000 1.260 7.1190 8.732 .18500 10.930 22 K D3N 22-23.99
D3N 0906-724-125A-8D .906 941 1.250 1.654 7.4430 9.121 .19300 11.476 23 K D3N 22-23.99
D3N 0945-756-125A-8D 945 .980 1.250 1.654 7.7700 9517 .20500 11.872 24 K D3N 24-25.99
D3N 0984-787-125A-8D .984 1.020 1.250 1.654 8.0890 9.918 .20200 12.272 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

3 Seat size code

LOGIQ M

THREE FLUTE CHAMDRILL m r
- OAL |
D3N R-8D R ‘

Exchangeable Head 3 Flute Drills Pl

with Coolant Holes and Round

7 7
Shank. Driling Depth 8xD R ~ s\ | _DeOyMS o DF
I LU !
=
DCN®  DCX®  DCONMS  DF W LPR PL OAL SSC0 =
D3N 0472-378-063R-8D 472 488 625 787 3.8890 4,764 .10700 6.650 12 K D3N 12-13.99
D3N 0492-394-063R-8D 492 .508 .625 787 40470 4,951 .10700 6.837 12 K D3N 12-13.99
D3N 0512-409-063R-8D 512 528 .625 787 42120 5.164 11500 7.050 13 K D3N 12-13.99
D3N 0531-425-063R-8D 531 547 625 787 4,3700 5.352 11500 7.237 13 K D3N 12-13.99
D3N 0551-441-063R-8D .551 567 .625 787 4.56350 5.558 12200 7.444 14 K D3N 14-15.99
D3N 0571-457-063R-8D 571 587 .625 787 4.6920 5.746 12200 7.631 14 K D3N 14-15.99
D3N 0591-472-075R-8D 591 .626 750 .984 4.8650 5.956 13700 7.920 15 K D3N 14-15.99
D3N 0630-504-075R-8D .630 .665 .750 .984 51790 6.353 .13500 8.317 16 K D3N 16-17.99
D3N 0669-535-075R-8D .669 .705 750 .984 5.4970 6.746 .13900 8.709 17 K D3N 16-17.99
D3N 0709-567-100R-8D .709 744 1.000 1.260 5.8270 7.146 15400 9.345 18 K D3N 18-19.99
D3N 0748-598-100R-8D .748 784 1.000 1.260 6.1500 7.542 .16100 9.741 19 K D3N 18-19.99
D3N 0787-630-100R-8D 787 823 1.000 1.260 6.4740 7.929 17000 10.128 20 K D3N 20-21.99
D3N 0827-661-100R-8D 827 .862 1.000 1.260 6.7980 8.325 17900 10.524 21 K D3N 20-21.99
D3N 0866-693-100R-8D .866 902 1.000 1.260 7.1190 8.732 .18500 10.930 22 K D3N 22-23.99
D3N 0906-724-125R-8D .906 941 1.250 1.654 7.4430 9.121 .19300 11.476 23 K D3N 22-23.99
D3N 0945-756-125R-8D .945 .980 1.250 1.654 7.7700 9.517 .20500 11.872 24 K D3N 24-25.99
D3N 0984-787-125R-8D .984 1.020 1.250 1.654 8.0890 9.918 .20200 12.272 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

3 Seat size code

Member IMC Group

A=l



LogGlQ3cHAM | o
F3P 5 /
Exchangeable 3 Flute Flat ——  KcH
Drilling Heads for Machining 7%77 g ?SIG PDD 1
Carbon and Alloy Steel (ISO !

P) and Cast Iron (ISO K)

l<LPR
Dimensions

S
Designation DC LPR™M PL PDD SIG BCH KCH $SCc@ 3
F3P 0472-1Q 472 193 03110 17 133 016 15.00 12 °
F3P 0492-1Q 492 193 03110 7 133 016 15,00 12 °
F3P 0512-1Q 512 212 .03897 139 130 016 15.00 13 °
F3P 0531-1Q 531 212 .03897 139 130 .016 15.00 13 °
F3P 0551-1Q 551 253 04370 164 124 016 15.00 14 o
F3P 0571-1Q 571 253 04370 164 124 016 15.00 14 .
F3P 0591-1Q 591 .265 .04685 150 121 .016 15.00 15 °
F3P 0610-1Q 610 .265 .04685 150 121 016 15.00 15 o
F3P 0630-1Q 630 277 04291 156 121 016 15.00 16 °
F3P 0650-1Q 650 217 04291 156 121 016 15.00 16 °
F3P 0669-1Q 669 303 .04566 161 121 016 15.00 17 o
F3P 0689-1Q 689 .303 .04566 161 121 .016 156.00 17 o
F3P 0709-1Q 709 316 04842 231 131 .016 15.00 18 °
F3P 0728-1Q 728 316 04842 231 131 016 15.00 18 o
F3P 0748-1Q 748 319 .05000 244 131 016 15.00 19 o
F3P 0768-1Q .768 319 ,05000 244 131 016 15.00 19 °
F3P 0787-1Q 787 .338 05275 257 132 016 15.00 20 [
F3P 0807-1Q .807 .338 056275 257 132 .016 15.00 20 [
F3P 0827-1Q 827 .355 .05551 272 132 .016 15.00 21 °
F3P 0846-1Q .846 .355 .05551 272 132 016 15.00 21 °
F3P 0866-1Q .866 393 06614 283 132 016 15,00 22 o
F3P 0886-1Q .886 .393 06614 .283 132 016 15.00 22 °
F3P 0906-1Q .906 400 .06889 302 132 016 15.00 23 [
F3P 0925-1Q 925 400 ,06889 .302 132 016 156.00 23 °
F3P 0945-1Q .945 A7 07165 .307 132 .016 15.00 24 °
F3P 0965-1Q .965 A7 07165 .307 132 016 15.00 24 o
F3P 0984-1Q 984 426 .06535 319 131 .016 15.00 25 °
F3P 1004-1Q 1.004 426 .06535 319 131 016 15.00 25 o

e For nearly flat bottom hole applications
() LPR tolerance +.002"
() Seat size code

Flat Heads for
Flat Bottom Holes



Member IMC Group

A=l



Extra Long
SOLIDDRILL SISt rci

SOLID CARBIDE Under Tough Deep Drilling
Conditions.

Spiral Channels with Internal Coolant
for Efficient Lubrication

Polished Flute Specially
Treated Surface for
Good Chip Evacuation




SOLIDSrii.i

SCD-SXC16 P o] @
Solid Carbide Drills with w DC h7

Internal Coolant Channels,

4 v
Driling Depth 16xD 185 e T W
DCONMS h6

<Pl
Dimensions

3
Designation DC DCONMS OAL LU LCF LS PL ULDR(™ 3
SCD0125-0217-0236SXC16 125 236 3.940 2.1654 2.36 1.42 .02062 16.0 [
SCD0141-0272-0236SXC16 41 .236 4.530 2.7165 2.95 1.42 .02320 16.0 °
SCD0156-0272-0236SXC16 156 .236 4.530 2.7165 2.95 1.42 .02578 16.0 °
SCD0172-0327-0236SXC16 72 236 5.120 3.2677 3.54 1.42 .02835 16.0 [
SCD0188-0323-0236SXC16 .188 .236 5.120 3.2283 3.54 1.42 .03093 16.0 o
SCD0203-0394-0236SXC16 203 .236 5.910 3.9370 4.25 1.42 .03361 16.0 o
SCD0204-0394-0236SXC16 204 236 5910 3.9370 4.25 1.42 .03366 16.0 [
SCD0219-0390-0236SXC16 219 .236 5.910 3.8976 4.25 1.42 .03609 16.0 o
SCD0234-0390-0236SXC16 234 .236 5910 3.8976 4.25 1.42 .03867 16.0 °
SCD0250-0453-0315SXC16 .250 315 6.500 4.5275 492 1.42 .04125 16.0 [
SCD0266-0449-0315SXC16 .266 315 6.500 4.4882 4.92 1.42 .04382 16.0 o
SCD0281-0508-0315SXC16 281 315 7.090 5.0787 551 1.42 04640 16.0 °
SCD0297-0504-0315SXC16 297 315 7.090 5.0394 & 1.42 .04898 16.0 [
SCD0313-0504-0315SXC16 313 315 7.090 5.0394 Bl 1.42 .05156 16.0 o
SCD0328-0579-0394SXC16 328 .394 8.070 5.7874 6.30 1.58 05414 16.0 ]
SCD0344-0575-0394SXC16 344 .394 8.070 5.7480 6.30 1.58 .05671 16.0 [
SCD0359-0654-0394SXC16 .359 .394 8.860 6.5354 7.09 1.58 .05929 16.0 o
SCD0375-0650-0394SXC16 375 .394 8.860 6.4961 7.09 1.58 .06187 16.0 (]
SCD0391-0650-0394SXC16 .391 .394 8.860 6.4961 7.09 1.58 .06445 16.0 [
SCD0406-0685-0472SXC16 406 A72 9.450 6.8504 7.48 1.77 .06703 16.0 o
SCD0422-0681-0472SXC16 422 AT2 9.450 6.8110 7.48 1.77 .06960 16.0 [
SCD0438-0780-0472SXC16 438 A72 10.430 7.7953 8.46 1.77 .07218 16.0 [
SCD0453-0776-0472SXC16 453 A72 10.430 7.7559 8.46 1.77 07476 16.0 o
SCD0469-0776-0472SXC16 469 472 10.430 7.7569 8.46 1.77 .07734 16.0 o
SCD0484-0831-0551SXC16 484 .551 11.020 8.3071 9.05 1.77 .07992 16.0 [
SCD0500-0827-0551SXC16 .500 .551 11.020 8.2677 9.05 1.77 .08250 16.0 o
SCD0531-0882-0551SXC16 531 .551 11.610 8.8189 9.65 1.77 .08765 16.0 [
SCD0563-0917-0630SXC16 563 630 12.010 9.1732 10.04 1.89 .09281 16.0 [
SCD0625-0988-0630SXC16 625 630 12.800 9.8819 10.83 1.89 10312 16.0 o
SCD0750-1185-0787SXC16 .750 787 14.960 11.8504 12.99 1.97 12375 16.0 °

() Usable length diameter ratio

Member IMC Group



SOLIDS i i

SCD-SXC20 OAL E

Solid Carbide Drills with L'—UCF LS~ BELT

Internal Coolant Channels, ) . W

Drilling Depth 20xD 135 NN SSSSSS

e m
Dimensions
S

Designation DC DCONMS OAL LU LCF LS PL ULDR §
SCD0125-0295-0236SXC20 125 236 4.720 2.9528 3.15 1.42 .02062 20.0 o
SCD0141-0331-0236SXC20 141 236 5.120 3.3071 3.54 1.42 .02320 20.0 °
SCD0156-0331-0236SXC20 .156 236 5.120 3.3071 3.54 1.42 02578 20.0 .
SCD0172-0406-0236SXC20 A72 236 6.300 4,0551 433 1.42 .02835 20.0 o
SCD0188-0441-0236SXC20 188 236 6.300 4.4094 472 1.42 .03093 20.0 [
SCD0203-0520-0236SXC20 208 236 7.280 5.1969 &l 1.42 .03351 20.0 o
SCD0204-0520-0236SXC20 204 236 7.280 5.1969 &l 1.42 .03366 20.0 o
SCD0219-0516-0236SXC20 219 236 7.280 5.1575 515)] 1.42 .03609 20.0 [
SCD0234-0516-0236SXC20 234 236 7.280 5.1575 5.51 1.42 03867 20.0 °
SCD0250-0591-0315SXC20 250 315 8.270 5.9055 6.30 1.42 04125 20.0 °
SCD0266-0587-0315SXC20 .266 316 8.270 5.8661 6.30 1.42 .04382 20.0 o
SCD0281-0665-0315SXC20 .281 315 9.060 6.6535 7.09 1.42 .04640 20.0 o
SCD0297-0661-0315SXC20 297 315 9.060 6.6142 7.09 1.42 .04898 20.0 o
SCD0313-0661-0315SXC20 313 316 9.060 6.6142 7.09 1.42 .05156 20.0 [
SCD0328-0717-0394SXC20 328 394 10.240 7.1654 7.68 158 05414 20.0 o
SCD0344-0850-0394SXC20 344 .39%4 11.420 8.5039 9.05 1.58 .05671 20.0 o
SCD0359-0850-0394SXC20 .359 394 11.420 8.5039 9.05 1.58 .05929 20.0 o
SCD0375-0846-0394SXC20 375 394 11.420 8.4646 9.05 1.58 .06187 20.0 o
SCD0391-0846-0394SXC20 391 .39%4 11.420 8.4646 9.05 1.58 .06445 20.0 o
SCD0406-0992-0472SXC20 406 472 12.400 9.9213 10.55 1.77 .06703 20.0 [
SCD0422-0988-0472SXC20 422 472 12.400 9.8819 10.55 1.77 .06960 20.0 o
SCD0438-0988-0472SXC20 438 472 12.400 9.8819 10.55 1.77 07218 20.0 o
SCD0453-0984-0472SXC20 453 AT2 12.400 9.8425 10.55 1.77 07476 20.0 [
SCD0469-0984-0472SXC20 469 472 12.400 9.8425 10.55 1.77 07734 20.0 o
SCD0484-1028-0551SXC20 484 185l 12.800 10.2756 11.02 1.77 07992 20.0 o
SCD0500-1024-0551SXC20 500 551 12.800 10.2362 11.02 1.77 .08250 20.0 [
SCD0531-1118-0551SXC20 531 551 13.980 11.1811 12.01 1.77 .08765 20.0 o
SCD0563-1173-0630SXC20 563 630 14.570 11,7323 12.60 1.89 .09281 20.0 o
SCD0625-1283-0630SXC20 625 630 15.750 12.8346 13.78 1.89 .10312 20.0 o




16xD, 20xD
Tensil Cutt Cutting Diameter
ensile uttin
Strength | Hardness | Material Speeg Feed (IPR)
Material Condition [ksi] HB No. |Vc(SFM)|@.125"-.197" | ©.200"-.315" | @.319"-.391" | 3.393"-.625" | 3.630"-.787"
< 0.25 %C Annealed 61 125 1
Non-alloy steel >=0.25 %C Annealed 94 190 2
and cast steel, < 0.55 %C |Quenched and tempered | 123 250 3
free cutting steel >= 055 %C Annealed 109 220 4
>=0.55 %C | Quenched and tempered | 145 300 5} 230-300
Annealed 87 200 6 .0035-.0045 .0047-.0066 .0055-.0086 .0063-.011 .007-.013
Low alloy steel and cast steel 135 275 7
(less than 5% of alloying elements) | Quenched and tempered | 145 300 8
174 350 9
High alloyed steel, cast steel, Anngaled 99 200 10 930-280
and tool steel Quenched and tempered | 160 325 11
Ferritic/martensitic. 9 200 12
Stainless steel and cast steel S ?.ns‘ c 190-230 | .0023-.0035 .0031-.0055 .0039-.007 .0047-.0086 .0051-.0102
Martensitic 119 240 13
Stainless steel and cast steel Austenitic 87 180 14 180-220 | .00157-.00315 | .00236-.00472 | .0031-.0063 .0047-.0078 .0055-.0094
. Ferritic/pearlitic 180 15
Grey castiron (GG) Pearlic 260 16
Ferriti 160 17
Cast iron nodular (GGG) em.l.c 260-330 | .0055-.0087 .0063-.0095 .007-.011 .0078-.0137 .0098-.0177
Pearlitic 250 18
) Ferritic 130 19
Malleable cast iron Peariiic 250 2
Anneal 2 1
Fe based mealed 0 SU_ | 110-150 | 0015-00814 | .0023-0047 | 0081-0063 | 0047-0078 | .0085-0094
Cured 280 32
High temp. alloys Nior G Annealed 250 33
b Cured 350 34 | 100-130 | .0015-00314 | .0023-0047 | .0031-0063 | .0047-0078 | .0055-0094
Cast 320 35
L Pure 58 110 36
Titanium Ti alloys e e = 310 7 110-150 | .0015-.00314 | .0023-.0047 .0031-.0063 .0047-.0078 .0055-.0094

TIPS & TRICKS for DEEP HOLE DRILLING
Using a G73 peck cycle helps Chip evacuation in deep hole drilling & materials which have a poor chip formation
16xD - 50xD must utilize a Pilot hole drill
40xD - 50xD can utilize a 20xD intermediary drill if deemed necessary
TIR & tool alignment with material are the most important factors in deep hole Drilling
Use high pressure coolant when deep hole drilling

Slow the feedrate to 50% when breaking through the material
In through holes, the tool exit should not exceed .078"-.118".

Spiral Channels with Internal
Coolant for Efficient Lubrication

Member IMC Group



SOLIDTRiii

SCD-SXC30 OAL ! ﬂﬁ

Solid Carbide Drills with L'-L?F ‘*'—S* N el

Internal Coolant Channels, <> ‘ W

Drilling Depth 30xD 135 RSSRS

J Lﬂ DCONMS h6é
Dimensions
3

Designation DC DCONMS OAL LU LCF LS PL ULDR™M 3
SCD0125-0382-0236SXC30 125 .236 5.906 3.8190 413 1.58 .02100 30.0 [
SCD0141-0500-0236SXC30 41 .236 7.283 5.0000 5.32 1.77 .02300 300 .
SCD0156-0500-0236SXC30 .156 .236 7.283 5.0000 5.32 1.77 .02600 30.0 o
SCD0172-0618-0236SXC30 72 .236 8.465 6.1810 6.50 1.77 .02800 30.0 [
SCD0188-0618-0236SXC30 .188 .236 8.465 6.1810 6.50 1.77 .03100 30.0 o
SCD0203-0677-0236SXC30 .203 .236 9.055 6.7720 7.09 1.77 .03400 30.0 o
SCD0204-0677-0236SXC30 204 .236 9.055 6.7720 7.09 1.77 .03400 30.0 [
SCD0219-0677-0236SXC30 219 .236 9.055 6.7720 7.09 1.77 .03600 30.0 o
SCD0234-0677-0236SXC30 234 .236 9.055 6.7720 7.09 1.77 .03900 30.0 °
SCD0250-0815-0315SXC30 .250 315 11.024 8.1500 8.47 2.36 .04100 30.0 °
SCD0266-0874-0315SXC30 .266 315 11.024 8.7400 9.06 1.77 .04400 30.0 o
SCD0281-0874-0315SXC30 281 315 11.024 8.7400 9.06 1.77 04600 300 .
SCD0297-1012-0315SXC30 297 315 12.402 10.1180 10.43 1.77 .04900 30.0 [
SCD0313-1012-0315SXC30 313 315 12.402 10.1180 10.43 1.77 .05200 30.0 o
SCD0328-1130-0394SXC30 .328 .394 13.780 11.2990 11.61 1.97 .05400 30.0 o
SCD0344-1268-0394SXC30 344 .394 14.961 12.6770 12.99 1.77 .05700 30.0 [
SCD0359-1268-0394SXC30 .359 .394 14.961 12.6770 12.99 1.77 .05900 30.0 o
SCD0375-1268-0394SXC30 375 394 14,961 12.6770 12.99 177 .06200 30.0 o
SCD0391-1268-0394SXC30 .391 .394 14.961 12.6770 12.99 1.77 .06400 30.0 o

() Usable length diameter ratio

Recommended Machining Conditions for SCD-SXC30 Solid Carbide Drills

Tensile . Cutting Cutting Diameter
Strength | Hardness | Material | Speed F [IPR]
I1SO Material Condition ksi HB No. Ve [SFM] .125-.196 .196-.314 .314-.390
<0.25 %C Annealed 61 125 1
>=0.25 %C Annealed 94 190 2
'g‘ﬂg“;{;‘lee' and cast stedl flee | ™5 553C | Quenched and tempered | 123 250 3
>=0.55 %C Annealed 109 220 4
>=0.55 %C | Quenched and tempered 145 300 5 213-230
Annealed 87 200 6 .003-.004 .004-.006 .007-.008
Low alloy steel and cast steel 135 275 7
(less than 5% of alloying elements) Quenched and tempered 145 300 8
174 350 9
High alloyed steel, cast steel, Annealed 9 200 10 196213
and tool steel Quenched and tempered 160 325 11
Stainless steel and Fernt|c/mart<lelnsmc. 99 200 12 147164 002-003 004-005 005-007
cast steel Martensitic 119 240 13
M  [Stainless steel and cast steel Austenitic 87 180 14 131-147 .002-.003 .004-.005 .005-.007
) Ferritic/pearlitic 180 15
Grey cast ion (GG) Pearltc 260 16
. Ferritic 160 17
Cast iron nodular (GGG) Peatiic 250 18 246-278 .007-.008 .008-.011 .001-.015
) Ferritic 130 19
Malleable cast iron Peariiic 230 2
Annealed 200 31
Fe based Cured 280 o 147-164 .002-.003 .004-.005 .005-.007
High temp. alloys . Annealed 250 33
Ng;’s'e%" Cured 350 3 181-147 002-003 003-004 004-005
Cast 320 35
, ) Pure 58 110 36
Titanium Ti alloys e el e 5 310 3 147-164 .002-.003 .003-.005 .005-.006




SOLIDS ik i
SCD-SXC40 il m ,ﬂf
Solid Carbide Drills with L'—SF LS+ e
Internal Coolant Channels, ’ '
Drilling Depth 40xD 135 NN SSSSSSS
\/ DCONMS h6
<Pl
Dimensions
S
Designation DC DCONMS OAL LU LCF LS PL ULDR®M 3
SCD0125-0520-0236SXC40 125 236 7.480 5.1970 &l 1.77 .02100 40.0 ()
SCD0141-0677-0236SXC40 141 236 9.055 6.7720 7.09 1.77 02300 40.0 °
SCD0156-0677-0236SXC40 156 236 9.055 6.7720 7.09 1.77 .02600 40.0 o
SCDO0172-0835-0236SXC40 A72 236 10.630 8.3460 8.66 1.77 .02800 40.0 o
SCD0188-0835-0236SXC40 188 236 10.630 8.3460 8.66 1.77 .03100 40.0 o
SCD0203-0913-0236SXC40 208 236 11.417 9.1340 9.45 1.77 .03400 40.0 .
SCD0204-0913-0236SXC40 204 236 11.417 9.1340 9.45 1.77 .03400 40.0 o
SCD0219-0913-0236SXC40 219 .236 11.417 9.1340 9.45 1.77 .03600 40.0 °
SCD0234-0913-0236SXC40 234 236 11.417 9.1340 9.45 1.77 .03900 40.0 .
SCD0250-1110-0315SXC40 250 315 13.386 11,1020 11.42 1.77 .04100 40.0 o
SCD0266-1228-0315SXC40 .266 315 14.567 12.2830 12.60 1.77 .04400 40.0 o
SCD0281-1228-0315SXC40 281 315 14,567 12,2830 12.60 1.77 04600 40.0 .
SCD0297-1347-0315SXC40 297 315 15.748 13.4650 13.78 1.77 .04900 40.0 o
SCD0313-1347-0315SXC40 313 315 15.748 13.4650 13.78 1.77 .05200 40.0 o
() Usable length diameter ratio
SOLIDS ik i
SCD-SXC50 OAL ! F
Solid Carbide Drills with LLSF <LS+ BELT
Internal Coolant Channels, <> '
Drilling Depth 50xD 135 Ao
J Lﬂ DCONMS h6
Dimensions
S
Designation DC DCONMS OAL LU LCF LS PL ULDR®M 3
SCD0172-1051-0236SXC50 A72 236 12.598 10.5120 10.83 1.58 .02800 50.0 o
SCD0188-1051-0236SXC50 188 236 12.598 10.5120 10.83 1.58 .03100 50.0 °
SCD0203-1189-0236SXC50 208 236 14173 11.8900 12.21 1.77 .03400 50.0 .
SCD0204-1189-0236SXC50 204 .236 14173 11.8900 12.21 1.77 .03400 50.0 o
SCD0219-1189-0236SXC50 219 .236 14173 11.8900 12.21 1.77 .03600 50.0 o
SCD0234-1189-0236SXC50 234 .236 14173 11.8900 12.21 177 .03900 50.0 °
SCD0250-1307-0315SXC50 250 315 16.157 13.0710 13.39 1.58 .04100 50.0 [

() Usable length diameter ratio

Member IMC Group

A=l



Recommended Machining Conditions for SCD-SXC40 & SCD-SXC50 Solid Carbide Drills

Cutting Cutting Diameter
Tensile Speed F [IPR]
o Strength|Hardness | Material| Vc
2] Material Condition ksi HB No. [SFM] | .125-.157 | .161-.196 | .2-.236 .24-275 | .28-.314
<0.25 %C| Annealed 61 125 1
Non-alloy >= 0.25 %G Qu/;rqgﬁ:l:?gnd 94 190 2
2;22: i?:eca“ <085 %C| iompered | 12 | 2% 8 180-213].0017-.0018|.0022-.0024|.0026-.0030|.0032-.0036|.0036-.0046
cuttirllg steel >=0.55 %C|  Annealed 109 220 4
5= 0,55 9| Quenched and | 5 300 5
tempered
Low alloy steel and cast Alifealed 18375 ggg ?
steel (less than 5% of Quenched and 115 300 5 147-180| .009-.0016 {.0012-.0022/.0016-.0026{.0020-.0032|.0025-.0040
alloying elements) tempered 174 350 9
: Annealed 99 200 10
High alloyed steel, cast 1y o0 ched and 114-147|.0007-,0009|.0011-.0013,0015-.00170019-.0021|.0023-,0027
steel,and tool steel 160 325 11
tempered
. Ferritic/
Srt%'”'esf Stteell martensitic. | 200 12| 9814 |0007-.0009|.0011-.0018.0015-.0017].0020-.0021|.0023-.0027
and cast stee Martensitic | 119 240 13
| Staniess steel Austenic | 87 180 14 | 82-98 |0007-.0009].0011-.0013|.0015-.0017|.0020-.0021].0023-.0027
and cast steel
: Ferritic/pearlitic 180 15
Grey cast iron (GG) Pearliic 260 15 169-229
. Ferritic 160 17
Cast iron nodular (GGG) = 180-196/.0013-.0027(.0019-.0038|.0023-.0047(.0029-.0059|.0033-.0077
Pearlitic 250 18
: Ferritic 130 19
Malleable cast iron Pearlitic 530 20 164-180]
Fe based [—-reded 0 —f— o1 98-114|,0007-.0009| 0011-.0013),0015- 0017 0020~.0021| 0024- 0027
High temp.
alloys Ni or Co Annealed 250 33
based Cured 350 34 82-98 |.0006-.0007|.0010-.0011{.0014-.0015|.0018-.0019|.0023-.0026
Cast 320 B
Pure 58 110 36
Titanium Ti alloys Alpha+beta 150 310 37 98-114 |.0007-.0008|.0011-.0012(.0014-.0016|.0018-.0020|.0024-.0027
alloys cured
Recommended Drilling Procedure for Deep Hole Drilling
1 Dirill a pilot hole 1-2xD deep with a short drill. The pilot drill
should be .001"-.002" larger than the long drill and its point (©) &
angle should also be larger (over 135°).
2 Enter the pre-hole using low feed and rotate at low speed ©
(50-100 RPM) until it engages the material.
3 Activate the coolant system and increase rotation speed to the
recommended cutting parameter, maintain for 2-3 seconds, then ©) S e eSS
continue at recommended drilling feed. No pecking is required.
4 After having reached the required depth, reduce speed to @ § N AN TN SN S v —
50-100 RPM before retracting from the hole.

- 40xD & 50xD must utilize a 20xD intermediary drill along with pilot drill.

- In thrniinh hnlae tho tnanl avit chninild nnt avroad N727. 117




NECLOGIOMILL

MACHINING INTELLIGENTLY

HELISLOT

HELICAL SLOTTING LINE

NEODO LOGIQLFEED

S90° LINE HIGH FEED MILLING




Exact 90°
Shouldering

A New Milling Line for Square
Shoulder and Face Milling.

A Unique Exact 90° Profile with
8 Cutting Edges in Combination
with a Dovetail Clamping Method
Enables Higher Cutting Conditions
and Assures Better Productivity.

Productivity
and Cost

Unique Exact 90° Profile
with 8 Cutting Edges

Dovetail Insert Pocket Locks the
Insert Firmly in the Tool




OoDO

590° LINE

S$890 FSZ-R08

Face Mills Carrying Square
Double-Sided Inserts

with 8 Cutting Edges

$890 FSZ D1.5-05-0.75-R08
$890 FSZ D1.5-06-0.75-R08
$890 FSZ D2.0-06-0.75-R08
$890 FSZ D2.0-08-0.75-R08
$890 FSZ D2.5-07-1.00-R08
$890 FSZ D2.5-10-1.00-R08
$890 FSZ D3.0-08-1.00-R08
$890 FSZ D3.0-12-1.00-R08
$890 FSZ D4.0-10-1.50-R08
$890 FSZ D4.0-14-1.50-R08
$890 FSZ D5.0-12-1.50-R08
$890 FSZ D5.0-18-1.50-R08

DHUB
«—DCONMS

390 APMX l
DC —

P -

=

APMX OAL cIcT DHUB DCONMS Arbor MIID®@
1.500 2000 1.500 5 1.440 750 A S890 SZMU 0804... 46
1.500 2000 1.500 6 1.440 750 A S890 SZMU 0804... 53
2.000 2000 1.500 6 1.850 750 A 5890 SZMU 0804... 86
2.000 2000 1.500 8 1.850 750 A S890 SZMU 0804... 86
2.500 2000 1.750 7 2.250 1.000 A §890 SZMU 0804... 1.76
2.500 2000 1.750 10 2.250 1.000 A S890 SZMU 0804... 213
3.000 2000 1.750 8 2.250 1.000 B $890 SZMU 0804... 1.74
3.000 2000 1.750 12 2.250 1.000 B S890 SZMU 0804... 1.75
4,000 2000 2.000 10 3.230 1.500 B 5890 SZMU 0804... 3.44
4.000 .2000 2.000 14 3.230 1.500 B S890 SZMU 0804... 3.46
5.000 2000 2.000 12 3.800 1.500 B S890 SZMU 0804... 463
5.000 2000 2.000 18 3.800 1.500 B S890 SZMU 0804... 5.27

() Number of inserts
(2 Master insert identification

Spare Parts

Designation

$890 FSZ D1.5-05-0.75-R08
$890 FSZ D1.5-06-0.75-R08
$890 FSZ D2.0-06-0.75-R08
$890 FSZ D2.0-08-0.75-R08
$890 FSZ D2.5-07-1.00-R08
$890 FSZ D2.5-10-1.00-R08
$890 FSZ D3.0-08-1.00-R08
$890 FSZ D3.0-12-1.00-R08
$890 FSZ D4.0-10-1.50-R08
$890 FSZ D4.0-14-1.50-R08
$890 FSZ D5.0-12-1.50-R08
$890 FSZ D5.0-18-1.50-R08

@ Recommended tightening torque: 17.7 Ibf*in

) For limiting torque, use optional 7007382 BLD 4 IP09-17.7LBF.IN blade & 7007320 HSD 4-17.7LBF.IN handle.

&

7

/

SR M3X0.5-L7.4 IP9e)
SR M3X0.5-L7.4 IP9@
SR M3X0.5-L7.4 IP9@
SR M3X0.5-L7.4 IP9@
SR M3X0.5-L7.4 IP9@
SR M3X0.5-L7.4 IP9@
SR M3X0.5-L7.4 IP9@
SR M3X0.5-L7.4 IP9@
SR M3X0.5-L7.4 IP9@
SR M3X0.5-L7.4 IP9@
SR M3X0.5-L7.4 IP9e)
SR M3X0.5-L7.4 IP9@

IP-9/1516)
IP-9/1516)
IP-9/1516)
IP-9/1516)
IP-9/1516)
IP-9/1516)
IP-9/1516)
IP-9/1510)
IP-9/1516)
IP-9/1516)
IP-9/1510)
IP-9/1516)

SR UNF 3/8X1 B18.3
SR UNF 3/8X1 B18.3
SR UNF 3/8X1 B18.3
SR UNF 3/8X1 B18.3
SR UNF 1/2X20X1 B18.3
SR UNF 1/2X20X1 B18.3

Member IMC Group
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OoDO

590° LINE

S$890 SZMU-0804PN
Double-Sided Square Inserts
with 8 Cutting Edges

S

@|%

) . Recommended
Dimensions Tough Hard Machining Data
o o
2(8|g/8|2|¢ fe
Designation Ic s L APMX  BS RE EPSR |8 |8|8|8|8|8 (inch/t)
S$890 SZMU 080408PNTR .323 157 205 .1969 .063 .0315 88.4 o .0047-.0098
$890 SZMU 080412PNTR .323 157 .205 .1969 047 0472 88.4 ° ° .0047-.0098
$890 SZMU 080408PNRMM [RKEX 157 205 1969 063 0315 88.4 o o 0031-,0098
$890 SZMU 0804 PNR .323 167 .205 .1969 047 0472 88.4 ° ° ° .0031-.0098

When stepdown milling is performed by use of passes, the depth of cut per pass should

not exceed the depth of cut as recommended in the ISCAR catalog.

.011” -

.591”

93

.011”

7]
J

V222

Generated profile for a depth of cut
in stepdown milling
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LOG'(’*EED zrgque TwiEs(;ceddI-Iligh POSXGI\QIQ
utting Edged Insert. A Range

N of Tools from .5" Endmills

up to 5.0" Facemills. This New

Line of Tools Enables Machining

at Very High Feeds

for High Productivity.

Size 08 mm
Dia. Tool Range: 2.0-5.0"
for Facemills

% Size 04 mm
Dia. Tool Range:
.5-1.25" Endmills
1.5-2.0" Facemills




LOGIQLFEED

HIGH FEED MILLING

FFX4 FD-08

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

|
85 &

2,99

i

FFX4 FD2.00-4-0.75-08 [0 VIR KH
FFX4 FD2.50-5-1.00-08 AV 1o
FFX4 FD3.00-6-1.00-08 [cKo0 VR
FFX4 FD4.00-8-1.50-08 [REXVUUREECK)
FFX4 FD5.00-10-1.50-08 E-XVCUREX:T

OAL DHUB DCONMS Arbor Rd° MDN® MDX“ Rg® MIID®
4 0780 .307 1750 1.850 .750 A 32 3386  3.961 157 FFX4 XNMU 080620T 1.32
5 0780 .307 1.750 2.252 1.000 A 22 4386  4.961 157 FFX4 XNMU 080620T 1.50
6 0780 .307 2000 2252 1.000 A 17 5386 5961 157 FFX4 XNMU 080620T 1.98
8 0780 .307 2000 3.228 1.500 B 10 7386  7.961 157 FFX4 XNMU 080620T 2.87
10 0780 .307 2.000 3.780 1.500 B 9 90386 9.961 157 FFX4 XNMU 080620T 5.51

¢ To generate a straight surface without cusps, the width of cut must not exceed DC

() Cutting diameter maximum

(2 Number of inserts

) Machinable diameter minimum for interpolation
4 Machinable diameter maximum for interpolation
) Radius for programming

(6) Master insert identification

Spare Parts

Designation

&

7/

£

/

FFX4 FD2.00-4-0.75-08
FFX4 FD2.50-5-1.00-08

FFX4 FD3.00-6-1.00-08

LOGIQLFEED

HIGH FEED MILLING

FFX4 XNMU-08
"Bone Shaped" Inserts
with 4 Cutting Edges for
Fast Feed Milling

Designation INSL

FFX4 XNMU 080620 .705
FFX4 XNMU 08062 705

SR M5-14 IP20 SR UNF 3/8X1 B18.3 SW6-T BLD IP20/S7
SR M5-14 IP20 SR UNF 1/2X20X1 B18.3 SW6-T BLD 1P20/S7
SR M5-14 IP20 SR UNF 1/2X1% B18.3 SW6-T BLD 1P20/57
SR M5-14 IP20 SWe6-T BLD IP20/57
SR M5-14 IP20 SW6-T BLD IP20/S7

§ ra) i =

Dimensions Tough <— Hard
gl g8|8|¢g
St RE wi 338|388
.307 .0787 614 ° ° o
.307 0787 614 o ° [

¢ For side plunging, the initial cutting feed is .004 inch/t e T-for steel, ferritic and martensitic stainless steel, cast iron and hardened steel
* HP-for austenitic stainless steel and high temperature alloys

Member IMC Group
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HEL isLor Unique Twisted High Positive

HELICAL SLOTTING LINE

Double-Sided Insert with
4 Right - and 4 Left Hand
Cutting Edges. Slotting

Width Range of .39-1.00"

Helical
Edge for
Easy and
Soft Cut

XNMU 09 XNMU 13
Slot Width Range: Slot Width Range:
.39-.55 .56-1.00"

Dia. Tool Range: 1.25-6" Dia. Tool Range: 1.46-8"




HELISLOT

DHUB

FDN-XN09 DCONMS,_ @ @a @

Full Slot Flange Type Slotting

Cutters Carrying XNMU 0904 /—5 e Q % @

Square Inserts with 4 Right- and < CDX LU

4 Left-Hand Cutting Edges cw

DC |

Designation DC CW cicT® ZEFP CDX DHUB  DCONMS LU OAL Arbor Lbs)
FDN D3.0-0.39-06-XN09 3.000 .390 8 8 875 1.850 .750 1.0600 1.5756 A .96
FDN D3.0-0.50-06-XN09 3.000 .500 8 4 875 1.850 750 1.0600 1.575 A 1.28
FDN D4.0-0.39-08-XN09 4.000 .390 12 12 1.060 2.250 1.000 1.1800 1.750 B 1.49
FDN D4.0-0.50-08-XN09 4.000 .500 12 6 1.060 2.250 1.000 1.1800 1.750 B 1.81
FDN D5.0-0.39-10-XN09 5.000 .390 14 14 1.375 2.560 1.250 1.5000 2.000 B 1.98
FDN D5.0-0.50-10-XN09 5.000 .500 14 7 1.3756 2.560 1.250 1.5000 2.000 B 2.71
FDN D6.0-0.39-12-XN09 6.000 .390 16 16 1.650 3.150 1.500 1.9000 2.500 B 3.92
FDN D6.0-0.50-12-XN09 6.000 .500 16 8 1.650 3.150 1.500 1.9000 2.500 B 3.97

() Number of inserts

Spare Parts

S 7

SR 10508600 T-9/51

HELISLOT

SDN-XNO09

Full Slot Disk Type Slotting T 7

Cutters Carrying XNMU 0904 o on IF

Square Inserts with 4 Right- and l '

4 Left-Hand Cutting Edges i

DC cw cicT® ZEFP CDX DHUB DCONMS OAL &
SDN D3.0-0.39-08-XN09 3.000 .390 8 8 .700 1.500 1.000 .500 1.21
SDN D4.0-0.39-08-XN09 4,000 .390 12 12 1.000 1.750 1.000 .500 2.21
SDN D5.0-0.50-10-XN09 5.000 .500 14 7 1.400 2.000 1.250 625 3.86
SDN D6.0-0.50-12-XN09 6.000 .500 16 8 1.750 2.250 1.500 687 5.73

() Number of inserts

Spare Parts

Designation

&

i

SR 10508600

T-9/51

Member IMC Group
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HELISLOT SWM_ DN
ETS-XNO09 @ @ @
T-SLOT Endmills Carrying XNMU DC ) DCé)NMS
0904 Square Inserts with 4 Right- U Q % @
and 4 Left-Hand Cutting Edges %
ow, | 4@‘
= oa
O
Designation DC cicT!)  ZEFP DN SWM cw L OAL  DCONMS  Shank Lbs)
ETS D1.25-0.39-W0.62-XN09 1.250 4 2 .590 688 .390 1.2500 3.250 625 W .28
ETS D1.25-0.48-W0.75-XN09 1.250 4 2 630 688 AT6 1.5000 3.750 .750 W .88

() Number of inserts

Spare Parts

»

(ETsxnos T 51
HELISLOT
XNMU 0904PN @ @ @
Square Inserts with 4 Right- and
4 Left-Hand Cutting Edges Q % @
. . Recommended
Dimensions Tough <— Hard Machining Data
o S © f,
RN D | S
Designation APMX L S RE o | © | © (inch/t)
XNMU 090408-PNTN 3228 .358 234 0315 ° ) ] .0020-.0059




{ g

il

Member IMC Group
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& Moderate
Milling

Unique Insert with
NE OF EED 8nCI(t:lltlteinl;SEe;g:ZiI Performs at

HIGH FEED LINE

Fast Feed and Moderate Rates
for Different Milling Applications.

Suits All
Your Face

Milling
Needs

FFQ8 SZMU 12
Dia. Range for Facemill 2.0-4.0"

Dovetail Clamping
Protects the Insert
from Disengaging




NEOFEED DHUB
HiIGH FEED LINE |- —
FFQ8-12 DEONMS @ | ez %
Fast Feed Face Mills Carrying T | - =
Double-Sided Inserts AL | APMX y @ F
with 8 Cutting Edges < 751 ,
DC v
DCX
DC DX APMX CICT® OAL DHUB DCONMS Arbor RMPX® MDN® MDX® MIIDS! L5
FFQ8 D2.00-05-0.75-12 1.236 2.000 .0600 5 1.625 1.850 .750 A 3 3.236 3960  FFQ8 SZMU 120520 1.61
FFQ8 D2.50-06-1.00-12 1.736 2.500 .0600 6 1.750 2.250 1.000 A 2 4.236 4960  FFQ8 SZMU 120520 1.94
FFQ8 D3.00-07-1.00-12 2.236 3.000 .0600 7 1.750 2.250 1.000 A 2 5.236 5960  FFQ8 SZMU 120520 3.64
FFQ8 D4.00-08-1.50-12 3.236 4,000 .0600 8 2.000 3.230 1.500 B A 7.236 7.960  FFQ8 SZMU 120520 6.17

e Radius for programming .142" e To generate a straight surface without cusps, the width of cut most not exceed DC e For slot milling or machining with high tool
overhang, the maximum depth of cut should be reduced by 30%

) Cutting diameter maximum

@) Number of inserts

3 Maximum ramping angle

(4) Machinable diameter minimum for interpolation

5) Machinable diameter maximum for interpolation

(6) Master insert identification

Spare Parts

£ / a /

FFQ8 D2.00-05-0.75-12 SR M4X0.7-L11.5 IP15 BLD IP15/87 SW6-T-SH SR UNF 3/8X1 B18.3
FFQ8 D2.50-06-1.00-12 SR M4X0.7-L11.5 IP15 BLD IP15/87 SW6-T-SH SR UNF 1/2X20X1 B18.3
FFQ8 D3.00-07-1.00-12 SR M4X0.7-L11.5 IP15 BLD IP15/87 SW6-T-SH SR UNF 1/2X20X1 B18.3
FFQ8 D4.00-08-1.50-12 SR M4X0.7-L11.5 IP15 BLD IP15/M7 SW6-T-SH

NEOFEED

HIGH FEED LiNE

MFQ8-12

Moderate Feed Face Mills
Carrying Double-Sided Inserts
with 8 Cutting Edges

Q=@
F

APMX
3,
—1 22

DC DCX  APMX  CICT® OAL DHUB  DCONMS  Arbor MIID® fm

MFQ8 D2.00-05-0.75-12 1276 2.000 1180 5 1.500 1.850 .750 A FFQ8 SZMU 120520 1.48
MFQ8 D2.50-06-1.00-12 1.776 2.500 1180 6 1.750 2.250 1.000 A FFQ8 SZMU 120520 2.43
MFQ8 D3.00-07-1.00-12 2.276 3.000 1180 7 1.750 2.250 1.000 A FFQ8 SZMU 120520 3.38
MFQ8 D4.00-08-1.50-12 3.276 4,000 1180 8 2.000 3.230 1.500 B FFQ8 SZMU 120520 4.41

* Radius for programming .197" e To generate a straight surface without cusps, the width of cut most not exceed DC e For slot milling or machining with high tool

overhang, the maximum depth of cut should be reduced by 30%

() Cutting diameter maximum

(2 Number of inserts

() Master insert identification

Spare Parts

& / a /

MFQ8 D2.00-05-0.75-12 SR M4X0.7-L11.5 IP15 BLD IP15/87 SW6-T-SH SR UNF 3/8X1 B18.3
MFQ8 D2.50-06-1.00-12 SR M4X0.7-L11.5 IP15 BLD IP15/87 SW6-T-SH SR UNF 1/2X20X1 B18.3
MFQ8 D3.00-07-1.00-12 SR M4X0.7-L11.5 IP15 BLD IP15/87 SW6-T-SH SR UNF 1/2X20X1 B18.3
MFQ8 D4.00-08-1.50-12 SR M4X0.7-L11.5 IP15 BLD IP15/M7 SW6-T-SH

Member IMC Group
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NEOFEED

HIGH FEED LINE | l— L/IC S S la—
FFQ8 SZMU
Double-Sided Square
Inserts with 8 Cutting Edges
for High Feed Milling

e

AL
@@
Q.

RE ¢ @?
- 1 |«
Dimensions Tough «<— Hard
N o (==} o
R 8| 8| =
Designation L S S1 RE © || o | o
FFQ8 SZMU 120520HP AT2 230 256 0787 . . .
FFQ8 SZMU 120520T AT2 230 256 0787 ° . .

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

FF MF

- for austenitic stainless steel

Fast Feed Moderate Feed

One Insert for both
Fast Feed and Moderate Feed Milling
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mEm A sammsmim New 1.25” MULTI-MASTER Head
INMDeqlLBLTEI :’gﬁa BEM o Roughing, Semi-Finishing
& Finishing with Ramp Down
Capabilities for Cost Savings
and High Productivity.

40,000 Indexable Solid
Carbide Endmill Options




TI-MiAS T e -
INDEXABLE SOLID CARBIDE LINE i‘ THSZMS 73 % @ =]
MM ECK-CF - 3 N Y
Five and Six-Flute Heads ar N as
with 35°/38° Helix Featuring be IS ﬁ(% 7}

Different Corner Radii For L 7¢ Loy
Machining Titanium Alloys <APM><>J FHA \/«a“"
.
. . Recommended
PIETEETS Machining Data
= fz
Designation DC RE NOF(® APMX  THSZMS DCONMS LF RMPX°® | & (inch/t)
MM ECK125H1.5R060-5T21 1.250 0600 5 1.5000 T21 1.181 2.165 15 . 0020-.0070
MM ECK125H1.5R120-5T21 1.250 1200 5 1.5000 21 1.181 2.165 13 . 0020-.0070
MM ECK125H1.5R250-5T21 1.250 2500 5 1,5000 21 1.181 2.165 7 . 0020-.0070
MM ECK125H1.5R375-5T21 1.250 .3750 B 1.5000 T21 1.181 2.165 15 [ .0020-.0070
e Do not apply lubricant to the threaded connection.
() Number of flutes
@) Maximum ramping angle
INDEXABIIS;{.Iq.CAa‘AHnBlng"'-E Rd
THSZMS
CHATTERFREE — _ @YY
MULTI-MASTER LINE T ﬁ
MM EC-CF ‘ DCONMS @ @ ®

DC
Interchangeable Solid ML
Carbide Endmill Heads for 3

CHATTERFREE Roughing *APMEFJ
and Finishing Operations

' . Recommended
PIEEES Machining Data
2 fz
Designation DC RE NOF®M APMX THSZMS DCONMS LF FHA CHW KCH| S (inch/t)
MM EC125E1.5R04CF-4T21 1.250 .0400 4 1.500 T21 1.181 2.165 38.0 [ .0023-.0070
¢ Do not apply lubricant to the threaded connection.
() Number of flutes
MULTI-MASTER
MM S-A (stepped shanks) o2
Stepped Cylindrical Shanks i ] A o ANMS
Carrying Interchangeable BP 1 T [
Miling Heads le— 1B —»
l«— LBX—»
OAL
THSZWS DCONMS  BD LB LBX  OAL  Shank™ Shankm.® CSP® RPMX@ Lbs
MM S-A-L4/1.2-C1.25-T21 T21 1.250 1181 1200  1.32 4.000 © S 0 12690 1.23
MM S-A-L5/2.5-C1.25-T21-C T21 1.250 1.181 2.500 2.63 5.000 C C 0 12690 2.56
MM S-A-L5.3/25-C125T21-C T21 1.250 1181 2500 263 5.300 © © 0 12690 2.76
MM S-A-L6.0/1.5-C1.25-T21 T21 1.250 1181 1500  1.63 6.000 © S 0 12690 1.89
MM S-A-L7/4.0-C1.25-T21-C T21 1.250 1.181 4.000 413 7.000 C C 0 12690 3.75
MM S-A-L9/5.0-C1.25-T21-C T21 1.250 1181 5000  5.13 9.000 © © 0 12690 5.45
MM S-A-L11/8-C1.25-T21-C T21 1.250 1.181 8.000 8.13 11.000 C C 0 12690 6.09

* Do not apply lubricant to the threaded connection.
() C-Cylindrical

2 S-steel, C-carbide

©) 0 - Without coolant supply

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

Member IMC Group
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MULTI-miASTER

. THSZWS
MM S-B (85° conical — BHTA —
shanks) BD MY I — 1 DCONMS
Shanks Carrying Interchangeable L
Milling Heads e
’ lEEX;A OAL ‘

s bcows w0 oim s

LBX OAL  Shankm.2 RPMX®

MM S-B-L6.0/18-C1.50T21 T2 1.500 1.181 5.00 C

1.82 6.000 S 21840

2.78

* Do not apply lubricant to the threaded connection.
() G-Cylindrical
@ S-steel

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

MULTI-#ASTER

MM S-A (straight shanks) ' §

Shanks Carrying Interchangeable i %

Miling Heads ED % J DCONMS
¥ THszws /] TS 1

Shank Shank m. RPMX®

MM S-A-L4.0-C1.50T21 T21 1.500 1.181 4.000

C S 60000

1.90

* Do not apply lubricant to the threaded connection.
() C-Cylindrical,
(2 S-steel

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




Member IMC Group
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mm A ssammmmm New Barrel Shaped
MULTI-miAaS 1 Erm
e i MULTI-MASTER Head for
Accurate Finishing Optimizes
Valuable Machining Time.

Extremely
Fast
Milling

A

Barrel Shaped Head
Saves up to 75% Passes




e—LU THSZMS @
APMX
NEOSARREL I N
MM ELB
Interchangeable Lens- DC — M DCONMS
Shaped (Barrel) Solid Carbide _BSR___| l
Heads for 3D Profiing | F e S
Dimensions
S
Designation DC BSR RE LU APMX THSZMS  DCONMS NOF(® LF 3
MM ELB312R625A19-4T05 312 .6250 .0200 .1900 .0351 T05 312 4 394 [
MM ELB375R750A27-4T06 375 .7500 .0390 .2700 .0548 T06 375 4 512 o
MM ELB500R1.0A35-4T08 .500 1.0000 .0390 .3500 .0626 T08 .500 4 .650 o
() Number of flutes
INDEXAB I !:ﬁéns:/z.::ﬁ LF
NEOBARREL - AP P
PROFILE MILLING et
MM EOB Il
Interchangeable Oval- RE AN SN e
Shaped (Barrel) Solid Carbide PRFRAD v
Heads for 3D Profiling THSZMS
Dimensions
S
Designation PRFRAD RE APMX PRFA THSZMS NOF( DCONMS LF 3
MM EOB312R060R315A53-4T05 3.150 .0600 5300 24.00 T05 4 312 709 o
MM EOB375R123R295A62-4T06 2.950 1230 .6000 16.00 T06 4 375 .866 o
MM EOB500R157R750A82-4T08 7.500 1570 8200 16.00 708 4 500 1.063 °
) Number of flutes
OL IDiviii.i.
PREMIUM LINE
APMX
NEOBARREL e . ¥
SC EOB ez DCONMS
Solid Carbide Oval-Shaped RE,/ iy orrD T t
(Barrel) Endmills for 3D Profiling ~].00078
OAL
Dimensions
S
Designation PRFRAD RE APMX PRFA DCONMS NOF( OAL Shank®@ 3
EOBI-R.06R3.5A87/7-4C312 3.500 .0600 8700 13.60 312 4 2.500 C o
EOBI-R.08R3.38A92/7-4C375 3.375 .0800 .9100 14.68 375 4 3.000 C o
EOBI-R.08R3.12A1.1/10-4C5 3.125 0800 1.1000 19.54 500 4 3.000 C °

() Number of flutes
(2 C-Cylindrical

Member IMC Group
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OL IDiiii.i ~— APMX—»
PREMIUM LINE RE 2 @
NEOBARREL TR T
SC ETB = \TFBA
Solid Carbide Tapered-Shaped : DCONMS
(Barrel) Endmills for 3D Profiling \ / i
I4
‘ OAL
Dimensions
S
Designation PRFRAD RE_2 RE APMX TFBA DCONMS NOF() OAL Shank®@ 3
ETBI-R.06R10A35/20-4C312 10.000 .1500 .0600 3750 40.00 312 4 2.500 C o
ETBI-R.08R10A40/20-4C375 10.000 .1900 .1200 4300 40.00 375 4 3.000 © )
ETBI-R.123R10A50/20-4C500 10.000 2500 1228 5500 40.00 500 4 3.000 c )

() Number of flutes
(2 G-Cylindrical

Barrel Shaped Head
Saves up to 75% Passes




NECLOGIOQHOLD

MACHINING INTELLIGENTLY

NEOCOLLET

INTEGRAL COLLET




| ] |

NEOCOLLET uiwiil”

INTEGRAL COLLET Solid Carbide Head.

Available for
ER16, 20, 25, 32, 40 Collet Chucks
with a Variety of Extension Sizes

Through-Tool Coolant
Directed to Cutter Edges




NEOCOLLET

SD-S-A-ER-SP
Thermal Shrink Chucks with
an Integral ER Collet

Section view A-A

| r DCONWS
‘ — THSZWS ¢

SD-S-A-H05-ER16-SP11-C
SD-S-A-H20-ER16-SP11-C
SD-S-A-H05-ER20-SP11-C
SD-S-A-H05-ER20-SP13-C
SD-S-A-H05-ER20-SP15-C
SD-S-A-H20-ER20-SP11-C
SD-S-A-H20-ER20-SP13-C
SD-S-A-H20-ER20-SP15-C
SD-S-A-H05-ER25-SP11-C
SD-S-A-H05-ER25-SP13-C
SD-S-A-H05-ER25-SP15-C
SD-S-A-H05-ER25-SP17-C
SD-S-A-H05-ER25-SP19-C
SD-S-A-H20-ER25-SP11-C
SD-S-A-H20-ER25-SP13-C
SD-S-A-H20-ER25-SP15-C
SD-S-A-H20-ER25-SP17-C
SD-S-A-H20-ER25-SP19-C
SD-S-A-H05-ER32-SP13-C
SD-S-A-H05-ER32-SP15-C
SD-S-A-H05-ER32-SP17-C
SD-S-A-H05-ER32-SP19-C
SD-S-A-H20-ER32-SP13-C
SD-S-A-H20-ER32-SP15-C
SD-S-A-H20-ER32-SP17-C
SD-S-A-H20-ER32-SP19-C
SD-S-A-H05-ER40-SP17-C
SD-S-A-H05-ER40-SP19-C
SD-S-A-H20-ER40-SP17-C
SD-S-A-H20-ER40-SP19-C

< lex| |lLSCWS
OAL

O

SS LBX DCONWS THSZWS LSCWS OAL Lbs|
ER16 197 L4331 M4X0.5 1516 1.431 .07
ER16 787 4331 M4X0.5 1516 2.022 .09
ER20 197 L4331 M4X0.5 1516 1.569 A1
ER20 197 5118 M4X0.5 1713 1.589 A1
ER20 197 5906 M5X0.5 1929 1610 EE
ER20 787 L4331 M4X0.5 1516 2.159 13
ER20 787 5118 M4X0.5 1713 2179 A7
ER20 787 .5906 M5X0.5 .1929 2.201 A7
ER25 197 L4331 M4X0.5 1516 1.687 19
ER25 197 5118 M4X0.5 1713 1.707 19
ER25 197 5906 M5X0.5 1929 1728 19
ER25 197 .6693 M6X0.5 .2362 1.772 .20
ER25 197 .7480 M6X0.5 .3346 1.870 .20
ER25 787 4331 M4X0.5 1516 2.278 21
ER25 787 5118 M4X0.5 1713 2.297 22
ER25 787 .5906 M5X0.5 1929 2.319 .24
ER25 787 6693 MBX0.5 2362 2.362 26
ER25 787 .7480 M6X0.5 .3346 2.461 .28
ER32 197 5118 M4X0.5 1713 1.943 .31
ER32 197 .5906 M5X0.5 1929 1.965 .32
ER32 197 .6693 M6X0.5 .2362 2.008 .33
ER32 197 7480 M6X0.5 .3346 2.106 .33
ER32 787 5118 M4X0.5 A713 2.533 34
ER32 787 .5906 M5X0.5 1929 2.555 .35
ER32 787 .6693 M6X0.5 .2362 2.598 37
ER32 787 .7480 M6X0.5 .3346 2.697 40
ER40 197 .6693 M6X0.5 .2362 2.244 .57
ER40 197 7480 M6X0.5 .3346 2.331 .60
ER40 787 6693 MBX0.5 2362 2.835 63
ER40 787 7480 MBX0.5 3346 2,933 65

Through-Tool Coolant

Directed to Cutter Edges

Member IMC Group



Spare Parts

Designation

SD-S-A-H05-ER16-SP11-C
SD-S-A-H20-ER16-SP11-C
SD-S-A-H05-ER20-SP11-C
SD-S-A-H05-ER20-SP13-C
SD-S-A-H05-ER20-SP15-C
SD-S-A-H20-ER20-SP11-C
SD-S-A-H20-ER20-SP13-C
SD-S-A-H20-ER20-SP15-C
SD-S-A-H05-ER25-SP11-C
SD-S-A-H05-ER25-SP13-C
SD-S-A-H05-ER25-SP15-C
SD-S-A-H05-ER25-SP17-C
SD-S-A-H05-ER25-SP19-C
SD-S-A-H20-ER25-SP11-C
SD-S-A-H20-ER25-SP13-C
SD-S-A-H20-ER25-SP15-C
SD-S-A-H20-ER25-SP17-C
SD-S-A-H20-ER25-SP19-C
SD-S-A-H05-ER32-SP13-C
SD-S-A-H05-ER32-SP15-C
SD-S-A-H05-ER32-SP17-C
SD-S-A-H05-ER32-SP19-C
SD-S-A-H20-ER32-SP13-C
SD-S-A-H20-ER32-SP15-C
SD-S-A-H20-ER32-SP17-C
SD-S-A-H20-ER32-SP19-C
SD-S-A-H05-ER40-SP17-C
SD-S-A-H05-ER40-SP19-C
SD-S-A-H20-ER40-SP17-C
SD-S-A-H20-ER40-SP19-C

@ Recommended tightening torque:88 Iof*in

SR M4X0.5-SP11 HG
SR M4X0.5-SP11 HG
SR M4X0.5-SP11 HG
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-5P16-IP20-HG
SR M4X0.5-SP11 HG
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-5P15-IP20-HG
SR M4X0.5-SP11 HG
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-5P156-IP20-HG
SR M6X0.5-SP17-IP20-HG
SR M6X0.5-5P17-IP20-HG®
SR M4X0.5-SP11 HG
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-SP15-1P20-HG
SR M6X0.5-SP17-IP20-HG
SR M6X0.5-5P17-IP20-HG®
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-5P15-IP20-HG
SR M6X0.5-SP17-IP20-HG
SR M6X0.5-5P17-IP20-HG®
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-SP15-IP20-HG
SR M6X0.5-SP17-IP20-HG
SR M6X0.5-SP17-IP20-HG®
SR M6X0.5-SP17-IP20-HG
SR M6X0.5-SP17-IP20-HG®
SR M6X0.5-SP17-IP20-HG
SR M6X0.5-5P17-IP20-HG®

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

BLD T15/87
BLD T15/S7
BLD T15/87
BLD IP15/57
BLD IP20/S7
BLD T15/87
BLD IP15/87
BLD IP20/S7
BLD T15/87
BLD IP15/57
BLD IP20/87
BLD IP20/S7
BLD IP20/57
BLD T15/87
BLD IP15/87
BLD IP20/S7
BLD IP20/S7
BLD IP20/S7
BLD IP15/57
BLD IP20/S7
BLD IP20/S7
BLD IP20/S7
BLD IP15/87
BLD IP20/S7
BLD IP20/S7
BLD IP20/S7
BLD IP20/S7
BLD IP20/S7
BLD IP20/87
BLD IP20/S7




NECLOGIOQ GRADES

MACHINING INTELLIGENTLY
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A very hard submicron grain size substrate with PVD
coating and a special SUMOTEC surface treatment.
Suitable for semi-finishing and finishing operations
under stable conditions on high temperature alloys
and Titanium alloys moderate to relatively high cutting
speeds. Features high wear resistance and plastic
deformation durability.

A hard submicron grain size substrate with PVD coating
and a special SUMOTEC surface treatment. Excellent
for machining high temperature alloys and Titanium
alloys, at moderate to relatively high cutting speeds.
Features high wear resistance and plastic deformation
durability.

A hard submicron grain size substrate with PVD coating
and a special SUMOTEC surface treatment. Suitable for
machining steels, alloy steels, austenitic stainless steel,
high temperature alloys and hard steels at moderate to
relatively high cutting speeds under stable conditions.
Features high wear resistance and plastic deformation
durability.

A very hard substrate with MTCVD coating with a
special SUMOTEC surface treatment. Suitable for
machining gray and nodular cast iron at high cutting
speeds under stable conditions.

A hard substrate with MTCVD coating with a special
SUMOTEC surface treatment. Recommended for
machining gray and nodular cast iron at moderate to
high cutting speeds, provides very good resistance to
chipping.
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A hard substrate with cobalt enriched outer layer and
MTCVD coating and a special SUMOTEC surface
treatment. Suitable for finishing and medium turning
of stainless steel at high cutting speeds. Features long
tool life and high wear resistance.

A very tough substrate with MTCVD coating with a
special SUMOTEC surface treatment. Recommended
for machining stainless steel at moderate cutting
speeds and medium to high feeds. Features very high
toughness with excellent results in heavy machining
operations, unstable conditions, and interrupted cut.

A hard substrate with a cobalt enriched layer, MTCVD
coating with a special SUMOTEC surface treatment.
Recommended for high speed machining of steels,
alloy steels and martensitic stainless steel with
moderate feeds under stable conditions. Features
excellent thermal stability, resistance to wear and plastic
deformation durability.

A tough substrate with a cobalt enriched layer and
MTCVD coating with a special SUMOTEC surface
treatment. Recommended for general use machining of
steels, alloy steels and martensitic stainless steel in a
wide range of conditions.

Features high toughness and good wear resistance.

A very tough substrate with cobalt enriched layer and
MTCVD coating and a special SUMOTEC surface
treatment. Suitable for machining steels and alloy steels
at low to medium cutting speeds and medium to high
feeds. Features very high toughness with excellent
results in heavy machining, unstable conditions, and
interrupted cuts.
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— | Ty
\ W ; A




_'—_-_

Pa

-

rtin Grades

r:SHLIIMO?EC
PmKNSH
/S /  /

SUMO TEC
D D

O

B mENSH

v v/  /

SUMO TEC
e D e

o0

BwmENSH

A hard submicron grain size substrate with PVD
coating and a special SUMOTEC surface treatment.
Suitable for machining steels, alloy steels, austenitic
stainless steel, high temperature alloys and hard steels
at moderate to relatively high cutting speeds under
stable conditions. Features high wear resistance and
plastic deformation durability.

A tough submicron grain size substrate with PVD
coating and a special SUMOTEC surface treatment.
Recommended for general use for a large variety of
applications and materials such as steels, alloy steels,
austenitic stainless steel and high temperature alloys
at moderate cutting speeds and feeds. Features high
wear resistance and chipping durability.

A tough substrate with PVD coating and a special
SUMOTEC surface treatment. Suitable for machining
steel and stainless steel at low to medium cutting
speeds and moderate to high feeds. The grade
features high toughness and recommended for
interrupted cuts and machining under unstable
conditions. May be used on high temperature alloys at
low cutting speeds.

A tough submicron grain size substrate with PVD
coating. Recommended for general use on a wide
range of applications and materials such as steels,
alloy steels, austenitic stainless steel and high
temperature alloys at moderate cutting speeds and
low to medium feeds. The grade features improved
toughness and wear resistance which extends tool life.

A tough substrate with PVD coating, suitable

for machining steel and stainless steel at low to
medium cutting speeds and moderate to high feeds.
Recommended for interrupted cuts and machining
under unstable conditions. The grade features
improved toughness and wear resistance which
extends tool life.
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A tough submicron grain size substrate with PVD
coating, recommended for general use in a large variety
of operations and materials such as steels, alloy steels,
austenitic stainless steel and high temperature alloys at
moderate cutting speeds. Features high wear resistance
and chipping durability.

A tough substrate with SUMOTEC CVD coating.
Recommended for high speed drilling of steel.
Provides excellent toal life.

PR g A submicron grain size substrate with SUMOTEC
S e reE rer MTCVD coating. Features excellent chipping and
P M KNS H wear resistance. Recommended for high speed
/ / drilling of cast iron and steel, to be used for the
peripheral insert on DR drills.
Milling Grades
— A tough PVD coated grade with SUMOTEC surface
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treatment. Used for milling a wide range of workpiece
materials, at low to medium cutting speeds and for
unstable machining conditions.

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

Member IMC Group
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A tough substrate with PVD coating and a special
SUMOTEC surface treatment. Suitable for machining
steel and stainless steel at low to medium cutting
speeds and moderate to high feeds. The grade
features high toughness and recommended for
interrupted cuts and machining under unstable
conditions. May be used on high temperature alloys at
low cutting speeds.

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

A PVD coated tough grade followed by a special
SUMOTEC surface treatment. Designed for milling
alloyed steel, especially when used for interrupted
cuts and heavy operations.

A grade with a tough substrate, a with PVD coating
and a special surface treatment. Designed for
machining austenitic stainless steel, Titanium and high
temperature alloys, particularly under hard cutting
conditions.
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A tough submicron grain size substrate with PVD
coating, recommended for general use in a large variety
of operations and materials such as steels, alloy steels,
austenitic stainless steel and high temperature alloys at
moderate cutting speeds.

Features high wear resistance and chipping durability.

A CVD multi-layer coating with SUMOTEC post coating
surface treatment. Recommended for milling grey cast iron
at high cutting speeds, and provides extended tool life.

A tough substrate with MTCVD coating. Recommended

for milling steel at high cutting speed and for parting
stainless steel.

A tough substrate, with a MTCVD coating and special
SUMOTEC post coating surface treatment. Designed for
machining austenitic stainless steel, Titanium and high
temperature alloys.

Member IMC Group
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Quality Standard

ISCAR has been certified by the prestigious Standards Institution,
as being in full compliance to ensure delivery of the finest quality
goods. Quality control facilities include the metallurgical laboratory,
raw metal testing, an online testing procedure and a machining
center for tool performance testing and final product inspection.
Only the finest products are packaged for entry into

ISCAR’s inventory.




U.S.A.

ISCAR METALS, INC.
US Headquarters

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

CANADA

ISCAR TOOLS INC.
Ontario

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

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

Quebec

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

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

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

and other applicable laws. No part of any Information may be used or otherwise disseminated for any
purpose whatsoever without the express prior written consent of Iscar Ltd.
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.

MEXICO

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

Tel: +52 (442) 214 5505
Fax: +52 (442) 214 5510
iscarmex@iscar.com.mx
Wwww.iscar.com.mx
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ISCAR's NEOLOGIQ Applications

System

Integration
@ \

e 8 A=S0S\VORLD

Things Industry 4.0

Simulation

3 LR n
= i ISCAR World

Big Data

ALLISCAR’s online apps, interfaces, and product catalogs in a single space

CSEBEW

NEOITA E-CAT ISCAR NPA INDUSTREALIZE FAQ 4.0 PRO E-Commerce
:
% > A
S "
Matrix Machining Productive Grade Insert Chip Media
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