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NEO ISCAR TOOL ADVISOR

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 ISO13399

LT

Member IMC Group

www.iscar.com

Available now on ISCAR.COM



NEO ITA System-
Workflow -

Select a Machine

| o—
Define and customize
machine specifications

Search material
randnm
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and the ISCAR World App
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LOGIQ-F-GRIP High Fasd Parting Toals . oo oo oo oottt ereoeeesereneeo
JET-CROWN Clamping Crown with F-lnmlnm cmm...__ i
LOGIG-F-GRIP -Axis Mulli-Task Haldars ... 1B
SWISS-GRIP Naw NATOW PAFING SYEIBIT oo oo oo eeeeeseoemes oo eeeeees oot sreseere s 1

. HOLE MAKING SYSTEMS

LOGH-3-CHAM Exchangeabls 3 Fiuts Drlling HBama ... e e o e
BOLID-DRILL Prhve | Sy Solld-Cartds Dt oo comnnneinnasrunna s ninasunni s i i

A
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LOGIQ-4-FEED High Fead Facs hils...

HELI-SLOT Fasitive Slatling Cutters. .. "

MEQ-FEED High Faed and Maoderate Fasd Face Mills...

MULTI-MASTER (21.25° Indexable Miling Haads
NEO-BARREL MULTI-MASTER Haadz and Salid Carbida Endmills with L.lnlqua Barral Sl'iaps

s kh i

. ADAPTATION SYSTEMS

MEO-COLLET Highly RIQic aritd ACOUREIS CE. ..o ooceoroooeeeeooooee oo oeee e soeeesseeemessoeses seeees e seees s oeenst s s eeeess s eeeeeenenen D




MACHINING INTELLIGENTLY

AMAZING PRODUCTIVITY
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PICCOINDEX

New ¢ ol [0 (ertifoc-Laals

New PICCOINDEX Solid Carbide
Tools with Indexable Inserts for
Machining Miniature Parts

and Increased Tool Life

-

PICCOINDEX Heads Can be
Mounted on PASSCUT Holders
and the NEOPASS Holder
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INDLNARLE INSERTSE
PICIN-SCLCR/L

Balid Carbide PICSO Tools
Carrying 80° Bhambic Insers

DO
[Designation [T« NN, LDRED H HFB WF DMIN HF CSPH MIID®
PICIN uu-‘rm-mm..-u Agr 1578 - A 083 L7E AT o 1 GOAT pEXIM-FIR
PICIN 06-T25-8CLCR/LA 26 165 = A3 A14 Leg 2 o 1 GOAT LEXIM-FIP

b A - With coclant susply
= hagtar ingart dentification

CEA-1E T-B5
fﬂncﬂ'l. G NIERIE EW'P&H ]
PICIN-MGSIA/L } H:__B .w f
Solid Carbide PICSO Tools i
Carrying Intemal Laydown -
Thraading Insas 1
¥
to Thesaratical Paint

| Designation [ [eel{[T ] LF LDRED H WF DMIN HF HFE capt Mo

MCIN 08-T25-MGSIL-08 2% 1575 = M3 A7 a7 o0 A1 1 DEIL A 55

PICIN 06-T25-MGSIR-06 e 1575 s 213 AT 287 000 A8 1 i & 55

1 0 - Without cealant supply, 1 - With coolant supply
1= hiastar ingart dentifcation

Menae 8L Srnup
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WE Ok = ——
PICIN-SWUBR/L R F—— ‘@ = 4‘
Salid Carbide PIGZO Tools 1 H';B M e e
W — | 7B
w‘p_% ik | i j< R
i LORED = e ]
ONRS LF LORED H HFB WF DMIN HF Capi MIDE
6 1575 a o3 EIE 12 256 o 1 WENT DED IO TR
256 1575 a M3 e A28 256 o 1 WET 080101L

BR 14552 TaS

FICED LIWEF FOLDEW _.-I LH LECKS o] ST

PICMU =

Holders with Improvad Cooling : oo e ;TN

Supply Suitable for Mournting LRI -

PICCOCUT, PICCOJET Insarts i —

and PICCOIMDEY, Toals %__mm i

H ]
[ oconms DCONNWSM  DCOWXWSE onlL LH LECMS H LSCIWS CND
T ED0 ] B0 2548 | 17e A5 430 Aar

E00 BT e 3348 | 1.7E A3 & 23
JBEs A58 B .54 | 1788 551 480 Aar
B2E BT =] 3546 e 1.8 551 1] 2
B3 ] ] 1548 | 1.8 551 A s ]
25 LETH ETE 35468 | 1.7 551 &190 A
TED AEg B 2548 | 1.7 L] 430 ar
TED BT JEd 5548 | 1.7 it 1| 23
.TED 36 ftirii] 5468 e 1.7 frji ! 0 23
TED 7B &7 5548 i -} 1.7 it 2190 i
1.000 6 JED 4548 | 1788 er g0 a7
1.000 BT JBd 1848 | 1788 ar ] s |
1.000 ] 238 1546 B 1.788 ar - | 6
1000 B TR 15848 ] 1788 TEr 190 315

» Holdars sra eullabls Tor lafl- ard fght-hand inears, and bovirg bars
1 pgirirniirn ciarretar
8 ppimiunn diametar

Spare Parts

7 »

Designation

2apak B M. SR
IBAE B Ml Bt PF
2IE5% 5 M. SR
pak 7 Mt SR
2apa R M. iR
FTEEH 5 MKl SR
LR B e, B P
2apgR R Mt SR
AESN 55 Ml B P
aTREE SR Mot SR

- ER W Si-PE
apak B Ml SR
2agae SR Ml B PR
B3 SR MGl Eed-PF

o ga gy with PRS0 CUT




MACHINING INTELLIGENTLY

AMAZING PRODUCTIVITY
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LOGIQ =GRIP

HIGH FEED GRIP HOLDER

High Feed | ¢ ({Ti(

Parting Tools with No Vibration!

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.

M“*«m

FPAHTING LINE

New Insert Designed Parting Larger Than Ever,
for High Feed Parting Up to 6.30" Diameter
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TGTEQ-JHP

Toaol Blocks for Squars TANG-
F-GRIP and DO-F-GRIP Parting
and Groaving Adapters for
High Pressure Coolant

O&H H B O DAL LB CUTDIA
187 50 o 1008 4513 1339 205
187 T80 g 1008 4513 133 205
187 1.000 1004 1260 ERE 153 205
187 1,000 1.4 1260 147 1339 205
52 50 g1 11008 ash12 2087 323
158 150 ] 1008 5512 2087 pide]
a5 1000 1024 1260 S804 2087 323
258 1.000 1.4 1260 S804 2087 523
2.5k 1.250 1280 1518 a425 21 323
152 1.850 1280 1518 5425 218 323
An 1.000 1,024 12460 620 2833 472
4rd 1.000 1.2 1260 ] 2H33 472
474 1250 1280 1518 A.404 2833 472
104 1.250 1:280 1518 ] 2H33 472
4.4 1.000 1024 12460 .50 3642 630
4.4 1.000 1.0 1260 500 AA42 650
44 1.850 1280 1518 50 A842 A50
4.2 1.250 1:280 1518 .50 3642 630
44 1.500 1.58 1758 150 542 650
4.4 1.500 1.54 1.758 500 A842 A0
Table determining depth of cut for grooving as function of workpiece diameter.
CUTDIA e S

208 212 218
421] 433 4.8
785 828 Bg

488|488 511 | 530

570
11.14|

6.06

.40

1188 1275

100 783 838 933]1051]1212
1374 1496 1641 18,18 2039 2330

1423 17.44

ziﬂl m] 232|un 251|263| 279205 318 2.48 477 421|480 us] 665 {

ﬁ.mi w,] 08| 1051 21.12]3:;55

1458 1401 1404 15.51;! ms! 1:-.33! 1042 1064|2063 22 67| 24,58 2845 dasd 2307 :am’gﬁ.m Eﬂﬂd!ﬁﬂ.ﬂi
£2 78| | | e | o | 58| 54| 50 46 42 3 85 8] ey s de) a8

CUTDIA
aae| as0| 2| g an anr aas) 37| ags|
614| 830| 5| 81 a7 ese 720] 7.40) 787
10.41] 10.98| 10.86{ 10.98 11,93 1179 12.12] r2.50) 13.47]
11&) 144[1.10]106 102 98 84| 90| &

330/ 434 3.98| 3.42
547 655 53| 571 540 B0
BEE| 485|001 | 8.2 B.64| 0.0
145 141 197 | 139 1.29] 18] 102

926 236 430

e _________CUDA __ : .

476 | 48D 444 iBﬂ-i 482 482 | 486 5000 508{ 507 511 515 5.1'9E 5.27 5,31! 538
673 | BBE |TA3 T Tad4) TAE( 70| 78| 7500 TET| F7G| A7 T00| 8.41] 823 A8 BS54
2R E0R2AR204 200|196 182 1.&351.&5 1.81] 1.77| 1.75] 1.48| 1.45] 1.61| 1.57| 1.55] 1.48

. Bloek: TSTEO...D..

. Blade: T/DGAD...

. Lecating Pin: Side thrust Pin 118"
. Serewr: 5B MAx10 IS0 14580

. Serew: SR MAxS-Saal- IHP

. Seal washer: CSW 1/8"

. D=ring: O-ring 102 NER

= & O & W M o=

i » 5 y =
p ] % G & V. ya
GAMDOSEALHP | SIDETHRUSTAN 118 JHPCOPPERSEAL 1/  SRISO MSE0MMXI0  SWSSD  BLDTIVME?  C-ANG IBEAER

Menae 8L Crnup
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D&2 e T
RIEH F A TR ¥ LR
TOAQ-JHP 'A Eﬂ'ﬂ
Farting and Grooving Squara
Adapters Tor TANG-GRIP
Tangantally Clampad Insers
with Internal Coclant Holas
OAL OAH WB HF CUTDIAR MIIDH! o 1]
1068 1.BF Es 113 i 32 1
1868 187 i im3 i -] ™33 1
1868 1.87 A% 113 bl -] TAG 4 1
2408 240 fi - pib ] bk} A3 2 1
2402 240 s b ] TES 1
2403 240 - : A% bk ] ik ] TAG 4 1
4563 156 A0 A i 3807 4.7 ek 1
4563 156 dE AT Rt LT 4.z A4 1
4563 456 JEE AT 5T ST 4.7z s 1
1av A A0 A58 8 %l EE0 T34 1
daar A JdE A A% LB (k1] TAE4 1
Anar A6 185 =y ST LEB k=] ™5 1
+ Eviitabie for &l TAMG-GRIP insars
1) Mo cuting widt
I R cutling width
B i diamstar for parting
M agtar insart identifcation
B - With eaolant supply
Flow Rate vs. Pressure
1000 Ps 1450 P&l 2000 PSI
Dasignation Flow Rate (GPM) Flow Rate [GPMW) Flow Rata (GPM]
TGAG D../-2_./-3.. ~JHP 11-14 150 1684
TGAQ D /-d_/-5.. -JHP 1614 1624 2424

Spare Parts

:,.i- el
& /

SR M-SRl HP

JHP COFPER SEAL 1787
JHP GOPPER SEAL 1
JHP GOPPER SEAL 18"
JHP COPPER 2EAL 1197
JHP GOPPER 3EAL 17
JHP GOPPER 2EAL 1087
JHP COPPER SEAL 18"
JHP GOPPER SEAL 177
JHP COPPER 2EAL 18"
JHP GOPPER 2EAL 198°
JHP GOPPER SEAL 118"
JHP GOPPER SEAL 198°

Ema
ET 3-4-8H"
ETE 3-4-5H*

ETG &
ETG 3-4-8H*
ET 3-4-8H*
ETG 3-4-8H
ETG 3-4-8H"

ETd 5-7*
ETi 3-4-8H*
ET@ 3-4-8H*

ETG 5-7*

) AV venan




S (W N/ SR\ W 41| i

!.-q-n.- :!!Ei hurr-g

TGAQ
Parting and Grooving Soquara
Adaptars for TANG-GRIP

Targantaly Clampad Inserts

OalL OAH CWHN CWXR WB CEPR
1,868 187 o e 65 13 206 &2 1]
1868 187 A0 ko] e irs 208 a3 1]
1088 180 4B AT A3 1ris 208 A4 ]
A0 240 L e ;] et 585 ™EE 1]
2402 240 A0 A% it ] b 55 &3 ]
DA 240 4B AT A pots 55 a4 1]
4.56% 458 A0 138 et ] 507 4.7 ™aE 1]
31563 156 B AT A3 a5 4.7 TAE 4 1]
4.568 456 JAEE 27 JET a0 4.2 W™EE 1]
apa7 a6 A A58 it ] LEp B0 ™ES 1]
daar a8 B AT k| Rt {h 1] THGE 4 1]
3837 3.0 EE 217 JET BB E.S0 TG & 1]

+ Euitabde for &l TAMG-GRIP insars
14 Ririrnum culing width

= haimium cutling widlh

B pidmun diamster for parting

M hagtar insart dentifcation

B 0 - Withaut coalant supply

Spare Parts

4 f

2 _
R 18014580 M0 EmG 2
B 180 14580 M0 ET 3-4-2H°
R 150 14580 MK ET3 3-4-3H°
BR 180 14580 M0 ETG 2
ER 180 14580 M ETE 3-4-2H°
SR 150 14580 MK ETE 3-4-3H*
BR 180 14580 M2 ET 3-4-8H*
B 180 14580 M ETGE 3-4-2H°
SR80 14580 MK ET3 &7
BR 180 14580 M0 ET 3-4-8H*
BR 180 14580 M0 ET3 3-4-8H°
SR 150 14580 MO0 ET3 &7

Menae 8L Crnup
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DGAQ-JHP

Parting and Grooving Squara
Adaptars for DO-GRIP Insars
with Internal Coclant Holas

sl MIDH o 1]
iy S e
1068 : ; LM 3 1
1868 187 157 A5t ] 1.3 208 DM 4 1
2402 254 116 A5 fit P 588 [CoaM 3 1
2402 254 57 A57 A 2085 L] LN 4 1
2402 254 BT BT 5T b ] DM & 1
4563 456 157 A57 i 5807 472 LN 4 1
4,563 456 BT BT 57 307 4.7 [CoaM & 1
* Whan using 078 and 118" double-gided ngerts, the depth of cut is linad up Io 75", For larger depth, uss a DGEMNM tpe single-andcad insar.
b Minirniim eutting width
B hancimiurn cuitling widlh
B Mo diamestar for parting
B hastar ingart identification
B - with coclant supply
Flow Rate vs. Pressure
1000 P& 1450 P&l 2000 PSI
Dosigratin [ P il G4 P e
1.1-14 1524 1624

Spare Parts

[ o= ;
e o A
e & &

EITT N T sRMOSSEALHP WP COPPER S2AL 18 EDG S

J_Lzﬂ_é'iﬁg_éf_é LK

AL
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DGAQ
Parting and Grooving Soquara OAH
Adaptars for DO-GRIP Inzors l

OalL OAH CWHN WB CEPR
1,868 187 s Les Les 13 206 DM 2 1]
1868 187 1B ] e irs 208 DN 3 1]
1088 180 A57 A57 AH 1ris 208 Dok 4 1]
A0 254 AB A% it et 585 DN 3 1]
2402 254 AT A57 ] b 55 OGN 4 ]
DA 254 BT B A5 pots 55 DGl & 1]
4.56% 458 AET A7 ] 507 4.7 DN 4 1]
31.563 156 BT B A57 a5 4.7z DN & 1]

* Whan using 078 and .118" double-sided ingerts, the depth of cut is linled up 1o 75" For larger depth, usa & DGMNM type single-andad insart
b MR Gtting width

B pnimun cutling wicth

B Masdmum diamester lor parting

i Master insart dantifcation

B 0 - Withaout coalant supply

Spare Parts

Menae 8L Crnup
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LOGIQ JET COOLANT

RINNOI

Quick Clamping Crown

A Unique Method for Clamping
a Square-Shaped Blade with
Direct Pinpointed Coolant.

Improves Insert Life.

lietiGoolant

No Setup Time - Fast Blade Indexing.

Top and Bottom Highly Efficient
Pinpointed Coolant
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oy QAL _-CATDA T |
i R A | - st |
) f o i i |
% =
o+ B B I| L] 5 I L
- o i +?H£'1.5. -
OhH H B e OAL LB CUTDIA
152 a0 M 1007 EE1] 21 M
a58 | ™M 1007 £E11 21EH 42
258 1.000 103 1258 B 2158 i
158 1.000 g 12250 506 21EH am
Table determing depth of cut as function of workpiece diameter.
atio CLUTDIA
RL-Da2-ECD 10438 B 0T T8 BB BSDOD ST00 5512 BB ABM ATA0 48D 4831 443 4004 076 GREE
03 OTB 18 ASF BT SR oM A5 884 S 433 472 I3 S50 S91 AW BED
CLTDIA -
A7 SAE1 3581 543 S4AF 3405 a8 A0 SME 3507 4507 AR S5ER 3083 4240 L0gR
45 OTET BT BB B0 45 8B 104 1065 1AM 10442 1081 1E0 1290 13m0 188
[Designation | GUTDIA
RL-DE2-ECD 405 A59R A5 4000 1084 L9AY 34
COX 1878 147 1457 1408 1535 15T 1AM
CUTDIA
Spare Parts - ,]!'- ¥
S— & / v
(TGTBG-ECD-JAP L 1S A
i [3 AT ";'I‘!_'-Jl ﬂ"
WN 9] . |
LD T CCOLART
TGAG-ECD
Parting and Groaving Scusne
Adapters Compatibla with WE
TANG-GRIP Inserts {Single-Endad) _'{__. '
[Designation [ cwx® WB H CUTDIA MID HF
TGAG DB2-2-4Z-ECD iyl Deg 85 2083 32 TAE N2 amra
TGAG De2-3-4Z-ECD A0 RE"S 08 a8y 323 TAG MY a2
TGAQ DB2-4-4Z-ECD 4B A AL 2283 i TAG N 2372

+ Eviitabis for &l TANG-GRIP insars
1 pdinirnum cutting wictth  # hasimum cotting wicth ) Magtar insart identficaticn

Spare Parls

oy .7
TGAGQ Da2-2-4Z-ECD GO Dg2-2E00T" ¥ Ema
TGAQ Da2-3-4Z-ECD 0 D#2-9-ECDTae ETE 5-4-5H°
TGAQ DB2-4-4Z-ECD {0 DE2-4-ELDTE" B ET( 5-4-5H

Optional, shalid b erdered sepasslely

Menae 8L Crnup
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LOGIQ=GRIP

HIGH FEED Y-AXIS

Mult-Task | 010G

New Intermediate Size Holder

for Y-Axis Parting on Multi-Tasking
Machines Enables Parting at

High Feed Rates. Vibration Free!

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

16
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TGTEY-JHP

Yehxis Intarmadiate Prizmatic
Holders for Sguare JHP
Adaptarz an Multi-Task Machinas
for Parting and Grooving

LT Y Af

A

QAL

O#H HF O LF LB CUTDIA QAL OaL 28 HTPRM
258 258 (BED 5006 Lt ixn B0 BAST 1280
258 250 =] 5806 Tadl ¥ ] B0 BAST 1880
258 a5M =] 5,806 L4l ix B.oéd BAST 1460
2150 2.5 B30 5506 a1 ik B.0éd BAST 1860
* Can be ussd also for X-axis fmulli-lask machinge; - lacation pin ehould be smoved
1 Crvarall langth with TEAD adapler
¥ Crvarall lemgth with DEAD adaptar
Y-Axis Tool Setup on Multi-Task Machines
Parting and Setup in Y-Axis Direction Parting and Setup in X-Axis Direction - Optional
e i
Cutting edge iz locatad: Cutting edge k= located 1.08" | 1
1. 1.21" fram machine canter TEaTEY from maching center Ing (%) \ TGTBY

line {f) In Y-Axis

2. .118" fram for TGAQ adagtar and
252" for DGAG adapter \
[mas akatchas baloe |

*1.91" REF

Sutup butéing adge levsl on cenber fne

*{.08" REF,

Corresct i Carmact
Paosition X Paaition
) i
1,
b’ ~
Srhup putiing edge kel an cerer fne

* For Yotads cut off, compensata 1.21° In Y Axds direction
and compansate 118 for TGAD adaptars or
252% for DGAD adapters in X-Asds dirsction.

Set tha cutting edge on the centar lina:

Option 1 - Gauge tha cutting edge - this Iz preferable dus to
bettar accuracy

Option 2 - Gaugs tha blade and compansate 118 /7 .282°

* Far ¥-fds cut off, compansate 1.08" in Yoaxis diraction.
Locatken pin should ba removed.

Spare Parts

o . = ) " »
PN - d o © J s & ( &
B TN sRis0 s My SRMMEDGEN WP ORIESNER  HPCOPPERSEAL 1 BLOTNMY  SWS80 POOIETLS HWED  0ETHRUST AN 18

B0 e N\

Menae L Crnnp
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SWISSGRIP

NARROW WIDTHS

NatowjRarting
for Gost Sawingsl

Innovative Tool Holder with a

2 Pocket Blade Enables Parting

and Grooving. Narrow Widths of
.024-.047". Fits Swiss-Type Machines.
Easy and Fast Blade Indexing with

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 {

18
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NAaXADN WIPTHE

THQOR/L

Parting and Grooing Holdar Tor
SELF-GRIP Minl Bladas [SGAD),
Suitable for Swiss-Tvpe Machines

THOL/R 9.5-D16 + SGAQ 0.8
THOL/R 9.5-D16 + SGAQ 0.8
THOL/R 12.7-D18+8GAG 0.8
THOL/R 12.7-D16+5GA0 0.8

THOL/R 16-D16 + SGAQ 0.8
THOL/R 16-D16 + SGAQ 0.8

THOL/R 9.5-D16 + S8GAD 1.0
THOL/R 2.5-D186 + S8GAQ 1.2
THOL/R 127-D16+8GAG 1.0
THOL/R 12.7-D16+8GAD 12
THOL/R 16-D16 + SGAQ 1.0
THOL/R 16-D16 + S8GAG 1.2

Spare Pari=

NATHNDOW WIPTHE

SGAQ

SELF-GRIP Mini Bladas for
Parting and Groowing, Suitable
for Swiss-Typa Machines

10 hagtar insart identilcation

* Dptioral, shoud be ordered saparately

((( F \WNZAZ77 -\ e NS N\l

5 | L =
1 DU |
L =L B - HEL—=| ", CUTD
) T 1 I i =
B
THORAL 127, 18 2 THORML 8.5
H QAL HF OaH HBL HBH CUTDIA HBEW B
AT par BT B& k] 1] =] AT 374
B0 apar L] E& - 5] - am
E80 apar B Bl - B A3
oW CUTDIA i
24 i |
| e B
024 and A80
031 A AH]
24 e HIT
o s HIT
CW CUTDIA i
038 B2 a1
047 EER |
it B AST
047 B AH]
038 o] Hid
047 B A7
ESG-SWSE 0.8-12
(T : o B £
':‘I‘” |r‘h‘£:3q} o ima 'J'l ]
I A
— O] ——=
WE
M OAL CUTDIA Wa (m} il /
AL BER 38 020 24 GFT DEJH01 ESG-2LM"
AL .BEA 1] 025 o QFT DE40 ESG-aLM"
AL BER B3 03 % GFT £.00404 ESG-2LW*
A5 (A58 B3 038 047 QFT 1.EHL14 ESG-3LM"
Menae 8L Crnup
.--'.- 19
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SLIWGRIP : .
HNARAD S (WETKTS n e
GFT-J '!:[r "y
Thin Parting, Groowng o | —
and Sitiing Singla-Endad o &y
Inseets for Soft Matarakz §
m
' e
Dimensions Tough +—= Hard | Recommendad Machining Data
ﬁ § { groove
oW RE [ - (IFF)
L 013 - - D00 0 0020
i 0r3 . L] [0 2 (0Ey
it i) - . D0 2- 0085
Ly 0355 L] 1] D0 2 0088

Easy and Fast Blade Indexing
from Either Side of the Tool

20
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MACHINING INTELLIGENTLY

AMAZING PRODUCTIVITY




01D Productivity T

3 Effective Cutting Ed
Self-Centering Drill and Flat
Heads for Fast and Accurate
Drilling. Excellent Hole

Surface and Chip Evacuation.
Dia. Range of .472-1.020"

For Better Roundness
and Concentricity

300%
Faster

Self-Centering for
High Surface Quality

Flat Heads for

Flat Bottom Holes
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TWALE FLUTE a CHAMDR/LL

D3N A-BD

Exchangaable Head & Flute Drills |
with Coalant Holess and One

Fat Shank. Drilling Depth BxD

DCNM  DCX®  DCOWMS — DF L LFR L OAL S8CH [
ATE Az 25 BT LB 471 ADT00 BLES0 12 K DM 12-13.00
Al A A5 BT 40450 485 AbTD0 ST 12 K DM 121308
ek ] A28 TET 4210 5181 1500 060 13 K [N 12-13.00
5 ST 25 8T 4 5FE 5344 1500 TE8T 1a K DM 12-13.08
5 g 5 T 45500 5554 A5300 TAdd 14 K DM 14-15.08
5 T fi] T 4EEO0 5741 42300 .65 14 K DaM 14-15.89
S i- 75 B J4BEED 5851 3700 .50 15 K DM 14-15.08
2D S 750 e £17E0 358 500 BET 18 K DM 16-17.80
e s 5 B 54510 CR| 4600 B 17 K DM 1617 80
o8 T4 1,000 1,280 £ E2R 7140 5400 BE5 1a K DaM 16-18.89
T T 1.000 1880 B1450 T 5% ABIDD T4 19 K DM 16-18.08
AT ] 1000 1,280 £L4680 T ATO00 10428 # K DM 2021 88
BET i) 1.000 1.280 B.7E80 A319 ATB00 10554 1| K DM 0-21 08
BEE o 1.000 1,260 T4 a725 SO0 10860 o) K DM 22-23.09
D3N 0908-724-125A-8D 6 a4 12850 1684 74410 4114 AB400 11418 | K DM 22-29.00
D3N 0045-756-128A-8D g =0 1251 1,654 T FEED 0509 BOE00 11872 o4 K Cr3M 24-25 89
B 100 1250 1654 0740 aa10 20200 122712 25 K DM 24-25.00

1 Cutling cameatar minimum
9 Cuibting elarratar masdenm
M Soal s coda

Plember IMC Grougs




THWALE FLUTE a:?‘*"ﬁﬁ‘!it

D3N R-8D

Exchangaable Head & Flute Drills
with Cealart Holes and Found
Shank. Dellling Depth BxD

(P
DCNM  DCX®  DCONMS — DF L LPR PL AL SS0H [
ATE Az 25 BT Ereee]] 471 IO ELBED 12 K D3N 12-13.00
Al A 25 Ta7 40450 435 700 ST i2 K DA 12-13.00
e = A5 ooy 4210 A 181 A1500 060 13 K DM 12-13.00
el ST 25 BT 4 5FE0 5554 1500 1257 13 K DM 12-13.88
5 5T A5 T 4.5500 5554 A0 7444 14 K M 14-15.88
5N =T A5 BT 4. EEO0 A741 42300 T 14 B 1AM 14-15.08
S i 75 B dEEED A451 3700 .0 15 K 1AM 141508
2D S 75 B 1780 f.344 3500 BET 18 K DM 161700
B s 5 B .40 A7t A3000 BTD 17 B DM 161788
e T4 1,000 1,880 x| T1a0 5400 BA55 1a K DM 161808
e T 1,000 1260 £1450 T5% ABIDD BT 19 K DM 15-18.00
T s 100 1280 ] Ta AT000 10428 # B DM 2021 8
BT v 1.000 1260 ETEED #3519 ATB00 1053 # K 1AM 2021 9
BEE e 1,000 1.280 74150 4725 BEDD 10,850 ] o DM 22-23.00
D3N 0905-724-125R-8D B8 a4 125 1684 74440 4114 40300 11478 = K M 22-23.00
D3N 0945-758-125R-8D BdE =0 1251 1,654 T VEED e B0500 11872 24 K D3 24-25.80
B 1080 1240 1654 0740 2910 20200 12272 25 i 1AM 425,00

1 Cytling eamatar minimum
8 Cubling elaratar masdinam
B Seal sl coda

- o N

LAy esr:

e el s s

Self-Centering for
High Surface Quality




TWALE FLUTE ﬁ CHAMDR/LL

F3P

Exchangaable Flat Head 3 Auta
Dl for Carbon and Alley Steel
(120 P and Cast ko (180 K)

Dimansions
oc LPRM PL BCH KCH 5868 g
i Rt o e 1500 12 L]
(=] Rt aan g 1500 12 L]
B2 292 il fnyl] 1500 13 L]
o | 292 il iG] 1500 13 L]
i | 230 D53 Enl] 1500 it L]
ER ] 453 ijL 1500 1 ]
B 249 gz il 1500 i5 .
i 1] 248 D80 g 1500 15 L]
2D frrd L2 il 15.00 1B -
EED o7 0472 iyl 1500 1B L]
BB 23 0518 g 1500 ir L]
el e D518 g 1500 ir -
iy a0 508 iyl 1500 18 L]
2R a0 0508 e 1500 1B L]
g ik D625 L] 1500 i .
TER 517 0825 g 1500 1B L]
TET A4 Dedd iyl 1500 imn L]
BOT a4 D48 g 1500 Fii] L]
AT <] 0674 e 1500 H L]
BB ] D673 e 1500 H L]
BEE S50 fi fnpli] 1500 b L]
EEE 30 D606 g 1500 b L]
E0E -] 0725 ] 1500 ] L]
BES ] 0725 g 1500 pr ] L]
BdE 3 0751 Aid 1500 i L]
BES | 075 iG] 1500 i L]
BEd A e iyl 15,00 il -
1,004 A JEN o[ 1500 25 -

1 LPA lnlarancs + 002"
o Soal s coda

Flat Heads for
Flat Bottom Holes

Plember IMC Grougs




SOLIDUrie i

SOLID CARBIDE

Extra leng || G [ CTLTa

Extra Long 30, 40, 50xD
Solid Drills Designed to
Function Under Tough Deep
Drilling Conditions.

Polished Flute Specially
Treated Surface for
Good Chip Evacuation

Spiral Channels with
Internal Coolant for
Efficient Lubrication




SOLIDGiii |1_

SCD-5XC30 DAL [
Solid Carbide Driks with 10 ~Ls= Tt
Irtarnal Coalant Channals. -, e e ; 5
Drilling Dapth 20x0 L R o e e e e S S
< - ooonas el

Dimansions

(i[H DCOMNMS OAL Lu LCF LS PL ULoRM

R 2% 5H06 Aa190 a13 158 a0 mh | e
Al 23 7083 £.0000 542 177 Q2300 00 -
A5E 2% 7083 £.000 542 1T 00 o | e
AT 2% 8485 £ 1810 50 17T (2800 00 .
88 2% BA65 GREAN] 50 1T 03100 awp | e
o0 2% 4,055 6770 708 1T 3400 0 .
o 2% B85 (o] 708 1 03400 myp | o
i 2% 8,055 BT 708 177 3600 00 .
a5 2 085 BT T im 00 sn | e
250 a5 11024 £1500 BA7 “5h 04100 0 .
6 a5 11.024 £ T4 406 b 04400 oo | e
el als 11.024 7400 408 177 04600 00 -
07 a5 12402 104180 10.43 1T 04800 wo | e
5138 A5 12402 104180 10.44 177 05200 a0 .
S a3 13.780 1120 1141 107 05400 ap | e
A4 e 14,861 12670 1248 i 05700 el .
258 a3 14,861 126770 1240 177 05300 sn | e
TS a3 14,861 126770 1288 177 08200 .0 .
a8 Y 14,861 12670 1288 1T 06400 n | e

() TowteCutter

Spiral Channels with
Internal Coolant for
Efficient Lubrication

Menae 8L Crnup




SCD-SXC40
Solid Carbide Drils with
Intermal Coalant Channals.,

Drilling Deapth 40x0D

SCDO29T-1347-03158XC40
SCD0313-1347-03158XC40
1) Jeabia length dismeter ratio

SCD-5XC50

Salid Carbids Driks with
Intarmal Coolant Channals.
Dirlling Dapth 50=0

b Leabia I-eng'm disrneter ratio

w N A .
LAy

M {E
LOF = L8+
a4 £t ¥
1 95' fmﬁﬂ&ﬂm*&mtsm.ﬁmﬁ_w— ®-_
i,
A DCONMS Ha-_T
Dimansions
De OAL Lu LCF L& PL LILDR E
g | ¥ 1480 519m 551 1 A0 400 L]
A ] B.055 ETEn 108 1 2300 400 L]
ABE ¥ B.055 B0 108 1T 2800 400 -
AT 23 10630 E54E0 188 1T J2800 400 L]
A88 23 10630 et (o 1] .86 i 03100 400 L]
] 29 1417 FRETT] 445 L 0300 400 -
g A v =R L] 445 15 034800 ALD L]
B 23 N7 =R F ] 445 15T 103600 400 L]
T o 17 L4340 945 i 0900 400 -
250 15 13386 11400 1142 i 04100 400 L]
i 2315 14.567 122830 1280 L 04400 400 L]
i A5 14.567 122530 1280 1 4600 400 L]
i 315 15.748 154650 13.78 1T 04000 400 -
7 ] 15.798 154650 13.78 15 05200 400 L]
o o
. LLL? r ke - Do HT
il
188 mmmw—.i ®_
oy
e n:nwsm'|
Dimansions
DCOMMES OAL Lu LCF L& PL UILDR
¥ 12588 105120 10.83 158 S2800 i) -
2% 12.588 105120 1083 158 isjlii] 00 L]
¥ 14478 118900 124 15 03400 LD L]
23 14173 118900 121 1 03400 i) L]
2% 14473 118900 121 1 5600 il L]
2% 14478 118900 121 157 3000 k] L]
Bk 15157 150740 1338 156 100 500 .



A Sl L SR S B SV 1AL WSt b ARG Ve

INECLOGAHN

MACHINING INTELLIGENTLY

AMAZING PRODUCTIVITY

LOGIQ4FEED  HELISLOT

HIGH FEED MILLING




@ 7f£ﬂ_2/7_éiﬂ/_gf‘y o 12y

3 -k aSTiguidering

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.




LE AT T

S890 FSZ-R08

Face Mils Carrying Square
Double-Sidad Inserls

with 8 Cuttirg Edgeas

%%

r

T e
$890 FSZ D1.5-05-0.75-R08 EET 2000 1500 5 1440 5D A SEE0 220 (0L, I
£890 FSZ DA1.5-08-0.T5-R08 1500 2000 1.500 [ 1.y 5D A S0 S (e ]
£890 FSZ D2.0-08-0.T75-R08 2,000 2000 1.500 L 1.450 5D A SE00 AT CE3 o
5880 FSZ D2.0-08-0.T75-R08 2,000 2000 1.500 8 1450 ] A S0 AN O ]
£890 F5ZF D2.5-07-1.00-R06 2E0D 3000 1.750 7 225} 1000 A S0 S (e 1.7
8800 FSZ D2.5-10-1.00-R08 2500 2000 1.750 10 2450 1.000 A S0 SN (0 215
£890 FSZ D3.0-08-1.00-R08 2500 2000 1.750 (] 250 1000 B 500 27V D504 174
£890 F5Z D3.0-12-1.00-R08 3000 2000 1.750 12 2,250 1000 =3 S0 ST 175
£890 FSZ D4.0-10-1.50-R08 000 2000 2000 10 1390 1.500 B S0 S 544

41000 2000 2,000 14 1230 1.500 = S0 27N O 546
5000 2000 2000 12 2800 1.500 B S0 SN (0. 45
5000 2000 2,000 18 1800 1.500 = SEEO SN D0 e

1 Miimber of Meare

= Mastar ingar denkifcation

Spare Pariz

»
Vo  d /

SR MENSLT4 P P SR UMF 281 B84
SR M0 54T 4 PG P51 5R UM 2481 B1aa
SR ME5LT4 P P15 5 UNF 281 B8 A
SR MEND.5LT.4 PG Fai51 SR UMF 281 B8
SR M 51T 4 PA P51 SR LMF 1/ B33
SR M 5LT 4 Pa P51 55 LINF 19 B183
R MENS5LT 4 FD P51

SR M 5LT.4 Pa P51

SR MENSLTA P P15

SR M0 5LT 4 Pa P51

EAMENSLTA P /51

BR M0 54T 4 Pa P51

PRPTLIAME - @7
5890 SZMU-0804PM (} L
Squara Doublo-Sided Inserts

with 8 Cutting Edgas

Difansions Racommendad Machining Data
= f2
IS 5 L BS RE ﬁ ! __j]_r]!:l_i_.lfg_
iy A57 6 0T ity ' D047 (068
frs A5F T i ity D01 - (068

) - AL
i ToolLwiter

Menae 8L Crnup
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LOGIQ4FEED

High Feed |\ [ [T1(

Unique Twisted High Positive

& Cutting Edged Insert. A Range of
Tools from .5 Endmills up to

5” Facemills. This New Line of Tools
Enables Machining at Very High Feeds

for High Productivity.

FFX4 XNMU 08

Dia. Tool Range: 2-5"
for Facemills

FFX4 XNMU 04

* Dia. Tool Range: .5-1.25"
for Endmills




NI PRI LT mD:"EHEI'E“;
E I LI A |
FFX4 FD ok =% W
Face Mils Carrying "Bona EE T | o
Shape" Insarts with 4 Cutting oL _ ‘h ” oy
Edges for Fast Fead Milin ] o i B
4 o _@@1 g =] 2
DOC e AP %
m DCXM DG CICTE APMX AE® (OAL DHUE DCOMMS  Arbor  RMPX°H  MDNE MDXE Rgl MIDE E
i i LTE0 307 TR0 1850 TED A 32 A366 3861 157 FRM4 MNMLUDBDEEOT B4
5 LTED B30T 1TE0 2ase 1.000 A 22 4306 4881 15T P4 WNMU CEOEEOT  1.26
E LTE0 807 2000 2ESR 1.000 A 17 S30E 5881 5T P4 MNMU CBOEEOT 184
B LTED 307 2000 SEE 1.500 B 11 T30E  TBE1 157 PN WNMU CBOEEOT 308
1 DFED ST EO00 ETED 1.500 B ] G306 BBE1 6T PP MNMU CEOESOT 3
+ To generals a siraighl eirface without cuspe, tha width of cull mdst ol excesd DG
1 Cutling clamatar masirmdm
B Number of ingarle
B pairiunn plurging widih
H Rarrping angie maximum
B pachingie diameter ik Tor ntarpalation
8 Machinable diameter rmaxdimun for inlerpokation
M Aadius for prograrmiming
P fagtar insart dentifcation
Spare Pari=
= ¥
. / g Z A
ERMS-14 P20 SRIUNF 2881 Bl83 ST BELD P27
ERMS-14 P20 BRLRF /R0 B18a BT BLD P20
ERMS-14 P20 SR LUNF 18514 B1ES BRET BLD P27
SR M5-14 P20 ST BLD P28
ERMS-14 P20 BNET BLD IP20S7

“i’fu‘ﬂmﬂlg ‘

FFX4 XMMU
"Bone Shape” Inserts
with 4 Cutting Edgas
for Fast Fead Miling

Dimansions

G20 6 am BT fd | :
# For side plunging., tha inilial cutling feed s 004 Imh"t + T far BteEI Tamilic and n‘ﬂ:tensmn slainlees sladl, l::?uit h‘ﬂn and hardensd shasl

: - iz y ¥ A "L
i 7 /:;’ ] !?Jiéﬁ'-” LA

Menae 8L Crnup




HELISLOT

Efficlent . o [\ 1010

Unique Twisted High Positive
Double-Sided Insert with & Right -
and & Left Hand Cutting Edges.
Slotting Width Range of .35-1.00"

XNMU 13

Slot Width Range:
.56-1.00"
XNMU 09 Dia. Tool Range: 1.46-8
Slot Width Range:
.39-55"
Dia. Tool Range: 1.25-6"
4 | ¥4




HELISLOT
FDMN-XND9

Full Slot Flarge Type Slotting
Cutters Carrying XMMU 0504
Sauara [nserts with 4 Right- and

4 Left-Hand Cutting Edgas

DN D8.0-0.50=-12=-1N0
"

oo CwW cicTm ZEFP COx DHUE DGONMS L AL Arbar
3000 ] & a AtS 1850 T5 10800 1.575 A
3000 (500 & 4 ArS 1850 250 1 0600 1515 A
4,000 ] 12 12 1060 2250 1.000 11800 1.750 B
4000 500 12 f 1.060 225] 1.000 1.1800 1.750 B
5000 A0 it 14 1475 2560 1250 1.5000 2000 B
5000 500 1 T 1375 2560 1.:250 1.5000 2000 B
B000 -] 16 16 1650 3150 1.500 1.8000 2500 B
BA00 500 16 8 1650 3150 1500 18000 2.500 B

11 Number of ingarle

Spare Pari=

Dasignation

ER 10508500 T4

Menae 8L Crnup




SDM-XN09

Full Slot Disk Type Slotting
Cutters Carryng XNML 0204
Sauara Inserts with 4 Right- and
4 Laft-Hand Cutling Edgas

oG oW cleTh IEFP CoY DHUE DCONMS il
2000 30 | & frii i} 1.500 10m g i]
4,000 0 12 12 1,000 1.780 100 gl i]
5,000 = 11] 14 T 1400 2000 1250 BéE
G000 g 1] 18 g 1.750 1350 1500 EET
U yumber of ingarls
Spare Pari=
SR 05085010 Tt
ETS-XN09 g | 18
T-5LOT Endmils Sarrying =
XNML 0804 Scyuars Inserts Q | % -
with 4 Bight- and 4 Laft- e | e e
Hand Cutting Edgas
clcT ZIEFP DN SWM oW L OAL DCOMME ~ Shank
4 2 580 JHA 2] 1.2500 3250 25 W
F 2 B30 88 ] 1.5000 3750 =] W

1 Numbier of ingarle

Spare Parts

Designation

57 10505500

T-&51

() TowleCutter




MEILFSLOT

XNMU 0304PN
Sapiara Inserts with 4 Bight- and
4 Lafti-Hand Cutting Edgas

o O

Recommanded
Dimansions Tough =— Hard Machining Data
: ;
Designatio AFMX L 8 RE E E (inchft
| XHMU 090408-PHTH | S A58 = 015 . . . ORDe D05R

I'\l' =mber T Growp




) TowleCutt

A4
NEOFEED

HIGH FEED LINE

figh Feed &
Moderate ' [l[1

Unique Insert with

8 Cutting Edges Performs at
Fast Feed and Moderate Rates
for Different Milling Applications.

FFQ8 SZMU 12
Dia. Range for Facemill 2-4"

Dovetail Clamping
Protects the Insert
from Disengaging




DOONME DHUE -
AGH FEED LiNE e 1 i | "_|
FFQ8-12 . t:ﬁ: . 7 | % 5
Fast Fead Face Mils Carmying < i = = |
Double-Sided Inserts oL [N ] e @a {-i
with 8 Cutting Edgas | f . z a2 !
e L8 e

DCKM  APMX  CICT®  OAL  DHUB DCONMS Abor RMPICE MONH  MDYE MIIDR E
2000 060 b 150 1850 T80 A 4 SEF 3880 FRLS EdMU 10 141
2500 0600 ] 1756 2350 1.000 A i 485 4050 FROS SAMU 12050 00
A000 0600 7 1750 2050 1.000 A 2 523 5850 PRI SZMUaEX0 384
4.000 0600 3 2000 823D 1.500 B 1 TZE  TH0  FROE SAMLU 1aEm 00

* Radius for programming 142"
1 Cutting efasrabar masinim
= Number of ingarls

B M ramping angle
¥ For intarpelation

5 For intarpalation

¥ pagtar insart identication

Spare Parts

& > 4 Vi V4

R MO TL1S PG BLDIP15/47 SNGTEH SR LNF 3581 B1ad
ER MO0 TL1SFE BLD 1557 SNE-T-E2H SR LUNF 120001 B18.3
SRMMITL1SFS EDIPM5aT SE-T-3H SR UNF 12081 B18.3
ERMONTLS G BLD P1EAT 2NG-T-2H

FF MF
Fast Feed Moderate Feed

One Insert for both
Fast Feed and Moderate Feed Milling

Menae 8L Crnup




MIGH FEED L/)WE

MFQ&-12

Fast Fead Face Mills Carrying
Doubla-Sidad Insers

with 8 Cutting Edgas

L
]

MIIDE =

pexn APMX cicTa 0aL DHUB  DCONMS Arbar

2000 & ] 1.500 1830 Tab A FrQ8 7ML 120820 1.48
2800 1180 B 1.750 2250 1.000 A FrCe S7ML 120580 R
S000 BEE i 1.750 2250 1.000 A P8 S 120850 13
4.000 1151 i 2000 3230 1.500 B P8 57 120850 i

» Radiues for programming 187
1 Cabting efasretar masinam

= Number of ingarle

B Maslar insart idenlifcation

Spare Paris

SRR TSRS
R ML SIS

BRI TSR E
SR MR T-L115 P15

BLD P57
BLD P37
BLD MSET
BLD IP15M7

SWe-T-2H
SNeT-EH
SWe-T-2H
SWe-T-2H

/

Sh LKF 381 B1EE
SR LINF 15000 BIES
SR LINF 150000 BIES




MIEH FEED LIWE

FFQOB SZMU

Squara Double-Sided
Inserts with B Culting Edges
for Fast Fead Milling

.

Yy

@ §
@@
IR AL 4

Dimansions Tough +— Hard

L 8 RE 1l % g

FFQ8 SZMU 120820HP ArE 230 i1y B .
FFGA SZMU 1205201 ATE 23 ATRT =] -
+ HP- for austenilic stailees stesl and high temperature sllys = T- for steal, ferill and martenslic slaniess steal, cast iron and hacearad sleal

= & G308
G310

Menae 8L Crnup




MULTI-maSTER

INDEXABLE HEADS

§1.25" Cost Effective
lnuexanieliingHedus

40,000 Indexable Solid Carbide Endmill Options

New 1.25" MULTI-MASTER Head
for Roughing, Semi-Finishing & Finishing
with Ramp Down Capabilities for

Cost Savings and High Productivity.




f =i ]
INNEFABLE FELIF CATAINE LINE

pe] Zr.i%" =
MM ECK-CF AT, ri@ il kT
S-Fluta Haacls with 35°/28° Halix mt
Featuring Diffarent Gomer Radil -|l 2 L}
e
[ r———
Dimansions Recommendad Machining Data

fz
be RE  NOFM  APMX THSZMS DCONMS LF  RMPXR E (inch/t
1250 0610 5 1.5000 ™ 1481 2185 15 - DOG0- (07D
1.250 A2m 5 1.5000 T 1.181 2165 143 L] [LOE0- (070
1.280 1] 5 1.5000 T 1.181 296 X - LOE0- B0T0
1280 A7s0 5 1.5000 ™ 1.181 2185 5 L] LOS0- 0070
= Da not apply lubricant 1o the theeded sonnaclion.

11 Number of ules
= Maimium ramping angle

IMOETAAL A X000 CARHIDE LINE Spe F ""'I
1 | 1
BL L HAR T MR L == | . |
MM EC-CF AL L
Interchangeatla Salid o e : :
Carbida Endmill Haads for w1
Chatter Frea Roughing and -
Fnishing Coaratons
Recommanded
Dimansions Machining Deta
E t
' atit ol RE MOFM  ARMX ~ THSZMSG DCONME  LF FHA W | 2 finchit)
MM EC125E1.5R04CF-4T21 IIRFL) 0 4 1 500 Tai 1481 2185 R0 - . - 007
+ D nat apply lubcant 1o the theesed sonnaction.
¥ pumber of Mules
MULTI-MASTER THSZWS
MM S-A (stepped shanks) I . T i
Steppad Cylindrical Shanks for | el |l pconmMs
Interchangeabla Milling Heads E:D | .
l— LB —
|- L Ex =
- DAL
BD LB LBX OAL Shanktl Shankmt  CSPR RPRIH
1181 1.500 13 4.000 ¥ g i 12530
1181 2500 265 E 00D [ G i 12680
1181 2500 253 B30 (¥ G i 12580
1481 1.500 165 BLO0D [ & i i3
MM §-A-LT/4.0-C1.25-T21-C 1481 4000 413 T.000 [ (- i 12530
MM 5-A-L9/5.0-C1.28-T21-C 1181 5000 513 BL0O0 [ 1] i 12680
MM S-A-L11/8-C1.28-T21-C 145 4,000 R 11.000 G [ ] 12630
* Do nel apply Wbdcant o he ihreaded cornection.
11 C-Crlineirical

W 5oglenl, C-carnide
B0 - without coolant supply
i The masximun AP miuel b caloutated. Divide [he listed max. AP by the number of Tutes fon the miling head) being uesd.

Menae L Crnnp




MULTI-MASTER
THERWS ;
MM S-B (85° conical g

: — 1::?
Eﬁ'ﬂﬁr Interchangeabla W _J ’FI %Hﬁ

Milling Heads :_LL.E:_.U |

QAL
_m oous ®  sm me x5 ou swinr muo
| MM 5-B-L6.0/18-C1.50T21 | 1181 00 G 152 - A0 g 21540
* Do nol apply bbdcant o i hreaded cormectian.
1 - Crlinarical
o 5-glasl

B Tha maximurn AP misl be caleukated. Divide tha listed max. BPM by e numbar of Tubee jon the miling heed) baing ueed.

MULTI-HASTER

MM S-A (straight shanks) ;

Shanks for Interchangeabla f ]

Millirg Heads i Eﬂ‘_ ''''''''''''''''''''' _’/f* e
+ THEDWS - DHLAF i

mews  oows @ N s  sekna wum
T

1.500 1.181 4.000 ¥ ] B0

+ Do not apply Libricant b (ke heeaded cormection,

1 - Crfiinarical

B 5 glaal

B The raximun RPM musl be caloukated, Divies (he listed max, AP by he numissr of fabes jon the millng head) being uesd.
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MULTI-maS T Eim

INDEXABLE HEADS

5y 10 IMININGIBaSSEes
Withi * ', [HEallS

New Barrel Shaped MULTI-MASTER
Head for Accurate Finishing Saves
Valuable Machining Time.

Barrel Shaped Head
Saves up to 75% Passes

| 46 | Range: @.312"




L i ——
=y
INDENARLE S0LI0 GARBIOE LISE

PRAOFILE MILLING
MM ELE
Interchangeabla Lans-

Shaped (Barrel) Solid Carbide
Head for 30 Prafiling

(0] B5R RE AP THEZMS DCONMS WOF LF
A 250 fieT] 1800 s 512 4 Jad .
JATE 750 fEm Y00 T i 4 EH L
5 EDD 10000 5] B0 Tos S 4 Rl »
1 Number of Mules
A e e ———
INDENADLE SOLID l:-u-ar:n!'!
|
PHOFILE MILLING
MM EOB
Interchangeabla Cal-
Shaped [Barrel) Salid Carbide
Head for 30 Praofiling
Dimansions
RE APMX PRFA THSZMS NOEM DCOMNMS LF
06 5500 00 Tas 4 A e .
4l Azm B0 1600 T 4 ars 6 .
I""' Asm A0 1600 o8 4 M 1.065 .
1 Number of Mules
e g
PAFFILE MILidND C = [
SC EOB it pcos
Solid Carbide Oval-Shaped RE/ rn,
(Barred) Endmills for 30 Prafiling [ 00078
- ol -
Dimansions
Designation PRFRAD RE APMX PRFA DCONME HOFM 0aL Shank
EOBI-R.08R3.BABT/T-4CH12 3500 e A 1480 82 4 25m i ™
EOBI-R.0BR3.30A82/T-4C3TH 4478 JE 1 1448 AT 4 400 £ .
EOBI-R.0BR3.12A1.1/10-4C8 3188 L 11000 1954 B 4 4000 i .

1 Number of Mules

I'l'Ll'I'||:I|. ML Group
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FROFICE WILLITNG F|E ||
SC ETB | PRFA,
Salid Carbide Taparsd-Shapad J| CCOhidz
[Barred) Endrnillz for 20 Profiling - \ i
i ! ol o
Dimensions
PRFRAD PRFRAD 2 RE APMX, PRFA DCONMS NOEM AL Ghank g
10,000 A5 JDE0o Ar5 4000 A2 4 250 4] -
10.000 A9 ] A300 A0 ] 4 S0 ¥ L]
10000 250 A2 5500 4000 E=11) 4 2000 (o] L]

Barrel Shaped Head
Saves up to 75% Passes
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MACHINING INTELLIGENTLY

AMAZING PRODUCTIVITY

NEOCOLLET

INTEGRAL COLLET
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NEOCOLLET

INTEGRAL COLLET
| e = =
flie iy gk
. |
o110 Reeurate (0

New Rigid Collet for
Small Diameter Solid
Carbide Milling Cutters.

=

Non pull out

\

Available for
ER16, 20, 25, 32, &D
with a Variety of
Extension Sizes

Through-Tool Coolant
| 50 | Directed to SD Cutter Edges




INTEGMAL CRLLET
SD-5-A-ER-SP

Thermal Shrink Chucks with
an Integral ER Collat

A Section view A-A

T
L__ J_". I i ﬂL Tz T
T v
S EJ_F——— LEoS
Al - ~
ohL
1.451 i
20 8
1.568 A
1.588 RE
1D A
2158 43
21 A7
2 A7
1EET R
1707 g8
1785 g8
172 20
18 .1}
2518 el
2578 M
& our a2
b LB
2 461 o8
1.045 A
1565 a2
2008 a4
2106 ]
2555 a
2565 a5
B a2
ey A0
2244 E.13
25 B0
258 8
2055 A5

Through-Tool Coolant
Directed to SD Cutter Edges

Menae 8L Crnup
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SRMEHLS-EP1T HG SIWETEH BLOTISSET

BR8P HE SWE-T8H BLD TI&ET

SRMEDS-EP1T HE SME-TEH BLOTIEET
ER B0 5-APTHPIS-HE SWETEH BLD P57
ER M0 5-8P1SPR0-HE SWETEH BLD P27

SRMODSEP1THE  SM8-T5H BLDTIRET
ER B0 5-BP13HPIS-HE SWETEH BLD F15487
ER M. 5-8PSPA0-HE SWG-TEH BLD P27

SRMENLSBP1T HE  SWE-T5H BLDTRSET
ER M 5-APTHPIS-HE SWETEH BLD F15487
EF RSB8P SPA0-HE SWETEH BLD BT
SR MEND5-BP1THPA0-HG SWET8H BLD F20vas
R MR 5-APTHPA0-HE SWETEH BLD P20a7
ER M0 5-2P15P0-HE SWETEH BLD P87

SRMONS-BP1THE  SW8-T-5H BLDTI&ST
SR MM 5-BP1HPISHE SWG-T8H BLD F18487
R MR 5-2PTHPA0-HE SWETEH BLD P27
SR MR 5-BP1FPA0-HG SWG-T-2H BLD P87
SR MEMDLS-BP1HPISHE SWETE3H BLD F1887
ER M 5-AP1SPA0-HE SWG-TEH BLD PR0AET
R ML S-BPTPA0-HE SWET-EH BLD F2iEs
SR MR S-BP1FHPAHEG . SWGT-2H BLD P2ivas
ER MO 5-APT3HPIS-HE SWETEH BLD P57
B M0 5-BP15HPA0-HE SWET-2H BLD P87
SR MENDLS-BP1THPA0-HE SWGT2H BLD P27
EF MR 5-APTHPA0-HE . SWGT-EH BLD P20fA7
R MM 5-2PTHP20-HE SWETEH BLD P27
SR AN 5-BP17HPA0-HG SWG-T-8H BLD P27
SR MEMDS-SP1THPA0-HE SWET-E3H BLD F20s87
BF MR 5-BP1THPA0-HE . SWE-T2H BLD P27
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Turning Grades
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SURO TEC

SLIMO TEC

= 250 0 0
o TS e
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A hard submicron substrate. TiAIN PVYD coated grade followed by a special
"SUMO TEC" surface treatment. Suitable for turning hard nickel base alloys /
Inconel (40-50 HRC) at low to medium cutting speeds.

A tough submicron substrate, TislN PAVD coated grade followed by a special
"SUMO TEC" surface treatmeant. Suitable for turning nickel-based high termparature
alloys at low to medium cutting speeds.

A tough submicron substrate, improved TiddN PYD coated grade for better chip
flowe. Suitable for tuming heat resistant alloys, austenitic stainless steel and hand
steal gt low to medium cutiing speads.

A vary hard substrate with a cobalt enriched outer layer and alpha Al:05 coating.
Used for finishing and medium turning of stainless steal at high culting speeds.
Features long tool life and excellent repeatability.

A tough substrate with MTCVD Al O3 and TiCM coating. Recommeanded for
machining stainless steel at high feeds and unfavorable conditions at medium

cutting speed.

A tough substrate with a cobalt enriched kayer combined with improved MTSYD
TiCM and a thick alpha Alz0s CVD costing. Recommended for general use
machining of steel in a wide range of conditions, featuring high toughness and
resistance to chipping and plastic deformation.

A vary hard substrate with a cobalt enriched laver, improved MTCWD TGN and

a thick alpha AlzDz CWD coating. Features excellent themmal stability, resistance
to chipping and plastc deformation. Recommended for high speed machining of
steel at stable or slighty unstable conditions.

A very tough substrate with a cobalt enriched layer combined with an improved
MTCWD TiCM and alpha AlzOs CVD coating. Provides excellent toughness and
chipping resistance on steel for interrupted and unstable cutting conditions.

A hard substrate, MTCVD TICN and thick Al.O5 coated grade with post costing
surface treatment. Mainly used for turning nodular cast iron (may be used for other
cast iron as well at medium to high cutting speeds at stable or slightly unstable
conditions. Can be used when higher wear resistance than that provided by
IG5010 or other grades is required.

A hard substrate, improved MTCVD TiCN and a thick alpha AlO5 CVD costing.
Features excellent thermal stability and improved toughness. Recommended
mainhy for grey cast iron at stable or slightly unstable conditions. Can also be used
successfully on nodular cast iron.
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Parting Grades

A = - AITIM 4 TiN PYD costed grade on very tough substrate for parting and grooving
\6@ L e 1 W applications at high feeds and low to medium speeds, Suitable for steels and
stainkess steel. The grade is recommended for interrupted cut and machining at
. M .. . . unstable conditions.
v
%’E‘h ATISH + TiN PVD coated grade with a special SUMO TEC surface treatmeant on
arooesr very tough substrate for parting and grooving of steel and stainless stes! at low
. M .. . to madium speeds and medium to high feeds. The grade is recommended for
H

interrupted cut and machining at unstable conditions.

‘@]\, e . AITIM 4 TiN PVD coated grade overays on towgh submicron substrate.
B T . Recommended for general use in parting and grooving operations on a large
varety of materials as well as steel, aloy steels, austenitic stainless steel, and high
BmENSsH

temperature alloys at medium cutting speeds.

o 2 A tough subricron substrate with AITICAN + TN PVD coating and a special
arsnses: SUMO TEC surface treatment. Recommended for general use in parting and
grooving operations on large vanety of materials as well as steel, alloy steels,
. M .. . . austenitic stainless steel, heat resistant alloys at medium cutting speeds.
r.;‘:':"'a e A very hard submicron substrate with ATICrN + Ti PYD coating and a special
- 0 ; SUMO TEC surface treatment. Suitable for parting and grooving of steel, alloy
. M . . . steals, austenitic stainless steal, high temperature alloys and hard steels at
v o mediurm to high cutiing speeds.

Drilling Grades

10 ; Diamond coated grade for driling CFRP (Carbon Fiber Reinforced Plastic) and

. M . . . . titanium CFRF laminates.
v

asn=




Milling Grades
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A tough substrate, TiddN PVD coated and a special surface trestment. Designed
for machining austenitic stainless steel, titanium and high temperature alloys.

A tough TICHN4TIM thin PAYD coated grade with a special *SUMO TEC™ surface
treatment. Usad for milling & wide range of workpiece materials, at low to meadium
cutting speeds and for unstable machining conditions.

A tough substrate with 2 MTCWD and alpha AlzCs coating and a special surface
treatrment. Designed for machining austenitic stainless steel, titanium and high
temperature alloys.

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

A tough substrate with a MTCWD and TICWAI2Ds coating. Recommended for
millirg grey cast iron at high cutting speeds, providing extended toaol life.

A tough submicron substrate, TICN PYD coated and with a special surface
treatment. Designed for machining heat resistart alloys, hardened steels

and cast iron at medium to high cutting speeds, interrupted cut and unfavorable
conditions. Excellant notch wear and built-up edge resistance. High resistance to
rmechanical and themnal shock — therefore milling with coolant may be applied.

A tough substrate with a2 MTCWD and alpha AlzOs coating. Recommended for
milling steel at high cutting speed, providing excellent tool lifie.

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

A PVD AITIN coated tough grade and a special SUMO TEC surface treatment.
Suitable for miling alloyed steel. Recommended for interrupted cut and
heavy operations.
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Turnlng, Milling and Drllllng Grades
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A tough submicron substrate, improved TialN PVD coated grade for better chip
flow. Designed for machining heat resistant alloys, austenitic stainless steel, hard
alloys and carbon stesl at madium to high cutting speeds, interupted cut and
unfavorable conditions.

Excellent notch wear and buit-up edge resistance.

Animproved TidlN PYD costed towgh grade for better chip flow. Suitable
for machining stainless steel, high temperature alloys and cther alloy steals.
Recommended for interupted cut and hesvy operations.

A tough submicron substrate, TiAlN PVD coated grade. Designed for machining
heat resistant alloys, austenitic stainless steesl, hard alloys and carbon stesl at
rmedium to high cutting speeds, interrupted cut and unfavorable conditions.
Excellent notch wear and buit-up edge resistance.

A tough substrate with a MTCWYD and alpha Al:O3 coating. Recommended for
machining martensitic stainless steel at high cutting speed providing excellent
toal life.

Plember IMC Grougs
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Standard Grade SUMO TEC Grade
The S8UMO TEC grades feature a special post-coating treatrment which
improves toughness and chipping resistance while reducing friction and

built-up edge. The new process provides higher reliability and improves
tool life substantially.
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Move out of the Maze with

ISCAR's Intelligent
Chlp Movers




Quality Standard

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

ISCARs imentony.
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ISCAR METALS, ING.
US Headquarters

& Matlonal Tralnlng Canter
300 Weatway Plhce
Adington, TX Fa018-1021
Tal +1 817 258 3200
Tech Tal 1-577-BY-ISCAR
Fex+1 B1T 258 3221
Info@lecammeatala.com
whews lecametal s com

*Ly

Specialists in Cutting Tools Since 1969

phone - 800-265-6056
email - support@toolandcutter.com

WWW.TOOLANDCUTTER.COM

CAMNADA

ISCAR TOOLS INC.
Ontario

2100 Bristol Circla
Oalodla, Ontarko LEH SR3
Tal: {B05] 528 9000

Feo: (B05) 822 9100
edminglace.ca

whww lecar.ca

Quebec

BEED Bhed du Golf
Anjou, QG HIJ 247
Tal +1 (514) 351 4845
Fest +1 [514) 351 0440
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Please chack ISCAR's online catalog waww.lacar.com for the
most current technical Information regarding our products.

MEXICO

ISCAR DE MEXICO,
Av. da B Corte no. 3
Paropee Ind El Merques
B Marquea, Clusnétaro
C.P. FE24E

Tal +52 (442} 214 5505
Fes: +52 {442 214 5510
lacarmex@lacer com.ms
whw lscar.com.mee
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