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SELECTION GUIDE

PARTING

Clamping Systems

DO-Griir

e First choice for parting

e Double-ended insert

e Self-clamped for deeper grooving and
parting medium to large diameters

e Screw-clamped for small diameters

« See also HELI-GRIP, page 259 LOGIQ-F-GRIP

TANGS) GRIP

PARTING AND GROOVING

Economical pentagonal adapters with 5 pockets
No setup time after pocket replacement

Several adapters can be clamped on one holder
The tools and adapters are designed for
JET-CUT cooling up to 340 Bar
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Self-clamped Screw-clamped
" 7T Y P YW_ Y. )/ )
AN~z

e Very rigid clamping in a tangentially oriented pocket

* Enables machining at very high feed rates and
provides excellent straightness and surface finish

e Recommended for parting large diameter

parts and for interrupted cuts TANG-5-GRIP
e Offers a free, unobstructed chip flow
P PENTACUT

5 cutting edges

Fast edge indexing

For shallow grooving and up to 20 mm parting diameter
PENTA-IQ for parting up to 40mm bar diameter

TANG-GRIP

CUT-GRIP . ‘
e Single-ended insert
e Self- and screw-clamped options

PENTACUT PENTAIQ

Screw-clamped Self-clamped

LogilFaRrIP

HIGH FEED

e Unique adaptation for Quad /Square

type adapters with 4 pockets

Outstanding stability, vibration free parting

system also on big diameters

* Improves insert life, surface finish and workpiece
straightness due to robust design

e Enables reduction of cutting width due to

excellent stability, leading to material savings

©@120mm bar can be cut with only 3 mm insert width

Guarantees high productivity, especially when using

TAG N...HF inserts with feed of up to 0.4 mm\rev.

e Economical adapters with 4 pockets

User friendly, easy to operate

Saves set up time after pocket replacement; adapter

can be positioned with new pocket without set up

Several adapters can be clamped on one tool block

The tools and adapters are designed for

JET-CUT cooling up to 140 Bar

2288 ISCAR




SELECTION GUIDE

PARTING

Main Chipformers
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HF-Type C-Type
e For high feed machining only! e First choice for parting of bars, hard materials
¢ Reinforced cutting edge (negative rake) and tough applications
e Should be used with short extension tools ® A positive rake, single cavity with negative land and
Wi " shoulders provides extra cutting-edge strength
inser i i
f ~ T [mm/rev] ° Medlum—to—hlgh feed

f = X% Immy/rev]

High
Temp.
Alloys

Austenitic Nonferrous Cast

Stainless Materials Iron

Nonferrous Cast
Materials Iron

Austenitic
Stainless

4 v
12 4 (c20ony) | (c2oony) | ¥
/ / ‘ 7 Recommendations are for neutral inserts.
P’ For R/L inserts, reduce feed by 20-40%.
Recommended feed range as a function of insert width ~12°
Feed _
mm/rev ‘
0.80 L_j
0.45
Recommended feed range as a function of insert width
0.35 B Feed
mm/rev
0.25 0.80
0.15 0.45
0.02 Width
30 40 50 mm 0.35
0.25
0.15
0.02 Width
16 20 30 40 5060 80 90 127 mm
MF Type

e Parting and Grooving Insert for Soft and
Hard Materials, Medium Feed
f~ WS Tmm/rev]

High

Temp.

Alloys

Nonferrous Cast
Materials Iron

Austenitic
Stainless

Member IMC Grou
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SELECTION GUIDE

(D PARTING
E JT-Type J-Type
Based on the J-type chipformer with a e First choice for soft materials, parting tubes,
T-land reinforced frontal cutting edge. small diameters and thin-walled parts
* Provides a solution for the intermediate range * Cutting edge with positive rake
between the strong and negative C-type configuration * Low-to-medium feed
and the positive edged J-type chipformer. W insert
* Can be used on a wide range of materials. f= o [mm/rev]
e Same manner as the J-type, but it can be used :
at higher feeds due to its reinforced edge. Austenitic Nonferrous

Stainless . Materials

W insert
f=—>%;—

54— [mm/rev]

Austenitic Tg:gh Nonferrous Cast
Stainless Allo ps: Materials Iron Recommendations are for neutral inserts.
y For R/L inserts, reduce feed by 20-40%.
4
ROV
g
ol ,
Recommended feed range as a function of insert width
Recommended feed range as a function of insert width Feed
Feed mm/rev
mm/rev 0.95
0.30 —
0.22
0.25 -
]7‘ 0.18
0.20
0.14
0.15
0.10
0.10
_ Width 0.06
2 3 4 5 6 7 mm
0.02 Width
1.0 1.4 16 2.0 3.0 4.0 5.0 6.0 mm

ISCAR




PARTING

Z-Type

Cutting edge with high positive rake, suitable for parting
tubes, thin walled arts and for small diameters

Suitable for soft materials

Excellent for cutting bearing steel and stainless steel
Low-to-medium feeds

. Winsert
~ 28

Austenitic

f [mm/rev]

Nonferrous

Stainless Materials

Cast Iron

LF

e Parting and Grooving Insert for Stainless Steel
& soft materials
® Miniature Parts
® Low Feeds
W insert
f= =37 — [mm/rev]
g [Te]q]
Temp.
Alloys

Nonferrous Cast
Materials Iron

Austenitic
Stainless

SELECTION GUIDE

UA/UT-Type

A chipformer for use at low feeds

Recommended for CrNi alloys and low

carbon steel, especially in the bearing industry

and on similar, ductile materials

The narrow chipformer design ensures short deformed
chips and provides improved performance

UA and UT are similar chipformers. UT is

slightly tighter than the UA chipformer

. Winsert

f= a0 — [mm/rev]

Recommended feed range as a function of insert width

Feed
mm/rev

0.18 ]

0.14

0.10 . -~

0.06

0.02

Width

22 380 40 50 6.0 mm

7°
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PARTING

P-Type
® \ery positive rake inclination and sharp cutting edge

e For soft materials, slim parts and general parting
* Low feeds

f = V% Imm/rev]

High
Temp.
Alloys

Nonferrous Cast
Materials Iron

Austenitic
Stainless

M-Type
e Similar to C-type, but with modified edge (smaller K-land)
e Improved chip control at medium feed

_ Winsert
~ 22

[mm/rev]

Nonferrous Cast
Materials Iron

Austenitic

Stainless

ISCAR

SELECTION GUIDE

A-Type
e Positive rake, sharp edge

e For parting aluminum
¢ In grade 1C20

. Winsert

f~——73

[mm/rev]

Nonferrous Cast
Materials Iron

Austenitic

Stainless




PARTING

Main Chipformers Recommended Feed

SELECTION GUIDE

A

Workpiece
Hardness

M

I
-[ .

»
'

| i |
030 035 040 Feed mm/rev

001 I 013 015 0.21
- A A LA
Selection of Chipformers for Various Workpiece Materials
Inserts Alloy Steel By | ioriow®  castlron

HF 4 X X X v
¢ 4 x (ICQ‘O/onIy) (ICQ(‘)/only) 4
High w v X X X v
! ooy |V v X X
il I I L X 4
v o % v v X v
Feod J v % v v X
$ z v % v v X
LFT v % v X X
v LF v v v X X
Low uT v X X X ) 4
P % v X v 4
A X X X 4 X

/ First choice

eeeeeeeeeeeee

©)
=
—
<
al




DO-GRIP
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TWISTED 2-55’[7’ ‘.W-L'""" CUTDlA ¥ ‘
CWN-CWX HF H

DGFH CWN-CWX - M»

Parting and Grooving Blades ~ DGFH - ,ﬂ}#

with and without Coolant CUTDIA L

Channels Carrying DO-GRIP ¢

and HELI-GRIP Inserts DGFH-C

JET-CUT

H CWN® CWX® WB OAL HF CUTDIA Insert
DGFH 26-1.4 26.0 1.40 1.40 2.50 110.00 214 26.0 DG. 14..
DGFH 26-2 (1) 26.0 1.90 © 2.50 1.60 110.00 214 39.0 @ DG. 1../DG. 2...
DGFH 26-3 (1) 26.0 3,000 3.18 2.40 110.00 21.4 39.0@ DG. 1../DG. 8...
DGFH 26C-3 @ 26.0 3.00 318 2.40 110.00 214 39.0@ DGNG/DGRC/DGLC 8...
DGFH 26-4 26.0 4.00 4.00 3.20 110.00 214 80.0 DG. 4../GRIP 4...
DGFH 32-1.4 32.0 1.40 1.40 2500 150.00 24.8 26.0 DG. 14
DGFH 32-2 (1) 32.0 1.90 @ 2.50 1.80 150.00 248 39.06@ DG. 1../DG. 2...
DGFH 32-3 (1) 32.0 3.00 @ 3.18 2.40 150.00 24.8 39.0 @ DG. 1../DG. ...
DGFH 32C-3 @ 320 3.00 3.18 2.40 150.00 24.8 39.0@ DGNC/DGRC/DGLC 3...
DGFH 32-4 32.0 4.00 4.00 3.20 150.00 248 100.0 DG. 4../GRIP 4...
DGFH 32C-4 320 4,00 4.00 3.20 150.00 24.8 69.0 DGNC/DGRC/DGLGC 4...
DGFH 32-5 32.0 5.00 5.00 4,00 150.00 24.8 120.0 DG. 5../GRIP 5...
DGFH 32-6 32.0 6.00 6.35 5.20 150.00 248 120.0 DG. 6../GRIP 6...
DGFH 45-3 45.0 3.00 @ 3.18 2.40 225.00 38.0 160.0 DG. 1../DG. ...
DGFH 45-4 45.0 4.00 410 3.20 225.00 38.0 160.0 DG. 4../GRIP 4...
DGFH 45-5 45.0 4.80 5.00 4.00 225.00 38.0 160.0 DG. 5../GRIP 5...
DGFH 45-6 45.0 6.00 6.40 5.20 225.00 38.0 160.0 DG. 6../GRIP 6...

e DG..1.0 insert can be mounted into pocket sizes 2 and 3, in which case the pocket width has to be modified e For user guide, see pages 540-547

() For CUTDIA 50 mm, use single-ended insert (should be modified by the user)

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

@) These blades are suitable for turning, using GRIP 4 inserts e Blades with frontal coolant holes (JET-CUT)

4 Minimum cutting width

5) Maximum cutting width

(6) For DG. 1... insert, modify holder

() Thickness at the D.O.C. areais 1.0 mm

(8) Maximum diameter with double-sided inserts.

Inserts: DGN-LF/LFT e DGN-MF ¢ DGN/DGNC/DGNM-C ¢ DGR/L-C DGRC/LC-C ¢ DGN/DGNM-J/JS/JT e DGR/L-J/JS e DGN-P e DGN-UT/UA

e DGN-W e DGN-WP e DGN-Z ¢ DGR-P ¢ DGR-WP e DGR-Z/ZS e GRIP e GRIP (full radius)

Holders: C#-TBK-R/L ® HSK A-WH-TBK-R/L ® SGTBF e SGTBK e SGTBR/L ¢ SGTBU/SGTBN ¢ UBHCR/L

Spare Parts

“ 6y < Wi & Wi
DGFH 26-1.4 EDG 23B*
DGFH 26-2 EDG 23A*
DGFH 26-3 EDG 23A*
DGFH 26C-3 EDG 23A* SGC 340 SGCU 341* CGF 343 CF 343* CGM 343*
DGFH 26-4 EDG 23A*
DGFH 32-1.4 EDG 23B*
DGFH 32-2 EDG 33A*
DGFH 32-3 EDG 33A*
DGFH 32C-3 EDG 33A* SGC 340 SGCU 341* CGF 343* CF 343 CGM 343*
DGFH 32-4 EDG 33A*
DGFH 32C-4 EDG 33A* SGC 340 SGCU 341* CGF 343* CF 343* CGM 343*

DGFH 32-5 EDG 33A"
DGFH 32-6 EDG 33A
DGFH 45-3 EDG 33A
DGFH 45-4 EDG 33A
DGFH 45-5 EDG 33A"
DGFH 45-6 EDG 33A
* Optional, should be ordered separately

ISCAR




GRir JETCUT

TWISTED 2-SIDED

DGFH-JHP p> CUTDIA -
Parting and Grooving Blades 4 ’ -

with Channels for Low and J %ﬁ\é , -
High-Pressure Coolant il

Carrying DO-GRIP Inserts OAL

CWN® CWX9 WB WB2 OAL H HF CUTDIA Insert & O A

DGFH 32-2-JHP () 1.90 @ 2.50 1.80 25 16000 320 24.8 39.0 DG. 1../DG. 2... SGC 340  EDG 33A-JHP*
DGFH 32-3-JHP 3.00 3.18 2.50 - 16200 320 24.8 90.0 DG. 1../DG. 3. SRM2.0X2.5DIN916  SGC 340 EDG 33A-JHP*
DGFH 32-4-JHP 4.00 4,00 3.20 - 16200 320 24.9 900 DG.4../GRIP4.. SRM2.0X2.5DIN916 SGC 340 EDG 33A-JHP*
DGFH 32-5-JHP 5.00 5.00 4.00 - 15200 320 24.9 900 DG.5../GRIP5.. SRM2.0X2.5DIN916 SGC 340 EDG 33A-JHP*
DGFH 32-6-JHP (1) 6.00 6.35 5.20 - 160.00  32.0 24.9 900 DG.6../GRIP6... SGC 340  EDG 33A-JHP*

® For user guide and accessories, see pages 540-547

() Only an upper channel

(2 Minimum cutting width

@) Maximum cutting width

() For DG. 1... insert, modify holder

* Optional, should be ordered separately

Inserts: DGN-LF/LFT ¢ DGN-MF e DGN-P e DGN-UT/UA ¢ DGN-W e DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-P

e DGR-WP ¢ DGR-Z/ZS e DGR/L-C DGRC/LC-C * DGR/L-J/JS e GRIP e GRIP (full radius)

Holders: TGTBU-JHP
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g Y 150

Parting and Grooving Reinforced ‘Id! ﬁ:"::' 7WB

Blades Carrying DO-GRIP Inserts ~——oA—~ 4 m ,

f«— OAL——

H  CWN® Ccwx?2 WB2 WB  OAL HF  CUTDIA®  Machines Insert &

DGFHR 26T16-2 26.0 1.90 2.50 8.0 1.70 110.00 214 42.0 TNS-30 DG.1../DG.2..  EDG 23A*
DGFHR/L 26T23-2 26.0 1.90 2.50 8.0 1.60 110.00 21.4 42.0 TNS-30/112 DG.1../DG.2..  EDG 23A*
DGFHR/L 26T16-3 26.0 3.00 3.18 8.0 2.40 110.00 214 30.0 TNS-30 DG. 1../DG.3..  EDG 23A*
DGFHR/L 26T23-3 26.0 3.00 3.18 8.0 2.40 110.00 214 420 TNS-30/42 DG. 1../DG.3..  EDG 23A*
DGFHR/L 32T22-2 32.0 1.90 2.50 8.0 1.60 110.00 24.8 42.0 TNS-42 DG.1../DG.2..  EDG 33A*
DGFHR/L 32T33-3 32.0 3.00 3.18 8.0 2.40 110.00 248 60.0 TNS-42/60/65 DG.1../DG.3..  EDG 33A*
DGFHR/L 32T33-4 32.0 4.00 4.00 8.0 3.40 110.00 24.8 60.0 TNS-42/60/65  DG. 4../GRIP 4..  EDG 33A*
DGFHL 32T41-4 32.0 4.00 4.00 10.0 3.40 110.00 24.8 80.0 TNS-65/80/480  DG. 4../GRIP 4..  EDG 33A*
DGFHR 32T41-4 32.0 4.00 4.00 8.0 3.40 110.00 24.8 80.0 TNS-65/80/480  DG. 4.../GRIP 4..

* Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user.

e DG..1.0 insert can be mounted into pocket sizes 2 and 3. in which case the pocket width has to be modified - see page 480

e For user guide, see pages 540-547

() Minimum cutting width e For DG: 1.0 insert - modify holder

2 Maximum cutting width

() The specified limit refers to the tool

* Optional, should be ordered separately

Inserts: DGN-LF/LFT  DGN-P  DGN-UT/UA e DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C  DGN/DGNM-J/JS/JT ¢ DGR-P  DGR-WP e DGR-Z/ZS

* DGR/L-C DGRC/LC-C ¢ DGR/L-J/JS

Holders: C#-TBK-R/L ® HSK A-WH-TBK-R/L * SGTBF e SGTBR/L ¢ SGTBU/SGTBN e UBHCR/L

Member IMC Group.
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Do“lﬂ"' JE TUU /] DGHFL... DGHFR... DGHFR..L DGHFL..R

TWISTED 2-SIDED Xx! v
DGFHR/L-BC-JHP P Iy r
Parting and Grooving Reinforced v ! . n
Blades with Channels for %/r 5 -

High-Pressure Coolant
Carrying DO-GRIP Inserts

Bar Max

CWN® CWx? WB2 WB OAL H HF  CDX® Insert f / G &

DGFHR/L 32BC-3T33-JHP 3.00 3.18 7.9 2.40 111.00 32.0 248 3300 DG.3. SRM4-215632 HW3.0 SGC 340 SRMB3X3DIN913
DGFHL 32BC-3T33R-JHP 3.00 3.18 79 2.40 111.00 32.0 24.8 3300  DG.3. SRM4-21532 HW3.0 SGC340 SR M3X3DIN913
DGFHR 32BC-3T33L-JHP 3.00 3.18 7.9 2.40 111.00 32.0 24.8 3300 DG.3. SRM4-21532 HW3.0 SGC 340 SR MB3X3DIN913

e For user guide and accessories, see pages 540-547

() Minimum cutting width e For DG: 1.0 insert - modify holder

2 Maximum cutting width

() The specified limit refers to the tool

Inserts: DGN-LF/LFT ¢ DGN-MF ¢ DGN-P  DGN-UT/UA ¢ DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-Z/ZS e DGR/L-C DGRC/LC-C
e DGR/L-JAJS

Holders: TGTBU-JHP

SGC 340

DO'l‘;l.'l".l= ri OAL —— CWN-CWN ¥ 1
TWISTED 2-SIDED |_H ‘* * - Xx O
pers B |

Blades for Multi-Spindle T _lLWB

Machines, Replacement for QUIDIA »j WB_2

HSS and Brazed Tools

@
)

H CWN® CWX® CUTDIA WB WB_2 OAL LH a %
DGFS 0-12-2 (1) 127 1.90 2.50 32.0 1.60 32 110.00 32.0 0 EDG 33B*
DGFS 0-17-2 (@ 174 1.90 2,50 35.0 1.60 32 110.00 32.0 0 EDG 33B*
DGFS 0-17-3 2 17.4 3.00 3.18 60.0 2.40 32 110.00 320 0 EDG 33B*
DGFS 5-17-2 @ 17.4 1.90 250 350 1.60 32 110.00 320 5 EDG 338"
DGFS 5-17-3 @ 17.4 3.00 3.18 60.0 2.40 32 110.00 32,0 5 EDG 33B*
DGFS 5-17-4 @ 17.4 4.00 4,00 60.0 3.20 32 110.00 32.0 5 EDG 33B*
DGFS 5-22-2 ) 222 1.90 2.50 50.0 1.60 32 150.00 320 5 EDG 338"
DGFS 5-22-3 (4 222 3.00 3.18 75.0 2.40 32 150.00 32.0 5 EDG 33B*
DGFS 5-22-4 ) 222 4,00 4,00 80.0 3.20 32 150.00 320 5 EDG 33B*
DGFS 5-24-3 23.8 3.00 3.18 80.0 2.40 32 150.00 320 5 EDG 338"
DGFS 5-28-2 (€ 285 1.90 2.50 65.0 1.60 32 150.00 32.0 5 EDG 33B*
DGFS 5-28-4 (6 285 4,00 4,00 100.0 3.20 32 150.00 320 5 EDG 33B*

e DG..1.0 insert can be mounted into pocket sizes 2 and 3. in which case the pocket width has to be modified -see page 480

e For user guide, see pages 540-547

() Toolholder assembly X18-1,46,47-WT,160-CL,354-CL,701-ACL,702,702-CL,703,703-CL,704,704-CL,6921,6925

(@ Toolholder assembly E-7,47,102-CL,103-CL,161-A-CL,162-A-CL

@) Toolholder assembly 226,226-CL,275,275-CL,276-CL,361-CL,431,630,707-A,707-A-CL

4 Toolholder assembly 100-CL,274,277,277-CL,274-CL,370,383-CL, 6722,6754,6755,6854,6855,6922,51,51-CL,353-CL,167,370-CL
) Toolholder assembly 100-CL,274,277,277-CL,274-CL,370,383-CL, 6722,6754,6755,6854,6855,51,51-CL,353-CL,167,370-CL

(6) Toolholder assembly 278,278-CL,279,279-CL,280,280-CL,281,281-CL,375-CL,359-CL,372-CL,A6120,52,52-CL

() Minimum cutting width e For DG: 1.0 insert - modify holder

(8 Maximum cutting width

*  Optional, should be ordered separately

Inserts: DGN-LF/LFT ¢ DGN/DGNC/DGNM-C ¢ DGR/L-C DGRC/LC-C ® DGN/DGNM-J/JS/JT e DGR/L-J/JS  DGN-P ¢ DGN-UT/UA e DGN-WP
e DGN-Z ¢ DGR-P ¢ DGR-WP ¢ DGR-Z/ZS e GRIP e GRIP (full radius)

ISCAR
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TWISTED 2-SIDED CDX 3 ] 'L
DGFH R/L—B-D"(R/L) — CUTDIA DGFHL-B-D50R DGFHR-B-D50L " Xx%» |
Reinforced Type Blades 5 *‘| 'y ﬁ’:l ,:‘ﬁ :
with Screw Clamping AH v 1| HHA
] R R e o
36.7 DGFHL-B-DS0  DGFHR-B-D50| |
OAL
HO CWN® CWX9 WB WB2 OAL OAH HF HBH CDX? CUTDIA® Insert } /
DGFHR/L 26B-2D50 (1) [P 1.90 2.50 1.60 8.0 110.00 337 214 3.6 18.00 50.0 DG.1../DG.2.. SRM4X20 DIN912 HW 3.0
DGFHL 26B-2D50R (2 26.0 1.90 2.50 1.60 8.0 110.00 315 214 3.7 18.00 50.0 DG. 1../DG.2.. SRM4X20 DIN912 HW 3.0
DGFHR 26B-2D50L (2 26.0 1.90 2.50 1.60 8.0 110.00 315 214 3.7 18.00 50.0 DG. 1../DG.2.. SRM4X20 DIN912 HW 3.0
DGFHR/L 26B-3D50 (1) WPL] 3.00 3.18 240 8.0 11000 315 214 3.7 18.00 50.0 DG. 1../DG. 3.. SR M4X20 DIN912 HW 3.0
DGFHL 26B-3D50R (2 26.0 3.00 3.18 2.40 8.0 110.00 315 214 3.7 18.00 50.0 DG.1../DG.3.. SRM4X20 DIN912 HW 3.0
DGFHR 26B-3D50L (2 26.0 3.00 3.18 2.40 8.0 110.00 315 214 3.7 18.00 50.0 DG.1../DG.3.. SRM4X20 DIN912 HW 3.0
DGFHR/L 32B-2D50 () RV 1.90 2.50 1.60 8.0 12000 315 2438 - 18.00 50.0 DG. 1../DG.2.. SRM4X20 DIN912 HW 3.0
DGFHL 32B-2D50R (2 320 1.90 2.50 1.60 8.0 120.00 315 248 - 18.00 50.0 DG.1../DG.2.. SRM4X20 DIN912 HW 3.0
DGFHR 32B-2D50L (2 32.0 1.90 2.50 1.60 8.0 120.00 315 248 - 18.00 50.0 DG. 1../DG.2.. SRM4X20 DIN912 HW 3.0
DGFHR/L 32B-3D50 (3 WK 3.00 3.18 240 8.0 12000 315 2438 = 18.00 50.0 DG. 1../DG. 3.. SR M4X20 DIN912 HW 3.0
DGFHL 32B-3D50R (2 32.0 3.00 3.18 2.40 8.0 120.00 315 248 - 18.00 50.0 DG.1../DG.3.. SRM4X20 DIN912 HW 3.0
DGFHR 32B-3D50L (2 32.0 3.00 3.18 240 8.0 12000 315 248 = 18.00 50.0 DG. 1../DG. 3.. SR M4X20 DIN912 HW 3.0

® Insert (double sided) limit is CDX=18 mm, If deeper penetration is required the insert should be changed to a single-ended insert DGNM type.
e DG..1.0 insert can be mounted into pocket sizes 2 and 3, in which case the pocket width has to be modified-see page 480

e For user guide, see pages 540-547

) For Traub machines, model TNC 30, TNM 28, TNS 26/30/42/112, TNA 300, TNK 260

(@ For Tornos Bechler, Emco 2000/20, 2000/26 machines

) For TRAUB machines, model TNC 42/65, TNM 42/65, TNS 42/60/65, TNA 300/400

4 Mounted on all ISCAR standard blocks

(8) Minimum cutting width e For DG: 1.0 insert - modify holder

(6) Maximum cutting width

(7 Cutting depth maximum

(8) The specified limit refers to the tool

Inserts: DGN-LF/LFT ® DGN-MF e DGN-P ¢ DGN-UT/UA ® DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT ¢ DGR-P ¢ DGR-WP
* DGR-Z/ZS ¢ DGR/L-C DGRC/LC-C ® DGR/L-J/JS

Holders: C#-TBK-R/L ® HSK A-WH-TBK-R/L * SGTBF  SGTBR/L ¢ SGTBU/SGTBN e UBHCR/L

Py 1/ )
[al] [=—37.8—> ¥ 1
TWISTED 2-SIDED A ‘ ~~ T CUTDIA Xx - 2
DGFHL-26B-TR-D g AT A | 7
Reinforced Type Blades with ;L% AFlfloan | DGFHL. B-.TR-D.. \ ,
Screw Clamping for TRAUB WB ; = =
and Index Machines WB. I oerms perms ~A L Sm 7 55 cwn-owx
-..TR-D-R -.TR-D N OAL |
1
WB_2T B

HO CWN® CWX9 WB WB2 OAL OAH  HF CUTDIAS Insert Va4

DGFHL 26B-1.5TR-D20 (1) 26.0 1.00 1.50 1.20 7.9 110.00 279 214 20.0 DG. 1../DG. 15.. SR M4X20 DIN912  HW 3.0
DGFHL 26B-2TR-D36 26.0 1.90 @ 2.50 1.60 7.9 110.00 27.9 214 36.0 DG. 1../DG.2.. SRMB5X20-01172  HW 3.0
DGFHL 26B-2TR-D36R 26.0 1.90 © 2.50 1.60 7.9 110.00 27.9 21.4 36.0 DG. 1../DG. 2.. SR M4X20DIN912  HW 3.0
DGFHL 26B-3TR-D36 26.0 3.00 @ 3.18 240 7.9 110.00 27.9 21.4 36.0 DG. 1../DG. 3.. SR M4X20DIN912  HW 3.0
DGFHL 26B-3TR-D36R 26.0 3.000 3.18 2.40 7.9 110.00 27.9 21.4 36.0 DG.1../DG.3.. SRM5X20-01172  HW 3.0

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

e DG..1.0 insert can be mounted into pocket sizes 2 and 3, in which case the pocket width has to be modified - see page 480

e For user guide, see pages 540-547

) Do not use DG.. 1.4 on this tool!

2 Mounted on all ISCAR standard blocks

(3 Minimum cutting width

@) Maximum cutting width

) The specified limit refers to the tool

(6) For DG: 1.0 insert - modify holder

Inserts: DGN-LF/LFT e DGN-P ¢ DGN-UT/UA ¢ DGN-WP e DGN-Z * DGN/DGNC/DGNM-C * DGN/DGNM-J/JS/JT  DGR-Z/ZS ¢ DGR/L-C DGRC/LC-C

e DGR/L-J/JS

Member IMC Group.
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DOGI.'I‘I.F DGTR/L..B-1.5D. CUTDIA
(D TWISTED 2-8/DED with DGN/R/L 1 mm inserts v/ /}M Ve Xx A
Z DGTR/L-B-D-SH iy W e
= Parting and Grooving Short : AR | ; iy, K
Head Tools for CNC and e R
m Swiss Automatics _ cDx-s 075 y ¥ = OAL: v
<E % we b |Q| B

wB

D_ 5 -t Left-hand shown

CWN® CWX® H B WB WF LH CUTDIA OAH HBH OAL Insert & /0

DGTR/L 8B-1.4SH 1.40 1.40 8.0 8.0 100 750 180 10.0 15.4 2.0 125.00 DG. 14.. SR 16-236 P T-15/5
DGTR/L 10B-1.4D20SH 1.40 1.40 100 100 1.00 950 180 20.0 13.7 2.0 120.00 DG. 14.. SR 16-236 Pl T-15/5
DGTR/L 10B-1.5D20SH (1) 1.00 1.50 100 100 1.00 950 19.0 20.0 15.7 2.0 120.00 DG.1../DG.15. SR 16-236P@  T-15/5
DGTR/L 10B-2D20SH 1.90 2.50 100 100 160 920 190 20.0 15.7 2.0 12000 DG.1./DG.2.. SR16-236P@  T-15/5
DGTR/L 12B-1.4D24SH 1.40 1.40 120 120 1.00 1150 19.0 24.0 15.7 - 120.00 DG. 14.. SR 16-236 Pl T-15/5
DGTR/L 12B-1.5D24SH (1) 1.00 1.50 120 120 1.00 1140 19.0 24.0 15.7 - 120.00 DG.1../DG.15. SR 16-236P@  T-15/5
DGTR/L 12B-2D24SH 1.90 2.50 120 120 1.60 1120 19.0 24.0 15.7 - 12000 DG.1../DG.2.. SR16-236P@  T-15/5
DGTR 12B-2D24SH-L85 1.90 2.50 120 120 1.60 1120 19.0 24.0 15.7 - 8500 DG.1./DG.2. SR16-236P@  T-15/5
DGTR/L 12B-3D24SH 3.00 3.18 120 120 240 1080 19.0 24.0 15.7 - 120.00 DG.3../DG.10.. SR 16-236 P@  T-15/5
DGTR/L 16B-1.5D25SH (1) 1.00 1.50 160 160 120 1540 195 25.4 19.7 - 12000 DG.1../DG.15. SR16-236P@  T-15/5
DGTR/L 16B-2D25SH 1.90 2.50 160 160 1.60 1520 19.5 264 19.7 - 12000 DG.1./DG.2.. SR16-236P@  T-15/5
DGTR/L 16B-3D25SH 3.00 3.18 160 160 240 1480 195 26.4 19.7 - 120.00 DG.1../DG.3. SR16-236P@  T-15/5
DGTR/L 20B-1.5D25SH (1) 1.00 1.50 200 200 120 1940 195 25.4 23.7 - 12000 DG.1./DG.15. SR16-236P@  T-15/5
DGTR/L 20B-3D25SH 3.00 3.18 200 200 240 1880 195 25.4 23.7 ° 12000 DG.1./DG.3. SR16-236P@  T-15/5

e DGN/R/L 1 mm inserts can also be mounted into pocket sizes 2 and 3. For insert depth capacity table and modification instructions

For the 2 and 3 holder pockets, see page 480 e For user guide, see pages 540-547

) Do not use DG.. 1.4 on this tool!

2 Minimum cutting width

() Maximum cutting width

@) Recommended tightening torque for this item: 3 N*m (26.5 lof*in)

Inserts: DGN-LF/LFT  DGN-P  DGN-UT/UA ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C  DGN/DGNM-J/JS/JT ¢ DGR-P  DGR-WP e DGR-Z/ZS

* DGR/L-C DGRC/LC-C ¢ DGR/L-J/JS

Depth Capacity DGTR/L-B-D '
Depth of Cut as Function
of Workpiece Diameter

(DGN/R/L-100... excluded) O TrT
N
N
gDmax
DGTR/L 10B-1.4D20 — — — — — = — — — — 20 23 26 32 45 76 NL
DGTR/L 12B-1.4D30 — — — — — 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 16B-1.4D30 — — — — — 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 20B-1.4D30 — — — — — 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 10B-2D30 — — — — — 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 12B-2D30 — — — — — 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 16B-2D32 — — — — 32 35 37 # 47 55 69 93 150 400 NL NL NL
DGTR/L 20B-2D35 — — — 75 90 113 155 250 650 (5
DGTR/L 25B-2D35 -  — — 75 90 118 155 250 650 )
DGTR/L 12B-3D30 — — — — — 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 16B-3D35 — — — 35 39 42 46 51 59 71 91 130 230 1200  NL NL NL
DGTR/L 20B-3D40 56 62 7 83 102 1834 200 400 NL (5
DGTR/L 25B-3D40 56 62 71 83 102 134 200 400 NL )
Depth T =——————>> 20 19 18 17 16 15 14 13 12 11 10 9 8 7 6 5 4
- No Limit Example:
For 9 mm depth of groove on a 75 mm workpiece diameter, six tools may be used.

ISCAR




OSWISS DOGHIF T

INDEXABLE HEADS TWISTED 2-SIDED
NQCH-DGTR/L-D-SH-JHP “!r E}g
Screw Lock JETCUT Modular

Heads for Swiss Type Machines
- Double-Sided Parting Inserts

7:73‘1[\ I
e -
CWN-CWX TL A — i — -

OAL (assembly)

owome w  om om  w on omn we £

NQCH12-DGTL-2D24SH-JHP 1.90 2.50 121 20.00 16.20 24.0 124.00 24.0 DGN2  SRM3X10DIN912 ~ HW 2.5
NQCH12-DGTR-2D24SH-JHP 1.90 2.50 121 20.00 16.20 242 124.20 24.0 DGN2  SRM3X10DIN912 ~ HW25
NQCH16-DGTL-2D24SH-JHP 1.90 2.50 16.1 20.00 20.20 24.0 124.00 24.0 DGN2  SRM3X10DIN912 ~ HW2.5
NQCH16-DGTR-2D24SH-JHP 1.90 2.50 16.1 20.00 20.20 242 124.20 24.0 DGN2  SRMS3X10DIN912 ~ HW 2.5
NQCH12-DGTL-3D24SH-JHP 3.00 3.18 121 20.00 16.20 24.0 124.00 24.0 DGN3  SRM3X10DIN912 ~ HW 2.5
NQCH12-DGTR-3D24SH-JHP 3.00 3.18 121 20.00 16.20 242 124.20 24.0 DGN3  SRM3X10DIN912 ~ HW25
NQCH16-DGTL-3D24SH-JHP 3.00 3.18 16.1 20.00 20.20 24.0 124.00 24.0 DGN3  SRM3X10DIN912 ~ HW 2.5
NQCH16-DGTR-3D24SH-JHP 3.00 3.18 16.1 20.00 20.20 24.2 124.20 24.0 DGN3  SRMS3X10DIN912 ~ HW 2.5

©)
Z
—
<
al

() Minimum cutting width

2 Maximum cutting width

Inserts: DGN-LF/LFT ¢ DGN-MF e DGN-P ¢ DGN-UT/UA ¢ DGN-W e DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-P
* DGR-WP ¢ DGR-Z/ZS ® DGR/L-C DGRC/LC-C e DGR/L-J/JS

Holders: NQCH-JHP

Member IMC Group.




Grir JETCUT

TWISTED 2-, SIDED

CNT (typ.x3)
DGTR/L-B-D-JHP-SL =

! . :

] i “ I @:0
H OAH Bar Max
'

Parting and Grooving Side Lock
Type Tools with High-Pressure
Coolant for CNC and Swiss
Automatics

Left-hand shown

©)
=
—
<
al

CWNT  Ccwx® H B WB LH CUTDIA®  OAH HBH OAL  Insert CNT

DGTR/L 12B-2D24-JHP-SL 1.90 2.50 12.0 12.0 1.70 29.4 24.0 25.7 6.5 100.00 DG. 2... 5/16"-24 UNF
DGTR/L 16B-2D35-JHP-SL 1.90 2.50 16.0 16.0 1.70 32.0 35.0 26.7 2.6 120.00 DG. 2... 5/16"-24 UNF
DGTL 20B-2D35-JHP-SL 1.90 2.50 20.0 20.0 1.70 32.0 356.0 28.1 = 140.00 DG. 2... 1/8"'-28 BSPP
DGTR 20B-2D35-JHP-SL 1.90 2.50 20.0 20.0 1.70 32.0 35.0 28.1 = 140.00 DG. 2.. 1/8"'-28 BSPP
DGTR/L 12B-3D24-JHP-SL 3.00 3.18 12.0 12.0 240 29.4 24.0 25.7 6.5 100.00 DG. 8.. 5/16"-24 UNF
DGTR/L 16B-3D35-JHP-SL 3.00 3.18 16.0 16.0 2.40 32.0 35.0 26.7 2.6 120.00 DG. 3. 5/16"-24 UNF
DGTR/L 20B-3D40-JHP-SL 3.00 3.18 20.0 20.0 240 35.6 40.0 28.1 = 140.00 DG. 3. 1/8"'-28 BSPP
DGTR/L 25B-2D35-JHP-SL 1.90 2.50 25.0 25.0 1.70 32.1 35.0 33.1 - 140.00 DG. 2. 1/8"-28 BSPP
DGTR/L 25B-3D40-JHP-SL 3.00 3.18 25.0 25.0 240 35.6 40.0 33.1 = 140.00 DG. 3. 1/8"'-28 BSPP
DGTR 25B-4D40-JHP-SL 4.00 4.76 25.0 25.0 3.40 34.6 40.0 33.0 = 140.00 DG.4.. 1/8'-28 BSPP

* For insert depth capacity table and modification instructions for the holder pockets, see page 480 e For user guide, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

() Maximum cutting diameter

Inserts: DGN-LF/LFT ¢ DGN-MF e DGN-P e DGN-UT/UA ¢ DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT ¢ DGR-P ¢ DGR-WP
e DGR-2/ZS e DGR/L-C DGRC/LC-C e DGR/L-J/JS

Depth Capacity

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

oDmax
DGTR/L 12B-2D24-JHP-SL = = = = = — = = 24 26 27 28 30 32 36 42 52
DGTR/L 16B-2D35-JHP-SL = = = = = = = = 24 2 27 28 30 32 36 42 52
DGTR/L 20B-2D35-JHP-SL - — — 3 89 4 4 51 59 71 9 (430 230 1200 NL NL NL
DGTR/L 25B-2D35-JHP-SL - — — e 70 75 8 9 100 120 140 (180) 250 410 1200 NL ML
DGTR/L 12B-3D24-JHP-SL - —  — 3 39 4 46 51 50 71 9t (430) 280 1200 NL NL AL
DGTR/L 16B-3D35-JHP-SL - — — 15 9 113 15 250 60 NN CNLD N NL NL NL N
DGTR/L 20B-3D40-JHP-SL 56 62 71 83 102 13 200 400 NL NL N CNLD NLONL O ONLONLONL
DGTR/L 25B-3D40-JHP-SL 50 55 60 67 75 85 100 115 140 200 350 (NL) NL NL NL NL NL

Depth T ————— 20 19 18 17 16 15 14 13 12 11 10 9 8 7 6 5 4

[PREENo Limit

Example:

For a 9 mm depth of groove on a 75 mm workpiece diameter, six tools may be used.

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
3-4 45 56
5-6 6-7 78

Spare Parts

S & S S S
DGTR/L 12B-2D24-JHP-SL PIN-32121 SR M5-24145-RL SR 5/16UNF TL360 BLD HW2.5 HW 5/32" SW6-3D
DGTR/L 16B-2D35-JHP-SL PIN-32121 SR M5-24145-RL SR 5/16UNF TL360 BLD HW2.5 HW 5/32" SW6-SD
DGTR/L 20B-2D35-JHP-SL PIN-32121 SR M5-24145-RL PLG G1/8 TL360 BLD HW2.5 HW 5.0 SW6-3D
DGTL 12B-3D24-JHP-SL PIN-32121 SR M5-24145 SR M5-24145-RL SR 5/16UNF TL360 BLD HW2.5 HW 5/32" SW6-SD
DGTR 12B-3D24-JHP-SL PIN-32121 SR M5-24145-RL SR 5/16UNF TL360 BLD HW2.5 HW 5/32" SW6-SD
DGTR/L 16B-3D35-JHP-SL PIN-32121 SR M5-24145-RL SR 5/16UNF TL360 BLD HW2.5 HW 5/32" SW6-3D
DGTR/L 20B-3D40-JHP-SL PIN-32121 SR M5-24145-RL PLG G1/8 TL360 BLD HW2.5 HW 5.0 SW6-SD
DGTL 25B-2D35-JHP-SL PIN-32121 SR M5-24145-RL PLG G1/8 TL360 HW 5.0
DGTR 25B-2D35-JHP-SL PIN-32121 SR M5-24145-RL PLG G1/8 TL360 BLD HW2.5 HW 5.0 SW6-3D
DGTL 25B-3D40-JHP-SL BLD HW2.5 SW6-SD
DGTR/L 25B-3D40-JHP-SL PIN-32121 SR M5-24145-RL PLG G1/8 TL360 HW 5.0
DGTR 25B-3D40-JHP-SL BLD HW2.5* SW6-SD*

* Optional, should be ordered separately

ISCAR




@000

anir JETCUT
TWISTED 2-SIDED
DGTR/L-B-D-JHP-SL-MC
Parting and Grooving Side Lock
Type Tools with Bottom Inlets
for High-Pressure Coolant

F oy O

¢
Yy v
| Coolant Inlet
I =
y —— N\
Left-hand shown

CWNT  cwx®@ H B WB WF LH CUTDIA®  OAH OAL Insert
DGTR/L 20B-2D35-JHP-SL-MC 1.90 2.50 20.0 20.0 1.70 19.15 32.1 35.0 28.10 102.10 DG. 2...
DGTR/L 20B-3D40-JHP-SL-MC 3.00 3.18 20.0 20.0 2.40 18.80 35.6 40.0 28.10 105.60 DG. 3...
DGTR/L 25B-2D35-JHP-SL-MC 1.90 2.50 25.0 25.0 1.70 2415 32.1 35.0 33.10 117.10 DG. 2...
DGTR/L 25B-3D40-JHP-SL-MC 3.00 3.18 25.0 25.0 2.40 23.80 35.6 40.0 33.10 120.60 DG. 3...

* For insert depth capacity table and modification instructions for the holder pockets, see page 480 e For user guide, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

() Maximum cutting diameter

Inserts: DGN-LF/LFT ¢ DGN-MF ¢ DGN-P  DGN-UT/UA ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-P e DGR-WP

e DGR-Z/ZS e DGR/L-C DGRC/LC-C e DGR/L-J/JS

Wl e
=F Ve
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Spare Parts

P ¢ sy s/ ¢ ¢

DGTR/L-B-D- [ SR M5-24145-RL SR M8X10 DIN913 PIN-32121 SW6-SD BLD HW2.5 SR M3X3DIN913 SR M2.5X2.5 DIN913

Member IMC Group.




Q00

(D Teng:ﬂl’ JETCUT DGTL-BC-D ‘« LH DGTL-B-D 3 7

-~ DGTR/L-B/BC-D 2 ] “k Bl

— Integral Shank Reinforced Parting H ¥ H '!'

. . o L

|— and Grooving Tools Especially CWN-Cwx! THBH ¥ Lwe

m for DGNC Type of Inserts y = OAL Ly T

e VI E

D_ ’ICDXL Left-hand shown

CWN®  cwx@ H B WB 0AL IH CDX®  WF HBH  CSP® Insert

DGTR/L 10B-1.4D20 1.40 1.40 10.0 10.0 1.00 140.00 23.6 10.00 9.50 20 0 DG. 14..
DGTR/L 12B-1.4D30 1.40 1.40 12.0 12.0 1.00 140.00 29.6 15.00 11.50 3.5 0 DG. 14..
DGTR/L 16B-1.4D30 1.40 1.40 16.0 16.0 1.00 140.00 29.6 15.00 15.50 0 DG. 14..
DGTR/L 20B-1.4D30 1.40 1.40 20.0 20.0 1.00 140.00 29.6 15.00 19.50 - 0 DG. 14..
DGTR/L 10B-2D30 1.90 2.50 10.0 10.0 1.60 140.00 29.6 15.00 9.20 6.6 0 DG. 1../DG. 2..
DGTR/L 12B-2D30 1.90 2.50 12.0 12.0 1.60 140.00 29.6 15.00 11.20 3.5 0 DG. 1../DG. 2..
DGTR/L 16B-2D32 1.90 2.50 16.0 16.0 1.60 140.00 30.6 16.00 15.20 - 0 DG. 1../DG. 2..
DGTR/L 20B-2D35 1.90 2.50 20.0 20.0 1.60 140.00 32.1 17.50 19.20 0 DG. 1../DG. 2..
DGTR/L 25B-2D35 1.90 2.50 25.0 25.0 1.60 140.00 32.1 17.50 24.20 - 0 DG. 1../DG. 2..
DGTR/L 12B-3D30 3.00 3.18 12.0 12.0 2.40 140.00 29.6 15.00 10.80 3.5 0 DG. 1../DG. 3..
DGTR/L 16B-3D35 3.00 3.18 16.0 16.0 240 140.00 32.1 16.00 14.80 26 0 DG. 1../DG. 8..
DGTR/L 16BC-3D35 (1) 3.00 3.18 16.0 16.0 2.40 140.00 31.1 16.00 14.80 2.6 1 DGNC/DGRC/DGLC 3...
DGTR/L 20B-3D40 (2 3.00 3.18 20.0 20.0 2.40 140.00 35.6 20.00 18.80 - 0 DG. 1../DG. 3..
DGTR/L 20BC-3D40 (1) 3.00 3.18 20.0 20.0 2.40 140.00 34.6 20.00 18.80 - 1 DGNC/DGRC/DGLC 8...
DGTR/L 25B-3D40 (2 3.00 3.18 25.0 25.0 2.40 140.00 35.6 20.00 23.80 - 0 DG. 1../DG. 8..

e Important: 1.4 mm width inserts should be used only on tools for 1.4 mm specific width tools ¢ DGN/R/L 1 mm inserts can also be mounted into pocket sizes 2 and 3.
* For insert depth capacity table and modification instructions for the 2 and 3 holder pockets, see page 480 e For user guide, see pages 540-547

() Tools for inserts with coolant holes for high temperature alloys and stainless steel

@) Insert's Tmax=18 mm, for deeper penetration modify insert into single-ended

3 Minimum cutting width

@) Maximum cutting width

(8) The specified limit refers to the tool

(6) 0 - Without coolant supply, 1 - With coolant supply

Inserts: DGN-LF/LFT  DGN-P  DGN-UT/UA ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C  DGN/DGNM-J/JS/JT ¢ DGR-P ¢ DGR-WP e DGR-Z/ZS

* DGR/L-C DGRC/LC-C  DGR/L-J/JS

Spare Parts

P /S O e e < e

DGTR/L 10B-1.4D20 SR M5X12 DIN912 HW 4.0
DGTR/L 12B-1.4D30 SR M5X12 DIN912 HW 4.0
DGTR/L 16B-1.4D30 SR M5X12 DIN912 HW 4.0
DGTR/L 20B-1.4D30 SR M5X12 DIN912 HW 4.0
DGTR/L 10B-2D30 SR M5X12 DIN912 HW 4.0
DGTR/L 12B-2D30 SR M5X12 DIN912 HW 4.0
DGTR/L 16B-2D32 SR M4X14 DIN912 HW 3.0
DGTR/L 20B-2D35 SR M4X14 DIN912 HW 3.0
DGTL 25B-2D35 SR M5X12 DIN912 HW 4.0
DGTR 25B-2D35 SR M4X14 DIN912 HW 3.0
DGTR/L 12B-3D30 SR M5X12 DIN912 HW 4.0
DGTR/L 16B-3D35 SR M5X12 DIN912 HW 4.0
DGTR/L 16BC-3D35 SR M5X12 DIN912 HW 4.0 CGM 343* CF 343" SGCU 341* CGF 343
DGTR/L 20B-3D40 SR M5X12 DIN912 HW 4.0
DGTR/L 20BC-3D40 SR M5X12 DIN912 HW 4.0 CGM 343" CF 343" SGCU 341* CGF 343
DGTR/L 25B-3D40 SR M5X12 DIN912 HW 4.0

*  Optional, should be ordered separately

ISCAR




.y . v/
DogGrir e LNEE
DGTR/L-B-T-SH s S 5 T
Reinforced Parting and Grooving H H OAH
Short Head Tools Carrying OUTDJ\ | K
DGN Double-Ended Inserts e
e OAL—= §
CWN-CWXK WF B
mtlj Left-hand shown

CWNY Cwx?  H B WB WF OAL LH CUTDIA CDX® OAH @ ?

1.00 1.50 200 9.0 1.20 840 10000 190 9.0 9.00 237 SR16236P _ T-15/5
* Important: 1.4 mm width inserts should be used only on tools for 1.4 mm specific width e For user guide, see pages 540-547

™) Minimum cutting width

@) Maximum cutting width

() Cutting depth maximum

Inserts: DGN-P ¢ DGN/DGNM-J/JS/JT ¢ DGR-P ¢ DGR/L-J/JS

DoGnir X T “ﬁ i
DGTRI/L " i :
Integral Shgnk Parting iﬂ | LW gE
and Grooving Tools AL Le, L cutoia
B I ‘TCWN—CWX
J OAL Right-hand shown

CWN®  cwx® H B WB OAL LH HBH  CUTDIA  Insert &

DGTR/L 1010-2 1.90 2.50 10.0 10.0 1.80 150.00 29.0 6.6 35.0 DG. 1../DG. 2.. EDG 33B*
DGTR/L 1212-2 1.90 2.50 12.0 12.0 1.80 150.00 29.0 6.6 36.0 DG. 1../DG. 2.. EDG 33B*
DGTR/L 1616-2 1.90 2.50 16.0 16.0 1.80 150.00 29.0 2.6 35.0 DG. 1../DG. 2.. EDG 33B*
DGTR/L 2012-2 1.90 2.50 20.0 12.0 1.80 125.00 29.0 - 35.0 DG. 1../DG. 2.. EDG 33A*
DGTR/L 1212-3 3.00 3.18 12.0 12.0 2.50 150.00 29.0 6.6 3500 DG. 1../DG. 3.. EDG 33B*
DGTR/L 1616-3 3.00 3.18 16.0 16.0 2.50 150.00 29.0 6.6 35.0 @ DG. 1../DG. 3.. EDG 33B*
DGTR/L 2012-3 3.00 3.18 20.0 12.0 2.50 125.00 29.0 - 3500 DG. 1../DG. 8.. EDG 33A*
DGTR/L 2020-3 3.00 3.18 20.0 20.0 2.50 125.00 29.0 - 3500 DG. 1../DG. 3.. EDG 33A*
DGTR/L 2525-3 3.00 3.18 25.0 25.0 2.50 150.00 29.0 - 3500 DG. 1../DG. 8.. EDG 33A*
DGTR/L 2020-4 4.00 4.76 20.0 20.0 3.40 125.00 31.0 - 51.0 DG. 4../GRIP 4.. EDG 33A*
DGTR/L 2525-4 4.00 4.76 25.0 25.0 3.40 150.00 31.0 - 51.0 DG. 4../GRIP 4.. EDG 33A*
DGTR/L 2020-5 4.80 5.00 20.0 20.0 4.00 125.00 33.0 ° 59.0 DG.5.../GRIP 5.. EDG 33A*
DGTR/L 2525-5 4.80 5.00 25.0 25.0 4.00 150.00 33.0 - 76.0 DG. 5.../GRIP 5.. EDG 33A*
DGTR/L 2525-6 6.00 6.35 25.0 25.0 5.30 150.00 33.0 ° 76.0 DG. 6.../GRIP 6.. EDG 33A*

* Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user

e DG..1.0 insert can be mounted into pocket sizes 2 and 3, in which case the pocket width has to be modified - see page 480

e For user guide, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

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

(4) Dmax=43(1.69") when single-ended insert is used

* Optional, should be ordered separately

Inserts: DGN-LF/LFT e DGN-MF ¢ DGN/DGNC/DGNM-C ¢ DGR/L-C DGRC/LC-C ¢ DGN/DGNM-J/JS/JT e DGR/L-J/JS e DGN-P e DGN-UT/UA

e DGN-W e DGN-WP e DGN-Z ® DGR-P * DGR-WP e DGR-Z/ZS e GRIP * GRIP (full radius)

DOGRIF JETCUT i T
TWISTED 2-SIDED I_._ J “! O ‘F
DGTR/L-BC-T [ B L r

Parting and Grooving —
Tools with Coolant Holes wB CWN-CWX

¥
H
y

Carrying JET-CUT Inserts t =
B |4 [wet
Y

cDX,| | A
OAL— Right-hand shown
H B CWND  cwx@ OAL WB WF LH CDX® Insert
DGTR/L 20BC-4T25 20.0 20.0 4.00 4.00 140.00 3.40 18.30 42.0 25.00 DGNC/DGRC/DGLC 4...
DGTR/L 25BC-4T25 25.0 25.0 4.00 4.00 140.00 3.40 23.30 42.0 25.00 DGNC/DGRC/DGLC 4...

® For user guide, see pages 540-547

) Minimum cutting width

2 Maximum cutting width

@) Cutting depth maximum

Inserts: DGN-UT/UA e DGN/DGNC/DGNM-C * DGN/DGNM-J/JS/JT ¢ DGR/L-C DGRC/LC-C * DGR/L-J/JS

Spare Parts

/ = s> = @

DGTR/L-BC-T SR M6X16 DIN912 SGCU 341* CGF 343" CF 343" CGM 343* HW 5.0
* Optional, should be ordered separately
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(_Ij DOGnRiF
TWISTED 2-SIDED DGTR/L..12B-1.5D... CUTDIA [~ LH— WB_2 ¥ ]
with DGN/R/L 1000 inserts ™~ S H
| DGTR/L-B-D-TR aa | s w
=== | Reinforced Parting and Grooving A7 H oaH
|— Tools Carrying Double-Ended WF* | _HBH by
@ DOGRIP Inserts p—t WE =lheLle ! e
= 0.75 ; ]
< ’% >{ WB L ‘ °
o cwn-cwx} ! OAL ! Right -hand shown
CWNT  cwx® H B WB WB2 WF OAL LH HBL CUTDIA OAH HBH Insert
DGTR/L 12B-1.4D20-TR12 1.40 1.40 12.0 12.0 1.00 2.3 11.50 95.00 32.5 20.00 20.0 23.7 8.0 DG. 14..
DGTL 12B-1.5D20-TR12 1.00 1.50 12.0 12.0 1.20 23 11.30 95.00 32.5 20.00 20.0 23.7 80 DG.1./DG.15.
DGTR 12B-1.5-D20-TR12 1.00 1.50 12.0 12.0 1.20 2.3 11.30 95.00 32.5 20.00 20.0 23.7 80 DG.1../DG.15.
e Important: 1.4 mm width inserts should be used only on tools for 1.4 mm specific width! e For TRAUB machines, model TNL 12/7
e For user guide, see pages 540-547
() Minimum cutting width
2 Maximum cutting width
Inserts: DGN-P e DGN/DGNM-J/JS/JT o DGR-P * DGR/L-J/JS
Spare Parts
S »
DGTR/L-B-D-TR SR 16-236 Pl T-15/5
@ 3N*M(26.5LBF*in)
r. Y.t/ "4
DO-GRIFAL r‘kLHw OAL XX 2 Y
DGTR/L-XL ' I
Integral Shank Reinforced Parting ';' ' JH
and Grooving Tools for Parting M\E # | [ HBH
Up to 65 mm Diameters CWN-CWX *VE '
AN | ¢
WF B
L] q L] Left-hand shown

CW CUTDA H B WB OAL LH WF HBH /g! /

DGTR/L 20B-2XL-D60 2.00 60.0 20.0 20.0 1.74 150.00 43.2 19.10 8.0 SR M4X35DIN912 HW 3.0
DGTR/L 25B-2XL-D60 2.00 60.0 25.0 25.0 1.74 150.00 43.2 2410 3.0 SR M4X35DIN912 HW 3.0
DGTR/L 20B-3XL-D65 3.00 65.0 20.0 20.0 2.40 150.00 43.2 18.80 12.0 SR M5X40DIN912 HW 4.0
DGTR/L 25B-3XL-D65 3.00 65.0 25.0 25.0 2.40 150.00 43.2 23.80 7.0 SR M5X40DIN912 HW 4.0

e For insert depth capacity table, see page 478 e For user guide, see pages 540-547
Inserts: DGN-C-XL ¢ DGN-J-XL ® DGR/L-C-XL  DGR/L-J-XL
Depth of Cut as Function of Workpiece Diameter

Tmax/Dmax for Tmax/Dmax for
DGTR/L...-2XL DGTR/L...-3XL
T max D max T max D max ]
15 No limit 15 No limit \ Trmax—
16 600 16 1000
17 300 17 400
18 200 18 300
19 150 19 230
20 130 20 180
21 120 21 150
22 100 22 130
23 90 23 115
24 85 24 105
25 80 25 95
26 75 26 90
27 70 27 85
28 65 28 80
29 63 29 75
30 60 30 72
31 70
325 65

ISCAR
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TWISTED 2-SIDED

DGHAL-DECO
Holders for DGAD Adapters for
Tornos Bechler Deco Machines

Left-hand shown
« (@ See adapter dimensions

H B OAL WE HF H2 H5 L6 L5
DGHAL DECO 7-10 (1) 40.3 18.2 106.00 15.0 - 12.8 48 52.00 69.00
DGHAL DECO 13 @ 42.0 35.2 115.00 28.7 2.0 16.0 16.0 60.00 60.00
DGHAL DECO 20-26 (2 44.8 23.2 120.00 20.0 4.0 17.0 17.0 65.00 65.00

® DGAD-... HGAD-... adapters should be ordered separately

M) Positioning combinations: T11; T25

(2 Positioning combinations: Al

Tools: DGAD-B-D ¢ DGAD/HGAD e SCLCR-PAD e SDJCR-PAD e SVJCR-PAD e SWAPR-PAD ¢ TGAD

©)
Z
—
<
al

Spare Parts

e TR Y YA

DGHAL DECO 7-10 SR 14-519-19.76 HW 4.0 SR 16-212-19.5 T-20/5 SR 16-212 SR M5X25DIN912

DGHAL DECO 13 SR 14-519-19.7@ HW 5.0 SR 16-212-L7.5 T-20/5 SR 16-212 SR M6X25 DIN912

DGHAL DECO 20-26 SR 14-519-112.86 HW 5.0 SR 16-212-L7.5 T-20/5 SR 16-212 SR M6X25 DIN912 EZ 104
() Recommended tightening torque: 9 N*m (80Ibf*in)

DO — G
HMSN-New Britain ‘ e
HoIQers for Grooving and - . OAL—— i I
Turning Adapters for New Britain B 1
Multi-Spindle Bar Machines i M(-)L
Y (@
B v
) o = § (@ See adapter dimensions
Designation H B HF OAL WF S10@ @ @ 7
HMSN 35/3722 (1) 36.5 224 345 181.70 18.4 226 SR 16-212 SR 14-519 T-20/5

® DGAD-... HGAD-..., adapters should be ordered separately

) For models #42; #52; #60; #61; #62; #602

(2 Comparable Empire block

Tools: DGAD-B-D © DGAD/HGAD ¢ SCLCR-PAD e SDJCR-PAD e SVJCR-PAD ¢ SWAPR-PAD

Member IMC Group.




(D i DGAD, HGAD 1.4N/2N/3N CUTDIA — . DGAD 4N/5N/6N . 7
TWISTED 2-SIDED / XX -

- DGAD/HGAD o o, %»

=== Parting and Grooving Adapters for, HFNL / * OAH

|— DO-GRIP Double-Ended Inserts O

m OAL"

E own-cwx}  twe  tws L K

CWN® CWX® WB WB 2 OAH HF OAL CUTDIA %

DGAD 1.4N 1.40 1.40 1.00 32 30.0 24,0 41.50 28.0 EDG 23B*
DGAD 2N 1.90 ¥ 2.50 1.60 32 30.0 24.0 41.50 32.0 EDG 33A*
DGAD 3N (1) 3.00 ¢ 3.18 2.40 4.0 30.0 24.0 41.50 32.0 EDG 33A*
HGAD 3N 3.00 3.00 240 4.0 30.0 24.0 50.50 50.0 EDG 23B*
DGAD 4N 4.00 4.00 3.20 = 30.0 24.0 50.50 50.0 EDG 33A*
DGAD 5N 4.80 5.00 4.00 = 30.0 24.0 50.50 50.0 EDG 33A*
DGAD 6N 6.00 6.35 5.20 = 30.0 24.0 50.50 50.0 EDG 33A

e DG..1.0 insert can be mounted into pocket sizes 2 and 3 in which case the pocket width has to be modified - see page 480

e For user guide, see pages 540-547

) Only the DGN/R/L inserts are suitable for this adapter

@ Minimum cutting width

@) Maximum cutting width

@ For 1 mm inserts, modify adapter

*  Optional, should be ordered separately

Inserts: DGN-P e DGN-UT/UA ¢ DGN-W e DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C e DGN/DGNM-J/JS/JT  DGR-P ¢ DGR-WP e DGR-Z/ZS

¢ DGR/L-C DGRC/LC-C ¢ DGR/L-J/JS ¢ GRIP e GRIP (full radius) ® HGN-C ® HGN-J ¢ HGN-UT ¢ HGR/L-C ® HGR/L-J/JS

Holders: MAHPR/L-JHP  MAHR/L-JHP  MAHR/L ¢ MAHPR/L e C#-MAHD ¢ C#-MAHPD e C#-MAHDR-45 e C#-MAHDOR e HSK A63WH-MAHUR/L
* HSK A63WH-MAHDR-45 ¢ HSK A63WH-MAHDOR e IM-MAHD e IM-MAHPD e C#-MAHD-JHP e C#-MAHPD-JHP  MAHR/L-JHP-MC ¢ HMSN-New Britain
¢ DGHAL-DECO

Depth Capacity for DGN/R-1002J

Insert on Standard Holders T
Depth: T D max Depth: T D max
Upto 12 No limit Upto 22 32.3 Dmax

13 830 2.3 29.3
14 218 24 26.7
15 12 25 248 Cutting Edge
16 884 26 232 —_—
17 682 27 A7 3.3«
18 66 28205 Standard Holders Modification
19 46.9 2.9 19.4 To achieve no limitation on the workpiece diameter up to 3 mm depth, the steel
2.0 40.7 3.0 18.4 support under the insert should be ground, as per the shown sketch.
21 36.0

CUTDIA

el
TWISTED 2-SIDED

DGAD-B-D

Parting and Grooving Screw-
Clamped Adapters for DO-GRIP

Double-Ended Inserts le— OAL—=
CWN-Cwx WB WB_.
r 1

CWN®@ CWX® WB WB_2 OAL CUTDIA HF OAH

DGAD 1.4B-D16 1.40 1.40 1.00 32 36.80 16.0 24.0 303
DGAD 1.5B-D20 (1) 1.00 1.50 1.00 32 41.00 20.0 24.0 30.3
DGAD 2B-D20 1.90 2.50 1.60 32 41.00 20.0 24,0 303

e Up to 3 mm depth, without any limitation on the diameter e DG..1.0 insert can also be mounted into pocket sizes 2 and 3,

In which case the pocket width has to be modified-see page 480 e For user guide, see pages 540-547

) Do not use DG.. 1.4 on this tool!

2 Minimum cutting width

() Maximum cutting width

Inserts: DGN-LF/LFT e DGN-P e DGN-UT/UA ¢ DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C * DGN/DGNM-J/JS/JT e DGR-P ¢ DGR-WP e DGR-Z/ZS

¢ DGR/L-C DGRC/LC-C ¢ DGR/L-J/JS

Holders: C#-MAHD-JHP e C#-MAHPD-JHP ¢ MAHR/L-JHP-MC ¢ MAHPR/L-JHP ¢ MAHR/L-JHP ¢ MAHR/L ¢ MAHPR/L ¢ C#-MAHD e C#-MAHPD

e C#-MAHDR-45 e C#-MAHDOR e HSK A63WH-MAHUR/L ® HSK A63WH-MAHDR-45 ¢ HSK A63WH-MAHDOR e IM-MAHD ¢ IM-MAHPD ¢ HMSN-New Britain
¢ DGHAL-DECO

ISCAR
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DOGI.'I‘I.F JE' Tl.‘:b' T HOLDER: MAHPR:-...-JHP "™

TWISTED 2-SIDED

MODULARGHI~

¥ I
“!r o 71@1‘,,2

DGPAD-JHP

Adapters with High-Pressure
Coolant Channels for DO-GRIP
Parting and Grooving Inserts
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CWNT  CWx? CUTDIA _ OHN® WF WB ¥ OAH HF Insert
DGPAD 2R/L-D22-JHP 1.90 2.50 22.0 21.0 6.40 1.60 7.2 45.50 33.0 24,0 DG. 2...
DGPAD 2R/L-D32-JHP 1.90 2.50 32.0 21.0 6.40 1.60 7.2 45,50 33.0 24.0 DG. 2...
DGPAD 3R/L-D32-JHP 3.00 3.18 32.0 21.0 6.00 2.40 7.2 4550 33.0 24.0 DG. 3...
DGPAD 2R/L-D42-JHP 1.90 2.50 4.0 21.0 6.30 1.70 7.2 49.00 33.0 24.0 DG. 2...

* For user guide and accessories, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

() Minimum overhang

Inserts: DGN-LF/LFT ¢ DGN-MF e DGN-P e DGN-UT/UA ¢ DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-P ¢ DGR-WP
e DGR-2/ZS e DGR/L-C DGRC/LC-C e DGR/L-J/JS

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
DGPAD 2R/L-D22-JHP 5 6 7
DGPAD 2R/L-D32-JHP 5
DGPAD 3R/L-D32-JHP 8.5 10 12

@00e...
Teso“lrm:'l?!:? I’E Cb' '- Coolant outlet ! v 7
E [0
DGPAD-XL-JHP T “ r 4@!}3
Parting and Grooving Extra Long OAH
Adapters with Coolant Channels L
Carrying DO-GRIP Inserts o L
WB 2 wer fow
cwW CUTDIA WF WwB WB_2 LF OAL OAH HF Insert
DGPAD-XL 3R/L-D52-JHP 3.00 52.0 6.00 240 7.2 271.70 54.40 43.00 34.0 DG. 3...
DGPAD-XL 3L-D65-JHP 3.00 65.0 6.00 240 7.2 34.20 60.40 43.00 34.0 DG. 3...
DGPAD-XL 3R-D65-JHP 3.00 65.0 6.00 240 7.2 34.20 60.00 43.00 34.0 DG. 3...

* For user guide and accessories, see pages 540-547

Inserts: DGN-LF/LFT ® DGN-MF e DGN-P ¢ DGN-UT/UA ® DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-Z/ZS ¢ DGR/L-C DGRC/LC-C

* DGR/L-JIJS

Holders: ABC MAHDR-#-XL-JHP ¢ MAHPR/L-XL-JHP ¢ MAHR/L-MG-XL-JHP ® MAHR/L-MG-XL-JHP-MC ¢ TR TNK36 MAHDL-R-XL-JHP e TR45TNL MAHDN-R-XL-JHP
o Vi## MAHD#-#-XL-##-JHP

Member IMC Group.
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TWISTED 2-SIDED

DGN/DGNC/DGNM-C
Double-Sided Parting Inserts for
Parting and Grooving Bars, Hard

+0.1
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; (ot =— INSL
Materials and Tough Applications CvW ﬁ 5
DGN DGNM
) . Recommended
Dimensions Tough <— Hard Machining Data
2lz2(e|8|8|z|8|8ala|as|E8|a|s|s| fooove
Designation CW CWTOL® RE RETOL® CDX® INSL| S |8 |3 |&5|5|8|8|o|S|8|3|8|a|8|3 (mmirev)
DGN 2002C 2.00 0.03 0.20 0.020 18.00 1990( @ | @ o| o (o 0 e o | e . 0.05-0.16
DGN 2202C 2.20 0.03 0.20 0.020 1800 19.80| ® | ® oo (o (oo (o o|0|ofe ° 0.05-0.16
DGN 2502C 2.50 0.03 0.20 0.020 18.00 20.70 o (e o o 0.08-0.20
DGN 3102C 3.10 0.04 0.20 0.020 18.00 20.10[ @ | ® oo o |0o o0 oo o oo 0.10-0.25
DGNC 3102C ()[R 0.04 0.20 0.020 18.00 21.00 o (e 0.10-0.25
DGNM 3202C (@ [ERE! 0.04 0.20 0.020 -@ 2040| ® (] o 0.10-0.25
DGN 4003C 4.00 0.04 0.30 0.030 -® 1880 @ | ® oo | e o (e o (o oo 0.10-0.30
DGNC 4003C () X 0.04 0.30 0.030 -® 19,00 o 0.10-0.30
DGN 4803C 4.80 0.04 0.30 0.030 -@  1990| e 0.12-0.35
DGN 5003C 5.00 0.04 0.30 0.030 -@ 1910 @ | @ oo | o . o| o (oo 0.12-0.35
DGN 6303C 6.35 0.04 0.35 0.030 -6 1910 @ | @ o | e ° L) ° 0.15-0.40

® Feed values for grade IC20 should be decreased by 50% e For cutting speed recommendations and user guide, see pages 540-547

() Inserts with coolant holes, recommended coolant pressure 10 bar minimum

(@) Single-ended insert

(3 Cutting width tolerance (+/-)

(4) Corner radius tolerance (+/-)

(8) Cutting depth maximum

(6) No depth limit

Tools: C#-HELIR/L e C#-HFIR/L-MC e CR HFIR-M e D/HGAD RE/LE-JHP ¢ DGAD-B-D * DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP ¢ DGFH

® DGFH-JHP e DGFHL-26B-TR-D ¢ DGFHR/L ¢ DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP e DGFS e DGPAD-JHP e DGPAD-XL-JHP e DGTR/L
e DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH e DGTR/L-B/BC-D ® DGTR/L-BC-T ® HELIR/L  HFAER/L-4  HFAER/L-5T, 6T
e HFAIR/L-4 * HFAIR/L-DG ¢ HFFR/L-T ® HFHR/L-4T e HFHR/L-5T ¢ HFHR/L-6T ® HFIR/L-MC ¢ HFPAD-4 e HFPAD-5 e HFPAD-6

® HFPAD-JHP ¢ HGPAD e HGPAD-JHP e IM-HFIR-MC ¢ NQCH-DGTR/L-D-SH-JHP

ISCAR
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TWISTED 2-SIDED

DGR/L-C DGRC/LC-C

" 4

0.1 010~
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Double-Sided Inserts for RE |=—INSL- RE

Parting Bars, Hard Materials R ng[

and Tough Applications PSIRR[T= PSIREW

R = ——c e =]
L3 ¥ bariLc
Dimensions Tough «— Hard agzzmmgng;i
o 0 o
S| 8| 88|B|5|8|8]| o f groove
@ (=<} ~— ~— (5l ~— [==} (=23 N

Designation cw RE CDX? PSIRL PSIRR INSL |2 | 2| ||| ||| < (mm/rev)
DGL 2202C-6D 2.20 0.20 18.00 6.0 - 20.80 o o [ o o o o 0.04-0.12
DGR 2202C-6D 2.20 0.20 18.00 - 6.0 20.80 . ° . ° . ° ° ° ° 0.04-0.12
DGL 3102C-15D 3.10 0.20 18.00 15.0 - 21.00 o o o [ 0.08-0.14
DGL 3102C-6D 3.10 0.20 18.00 6.0 - 21.00 o[ o[ o | o | o ]| 0| e o | o 0.08-0.18
DGLC 3102C-6D (1) 3.10 0.20 18.00 6.0 - 21.00 o [ 0.08-0.18
DGR 3102C-15D 3.10 0.20 18.00 - 15.0 20.90 o o o o o o 0.08-0.14
DGR 3102C-6D 3.10 0.20 18.00 - 6.0 21.00 o | o[ o | o | o ]| 0| e o [ o 0.08-0.18
DGR 3102C-8D 3.10 0.20 18.00 - 8.0 21.10 o o o o 0.05-0.15
DGRC 3102C-6D (1 3.10 0.20 18.00 - 6.0 20.90 o o 0.08-0.18
DGL 4003C-4D 4.00 0.30 -@ 40 18.90 . o (o o | o o (o 0.08-0.20
DGLC 4003C-4D (1) 4.00 0.30 -@ 40 - 19.00 o 0.08-0.20
DGR 4003C-4D 4.00 0.30 -@ - 40 18.80 . ° ° . ° ° . 0.08-0.20
DGRC 4003C-4D (1) [l 0.30 -@ - 40 19.00 o | o 0.08-0.20
DGR 4800CS-4D 4.80 0.02 -6 - 40 19.70 . 0.05-0.15
DGR 4800CS-8D 4.80 0.02 -@ - 8.0 19.70 . 0.05-0.15
DGR 4803C-4D 4.80 0.30 -@ - 40 20.30 . 0.10-0.25
DGR 4803C-8D 4.80 0.30 -@ - 8.0 20.30 o 0.10-0.20
DGL 5003C-4D 5.00 0.30 -0 40 - 19.10 . ° o 0.10-0.25
DGR 5003C-4D 5.00 0.30 -@ - 40 19.20 . . . 0.10-0.25
DGL 6303C-4D 6.35 0.35 -@ 40 - 19.10 o o o 0.12-0.30
DGR 6303C-4D 6.35 0.35 - - 4.0 19.10 [ [ [ 0.12-0.30

® Feed values for grade IC20 should be decreased by 50% e For cutting speed recommendations and user guide, see pages 540-547

M Inserts with coolant holes, recommended coolant pressure 10 bar minimum
(2 Cutting depth maximum
@) No depth limit

Tools: C#-HELIR/L e D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP ¢ DGFH ¢ DGFH-JHP e DGFHL-26B-TR-D
* DGFHR/L e DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP e DGFS e DGPAD-JHP e DGPAD-XL-JHP e DGTR/L e DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC

e DGTR/L-B-D-SH ¢ DGTR/L-B/BC-D ¢ DGTR/L-BC-T e HELIR/L ® NQCH-DGTR/L-D-SH-JHP

TWISTED Z-SlnD’E'D

DGN-W

Double-Sided Inserts with
Central Ridged Chipformer for
Parting and Grooving Hard
Materials and Interrupted Cuts

10.1%
; RE
T\ INSL:

I
=

W
. . Recommended
> .
Dimensions Tough Hard Machining Data
8 3 3 f groove
CwW RE cwtoL™M RETOL®@ INSL | e | e (mm/rev)
5.00 0.30 0.04 0.030 19.00 ° [ [ 0.12-0.33
e No depth limit e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
Tools: C#-HELIR/L e C#-HFIR/L-MC e CR HFIR-M ¢ DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP ¢ DGFH e DGFH-JHP e DGTR/L e HELIR/L
e HFAER/L-5T, 6T ® HFAIR/L-DG ® HFFR/L-T ® HFHR/L-5T ¢ HFIR/L-MC ® HFPAD-5 ® HFPAD-JHP ¢ HGPAD e HGPAD-JHP e IM-HFIR-MC
* NQCH-DGTR/L-D-SH-JHP
Member IMC Group
r r |
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TWISTED 2-SIDED L2 ‘
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DGN/DGNM-J/JS/JT . “!rﬁ hj
Double-Sided Inserts for Parting w UM m E
R -

and Grooving Soft Materials,
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Parting.Tubes, Small Diameters EL INSL- - =OX =
and Thin-Walled Parts | CAﬂ = =_———= B 1
. . Recommended
Dimensions Tough <— Hard Machining Data

siglel8|8|z8|l2|s|z|a|lc|s|s]| fooove
Designation CW CWTOL® RE RETOL® CDX® INSL| S |8 |3|5|&|8|8|5|8|8|3|8|8|3 (mm/rev)
DGN 1002J 1.00 0.02 0.16 0.020 3.00 21.00( @ o | e o o 0.02-0.07
DGN 1402J 1.40 0.03 0.16  0.020 1500 1580| ® | ® oo o oo |0 (o0 0.03-0.12
DGN 1502J 1.50 0.03 0.16 0.020 18.00 2090| e o | e o o 0.03-0.12
DGN 2002JT 2.00 0.03 020 0020 18.00  19.80 ° 0.04-0.14
DGN 2200JS () 2.20 0.03 0.02 0.020 18.00 1900| ® | ® o o 0.03-0.08
DGN 2202J 2.20 0.03 020  0.020 1800 1980| ® | ® e o |0 0|0 (0o (0|0 |0 o0 0.04-0.12
DGN 2202JT 2.20 0.03 020 0020 1800  19.80 . ° ° 0.04-0.14
DGN 3100JS () 3.10 0.04 0.02 0.020 1800 1970| @ o o | e 0.03-0.10
DGN 3102J 3.10 0.04 0.20 0.020 18.00 2010 ® | ® | oo | 0o (00|00 o o 0.04-0.16
DGN 3102JT 3.10 0.04 020 0020 18.00  20.10 . ° . ° 0.05-0.18
DGN 3202J 3.18 0.04 0.20 0.020 18.00  20.10 o 0.04-0.16
DGNM 3202J (@ 3.18 0.04 0.20 0.020 -6 2030 @ o o o o 0.04-0.16
DGN 4003J 4,00 0.04 030  0.030 -®  1890| @ | @ o | o | o oo |0 |0 0|0 0.05-0.18
DGN 4003JT 4.00 0.04 0.30 0.030 - 18.90 [ 0.05-0.18
DGN 4803J 4.80 0.04 030  0.030 -6 2040 @ 0.05-0.20
DGN 5003J 5.00 0.04 030  0.030 - 1900 @ | @ o | oo . o | oo 0.05-0.20
DGN 5003JT 5.00 0.04 0.30 0.030 - 19.00 o [ 0.05-0.20
DGN 6303J 6.35 0.04 035  0.030 -©® 1910 @ | @ o | o |0 . o | oo 0.05-0.25
DGN 6303JT 6.35 0.04 0.35 0.030 -6 19.10 [ [ 0.05-0.25

* JT chipformer has the basic positive configuration of the J-type and a reinforced negative frontal edge; most suitable for soft materials at low to medium feeds
e For cutting speed recommendations and user guide, see pages 540-547

() Sharp corners

(@ Single-ended insert

() Cutting width tolerance (+/-)

@) Corner radius tolerance (+/-)

) Cutting depth maximum

(6) No depth limit

Tools: C#-HELIR/L e C#-HFIR/L-MC e CR HFIR-M ¢ D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD e DGAQ e DGAQ-JHP ¢ DGFH

® DGFH-JHP e DGFHL-26B-TR-D * DGFHR/L ¢ DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP e DGFS e DGPAD-JHP ¢ DGPAD-XL-JHP e DGTR/L
DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH e DGTR/L-B-D-TR ® DGTR/L-B-T-SH e DGTR/L-B/BC-D ¢ DGTR/L-BC-T
e HELIR/L  HFAER/L-4 e HFAER/L-5T, 6T ® HFAIR/L-4 ® HFAIR/L-DG ® HFFR/L-T ® HFHR/L-4T ¢ HFHR/L-5T  HFHR/L-6T e HFIR/L-MC

e HFPAD-4 e HFPAD-5 ¢ HFPAD-6 ® HFPAD-JHP ¢ HGPAD e HGPAD-JHP e IM-HFIR-MC ¢ NQCH-DGTR/L-D-SH-JHP

ISCAR




DoGir 01Ty ee INSL o, e L
DGRLIIIS > 2 e 1 LN
RE 7‘J

Double-Sided Inserts for
CW RE
A PSIRE%EB 1 'l
Ipsma

| -
e =
Iy

Parting Soft Materials, Parting
Tubes, Small Diameters
and Thin-Walled Parts

©)
Z
—
<
al

Dimensions Tough <— Hard agzzmmgng:g

2122|1828 |8/8|8|g| oo
Designation CW RE  CDX® INSL PSRL PSRR |2 |2 |2|L|Le(e|e|e|Q|< (mm/rev)
DGL 1001J-8D 100 007 3.00 21.00 - 8.0 ° ° 0.02-0.06
DGR 1001J-8D 100 007 3.00 21.00 8.0 - ° ° o | o ° 0.02-0.06
DGL 1400JS-15D (1) 140 002 14.00 15.40 - 15.0 ° ° 0.03-0.07
DGR 1400JS-15D (1) 1.40 0.02 14.00 15.40 15.0 - o | o[ o] e o | o ° 0.03-0.07
DGL 1402J-8D 140  0.16 14.00 15.80 - 8.0 ° . 0.03-0.08
DGR 1402J-8D 140  0.16 14.00 15.80 8.0 - oo | oo ° ° 0.03-0.08
DGR 1500J-8D 150 005 18.00 20.90 8.0 - o | o | o e o | o 0.03-0.08
DGL 2200JS-15D (1) 2.20 0.02 18.00 20.60 - 15.0 ° o | o | o ° ° 0.03-0.07
DGL 2200JS-6D (1) 220 002 18.00 20.60 - 6.0 ° . ° ° 0.03-0.08
DGR 2200JS-15D (1) 2.20 0.02 18.00 20.60 15.0 - ° R o | o 0.03-0.07
DGR 2200JS-6D (1) 220 002 18.00 20.60 6.0 - o | o | oo o | o ° 0.03-0.08
DGL 2202J-6D 2.20 0.20 18.00 21.00 - 6.0 . . (] . . . . 0.03-0.10
DGR 2202J-15D 220 020 18.00 21.00 15.0 - o | o | oo 0.03-0.08
DGR 2202J-6D 2.20 0.20 18.00 21.00 6.0 - . (] . . . . . . 0.03-0.10
DGL 3100JS-15D (1) 310 002 18.00 20.60 - 15.0 ) . ° ° 0.03-0.07
DGL 3100JS-6D (1) 3.10 0.02 18.00 20.60 - 6.0 ° ° ° ° 0.03-0.08
DGR 3100JS-15D (1) 3.10 0.02 18.00 20.60 15.0 - o (o (oo | oo e . 0.03-0.07
DGR 3100JS-6D (1) 310 002 18.00 20.60 6.0 - o | o | o | 0|0 | oo ° 0.03-0.08
DGL 3102J-15D 310 020 18.00 21.00 - 15.0 ° o | o 0.04-0.10
DGL 3102J-6D 3.10 0.20 18.00 21.00 - 6.0 o | o (oo | 0o | e o | o 0.04-0.14
DGR 3102J-15D 310 020 18.00 21.00 15.0 - ° o | o . ° 0.04-0.10
DGR 3102J-6D 3.10 0.20 18.00 21.00 6.0 - o (o o (o o | o o | o | o 0.04-0.14
DGR 4000JS-15D (1) 400 000 -@ 19.30 15.0 - ° ° 0.04-0.10
DGL 4003J-4D 4.00 0.30 -@ 18.90 - 40 . o | o[ o | @ o | o 0.04-0.15
DGR 4003J-4D 4.00 0.30 -0 18.90 - 40 o (o o | o | o o | o | @ 0.04-0.15
DGR 4800JS-4D (1) 4.80 0.03 -@ 19.80 - 40 ° 0.04-0.12
DGR 4800JS-8D (1) 480 003 -@ 19.80 - 8.0 ° 0.04-0.14
DGR 4803J-4D 480 030 -@ 19.80 - 40 ° 0.04-0.18
DGR 4803J-8D 480 030 -@ 19.80 - 80 ° 0.04-0.15
DGL 5003J-4D 500 030 -@ 19.80 - 40 ° ° 0.05-0.20
DGR 5003J-4D 500 030 -@ 19.80 - 40 ° o | o . 0.05-0.20
DGL 6303J-4D 6.35 0.35 -@ 19.10 - 4.0 . (] 0.05-0.25
DGR 6303J-4D 635 035 -@ 19.10 - 40 ° 0.05-0.25

e For cutting speed recommendations and user guide, see pages 540-547

() Sharp corners

(2 Cutting depth maximum

@) No depth limit.

Tools: C#-HELIR/L e D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP ¢ DGFH ¢ DGFH-JHP e DGFHL-26B-TR-D

e DGFHR/L ¢ DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP * DGFS e DGPAD-JHP e DGPAD-XL-JHP e DGTR/L ¢ DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC
e DGTR/L-B-D-SH ¢ DGTR/L-B-D-TR ¢ DGTR/L-B-T-SH ¢ DGTR/L-B/BC-D ¢ DGTR/L-BC-T ® HELIR/L ® NQCH-DGTR/L-D-SH-JHP

Member IMC Group.
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TWISTED 2-SIDED

DGN-LF/LFT
Double-Sided Inserts for Parting
and Grooving Stainless Steel

J
=

©)
=
—
5
al

Dimensions Tough <— Hard I\?Ig(c::?lmir:;ngaet:
(=) o o

Sl 2| 5|88 f groove

[=o) (=] ~— [Ts) ~— [=5] (=23
Designation cw CcWTOL® RE RETOL®  CDX® NSL [ 22| || (mm/rev)
DGN 2002LF 2.00 0.03 0.20 0.020 18.00 19.80 o [ o o 0.03-0.08
DGN 2202LF 2.20 0.03 0.20 0.020 18.00 19.80 o o o o o 0.03-0.08
DGN 2502LF 2.50 0.03 0.20 0.020 18.00 19.80 o o 0.03-0.08
DGN 3102LF 3.10 0.04 0.20 0.020 18.00 20.10 [ ° () ° ° ° ° 0.04-0.10
DGN 3102LFT 3.10 0.04 0.20 0.020 18.00 21.10 [ [ 0.04-0.12

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

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

(3 Cutting depth maximum

Tools: DGAD-B-D ¢ DGAQ ¢ DGAQ-JHP ¢ DGFH ¢ DGFH-JHP e DGFHL-26B-TR-D ¢ DGFHR/L ¢ DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP

e DGFS ¢ DGPAD-JHP e DGPAD-XL-JHP e DGTR/L e DGTR/L-B-D-JHP-SL ® DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH e DGTR/L-B/BC-D

¢ NQCH-DGTR/L-D-SH-JHP

TWISTED 2-SIDED

DGN-MF

Double-Sided Inserts for Parting
and Grooving Soft and Hard
Materials at Medium Feeds

L=
=

Dimensions Tough <— Hard azﬁﬁﬁgng:;

slglglg|g| room
Designation CwW RE cwroL® CDX@ INSL 8|5|8|8|8 (mm/rev)
DGN 2002MF 2.00 0.20 0.04 18.00 19.90 o ° ° o ° 0.04-0.12
DGN 2202MF 2.20 0.20 0.04 18.00 19.90 o ° 0.04-0.12
DGN 3002MF 3.00 0.20 0.04 18.00 20.10 o 0.06-0.18
DGN 3102MF 3.10 0.20 0.04 18.00 20.10 ° . [ . 0.06-0.18
DGN 4003MF 4.00 0.30 0.04 -@ 18.80 [ o 0.08-0.20

For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Cutting depth maximum

@) No depth limit

Tools: C#-HELIR/L e C#-HFIR/L-MC e CR HFIR-M e DGAQ ® DGAQ-JHP ¢ DGFH ¢ DGFH-JHP ¢ DGFHR/L-B-D..(R/L) * DGFHR/L-BC-JHP

o DGPAD-JHP e DGPAD-XL-JHP ¢ DGTR/L ¢ DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e HELIR/L ¢ HFAER/L-4 e HFAIR/L-4

e HFAIR/L-DG ® HFFR/L-T ® HFHR/L-4T ® HFIR/L-MC  HFPAD-4  HFPAD-JHP ¢ HGPAD ¢ HGPAD-JHP e IM-HFIR-MC ¢ NQCH-DGTR/L-D-SH-JHP

ISCAR




bogGrii N IERE

oot 2 -- = i

Double-Sided Inserts

for Parting Tubes, Thin- RE VL jﬁ g
P L‘* | ||«

Walled and Small Parts
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cW
) . Recommended
Dimensions Tough <— Hard Machining Data
8| 2| x| s | fgooe
Designation cwW CDX( cwroL® RE RETOL® INSL S| & |8 | 3| (mmre
DGN 20022 2.00 18.00 0.03 0.20 0.020 20.90 [ o [ o 0.03-0.12
DGN 30022 3.00 18.00 0.03 0.20 0.020 20.90 . ° 0.03-0.16
* For cutting speed recommendations and user guide, see pages 540-547
() Cutting depth maximum
(2) Cutting width tolerance (+/-)
() Corner radius tolerance (+/-)
Tools: D/HGAD RE/LE-JHP  DGAD-B-D ® DGAD/HGAD ¢ DGAQ * DGAQ-JHP ¢ DGFH e DGFH-JHP e DGFHL-26B-TR-D ® DGFHR/L ® DGFHR/L-B-D..(R/L)

* DGFHR/L-BC-JHP ¢ DGFS e DGPAD-JHP ¢ DGPAD-XL-JHP ¢ DGTR/L ¢ DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC ¢ DGTR/L-B-D-SH
e DGTR/L-B/BC-D * NQCH-DGTR/L-D-SH-JHP

D
TWISTED 2-SIDED “!
DGR-Z/ZS 01 r
Double-Sided Inserts with Very y
Positive Rake for Parting Tubes / =
PSlRR%% cw
L st

and Thin-Walled and Small Parts

) . Recommended

DS Machining Data
=] f groove
Designation CcwW RE INSL CDX@ PSIRR 3 (mm/rev)
DGR 2000ZS-15D (1) 2,00 0.02 20.40 18.00 15.0 ° 0.03-0.07
DGR 2000ZS-6D (1) 2.00 0.02 20.40 18.00 6.0 ° 0.03-0.08
DGR 20022-15D 2.00 0.20 20.90 18.00 15.0 ° 0.03-0.10
DGR 2002Z-6D 2.00 0.20 20.90 18.00 6.0 ° 0.03-0.10
DGR 3000ZS- 3.00 0.02 20.40 18.00 15.0 ° 0.03-0.10
DGR 3000ZS-6D (1) 3.00 0.02 20.40 18.00 6.0 ° 0.03-0.12
DGR 3002Z-6D 3.00 0.20 20.90 18.00 6.0 ° 0.03-0.14

e For cutting speed recommendations and user guide, see pages 540-547

() Sharp corners

(2 Cutting depth maximum

Tools: D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD e DGAQ e DGAQ-JHP e DGFH ¢ DGFH-JHP e DGFHL-26B-TR-D ¢ DGFHR/L ¢ DGFHR/L-B-D..(R/L)
* DGFHR/L-BC-JHP ¢ DGFS e DGPAD-JHP ¢ DGPAD-XL-JHP ¢ DGTR/L e DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC ¢ DGTR/L-B-D-SH

e DGTR/L-B/BC-D * NQCH-DGTR/L-D-SH-JHP

Member IMC Group.
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TWISTED 2-SIDED i L -
DGN-UT/UA im%@ “!T j
Double-Sided Inserts for Parting
and Grooving Cr-Ni Alloys, REJ jﬁ
» < Ef, 1 *g

Low Carbon Steel and Ductile

©)
=
—
5
al

ow
Materials at Low Feeds e nsL_» *

. . Recommended

Dimensions Tough «— Hard Machining Data
2181812/8|8(8|8|g| e
Designation cw cwroL® RE RETOL®@ CDX® INSL Slofe|lo|o|e|le|g]|o (mm/rev)
DGN 2202UA 2.20 0.03 0.20 0.020 18.00 19.90 L] o | e 0.04-0.13
DGN 2202UT 2.20 0.03 0.20 0.020 18.00 19.60 ° . 0.03-0.11
DGN 3003UA 3.00 0.03 0.25 0.020 18.00 20.50 e | oo |0 o (e o 0.04-0.15
DGN 3003UT 3.00 0.03 0.25 0.020 18.00 20.50 o e 0.04-0.13
DGN 4003UA 4.00 0.04 0.30 0.020 -@ 19.40 L] L] 0.05-0.16
DGN 4003UT 4.00 0.04 0.30 0.020 -@ 19.30 [ [ ° 0.04-0.15
DGN 5003UT 5.00 0.04 0.30 0.020 -@ 19.00 L] (] e |0 0.05-0.18
DGN 6008UT 6.00 0.04 0.80 0.050 -@ 19.10 ° ° o | e 0.06-0.20

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@3 Cutting depth maximum

@) No depth limit

Tools: C#-HELIR/L ¢ D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD e DGAQ e DGAQ-JHP e DGFH e DGFH-JHP e DGFHL-26B-TR-D

e DGFHR/L ® DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP e DGFS e DGPAD-JHP e DGPAD-XL-JHP e DGTR/L ¢ DGTR/L-B-D-JHP-SL ¢ DGTR/L-B-D-JHP-SL-MC
e DGTR/L-B-D-SH e DGTR/L-B/BC-D ¢ DGTR/L-BC-T ¢ HELIR/L ® HGPAD e HGPAD-JHP e NQCH-DGTR/L-D-SH-JHP

HSTED 2-SIDED DGN 1000 “! . j
DGN-P 2 201 +0.1 R
Double-Sided Inserts for Parting e @ %E @D
and Grooving Soft Materials, ' B E g
! RE cw « ||«
4 I B ———

Thin and Miniature Parts ~— INSL—=|
cw S
P r b ARe

. . Recommended

Elnzis Machining Data
=] f groove
Designation cw RE CcwrtoLM RETOL® INSL CDX® § (mm/rev)
DGN 1000P 1.00 0.05 0.02 0.020 20.00 3.00 . 0.02-0.05
DGN 1500P 1.50 0.05 0.02 0.020 20.00 18.00 . 0.02-0.07
DGN 2000P 2.00 0.05 0.02 0.020 20.00 18.00 o 0.02-0.08
DGN 3000P 3.00 0.05 0.02 0.020 20.00 18.00 . 0.02-0.10

e For cutting speed recommendations and user guide, see pages 540-547

) Cutting width tolerance (+/-)

(@ Corner radius tolerance (+/-)

@) Cutting depth maximum

Tools: D/HGAD RE/LE-JHP e DGAD-B-D ® DGAD/HGAD e DGAQ ® DGAQ-JHP ¢ DGFH e DGFH-JHP e DGFHL-26B-TR-D ¢ DGFHR/L ¢ DGFHR/L-B-D..(R/L)
¢ DGFHR/L-BC-JHP e DGFS e DGPAD-JHP e DGPAD-XL-JHP ¢ DGTR/L ¢ DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH

e DGTR/L-B-D-TR ¢ DGTR/L-B-T-SH ¢ DGTR/L-B/BC-D ¢ NQCH-DGTR/L-D-SH-JHP

ISCAR
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TWISTED 2-SIDED 0.1 — DGR 1000 “
BT N — L
Double-Sided Inserts for J@
7
RE
CW  RE

Parting Soft Materials, Thin

- ]
and Miniature Parts PS|RREEB’%W |

p [ PSIRE » =

. . Recommended

PLIEIEETS Machining Data
=] f groove
Designation cw RE INSL CDXM PSIRR 8 (mm/rev)
DGR 1000P-15D 1.00 0.05 20.60 2.90 15.0 o 0.02-0.03
DGR 1000P-6D 1.00 0.05 20.60 2.90 6.0 [ 0.02-0.04
DGR 1500P-15D 1.50 0.05 20.60 18.00 15.0 o 0.02-0.04
DGR 1500P-6D 1.50 0.05 20.60 18.00 6.0 [ 0.02-0.05
DGR 2000P-15D 2.00 0.05 20.60 18.00 15.0 [ 0.02-0.05
DGR 2000P-6D 2.00 0.05 20.60 18.00 6.0 [ 0.02-0.07

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting depth maximum

Tools: D/HGAD RE/LE-JHP e DGAD-B-D  DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP ¢ DGFH e DGFH-JHP e DGFHR/L ¢ DGFHR/L-B-D..(R/L)

e DGFS ¢ DGPAD-JHP ¢ DGTR/L ¢ DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH ¢ DGTR/L-B-D-TR * DGTR/L-B-T-SH
e DGTR/L-B/BC-D ¢ NQCH-DGTR/L-D-SH-JHP

i - Fd
' = (R

Double-Sided Parting and
Grooving Inserts with a Wiper
Design for High Flatness

HE f‘ilNSLﬂ
and Surface Finish E%EE

cw}
. . Recommended
Dimensions Tough <— Hard Machining Data
8 8 f groove
Designation cwW RE CWTOL™ RETOL®@ CDX® INSL (&) ) (mm/rev)
DGN 1900WP 1.90 0.05 0.02 0.020 6.00 19.70 . L] 0.04-0.12
DGN 2400WP 2.39 0.05 0.02 0.020 6.00 20.40 o ° 0.05-0.14

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@3 Cutting depth maximum

Tools: D/HGAD RE/LE-JHP e DGAD-B-D ® DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP ¢ DGFH e DGFH-JHP e DGFHL-26B-TR-D  DGFHR/L ¢ DGFHR/L-B-D..(R/L)
e DGFS ¢ DGPAD-JHP ¢ DGTR/L ¢ DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH ¢ DGTR/L-B/BC-D ® NQCH-DGTR/L-D-SH-JHP

r. Y. 1/}
TWISTED 2-SIDED +0.1 #_ ! ¥
DGR-WP A T T “r
Double-Sided Parting Inserts - -:.
with a Wiper Design for High o A ‘.7|NSL4.‘

A@EE R

Flatness and Surface Finish o
ouf |

PSIRR
) . Recommended
Dimensions Tough «— Hard Machining Data
9 3 f groove
Designation cwW RE CDX™ INSL PSIRR 8 ) (mm/rev)
DGR 1900WP-12D 1.90 0.05 6.00 19.70 12.0 ° ° 0.04-0.10
DGR 1900WP-5D 1.90 0.05 6.00 19.70 5.0 o 0.04-0.10
DGR 2400WP-12D 2.39 0.05 6.00 20.40 12.0 [ ° 0.04-0.10
DGR 2400WP-5D 2.39 0.05 6.00 20.40 5.0 [ 0.04-0.12
* For cutting speed recommendations and user guide, see pages 540-547
() Cutting depth maximum
Tools: D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD ¢ DGAQ ® DGAQ-JHP ¢ DGFH ® DGFH-JHP  DGFHR/L * DGFHR/L-B-D..(R/L)
o DGFS e DGPAD-JHP e DGTR/L ® DGTR/L-B-D-JHP-SL ¢ DGTR/L-B-D-JHP-SL-MC * DGTR/L-B-D-SH * DGTR/L-B/BC-D * NQCH-DGTR/L-D-SH-JHP
ember IMC Group
- o=

©)
Z
—
<
al




(D TWISTED 2-SIDED Xx! L2 “_'L
- HGN-C 0.1 r
— Parting and Grooving Inserts @
|— for Parting Bars, Hard Materials RE jﬁ g
m and Tough Applications >, TN INSL—= hall|
CcW
<C G I
Dimensions Tough «— Hard I\Ijlz(c::?]mir:;ng:ti
| 8|3 38| f groove
Designation cw RE CWTOL INSL S|8|&8 |8 |3 (mm/rev)
| HGN 3003C | 3.00 0.30 0.05 15.80 o [ e[ o[ o[ o 0.08-0.20

* No depth limit e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-HELIR/L ¢ D/HGAD RE/LE-JHP e DGAD/HGAD e HELIR/L e HFPAD-3 e HFPAD-JHP e HGAIR/L-3 ¢ HGFH ¢ HGHR/L-3 * HGPAD
* HGPAD-JHP

DO-Grir EE—
HGR/L-C v = “!ﬁ

Inserts for Parting Bars, Hard

RE
Materials and Tough Applications EEZ} R
PSIRR
3
v
cngS‘ L
. . Recommended
Dimensions Tough Hard Machining Data
§ § f groove
CW RE INSL PSIRL PSIRR o Q (mm/rev)
HGL 3003C-6D 3.00 0.30 15.60 6.0 - . 0.06-0.16
HGR 3003C-6D 3.00 0.30 15.60 - 6.0 [ [ 0.06-0.16

* No depth limit e For cutting speed recommendations and user guide, see pages 540-547
Tools: D/HGAD RE/LE-JHP ¢ DGAD/HGAD e HELIR/L * HGFH

TWISTED 2-SIDED “!
HGN-J +0.1 r
Inserts for Parting and w

Grooving Soft Materials,

RE
Parting Tubes, Small Diameters TN~ INSL—
and Thin-Walled Parts CW |

J
=

ﬁi‘a

J i
. . Recommended
Dimensions Tough Hard Machining Data
< =1 by =] f groove
Designation cw RE cwTOL( RETOL@ INSL S|8|&8|8 (mm/rey)
HGN 3002J 3.00 0.20 0.05 0.030 16.10 o | o | o | o 0.04-0.15

e No depth limit e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

Tools: C#-HELIR/L ¢ D/HGAD RE/LE-JHP e DGAD/HGAD e HELIR/L e HFPAD-3 e HFPAD-JHP e HGAIR/L-3 ¢ HGFH ¢ HGHR/L-3 * HGPAD
* HGPAD-JHP

ISCAR




TWISTED 2-55’[7

HGR/L-J/JS

Double-Sided Inserts for Parting
Soft Materials, Tubes, Small
Diameters and Thin-Walled Parts

RE

J 7= ——Ccl
. . Recommended
Dimensions Tough Hard Machining Data
| 8| 3 f groove
Designation cw RE PSIRL PSIRR INSL 8| 8|8 (mm/rev)
HGL 3000JS-15D (1) 3.00 0.02 15.0 - 156.20 [ 0.03-0.07
HGR 3000JS-15D (1) 3.00 0.02 - 15.0 15.20 [ 0.03-0.07
HGL 3002J-6D 3.00 0.20 6.0 - 15.70 o 0.04-0.12
HGR 3002J-6D 3.00 0.20 - 6.0 15.70 ° ° ° 0.04-0.12
* No depth limit e For cutting speed recommendations and user guide, see pages 540-547
() Sharp corners
Tools: D/HGAD RE/LE-JHP « DGAD/HGAD e HELIR/L ® HGFH
: ¥ I
TWISTED 2-SIDED i
KoL ' ey VElne=o
Double-Sided Inserts for Parting
and Grooving Low Feeds on Cr-Ni REJ jﬁ g
Alloys and Low Carbon Steel oW hul[E
e—ns— !
. . Recommended
Dimensions Tough Hard Machining Data
§ § f groove
Designation cw RE cwroL® RETOL® INSL &) [&] (mm/rev)
HGN 3003UT 3.00 0.30 0.05 0.030 15.80 [ [ 0.04-0.13

e No depth limit e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2) Corner radius tolerance (+/-)

Tools: C#-HELIR/L e D/HGAD RE/LE-JHP e DGAD/HGAD e HELIR/L ¢ HFPAD-3 e HFPAD-JHP e HGAIR/L-3 ¢ HGFH ¢ HGHR/L-3 ¢ HGPAD

e HGPAD-JHP
DO-GRIFAL 2T
[
DGN-C-XL +0.1 X\j
Extra Long Parting and Grooving D
Inserts for Parting Bars Up to 65 [N
mm Diameters, Hard Materials L, INSL 5
and Tough Applications oWk
. . Recommended
Dimensions Tough <— Hard Machining Data
s | 8| «x f groove
Designation cw RE cwWTOL( RETOL® CDX® INSL 8|8 |8 (mm/rey)
DGN 2002C-XL 2.05 0.20 0.04 0.030 30.00 32.00 () [} ° 0.05-0.16
DGN 3002C-XL 3.00 0.20 0.04 0.030 32.50 35.00 [ [ 0.07-0.20
o For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
@) Cutting depth maximum
Tools: DGTR/L-XL
-
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DO-GRIFAL

DGR/L-C-XL 01 ﬂjﬂ 7 “!ﬁ
7° =

Extra Long Double-Sided Inserts
for Parting Bars, Hard Materials RE

©)
=
—
5
al

L | INSL-
and Tough Applications
ow?
PSIRR
Right-hand shown
) . Recommended
Dimensions Tough Hard Machining Data
3 = f groove
Designation cw RE CDX( PSIRL PSIRR INSL 3 3 (mm/rev)
DGL 2002C-6D-XL 2.00 0.20 30.00 6.0 - 32.00 [ o 0.05-0.12
DGR 2002C-6D-XL 2.00 0.20 30.00 - 6.0 32.00 [ o 0.05-0.12
DGL 3002C-6D-XL 3.00 0.20 32.50 6.0 - 35.00 [ o 0.08-0.18
DGR 3002C-6D-XL 3.00 0.20 32.50 - 6.0 35.00 [ o 0.08-0.18

e For cutting speed recommendations and user guide, see pages 540-547
() Cutting depth maximum
Tools: DGTR/L-XL

Py .1/ "4}
DO-GRIFAL

2l )
DGN-J-XL io@im 7 \X!F Bl
7° =

Extra Long Inserts for Parting

and Grooving Soft Materials, RE INSL
Parting Tubes, Small Diameters QE

and Thin-Walled Parts cw
) . Recommended
Dimensions Tough <— Hard Machining Data
2| 8| «x f groove
Designation cw RE CWTOL) RETOL® CDX® INSL 8|8 |& (mm/rev)
DGN 2002J-XL 2.05 0.20 0.04 0.030 30.00 32.00 [ ° ° 0.04-0.14
DGN 3002J-XL 3.00 0.20 0.04 0.030 32.50 35.00 o o 0.04-0.16
e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
@) Cutting depth maximum
Tools: DGTR/L-XL
DO-GRIFAL =
0.1
DGR/L-J-XL : [/ [ B
Extra Long Double-Sided Inserts 7|2
for Parting Soft Materials RE g
’ — INSL-
Tubes, Small Diameters E
and Thin-Walled Parts cwt Vs
PSIRR
Right-hand shown
I . Recommended
Dimensions Tough Hard Machining Data
=] =] f groove
Designation oW RE CDX() PSIRL PSIRR INSL 3 3 (mm/rey)
DGL 2002J-6D-XL 2.00 0.20 30.00 6.0 = 32.00 [ ° 0.04-0.10
DGR 2002J-6D-XL 2.00 0.20 30.00 - 6.0 32.00 [ ° 0.04-0.10
DGL 3002J-6D-XL 3.00 0.20 32.50 6.0 - 35.00 o o 0.04-0.14
DGR 3002J-6D-XL 3.00 0.20 32.50 - 6.0 35.00 [ o 0.04-0.14

For cutting speed recommendations and user guide, see pages 540-547
) Cutting depth maximum
Tools: DGTR/L-XL

ISCAR




ISCARPARTING oA — I (5
— e
(= " =K Ty - o

BGTR/L-B-JHP H [=ie=—@p=L] HF I_
Integral Shank Parting and I HBHE  we |
Grooving Tools with Coolant | —— t%fiJ m
Channels Carrying Narrow Inserts E’ ;F::A:‘%gﬁiﬁ VXTM <E
for Parting up to 20 mm Bars D_
CWNT — cwx®@ H HF B WB OAL LH D max® WF HBH

BGTR/L 16B-D20-JHP 0.80 1.50 16.0 16.0 16.0 4.00 142.00 47.5 4004 14.00 4.0

BGTR/L 20B-D20-JHP 0.80 1.50 20.0 20.0 20.0 4.00 142.00 47.5 40.0@ 18.00 -

BGTR/L 25B-D20-JHP 0.80 1.50 25.0 25.0 25.0 4.00 142.00 47.5 4004 23.00 =

® For user guide, see pages 540-547

) Minimum cutting width

2 Maximum cutting width

() The specified limit refers to the tool

@) for grooving

Inserts: BGM N-J ¢ BGM R/L-J

Holders: AVC-D80-VH e C#-ADE e C#-ADES e C#-ASHA e C#-ASHR/L e C#-ASHR/L-45 e DT30/2 ASH# 16/20-1-35080 e HSK A-WH-ASHR/L-1
o HSK A63WH-ASHN-45 e HSK A63WH-ASHR/L-2 ® HSK AB3WH-ASHR/L-3 ® HSK A63WH-ASHR/L-45

Spare Parts

/ 4 & 4

BGTR/L 16B-D20-JHP SR M5X16 DIN912 SR 5/16UNF TL360 HW 4.0
BGTR/L 20B-D20-JHP SR M5X16 DIN912 HW 3.0 PLG G1/8 TL360 HW 5.0
BGTL 25B-D20-JHP SR M5X16 DIN912 HW 3.0 PLG G1/8 TL360 HW 5.0
BGTR 25B-D20-JHP SR M5X16 DIN912 HW 4.0 PLG G1/8 TL360 HW 5.0

ISCARPARTING NeL . T
[
BGM N-J 4 CDX M
Narrow Material Cost Saving K ]
Inserts for Grooving and Parting RE
up to 20 mm Bar Diameters Al —_—
CW=+0.02
I . Recommended
PLIETEETS Machining Data
8 f groove
Designation cwW CWTOLM RE RETOL®@ CDX INSL ) (mm/rev)
BGM N0801J 0.80 0.02 0.10 0.020 10.00 38.70 [ 0.02-0.05
BGM N1001J 1.00 0.02 0.10 0.020 10.00 38.70 [ 0.02-0.08
BGM N1201J 1.20 0.02 0.10 0.020 10.00 38.70 o 0.03-0.10
BGM N1501J 1.50 0.02 0.10 0.020 10.00 38.70 [ 0.05-0.12
e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
Tools: BGTR/L-B-JHP
ISCARPARTING el B
BGM R/L-J CDX == ‘ “ r
Narrow Material Cost Saving ]
Inserts for Parting up to RE
20 mm Bar Diameters ' —
\E@IR fow
) . Recommended
EIRE IR Machining Data
8 f groove
Designation cw RE INSL CDX PSIR &) (mm/rev)
BGM R/L1001 1.00 0.10 38.70 10.00 16.0 o 0.02-0.06
BGM R/L1001 1.00 0.10 38.70 10.00 6.0 o 0.02-0.08
e For cutting speed recommendations and user guide, see pages 540-547
Tools: BGTR/L-B-JHP
-———ci




TANG-GRIP

7Y Y7 W NV
[g [ ] od TGFH...1.4/1.6 P CWN -EWX

vt ST I— 2l
Y _ VY o) A, |"| “q» TH

gyMQ}E'"" CUTDIA %/ °/“| hF

TGFH/R/L e —— we A

Blades with a Tangentially TGFH..K 1507

Oriented Pocket Carrying TANG-

GRIP Single-Ended Inserts TGFH 100,150 ﬂ

©)
=
—
5
al

for Parting and Grooving

H CWN® CWX9 WB  OAL CDX HF  CUTDIA CSP® Insert 4 G

TGFH 19-1.4 19.0 1.40 1.40 1.056 86.00 9.60 15.7 300 0 TAG14  ETG1.4/1.6"
TGFH 19-1.6 19.0 1.60 1.60 1300 86.00 11.00 15.7 320 0 TAG16  ETG1.4/16
TGFH 19-2 19.0 1.80 2.40 1.65 86.00 - 15.7 38.0 0 TAG 2 ETG 2*
TGFH 26-1.4 26.0 1.40 1.40 1.05 0 110.00 8.30 214 29.0 0 TAG14  ETG1.4/16°
TGFH 26-1.6 26.0 1.60 1.60 13060 110.00 10.00 214 350 0 TAG16  ETG1.4/1.6°
TGFH 26-2 26.0 1.80 2.40 1.65 110.00 - 21.4 50.0 0 TAG 2 ETG 2*
TGFH 26-3 26.0 2.80 350 2.50 110.00 - 21.4 750 0 TAG 3 ETG 3-4*
TGFH 26K-3 (1) 26.0 2.80 350 2.50 110.00 - 214 75.0 1 TAG 3 ETG 3-4-SH* SGC 340
TGFH 26-4 26.0 3.70 450 3.40 110.00 - 21.4 80.0 0 TAG 4 ETG 3-4*
TGFH 26-5 26.0 470 550 4,00 150.00 - 214 80.0 0 TAG 5 ETG 5-7*
TGFH 32-1.4 32.0 1.40 1.40 1,056 150.00 7.10 24.8 29.0 0 TAG14  ETG1.4/1.6°
TGFH 32-1.6 320 1.60 1.60 1.300 150.00 10.00 24.8 380 0 TAG16  ETG14/1.6"
TGFH 32-2 32.0 1.80 2.40 1,650 150.00 - 24.8 50.0 0 TAG 2 ETG 2*
TGFH 32-3 320 2.80 350 2.50 150.00 - 24.8 100.0 0 TAG 3 ETG 3-4*
TGFH 32K-3 (1 320 2.80 350 250 150.00 - 24.8 100.0 1 TAG 3 ETG 3-4-SH* SGC 340
TGFH 32-4 320 3.70 450 3.40 150.00 - 24.8 100.0 0 TAG 4 ETG 3-4*
TGFH 32K-4 (1) 32.0 3.70 450 3.40 150.00 - 24.8 100.0 1 TAG 4 ETG 3-4-SH* SGC 340
TGFH 32-5 320 470 550 4,00 150.00 - 24.8 120.0 0 TAG 5 ETG 5-7
TGFH 32-6 32.0 5.70 6.50 5.20 150.00 - 24.8 120.0 0 TAG 6 ETG 5-7*
TGFH 32-7 320 6.80 750 6.00 148.00 - 24.8 120.0 0 TAG7 ETG 5-7*
TGFH 45-3 450 2.80 350 2.50 225.00 - 38.1 160.0 0 TAG3 ETG 3-4*
TGFH 45-4 450 3.70 450 3.40 225.00 - 38.1 160.0 0 TAG 4 ETG 3-4*
TGFH 45-5 45,0 4.70 5,50 4,00 225.00 - 38.1 160.0 0 TAG 5 ETG 5-7*
TGFH 45-6 450 5.70 6.50 5.20 225.00 - 38.1 160.0 0 TAG 6 ETG 5-7*
TGFH 45-7 45,0 6.80 7.50 6.00 225.00 - 38.1 160.0 0 TAG 7 ETG 5-7*
TGFH 52-7 526 6.80 750 6.00 190.00 - 452 190.0 0 TAG7 ETG 5-7
TGFH 53-7 526 6.80 7.50 6.00 260.00 - 452 220.0 0 TAG 7 ETG 5-7
TGFH 52K-8 (1) 526 7.70 8.50 7.20 190.00 - 452 190.0 1 TAG 8 ETG 8-12¢
TGFH 53K-8 (1) 52.6 7.70 8.50 7.20 260.00 - 45.2 215.0 1 TAG 8 ETG 8-12*
TGFH 52K-9 (1) 526 8.70 10.00 8.20 190.00 - 452 190.0 1 TAG 9 ETG 8-12*
TGFH 53K-9 (1) 52.6 8.70 10.00 8.20 260.00 - 452 215.0 1 TAG9 ETG 8-12¢
TGFHR/L 53K-12 (1) 52.6 11.70 12.70 10.00 260.00 - 45.2 215.0 1 TAG 12 ETG 8-12*
TGFH 100-9 100.0 8.70 10.00 8.20 460.00 - 25 450.0 0 TAG9 ETG 8-12*
TGFH 100-12 100.0 11.70 12.70 10.00 460.00 - 925 450.0 0 TAG 12 ETG 8-12*
TGFH 150-12 150.0 11.70 12,70 10.00 610.00 - 1425 600.0 0 TAG 12 ETG 8-12*

e For user guide, see pages 540-547

() With coolant holes, the recommended coolant pressure is 10 bar min.; cooling tube SGCU 341 should be ordered separately
2 Minimum cutting width

() Maximum cutting width

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

8) Thickness beyond the D.O.C. area is 2.50 mm

(6) Thickness beyond the D.O.C. area is 1.60 mm

* Optional, should be ordered separately

Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF o TAG N-J/JS/JT  TAG N-LF e TAG N-MF ¢ TAG N-UT e TAG R/L-C ® TAG R/L-J/JS
* TAGB/TAGBA

Holders: C#-TBK-R/L ® HSK A-WH-TBK-R/L ® SGTBF e SGTBK e SGTBR/L ¢ SGTBU/SGTBN ¢ UBHCR/L

K TYPE COOLANT

Coolant inlet SGCU-341
(should be ordered separately)

Coolant outlet

ISCAR




TANGGRiIE JETCUT

d

« o ome  w o w o wem  Ge

TGFH 26C-3-JHP 26.0 2.80 3.50 2.50 140.00 214 75.0 TAG 3 SGC 340 ETG 3-4-SH*
TGFH 32C-3-JHP 32.0 2.80 3.50 2.50 150.00 24.8 90.0 TAG 3 SGC 340 ETG 3-4-SH*
TGFH 26C-4-JHP 26.0 3.70 4.50 3.40 140.00 21.4 75.0 TAG 4 SGC 340 ETG 3-4-SH*
TGFH 32C-4-JHP 32.0 3.70 450 340 150.00 24.8 90.0 TAG 4 SGC 340  ETG 3-4-SH*
TGFH 32C-5-JHP 32.0 4.70 5.50 4.00 160.00 24.8 120.0 TAG 5 SGC 340 ETG 5-7*
TGFH 32C-6-JHP (1) 32.0 5.70 6.50 5.20 160.00 24.8 120.0 TAG 6 SGC 340 ETG 5-7

e For user guide and accessories, see pages 540-547

() Only an upper channel

2 Minimum cutting width

() Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A ¢ TAG N-C/W/M e TAG N-HF e TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C ¢ TAG R/L-J/JS

o TAGB/TAGBA

Holders: TGTBU-JHP

PARTING LINE 4|_IL (D
TGFH-JHP ., CUTDIA OAL CWN-CWX Z
Parting and Grooving Blades — . ’H— v —
with Channels for Low and egi-—:—”“‘::::: i i T “!r |—
High-Pressure Coolant S, 5’@\ HF H i m
Carrying TANG-GRIP Inserts 4 I <

al

TANG G 7 "\ TGFH19-28 TGFH 19-35 ¥ 7
PARTING LINE CUTDIA / \ rﬁ OAL L Xx e
TGFH-S D D i f
Parting and Grooving Single- m 1‘ OAH AF H

\ '

Sided Blades Carrying
TANG-GRIP Inserts e o HBL < FHEH we

CWN-CWX ;

H CWN® Cwx? WB  OAL HF  OAH HBH  HBL  CDX® CUTDIA /
TGFH 19-2S 19.0 1.80 240 1.65 32.00 16.7 19.0 = - 12.00 36.0 ETG 2*
TGFH 19-3S 19.0 2.80 3.50 2.50 34.60 16.7 22.0 3.0 15:5 16.00 40.0 ETG 3-4-SH*

e For Dmax and Tmax drawing, see SGBHR/L holder
) Minimum cutting width

(2 Maximum cutting width

@) Cutting depth maximum

* Optional, should be ordered separately
Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF ¢ TAG N-J/JS/JT  TAG N-LF e TAG N-MF ¢ TAG N-UT e TAG R/L-C * TAG R/L-J/JS

SELF-Grir CUTDIA ™\ ¥
110.3 K}
SGBHR/L AE E
Tool Blocks for SELF-GRIP :‘ \ ' |TH HT:’RM
Single-Sided Blades 124 LH |« MHBH N
B
I
OAL Right-hand shown
H B HBH OAL HTPRM LH CDX™ CUTDIA
SGBHR/L 1010 10.0 10.0 10.0 154.00 19.0 20.0 16.00 40.0
SGBHR 1212 120 120 8.0 154.00 190 20.0 16.00 400
SGBHR 1414 14.0 14.0 6.0 154.00 19.0 20.0 16.00 40.0
SGBHR/L 1616 160 160 6.0 154.00 190 20.0 16.00 400
SGBHR/L 2020 200 20,0 2.0 154.00 190 20.0 16.00 400
SGBHRI/L 2525 250 250 - 154.00 190 20,0 16.00 400

® For Dmax and Tmax dimensions, see TGFH-S adapters
() Cutting depth maximum
Tools: TGFH-S

Spare Parts

el > /s

SGBHL 1010 SET ESG 1 SR M5X25DIN912 HW 4.0
SGBHR 1010 SR M5X25DIN912 HW 4.0
SGBHR 1212 SR M5X25DIN912 HW 4.0
SGBHR 1414 SETESG 1 SR M5X25DIN912 HW 4.0
SGBHR/L 1616 SR M5X25DIN912 HW 4.0
SGBHL 2020 SR M5X25DIN912 HW 4.0
SGBHR 2020 SET ESG 1 SR M5X25DIN912 HW 4.0
SGBHR/L 2525 SR M5X25DIN912 HW 4.0

Member IMC Group.




I 7Y VP WV VI

WB2 | .

Right-hand shown

(D TANVGGrinr CUTDIA 2 +
TGFHR 32... TGFHR 26... Xx H

= TGFHR/L OAL T - ; oAL CWN-CWX

=== Single- and Double-Ended ‘ | v

|— Parting and Grooving Reinforced {»7 5 15" 4

m Blades Carrying TANG-GRIP /7 / ) '?F T

<E Tangentially Clamped Inserts S~ WB |

al

H CWN( CWX® WB WB 2 OAL HF CUTDIA /

TGFHL 26T16-2 26.0 1.80 2.40 1.65 79 110.50 214 43.0 ETG 2*
TGFHR 26T16-3 26.0 2.80 3.50 2.50 79 110.50 21.4 43.0 ETG 3-4-SH*
TGFHR/L 26T23-2 26.0 1.80 2.40 1.65 7.9 110.50 214 46.0 ETG 2*
TGFHR/L 26T23-3 26.0 2.80 3.50 2.50 79 110.50 21.4 46.0 ETG 3-4-SH*
TGFHR/L 32T22-2 32.0 1.80 2.40 1.65 7.9 110.50 24.8 420 ETG 2
TGFHR/L 32T22-3 32.0 2.80 3.50 2.50 79 110.50 24.8 42.0 ETG 3-4-SH*
TGFHR/L 32T33-3 320 2.80 3.50 2.50 78 110.50 24.8 66.0 ETG 3-4-SH*
TGFHR/L 32T33-4 32.0 3.70 4.50 3.40 79 110.50 24.8 66.0 ETG 3-4-SH*

e For user guide, see pages 540-547

) Minimum cutting width

(2 Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A ¢ TAG N-C/W/M ® TAG N-HF e TAG N-J/JS/JT ® TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS
Holders: C#-TBK-R/L ® HSK A-WH-TBK-R/L ® SGTBF e SGTBK e SGTBR/L ¢ SGTBU/SGTBN ¢ UBHCR/L

ANy Wi TGFHL.. TGFHR.. TGFHR.L TGFHL.R

PARTING LINE *
TGFHR/L-JHP e “!r
b b ﬁ

Parting and Grooving Reinforced J )
<l Alwe

Blades with Channels for
w2 —
- .
Bar Max

=

High-Pressure Coolant ho
T

Carrying TANG-GRIP Inserts
TGFHR/L 32C-3T33-JHP 2.80 3.50 7.9 2.50 110.50 32.0 24.8 33.00 TAG3  ETG3-4-SH*  SGC 340
TGFHL 32C-3T33R-JHP 2.80 3.50 7.9 2.50 110.50 320 248 33.00 TAG3  ETG3-4-SH*  SGC 340
TGFHR 32C-3T33L-JHP 2.80 3.50 7.9 2.50 110.50 32.0 24.8 33.00 TAG3  ETG3-4-SH*  SGC 340

e For user guide and accessories, see pages 540-547

) Minimum cutting width

(2 Maximum cutting width

@) Cutting depth maximum

* Optional, should be ordered separately

Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF ¢ TAG N-J/JS/JT  TAG N-LF e TAG N-MF ¢ TAG N-UT e TAG R/L-C ® TAG R/L-J/JS
Holders: TGTBU-JHP

T-2010/5
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—va Are oosess 0
Loy TGSU ...-4Z ML !

TGSU | OAL Z
Parting and Grooving Flat Top ®‘ . —
Blades with Tangential Pockets CUTDIA T
Carrying TANG-GRIP . B o; E
Single-Ended Inserts ® ® <E
al

H CWN®@ CWX®  CUTDIA NOP®) WB OAL HF CSP6) Insert /

TGSU 35-1.4-1Q 35.0 1.40 1.40 35.0 2 2.50 (6 180.00 33.2 0 TAG 1.4  ETG1.4/1.6*

TGSU 35-2-1Q 35.0 1.80 240 59.5 2 2.50 M 160.00 33.2 0 TAG 2 ETG 2*

TGSU 35-3-10-4Z 35.0 2.80 3.50 120.0 4 2.50 180.00 33.2 0 TAG 3 ETG 3-4-SH*

TGSU 35-4-1Q-4Z 35.0 3.70 4.50 120.0 4 3.40 180.00 33.2 0 TAG4  ETG3-4-SH*

TGSU 35-5-1Q 35.0 4.70 5.50 144.0 2 4.00 180.00 33.2 0 TAG 5 ETG 5-7*

TGSU 35-6-1Q 35.0 5.70 6.50 144.0 2 5.20 180.00 33.2 0 TAG 6 ETG 5-7*

TGSU 35-7-1Q 35.0 6.80 7.50 144.0 2 6.00 180.00 33.2 0 TAG 7 ETG 5-7

TGSU 35C-8-1Q (1 35.0 7.70 8.50 144.0 2 7.20 180.00 33.2 1 TAG 8 ETG 8-12*

TGSU 35C-9-1Q (1) 35.0 8.70 10.00 144.0 2 8.20 180.00 33.2 1 TAG 9 ETG 8-12*

TGSU 56C-7-1Q () 56.0 6.80 7.50 2200 2 6.00 260.00 53.6 1 TAG7 ETG 5-7*

TGSU 56C-8-1Q (1) 56.0 7.70 8.50 220.0 2 7.20 260.00 53.6 1 TAG 8 ETG 8-12*

TGSU 56C-9-1Q () 56.0 8.70 10.00 220.0 2 8.20 260.00 53.6 1 TAG 9 ETG 8-12*

® For user guide, see pages 540-547

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

() Maximum cutting width

(4 Number of pockets

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

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

™ Thickness at the D.O.C. area is 1.65 mm

* Optional, should be ordered separately

Inserts: TAG N-A ¢ TAG N-C/W/M e TAG N-HF e TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C ¢ TAG R/L-J/JS
o TAGB/TAGBA

Holders: TGTBU

TGSU 35-3-1Q-4Z - T
TGSU 35-4-10-4Z 01 2 N * )/— ©
L] [ [ n'n
ﬂ”uuﬁl ' ;
f 350 LINE . J |
12 R i $;5=3=]]@=42wi|1HI|IlliillI(I)‘glm|11|?|1‘7H||!u(|)|$m|‘ 2170

L 2.y Y2 W .V Y/ )
1AV Iriiri 0

350 LINE

TGTBU L @ 9@ N f [
Tool Blocks for TGSU Parting oty el
and Grooving Blades | *ren '
Lo B =«
OAL: — OAW =

Choose blade by HTPRM dimension

H B HTPRM WTHPRM  OAW  OAH HBH OAL f /8 /

TGTBU 20-35 20.0 19.0 35.0 6.00 38.00 56.0 23.7 110.00 BKU 110 SR M6X16 DIN912 ~ HW 5.0
TGTBU 25-35 25.0 230 35.0 6.00 42.00 56.0 18.7 110.00 BKU 110 SR M6X16 DIN912 ~ HW 5.0
TGTBU 32-35 32.0 29.0 36.0 6.00 48.00 56.0 1.7 110.00 BKU 110 SRM6X16 DIN912 ~ HW 5.0
TGTBU 32-35 HD (1 32.0 30.0 35.0 8.00 55.00 64.0 18.0 130.00 BK509 SR M8X20DIN912 HW 6.0
TGTBU 40-35 40.0 41.0 35.0 6.00 60.00 56.0 37 110.00 BKU 110 SRM6X16DIN912  HW5.0
TGTBU 40-35 HD (1 40.0 41.0 35.0 8.00 66.00 64.0 10.0 130.00 BK509 SR M8X20DIN912 HW 6.0
TGTBU 40-56 HD () 40.0 41.0 56.0 8.00 66.00 72.0 28.0 130.00 BK509 SR MB8X20DIN912 HW 6.0

() HD - recommended blocks for TGSU...-8, TGSU...-9 blades
Tools: TGSU

Member IMC Group,
[ 4 11 ]




JETcuT o
TGTBU-JHP

= \ T H, o
S Tool Blocks for Parting OAHT — f
|— and Grooving Blades for l H inM
m High-Pressure Coolant 1 B
<E _ ‘ Vgl L |<wrHPRM
D_ = Choose blade by prism height dimension
H B HTPRM OAW  OAH HBH WTHPRM  OAL % f / @
TGTBU 16-5G-JHP 16.0 16.9 26.0 35.60 29.9 13.1 410 86.00 BKU 86 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 20-5G-JHP 20.0 20.9 26.0 39.60 33.9 9.1 410 86.00 BKU 86 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 20-35-JHP 20.0 19.0 35.0 38.00 32.3 23.7 6.00 110.00 BKU210 SR M6X20 DIN912 HW5.0 OR14X2.5N N
TGTBU 20-6G-JHP 20.0 19.0 32.0 39.20 36.4 15.0 5.30 100.00 BKU100 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 25-5G-JHP 25.0 26.1 26.0 44.10 39.0 5.5 410 110.00 BKU105 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 25-6G-JHP 25.0 23.0 32.0 43.20 41.4 8.0 5.30 110.00 BKU110 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 25-35-JHP 25.0 23.0 35.0 42.00 37.3 18.7 6.00 11000 BKU210 SR M6X20 DIN912 HW5.0 OR14X2.5N N
TGTBU 32-6G-JHP 32.0 29.0 32.0 49.20 484 5.0 5.30 110.00 BKU110 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 32-35-JHP 32.0 29.0 35.0 48.00 44.3 117 6.00 11000 BKU210 SR M6X20 DIN912 HW5.0 OR14X2.5N N
Tools: DGFH-JHP ® DGFHR/L-BC-JHP ® TGFH-JHP  TGFHR/L-JHP
L W Yr WV v/
PARTING LINE"" ¥ ‘
TGFH-MB *‘ CDX ‘+ CWN-CWX TGFH 12MB-2 XX%» e
; . B
Parting and Grooving Blades for g% ol 0 Jf i e
Other Manufacturers Blocks HF HE ‘% O HBH
| [ '
oAL olwe e - '
CWN® Ccwx®@ WB OAL HF HBH HBL CDX® Insert /
TGFH 12MB-2 L58 1.80 2.40 1.65 58.00 12.2 2.8 15:5) 11.50 TAG 2 ETG 2*
TGFH 17MB-2 L58 1.80 2.40 1.65 58.00 17.2 = = 11.50 TAG 2 ETG 2*
TGFH 22MB-2 L58 1.80 2.40 1.65 58.00 22.2 = = 11.50 TAG 2 ETG 2*
TGFH 17MB-3 2.80 3.50 2.50 64.00 17.2 - - 12.00 TAG 3 ETG 3-4-SH*
TGFH 22MB-3 2.80 3.50 2.50 64.00 22.2 = = 12.00 TAG 3 ETG 3-4-SH*
TGFH 22MB-3-L84 2.80 3.50 2.50 84.00 22.2 - - 16.00 TAG 3 ETG 3-4-SH*
TGFH 28MB-3 2.80 3.50 2.50 100.00 28.0 - - 19.00 TAG 3 ETG 3-4-SH*
TGFH 17MB-4 3.70 450 3.40 70.00 17.2 = = 14.00 TAG 4 ETG 3-4-SH*
TGFH 22MB-4 3.70 4.50 3.40 70.00 22.2 = = 14.00 TAG 4 ETG 3-4-SH*
TGFH 22MB-4-L90 3.70 4.50 3.40 90.00 22.2 - - 17.00 TAG 4 ETG 3-4-SH*
TGFH 28MB-4 3.70 4.50 3.40 100.00 28.0 - - 19.00 TAG 4 ETG 3-4-SH*

e For user guide, see pages 540-547

) Minimum cutting width

(2) Maximum cutting width

@ Cutting depth maximum

* Optional, should be ordered separately

Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF o TAG N-J/JS/JT  TAG N-LF e TAG N-MF ¢ TAG N-UT e TAG R/L-C ® TAG R/L-J/JS

2N ISCAR
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raEr

PARTING LINE

TGAD

Parting and Grooving
Adapters Carrying TANG-GRIP
Tangentially Clamped Inserts

CWNY  cwx@ WB 2 WB OAL CUTDIA HF OAH Insert 4

TGAD 1.4N 1.40 1.40 3.20 11 41.50 32.0 24.0 29.0 TAG 1.4 ETG 1.4/1.6*
TGAD 2N 1.80 2.40 3.20 1.7 41.50 32.0 24.0 30.0 TAG 2 ETG 2*
TGAD 3N 2.80 3.50 4.00 24 41.50 35.0 24.0 30.0 TAG 3 ETG 3-4-SH*
TGAD 4N 3.70 4.50 3.20 3.2 50.50 50.0 24.0 30.0 TAG 4 ETG 3-4-SH*
TGAD 5N 4.70 5.50 4.00 4.0 50.50 50.0 24.0 30.0 TAG 5 ETG 5-7*

e For user guide, see pages 540-547

) Minimum cutting width

(2) Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A o TAG N-C/W/M © TAG N-HF e TAG N-J/JS/JT ® TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

Holders: DGHAL-DECO ¢ MAHPR/L-JHP ¢ MAHR/L-JHP ¢ MAHR/L  MAHPR/L ¢ C#-MAHD e C#-MAHPD e C#-MAHDR-45 ¢ HSK A63WH-MAHUR/L

* HSK A63WH-MAHDR-45 ¢ HSK A63WH-MAHDOR e IM-MAHD e C#-MAHD-JHP e C#-MAHPD-JHP ¢ IM-MAHPD ¢ MAHR/L-JHP-MC

LNl

©)
=
—
<
al

@000
MODUGRIP JETCUT i OAL
NMAHR/L-JHP @g
Holders with High-Pressure
Coolant Channels Carrying WE | 246 =
MODU-GRIP Adapters T — —
WF{(assembly) j==—————== B
Y o 1
WF(adapter) WF(assembly)=WF+WF(adapter)
H B OAL WF CNT HF
NMAHR/L 20-MG-JHP 20.0 20.0 100.00 1470 G1/8 20.0
NMAHR/L 25-MG-JHP 25.0 25.0 100.00 19.70 G1/8 25.0

Tools: D/HGAD RE/LE-JHP e PCAD RE/LE-JHP e TGAD RE/LE-JHP

Spare Parts

e s v / o

NMAHR/L-JHP IRV SW6-T-SH BLD T20/S7 OR5XIN

L Y Y7 W vV _ VY ..'.“.A. I L )
TAGGnir JETCUT G CA[Em T
PARTING LINE e \ ! A
; R r 1 |ijmao
MODULAR GRIP CARTRIDGES ( T Da-.b = 4 Bar Max
TGAD RE/LE-JHP \ FviF A~ T O;AH
Parting and Grooving Adapters N ] :
with Channels for High-Pressure W Paiyia K]
lant ing TANG-GRIP T s

Coolant Carrying G-G owh wB WB_2 Right-hand shown
Inserts
CWN® — cwx@ WF WB WB_2 LF OAL OAH HF CUTDIA  Insert

TGAD 2R/LE-D54-JHP 1.80 2.40 448 1.65 53 44.40 58.30 25.80 189 54,0 TAG 2

TGAD 3R/LE-D54-JHP 3.00 3.50 4.08 2.45 5.3 44.40 58.30 25.80 18.9 54.0 TAG 3

® For user guide and accessories, see pages 540-547

) Minimum cutting width

(2 Maximum cutting width

Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF ¢ TAG N-J/JS/JT  TAG N-LF e TAG N-MF ¢ TAG N-UT e TAG R/L-C ® TAG R/L-J/JS
Holders: NMAHR/L-JHP

Spare Parts

/

TGAD 2R/LE-D54-JHP ETG 2*
TGAD 3R/LE-D54-JHP ETG 3-4-SH*
* Optional, should be ordered separately

Member IMC Group.
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5
al

500

DOGRIF JETCUT

TWISTED 2-SIDED CUTDIA “! L2 _|_"_ !‘T’
D/HGAD RE/LE-JHP @o
Parting and Grooving Adapters - - Bar Max
with Channels for High-Pressure )

Coolant Carrying DO-GRIP Inserts Fowt

CWN® CWX9 WF WB WB2 LF OAL OAH HF CUTDIA Insert A

DGAD 2R/LE-D38-JHP (1) 1.90 2.50 4.50 1.60 5.3 4040 54.35 25.80 18.9 38.0 DGN 2 EDG 33A
DGAD 3R/LE-D38-JHP (1) 3.00 3.18 4.08 245 5.3 40.40 54.35 25.80 18.9 38.0 DGN 3 EDG 33A
HGAD 3R/LE-D42-JHP 3.00 3.00 4.08 245 5.3 38.40 52.35 25.80 18.9 42.0 HGN 3/GRIP3  EDG 23B*

® For user guide and accessories, see pages 540-547

) For parting and external grooving only

(2 Minimum cutting width

() Maximum cutting width

* Optional, should be ordered separately

Inserts: DGN-P ¢ DGN-UT/UA ¢ DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C e DGN/DGNM-J/JS/JT * DGR-P ¢ DGR-WP e DGR-Z/ZS e DGR/L-C DGRC/LC-C
e DGR/L-J/JS ¢ GRIP e GRIP (full radius) ® HGN-C ¢ HGN-J ® HGN-UT e HGR/L-C ¢ HGR/L-J/JS

Holders: NMAHR/L-JHP

cUT JETCUT

PARTING & GROOVING LINE

! : ‘ &i
[ Y]
“ 140
Bar Max

MODULAR GRiP CARTRIDGES

PCAD RE/LE-JHP
Parting and Grooving
Adapters with Channels
for High-Pressure Coolant
Carrying PENTA 24 Inserts

Right-hand shown

CWN® cwx@ WF WB WB_2 LF OAL OAH HF Insert

PCAD 24R/LE-JHP 0.50 3.18 5.20 11.00 5.3 41.40 55.30 25.80 189 PENTA 24

e For user guide and accessories, see pages 540-547

™) Minimum cutting width

@) Maximum cutting width

Inserts: PENTA 24-BSPT e PENTA 24-ISO e PENTA 24-MT e PENTA 24-NPT e PENTA 24-UN e PENTA 24-W e PENTA 24-WT e PENTA 24N-C
® PENTA 24N-C (full radius) ® PENTA 24N-J ¢ PENTA 24N-J (full radius) ® PENTA 24N-PF (full radius) ® PENTA 24N-PF/P

* PENTA 24N-Z o PENTA 24R-C * PENTA 24R-P ¢ PENTA 24R/L-J ¢ PENTA 24R/L-Z

Holders: NMAHR/L-JHP

Spare Parts

&
PCAD 24LE-JHP SR 16-212-01397L
PCAD 24RE-JHP SR 16-212-01397

ISCAR



I 7Y VP WV VI J’E’f‘l mem

TAnNGurinr Ui HOLDER: MAHPR-...-JHP \v/\:  — TN %;UTD'A Xxﬁ ] 'L
MODULARGrir Y OAH ) ':F

TAGPAD-JHP — “ 4@ o
Parting and Grooving Adapters Bar Max

= OHN
) % r wB OAL
with Coolant Channels for ‘ ‘QL CWN-CWX jVLF
High-Pressure Carrying HOLDER: MAHL:...-JHP @ WF(assembly)=WF(holder)+WF(adapter)

TANG-GRIP Inserts v wB* ™ 1% .| eft-hand shown

CWN® CWX?2 CUTDIA OHN®  WF WB  WB2 OAL  OAH HF  Insert /

TAGPAD 2R/L-D42-JHP 1.80 2.40 42.0 24.0 5.18 1.65 6.0 48.40 33.0 24.0 TAG 2 ETG 2*
TAGPAD 2R/L-D52-JHP 1.80 2.40 52.0 29.0 5.18 1.65 6.0 53.40 33.0 24.0 TAG 2 ETG 2*
TAGPAD 3R/L-D42-JHP 2.80 3.50 42.0 24.0 4.80 2.40 6.0 48.40 33.0 24.0 TAG 3 ETG 3-4-SH*
TAGPAD 3R/L-D52-JHP 2.80 3.50 52.0 29.0 4.80 2.40 6.0 53.40 33.0 24.0 TAG 3 ETG 3-4-SH*

e For user guide and accessories see pages 540-547

() Minimum cutting width

2 Maximum cutting width

() Minimum overhang

* Optional, should be ordered separately

Inserts: TAG N-A ¢ TAG N-C/W/M e TAG N-HF e TAG N-J/JS/JT e TAG N-LF e TAG N-MF ¢ TAG N-UT e TAG R/L-C ¢ TAG R/L-J/JS

Holders: ABC MAHDR-#-XL-JHP e DT##/2 MAHD#-#-XL-JHP e MAHR/L-JHP-MC e MS##-##-MG-JHP e MS-ES#i###-GWS-MG-JHP e TR45 MAHDR-#-XL-JHP

o Vit# MAHD#-#-XL-##-JHP e V## MAHD-XL-JHP

Flow Rate vs. Pressure

©)
Z
—
<
al

70 Bar 100 Bar 140 Bar
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
TAGPAD 2R/L-D42-JHP 5 6 7
TAGPAD 2R/L-D52-JHP 5 6 7
TAGPAD 3R/L-D42-JHP 85 10 12
TAGPAD 3R/L-D52-JHP 85 10 12
L Y7 W ¥V _ 7/ % ...."". ' . 4
TANG Giir JETCUT SUDA Cosiart ™\ Goolant inlet | Ea_e1
TAGPAD-XL-JHP { S “ r | 4@‘2
Extra Long Parting and Grooving | f J
Adapters with Channels \\\
for High-Pressure Coolant :
Carrying TANG-GRIP Inserts L M B2
e e Left-hand shown
CWN® Ccwx® WF WB WB_2 OAL OAH HF CUTDIA Insert /
TAGPAD-XL 2R/L-D65-JHP 1.80 240 5.20 1.60 6.0 60.00 43.0 34.0 65.0 TAG 2 ETG 2
TAGPAD-XL 3R/L-D52-JHP 2.80 3.50 4.80 240 6.0 53.40 43.0 34.0 52.0 TAG 3 ETG 3-4-SH*
TAGPAD-XL 3R/L-D65-JHP 2.80 3.50 4.80 2.40 6.0 59.90 43.0 34.0 65.0 TAG 3 ETG 3-4-SH*
TAGPAD-XL 3R/L-D82-JHP 2.80 3.50 4.80 2.40 6.0 70.40 43.0 34.0 82.0 TAG 3 ETG 3-4-SH*
TAGPAD-XL 3R/L-D102-JHP 2.80 3.50 4.80 240 6.0 82.50 43.0 34.0 102.0 TAG 3 ETG 38-4-SH*
TAGPAD-XL 4R/L-D52-JHP 3.70 450 4.30 3.40 6.0 53.40 43.0 34.0 52.0 TAG 4 ETG 3-4-SH*
TAGPAD-XL 4R/L-D65-JHP 3.70 450 4.30 3.40 6.0 60.00 43.0 34.0 65.0 TAG 4 ETG 3-4-SH*
TAGPAD-XL 4R/L-D82-JHP 3.70 4.50 4.30 3.40 6.0 70.00 43.0 34.0 82.0 TAG 4 ETG 3-4-SH*
TAGPAD-XL 4R/L-D102-JHP 3.70 4.50 4.30 3.40 6.0 83.00 43.0 34.0 102.0 TAG 4 ETG 8-4-SH*
® For user guide and accessories, see pages 540-547
) Minimum cutting width
@ Maximum cutting width
* Optional, should be ordered separately
Inserts: TAG N-A ¢ TAG N-C/W/M o TAG N-HF e TAG N-J/JS/JT ¢ TAG N-LF o TAG N-MF e TAG N-UT  TAG R/L-C * TAG R/L-JAJS
Holders: ABC MAHDR-#-XL-JHP ® MAHPR/L-XL-JHP ¢ MAHR/L-MG-XL-JHP & MAHR/L-MG-XL-JHP-MC e TR TNK36 MAHDL-R-XL-JHP * TR45 MAHDR-#-XL-JHP
o TR45TNL MAHDN-R-XL-JHP e Vi## MAHD#-#-XL-##-JHP o Vi## MAHD-XL-JHP
-———ci




@000... R
(D I’E cu r D 2 N
~ MAHR/L-MG-XL-JHP ; g © y F‘i‘l‘g
— Holders with High-Pressure ,y % I—A|?H
| Coolant Channels for 4 . HBKW GJV8X3
m Interchangeable Adapters 0, Righthand  WF (shank) I — 5
< L ' '
eft-hand
D_ WF(assembly)=WF(shank)+WF(adapter)
H B OAL HBH WF HBKW
MAHR/L 20-MG-XL-JHP 20.0 200 149.10 240 14.0 4.00
MAHR/L 25-MG-XL-JHP 25.0 25.0 149.10 19.0 19.0 9.00

e For user guide and accessories, see pages 540-547
Tools: DGPAD-XL-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TNFPAD-XL-JHP

Spare Parts

P P v 7 o &

MAHR/L 20-MG-XL-JHP SR M6X12DING912-P HW 5.0 SR M5-04451 T-20/5 SR M6X14-XT DIN 912 OR 5XIN PLG G1/8 TL360
MAHR/L 25-MG-XL-JHP SR M6X12DING912-P HW 5.0 SR M5-04451 T-20/5 SR M6X14-XT DIN 912 OR 5XIN PLG G1/8 TL360

JETCUT

/F1 40
Bar Max

MAHR/L-MG-XL-JHP-MC

Holders with Bottom Inlets
for High-Pressure Coolant

f3
) ; Y i
Channels Carrying Parting ’ WF Dm:u,,,zf4 ,,,,,,,,
and Grooving Adapters f;h:::gd L s— 1

WEF(assembly)=WF(shank)+WF(adapter)

H B OAL HBH WF HBKW

MAHR/L 20-MG-XL-JHP-MC 20.0 20.0 116.10 10.0 14.0 4.00
MAHR/L 25-MG-XL-JHP-MC 25.0 25.0 114.00 10.0 19.0 9.00

e For Tmax, refer to the adapters data
Tools: DGPAD-XL-JHP ¢ TAGPAD-XL-JHP ¢ TAGPAD-Y-JHP e TNFPAD-XL-JHP

Spare Parts

s TN S Y

MAHR/L-MG-XL-JHP-MC SR MEX14-XT DIN 912 HW 5.0 SR M5-04451 1-20/5 SR M6X12DING912-P OR 5XIN

S8 ISCAR
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AT e L
[ H

TGFS OAL ‘ M»

Blades for Multi-Spinde HYE .

Machines - Replacement for e < H

HSS and Brazed Tools

¥
+J HBLh B

CWN® CWX? H WB OAL OAH HF LH HBL HBH CUTDIA

PARTING

Insert /

aO
TGFS 0-17-2 1.80 2.40 17.2 1.65 110.00 17.2 17.2 - 18.00 1.8 35.0 0 TAG 2 ETG 2*
TGFS 0-17-3 2.80 3.50 17.2 2.50 110.00 19.0 17.2 - 18.00 1.8 60.0 0 TAG3  ETG 3-4-SH*
TGFS 5-17-2 1.80 240 17.4 1.65 110.00 189 175 18.0 18.00 15 35.0 5 TAG 2 ETG 2*
TGFS 5-17-3 2.80 3.50 17.4 2.50 110.00 20.7 17.5 18.0 18.00 15 60.0 5 TAG3  ETG 3-4-SH*
TGFS 5-17-4 3.70 4.50 17.4 3.40 110.00 20.7 175 18.0 18.00 15 60.0 5 TAG4  ETG 3-4-SH
TGFS 5-22-2 1.80 240 22.2 1.65 150.00 23.8 22.4 18.0 - - 50.0 5 TAG 2 ETG 2*
TGFS 5-22-3 2.80 3.50 222 2.50 150.00 241 22.4 18.0 - - 75.0 5 TAG3  ETG 3-4-SH*
TGFS 5-22-4 3.70 450 22.2 3.40 150.00 241 22.4 18.0 - - 80.0 5 TAG4  ETG 3-4-SH*
TGFS 5-28-4 3.70 4.50 28.6 3.40 150.00 30.4 28.7 18.0 - - 100.0 5 TAG4  ETG 3-4-SH*
® For user guide, see pages 540-547
() Minimum cutting width
2 Maximum cutting width
* Optional, should be ordered separately
Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF ¢ TAG N-J/JS/JT  TAG N-LF e TAG N-MF ¢ TAG N-UT e TAG R/L-C ® TAG R/L-J/JS
anaaricl() .
350 LINE CUTDIA SN Xx —|_|L
TGTR/L-IQ (NI, %»
Integral Shank TANQ—GRIP \ g ° | memp » OAHM
Toolholderg for Parting con.on =HBL= THBH. 'O
and Grooving T ¥
IWBT '\"] I B
; Left-hand shown

CWN® CWx®  H B WE O oM LM HBL HBH CUDA set &

TGTR/L 1010-1.4-1Q 1.40 1.45 10.0 10.0 1.05 140.00 15.0 = 16.50 5.0 20.0 TAG14  ETG1.4/1.6
TGTR/L 1212-1.4-1Q 1.40 1.45 12.0 12.0 1.05 140.00 12.0 - 16.00 3.0 30.0 TAG1.4  ETG1.4/1.6*
TGTR/L 1616-1.4-1Q 1.40 1.45 16.0 16.0 1.05 140.00 16.0 = 16.00 = 30.0 TAG14  ETG 1416
TGTR/L 2020-1.4-1Q 1.40 1.45 20.0 20.0 1.05 140.00 20.0 = 16.00 = 30.0 TAG1.4  ETG1.4/1.6*
TGTR/L 1010-1.6-1Q 1.60 1.64 10.0 10.0 1.30 120.00 = = 16.00 5.0 28.0 TAG1.6  ETG1.4/1.6*
TGTR/L 1212-1.6-1Q 1.60 1.64 12.0 12.0 1.30 120.00 - = 16.00 3.0 32.0 TAG16  ETG1.4/1.6*
TGTR/L 1616-1.6-1Q 1.60 1.64 16.0 16.0 1.30 120.00 = = 16.00 = 35.0 TAG1.6  ETG1.4/1.6*
TGTR/L 1010-2-1Q 1.80 240 10.0 10.0 1.65 150.00 15.0 = 15.50 5.0 28.0 TAG 2 ETG 2
TGTR/L 1212-2-1Q 1.80 2.40 12.0 12.0 1.65 150.00 16.0 = 17.00 3.0 32.0 TAG 2 ETG 2*
TGTR/L 1612-2-L120-1Q 1.80 2.50 16.0 12.0 1.65 120.00 16.0 = 16.00 = 35.0 TAG 2 ETG 2
TGTR/L 1616-2-1Q 1.80 240 16.0 16.0 1.65 150.00 16.0 = 16.00 = 35.0 TAG 2 ETG 2
TGTR/L 2012-2-1Q 1.80 2.40 20.0 12.0 1.65 125.00 20.0 = 16.00 = 35.0 TAG 2 ETG 2*
TGTR/L 1212-3-1Q 2.80 3.50 12.0 12.0 2.50 150.00 19.0 = 19.00 7.0 32.0 TAG 3 ETG 3-4-SH*
TGTR/L 1612-3-L120-1Q 2.80 3.50 16.0 12.0 2.50 120.00 19.0 - 19.00 3.0 35.0 TAG 3 ETG 3-4-SH*
TGTR/L 1616-3-1Q 2.80 3.50 16.0 16.0 2.50 150.00 19.0 = 19.00 3.0 35.0 TAG 3 ETG 3-4-SH*
TGTR/L 2012-3-1Q 2.80 3.50 20.0 12.0 2.50 125.00 20.0 - 19.00 - 43.0 TAG 3 ETG 3-4-SH*
TGTR/L 2020-3-1Q 2.80 3.50 20.0 20.0 2.50 120.50 21.7 234 19.00 = 54.0 TAG 3 ETG 3-4
TGTR/L 2525-3-1Q 2.80 3.50 25.0 25.0 2.50 150.50 26.7 234 19.00 = 56.0 TAG 3 ETG 3-4*
TGTR 2525K-3 (1) 2.80 3.50 25.0 25.0 2.50 150.00 26.7 234 19.00 = 56.0 TAG 3 ETG 3-4
TGTR/L 2020-4-1Q 3.70 4.50 20.0 20.0 3.40 120.50 21.7 234 19.00 = 57.0 TAG 4 ETG 3-4*
TGTR/L 2525-4-1Q 3.70 4.50 25.0 25.0 3.40 150.50 26.7 234 19.00 = 65.0 TAG 4 ETG 3-4*
TGTR/L 2020-5-1Q 470 5.50 20.0 20.0 4.00 120.00 21.7 = 19.00 = 57.0 TAG 5 ETG 6-7*
TGTR/L 2525-5-1Q 4.70 5.50 25.0 25.0 4.00 150.00 25.0 = 19.00 = 76.0 TAG 5 ETG 5-7*
TGTR/L 2525-6-1Q 5.70 6.50 25.0 25.0 5.20 150.00 25.0 = 19.00 = 76.0 TAG 6 ETG 5-7*

e For user guide, see pages 540-547

) With coolant

2 Minimum cutting width

() Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A ¢ TAG N-C/W/M e TAG N-HF e TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C ¢ TAG R/L-J/JS
o TAGB/TAGBA

Member IMC Group.
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TGTR/L-1Q-2Z

QUTDIA ] ‘-\

LNl

Integral Shank TANG-GRIP \\ ° / | | / |v.|
Toolholders with 2 Pockets “ = By
for Parting and Grooving ¥ ¥ OAL V
cwn-cwxF WB? /‘ B
LSCMS [ ) Left-hand shown
CWN® cwx@ CUTDIA H B WB OAL LSCMS Insert /
TGTR/L 2020-3-1Q-2Z 2.80 3.50 54.0 20.0 20.0 2.50 150.00 98.90 TAG 3 ETG 3-4-SH*
TGTR/L 2525-3-1Q-2Z 2.80 3.50 56.0 25.0 25.0 2.50 150.00 98.00 TAG 3 ETG 3-4-SH*
TGTR/L 2020-4-1Q-2Z 3.70 450 57.0 20.0 20.0 3.40 150.00 95.00 TAG 4 ETG 3-4-SH*
TGTR/L 2525-4-1Q-2Z 3.70 4.50 65.0 25.0 25.0 3.40 150.00 88.00 TAG 4 ETG 3-4-SH*
o For user guide, see pages 540-547
() Minimum cutting width
2 Maximum cutting width
* Optional, should be ordered separately
Inserts: TAG N-A © TAG N-C/W/M o TAG N-HF ® TAG N-J/JS/JT © TAG N-LF o TAG N-MF ¢ TAG N-UT * TAG R/L-C  TAG R/L-J/JS
L W Y72 W V_ T/ .....'.‘. r .
F.'A‘R'T’,!;W""' JE TW' 20-25 mm shanks = LH = 10-16 mm shanks ! ¥ L] 'L
TGTR/L-JHP e CUTDI‘A“ = ' T “ r I ;@g
Parting and Grooving Tools with ) H OAH
Channels for High-P LEE i !
gh-Pressure WB
Coolant Carrying TANG-GRIP - ! ‘ v T
Inserts Nl | CWN—CWXKW 7777777 FE==H B
CA]/NT (Iniet ports) ' Left-hand shown
CWNT — CWx@ H B WwB OAL  OAH LH HBH CNT CUTDIA _ Insert
TGTR/L 1010-2JHP 1.80 2.50 10.0 10.0 1.72 100.00 19.5 18.5 5.0 UNF 5/16-24 24.0 TAG 2
TGTR/L 1212-2JHP 1.80 2.50 12.0 12.0 172 100.00 19.5 18.56 3.0 UNF 5/16-24 24.0 TAG 2
TGTR/L 1616-2JHP 1.80 2.50 16.0 16.0 172 120.00 21.5 25.5 UNF 5/16-24 35.0 TAG 2
TGTR/L 2012-2JHP 1.80 2.50 20.0 12.0 1.72 120.00 25.6 255 UNF 5/16-24 35.0 TAG 2
TGTR/L 1616-3JHP 2.80 3.50 16.0 16.0 2.50 120.00 245 25.5 3.0 UNF 5/16-24 35.0 TAG 3
TGTR/L 2020-3JHP 2.80 3.50 20.0 20.0 2.50 120.00 27.0 35.0 G 1/8-28 54.0 TAG 3
TGTR/L 2525-3JHP 2.80 3.50 25.0 25.0 2.50 150.00 32.5 35.0 G 1/8-28 56.0 TAG 3
TGTR/L 2020-4JHP 3.70 4.50 20.0 20.0 3.40 120.00 27.0 35.0 G 1/8-28 54.0 TAG 4
TGTR/L 2525-4JHP 3.70 4.50 25.0 25.0 3.40 150.00 32.5 35.0 G 1/8-28 56.0 TAG 4
® For user guide and accessories, see pages 540-547
) Minimum cutting width
2 Maximum cutting width
Inserts: TAG N-A ¢ TAG N-C/W/M & TAG N-HF e TAG N-J/JS/JT ¢ TAG N-LF * TAG N-MF o TAG N-UT e TAG R/L-C * TAG R/L-JAJS
Flow Rate vs. Pressure
70 Bar 100 Bar 140 Bar
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
TGTR/L...-2JHP 2-4 4-6 6-8
TGTR/L...-3JHP 7-9 9-11 11-13
TGTR/L...-4JHP 7-9 9-11 11-13
Spare Parts
/ S ® ! !/
TGTR/L 1010-2JHP ETG 2-SH-T* SR 5/16XUNF-TL-S HW 5/32"
TGTR/L 1212-2JHP ETG 2-SH-T* SR 5/16UNF TL360 HW 5/32"
TGTR/L 1616-2JHP ETG 2* SR 5/16UNF TL360 HW 5/32"
TGTR/L 2012-2JHP ETG 2 SR 5/16UNF TL360 HW 5/32"
TGTR/L 1616-3JHP ETG 3-4-SH* SR 5/16UNF TL360 HW 5/32"
TGTR/L 2020-3JHP ETG 3-4-SH* PLG G1/8 TL360 HW 5.0
TGTR/L 2525-3JHP ETG 3-4-SH* PLG G1/8 TL360 SR 5/16UNF TL360 HW 5.0 HW 5/32"
TGTR/L 2020-4JHP ETG 3-4-SH* PLG G1/8 TL360 HW 5.0
TGTR/L 2525-4JHP ETG 3-4-SH* PLG G1/8 TL360 SR 5/16UNF TL360 HW 5.0 HW 5/32"

* Optional, should be ordered separately

ISCAR
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PARTING LINE

IRk

i
Ks-lo
Bar Max

= I ©)
TGTR/L-JHP-MC | 1
Parting and Grooving Toolholders Y ﬁ] '? o z
with Bottom Inlets for : X Coolant | —
High-P Coolant net | flwe
gh-Pressure Coolan i OA m
Carrying TANG-GRIP Inserts oo e 7}1 <E
: L] Left-hand shown D_
CWNT — cwx®@ H B HF WB OAL _ OAH LH HBH CUTDIA®  Insert
TGTR/L 2020-D42-2-JHP-MC 1.80 2.50 20.0 20.0 20.0 172 99.00 25.70 29.0 - 42.0 TAG 2
TGTR/L 2020-D65-3-JHP-MC 2.80 3.50 20.0 20.0 20.1 2.50 110.50 37.60 40.5 10.0 65.0 TAG 3
TGTR/L 2020-D82-3-JHP-MC 2.80 3.50 20.0 20.0 20.1 2.50 119.00 38.80 49.0 10.0 82.0 TAG 3
TGTR/L 2525-D65-3-JHP-MC 2.80 3.50 25.0 25.0 25.1 2.50 126.00 37.60 41.0 5.0 65.0 TAG 3
TGTR/L 2525-D82-3-JHP-MC 2.80 3.50 25.0 25.0 25.1 2.50 134.50 38.80 49.5 5.0 82.0 TAG 3

e For user guide and accessories, see pages 540-547
() Minimum cutting width

2 Maximum cutting width

(3 Maximum cutting diameter

Inserts: TAG N-A e TAG N-C/W/M ® TAG N-HF e TAG N-J/JS/JT ® TAG N-LF © TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

Spare Parts

V4

TGTR/L 2020-D42-2-JHP-MC ETG 2*
TGTR/L 2020-D65-3-JHP-MC ETG 3-4-SH*
TGTR/L 2020-D82-3-JHP-MC ETG 3-4-SH*
TGTR/L 2525-D65-3-JHP-MC ETG 3-4-SH*
TGTR/L 2525-D82-3-JHP-MC ETG 3-4-SH*
* Optional, should be ordered separately
TANGGirir 0 - —~,CUtDiA T
TGTR/L-2T..SH-L120 ' AL / \p “k e
Integral Shank Short-Head H aa el | |\° Jhr
TANG-GRIP Toolholders for i =1
Parting and Grooving " ﬂ’ - HBL* TGTR/L 10
B ZJ %L{CWN-CWX \ E 108
) Right-hand shown
CWN® — cwx®@ H HF B WB OAL HBL HBH CDX®  CUTDIA®
TGTR/L 1010-2T10SH-L120-1Q 1.80 2.50 10.0 10.1 10.0 1.65 120.00 15.0 50 10.00 26.0
TGTR/L 1212-2T15SH-L120-1Q 1.80 2.50 120 12.1 12.0 1.65 120.00 15.0 30 15,00 30.0
TGTR/L 1616-2T18SH-L120-1Q 1.80 2.50 16.0 16.1 16.0 1.65 120.00 18.00 36.0

® For user guide, see pages 540-547

() Minimum cutting width

(2 Maximum cutting width

3 Cutting depth maximum

@ For parting

* Optional, should be ordered separately
Inserts: TAG N-A e TAG N-C/W/M o TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C ® TAG R/L-J/JS

Member IMC Gror
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Right-hand shown

L V2 W V. Y/ )
LAV IIrTir 0 TGTR/L 19...D65 OAL TGTR/L 16...D52 v
(D 350 LINE v CUTDIA ¥ , ‘ Xx —|_|L
=z TGTR/L-D dE R L\ °Y cutpia
=== | Integral Shank TANG-GRIP I S i lr
|— Toolholders with Reinforced i L’éL |.CDX. Dimad | | cDX
i i == CWN-CWX

B Ny Sub-Spinde Madhines ; T A

B B i AwB
E : | [P tws oy L g

CW CWN® CWX? H B WB WB2 OAL HBL WF HBH CUTDIA Dimx CDX Insert /

TGTR/L 1616-2-D52-1Q 200 1.80 2.40 16.0 160 1.65 350 125600 400 1520 140 52.0 65.0 6.00 TAG2 ETG 2*
TGTR/L 2020-2-D65-1Q 200 180 2.40 200 200 165 ° 125600 40.0 1920 10.0 65.0 ° 18.00 TAG2 ETG 2*
TGTR/L 1616-3-D52-1Q 300 280 3.50 16.0 160 250 350 125,00 400 1480 140 52.0 65.0 6.00 TAG3 ETG3-4-SH*
TGTR/L 2020-3-D65-1Q 300 280 3.50 200 200 250 > 12500 40.0 1880 10.0 65.0 ° 18.00 TAG3 ETG3-4-SH

e For user guide, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A o TAG N-C/W/M ® TAG N-HF e TAG N-J/JS/JT ® TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

Depth Capacity DGTR/L-D
Table Determining Depth

of Cut as Function of
Workpiece Diameter

TGTR/L 1616-2-D52-1Q 20 % 19 6 i 10 9 8
TGTR/L 2020-2-D65-1Q 20 25 30 31 24 23 22 20
TGTR/L 1616-3-D52-1Q 20 2 20 17 i 1 0 8
TGTR/L 2020-3-D65-1Q 20 25 30 31 24 23 22 20
40 50 60 70 120 150 200 300

TANG GiniE ] 5 I
PARTING LINE W LA Xx LA
TGFHL-TR ;b
Reinforced Blades for TRAUB CuTDIA A Vo
and Index Machines Carrying . *34 -~TR-D36R  ..TR-D36
TANG-GRIP Tangentially
Clamped Inserts omvowxt [Tlg5 |
wB
— OAL
D e e m ev 5 emn
TGFHL 26-2TR-D36 26.0 1.80 2.40 1.65 110.00 214 36.0 TAG 2 ETG 2*
TGFHL 26-2TR-D36R 26.0 1.80 2.40 1.65 110.00 214 36.0 TAG 2 ETG 2*
TGFHL 26-3TR-D36 26.0 2.80 3.50 2.50 110.00 214 36.0 TAG 3 ETG 3-4-SH*
TGFHL 26-3TR-D36R 26.0 2.80 3.50 2.50 110.00 214 36.0 TAG 3 ETG 3-4-SH*

e For user guide, see pages 540-547

() Minimum cutting width

(2 Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF ¢ TAG N-J/JS/JT  TAG N-LF e TAG N-MF ¢ TAG N-UT e TAG R/L-C ® TAG R/L-J/JS
Holders: SGTBR/L ¢ SGTBU/SGTBN ¢ UBHCR/L

INDEX
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PARTING LINE

TAG N-HF

Single-Ended Inserts for High
Feed Parting and Grooving, Hard
Materials and Tough Applications

©)
Z
—
<
al

. . Recommended
Dimensions Tough «— Hard Machining Data
s | 8| 2| g f groove
Designation cw cwToL® RE S| &|&| 8 (mm/rev)
TAG N3HF 3.00 0.040 0.40 ° ° ° ° 0.25-0.35
TAG N4HF 4.00 0.040 0.50 o o ° [ 0.30-0.40
TAG N5HF 5.00 0.040 0.50 o [ 0.30-0.40
e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
Tools: ADMP D45 e TAGPAD-JHP ® TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ ® TGAQ-ECD (JET-CROWN)
e TGAQ-JHP e TGFH-JHP ¢ TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR e TGFHR/L ® TGFHR/L-JHP  TGFS e TGSU e TGTR/L-D
e TGTR/L-IQ ¢ TGTR/L-IQ-2Z * TGTR/L-JHP e TGTR/L-JHP-MC
TANG-Grii- T

PARTING LINE w c
TAG N-C/W/M

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

@& i

W@

] . Recommended
Dimensions Tough «— Hard Machining Data
S| 8| 8|8 |8 |8 |8|8|<|5| fooow

Designation cwW CWTOL® RE s|8|&|g8|&c|8|8|8|8|8& (mm/rev)
TAG N1.4C 1.40 0.04 0.16 ° 0.04-0.10
TAG N1.6C 1.60 0.04 0.16 . . 0.04-0.14
TAG N2C 2.00 0.04 0.20 . . ° (] o . . 0.05-0.16
TAG N2.4C 2.40 0.04 0.16 L] L] 0.06-0.18
TAG N3CB (1 3.00 0.04 0.35 . . 0.12-0.30
TAG N3C 3.05 0.04 0.20 ° . . . . ° . ° . ° 0.10-0.25
TAG N3M @ 3.05 0.04 0.20 . o 0.06-0.18
TAG N3W 3.05 0.04 0.20 . o 0.10-0.25
TAG N4C 4.00 0.04 0.24 (] . (] L] (] (] L] . . 0.10-0.30
TAG N4CB () 400 0.04 0.40 ° ° 0.10-0.33
TAG N4M @ 4.00 0.04 0.24 . [ 0.06-0.20
TAG N4W 4.00 0.04 0.24 L] o 0.10-0.30
TAG N4.8C 4.80 0.04 0.30 L] L] 0.10-0.35
TAG N5C 5.05 0.04 0.25 . . . 0.10-0.35
TAG N6.3C 6.30 0.04 0.35 L] L] 0.15-0.40
TAG N7W 7.00 0.08 0.50 . ° 0.18-0.40
TAG N8C 8.00 0.10 0.50 . . 0.20-0.70
TAG N9.5W 9.50 0.05 0.50 L] L] 0.22-0.80
TAG N9.5C 9.50 0.10 0.50 L] L] 0.25-0.80
TAG N12.7W 12.70 0.10 0.85 [] [] 0.30-0.80

* Feed values for grade IC20 should be decreased by 50% e For cutting speed recommendations and user guide, see pages 540-547

() Larger corner radii for interrupted cut and high feed applications

(@) Similar to C-type, but with a modified edge; improved chip control at medium feeds

3 Cutting width tolerance (+/-)

Tools: ADMP D45 e Anti-Vibration Blades ® TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP e TGAQ

e TGAQ-ECD (JET-CROWN) e TGAQ-JHP e TGBHR/L ® TGBHR/L-JHP  TGFH-JHP e TGFH-MB e TGFH-S e TGFH/R/L ¢ TGFHL-TR ¢ TGFHR/L

e TGFHR/L-JHP e TGFS e TGSU e TGTR/L-2T..SH-L120 e TGTR/L-D  TGTR/L-IQ ® TGTR/L-IQ-2Z ¢ TGTR/L-JHP e TGTR/L-JHP-MC

—— e




(D TANG-Grii- .
PARTING LINE RE = CW * ‘ CW =g Xx!
Z TAG R/L-C . ’ 7 PSIAL PSIRR 3= r

e Single-Ended Inserts for Parting 3

| Bars, Hard Materials and

m Tough Parting Applications ‘

E L R

. . Recommended
Dimensions Tough <— Hard Machining Data
s || s | 3|3 f groove

Designation cw CWTOL RE PSIRR PSIRL S| 8|8 |3 |3 | (mmrey
TAG L2C-6D 2.05 0.10 0.20 - 6.0 . . 0.04-0.12
TAG R2C-6D 2.05 0.10 0.20 6.0 - . L] 0.04-0.12
TAG R2.4C-8D 240 0.10 0.16 8.0 - . 0.05-0.13
TAG L3C-6D 3.00 0.10 0.20 = 6.0 o ° [} ° 0.08-0.18
TAG R3C-6D 3.00 0.10 0.20 6.0 - . [ L] [ 0.08-0.18
TAG R3C-8D 3.00 0.10 0.20 8.0 - . 0.06-0.16
TAG L3C-15D 3.00 0.10 0.20 ° 15.0 o ° ° ° 0.08-0.16
TAG R3C-15D 3.00 0.10 0.20 15.0 - ° o . [ 0.08-0.16
TAG L4C-4D 4.05 0.10 0.24 - 4.0 . [ 0.08-0.20
TAG R4C-4D 4.05 0.10 0.24 4.0 - ° ° ° ° 0.08-0.20
TAG L5C-4D 5.05 0.10 0.25 - 4.0 . ° 0.10-0.25
TAG R5C-4D 5.05 0.10 0.25 4.0 - o o 0.10-0.25
TAG L6.3C-4D 6.35 0.10 0.35 = 4.0 o o 0.12-0.30
TAG R6.3C-4D 6.35 0.10 0.35 4.0 ° [} 0.12-0.30

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ ¢ TGAQ-ECD (JET-CROWN)
e TGAQ-JHP e TGBHR/L e TGFH-JHP e TGFH-MB e TGFH-S e TGFH/R/L e TGFHL-TR e TGFHR/L ® TGFHR/L-JHP ¢ TGFS e TGSU

o TGTR/L-2T..SH-L120 ® TGTR/L-D ¢ TGTR/L-IQ  TGTR/L-IQ-2Z * TGTR/L-JHP e TGTR/L-JHP-MC

I 7Y VP WV VI

[ [/ od

PARTING LINE

TAG N-MF

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

i
CW = i E2
RE - @ 9&

Dimensions Tough <— Hard I\Ijlg‘::ﬁmir:geng:ti
2|28|8|2|¢g f groove
Designation cwW CWTOL( RE S|a|8|a|8& (mm/rev)
TAG N2MF 2.00 0.05 0.20 ° . ° . . 0.04-0.15
TAG N3MF 3.05 0.05 0.20 ° . ° . ° 0.06-0.18
TAG N4MF 4.00 0.05 0.25 . (] . (] (] 0.07-0.22
TAG N5MF 5.00 0.05 0.25 [ [ 0.08-0.25

For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ ¢ TGAQ-ECD (JET-CROWN)

e TGAQ-JHP e TGFH-JHP e TGFH-MB e TGFH-S e TGFH/R/L e TGFHL-TR e TGFHR/L e TGFHR/L-JHP  TGFS e TGSU e TGTR/L-2T..SH-L120
o TGTR/L-D ¢ TGTR/L-IQ ® TGTR/L-IQ-2Z ¢ TGTR/L-JHP e TGTR/L-JHP-MC

SO ISCAR
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PARTING LINE J @ g -
oW = RE L

TAG N-J/JS/JT
B

Single-Ended Inserts for
Parting, Grooving and
Slitting Soft Materials 4

JT J

PARTING

I . Recommended
RS Machining Data

s|lg|8|8|8|8|3|c|&| fooowe
Designation cw RE cwroL® RETOL® | & [ B | & |8 | & |8 |3|&|8| (mmhey
TAG N1.4J 1.40 0.16 0.04 0.030 ° . B 0.03-0.10
TAG N1.6J 1.60 0.16 0.04 0.030 o ° 0.03-0.12
TAG N2JS (1 2.00 0.02 0.04 0.020 ° o 0.03-0.08
TAG N2J 2.00 0.20 0.04 0.040 ° . ° . . 0.04-0.12
TAG N2JT 2.00 0.20 0.04 0.040 ° ° ° . ° 0.04-0.14
TAG N3JS (1 3.05 0.02 0.04 0.020 . . 0.04-0.10
TAG N3J 3.05 0.20 0.04 0.030 . (] . (] . . . . (] 0.04-0.16
TAG N3JT 3.05 0.20 0.04 0.030 ° o o ° 0.05-0.18
TAG N3.2JT 3.25 0.20 0.04 0.030 ° . 0.05-0.18
TAG N4J 4.00 0.24 0.04 0.030 . . . . . . . ° 0.04-0.18
TAG N4JT 405 0.24 0.04 0.030 . ° . ° 0.06-0.20
TAG N5J 5.05 0.25 0.04 0.040 ° ° . 0.05-0.20
TAG N5JT 5,05 0.25 0.04 0.040 ° . ° 0.06-0.22
TAG N6.3J 6.35 0.34 0.04 0.040 ° . 0.06-0.22
TAG N6.3JT 6.35 0.34 0.04 0.040 . ° 0.08-0.25
TAG N7JT 7.05 050 0.04 0.040 ° ° 0.10-0.28

e JT chipformer has the basic positive configuration of the J-type and a reinforced negative frontal edge; most suitable for soft materials at low to medium feeds.
e For cutting speed recommendations and user guide, see pages 540-547

() Sharp corners cannot be used on TGSF slitting cutters

(2) Cutting width tolerance (+/-)

() Corner radius tolerance (+/-)

Tools: ADMP D45 e TAGPAD-JHP ® TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ ® TGAQ-ECD (JET-CROWN)

o TGAQ-JHP e TGBHR/L ® TGFH-JHP ® TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR ® TGFHR/L ® TGFHR/L-JHP  TGFS e TGSU

e TGTR/L-2T..SH-L120 ¢ TGTR/L-D * TGTR/L-IQ ® TGTR/L-IQ-2Z ¢ TGTR/L-JHP e TGTR/L-JHP-MC

Member IMC Group.
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PARTING LINE

TAG R/L-J/JS

RE™) CW= 1% rRE “!ﬁ

TANG-GRIP Inserts for Parting 3 PSIAL PSIRRT
Soft Materials, Tubes, Small

Diameters and Thin-Walled Parts

©)
=
—
5
al

L R
Dimensions Tough <— Hard I\el:\(c::?\mir:;ng:ti

=3 *Q < =] by f groove
Designation cw RE PSIRL PSIRR 8|8|&8|3|8 (mm/rev)
TAG L1.4J-8D 1.40 0.16 80 = . ° ° 0.03-0.08
TAG R1.4J-8D 1.40 0.16 - 8.0 . . ° 0.03-0.08
TAG L1.4JS-10D (1) 1.40 0.02 10.0 - . ° ° 0.02-0.06
TAG R1.4JS-10D (1) 1.40 0.02 - 10.0 . ° ° 0.02-0.06
TAG L2J-6D 2.00 0.20 6.0 - . . 0.03-0.10
TAG R2J-6D 2.00 0.20 - 6.0 . . 0.03-0.10
TAG L2JS-6D (1) 2.00 0.02 6.0 - . . 0.02-0.08
TAG R2JS-6D (1) 2.00 0.02 - 6.0 . . 0.02-0.08
TAG L2J-15D 2.00 0.20 15.0 - . . 0.03-0.08
TAG R2J-15D 2.00 0.20 - 15.0 . . 0.03-0.08
TAG L2JS-15D (1) 2.00 0.02 15.0 - . . 0.02-0.06
TAG R2JS-15D (1) 2.00 0.02 - 15.0 . . 0.02-0.06
TAG L3J-6D 3.00 0.20 6.0 - . ° . ° 0.04-0.14
TAG R3J-6D 3.00 0.20 - 6.0 . . . . 0.04-0.14
TAG L3JS-6D (1) 3.00 0.02 6.0 - . . 0.03-0.10
TAG R3JS-6D (1) 3.00 0.02 - 6.0 . . 0.03-0.10
TAG L3J-15D 3.00 0.20 15.0 - . . . (] 0.04-0.12
TAG R3J-15D 3.00 0.20 - 15.0 . ° . ° 0.04-0.12
TAG L3JS-15D (1) 3.00 0.02 15.0 - (] . 0.03-0.08
TAG R3JS-15D (1) 3.00 0.02 - 15.0 . . 0.03-0.08
TAG L4J-4D 4.00 0.24 40 - . . 0.04-0.15
TAG R4J-4D 4,00 0.24 - 40 . ° . ° 0.04-0.15
TAG L5J-4D 5.05 0.25 40 - . . 0.05-0.18
TAG R5J-4D 5.05 0.25 - 40 . . 0.05-0.18
TAG L6.3J-4D 6.35 0.35 40 - . . 0.05-0.20
TAG R6.3J-4D 6.35 0.35 - 40 . . 0.05-0.20

e For cutting speed recommendations and user guide, see pages 540-547

() Sharp corners cannot be used on TGSF slitting cutters

Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ ® TGAQ-ECD (JET-CROWN)
e TGAQ-JHP ¢ TGBHR/L ® TGFH-JHP ® TGFH-MB ¢ TGFH-S e TGFH/R/L ¢ TGFHL-TR  TGFHR/L ¢ TGFHR/L-JHP e TGFS ¢ TGSU

® TGTR/L-2T..SH-L120 ¢ TGTR/L-D * TGTR/L-IQ ® TGTR/L-IQ-2Z ¢ TGTR/L-JHP e TGTR/L-JHP-MC

[ W VP WV v/

/)
rasr

PARTING LINE

TAG N-LF

y L

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

%

) . Recommended

Dimensions Tough Hard Machining Data
g|B8|8 |23 f groove
Designation cw RE CWTOL RETOL® 8|5 |8|5|8 (mm/rev)
TAG N2LF 2.00 0.20 0.04 0.030 [ ° ) ° ° 0.03-0.08
TAG N3LF 3.05 0.20 0.04 0.030 [ [} () ° ° 0.04-0.10

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

Tools: ADMP D45 e TAGPAD-JHP ¢ TAGPAD-XL-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ * TGAQ-ECD (JET-CROWN) e TGAQ-JHP e TGFH-JHP
o TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR ¢ TGFHR/L ® TGFHR/L-JHP  TGFS e TGSU e TGTR/L-2T..SH-L120 * TGTR/L-D

o TGTR/L-IQ e TGTR/L-IQ-2Z

e TGTR/L-JHP e TGTR/L-JHP-MC

ISCAR
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PARTING LINE"" ‘
g H
TAG N-UT o @ &
Single-Sided Inserts for Parting, i v
Grooving & Slitting at Low : “!r
Feeds on Cr-Ni Alloys, Ductile
Materials & Low Carbon Steel
. . Recommended
Dimensions Tough «<— Hard Machining Data
S| 8|3 f groove
Designation cw RE CWTOL RETOL® 8| 8|8 (mm/rev)
TAG N2UT 2.00 0.20 0.04 0.040 [ ° ° 0.03-0.10
TAG N3UT 3.00 0.30 0.04 0.040 [ [ 0.04-0.12
TAG N4UT 4.00 0.30 0.04 0.040 ° 0.05-0.15
TAG N5UT 5.00 0.30 0.04 0.040 ° 0.05-0.18
TAG N6UT 6.00 0.85 0.04 0.040 ° 0.06-0.22

() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)

For cutting speed recommendations and user guide, see pages 540-547

Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ * TGAQ-ECD (JET-CROWN)
* TGAQ-JHP ¢ TGBHR/L ® TGFH-JHP ® TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR e TGFHR/L ® TGFHR/L-JHP  TGFS e TGSU
e TGTR/L-2T..SH-L120 ¢ TGTR/L-D * TGTR/L-IQ * TGTR/L-IQ-2Z  TGTR/L-JHP e TGTR/L-JHP-MC

[ od

PARTING LINE
TAG N-A
Single-Ended Inserts for Parting,
Grooving and Slitting Aluminum

&%

Designation

TAG N2A
TAG N3A
TAG N4A

() Cutting width tolerance (+/-)
@ Corner radius tolerance (+/-)

’ . Recommended
Dimensions Machining Data
S f groove
Ccw RE cwroL® RETOL®@ o (mm/rev)
2.00 0.20 0.04 0.040 ° 0.02-0.10
3.07 0.20 0.04 0.040 ° 0.03-0.14
4.00 0.24 0.04 0.030 [ 0.03-0.16
® For cutting speed recommendations and user guide, see pages 540-547
Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD * TGAD RE/LE-JHP * TGAQ * TGAQ-ECD (JET-CROWN)
e TGAQ-JHP o TGFH-JHP e TGFH-MB ® TGFH-S o TGFH/R/L ® TGFHL-TR ® TGFHR/L ® TGFHR/L-JHP ¢ TGFS ¢ TGSU e TGTR/L-2T..SH-L120
e TGTR/L-D  TGTR/L-IQ * TGTR/L-IQ-2Z  TGTR/L-JHP e TGTR/L-JHP-MC
Member IMC Group
rrey |
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TGTBQ-JHP F; f &?‘I‘B

<E Tool Blocks for Square /
0 TANG-F-GRIP and DO-F-GRIP —

Parting and Grooving Adapters %

for High-Pressure Coolant >

Coolant inlet G1/8 B
OAH H B 0AW OAL LB CUTDIA

TGTBQ 20L-D52-JHP 50.00 20.0 20.5 26.50 122.00 34.00 52.0
TGTBQ 20R-D52-JHP 50.00 20.0 20.5 26.50 122.00 34.00 52.0
TGTBQ 25L-D52-JHP 50.00 25.0 255 31.50 132.00 34.00 52.0
TGTBQ 25R-D52-JHP 50.00 25.0 25.5 31.50 132.00 34.00 52.0
TGTBQ 20L-D82-JHP 64.00 20.0 20.5 26.50 140.00 53.00 82.0
TGTBQ 20R-D82-JHP 64.00 20.0 20.5 26.50 140.00 53.00 82.0
TGTBQ 25L-D82-JHP 64.00 25.0 255 31.50 150.00 53.00 82.0
TGTBQ 25R-D82-JHP 64.00 25.0 25.5 31.50 150.00 53.00 82.0
TGTBQ 32L-D82-JHP 64.00 32.0 32.5 38.50 150.50 53.50 82.0
TGTBQ 32R-D82-JHP 64.00 32.0 32.5 38.50 150.50 53.50 82.0
TGTBQ 25L-D120-JHP 95.00 25.0 255 31.50 165.00 67.00 120.0
TGTBQ 25R-D120-JHP 95.00 25.0 25.5 31.50 165.00 67.00 120.0
TGTBQ 32L-D120-JHP 95.00 32.0 32.5 38.50 165.00 67.00 120.0
TGTBQ 32R-D120-JHP 95.00 32.0 32.5 38.50 165.00 67.00 120.0
TGTBQ 25L-D160-JHP 107.00 25.0 255 31.50 190.50 92.50 160.0
TGTBQ 25R-D160-JHP 107.00 25.0 25.5 31.50 190.50 92.50 160.0
TGTBQ 32L-D160-JHP 107.00 320 32.5 38.50 190.50 92.50 160.0
TGTBQ 32R-D160-JHP 107.00 32.0 32.5 38.50 190.50 92.50 160.0
TGTBQ 40L-D160-JHP 107.00 40.0 40.5 46.50 190.50 92.50 160.0
TGTBQ 40R-D160-JHP 107.00 40.0 40.5 46.50 190.50 92.50 160.0

Tools: DGAQ ¢ DGAQ-JHP ¢ TGAQ ¢ TGAQ-JHP
Table determining depth of cut for grooving as function of workpiece diameter

Designation gDmax

TGTBQ...D52-JHP 53 | 54 [ 65 | 56 | 67 [ 59 | 61 | 64 [ 67 | 71 | 75 | 81 | 88 [ 96 | 107 | 122 | 141 | 169
TGTBQ...D82-JHP 107 | 110 | 114 | 119 [ 124 | 130 | 137 [ 145 | 154 | 165 | 178 | 194 [ 213 | 237 | 267 | 308 | 363 | 443
picyy=lemsod PSS [SA 202 ( 210 | 219 | 229 [ 240 | 253 | 267 | 283 | 302 | 324 | 349 | 380 [ 417 | 462 | 518 | 592 | 689 | 827
geqp ek COERISIEM 345 | 361 | 377 | 396 | 418 | 441 [ 468 | 499 | 534 | 576 | 624 [ 682 | 753 | 840 | 951 | 1096 | 1294 | 1583
CDX 21 (20 )19 [ 18|17 |16 |15 |14 |13 (12|11 [10]| 9 8 7 6 5 4

oDmax

TGTBQ...D82-JHP 83 | 83 [ 84 [ 84 [ 85 [ 8 [ 87 [ 88 [ 89 [ 91 | 92 [ 94 [ 96 [ 98 [ 101 [ 103
geyy=lemoh PORNICEM 139 [ 141 | 143 | 145 | 148 [ 150 [ 163 | 156 | 160 | 164 [ 168 [ 172 | 177 | 183 | 188 | 195
qreyy=le B R AN S S 200 | 225 | 229 | 234 | 239 | 245 | 251 | 257 [ 264 | 271 | 279 | 288 | 298 | 308 | 320 | 332
CDX 37 | 36 [ 35 [ 34 [ 333231 302028 |27 |26 |25 |24 |23 | 22

oDmax

TGTBQ...D120-JHP FA 122 | 123 | 123 | 124 | 125 | 125 [ 126 | 127 | 128 | 129 | 130 | 131 | 132

TGTBQ...D160-JHP Emks 177 | 181 | 183 | 184 | 186 | 188 | 190 | 193 | 195 | 198 | 200 | 203 | 206
CDX 56-60 | 53-65 [ 52 [ 51 [ 50 [ 49 [ 48 [ 47 | 46 | 45 | 44 | 43 | 42 | 4

Block: TGTBQ...D...

Blade: T/DGAQ...

Locating Pin: Side thrust Pin 3mm
Screw: SR M4x10 ISO 14580
Screw: SR M4x9-Seal-JHP

Seal washer: CSW 1/8"

O-ring: O-ring 10x2 NBR

Nooarwd=

Spare Parts

N 2 ¢ o @ s 7 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

ISCAR




LogiQfFGRIP

HIGH FEED GRIP HOLDER

TGTBQ-JHP-MC r— OAL assembly ‘ - OAW , @’g

Tool Blocks for Parting and o H

Grooving Square Adapters oA —— ) -

for High-Pressure Coolant

with Three Cooling Inlets l i L

~ B«

OAH H 0AW OAL LB CUTDIA
TGTBQ 20R/L-D52-JHP-MC 50.00 20.0 205 26.50 112.00 42.00 52.0
TGTBQ 25R/L-D52-JHP-MC 50.00 25.0 26.5 31.50 125.00 40.00 52.0
TGTBQ 20R/L-D82-JHP-MC 64.00 20.0 205 26.50 127.50 57.50 82.0
TGTBQ 25R/L-D82-JHP-MC 64.00 25.0 26.5 31.50 142.50 57.50 82.0
TGTBQ 25R/L-D120-JHP-MC 95.00 25.0 26.5 31.50 158.00 73.00 120.0

Tools: DGAQ * DGAQ-JHP * TGAQ * TGAQ-JHP

Spare Parts
Desig & y @ @ / f @ @
gepy:le B8 L8 (el SR M4X9-SEAL-JHP  SIDE THRUST PIN 3mm  JHP COPPER SEAL 1/8" SR ISO 14580 M4X10 ~ BLDT20/S7  SW6-SD  O-RING 10X2NBR  PLG G1/8 TL360

LOGIQF=GRIP

HIGH FEED GRIP HOLDER

TGTBQ-JHP-RIB

Tool Blocks for Square F-GRIP
Parting and Grooving Adapters
with High-Pressure Coolant for
Machining next to Spindle

—
’<I>

l«———— OAL (assembly) 4—‘ -+ OAW =

OAH

Coolant inlet 4/ B

CUTDIA

Bar Max

0AH H B 0AW OAL LB CUTDIA
TGTBQ 25L-R-D52-JHP 50.00 25.0 25.5 31.50 163.50 55.50 52.0
TGTBQ 25R-L-D52-JHP 50.00 25.0 25.5 31.50 153.50 55.50 52.0
TGTBQ 25L-R-D82-JHP 64.00 25.0 255 31.50 165.00 68.00 82.0
TGTBQ 25R-L-D82-JHP 64.00 25.0 2519 31.50 165.00 68.00 82.0
TGTBQ 25L-R-D120-JHP 95.00 25.0 25.5 31.50 195.00 97.00 120.0
TGTBQ 25R-L-D120-JHP 95.00 25.0 25.5 31.50 195.00 97.00 120.0

Tools: DGAQ ¢ DGAQ-JHP « TGAQ e TGAQ-JHP

Standard Holders

NEW Reinforced Rib on the Opposite Side

TGTBQ 25 L -D82 -JHP

TGTBQ 25 R -D82 -JHP

TGTBQ 25 R -D82L -JHP

TGTBQ 25 L -D82R-JHP

L

-

-

L- Pocket orientation

R- Pocket orientation

R- Pocket orientation
L-Reinforcement rib side

L- Pocket orientation
R-Reinforcement rib side

Spare Parts

ocsgrancn [

&

&

S P

2, @

TGTBQ-JHP-RIB SR ISO 14580 M4X10

SIDE THRUST PIN 3mm

SR M4X9-SEAL-JHP

BLD T20/87 SW6-SD

O-RING 10X2 NBR JHP COPPER SEAL 1/8"

Member IMC Grou

P
W=
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LOGIQy=GRIP

HIGH FEED GRIP HOLDER

Vit# SQ#-#-D82-JHP

View A
/K140
Bar Max

Intermediate Holders for
TANG-F-GRIP and DO-F-GRIP
Square Type D82 Adapters

T

©)
=
—
5
al

Designed for Modular i Sec ot
Tooling Systems
Vi## SQR-L D82-JHP ViH# SQL-R D82-JHP Vi## SQR-R D82-JHP Vit SQL-L D82-JHP

H LF OAW WE
V60 SQL-L-D82-JHP 62.0 34.70 64.50 28.95
V60 SQL-R-D82-JHP 62.0 34.70 64.50 15.35
V60 SQR-L-D82-JHP 62.0 34.70 64.50 18.85
V60 SQR-R-D82-JHP 62.0 34.70 64.50 32.45
V85 SQL-L-D82-JHP 83.0 34.70 85.00 40.95
V85 SQL-R-D82-JHP 83.0 34.70 85.00 27.35
V85 SQR-L-D82-JHP 83.0 34.70 85.00 27.35
V85 SQR-R-D82-JHP 83.0 34.70 85.00 40.95

™) When 3mm width insert is used.

Tools: DGAQ ¢ DGAQ-JHP « TGAQ  TGAQ-JHP

Identification Key

V60 SQL-L-D82-JHP V60 SQL-R-D82-JHP V60 SQR-L-D82-JHP V60 SQR-R-D82-JHP

2 ]
|- Holder (prism) orientation |- Holder (prism) orientation R- Holder (prism) orientation R- Holder (prism) orientation
L- Pocket side R- Pocket side L- Pocket side R- Pocket side

Spare Parts

» 9 o & &

Vii# SQ#-#-D82-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" O-RING 10X2 NBR SIDE THRUST PIN 3mm SR ISO 14580 M4X10

ISCAR




TANGIFGRIP — T
TGAQ-JHP 4 “r | ﬁw

Parting and Grooving Square OAH
Adapters with Internal Coolant
Holes Carrying TANG-GRIP

HF

%\ CUTDIA

©)
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al

»_CUTDIA

Tangentially Clamped Inserts OALWJ CWN-CWX L— OAL——=! CWN-CWX
-
1 WB

OAL OAH CWNO) cWx@ WB HF CUTDIA® MDY CSP8
TGAQ D52-2-2Z-JHP 50.00 50.00 1.80 2.50 1.65 435 52.0 TAG 2 1
TGAQ D52-3-2Z-JHP 50.00 50.00 2.80 3.50 2.50 435 52.0 TAG 3 1
TGAQ D52-4-2Z-JHP 50.00 50.00 3.70 4.50 3.40 435 52.0 TAG 4 1
TGAQ D82-2-4Z-JHP 61.00 61.00 1.80 2.50 1.65 58.0 82.0 TAG 2 1
TGAQ D82-3-4Z-JHP 61.00 61.00 2.80 3.50 2.50 58.0 82.0 TAG 3 1
TGAQ D82-4-4Z-JHP 61.00 61.00 3.70 4.50 3.40 58.0 82.0 TAG 4 1
TGAQ D120-3-4Z-JHP 90.50 90.50 2.80 3.50 2.50 84.0 120.0 TAG 3 1
TGAQ D120-4-4Z-JHP 90.50 90.50 3.70 4.50 3.40 84.0 120.0 TAG 4 1
TGAQ D120-5-4Z2-JHP 90.50 90.50 470 5.50 4.00 84.0 120.0 TAG 5 1
TGAQ D160-3-4Z-JHP 100.00 100.00 2.80 3.50 2.50 97.0 160.0 TAG 3 1
TGAQ D160-4-4Z-JHP 100.00 100.00 3.70 4.50 3.40 97.0 160.0 TAG 4 1
TGAQ D160-5-4Z-JHP 100.00 100.00 4.70 5.50 4.00 97.0 160.0 TAG 5 1

e Suitable for all TANG-GRIP inserts

() Minimum cutting width

2 Maximum cutting width

() Maximum diameter for parting

4 Master insert identification

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

Inserts: TAG N-A ¢ TAG N-C/W/M © TAG N-HF e TAG N-J/JS/JT o TAG N-LF * TAG N-MF * TAG N-UT  TAG R/L-C * TAG R/L-J/JS

Holders: TGTBQ-JHP ® TGTBQ-JHP-MC o TGTBY-JHP e Vit# SQ#-#-D82-JHP

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
4-7 5-8 6-9
6-7 7-8 89

Spare Parts
Desig & @ j
TGAQ D52-2-2Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 2*
TGAQ D52-3-2Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D52-4-2Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D82-2-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 2*
TGAQ D82-3-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D82-4-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D120-3-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D120-4-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D120-5-4Z2-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 5-7*
TGAQ D160-3-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D160-4-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
TGAQ D160-5-4Z-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 5-7*

*  Optional, should be ordered separately
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D52

TANGIFGRIP
TGAQ

-

]

Parting and Grooving Square OAH HE OAH HE
Adapters Carrying TANG-GRIP % CUTDIA G
Tangentially Clamped Inserts l l
—OAL—+ OAL: CWN-CWX
W _
B _CWN-CWX K

WB i

0AL OAH CWN® CWx@ WB HF CUTDIA® MIIDA CSP&)
TGAQ D52-2-2Z 50.00 50.00 1.80 2.50 1.65 435 52.0 TAG 2 0
TGAQ D52-3-2Z 50.00 50.00 2.80 3.50 2.50 435 52.0 TAG 3 0
TGAQ D52-4-2Z 50.00 50.00 3.70 4.50 3.40 43.5 52.0 TAG 4 0
TGAQ D82-2-4Z 61.00 61.00 1.80 2.50 1.65 58.0 82.0 TAG 2 0
TGAQ D82-3-4Z 61.00 61.00 2.80 3.50 2.50 58.0 82.0 TAG 3 0
TGAQ D82-4-4Z 61.00 61.00 3.70 450 3.40 58.0 82.0 TAG 4 0
TGAQ D120-3-4Z 90.50 90.50 2.80 3.50 2.50 84.0 120.0 TAG 3 0
TGAQ D120-4-4Z 90.50 90.50 3.70 450 3.40 84.0 120.0 TAG 4 0
TGAQ D120-5-4Z 90.50 90.50 4.70 5.50 4.00 84.0 120.0 TAG 5 0
TGAQ D160-3-4Z 100.00 100.00 2.80 3.50 2.50 97.0 160.0 TAG 3 0
TGAQ D160-4-4Z 100.00 100.00 3.70 4.50 3.40 97.0 160.0 TAG 4 0
TGAQ D160-5-4Z 100.00 100.00 4.70 5.50 4.00 97.0 160.0 TAG 5 0

e Suitable for all TANG-GRIP inserts

) Minimum cutting width

(2) Maximum cutting width

) Maximum diameter for parting

4) Master insert identification

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

Inserts: TAG N-A ¢ TAG N-C/W/M e TAG N-HF e TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C ¢ TAG R/L-J/JS
Holders: TGTBQ-JHP ¢ TGTBQ-JHP-MC e TGTBY-JHP e Vi## SQ#-#-D82-JHP

Spare Parts

&

S/

TGAQ D52-2-2Z SR IS0 14580 M4X10 ETG 2*
TGAQ D52-3-2Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D52-4-2Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D82-2-4Z SR IS0 14580 M4X10 ETG 2*
TGAQ D82-3-4Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D82-4-4Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D120-3-4Z SR ISO 14580 M4X10 ETG 3-4-SH*
TGAQ D120-4-4Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D120-5-4Z SR ISO 14580 M4X10 ETG 5-7*
TGAQ D160-3-4Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D160-4-4Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D160-5-4Z SR ISO 14580 M4X10 ETG 5-7*

* Optional, should be ordered separately
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TWISTED 2-SIDED “! -—_La
DGAQ-JHP &Eﬁﬂg
Parting and Grooving Square OAH -
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Adapters with Internal Coolant
Holes Carrying DO-GRIP Inserts

CWN-CWX CWN-CWX
—~
WB 1
OAL OAH CWN( CWX® WB HF CUTDIA®! MIID® CSP6I
DGAQ D52-2-2Z-JHP 50.00 50.00 1.90 2.50 1.72 43.5 52.0 DGN 2 1
DGAQ D52-3-2Z-JHP 50.00 50.00 3.00 3.18 2.50 435 52.0 DGN 3 1
DGAQ D52-4-2Z-JHP 50.00 50.00 4.00 4.00 3.20 435 52.0 DGN 4 1
DGAQ D82-3-2Z-JHP 64.40 64.40 3.00 3.18 2.50 58.0 82.0 DGN 3 1
DGAQ D82-4-2Z-JHP 64.40 64.40 4.00 4.00 3.20 58.0 82.0 DGN 4 1
DGAQ D82-5-2Z-JHP 64.40 64.40 5.00 5.00 4.00 58.0 82.0 DGN 5 1
DGAQ D120-4-4Z-JHP 90.50 90.50 4.00 4.00 3.20 84.0 120.0 DGN 4 1
DGAQ D120-5-4Z-JHP 90.50 90.50 5.00 5.00 4.00 84.0 120.0 DGN 5 1

* When using 2 and 3mm double-sided inserts, the depth of cut is limited up to 19mm. For larger depth, use a DGNM type single-ended insert.

) Minimum cutting width

2 Maximum cutting width

@) Maximum diameter for parting

4) Master insert identification

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

Inserts: DGN-LF/LFT ¢ DGN-MF e DGN-P ¢ DGN-UT/UA ¢ DGN-W e DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-P
e DGR-WP e DGR-Z/ZS e DGR/L-C DGRC/LC-C e DGR/L-J/JS

Holders: TGTBQ-JHP ¢ TGTBQ-JHP-MC e TGTBY-JHP e Vi## SQ#-#-D82-JHP

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
4-7 5-8 6-9
6-7 7-8 8-9

Spare Parts

» @ Z

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

DO/F=GRIP D120

DGAQ

Parting and Grooving
Square Adapters Carrying
DO-GRIP Inserts

WB L

OAL OAH CWN( cWx@ WB HF CUTDIA® MIID® CSP8)
DGAQ D52-2-2Z 50.00 50.00 1.90 2.50 1.72 435 52.0 DGN 2 0
DGAQ D52-3-2Z 50.00 50.00 3.00 3.18 2.50 435 52.0 DGN 3 0
DGAQ D52-4-2Z 50.00 50.00 4.00 4.00 3.20 435 52.0 DGN 4 0
DGAQ D82-3-2Z 64.40 64.40 3.00 3.18 2.50 58.0 82.0 DGN 3 0
DGAQ D82-4-2zZ 64.40 64.40 4.00 4.00 3.20 58.0 82.0 DGN 4 0
DGAQ D82-5-2Z 64.40 64.40 5.00 5.00 4.00 58.0 82.0 DGN 5 0
DGAQ D120-4-4Z 90.50 90.50 4.00 4.00 3.20 84.0 120.0 DGN 4 0
DGAQ D120-5-4Z 90.50 90.50 5.00 5.00 4.00 84.0 120.0 DGN 5 0

* When using 2 and 3mm double-sided inserts, the depth of cut is limited up to 19mm. For larger depth, use a DGNM type single-ended insert.

™) Minimum cutting width

@) Maximum cutting width

() Maximum diameter for parting

@) Master insert identification

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

Inserts: DGN-LF/LFT ¢ DGN-MF e DGN-P e DGN-UT/UA ¢ DGN-W e DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-P

e DGR-WP e DGR-Z/ZS e DGR/L-C DGRC/LC-C e DGR/L-J/JS

Holders: TGTBQ-JHP ¢ TGTBQ-JHP-MC e TGTBY-JHP e Vi## SQ#-#-D82-JHP

Spare Parts

S p

I SRISO 14580 M4xi0 EDG 33A"

* Optional, should be ordered separately

Member C Group
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JET-CROWN
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LogiQg=GRIP onL ‘ JETETS
TCROWN S : e

LOG!Q JET COOLANT H

TGTBQ-ECD-JHP (JET-CROWN) o ¥

Tool Blocks for Square

TANG-F-GRIP (TGAQ-ECD)

Parting and Grooving Adapters A A separate crown for each insert

for High-Pressure Coolant - width should be ordered separately

OAH H B OAW OAL LB CUTDIA
TGTBQ 20L-D65-ECD-JHP 56.00 20.0 20.5 26.50 129.00 42.00 65.0
TGTBQ 20R-D65-ECD-JHP 56.00 20.0 20.5 26.50 129.00 42.00 65.0
TGTBQ 25L-D65-ECD-JHP 55.00 25.0 25.5 31.50 139.00 42.00 65.0
TGTBQ 25R-D65-ECD-JHP 55.00 25.0 25.5 31.50 139.00 42.00 65.0
TGTBQ 20L-D82-ECD-JHP 64.00 20.0 20.5 26.50 140.00 53.00 82.0
TGTBQ 20R-D82-ECD-JHP 64.00 20.0 20.5 26.50 140.00 53.00 82.0
TGTBQ 25L-D82-ECD-JHP 64.00 25.0 255 31.50 150.00 53.00 82.0
TGTBQ 25R-D82-ECD-JHP 64.00 25.0 2565 31.50 150.00 53.00 82.0

* A separate crown for each insert width should be ordered separately.

Tools: TGAQ-ECD (JET-CROWN)

Depth of cut as function of workpiece diameter

Dmax

TGTBQ ..R/L-D65-ECD (] 95 90 87 84 81 78 76 74 73 72 70 69 68 67 66 65

(30) ¢ 8 9 10 11 12 13 14 15 16 17 18 19 20-21 22 23-24 25-33 325

TGTBQ ..R/L-D82-ECD R IR b (T b A [0/ S, (0T (0 99 97 95 93 91 90 89 88 87 86 85 84 83 82
(9) ¢ 11 12 13 14 15 16 17 18 19 20 21 22 23 24 25 26 27 28 31 41

The tool cannot be used for grooving applications when the workpiece diameter is ;

larger than 118mm. [}LCDX*‘ > |

(= !

Aseparate crown
tor cach msert
width should be
ordsrad separataly:

Spare Parts

7 / 7

SRR Bl 72057 SWosD

TANGIFaRIP = T

|

JETCROWN q)

LOG!Q JET COOLANT HF H

TGAQ-ECD (JET-CROWN) | .

Parting and Grooving Square L X _CUTDIA_

Adapters Compatible with ©WB CWN-CWX

TANG-GRIP Inserts (Single-Ended) % 1 Aseparate crown for each insert

1 width should be ordered separately

CWND CWx®@ WB H HF®) CUTDIA MIID
TGAQ D65-2-4Z-ECD 1.80 250 1,65 49.0 48.7 65.0 TAG N2
TGAQ D65-3-4Z-ECD 2.80 3.50 2.50 49.0 48.7 65.0 TAG N3
TGAQ D82-2-4Z-ECD 1.80 250 1,65 58.0 57.7 82.0 TAG N2
TGAQ D82-3-4Z-ECD 2.80 350 2.50 58.0 57.7 82.0 TAG N3
TGAQ D82-4-4Z-ECD 3.70 340 340 58.0 57.7 82.0 TAG N4

e Suitable for all TANG-GRIP inserts

) Minimum cutting width

2 Maximum cutting width

() Related to insert

@) Master insert identification

Inserts: TAG N-A ¢ TAG N-C/W/M e TAG N-HF e TAG N-J/JS/JT e TAG N-LF e TAG N-MF ¢ TAG N-UT e TAG R/L-C * TAG R/L-J/JS
Holders: TGTBQ-ECD-JHP (JET-CROWN)

Spare Parts

P -

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

ISCAR




OAW  A-A A-A

- HTPRM - ,&;4&‘0

A

LogGialFGrIP

HiIGH FEED Y-AXiS

TGTBY-JHP

Y-Axis Intermediate Prismatic
Holders for Square JHP
Adapters on Multi-Task Machines
for Parting and Grooving

B
LB
i

TGTBY R32-D82R-JHP with TGAQ Shown

OAH HF 0AW LF LB CUTDIA OALM 0AL_2@ HTPRM
TGTBY L32-D82R-JHP 42.00 65.8 16.00 150.00 62.00 82.0 153.00 156.40 32.00
TGTBY R32-D82L-JHP 42.00 65.8 16.00 150.00 62.00 82.0 153.00 156.40 32.00
TGTBY R32-D82R-JHP 42.00 65.8 16.00 150.00 62.00 82.0 153.00 156.40 32.00
TGTBY L32-D82L-JHP 42,00 65.8 16.00 150.00 62.00 82.0 153.00 156.40 32.00

e Can be used also for X-axis (multi-task machines) - location pin should be removed e For set up procedure see page 520

™) Overall length with TGAQ adapter

(@ Overall length with DGAQ adapter

Tools: DGAQ ¢ DGAQ-JHP ¢ TGAQ ¢ TGAQ-JHP

©)
Z
—
<
al
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520

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:
1.30.82 mm from machine center
line @) in Y Axis
2.3 mm from for TGAQ adapter and
6.4 mm for DGAQ adapter
(see sketches below)

*30.82 REF

Option 1  Option 2
For TGAQ For DGAQ
Adapters Adapters

Setup cutting edge level on center line

. TGTBY

Cutting edge is located 27.5 mm

from machine center line (§) . TGTBY

*27.5 REF ,

10

‘e
Feed (in X axis)

Correct i
Position X

Correct
Position

Setup cutting edge level on center line

B

* For Y-Axis cut off, compensate 30.82 mm in Y-Axis direction
and compensate 3 mm for TGAQ adapters or
6.4 mm 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 3mm / 6.4mm

Block: TGTBY

Locating pin: Side thrust Pin 3 mm

Clamping screw : SR M4x10 ISO 14580
Clamping & sealing screw: SR M4x9-Seal-JHP
Seal washer: CSW 1/8"

0O-ring: O-ring 10x2 NBR

Lower sealing plug: Plug G1/8-6.5 TL360
Upper sealing screw: SR M3x4-DIN913

ONoOo RN~

Spare Parts

* For X-Axis cut off, compensate 27.5 mm in Y-Axis direction.
Location pin should be removed.

Remove Pin for
X-Axis Machinning

& P 2

Designation

o 7 7 ® [ &

Lcng=) a0 5 (B SRISO 14580 M4X10 SR M4X9-SEAL-JHP  OR 16X2 NBR

JHP COPPER SEAL 1/8"

BLDT20/57  SW6-SD  PLG G1/8TL360 HW5.0

ISCAR

SIDE THRUST PIN 3mm
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TANG G QU " T~ e O3
TAGPAD-Y-JHP / \ : T “ r I 4@0
Y-Axis Adapters for Parting & LOTE T O a3 42
Grooving on Multi-Task Machines N "f o9 O
& Turning Centers with JHP > j
Channels and TANG-GRIP Inserts Ws ~—OAL

CW4 f%ij'%B WB_2

Des| CwW WF WB WB_2 OAL OAH HF CUTDIA MiID( /

TAGPAD 82R/L-3C 3.00 4.80 240 6.0 77.40 52.00 34.0 82.0 TAG N3HF  ETG 3-4-SH*
TAGPAD-Y-D82R/L-4C 4.00 4.30 3.40 6.0 77.40 52.00 34.0 82.0 TAGNAHF  ETG 3-4-SH*

e Can be offered for parting up to 125mm diameter as semi standard: TAGPAD-Y-125R\L-3C, TAGPAD-Y-125R\L-4C e For set up procedure and user guide, see page 550

* The tool types shown are currently unavailable in the USA, Canada, China, Japan and Korea.

() Master insert identification

* Optional, should be ordered separately

Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF ¢ TAG N-J/JS/JT  TAG N-MF ¢ TAG N-UT e TAG R/L-C e TAG R/L-J/JS

Holders: ABC MAHDR-#-XL-JHP ¢ MAHPR/L-XL-JHP ¢ MAHR/L-MG-XL-JHP ¢ MAHR/L-MG-XL-JHP-MC ® TR45 MAHDR-#-XL-JHP e V## MAHD#-#-XL-##-JHP

o V## MAHD-XL-JHP

SLIMGRIP

NARROW INSERTS

1&-1 40
Bar Max

THMPR/L D22-JHP

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

— ¥ T
:Ei{—}j[t;fCNu (typx3) Fv'

H HF HBH B WF CUTDIA OAL HBL CNT

THMPR/L 16-D22-JHP 16.0 16.1 10.0 16.0 14.60 22.0 135.00 29.6 UNF 5/16-24

THMPR/L 20-D22-JHP 20.0 20.1 6.0 20,0 18.60 22,0 135.00 296 G1/8
Tools: ADMP D22
THMPR/L...-D22-JHP CDX to gDmax
CDX <2.0 <3.0 <4.0 <5.0 <6.0 <7.0 <8.0 <11.0
gDmax 85 80 75 70 65 60 55 50
Spare Parts

% % & ?
THMPR/L 16-D22-JHP SR 5/16UNF TL360 HW 5/32" SR M4-39432 T-15/5
THMPR/L 20-D22-JHP PLG G1/8 TL360 HW 5.0 SR M4-39432 T-15/5

SELIOGRIP OUTDA T
SLIMGRIP N LA

NARROW INSERTS \ /
ADMP D22 N
Parting and Grooving
Adapters with 5 Pockets cw T
for SLIM-GRIP Inserts ﬁ":c.=.,=.

Q
=

Designation WB D CUTDIA Insert
ADMP D22-1.2 1.20 1.06 32 22.0 GFT1.2
ADMP D22-1.6 1.60 1.20 32 22.0 GFT 1.6

e For user guide, see pages 540-547

Inserts: GFT-C * GFT-J

Holders: THMPR/L D22-JHP

Spare Parts

S

ADMP D22 ESG-SLM*
* Optional, should be ordered separately

|I
[+]

Member IMC Group.
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TANG-5-GRIP

SLIMGRIP

NARROW INSERTS

GFT-J

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

'

ow%
rRE

W%

Dimensions Tough «— Hard Recommended Machining Data
8 = f groove
Designation cw RE S S (mm/rev)
GFT 0.6J-0.1 0.60 0.10 . ° 0.03-0.05
GFT 0.8J-0.1 0.80 0.10 . ° 0.03-0.07
GFT 1.0J-0.1 1.00 0.10 . ° 0.03-0.09
GFT 1.2J-0.14 1.20 0.14 ° . 0.03-0.10
GFT 1.6J-0.16 1.60 0.16 ° . 0.03-0.12
Tools: ADMP D22 ¢ SGAQ
SLIMGRIP T2 T
NARROW INSERTS “! e
GFT-C r @
Thin Parting, Grooving & Slitting
Single-Ended Inserts g&
for Soft Materials I
OWP%
VY R
Dimensions Tough <— Hard Recommended Machining Data
8 = f groove
Designation cw RE &) O (mm/rev)
GFT 1.6C-0.16 1.60 0.16 ° ° 0.05-0.15
Tools: ADMP D22
TANG-Gir oAL
PARTING LINE cutoia oA CNT (typx3) r
TANGSHGRIP T\ iy 140
PARTING AND GROOVING HE (Sl Py 7‘ J
THMPR/L D45-JHP v
Holders with High-Pressure y =HBL ¥
Coolant Channels for Pentagonal we H#giﬁ” E——
TANG-GRIP Adapters I i i
HF HBH B WF CUTDIA OAL HBL CNT
THMPR/L 20-D45-JHP 200 20.1 18.0 20.0 17.35 450 135.00 35.6 G1/8
THMPR/L 25-D45-JHP 25.0 25.1 13.0 25.0 22.35 45.0 135.00 35.6 G1/8
Tools: ADMP D45
Spare Parts
& > & /
THMPR/L D45-JHP SR M3X8 ISO 14580 BLACK T-10/5 PLG G1/8 TL360 HW 5.0

ISCAR




CUT-GRIP

PARTING

GRIP CUTDIA - T
PARTING AND GROOVING
= XX [
ADMP D45 / %»
Parting and Grooving Adapters { “
with 5 Pockets for TANG-GRIP A/
Tangentially Clamped Inserts NS
CWi
CWNO) cWx@ WB D CUTDIA Insert
ADMP D45-2.0 1.80 2.40 1.60 42 45.0 TAG?2
ADMP D45-3.0 2.80 3.50 250 42 45,0 TAG 3
o For user guide, see pages 540-547
() Minimum cutting width
2 Maximum cutting width
Inserts: TAG N-A  TAG N-C/W/M e TAG N-HF ® TAG N-J/JSAJT * TAG N-LF  TAG N-MF » TAG N-UT « TAG R/L-C * TAG R/L-J/JS
Holders: THMPR/L D45-JHP
Tmax D
THMPRI/L...-D45-JHP Tmax. to Dmax. ) P
Tmax T<3.0 T<4.0 T<5.0 T<6.0 T<7.0 T<8.0 T<9.0 T<10.0 T<22.5
Dmax 85 80 75 70 65 60 55 50 45 )
Spare Parts
7
ADMP D45-2.0 ETG 2*
ADMP D45-3.0 ETG 3-4-SH*
*  Optional, should be ordered separately
CUTGRiE o
GIM-C . @ @ 9&
Parting and Grooving Single-Sided 4 it =3 Ref 5 3 7
Inserts for Parting Bars, Hard ( p 1057 Ty E M» H
Materials and Tough Applications CAﬂ %W
RE
. B
. . Recommended
Dimensions Tough Hard Machining Data
< =3 3 x o f groove
Designation cw RE CWTOL® BW |8 | &38| & (mm/rev)
3.00 0.22 0.05 2.40 . ° . ° . 0.15-0.25
4.00 0.25 0.05 3.40 o 0.15-0.25
5,00 0.40 0.05 4,00 ° ° . ° ° 0.15-0.30
6.00 0.40 0.05 4.80 [ ° [ [ 0.15-0.30

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: Anti-Vibration Blades ¢ C#-GHDR/L ¢ CGHN 26-M e CGHN 32-DGM e CGHN 32-M ¢ CGHN-D e CGHN-DG e CGHN-S ¢ CGPAD
* CGPAD-JHP e GHDR/L (short pocket) ® GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L ¢ GHMR/L

Member IMC Group.
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CUTGhir

GIM-J

Utility Single-Sided Inserts
for Parting and Grooving
Soft Materials, Tubes

and Small Diameters

Designation

E @9 %
P 1 v
'\Ts 3 Ref.+ @g ‘E BN “!r
A i
cwW BW
re' | k
. . Recommended
Dimensions Tough Hard Machining Data
Q| g 3 s | o f groove
ow RE CWTOLM BW S8|8|8|8]|8 (mm/rev)
2.20 0.17 0.05 1.70 o o o o o 0.06-0.13
3.00 0.25 0.05 2.40 o o o o o 0.08-0.15
4.00 0.25 0.05 3.20 . ° ° ° ° 0.08-0.18

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L ¢ CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M ¢ CGHN-D ¢ CGHN-DG e CGHN-S e CGPAD e CGPAD-JHP e GHDRY/L (short pocket)

* GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L ¢ GHMR/L ¢ GHSR/L * GHSR/L-JHP-SL

CUTGHIF
GIM-J-RA/LA

Utility Single-Sided Inserts
for Parting and Grooving

Soft Materials, Parting Tubes

and Small Diameters

* NQCH-GHSR/L-JHP

v
E —

7

>

*\15.3 Ref.
RE_ 73

gt
RA

Y

Designation

GIM 2.2J-8LA
GIM 2.2J-8RA
GIM 2.2JS-15LA
GIM 2.2JS-15RA
GIM 3J-4LA
GIM 3J-4RA
GIM 3J-8LA
GIM 3J-8RA
GIM 3JS-15LA
GIM 3JS-15RA
GIM 4J-6LA
GIM 4J-6RA

ol few
clVLEZEI LA

. . Recommended

Dimensions Tough <— Hard Machining Data
2 S22 (8 | 5| fovowe
cw RE CWTOL(" PSIRL PSIRR BW e | e|efe)e (mm/rev)
2.20 047 0.05 8.0 - 1.70 ° o [ o[ o 0.05-0.10
2.20 0.47 0.05 - 8.0 1.70 o | o | o o | o | o 0.05-0.10
220 0.02 0.05 15.0 - 1.70 ° o | o 0.05-0.10
220 0.02 0.05 - 15.0 1.70 o[ o | o | 0| @ 0.05-0.10
3.00 0.22 0.05 4.0 - 240 . L] 0.05-0.12
3.00 0.25 0.05 - 40 2.40 e | o | o . 0.05-0.12
3.00 0.25 0.05 8.0 - 240 . . o . 0.05-0.12
3.00 0.25 0.05 - 8.0 240 [} . o . o . 0.05-0.12
3.00 0.02 0.05 15.0 - 2.40 e [ o . 0.05-0.12
3.00 0.02 0.05 - 15.0 240 . [ o . 0.05-0.12
4.00 0.25 0.05 6.0 - 3.20 o 0.08-0.15
4.00 0.25 0.05 6.0 3.20 . . 0.08-0.15

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L e CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M ¢ CGHN-D ¢ CGHN-DG e CGHN-S e CGPAD e CGPAD-JHP e GHDRY/L (short pocket)

® GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L ® GHMR/L ¢ GHSR/L ® GHSR/L-JHP-SL * NQCH-GHSR/L-JHP

ISCAR




CUTGHIr

GIM-wW

Single-Sided Inserts with
Central Ridged Chipformer and
Reinforced Edge for Parting
and Grooving Alloy Steel

+0.1
7 14
15.3 Ref. @
1 ¥
CwW BW

re’ K

>

“ o
=L

PARTING

Designation

) . Recommended

Dimensions Tough <— Hard Machining Data
< =3 3 x o f groove
ow RE cwTOLM BW S|8|8|8|¢8 (mmirev)
2.40 0.18 0.05 2.40 . ° . 0.10-0.18
3.00 0.22 0.05 240 o o o o o 0.10-0.18
3.20 0.22 0.05 2.40 . ° ° ° ° 0.10-0.20
4.00 0.25 0.05 3.20 o o o o o 0.15-0.20

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L ® CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M e CGHN-D ¢ CGHN-DG e CGHN-S e CGPAD e CGPAD-JHP

* GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L ¢ GHMR/L

CUTGRIF
GIM-W-RA/LA

Single-Sided Screw-Clamped
Inserts with Central Ridged

Chipformer for Parting Alloy Steel

* GHDRY/L (short pocket)

+0.1
7 ,
|| - | 5
T 15.3 Ref.
v
BW

PsmE’gET
PSIRLA
B

Y

I . Recommended

Dimensions Tough <— Hard Machining Data
2(8(8(3|8|g| foooe
Designation cw RE CWTOL(" PSIRL PSIRR BW e | e|efe)e (mm/rev)
GIM 3-4LA 3.00 0.20 0.05 40 - 2.40 ° ° ° 0.08-0.16
GIM 3-8LA 3.00 0.20 0.05 8.0 - 2.40 . o [ o | @ 0.08-0.16
GIM 3S-15RA 3.00 022 0.05 15.0 2.40 ° 0.08-0.16
GIM 3-4RA 3.00 025 0.05 40 2.40 o | o | o | 0| 0| @ 0.08-0.16
GIM 3-8RA 3.00 0.25 0.05 - 8.0 2.40 o | o | o | o | o | @ 0.08-0.16
GIM 3.2-4LA 3.20 022 0.05 40 - 2.50 ° 0.08-0.16
GIM 3.2-4RA 3.20 0.22 0.05 - 40 2.50 ° ° ° 0.08-0.16
GIM 3.2-8LA 3.20 0.22 0.05 8.0 - 2.50 . 0.08-0.16
GIM 3.2-8RA 3.20 022 0.05 - 8.0 2.50 ° o | o | @ 0.08-0.16
GIM 4-4LA 400 025 0.05 40 - 3.20 ° ° 0.10-0.16
GIM 4-4RA 400 0.25 0.05 - 40 3.20 o o [ o | o 0.10-0.16
GIM 4-8LA 4,00 025 0.05 8.0 - 3.20 ° 0.10-0.16
GIM 4-8RA 400 0.25 005 8.0 3.20 ° o [ o | o 0.10-0.16

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L ® CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M e CGHN-D ¢ CGHN-DG e CGHN-S e CGPAD e CGPAD-JHP e GHDRY/L (short pocket)

* GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L * GHMPR/L ¢ GHMR/L

Member IMC Group.
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CUTGhir :

GIM-UT =01 % ‘Eﬂr

Single-Ended Screw-Clamped RaEs, & ! XX! 5
v £ r
cw

Inserts for Parting and Grooving
at Low Feeds on CrNi Alloys

©)
=
—
5
al

and Low Carbon Steel REr tew
uT
. . Recommended
Dimensions Tough Hard Machining Data
g Q f groove
Designation cw RE CWTOL BW 8 8 (mm/rev)
GIM 4.6UT 4.60 0.60 0.03 3.80 o ° 0.03-0.10

e For cutting speed recommendations and user guide, see pages 540-547

(1) Cutting width tolerance (+/-)

Tools: C#-GHDR/L ® CGHN 26-M e CGHN 32-DGM e CGHN 32-M ¢ CGHN-D ¢ CGHN-DG ¢ CGHN-S e CGPAD e CGPAD-JHP e GHDR/L (short pocket)
e GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ¢ GHGR/L ¢ GHMPR/L ¢ GHMR/L

Z Y. Y/ %
CUTGRHIF o 7 Xx! .
GIM-UT-RA/LA o ! % r
Single-Ended Screw-Clamped 5.3 Ref!
Inserts for Parting at Low RE
Feeds on CrNi Alloys and wa— 2
Low Carbon Steel T= i
PSIRR
! . Recommended
PIEEIETE Machining Data
Q f groove
cwW RE CWTOL( PSIRR BW 8 (mm/rev)
3.12 0.25 0.03 1.5 2.50 o 0.03-0.10

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L ¢ CGHN 26-M e CGHN 32-DGM e CGHN 32-M ¢ CGHN-D ¢ CGHN-DG ¢ CGHN-S e CGPAD e CGPAD-JHP e GHDR/L (short pocket)
e GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ¢ GHGR/L ¢ GHMPR/L ¢ GHMR/L

CUTGHIF 21 I
[ “

GDMW 2.4 +0.1 20 Ref. %»

Utility Double-Ended

Inserts for External Turning, Z 5.5

Grooving and Parting !
owl e Taw

w
Dimensions Tough <— Hard Recommended Machining Data
2|88 o 38 a ftum | fgroove
[ (== (=23 N N P
Designation cwW RE  CWTOL® RETOL® BW coxe | ||| (mm) | (mm/rev) | (mm/rev)
| ecoMmw 2.4 PO 0.18 0.04 0.030 200 1800 [ @ | o | o | o | e | 025150 | 007-042 | 0.05-0.08

e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@3 Cutting depth maximum

Tools: PADR/L * PHGR/L ¢ PHSR/L

ISCAR




PENTA-IQ-GRIP ©)
Z
PENTAIGRIP == — —
PARTING LINE ”/ Lr p ‘ v 7 e Kx! m
PCHR/L-D-1Q L H H OAH r
Grooving and Parting CHIDIEP 5 <E
. HBH R
quls Carrylng Inserts NN LHBL 7 D_
with 5 Cutting Edges S OAL: '
we ]| | &
) [) Left-hand shown
H B CWNT  cwx@ WF CUTDIA __ OAL LH HBL HBH OAH
PCHR/L 12-D22-2-1Q 12.0 12.0 2.00 240 11.40 22.0 100.00 26.9 25.70 8.0 25.5
PCHR/L 16-D22-2-1Q 16.0 16.0 2.00 2.40 15.40 22.0 120.00 26.9 23.20 4.0 255
PCHR/L 20-D22-2-1Q 20.0 20.0 2.00 240 19.40 22.0 120.00 26.9 = = 25.5
PCHR/L 12-D22-3-1Q 12.0 12.0 3.00 3.20 10.70 22.0 120.00 19.7 20.00 11.0 255
PCHR/L 16-D22-3-1Q 16.0 16.0 3.00 3.20 14.70 22.0 120.00 19.7 20.00 7.0 255
PCHR/L 20-D22-3-1Q 20.0 20.0 3.00 3.20 18.70 22.0 120.00 19.7 - - 2615
PCHR/L 12-D32-2-1Q 12.0 12.0 2.00 2.40 11.50 32.0 100.00 284 29.50 14.0 33.6
PCHR/L 16-D32-2-1Q 16.0 16.0 2.00 2.40 15.50 32.0 120.00 284 29.50 10.0 33.6
PCHR/L 20-D32-2-1Q 20.0 20.0 2.00 240 19.50 32.0 120.00 284 29.50 6.0 33.6
PCHR/L 25-D32-2-1Q 25.0 25.0 2.00 2.40 24.50 32.0 120.00 284 - - 33.6
PCHR/L 12-D32-3-1Q 12.0 12.0 3.00 3.20 10.70 32.0 100.00 26.0 32.00 16.0 32.6
PCHR/L 16-D32-3-1Q 16.0 16.0 3.00 3.20 14.70 32.0 120.00 26.0 32.00 12.0 32.6
PCHR/L 20-D32-3-1Q 20.0 20.0 3.00 3.20 18.70 32.0 120.00 26.0 32.00 8.0 32.6
PCHR/L 25-D32-3-1Q 25.0 25.0 3.00 3.20 23.70 320 120.00 26.0 - - 32.6
PCHR/L 16-D40-3-1Q 16.0 16.0 3.00 3.20 14.70 40.0 136.00 33.3 36.80 17.0 435
PCHR/L 20-D40-3-1Q 20.0 20.0 3.00 3.20 18.70 40.0 135.00 333 35.60 13.0 435
PCHR/L 25-D40-3-1Q 25.0 25.0 3.00 3.20 23.70 40.0 135.00 333 33.60 8.0 435
PCHR/L 32-D40-3-1Q 32.0 32.0 3.00 3.20 30.70 40.0 135.00 333 - 435
) Minimum cutting width
@ Maximum cutting width
Inserts: PENTA D-N-C o PENTA D-N-J o PENTA D-N-PB * PENTA D-R/L-C ¢ PENTA D-R/L-J * PENTA D-R/L-PB
Tmax as a Function of Dmax for PENTA D22
Tmax T=1.2 T<2.0 T<3.0 T<4.0 T<5.0 T<7.0 T<9.0 T<11.0
Dmax N.LO 600 130 60 40 30 25 22
Tmax as a Function of Dmax for PENTA D32
Tmax T<1.2 T<2 T<3.0 T<4.0 T<5.0 T<6.0 T<7.0 T<8.0 T<9.0 T<16.0
Dmax N.LO N.LO 250 130 80 60 50 45 40 32
Tmax as a Function of Dmax for PENTA D40
Tmax T<1.2 | T<2 | T<3.0 | T<4.0 | T<5.0 | T<6.0 | T<7.0 | T<8.0 | T<9.0 | T<10.0{T<11.0|T<12.0|T<13.0| T<16.0| T<20.0
Dmax NLO [ NLO | NLD 350 200 140 105 85 75 65 60 55 50 45 40

M N.L = No Limit

Spare Parts

Designation

Vd

o)

/

PCHR/L 12-D22-2-1Q SR M6-R-L LEVER PD22-2 INJ BLD T15/87 SW6-SD
PCHR/L 16-D22-2-1Q SR M6-R-L LEVER PD22-2 INJ BLD T15/87 SW6-SD
PCHR/L 20-D22-2-1Q SR M6-R-L LEVER PD22-2 INJ BLD T15/57 SW6-SD
PCHR/L 12-D22-3-1Q SR M6-R-L LEVER PD22-3 INJ BLD T15/57 SW6-SD
PCHR/L 16-D22-3-1Q SR M6-R-L LEVER PD22-3 INJ BLD T15/87 SW6-SD
PCHL 20-D22-3-1Q LEVER PD22-3 INJ*

PCHR/L 20-D22-3-1Q SR M6-R-L BLD T15/57 SW6-SD
PCHR 20-D22-3-1Q LEVER PD22-3 INJ

PCHR/L 12-D32-2-1Q SR M6-R-L LEVER PD32-2 INJ BLD T15/57 SW6-SD
PCHR/L 16-D32-2-1Q SR M6-R-L LEVER PD32-2 INJ BLD T15/87 SW6-SD
PCHR/L 20-D32-2-1Q SR M6-R-L LEVER PD32-2 INJ BLD T15/87 SW6-SD
PCHR/L 25-D32-2-1Q SR M6-R-L LEVER PD32-2 INJ BLD T15/57 SW6-SD
PCHL 12-D32-3-1Q LEVER PD32-3 INJ

PCHR/L D32-3-1Q SR M6-R-L BLD T15/87 SW6-SD
PCHR 12-D32-3-1Q LEVER PD32-3 INJ*

PCHR/L 16-D32-3-1Q SR M6-R-L LEVER PD32-3 INJ BLD T15/87 SW6-SD
PCHR/L 20-D32-3-1Q SR M6-R-L LEVER PD32-3 INJ BLD T15/87 SW6-SD
PCHR/L 25-D32-3-1Q SR M6-R-L LEVER PD32-3 INJ BLD T15/57 SW6-SD
PCHR/L 16-D40-3-1Q SRM7-R-L LEVER PD40 INJ BLD T20/87 SW6-SD
PCHR/L 20-D40-3-1Q SRM7-R-L LEVER PD40 INJ BLD T20/87 SW6-SD
PCHR/L 25-D40-3-1Q SR M7-R-L LEVER PD40 INJ BLD T20/57 SW6-SD
PCHR/L 32-D40-3-1Q SR M7-R-L LEVER PD40 INJ BLD T20/S7 SW6-SD

* Optional, should be ordered separately

Member IMC Grou
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PENTAI(GRIP oy

PA.H.T.I:V.?.LINE CUTDIA é_ ~ P ? “! ¥ “_'L r
JETCUT e o B 340
HF =9 HBH  [§ 4

PCHR/L-D-JHP v~ HBL ot

Grooving and Parting Tools with Y oNT e
Channels for High-Pressure
Coolant Carrying Inserts with
5 Cutting Edges

]

©)
=
—
<
al

H HF  HBH B CWNO Cwx® WF CUTDIA OAL LH HBL  OAH CNT
PCHR/L 12-D22-2-JHP 12.0 0.0 8.0 12.0 2.00 2.40 11.00 22.0 101.50 29.0 29.50 32.0 UNF 5/16-24
PCHR/L 16-D22-2-JHP 16.0 0.0 4.0 16.0 2.00 2.40 15.00 22.0 121.50 29.0 29.50 32.0 UNF 5/16-24
PCHR/L 20-D22-2-JHP 20.0 0.0 - 20.0 2.00 2.40 19.00 22.0 121.50 29.0 29.50 32.0 G 1/8-28
PCHR/L 12-D32-2-JHP 12.0 12.1 14.5 12.0 2.00 2.40 11.15 32.0 100.00 30.5 31.00 41.0 UNF 5/16-24
PCHR/L 16-D32-2-JHP 16.0 16.1 10.0 16.0 2.00 2.40 15.21 32.0 120.00 25.9 27.00 41.0 UNF 5/16-24
PCHR/L 20-D32-2-JHP 20.0 201 6.5 20.0 2.00 2.40 18.40 32.0 120.00 30.5 31.00 41.0 G 1/8-28
PCHR/L 25-D32-2-JHP 25.0 251 15 25.0 2.00 2.40 23.40 32.0 120.00 29.0 29.50 41.0 G 1/8-28
PCHR/L 16-D40-3-JHP 16.0 16.0 17.0 16.0 3.00 3.20 14.60 40.0 135.00 36.3 36.80 51.0 UNF 5/16-24
PCHR/L 20-D40-3-JHP 20.0 20.0 13.0 20.0 3.00 3.20 18.60 40.0 135.00 35.1 35.60 51.0 G 1/8-28

PCHR/L 25-D40-3-JHP 25.0 25.0 8.0 25.0 3.00 3.20 23.60 40.0 135.00 33.1 33.60 51.0 G 1/8-28

) Minimum cutting width
(2 Maximum cutting width
Inserts: PENTA D-N-C ¢ PENTA D-N-J  PENTA D-N-PB e PENTA D-R/L-C ¢ PENTA D-R/L-J ¢ PENTA D-R/L-PB

PCHR/L D22-2...-JHP Dmax for Partting Off 22/T11

Tmax | T=1.0 | T=20 | T<3.0 | T<4.0 | T<50 | T<6.0 | T<7.0 | T<8.0 | T<90 | T=100
Dmax 89 64 48 40 34 31 28 27 24 21
PCHR/L D32-2...-JHP Dmax for Partting Off 32/T16 —
Tmax T<1.0 | T=20 | T=30 | T=40 | T=50 | T<60 | T</.0 | T80 | T<9.0 | T=10.0 Drmex (GUTDIA)
Dmax 150 125 100 78 65 57 51 46 43 40
Tmax T=11.0 T<12.0 T<13.0 T<14.0 T<15.0 i
Dmax 39 37 35 34 33
PCHR/L D40-3...-JHP Dmax for Partting Off 40/T20
Tmax T<1.0 T=<2.0 T<3.0 T=<4.0 T<5.0 T<6.0 T<7.0 T<8.0 T<9.0 T<10.0
Dmax 400 300 200 145 114 95 82 73 66 61
Tmax T=11.0 T=12.0 T=13.0 T<14.0 T<15.0 T<16.0 T=17.0 T<18.0 T<19.0
Dmax 57 54 51 49 47 46 45 44 42

Flow Rate vs. Pressure

70 bar 100 bar 140 bar
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)

HP 24 46 6-8
3 7-9 9-11 11-13

Spare Parts

osireien [T AN A A S

PCHR/L 12-D22-2-JHP SR M6-R-L LEVER PD22-2 INJ BLD T15/57 SW6-SD HW 5/32" SR 5/16UNF TL360
PCHR/L 16-D22-2-JHP SR M6-R-L LEVER PD22-2 INJ BLD T15/87 SW6-SD HW 5/32" SR 5/16UNF TL360
PCHL 20-D22-2-JHP LEVER PD22-2 INJ*

PCHR/L 20-D22-2-JHP SR M6-R-L BLD T15/87 SW6-SD HW 5.0 PLG G1/8 TL360

PCHR 20-D22-2-JHP LEVER PD22-2 INJ

PCHR/L 12-D32-2-JHP SR M6-R-L LEVER PD32-2 INJ BLD T15/57 SW6-SD HW 5/32" SR 5/16UNF TL360
PCHR/L 16-D32-2-JHP SR M6-R-L LEVER PD32-2 INJ BLD T15/87 SW6-SD HW 5/32" SR 5/16UNF TL360
PCHR/L 20-D32-2-JHP SR M6-R-L LEVER PD32-2 INJ BLD T15/57 SW6-SD HW 5.0 PLG G1/8 TL360

PCHR/L 25-D32-2-JHP SR M6-R-L LEVER PD32-2 INJ BLD T15/57 SW6-SD HW 5.0 PLG G1/8 TL360

PCHR/L 16-D40-3-JHP SRM7-R-L LEVER PD40 INJ BLD T20/87 SW6-SD HW 5/32" SR 5/16UNF TL360
PCHR/L 20-D40-3-JHP SR M7-R-L LEVER PD40 INJ BLD T20/57 SW6-SD HW 5.0 PLG G1/8 TL360

PCHR/L 25-D40-3-JHP SR M7-R-L LEVER PD40 INJ BLD T20/S7 SW6-SD HW 5.0 PLG G1/8 TL360

* Optional, should be ordered separately
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PENTAICGRIP

PARTING LINE

PENTA D-N-J

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

PARTING

. . Recommended
PLIEIEETS Machining Data
4]
< f groove
Designation cw RE cwroL® RETOL® IC 3 (mm/rev)
PENTA D22N200J020 2.00 0.20 0.02 0.030 22.00 ° 0.04-0.12
PENTA D22N300J020 3.00 0.20 0.02 0.030 22,00 . 0.04-0.16
e For cutting speed recommendations and user guide, see pages 540-547
(1) Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
Tools: PCHR/L-D-IQ e PCHR/L-D-JHP
PENTAIGRIP .
PARTING LINE “!
PENTA D-R/L-J r
Inserts with 5 Cutting Edges
for Parting Tubes, Small
and Thin-Walled Parts
Right-hand shown
. . Recommended
Bl 6 Machining Data
4]
< f groove
Designation cw RE IC PSIRL PSIRR S (mm/rev)
PENTA D22L200J-6D 2.00 0.20 22.00 6.0 - . 0.04-0.10
PENTA D22R200J-6D 2.00 0.20 22.00 - 6.0 o 0.04-0.10
PENTA D22L200J-15D 2.00 0.20 22.00 15.0 - o 0.04-0.08
PENTA D22R200J-15D 2.00 0.20 22,00 - 15.0 . 0.04-0.08
PENTA D22L300J-6D 3.00 0.20 22.00 6.0 - o 0.04-0.12
PENTA D22R300J-6D 3.00 0.20 22.00 - 6.0 o 0.04-0.12
PENTA D22L300J-15D 3.00 0.20 22.00 15.0 - ° 0.04-0.10
PENTA D22R300J-15D 3.00 0.20 22,00 - 15.0 . 0.04-0.10
® For cutting speed recommendations and user guide, see pages 540-547
Tools: PCHR/L-D-IQ * PCHR/L-D-JHP
PENTAIGRIP .
PARTING LINE ﬁ_'i “!
PENTA D-N-C r
Inserts with 5 Cutting Edges
for Parting and Grooving
Hard Materials, Tough and
General Applications
Right-hand shown
! . Recommended
D Machining Data
g f groove
Designation RE oW RETOL® CWTOL® Ic 3 (mm/rev)
PENTA D32N200C020 0.20 2.00 0.030 0.02 30.25 . 0.04-0.14
PENTA D32N300C020 0.20 3.00 0.030 0.02 30.25 . 0.06-0.22
PENTA D40N300C020 0.20 3.02 0.030 0.02 37.80 [ 0.06-0.22

e For cutting speed recommendations and user guide, see pages 540-547
() Corner radius tolerance (+/-)

(@ Cutting width tolerance (+/-)

Tools: PCHR/L-D-IQ ¢ PCHR/L-D-JHP

Member IMC Grou

TRl 529



PENTAICGRIP

PARTING LINE

PENTA D-R/L-C

Inserts with 5 Cutting Edges for
Parting Hard Materials, Tough
and General Applications

"

©)
=
—
5
al

Right-hand shown

. . Recommended
PLIEIEETS Machining Data
4]
=] f groove
Designation cw RE IC PSIRL PSIRR 3 (mm/rev)
PENTA D32L200C-6D 2.00 0.10 30.25 6.0 - . 0.04-0.12
PENTA D32R200C-6D 2.00 0.10 30.25 - 6.0 . 0.04-0.12
PENTA D32L200C-15D 2.00 0.20 30.25 15.0 - ° 0.04-0.10
PENTA D32R200C-15D 2.00 0.20 30.25 - 15.0 . 0.04-0.10
PENTA D32L300C-6D 3.00 0.20 30.25 6.0 - L] 0.04-0.14
PENTA D32R300C-6D 3.00 0.20 30.25 - 6.0 . 0.04-0.14
PENTA D32L300C-15D 3.00 0.20 30.25 15.0 - ° 0.04-0.10
PENTA D32R300C-15D 3.00 0.20 30.25 - 15.0 . 0.04-0.10
PENTA D40L300C-6D 3.00 0.20 37.80 6.0 - ° 0.04-0.14
PENTA D40R300C-6D 3.00 0.20 37.80 - 6.0 . 0.04-0.14
PENTA D40L300C-15D 3.00 0.20 37.80 15.0 - [ 0.04-0.10
PENTA D40R300C-15D 3.00 0.20 37.80 - 15.0 ° 0.04-0.10
e For cutting speed recommendations and user guide, see pages 540-547
Tools: PCHR/L-D-IQ e PCHR/L-D-JHP
PenTal(GriP p—
PARTING LINE I
A “D
PENTA D-N-PB r
Pentagonal Inserts for Parting
and Grooving Bearing Steel
and Other Ductile Materials &
v
. . Recommended
PIEsEIEE Machining Data
§ f groove
Designation oW RE CWTOL RETOL® Ic 8 (mmirev)
PENTA D40N300PB020 3.00 0.20 0.02 0.030 37.80 o 0.03-0.10
e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
Tools: PCHR/L-D-IQ e PCHR/L-D-JHP
PENTAIRIP - I
PENTA D-R/L-PB = “ r
Pentagonal Inserts for
Parting Bearing Steel and
other Ductile Materials
Right-hand shown
. . Recommended
DR Machining Data
g f groove
Designation cw RE IC PSIRL PSIRR § (mm/rev)
PENTA D40L300PB-6D 3.00 0.20 37.80 6.0 - ) 0.03-0.08
PENTA D40R300PB-6D 3.00 0.20 37.80 - 6.0 . 0.03-0.08
PENTA D40L300PB-15D 3.00 0.10 37.80 15.0 - L] 0.03-0.06
PENTA D40R300PB-15D 3.00 0.10 37.80 - 15.0 ° 0.03-0.06

e For cutting speed recommendations and user guide, see pages 540-547
Tools: PCHR/L-D-IQ e PCHR/L-D-JHP

S8 ISCAR




Identification System for Standard Inserts

- B o

-ily name lar rt lead g edge ius RE (mm)x100
mference e (K) CW(mm) breaker
insert L

| insert. (k=0)
gle for right- or
inserts.
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PARTING & GROOVING LINE

PENTA 24N-J

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

e

£\

©
A

. . Recommended
Dimensions Tough <— Hard Machining Data
28| ‘35 f groove

Designation o] RE CWTOL® RETOL® BW CDX® S5 (8|8 (mm/rev)
PENTA 24N050J000 0.50 0.00 0.02 0.020 4.00 1.00 . 0.02-0.04
PENTA 24N050J004 0.50 0.04 0.02 0.020 4.00 2.50 ° 0.02-0.05
PENTA 24N080J000 0.80 0.00 0.02 0.020 4.00 1.60 . 0.02-0.05
PENTA 24N100J004 1.00 0.04 0.02 0.020 4.00 3.50 ° 0.03-0.07
PENTA 24N100J006 1.00 0.06 0.02 0.020 4.00 3.50 o o 0.03-0.07
PENTA 24N104J000 1.04 0.00 0.02 0.020 4.00 2.00 . 0.02-0.07
PENTA 24N120J000 1.20 0.00 0.02 0.020 4.00 2.00 . . 0.03-0.07
PENTA 24N125J010 1.25 0.10 0.02 0.020 4.00 2.00 . 0.03-0.07
PENTA 24N140J000 1.40 0.00 0.02 0.020 4.00 2.00 . 0.03-0.08
PENTA 24N147J000 1.47 0.00 0.02 0.020 4.00 2.50 . 0.03-0.08
PENTA 24N150J010 1.50 0.10 0.00 0.020 4.00 5.00 [ [ . ° 0.03-0.10
PENTA 24N157J015 1.57 0.15 0.02 0.030 4.00 3.00 . [ 0.00-0.12
PENTA 24N170J010 1.70 0.10 0.02 0.030 4.00 3.00 . ° 0.03-0.12
PENTA 24N178J018 1.78 0.18 0.02 0.030 4.00 3.00 ° [ 0.04-0.12
PENTA 24N185J015 1.85 0.15 0.02 0.030 4.00 3.00 . 0.04-0.12
PENTA 24N196J015 1.96 0.15 0.02 0.030 4.00 3.00 . ° 0.04-0.12
PENTA 24N196J040 1.96 0.40 0.02 0.030 4.00 3.00 . 0.03-0.10
PENTA 24N200J020 2.00 0.20 0.02 0.030 4.00 6.00 o [ L] o 0.04-0.12
PENTA 24N222J015 2.22 0.15 0.02 0.030 4.00 3.50 . ° 0.04-0.16
PENTA 24N230J020 2.30 0.20 0.02 0.030 4.00 3.50 . [ 0.04-0.16
PENTA 24N239J015 2.39 0.15 0.02 0.030 4.00 5.00 . o 0.04-0.16
PENTA 24N247J020 247 0.20 0.02 0.030 4.00 5.00 ° ° 0.04-0.16
PENTA 24N270J010 2.70 0.10 0.02 0.020 4.00 5.00 . 0.04-0.16
PENTA 24N287J020 2.87 0.20 0.02 0.030 4.00 6.50 . 0.04-0.16
PENTA 24N300J000 3.00 0.00 0.02 0.020 4.00 6.50 ° 0.04-0.10
PENTA 24N300J020 3.00 0.20 0.02 0.030 4.00 6.50 o [ o 0.04-0.16
PENTA 24N300J040 3.00 0.40 0.02 0.030 4.00 6.50 . . 0.04-0.16
PENTA 24N315J015 3.15 0.15 0.02 0.030 4.00 6.50 ° 0.04-0.16
PENTA 24N318J020 3.18 0.20 0.02 0.030 4.00 6.50 . . 0.04-0.16
PENTA 24N330J010 3.30 0.10 0.02 0.030 5.00 6.40 ° 0.04-0.16
PENTA 24N348J020 3.48 0.20 0.02 0.030 5.00 6.40 ° 0.04-0.18
PENTA 24N356J020 3.56 0.20 0.02 0.030 5.00 6.40 . 0.04-0.18
PENTA 24N374J020 3.74 0.20 0.02 0.030 5.00 6.40 ° 0.04-0.18
PENTA 24N398J020 3.98 0.20 0.02 0.030 5.00 6.20 ° 0.04-0.18
PENTA 24N400J040 4.00 0.40 0.02 0.030 5.00 6.20 . 0.04-0.18
PENTA 24N423J010 4.23 0.10 0.02 0.030 5.00 6.20 [ 0.04-0.18

* Recessing is possible only with 2.39 mm and wider inserts e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@ For grooving and parting depth relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L ¢ PCADR/L-JHP e PCHBR/L ® PCHPR/L ® PCHR/L-24 ¢ PCHR/L-24-JHP ¢ PCHR/L-24-JHP-MC
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PENTACUT R/L Parting Inserts

Yy
PARTING & GHGOVI?GHIE' +0.04 ¥
PENTA 24R/L-J “ﬁ
Inserts with 5 Cutting Edges J PSR &
for Parting Tubes, Small FElRL
and Thin-Walled Parts

. . Recommended

PLIEIEETS Machining Data
= f groove
Designation cwW CDX( RE CWTOL®@ PSIRL PSIRR CUTDIA® o (mm/rev)
PENTA 24L100J15D 1.00 3.50 0.06 0.02 15.0 - 7.0 ° 0.02-0.06
PENTA 24R100J15D 1.00 3.50 0.06 0.02 - 15.0 7.0 . 0.02-0.06
PENTA 24L150J06D 1.50 5.00 0.10 0.02 6.0 - 10.0 (] 0.03-0.09
PENTA 24L150J15D 1.50 5.00 0.06 0.02 15.0 - 10.0 ° 0.03-0.08
PENTA 24R150J06D 1.50 5.00 0.06 0.02 = 6.0 10.0 (] 0.03-0.09
PENTA 24R150J15D 1.50 5.00 0.06 0.02 - 15.0 10.0 ° 0.03-0.08
PENTA 24L200J06D 2.00 6.00 0.10 0.02 6.0 - 12.0 ° 0.04-0.10
PENTA 24L200J15D 2.00 6.00 0.10 0.02 15.0 - 12.0 . 0.04-0.09
PENTA 24R200J06D 2.00 6.00 0.10 0.02 - 6.0 12.0 ° 0.04-0.10
PENTA 24R200J15D 2.00 6.00 0.10 0.02 - 15.0 12.0 [ 0.04-0.09

* For cutting speed recommendations and user guide, see pages 540-547

() Cutting depth maximum

(2) Cutting width tolerance (+/-)

@3 For grooving and parting depths relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L ¢ PCADR/L-JHP ¢ PCHBR/L ¢ PCHPR/L ¢ PCHR/L-24 e PCHR/L-24-JHP ¢ PCHR/L-24-JHP-MC

PARTING & GRGOVI?G:II.VE-

PENTA 24N-C

Inserts with 5 Cutting Edges for
Parting and Grooving Bars, Hard
Materials and Tough Applications

| K2 ML

. . Recommended
PLIEIEETS Machining Data

3 f groove
Designation CcwW RE CWTOLM RETOL®@ CDX® 3 (mm/rev)
PENTA 24N150C010 1.50 0.10 0.02 0.050 5.00 o 0.05-0.11
PENTA 24N157C015 157 0.15 0.02 0.050 3.00 o 0.05-0.12
PENTA 24N170C010 1.70 0.10 0.02 0.050 3.00 o 0.05-0.13
PENTA 24N178C018 1.78 0.18 0.02 0.050 3.00 [ 0.05-0.14
PENTA 24N196C015 1.96 0.15 0.02 0.050 3.00 L] 0.05-0.15
PENTA 24N200C020 2.00 0.20 0.02 0.050 6.00 ° 0.05-0.16
PENTA 24N222C015 222 0.15 0.02 0.050 3.50 L] 0.05-0.16
PENTA 24N230C020 2.30 0.20 0.02 0.050 3.50 ° 0.06-0.17
PENTA 24N239C015 2.39 0.15 0.02 0.050 5.00 o 0.07-0.18
PENTA 24N247C020 247 0.20 0.02 0.050 5.00 L] 0.08-0.18
PENTA 24N270C010 2.70 0.10 0.02 0.050 6.20 ° 0.09-0.18
PENTA 24N287C020 2.87 0.20 0.02 0.050 6.20 o 0.10-0.18
PENTA 24N300C020 3.00 0.20 0.02 0.050 6.20 ° 0.10-0.20
PENTA 24N300C040 3.00 0.40 0.02 0.050 6.20 o 0.10-0.20
PENTA 24N318C020 3.18 0.20 0.02 0.050 6.20 o 0.10-0.20
PENTA 24N478C055 478 0.55 0.02 0.050 6.20 o 0.10-0.25
PENTA 24N486C040 4.86 0.40 0.02 0.050 6.20 [ 0.10-0.25
PENTA 24N500C040 5.00 0.40 0.02 0.050 6.20 [ 0.10-0.25

* Recessing is possible only with 2.39 mm and wider inserts ¢ For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

3 For grooving and parting depths relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L ¢ PCADR/L-JHP ¢ PCHBR/L ¢ PCHPR/L ¢ PCHR/L-24 ¢ PCHR/L-24-JHP ¢ PCHR/L-24-JHP-MC
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PARTING & GROOVING LINE

PENTA 24R-C
Inserts with 5 Cutting Edges

for Parting Bars, Hard Materials
and Tough Applications

Designation

PENTA 24R150C06D
PENTA 24R200C06D
e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)

(2 Cutting depth maximum

Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L * PCHPR/L ¢ PCHR/L-24 ¢ PCHR/L-24-JHP e PCHR/L-24-JHP-MC

PARTING & GROOVING LINE

PENTA 24N-PF/P

Pentagonal Inserts with a High
Positive Flat Rake for Parting

and Precision Grooving

Designation

PENTA 24N050PF005
PENTA 24N075PF005
PENTA 24N095PF005
PENTA 24N100P005
PENTA 24N100PF010
PENTA 24N125PF020
PENTA 24N145PF020
PENTA 24N150P005
PENTA 24N150PF020
PENTA 24N175PF020
PENTA 24N185PF020
PENTA 24N200P005
PENTA 24N200PF020
PENTA 24N230PF020
PENTA 24N239PF015
PENTA 24N250PF020
PENTA 24N300PF020
PENTA 24N300PF030
PENTA 24N400PF020
PENTA 24N400PF040

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(@ Corner radius tolerance (+/-)

@ For grooving and parting depths relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L * PCADR/L-JHP ¢ PCHBR/L ¢ PCHPR/L ® PCHR/L-24 e PCHR/L-24-JHP ¢ PCHR/L-24-JHP-MC

PSIRR

L

Y/, V
>—A
. . Recommended
EInE IR Machining Data
= f groove
cwW RE CWTOL® CDX®@ PSIRR ) (mm/rev)
1.50 0.06 5.00 6.0 . 0.03-0.10
2.00 0.10 6.00 6.0 [ 0.04-0.12

ke + =
~CDX®) 54 WL( T “!r
A\
N |
/ /
. . Recommended
Dimensions Tough <— Hard Machining Data
8l x|z f groove
oW RE CWTOL™ RETOL® CDX® GAN S| 8| 8| (mmrey
0.50 0.05 0.02 0.020 2.50 6.0 o 0.01-0.04
0.75 0.05 0.02 0.020 2.50 6.0 [ 0.02-0.05
095 0.05 0.02 0.020 4.00 6.0 . 0.02-0.05
1.00 0.05 0.02 0.020 350 12.0 ° 0.02-0.05
1.00 0.10 0.02 0.020 4.00 6.0 . o 0.03-0.06
1.25 0.20 0.02 0.020 5.00 6.0 . 0.03-0.06
1.45 0.20 0.02 0.020 6.20 6.0 ° 0.03-0.06
1.50 0.05 0.02 0.020 5.00 12.0 . 0.02-0.07
1.50 0.20 0.02 0.030 6.00 6.0 o | o 0.03-0.09
1.75 0.20 0.02 0.030 6.20 6.0 0.02-0.08
1.85 0.20 0.02 0.030 6.00 6.0 0.03-0.10
2.00 0.05 0.02 0.020 6.00 12.0 ° 0.02-0.08
2.00 0.20 0.02 0.030 6.50 6.0 . ° 0.04-0.10
2.30 0.20 0.02 0.030 6.20 6.0 [} 0.04-0.14
2.39 0.15 0.02 0.030 650 6.0 . 0.04-0.14
2.50 0.20 0.02 0.030 6.50 6.0 . [ 0.04-0.14
3.00 0.20 0.02 0.030 6.50 6.0 . o 0.04-0.14
3.00 0.30 0.02 0.030 6.20 6.0 . 0.04-0.15
4.00 0.20 0.02 0.030 6.50 6.0 o 0.04-0.16
4.00 0.40 0.02 0.030 6.20 6.0 . 0.04-0.16

Member IMC Group.
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( 5 PARTING & GROOVING LINE CW < RE +0.04 “_'L “! L2
Z PENTA 24N-Z r
— Inserts with 5 Cutting Edges for
|— Grooving and Parting Tubes,
m Small and Thin-Walled Parts
< =
. . Recommended
PLUEIEETS Machining Data
< f groove
Designation cw RE cwroL® RETOL®@ CDX® 3 (mm/rev)
PENTA 24N1502010 1.50 0.10 0.02 0.020 5.00 ° 0.05-0.08
PENTA 24N200Z2020 2.00 0.20 0.02 0.030 6.40 o 0.04-0.12
PENTA 24N3002020 3.00 0.20 0.02 0.000 6.40 [ 0.04-0.16

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

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) For grooving and parting depths relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ® PCHPR/L ¢ PCHR/L-24 e PCHR/L-24-JHP e PCHR/L-24-JHP-MC

@Dmax as a Function of Parting / Grooving Depth (T) for PENTA 24 Inserts - CDmaxCUTDIA)
Cw:=002 CDX® CDX / @Dmax T30 T<35 T<40 T<45 T<50 Ts<b55 T<65  T<6.4
CW=0.50 () 1.0 1.0/NL - - - - - - - -
CW=0.50 @ 25 250
CW=0.80 1.6 1.6/NL -
CW=1.00 35 N.L. 250 - - - - - -
1.04<CW<1.40 20 20/NL. - - - - - . . . ém—'
Cw=1.47 25 25/N.L = ° ° ° ° = = - i
CW=1.50 5.0 N.L. 470 210 70 30 - - -
1.57<CW<1.96 3.0 N.L. E = E E - - -
CW=2.00 6.0¢ N.L 470 210 130 75 45 20
2.22<CW<2.30 35 N.L. 250 - - -
2.39<CW<2.50 5.0 N.L. 470 210 70 30 - -
2.70sCW<3.18 8.4 N.L. 470 210 135 100 70 40 20

() Refers to PENTA 24N050J000 - a precision grooving insert @ Refers to PENTA 24N050J004 - a parting insert 8 CUTDIA for parting = 2 x CDX
@) For full radius insert, CDX = 3.0, ¥Dmax = No limit

ISCAR




PARTING & GROOVING LINE

PENTA 24R/L-Z

Inserts with 5 Cutting Edges

for Parting Tubes, Small

and Thin-Walled Parts

Designation

PENTA 24L150Z06D
PENTA 24L150Z15D
PENTA 24R150Z06D
PENTA 24R150Z215D
PENTA 24L200Z06D
PENTA 24L200Z15D
PENTA 24R200Z06D
PENTA 24R200Z15D
PENTA 24L300Z06D
PENTA 24L300Z15D
PENTA 24R300Z06D
PENTA 24R300Z15D

+0.04 - oox 24 cw, RE “! 2
// < PSIRR X PSIRL r
/
a
N~ 4 RH LH

) . Recommended

LR Machining Data
= f groove
cw PSIRL PSIRR RE CUTDIA CDXM ) (mm/rev)
1.50 6.0 - 0.06 10.0 5.00 o 0.03-0.09
1.50 15.0 - 0.06 10.0 5.00 o 0.03-0.08
1.50 - 6.0 0.06 10.0 5.00 o 0.03-0.09
1.50 - 15.0 0.06 10.0 5.00 . 0.03-0.08
2.00 6.0 - 0.10 12.8 6.40 o 0.04-0.10
2.00 15.0 - 0.10 12.8 6.40 o 0.04-0.09
2.00 6.0 0.10 12.8 6.40 o 0.04-0.10
2.00 - 15.0 0.10 12.8 6.40 o 0.04-0.09
3.00 6.0 0.20 12.8 6.40 ) 0.04-0.13
3.00 15.0 0.20 12.8 6.40 o 0.04-0.12
3.00 6.0 0.20 12.8 6.40 o 0.04-0.15
3.00 15.0 0.20 128 6.40 ° 0.04-0.14

e Cutting edge with high positive rake, suitable for parting tubes, thin walled parts and for small diameters

medium feeds

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting depth maximum

Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L  PCHPR/L ¢ PCHR/L-24 ¢ PCHR/L-24-JHP e PCHR/L-24-JHP-MC

e Suitable for machining soft materials and bearing steel at low to

Dmax as a Function of Parting / Grooving

Depth (T) for PENTA 24 Inserts

W:0.02 Tmax( | Tmax /Dmax | T<3.0 | T<3.5 | T<4.0 | T<45 | T<5.0 | T<55 | T<6.0 | T<6.2 | T<6.4
0.50 1.0 1.0/N.L - - - - - - - - -
0.50 2.5 25/N.L
0.80 16 1.6/N.L - -

00 35 N.L. 250

04 40 2.0 2.0/N.L. -
2.5 25/N.L = = = = =
0 5.0 N.L. 470 210 70 30
96 3.0 N.L. - - - - - -
00 6.0@ N.L. 470 210 130 75 45 20 = =
0 85 N.L. 250 = = =
0 0 5.0 N.L. 470 210 70 30 = = =
0 8 6.2 N.L. 470 210 135 100 70 40 20 =
9 4 6.4 N.L. 350 180 115 80 52 32 26 20
4.00 6.2 N.L. 350 180 115 80 62 32 18
4.0 6.2 N.L. 350 180 115 80 62 42 25

(1) Dmax for parting = 2 x Tmax
(@) For full radius insert , Tmax = 3.0, Dmax = No limit

Tmax

Imax @Dmax(CUTDIA)

@Dmax(CUTDIA)

Member IMC Group.
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(D PARTING & GROOVING LINE CW, r RE +0.04 *_ ! k2
Z PENTA 24R-P PSIRR (7 —! PSIRL i “ r
— Inserts with 5 Cutting Edges cox o
|— for Parting Soft Materials, Thin
m Walls and Miniature Parts CUTDIA
E R.H. LH
) . Recommended
EInE IR Machining Data
= f groove
Designation cw CDX(" RE CWTOL®@ CUTDIA® PSIRR &) (mm/rev)
PENTA 24R100P06D 1.00 3.50 0.05 0.02 7.2 6.0 . 0.02-0.04
PENTA 24R100P15D 1.00 3.50 0.05 0.02 7.2 15.0 o 0.02-0.03
PENTA 24R150P06D 1.50 5.00 0.05 0.02 1.0 6.0 o 0.02-0.05
PENTA 24R150P15D 1.50 5.00 0.05 0.02 1.0 15.0 o 0.02-0.04
PENTA 24R200P06D 2.00 6.00 0.05 0.02 12.6 6.0 o 0.02-0.07
PENTA 24R200P15D 2.00 6.00 0.05 0.02 12.6 15.0 o 0.02-0.05

For cutting speed recommendations and user guide, see pages 540-547

() Cutting depth maximum

(2) Cutting width tolerance (+/-)

@) For grooving and parting depths relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ® PCHPR/L e PCHR/L-24 ¢ PCHR/L-24-JHP e PCHR/L-24-JHP-MC

&y

PARTING & GROOVING LINE

PENTA 34N-C

Inserts with 5 Cutting Edges
for Parting and Grooving
Hard Materials, Tough and
General Applications

CUTDIA

] . Recommended
PIAEERS Machining Data

=] f groove
Designation cwW RE CWTOL™ RETOL®@ CDX® 3 (mm/rev)
PENTA 34N150C015 1.50 0.15 0.02 0.030 8.00 o 0.03-0.07
PENTA 34N200C020 2.00 0.20 0.02 0.030 8.00 o 0.04-0.14
PENTA 34N200C100 2.00 1.00 0.02 0.050 8.00 o 0.05-0.16
PENTA 34N222C015 222 0.15 0.02 0.030 8.00 o 0.05-0.14
PENTA 34N230C020 2.30 0.20 0.02 0.030 8.00 o 0.05-0.14
PENTA 34N239C015 2.39 0.15 0.02 0.030 8.00 o 0.05-0.15
PENTA 34N239C120 2.39 1.20 0.02 0.050 8.00 o 0.05-0.18
PENTA 34N247C020 2.47 0.20 0.02 0.030 8.00 o 0.05-0.18
PENTA 34N250C020 2.50 0.20 0.02 0.030 8.00 o 0.05-0.18
PENTA 34N270C010 2.70 0.10 0.02 0.030 10.00 o 0.05-0.18
PENTA 34N287C020 2.87 0.20 0.02 0.030 10.00 o 0.05-0.18
PENTA 34N300C000 3.00 0.00 0.02 0.000 10.00 [ 0.04-0.10
PENTA 34N300C020 3.00 0.20 0.02 0.030 10.00 o 0.06-0.22
PENTA 34N300C040 3.00 0.40 0.02 0.030 10.00 o 0.06-0.25
PENTA 34N300C150 3.00 1.50 0.02 0.050 10.00 o 0.06-0.20
PENTA 34N315C015 3.15 0.15 0.02 0.030 10.00 [ 0.06-0.20
PENTA 34N318C020 3.18 0.20 0.02 0.030 10.00 o 0.06-0.22
PENTA 34N330C010 3.30 0.10 0.02 0.020 10.00 ° 0.06-0.20
PENTA 34N348C020 3.48 0.20 0.02 0.030 10.00 o 0.06-0.25
PENTA 34N350C025 3.50 0.25 0.02 0.030 10.00 ° 0.06-0.30
PENTA 34N398C020 3.98 0.20 0.02 0.030 10.00 ° 0.06-0.30
PENTA 34N400C030 4.00 0.30 0.02 0.030 10.00 [ 0.06-0.30

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) For grooving and parting depths relative to part diameter, see page 536

Tools: PCADR/L * PCADR/L 34N-RE e PCADR/L-JHP e PCHBR/L ¢ PCHPR/L ® PCHR/L-34 e PCHR/L-34-JHP

@Dmax as a Function of Parting / Grooving Depth (T) for PENTA 34 Inserts

mex max @Dmax(CUTDIA)
CW=0.02 T<5.0 T<6.0 T<7.0 T<8.0 T<85 T<9.0 T=10.0 @Dmax(CUTDIA) T D UTDIA
1.50 <CW<2.69 - B %% . E %
T070<0W<400 | N.L. 350 165 100 55 55 20

CUTDIA for parting = 2 x CDX

N.L. = No Limit
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PENTA 34R/L-C

Inserts with 5 Cutting Edges for
Parting Hard Materials, Tough
and General Applications

CUTDIA

©)
Z
—
<
al

R.H. L.H.
. . Recommended
PLUEIEETS Machining Data
< f groove
Designation cw RE CUTDIAM CDX® PSIRL PSIRR 3 (mm/rev)
PENTA 34L150C08D 1.50 0.07 18.0 8.00 8.0 - [ 0.03-0.08
PENTA 34R150C08D 150 0.07 18.0 8.00 - 8.0 ° 0.03-0.08
PENTA 34L200C06D 2.00 0.10 18.0 8.00 6.0 - o 0.04-0.12
PENTA 34R200C06D 2.00 0.10 18.0 8.00 - 6.0 ° 0.04-0.12
PENTA 34L200C15D 2.00 0.10 18.0 8.00 15.0 - o 0.04-0.10
PENTA 34R200C15D 2.00 0.10 18.0 8.00 - 15.0 ° 0.04-0.10
PENTA 34L300C06D 3.00 0.20 20.0 10.00 6.0 - o 0.04-0.14
PENTA 34R300C06D 3.00 0.20 20.0 10.00 - 6.0 [ 0.06-0.14
PENTA 34L300C15D 3.00 0.20 20.0 10.00 15.0 - ° 0.04-0.10
PENTA 34R300C15D 3.00 0.20 20.0 10.00 - 15.0 . 0.06-0.12
o For cutting speed recommendations and user guide, see pages 540-547
() For grooving and parting depths relative to part diameter, see page 536
(2 Cutting depth maximum
Tools: PCADR/L ¢ PCADR/L 34N-RE e PCADR/L-JHP ¢ PCHBR/L ¢ PCHPR/L  PCHR/L-34 e PCHR/L-34-JHP
c..—
PARTING & GROOVING LINE “_'L “! ’
PENTA 34N-J r
Inserts with 5 Cutting Edges
for Parting and Grooving Soft
Materials, Parting Tubes, Small
and Thin-Walled Parts
. . Recommended
PLTETEETS Machining Data
=] f groove
Designation cwW RE CWTOL™ RETOL®@ CDX® 3 (mm/rev)
PENTA 34N150J015 1.50 0.15 0.02 0.002 8.50 . 0.03-0.10
PENTA 34N200J020 2.00 0.20 0.02 0.002 8.50 ° 0.04-0.12
PENTA 34N200J100 2.00 1.00 0.02 0.002 8.50 . 0.05-0.12
PENTA 34N239J015 2.39 0.15 0.02 0.002 8.50 o 0.04-0.16
PENTA 34N239J120 2.39 1.20 0.02 0.002 8.50 o 0.06-0.16
PENTA 34N250J020 2.50 0.20 0.02 0.002 8.50 . 0.04-0.16
PENTA 34N270J010 2.70 0.10 0.02 0.002 10.00 o 0.04-0.16
PENTA 34N300J000 3.00 0.00 0.02 0.000 10.00 [ 0.04-0.10
PENTA 34N300J020 3.00 0.20 0.02 0.002 10.00 o 0.04-0.16
PENTA 34N300J040 3.00 0.40 0.02 0.002 10.00 o 0.04-0.16
PENTA 34N300J150 3.00 1.50 0.02 0.002 10.00 [ 0.06-0.20
PENTA 34N318J020 3.18 0.20 0.02 0.002 10.00 [ 0.20-0.16
* Recessing is possible only with 2.39 mm and wider inserts e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
® For grooving and parting depths relative to part diameter, see page 536
Tools: PCADR/L ¢ PCADR/L 34N-RE e PCADR/L-JHP ¢ PCHBR/L ¢ PCHPR/L  PCHR/L-34 ¢ PCHR/L-34-JHP
—— e




PARTING & GROOVING LINE

PENTA 34R/L-J

Inserts with 5 Cutting Edges
for Parting Tubes, Small
and Thin-Walled Parts

@34 !
PSIRL  PSIRR y - S “r
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) . Recommended

LlnzrEee Machining Data
< f groove
Designation cw RE cwrtoLM CUTDIA® PSIRL PSIRR 3 (mm/rev)
PENTA 34L150J06D 1.50 0.07 0.02 18.0 6.0 - o 0.08-0.09
PENTA 34L150J15D 1.50 0.07 0.02 18.0 15.0 - . 0.03-0.08
PENTA 34R150J06D 1.50 0.07 0.02 18.0 - 6.0 o 0.08-0.09
PENTA 34R150J15D 1.50 0.07 0.02 18.0 - 15.0 . 0.03-0.08
PENTA 34L200J06D 2.00 0.10 0.02 18.0 6.0 - o 0.04-0.10
PENTA 34L200J15D 2.00 0.10 0.02 18.0 15.0 - o 0.04-0.09
PENTA 34R200J06D 2.00 0.10 0.02 18.0 - 6.0 o 0.04-0.10
PENTA 34R200J15D 2,00 0.10 0.02 18.0 - 15.0 . 0.04-0.09

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

() For grooving and parting depths relative to part diameter, see page 536

Tools: PCADR/L ¢ PCADR/L 34N-RE e PCADR/L-JHP ¢ PCHBR/L ¢ PCHPR/L  PCHR/L-34 ¢ PCHR/L-34-JHP

PARTING & GROOVING LINE

PENTA 34N-PB

Parting and Grooving Pentagonal
Inserts for Parting Bearing Steel
and Other Ductile Materials

RE |<M ! ‘uL “!ﬁ
-0

4.3
| . Recommended
ETETELTS Machining Data
=] f groove
Designation cwW RE CWTOL RETOL®@ CDX® 3 (mm/rev)
PENTA 34N150PB015 1.50 0.15 0.02 0.030 8.50 (] 0.03-0.06
PENTA 34N200PB020 2.00 0.20 0.02 0.030 8.50 ° 0.03-0.08
PENTA 34N300PB020 3.00 0.20 0.02 0.030 9.50 ° 0.03-0.10

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) For grooving and parting depths relative to part diameter, see page 536

Tools: PCADR/L ¢ PCADR/L 34N-RE e PCADR/L-JHP e PCHBR/L ¢ PCHPR/L ¢ PCHR/L-34 ¢ PCHR/L-34-JHP

SR ISCAR




PENTA 34R/L-PB
Pentagonal Inserts for
Parting Bearing Steel and
other Ductile Materials

- cw RH. LH. 1004

s .

. . Recommended
EInE IR Machining Data
= f groove
Designation cw RE CUTDIA PSIRL PSIRR 5 (mm/rev)
PENTA 34R150PB-6D 1.50 0.07 18.0 - 6.0 . 0.03-0.05
PENTA 34L150PB-6D 1.50 0.07 18.0 6.0 - . 0.03-0.05
PENTA 34R200PB-6D 2.00 0.10 18.0 - 6.0 . 0.03-0.06
PENTA 34L200PB-6D 2.00 0.10 18.0 6.0 - ° 0.03-0.06
PENTA 34R300PB-6D 3.00 0.20 20.0 - 6.0 o 0.03-0.08
PENTA 34L300PB-6D 3.00 0.20 20.0 6.0 ° 0.03-0.08
e For cutting speed recommendations and user guide, see pages 540-547
Tools: PCADR/L * PCADR/L 34N-RE e PCADR/L-JHP ¢ PCHBR/L ® PCHPR/L ® PCHR/L-34 e PCHR/L-34-JHP
Dmax as a Function of Parting / Grooving Depth (T) for PENTA 34 Inserts ODmax(CUTDIA) Tmax ODmax(CUTDIA)
W:=0.02 T<5.0 T<6.0 T<7.0 T<8.0 T<8.5 T<9.0 T<10.0
1.50 < W < 2.69 - -
—2.705Ws4.00 N.L. 350 165 100 55) % 20
Dmax for parting = 2 x Tmax
N.L. = No Limit

Member IMC Grou
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PARTING

Parting and Grooving

USER GUIDE

Selection of Inserts

For a proper match of insert and cutting
material to application, the following variables
must be taken into consideration:

Width of cut (width of insert)
Chipformer style

Lead angle

Corner radius

Carbide grade

Width of Cut (W.0.C.) and Depth of Cut (D.O.C.)

In selecting W.O.C., the main factor to consider is the
required D.O.C. The ratio D.O.C.= 8xW.O.C. is of practical
use on alloy steel of average machinability. For example,
applying a 3 mm W.O.C. insert TAG N3C to cut-off a

48 mm solid bar.

Additional factors which affect D.O.C.

capacity, relative to the ratio, are:

Holder or Blade Size
To minimize risk of vibration and deflection always choose:

Blade or toolholder with smallest possible overhang.
Toolholder with maximum shank dimension.

Blade height (B) dimension which is larger than Tmax.
Blade or holder with maximum blade width (largest
possible insert seat size).

Example:

A W.O.C. 9.5 mm on blade TGFH 53K-9 (B=52.6 mm)
extends the ratio of D.O.C. to W.O.C. by some

50% to 120 mm.

Insert Support

A self-clamped tool is recommended for deep radial
machining. A screw-clamp holder is recommended
for axial and small D.0O.C. machining.

90° Mounting

It is very important that the insert is mounted at 90°
to the center line of the workpiece in order to obtain
perpendicular surfaces and reduce the risk of vibration.

Workpiece Machinability
The workpiece material affects all of the above factors.

Machine Power and Setup Rigidity

Excessive W.0.C. on a light-duty machine will yield
vibration and may even stop spindle rotation.

Expensive Workpiece Material

On costly metals the narrowest applicable
W.0O.C. should be used.

L

-

0.1/1000 |~

90%1V

ISCAR




USER GUIDE

PARTING

Insert Positioning

The Twisted Insert for Cut-Off Setup

and Grooving Applications ¢ The optimal cutting edge height above the center of
TANG-GRIP tools is up to 0.08 mm + 0.025 mm
W.0.C., an advantage when cutting solid bar to center

e Cut-off as close to chuck as possible

©)
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Machining depths longer than insert length is made
possible with the double-ended, twisted insert body.

The rear edge is slanted in relation to the frontal e On new applications, first machine in the low or
edge so it does not come into contact with middle range of recommended speeds and feeds
the machined groove surface when the tool o

penetrates deeply into the workpiece. Machining

Consistency of speed and feed improves performance
Apply coolant abundantly

Secure inserts into clean pockets

Cutting forces on soft workpiece materials may

be insufficient to push insert well into pocket.

Tap insert into place using a plastic hammer

e On a conventional lathe, lock the carriage

to prevent axial motion during cut-off

o
T

(0.08+0.025) max.

Clamping
Extended, prismatic surfaces guarantee reliable, foolproof Center Height
clamping even in unstable machining conditions.

Screw-Clamping Self-Clamping

Usage
e Replace worn inserts promptly, the price of a
new one is much less than the risk of damage
from continuing with one that is worn out
® Replace blades that have worn or damaged pockets
e Never try to repair damaged pockets
e Chip curling is dependent on the chipformer
type and the machining conditions

Chipformer Features
Small diameters (D.O.C.) Large diameters (D.O.C.) * Narrows the chip
with screw-clamped Inserts with self-clamped Inserts e Eliminates friction with groove walls,
prevents chip jam overload
e Permits higher feeds
* Produces unscratched surfaces,
eliminating additional facing
e Curls the chips into compact spirals for easy disposal

@
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USER GUIDE

PARTING

Selection of Corner Radius

nA smaller corner radius (r) will reduce the load on “S" Sharp Corners
the workpiece and produce a smaller size burr e Cutting edge with positive rake and sharp corners
At the same time, a large corner radius allows e When a minimum burr (pip) size is essential
for higher feeds and increased tool life e For small feeds
1 L]
L]
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For small diameters or thin walls

Feed For CNCs, multi-spindle and screw machines

Sharp
-

Diameter

Standard Corner Radius
e Standard medium corner size
e For general applications and materials

Sharp corner

“B" Large Corner Radius
¢ Reinforced corners with stronger cutting edge
¢ For tough applications and interrupted cuts

-

Medium (standard)
corner radius

Large corner radius

ISCAR




USER GUIDE

PARTING

Lead Angle Neutral Insert vs. Lead Angle Type

Lead angle (K) on cut-off inserts reduces size of burr
remaining on workpiece. Increasing the lead angle reduces
the burr, but also reduces possible feed rates and tool life.
Therefore, neutral inserts are recommended for parts on
which a burr is tolerated.

Insert designations such as TAG R... DGR (R.H.)

and TAG L... DGL (L.H.) comply with standard

terms for turning direction. When looking toward the
chuck from the workpiece, R.H.=counterclockwise

(C.C.) rotation of workpiece and L.H.=clockwise

(C) rotation of workpiece. C.C. requires right-hand
inserts; C requires left-hand inserts. A neutral insert

with 0° lead angle increases D.O.C. capacity.

Left Neutral Right
TAG L/DGL TAG N/DGN TAG R/DGR

K

©)
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Lifetime

Chip Control

Burr Size

Surface Finish

Part
Straightness

TAGR/GFR/DGR TAGR/GFN/DGN

\

TAG R/DGR TAG N/DGN

TAG R/DGR-WRONG
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PARTING

USER GUIDE

General Rules for Specific Applications
Chamfer and Cut-Off

9%

Break in and/ Chamfer

or groove

V-Belt Pulley Grooves

. " Ll |

Break in Multiple plunge
to depth at minor
width of groove

Bevel, plunge
and turn to
minor diameter

Neck Recessing

I -
1404 11 \

Multiple plunge grooves Necking On
neck turning,
DOC (a)=up to
size of insert
corner radius

Cut-Off on Eccentric Tubes

Inserts with 4° lead angle are usually recommended

for tubes. However, the combination of eccentric bore
and machine resiliency may increase feed-snap on
breakthrough and damage the cutting edge. Changing
to 6° lead angle inserts will moderate breakthrough.
Alternatively, inserts with an extra negative rake-land that
strengthens the cutting edge are available on request.

Clamping / Extraction Instructions

TANG-GRIP The tools are equipped with a
user-friendly clamping and extraction device.

Extraction Side

Insertion Side
ETG 8-12 Extractor for 8 to 12.7 mm inserts

Extracting Clamping

The flat side of the
pin must face up

ETG 5-7 (for 5-7 mm tools)
ETG 2 (for 2 mm tools)
ETG 1.4 (for 1.4 mm tools)

Extracting Clamping

ETG 3-4 (for 3 and 4 mm tools)

ISCAR




USER GUIDE

PARTING (D
Clamping / Extraction Instructions Eccentric Extractor for Insert Indexing <‘:
Simple to operate; controlled rotation requires low D—

Extractor for DGN/R/L Double-Ended Inserts force; guarantees limited upper jaw movement

Do-Grip Insert Clamping/Extracting and secures maximum load on blade.

" of

Extracting the insert

Grade Application Range

Cutting Speed
A

»
>

Feed / Interrupted cut

Selection Guide for Parting Grades

ISO P | _1som  [ELIR ISON ISO S
1-11 1213 I 1520 21-28 31-37

Stainless

. Steel
Stgltnlelss Austenitic o
ee & Duplex 19
Ferritic & (Ferritic - Temperature Hard Steel &

Material groups Steel \ElREL S Austenitic) Castlron  Non-ferrous Alloys Cast Iron

ic807 (C907) | Ic807 (c907) | 1cso7 (coor) | [ IC807 (IC907) 1C807 (IC907)
Ic808 [0l C807 (1C907) IC20
IC1010 IC1010 IC20 Ic808 Ic808
IC1010 IC5400 IC5400 IC808 IC1010 IC1010
IC830 IC830 IC830 IC1010 IC830
N el Tougher | IC1030 IC1030 IC1030 IC1030

[l First choice
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PARTING

Machining Data and Parting Speed Recommendations

Tensile .
° Strength Hardness Material
2| Material Condition [N/mm?] HB Group No.
<0.25 %C Annealed 420 125 1
>=0.25 %C Annealed 650 190 2
Non-alloy steel and cast <0.55 %C Quenched and tempered 850 250 3
steel, free cutting steel
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 9
Annealed 600 200 6
Low alloy steel and cast steel 930 275 7
(less than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
High alloyed steel, cast steel, Annealed 680 200 10
and tool steel Quenched and tempered 1100 325 11
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensitic 820 240 13
M | Stainless steel and cast steel Austenitic, duplex 600 | 180 | 14
Grey cast ion (GG) Fer.ritic/pearlitic‘ . 180 15
Pearlitic/martensitic 260 16
Cast iron nodular (GGG) FemFlIc 160 17
Pearlitic 250 18
) Ferritic 130 19
Malleable cast iron Poarliic 230 20
Aluminum-wrought alloys Not hardenabie 60 2
Hardenable 100 22
<=12% Si Not hardenable 75 23
Aluminum-cast alloys Hardenable 90 24
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
. Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fo based Annealed 200 31
Hardened 280 32
High temp. alloys Annealed 250 &
Ni or Co based Hardened 350 34
Cast 320 35
, Pure RM 400 36
Titanium alloys
Alpha+beta alloys hardened RM 1050 37
Hardened steol Hardened 55 HRC 38
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4




Material IC1010/ IC1030/
Group No. | 1C907/807 IC30N IC354 IC908/808/1008 IC5400 IC830/928/1028 IC328
1 160 - 240 130 - 190 115 - 170 135 - 200 110 - 160 100 - 150 95 - 140
2 150 - 205 120 - 160 105 - 145 125 - 170 100 - 135 95 - 125 85 - 120
3 115 - 170 90 - 135 80 - 120 95 - 140 75-110 70-105 65 - 100
4 125 - 190 100 - 150 90 - 135 105 - 160 85 - 130 80 - 120 75 - 110
5 100 - 160 80 - 130 70 - 115 85 - 135 70 - 110 65 - 100 60 - 95
6 125 - 190 100 - 150 90 - 135 105 - 160 85 - 130 80 - 120 75 - 110
7 100 - 170 80 - 135 70 - 120 85 - 140 70 - 110 65 - 105 60 - 100
8 100 - 160 80 - 130 70 - 115 85 - 135 70 - 110 65 - 100 60 - 95
9 90 - 150 70-120 65 - 105 75-125 60 - 100 55 - 95 50 - 85
10 150 - 205 120 - 160 105 - 145 125-170 100 - 135 95 - 125 85 - 120
11 90 - 150 70 - 120 65 - 105 75-125 60 - 100 55 - 95 50 - 85
IC20N 1C907/807 1C808 1908 IC5400 C830/928/1028 1C328
12 170 - 300 115-210 110 - 200 105 - 190 85 - 150 80 - 140 75-135
13 150 - 290 105 - 200 100 - 190 95 - 180 75 - 145 70 - 135 65 - 125
IC20N 1C907/807 1C808 1908 IC5400 IC830/928/1028 C328
14 140 - 260 95-175 90 - 170 85 - 160 70 - 130 65 - 120 60 - 110
1C907/807 1C808 1C908 1C20
15 170 - 305 145 - 270 140 - 255 70- 125
16 150 - 215 130 - 190 125 - 180 60 - 90
17 160 - 265 140 - 230 135 - 220 65 - 110
18 125 - 205 110 - 180 106 - 170 50 - 85
19 190 - 320 170 - 280 160 - 265 80 - 130
20 160 - 265 140 - 230 135 - 220 65 - 110
1C907/807 1C908/808 1C20
21 360 - 1080 330 - 990 300 - 900
22 270 - 900 250 - 825 225 - 750
23 270 - 900 250 - 825 225 - 750
24 180 - 540 165 - 495 150 - 450
25 180 - 360 165 - 330 150 - 300
26 180 - 360 165 - 330 150 - 300
27 130 - 270 120 - 250 110- 225
28 90 - 180 80 - 165 75 - 150
29 40 - 180 40 - 165 35 - 150
1C807 1907 1908 1C808 IC830/328/928/1028 1C20
31 50 - 70 45-70 40 - 60 40 - 65 30 - 45 30 - 40
32 35 - 55 35 - 50 30 - 45 30 - 45 20 - 35 20 - 30
33 35 - 55 35 - 50 30 - 45 30 - 45 20 - 35 20 - 30
34 30 - 50 30 - 45 25 - 40 25 - 40 20 - 30 15 - 30
35 25 -35 25 -35 20 - 30 20 - 30 15 - 20 15 - 20
36 115-190 110- 185 95 - 160 100 - 170 70-120 65 - 110
37 40 - 50 40 - 50 35 - 45 35 - 45 30 - 40 40 - 50
1C807 1907 1C808 1908
38 35-45 30-40 30-40 25-35
39 30-40 25-35 25-35 20-30
40 45-65 40-60 40-60 30-50
41 40-50 35-45 35-45 30-40
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ISCAR Parting Grades Chart

Grade

PVD COATED

A tough substrate with PVD coating, suitable for machining steel
and stainless steel at low to medium cutting speeds and moderate
to high feeds. The grade is recommended for interrupted cut and

ISO Grade Description Coating Layers Coating Color*
P15-P30
A tough submicron grain size substrate with PVD coating.
Suitable for steel, alloy steels and stainless steel at low to medium
cutting speeds under stable conditions.
S5 5%
Base
P30-P45
M25-M40 | A tough substrate with PVD coating, suitable for a wide range of
applications on steels and stainless steel at low to medium speeds
and medium to high feeds.
The grade is recommended for interrupted cuts and machining
under unstable conditions.
Base
P20-P40
M20-M30
A tough substrate with PVD coating, suitable for general use on
a wide range of carbon steels, alloy steels and stainless steel at
moderate speeds and feeds.
Base
il Uiy A hard submicron grain size substrate with PVD coating and a
MO5-M15 special SUMOTEC surface treatment. Suitable for machining
K15-K30 | steels, alloy steels, austenitic stainless steel, high temperature
alloys and hard steels at moderate to relatively high cutting TiN
S10-S20 | Speeds under stable conditions. Features high wear resistance TIAIN
HO5-115 and plastic deformation durability. Base
laiy 10 A tough submicron grain size substrate with PVD coating and a
M20-M30 special SUMOTEC surface treatment. Recommended for general
K20-K40 | use for a large variety of applications and materials such as
steels, alloy steels, austenitic stainless steel and high temperature | TiN
S15-530 | alloys at moderate cutting speeds and feeds. Features high wear  [E7NN
H20-130 resistance and chipping durability. Base
P30-P4S A tough substrate with PVD coating and a special SUMOTEC
M25-M40 | g rface 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 | TiN
interrupted cuts and machining under unstable conditions. May TIAN
be used on high temperature alloys at low cutting speeds. Base
P10:P20 A hard submicron grain size substrate with PVD coating, suitable
MOS-M15 | 1o 4 wide range of materials such as steels,
K15-K30 | alloy steels, hard steels, austenitic stainless steel and heat
resistant alloys at moderate to relatively high cutting speeds under
510-S20 stable conditions. Features high wear resistance and plastic TIAN
HO5-115 deformation durability. Base
P15-P30
M20-M30 | A tough submicron grain size substrate with PVD coating,
K20-K40 recommended 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.
$15-830 | Features high wear resistance and chipping durability. TIAIN
H20-H30 Base
P30-P45
M25-M40 |

machining at unstable conditions.

l

Base

* For coated grades

ISCAR



ISCAR Parting Grades Chart

*

Grade 1ISO Grade Description Coating Layers Coating Color*
P15-P30
M20-M30 | o tough submicron grain size substrate with PVD coating.
1C1008 K20-K40 | Recommended for general use on a wide range of applications
and materials as steels, alloy steels, austenitic stainless steel and | TiN
515-530 | high temperature alloys at moderate cutting speeds. TIAN
H20-H30 Base
EUSKREY A tough submicron grain size substrate with PVD coating.
M20-M30 | Recommended for general use on a wide range of applications
IC1010 K20-K40 | and materials such as steels, alloy steels, austenitic stainless steel
o and high temperature alloys at moderate cutting speeds and low [ TiN
E 515-530 | to medium feeds. The grade features improved toughness and _
<ot H20-130 wear resistance which extends tool life. Base
(&) P30-P45
g M25-M40 | o tough substrate with PVD coating, suitable for machining
o 1C1028 steel and stainless steel at low to medium cutting speeds
and moderate to high feeds. The grade is recommended for TN
interrupted cuts and machining under unstable conditions. _
Base
P30-P45
M25-M40 | A tough substrate with PVD coating, suitable for machining
steel and stainless steel at low to medium cutting speeds and
1C1030 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.
Base
o P30-P45
u M25-M45
E - A tough substrate with MTCVD coating and a special SUMOTEC
(e}l 1C5400 post coating treatment. Suitable for machining steel and stainless | TIN
(&) steel at low to medium cutting speeds and moderate to high
g feeds under stable and unstable machining conditions.
(&) Base
For coated grades
Grade ISO Grade Description Uncoated Layers Uncoated
P10-P30
E M10-M20 | o tough cermet grade, suitable for machining, steels and stainless
= steel at medium to high cutting speeds and low feeds.
E Features excellent surface finish, very good wear resistance and
%) prevents built-up edge.
Base
a A hard-uncoated carbide grade for machining aluminum and
|;: K10-K20 other non-ferrous materials at medium to high cutting speeds.
(@) NO5-N25 Can be used for cast iron at low cutting speeds.
O - Suitable also for machining high temperature and Titanium alloys,
% 510-820 | at low cutting speeds.
H10-H20 Base
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[
Y AX!S PARTING LINE

Y Axis TAGPAD setup on Multi-Task
and Turning Center Machines
For setup in X direction, use the dimensions marked
on the adapter. Setup in Y Axis is not needed.
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O <3

N
[ 4 111]
TAGPAD-Y-D82R-3

0 0o o

¥ AXIS PARTING LINE

_/
Block C6/C8 ASH R/L
HSK ASH R/L...
‘ MAH..XL..JdHP...
FEED
h
| Adapter TAGPAD-Y-D82....
Option 2
¥ forcorrect postion
? compensate
X axis 3 mm
Machine probe
Option 1
Option 2

* Option 1 is preferable due to better accuracy
Setting in X Axis
Set the cutting edge on the center line:

Option 1 - Gauge the cutting edge
Option 2 - Gauge the blade and compensate 3mm

VU ISCAR




FACE GROOVING
AND TURNING
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FACE GROOVING
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Selection Guide

HELIFACE
A Variety of Inserts for
Face Machining Applications
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&
Face Grooving DAXN 6-40 mm Face Grooving DAXN 24-80 mm
DAXN |DAXX| CWN | CWX | CDX | Page DAXN | DAXX| CWN | CWX | CDX | Page
n ,
<
[}
6 - 1 3 | 30 |592-597 = 22 w 239 4 5 | 591-592
&
o
8 - |15 | 35| 15 602 50 o 8 8 | 27 |290, 584

MIFR/MEFL
GDMY/N

12 19 1 2.5 3 600 80 o0 8 10 27 583

12 oo 3 6 £ 580 50 o0 8 8 25 583

12 o0 3 | 635 o 579 80 o0 8 8 o0 585

GIMM 8CC

21 oo 4 6 0 486 50 o0 7 8 o0 585

GDMM CC

12 0 3 6 0 578 80 oo 8 8 25 583

30 | 700 3 6 o0 587 25 55 | 21 6 35 591

27 | 130 2 2 14 577
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HELIFACE

Small Diameter
Face Machining Systems

Tool: HGHR/L see page 560
Insert: GRIP... / HGPL...

CW = 3-6.35 mm

CDX =6 mm P —
DAXN =12 mm

Integral shank toolholder with
double-ended inserts.

Used for face grooving and face
tumning of small parts for 12 mm
minimum groove diameter.
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Tool: HGAER/L... (adapter) see page 567
Tool: HFAER/L... (adapter) see pages 567-568

CW =3-6 mm ‘ -
CDX =32 mm
DAXN =12 mm

Exchangeable external adapters.
Used with HELIFACE and GRIP
inserts for deep face machining.

5
@
o
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-

Tool: PCHPR/L see page 592
Insert: PENTA 34F...

CW =2.39-4 mm
CDX =5 mm
DAXN = 22 mm

Pentagonal insert for face
grooving and recessing up
to 5 mm depth of cut at a
minimum of 22 mm diameter.

Tool: PICCO R010 see pages 594-595
CW=1-5mm
CDX =6 mm

DAXN = 6 mm

Small solid carbide bars for
machining shallow grooves from
6 mm minimum diameter.

ISCAR




USER GUIDE

Main Applications

Tool: PICCO R015 see page 599

Q CW =2.5-3 mm
CDX =30 mm
DAXN = 8 mm

Small solid carbide bars for
machining deep face grooves of up
to 30 and 8 mm minimum diameter.

Tool: MIFHR ... see page 600
Insert: MIFR ...

MINCUT-A family of internal face
grooving and face turning tools
for machining small diameters
ranging from 8-60 mm.

Strong and stable tangential

pocket with internal coolant.

Tool: MGCH 09C see page 600
Insert: GFQR...

CW=1-25mm

CDX =3 mm
DAXN =12 mm

A screw-clamped insert on an
internal coolant solid carbide bar.
Used for machining shallow grooves
from 12 mm minimum diameter.

o

&

Grooving Next to a Shaft

External Grooving

Internal Grooving
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HELIFACE

Medium Diameter
Face Machining Systems

Tool: HFHR/L... see pages 560-563
Insert: HFPR/L...

CW =3-6 mm
CDX =32 mm

DAXN = 25 mm

Integral shank toolholders
carrying HELIFACE and GRIP
inserts. For deep face grooving
and side face turning.
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Bﬂ Tool: HFPAD... (adapter) see pages 564-566
Insert: HFPR/L...

CW=3-6 mm
CDX =20 mm —_—
DAXN = 25 mm

Slanted, screw-clamped adapter carrying
HELIFACE and GRIP inserts. A part
of the MODULAR-GRIP system. Very

’ ‘ rigid, for tough face operations.

ﬁ Tool: TNFFH see page 585
Insert: TNF 3-6C...

X -
Adapter and blade toolholders
carrying TNF 3-6C inserts.
For deep face grooving.
[ ]
Tool: HFFR/L... see page 566 Tool: TNFFA see page 586
B Insert: HFPR/L... Bu Insert: TNF 3-6C...
—

Economical, double-ended blades
carrying HELIFACE and GRIP
inserts. Recommended for deep
face grooving and face turning to
a maximum depth of 38 mm.

Reinforced blades carrying TNF
3-6C inserts. Recommended
for face grooving only. Can
machine along a shaft.
Excellent chip evacuation.
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USER GUIDE

Tool: PCHPRS/LS see page 592
Insert: PENTA 34F-RS/LS...

CW =2.39-4 mm
CDX =5 mm

DAXN = 22 mm

Pentagonal insert for face grooving
and recessing next to shoulders
up to 5 mm depth of cut at a
minimum of 22 mm diameter.

Tool: HFHR/L..-M see page 568
Insert: HFPR/L...

CW =3-6 mm
CDX = 5.3 mm
DAXN = 20 mm

Integral toolholders carrying
HELIFACE and GRIP inserts. For
machining up to 5.3 mm depth of
cut. 3-6 mm wide inserts can be
mounted in the same pocket.

Main Applications

Tool: HFAIR/L...& HGAIR/L
(adapter) see pages 574, 570
Insert: HFPR/L...

CW =3-6 mm

CDX =12 mm

DAXN = 32 mm
Exchangeable, internal coolant
adapters carrying HELIFACE and

GRIP inserts. Recommended for
deep internal face machining.

Tool: HFIR/L..-MC see page 576
Insert: HFPR/L...

CW =3-6 mm
CDX =5 mm
DAXN = 20 mm

Boring bars for shallow face
machining of up to 5 mm
depth carrying HELIFACE and
GRIP inserts. Internal coolant.
3-6 mm width inserts can be

o

&

mounted in the same pocket.

Grooving Next to a Shaft External Grooving
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ME! [FACE USER GUIDE

Large Diameter
Face Machining Systems

Tool: CGFG 51-..R/L-P8
see page 582
Insert: GIMY 8...

CDX =120 mm
DAXN =180 mm

Blades carrying 8 mm single-ended
CUT-GRIP inserts. Can machine
up to 120 mm depth next to a
shaft. Used for large diameters.
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Tool: GHFG ..R/L-8 see page 581
Insert: GDMY 8..

CW=8mm

CDX =25 mm

DAXN = 50 mm

Integral toolholders carrying 8 mm
CUT-GRIP inserts. For heavy
machining of medium and large parts.
Can machine next to a shaft of up to
25 mm depth.

Tool: GAFG ..R/L-8
(adapter) see page 582
Insert: GDMM 8CC
CW=8mm

CDX =25 mm

DAXN = 80 mm
Exchangeable adapters carrying
8 mm CUT-GRIP inserts. Can
machine up to 25 mm depth next

to a shaft. For heavy machining
of medium and large parts.

Main Applications

o

< <

Grooving Next to a Shaft External Grooving Internal Grooving
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Tools and Inserts

HELI-FACE and HELI-GRIP

HELiFACE o= O
HFFH '/A oC
Face Grooving Blades (D
‘ OAL ‘ WB 2 =
' ' = ‘4»
Right-hand shown :
o 4 L
Designation DAXN( DAXX@ cw CDX WF WB_2 HF H OAL
HFFH 38R/L-2 38.0 45.0 2.00 14.00 450 5.2 248 32.0 150.00 EDG 33B*
HFFH 45R/L-2 45.0 60.0 2.00 14.00 4.40 5.2 24.8 32.0 150.00 EDG 33B*
HFFH 60R/L-2 60.0 80.0 2.00 14.00 4.40 5.2 248 32.0 150.00 EDG 33B*
HFFH 80R/L-2 80.0 100.0 2.00 14.00 4.40 5.2 24.8 32.0 150.00 EDG 33B*
HFFH 100R/L-2 100.0 130.0 2.00 14,00 4.40 5.2 24.8 32.0 150.00 EDG 33B*

* H dimension links blades and blocks

() Minimum penetration diameter

(2 Maximum penetration diameter * Optional, should be ordered separately

Inserts: HFPN

Holders: C#-TBK-R/L ¢ HSK A-WH-TBK-R/L ¢ SGTBF e SGTBK e SGTBU/SGTBN e UBHCR/L

HELIFACE WE il
HFFA DAXN-D/W/ T 7
Reinforced Face Grooving Blades peH
R’
cw OAL- WB_2
CDX Right-hand shown
CcwW DAXN( DAXX® CDX H WF HF OAL WB_2 é
HFFA 27R/L-2 2.00 27.0 29.0 14.00 320 9.50 248 102.00 21.0 EDG 33B°
HFFA 29R/L-2 2.00 29.0 330 14.00 32,0 9.50 248 102.00 185 EDG 338"
HFFA 33R/L-2 2.00 33.0 38.0 14.00 32.0 9.50 24.8 102.00 17.5 EDG 33B*
HFFA 38R/L-2 2.00 38.0 46.0 14.00 32.0 9.50 248 102.00 135 EDG 33B*
HFFA 46R/L-2 2.00 46.0 60.0 14.00 320 9.50 248 102.00 135 EDG 33B°
HFFA 60R/L-2 2.00 60.0 80.0 14.00 32.0 9.50 24.8 102.00 14.0 EDG 33B*
HFFA 80R/L-2 2.00 80.0 105.0 14.00 32,0 9.50 248 102.00 16.1 EDG 338

® For user guide, see pages 604-615

™) Minimum penetration diameter

(2 Maximum penetration diameter

* Optional, should be ordered separately
Inserts: HFPN

Holders: SGTBU/SGTBN ¢ UBHCR/L

Member IMC Group.




Q) HELIFACE Pt _J

. HGHR/L-3 ﬁ:ﬁ 53&,4 j _«j ?._

=== | Integral Holders for Face | i 5 !

> Grooving and Turning %DAXN;DAXX ODX,| | EHBH ~loawl<

@) oox,| L I !

O WF Tow B

m ) ) Right-hand shown

@) H B CW CDX HBH WF DM Doao® oA W om o &
HGHR 1010-12-3T6 10.0 10.0 3.00 6.00 20 9.50 12.0 16.0 12000 19.0 19.0 13.70 SR 76-1400 T-20/3

LIJ HGHR 1010-16-3T6 10.0 10.0 3.00 6.00 20 9.50 16.0 25.0 120.00  19.0 19.0 12.80 SR 76-1400 T-20/3

O HGHR/L 1212-12-3T6 12.0 12.0 3.00 6.00 ° 11.00 12.0 16.0 12000  19.0 19.0 16.70 SR 76-1400 T-20/3

< HGHR 1212-16-3T6 12.0 12.0 3.00 6.00 - 11.00 16.0 25.0 12000 19.0 19.0 14.80 SR 76-1400 T-20/3

LI— HGHR/L 1616-12-3T6 16.0 16.0 3.00 6.00 ° 15.00 12.0 16.0 12000 19.0 21.0 19.70 SR 76-1400 T-20/3
HGHR/L 1616-16-3T6 16.0 16.0 3.00 6.00 ° 15.00 16.0 25.0 120.00  19.0 21.0 18.80 SR 76-1400 T-20/3
HGHR/L 2020-12-3T6 20.0 20.0 3.00 6.00 - 20.00 12.0 16.0 120.00  19.0 25.0 24.00 SR 76-1400 T-20/3
HGHR/L 2020-16-3T6 20.0 20.0 3.00 6.00 ° 20.00 16.0 25.0 120.00  19.0 25.0 24.00 SR 76-1400 T-20/3
HGHR/L 2525-12-3T6 25.0 25.0 3.00 6.00 ° 25.00 12.0 16.0 12000  19.0 30.0 29.00 SR 76-1400 T-20/3
HGHR/L 2525-16-3T6 25.0 25.0 3.00 6.00 ° 25.00 16.0 25.0 120.00  19.0 30.0 29.00 SR 76-1400 T-20/3

e HGN & GRIP inserts can be used only with right-hand toolholders, HGPL inserts only with left-hand toolholders e For user guide, see pages 604-615
) Minimum penetration diameter

(2) Maximum penetration diameter

Inserts: GRIP ¢ GRIP (full radius) ® HGN-C ¢ HGN-J ¢ HGN-UT e HGPL

No limitation for widening groove toward or away
from center, except for the following tools:

HGHRI/L...-12-3T6

D d
- . ) 12.0 4.0
Limitation of widening toward center 13.0 10
depends on the major diameter (D) 13.5 0
as per chart.
HEL[FACE S )
HFHR/L-3T r o Th v it E« .j
Integral Holders for Facing <CDX WL OOsTi2  HF I H ofH
T WF2 Iy )
DAXN-DAXX % ?CW ¥
CDXfL V\‘H ‘ 5 B
e——oa——It Right-hand shown
CW  CDX H HF B OAL WF  WF2 DAXN@ DAXX® LH OAH /9 /
HFHR/L 20-25-3T12 3.00 12.00 20.0 20.0 20.0 140.00  20.50 53 25.0 30.0 38.0 28.0 SRM6X16DIN912  HW5.0
HFHR/L 20-30-3T12 3.00 12.00 20.0 20.0 20.0 140.00  20.50 53 30.0 38.0 38.0 29.0 SRM6EX16DIN912  HW5.0
HFHR/L 20-38-3T12 3.00 12.00 20.0 20.0 20.0 14000  20.50 5.3 38.0 48.0 38.0 30.0 SRMB6X16DIN912  HW5.0
HFHR/L 20-48-3T12 3.00 12.00 20.0 20.0 20.0 14000  20.50 53 48.0 60.0 38.0 30.0 SRMBX16DIN912  HW5.0
HFHR/L 25-25-3T12 3.00 12.00 25.0 25.0 25.0 150.00  25.50 53 25.0 30.0 38.0 33.0 SRM6EX16DIN912  HW5.0
HFHR/L 25-30-3T12 3.00 12.00 25.0 25.0 25.0 150.00  25.50 53 30.0 38.0 38.0 340 SRMBX16DIN912  HW 5.0
HFHR/L 25-38-3T12 3.00 12.00 25.0 25.0 25.0 150.00  25.50 5.3 38.0 48.0 38.0 356.0 SRMBX16DIN912  HW 5.0
HFHR/L 20-60-3T22 (1) 3.00 22.00 20.0 20.0 20.0 140.00  20.50 = 60.0 75.0 40.0 31.0  SRM6EX16DIN912  HW5.0
HFHR/L 25-48-3T22 (1) 3.00 22.00 25.0 25.0 25.0 150.00  25.50 = 48.0 60.0 40.0 36.0 SRMBX16DIN912  HW5.0
HFHR/L 25-60-3T22 (1) 3.00 22.00 25.0 25.0 25.0 150.00  25.50 - 60.0 75.0 40.0 36.0 SRMBX16DIN912  HW5.0
HFHR/L 20-75-3T25 (1) 3.00 25.00 20.0 20.0 20.0 140.00  20.50 = 75.0 100.0 43.0 31.0  SRM6EX16DIN912  HW5.0
HFHR/L 25-75-3T25 (1) 3.00 25.00 25.0 25.0 25.0 150.00  25.50 = 75.0 100.0 43.0 36.0 SRM6X16DIN912  HW5.0
* For user guide, see pages 604-615
() For deep face grooving only.
2) Minimum penetration diameter
(3 Maximum penetration diameter
Inserts: HFPR/L * HFPR/L (full radius)
No limitation for widening groove toward or away y
from center, except for the following tools: d
HFHR/L-:-25-3T12 HFHR/L-:-25-4T12 HFHR/L-:-29-4T12 Limitation of
D d D d D d widening toward
center (d) depends
25 5 25 1 29 1 on the major D
26 2 >26 0 >46 0 diameter (D) as
507 0 per chart.
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HELIFACE o
HFHR/L-4T H'?

Integral Holders for Facing CDX HFHRUL D.04T12

< BRI
bow “fHpH ! 4

WF2
AR s |l

¥ i
L DAXN-DAXX
S CDX
T onL— I ¥ Right-hand shown

CW CDX H HF B OAL WF WF2 DAXN®W DAXX? LH OAH HBH / /

HFHR/L 20-25-4T12 400 1200 200 20.0 20.0 14000 20.60 6.2 25.0 29.0 39.0 29.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR/L 20-29-4T12 400 1200 200 20.0 20.0 14000 20.60 6.2 29.0 34.0 39.0 30.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR/L 25-25-4T12 400 1200 250 25.0 2560 150.00 25.60 6.2 25.0 29.0 39.0 34.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR/L 25-29-4T12 400 1200 250 25.0 26.0 150.00 25.60 6.2 29.0 34.0 39.0 35.0 = SR M6X16 DIN912  HW 5.0
HFHR/L 20-34-4T20 400 2000 200 20.0 20.0 14000 20.60 - 34.0 40.0 39.0 30.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR/L 25-34-4T20 400 2000 250 25.0 2560 150.00 25.60 - 34.0 40.0 39.0 35.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR/L 20-40-4T25 400 2500 200 20.0 20.0  140.00 20.60 = 40.0 48.0 44.0 31.0 = SR M6X16 DIN912 ~ HW 5.0
HFHR/L 20-48-4T25 400 2500 200 20.0 20.0 14000 20.60 - 48.0 60.0 44.0 32.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR/L 20-60-4T25 400 2500 200 20.0 20.0 14000 20.60 - 60.0 75.0 44.0 32.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR/L 20-75-4T25 400 2500 200 20.0 20.0  140.00 20.60 = 75.0 100.0 440 34.0 20 SRM6X16DIN912 HW 5.0
HFHL 25-100-4T25 400 2500 250 25.0 2560 150.00 25.60 - 100.0 140.0 44.0 37.0 - SR M6X16 DIN912 ~ HW 5.0
HFHL 25-140-4T25 400 2500 250 25.0 2560 15000 2574 - 140.0 240.0 44.0 37.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR/L 25-240-4T25 400 2500 250 25.0 26,0 150.00 25.60 = 240.0 800.0 44.0 37.0 = SR M6X16 DIN912 ~ HW 5.0
HFHR/L 25-40-4T25 400 2500 250 25.0 2560  150.00 25.60 - 40.0 48.0 44.0 36.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR/L 25-48-4T25 400 2500 250 25.0 2560 150.00 25.60 - 48.0 60.0 44.0 37.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR/L 25-60-4T25 400 2500 250 25.0 26,0 150.00 25.60 - 60.0 75.0 440 37.0 = SR M6X16 DIN912  HW 5.0
HFHL 25-75-4T25 400 2500 250 25.0 2560 150.00 25.60 - 75.0 100.0 44.0 37.0 - SR M6X16 DIN912 ~ HW 5.0
HFHR 25-100-4T25 400 2500 250 25.0 2560 15000 2574 - 100.0 140.0 44.0 37.0 -
HFHR 25-140-4T25 400 2500 250 25.0 26,0 150.00 25.60 = 140.0 240.0 44.0 37.0 =
HFHR 25-75-4T25 400 2500 250 25.0 26,0 150.00 25.80 = 75.0 100.0 440 37.0

e DGN & GRIP 4 mm inserts can be used only with right-hand tools, HGPL 4 mm with left-hand tools e For user guide, see pages 604-615

() Minimum penetration diameter

(2) Maximum penetration diameter

Inserts: DGN-MF ¢ HFPR/L ¢ HFPR/L (full radius) ® GRIP e GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e HGPL
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Penetration Range

HFHR/L-:-25-4T12 HFHR/L-:-29-4T12 Limitation of widening
D d D d toward center (d) depends
25 1 29 1 on the major diameter (D)
226 0 246 0 as per chart

Member IMC Group.




HELIFACE - LH ——
HFHR/L-5T ; B R g« gj
Integral Holders for Facing CDX T EES vl ¥ I H {
~ o ; T
— WF2 cw AHBH.
i T B E
C _
ﬂ [ OAL '

Right-hand shown

CW CDX H HF B OAL WF2 WF DAXN® DAXX? LH OAH HBH f /

HFHR/L 20-25-5T10 500 10.00 20.0 20.0 20.0  140.00 71 21.00 25.0 30.0 38.0 28.0 - SR M6X16 DIN912  HW 5.0
HFHR/L 25-25-5T10 500 1000 250 25.0 25.0  150.00 71 26.00 25.0 30.0 38.0 33.0 - SR M6BX16 DIN912  HW 5.0
HFHR/L 25-110-5T14 500 1400 250 25.0 25,0  150.00 - 23.50 110.0 200.0 325 33.0 - SR M6X16 DIN912  HW 5.0
HFHR/L 25-52-5T14 500 1400 250 25.0 25.0  150.00 ° 23.50 52.0 75.0 32.5 33.0 = SR M6X16 DIN912  HW 5.0
HFHR/L 25-75-5T14 500 1400 250 25.0 25.0  150.00 - 23.50 75.0 110.0 325 33.0 - SR M6X16 DIN912  HW 5.0
HFHR/L 20-28-5T15 500 1700 200 20.0 20.0  140.00 - 21.00 28.0 31.0 34.0 30.0 - SR MBX16 DIN912  HW 5.0
HFHR/L 20-31-5T15 500 1700 200 20.0 20.0  140.00 - 21.00 31.0 35.0 34.0 30.0 = SR M6X16 DIN912  HW 5.0
HFHR/L 25-28-5T15 500 1700 250 25.0 25.0  150.00 - 26.00 28.0 31.0 34.0 35.0 - SR MBX16 DIN912  HW 5.0
HFHR/L 25-31-5T15 500 1700 250 25.0 25.0  150.00 - 26.00 31.0 36.0 34.0 35.0 - SR M6X16 DIN912  HW 5.0
HFHR/L 20-35-5T20 500 2000 200 20.0 20.0  140.00 ° 21.00 35.0 40.0 39.0 31.0 = SR M6X16 DIN912  HW 5.0
HFHR/L 20-40-5T20 500 20.00 200 20.0 20.0  140.00 - 21.00 40.0 45.0 39.0 31.0 - SR M6X16 DIN912  HW 5.0
HFHL 25-200. 500 2000 250 25.0 25.0  150.00 - 23.50 200.0 800.0 32.5 33.0 - SR MBX16 DIN912  HW 5.0
HFHR/L 25-35- 500 2000 250 25.0 25.0  150.00 - 26.00 35.0 40.0 39.0 36.0 - SR M6X16 DIN912  HW 5.0
HFHL 25-40-5T20 500 2000 250 25.0 25.0  140.00 - 26.00 40.0 45.0 39.0 36.0 - SR MBX16 DIN912  HW 5.0
HFHR 25-20 20 500 2000 250 25.0 25.0  150.00 - 26.00 200.0 800.0 325 33.0
HFHR 25-40-5T20 500 2000 250 25.0 25.0  150.00 ° 26.00 40.0 45.0 39.0 36.0 -
HFHR/L 20-45-5T25 500 2500 200 20.0 20.0  140.00 - 21.00 45.0 55.0 44.0 32.0 - SR M6X16 DIN912  HW 5.0
HFHR/L 20-55-5T25 500 2500 200 20.0 20.0  140.00 - 21.00 55.0 70.0 44.0 35.0 30 SRMBX16DIN912 HW5.0
HFHR/L 25-45-5T25 500 2500 250 25.0 25.0  150.00 - 26.00 45.0 55.0 44.0 37.0 = SR M6X16 DIN912  HW 5.0
HFHR/L 25-55-5T25 500 2600 250 25.0 25.0  150.00 - 26.00 55.0 70.0 44.0 37.0 - SR M6BX16 DIN912  HW 5.0
HFHR/L 20-70-5T28 500 28.00 200 20.0 20.0  140.00 - 21.00 70.0 95.0 47.0 35.0 30 SRM6X16DIN912 HW5.0
HFHR/L 25-130-5T32 500 3200 250 25.0 25.0  150.00 ° 26.00 130.0 180.0 51.0 37.0 = SR M6X16 DIN912  HW 5.0
HFHR/L 25-180-5T32 500 3200 250 25.0 25.0  150.00 - 26.00 180.0 800.0 51.0 37.0 - SR M6X16 DIN912  HW 5.0
HFHR/L 25-70-5T32 500 3200 250 25.0 25.0  150.00 - 26.00 70.0 95.0 51.0 37.0 - SR M6X16 DIN912  HW 5.0
HFHR/L 25-95-5T32 500 3200 250 25.0 25,0  150.00 - 26.00 95.0 130.0 51.0 37.0 - SR M6X16 DIN912  HW 5.0

e DGN & GRIP 5.. inserts can be used only with right-hand tools, HGPL 5.. inserts with left-hand tools e For user guide, see pages 604-615

) Minimum penetration diameter

(2) Maximum penetration diameter

Inserts: HFPR/L o HFPR/L (full radius) ® GRIP e GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT  DGN-W e HGPL
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No limitation for widening groove toward or away from center, except for the following tools:

HFHR/L- [ | -31-5T15 HFHR/L- [ ] -30-6T10 HFHR/L-[ 1-25-5T10 HFHR/L- [ | -28-5T15 d
D d D d D d D d Limitation of widening
31 15 30 7 25 4 28 13 toward center (d)
32 10 31 4 26 1 29 8 depends on the major
33 7 32 1 >27 0 30 5 diameter (D) as per D
34 4 >33 0 31 3 chart
35 2 32 1
36 0 >33 0

ISCAR




HELIFACE r LH —~| )
HFHR/L-6T ol | v ?.. _«j j
i HF H
Integral Holders for Facing CDX HFHRUL D.0.6T10 i\ ¥ 1
WF2 Lo TeH !
L DAXN-DAXX 5 g -1
CDXT wr b B
¥ OAL [ Right-hand shown
CW CDX H HF B OAL WF2 WF DAXN® DAXX? LH OAH HBH } /
HFHL 20-26-6T10 600 1000 200 200 200 14000 79 2140 260 30.0 390 290 SRMBX16 DIN912  HW 5.0
HFHR/L 20-30-6T15 600 1700 200 200 200  140.00 21.40 300 38.0 360 300 SRMBX16 DIN912 ~ HW 5.0
HFHR/L 25-30-6T15 600 1700 250 250 250 150.00 2640 300 38.0 360 350 SRMBX16 DIN912  HW 5.0
HFHR/L 20-38-6T20 6.00 2000 200 20.0 20.0  140.00 2140 380 50.0 39.0 31.0 SR MEX16 DIN912  HW 5.0
HFHR/L 25-100-6T20 600 2000 250 250 250  150.00 2600 1000 2000 400 330 SRMBX16 DIN912  HW 5.0
HFHR/L 25-200-6T20 600 2000 250 250 250  150.00 2300 2000 30000 375 330 SRMBX16 DIN912  HW 5.0
HFHR/L 25-38-6T20 6.00 2000 250 25.0 25.0  150.00 26.40  38.0 50.0 39.0 36.0 SR MBX16 DIN912  HW 5.0
HFHR/L 25-50-6T20 600 2000 250 250 250 150.00 2300 500 65.0 375 330 SRMBX16 DIN912 ~ HW 5.0
HFHR/L 25-65-6T20 600 2000 250 250 250 150.00 2300 650 1000 375 330 SRMBX16 DIN912  HW 5.0
HFHR/L 20-50-6T25 600 2500 200 200 200 14000 2140 500 70.0 440 320 SRMBX16 DIN912 ~ HW 5.0
HFHR/L 25-50-6T25 600 2500 250 250 250 150.00 2640  50.0 70.0 440 370 SRMBX16 DIN912  HW 5.0
HFHR/L 25-100-6T32 600 3200 250 250 250  150.00 2640 1000  180.0 510 370 - SRMBX16 DIN912 ~ HW 5.0
HFHR/L 25-180-6T32 6.00 3200 250 25.0 25.0  150.00 2640  180.0 400.0 51.0 40.0 3.0 SR MBX16 DIN912 ~ HW 5.0
HFHR/L 25-400-6T32 600 3200 250 250 250  150.00 2640 4000 30000 51.0 400 30 SRM6XI6DIN912 HW5.0
HFHR/L 25-70-6T32 600 3200 250 250 250 15000 2640 700 1000 510 370 SR M6X16 DIN912 ~ HW 5.0
* DGN & GRIP 6.. inserts can be used only with right-hand tools, HGPL 6.. inserts with left-hand tools e For user guide, see pages 604-615
() Minimum penetration diameter
(2) Maximum penetration diameter
Inserts: HFPR/L  HFPR/L (full radius) * GRIP * GRIP (full radius) ® DGN/DGNC/DGNM-C  DGN/DGNM-J/JS/JT e HGPL
No limitation for widening groove_toward or away HFHR/L- T -30-6T10 — d
from center, except for the following tools: D d widening
30 7 toward center (d)
31 4 depends on the
32 1 major diameter (D) D
533 0 as per chart
MODULARGHIr = r r
@000... H
JETCUT i ne r o oF
LH y
MAHPR/L-XL-JHP T e 0AL
Holders with High Pressure : i
Coolant Channels for IS Zﬁzi B
MODULAR-GRIP Perpendicularly i MHD [¥ )

Mounted Adapters [+=MHD_2 | g HAEE) SISt
H B LH OAL HBH OAH 0AW HF L5 MHD  MHD.2
MAHPR/L-XL-20-JHP-MCG 20.0 20.0 23.0 120.00 24.0 53.00 45.00 20.0 29.00 50.00 85.00
MAHPR/L-XL-25-JHP-MCG 25.0 25.0 15.0 120.00 19.0 53.00 45.50 25.0 35.00 50.00 90.00

Tools: DGPAD-XL-JHP e HFPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TNFPAD-XL-JHP

Spare Parts

P s >/ (o

®

©

@

MAHPR/L-XL
MAHPR/L-XL-2

SR M5-04451 T-20/6 SR M6X16 DIN912 HW 5.0 ORB5XIN SR M4X4 DIN913 TL360 SR M6X6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377
20y a8\ (e} SR M5-044561 T-20/6 SR M6EX16 DIN912 HW 5.0 OR5XIN SR M4X4 DIN913 TL360 SR M6X6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-

Member IMC Group.

FACE GROOVING
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MODULARGHI~

),

HFPAD-JHP

Adapters for Face Machining

Right-hand shown

cW CDX WF WB OAL HF OAH DAXN™ DAXX®

HFPAD 3R/L-40-T10-JHP 3.00 10.00 4.80 5.80 39.50 24.0 33.00 40.0 65.0
HFPAD 3R/L-115-T18-JHP 3.00 18.00 4.80 5.80 43.50 24.0 33.00 115.0 400.0
HFPAD 3R/L-65-T18-JHP 3.00 18.00 4.80 5.80 43.50 24.0 33.00 65.0 115.0
HFPAD 4R/L-44-T14-JHP 4.00 14.00 4.80 5.80 40.50 24.0 33.00 44.0 58.0
HFPAD 4R/L-58-T14-JHP 4.00 14.00 4.80 5.80 40.50 24.0 33.00 58.0 88.0
HFPAD 4R/L-88-T14-JHP 4.00 14.00 4.50 5.80 40.50 24.0 33.00 88.0 175.0
HFPAD 4R/L-175-T20-JHP 4.00 20.00 4.80 6.50 45.50 24.0 33.00 175.0 800.0
HFPAD 5R/L-110-T14-JHP 5.00 14.00 4.50 6.30 45.50 24.0 33.00 110.0 200.0
HFPAD 5R/L-40-T14-JHP 5.00 14.00 4.50 6.30 40.50 24.0 33.00 40.0 50.0
HFPAD 5L-50-T14-JHP 5.00 14.00 4.50 6.30 40.50 24.0 33.00 50.0 75.0
HFPAD 5R/L-75-T14-JHP 5.00 14.00 4.50 6.30 40.50 24.0 33.00 75.0 110.0
HFPAD 5R/L-200-T20-JHP 5.00 20.00 4.50 6.60 45.50 24.0 33.00 200.0 800.0
HFPAD 6R/L-60-T14-JHP 6.00 14.00 4.50 6.80 40.50 24.0 33.00 60.0 100.0
HFPAD 6R/L-100-T20-JHP 6.00 20.00 4.50 6.80 45.50 24.0 33.00 100.0 200.0
HFPAD 6R/L-200-T20-JHP 6.00 20.00 4.50 7.10 45.50 24.0 33.00 200.0 3000.0

©)
<
>
Q
o
(T
Q)
O
T

* WF(assembly)=WF(shank) + WF(adapter) e HGN,GRIP,DGN inserts can be used only with right-hand adapters, HGPL inserts with left-hand adapters
e For user guide, see pages 604-615

() Minimum axial grooving diameter

(2 Maximum axial grooving diameter

Inserts: DGN-MF ¢ DGN-W ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT * GRIP e GRIP (full radius) ® HFPR/L e HFPR/L (full radius)

e HGN-C  HGN-J ¢ HGN-UT e HGPL

Holders: C#-MAHD-JHP e C#-MAHPD-JHP ¢ MAHPR/L-JHP ¢ MAHPR/L-XL-JHP ® MAHR/L-JHP ¢ MAHR/L-JHP-MC

rF.y_ v/ %
MODULAR<GHiF Holder: MAHPL Holder: MAHR _J
HFPAD-3 - T ok E._ _j
Adapters for Face Machining k WF(assembly) HF
L DAXN-DAXX v i
v l«—0AL MJ
J WF (adapter) . B
ez
* E—W w Left-hand shown
DAXN®)  DAXX® cwW CDX OHN® WF@ WB_2 OAL HF OAH
HFPAD 3R/L-25-T10 25.0 30.0 3.00 10.00 15.0 4.80 5.8 39.50 24.0 32.0
HFPAD 3R/L-30-T10 30.0 40.0 3.00 10.00 15.0 4.80 5.8 39.50 24.0 32.0
HFPAD 3R/L-40-T10 40.0 65.0 3.00 10.00 15.0 4.80 5.8 39.50 24.0 32.0
HFPAD 3R/L-65-T18 65.0 115.0 3.00 18.00 190 480 58 43.50 24.0 32.0
HFPAD 3R/L-115-T18 115.0 4000 3,00 18.00 19.0 480 58 43.50 24.0 32.0

* WF(assembly)=WF(shank) + WF(adapter) ® HGN & GRIP 3.. inserts can be used only with right-hand adapters, HGPL 3.. inserts with left-hand adapters

e For user guide, see pages 604-615

() Minimum penetration diameter

(2) Maximum penetration diameter

3 Minimum overhang

(4) WF(adapter)

Inserts: GRIP ¢ GRIP (full radius) ® HGN-C ¢ HGN-J ¢ HGN-UT ¢ HGPL

Holders: C#-MAHD-JHP ¢ C#-MAHPD-JHP e IH-HFPAD  MAHR/L-JHP-MC ¢ MAHPR/L-JHP ® MAHR/L-JHP ¢ MAHR/L ® MAHPR/L e C#-MAHD

e C#-MAHPD e C#-MAHDR-45 e C#-MAHDOR e HSK AB3WH-MAHUR/L * HSK AB3WH-MAHDR-45 e HSK A63WH-MAHDOR e IM-MAHD e IM-MAHPD

ISCAR




Py v/ %

MODULARGiF Holder: MAHPL Holder: MAHR _J ( | )
HFPAD-4 - oA E - -‘j Z
Adapters for Face Machining i WF(assembly) HF —
L DAXN-DAXX In i / >

WF (adapter) oL D
X o A @)

T fwB_2
Gy Left-hand shown O
DAXNT  DAXX®@ cwW CDX OHN® WF® WB_2 0AL HF OAH oC
HFPAD 4R/L-25-T10 25.0 31.0 4.00 10.00 16.0 4.50 5.8 40.50 24.0 32.0 (D

HFPAD 4R/L-31-T10 31.0 440 4.00 10.00 16.0 4.50 5.8 40.50 24.0 32.0

HFPAD 4R/L-44-T14 44,0 58.0 4,00 14,00 16.0 450 5.8 40.50 24.0 320 LLJ
HFPAD 4R/L-58-T14 58.0 88.0 400 14,00 16.0 450 58 40.50 24.0 32,0 ()
HFPAD 4R/L-88-T14 88.0 175.0 4.00 14.00 16.0 4.50 5.8 40.50 24.0 32.0 <
HFPAD 4R/L-175-T20 175.0 800.0 4.00 20.00 21.0 4.50 6.5 45.50 24.0 32.0 LI_

* WF(assembly)=WF(shank) + WF(adapter) e DGN & GRIP 4.. inserts can be used only with right-hand adapters, HGPL 4.. inserts with left-hand adapters

e For user guide, see pages 604-615

() Minimum penetration diameter

(2) Maximum penetration diameter

) Minimum overhang

(4) WF(adapter)

Inserts: DGN-MF ¢ DGN/DGNC/DGNM-C ® DGN/DGNM-J/JS/JT e GRIP e GRIP (full radius) ® HFPR/L e HFPR/L (full radius) ® HGPL

Holders: C#-MAHD-JHP e C#-MAHPD-JHP e IH-HFPAD ¢ MAHR/L-JHP-MC ¢ MAHPR/L-JHP ¢ MAHR/L-JHP ¢ MAHR/L ¢ MAHPR/L ¢ C#-MAHD

e C#-MAHPD e C#-MAHDR-45 e C#-MAHDOR e HSK AB3WH-MAHUR/L ¢ HSK A63WH-MAHDR-45 ¢ HSK A63WH-MAHDOR e IM-MAHD e IM-MAHPD

rF. Yy _V/ %
MODULARGHIF Holder: MAHPL Holder: MAHR _J
CDX E
HFPAD-5 - f oAH - -j
Adapters for Face Machining ) WF(assembly) HF
L DAXN-DAXX IR i /
S WF (adapter) =l D
N wrleten
P,
CW Left-hand shown
DAXNT  DAXX®@ cwW CDX OHN® WF® WB_2 0AL HF OAH
HFPAD 5R/L-40-T14 40.0 50.0 5.00 14.00 16.0 4.50 6.3 40.50 24.0 32.0
HFPAD 5R/L-50-T14 50.0 75.0 5.00 14,00 16.0 450 6.3 40.50 24.0 32.0
HFPAD 5R/L-75-T14 75.0 110.0 5.00 14.00 16.0 4.50 6.3 40.50 24.0 32.0
HFPAD 5R/L-110-T14 1100 200.0 5.00 14,00 16.0 450 6.3 40,50 24.0 32,0
HFPAD 5R/L-200-T20 200.0 800.0 5.00 20.00 21.0 4.50 6.6 45.50 24,0 32.0

* WF(assembly)=WF(shank) + WF(adapter) ® DGN & GRIP 5.. inserts can be used only with right-hand adapters, HGPL 5.. inserts with left-hand adapters

e For user guide, see pages 604-615

() Minimum penetration diameter

(2) Maximum penetration diameter

3 Minimum overhang

(4) WF(adapter)

Inserts: HFPR/L o HFPR/L (full radius) ® GRIP e GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT  DGN-W e HGPL

Holders: C#-MAHD-JHP ¢ C#-MAHPD-JHP e IH-HFPAD  MAHR/L-JHP-MC ¢ MAHPR/L-JHP ® MAHR/L-JHP ¢ MAHR/L ® MAHPR/L e C#-MAHD

* C#-MAHDOR * C#-MAHPD ¢ C#-MAHDR-45 ¢ HSK AB3WH-MAHUR/L * HSK AB3WH-MAHDR-45 ¢ HSK AG3WH-MAHDOR  IM-MAHD « IM-MAHPD

Member IMC Group.




.y Y/ %
MODULARGHIF Holder: MAHPL Holder: MAHR _J
CDX
Seh: & E« :j

* WF(assembly)=WF(shank) + WF(adapter) e DGN & GRIP 6.. inserts can be used only with right-hand adapters, HGPL 6.. inserts with left-hand adapters

e For user guide, see pages 604-615

() Minimum penetration diameter

(2) Maximum penetration diameter

() Minimum overhang

(4) WF(adapter)

Inserts: HFPR/L ¢ HFPR/L (full radius) ® GRIP  GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e HGPL

Holders: C#-MAHD-JHP e C#-MAHPD-JHP e IH-HFPAD ¢ MAHR/L-JHP-MC ¢ MAHPR/L-JHP ¢ MAHR/L-JHP ¢ MAHR/L ¢ MAHPR/L ¢ C#-MAHD

e C#-MAHPD e C#-MAHDR-45 e C#-MAHDOR e HSK AB3WH-MAHUR/L ¢ HSK A63WH-MAHDR-45 ¢ HSK A63WH-MAHDOR e IM-MAHD e IM-MAHPD

Z HFPAD-6 OAH
_— Adapters for Face Machining i WF(assembly) HF
> L DAXN-DAXX i /
WF (adapter) AL D
@) . s T
O oW fwB_2
Left-hand shown
0C DAXNT  DAXX®@ cwW CDX OHN® WF® WB_2 0AL HF OAH
(D HFPAD 6R/L-60-T14 60.0 100.0 6.00 14.00 16.0 4.50 6.8 40.50 24.0 32.0
HFPAD 6R/L-100-T20 100.0 200.0 6.00 20.00 21.0 4.50 6.8 45.50 24.0 32.0
I—IJ HFPAD 6R/L-200-T20 200.0 3000.0 6.00 20.00 21.0 4.50 7.1 45.50 24.0 32.0
L

HELIFACE
CDX ¢M _J

HFFR/L-T o — 2 L =
Blades for Face Machining ¥ ﬁ I ® 1 :‘ I3

- DAXN-DAXX ® E HF

— | | ==

‘ OAL 1 N WB_2
150°

Right-hand shown

o owe oo  ox o w o wr &

HFFR/L 48-4T25 (1) 4.00 48.0 60.0 25.00 150.00 24.8 32.0 5.2 EDG 33B*
HFFR/L 60-4T25 4.00 60.0 75.0 25.00 150.00 248 32.0 5.2 EDG 33B*
HFFR/L 75-4T30 4.00 75.0 140.0 30.00 150.00 24.8 32.0 52 EDG 33B*
HFFR/L 140-4T30 4.00 140.0 1500.0 30.00 150.00 24.8 32.0 32 EDG 33B*
HFFR/L 70-5T32 5.00 70.0 95.0 32.00 150.00 24.8 32.0 5.2 EDG 33B*
HFFR/L 95-5T35 5.00 95.0 130.0 35.00 150.00 24.8 32.0 52 EDG 33B*
HFFR/L 130-5T38 5.00 130.0 180.0 38.00 150.00 248 32.0 52 EDG 33B*
HFFR/L 180-5T38 5.00 180.0 1500.0 38.00 150.00 248 32.0 4.0 EDG 33B*
HFFR/L 90-6T32 6.00 90.0 180.0 32.00 150.00 248 32.0 52 EDG 33B*
HFFR/L 180-6T38 6.00 180.0 400.0 38.00 150.00 24.8 32.0 5.2 EDG 33B*

* After initial groove, no limitation to widening groove outward or toward center. ® DGN & GRIP inserts can be used only with right-hand adapters, HGPL inserts with
left-hand blades

* For user guide, see pages 604-615

(M HGPL 4...Y with LH blade

(2) Minimum penetration diameter

(3 Maximum penetration diameter

* Optional, should be ordered separately

Inserts: DGN-MF e HFPR/L e HFPR/L (full radius) ® GRIP  GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGN-W

e HGPL

Holders: SGTBF ¢ SGTBU/SGTBN e UBHCR/L

H.EL”MGE Coolant Outlet f
HAR/L (X3 -+ = HFAEL

Face Machining Adapter Holders H HF Adapter
T Joawle T

Right-hand shown

OAL B H HF OAW & /

HAR/L 25C 110.00 25.0 25.0 25.0 39.00 SR 14-519 T-20/3
HAR/L 32C 130.00 320 32.0 32.0 46.00 SR 14-519 T-20/3

e Holders for adapters HFAER/L & HGAER/L, HFAIR/L & HGAIR/L
Tools: HFAER/L-4 ¢ HFAER/L-5T, 6T ® HFAIR/L-4 ¢ HFAIR/L-DG ¢ HGAER/L-3 ¢ HGAIR/L-3

ISCAR




FnELimcE Coolant Outlet

HAPR/L oo 1 L‘”"? Eiﬁ — ?f
Face Machining Perpendicular HAF Adapter

Holders for Adapters = B =t le—oa—

T

>

Left-hand shown

o ; - : s 4
HAPRI/L 25C 124,00 250 250 250 SR14-519 T20/3

139.00 320 3.0 320 SR 14-519 T-20/3

e Holders for adapters HFAER/L & HGAER/L, HFAIR/L & HGAIR/L.

Tools: HFAER/L-4 ¢ HFAER/L-5T, 6T ® HFAIR/L-4  HFAIR/L-DG * HGAER/L-3 ¢ HGAIR/L-3

©)
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HELIFACE )
HGAER/L-3 s e E,_ j J
Adapters for External — poualy

Facing Along Shafts DAXN-DAXX 2

J CDX ‘ OAL wele

Right-hand shown

CDX cwW DAXN® DAXX®@ OHX® WF OAL
HGAER/L 12-3M 2.00 3.00 12.0 500.0 21.0 10.2 55.00
HGAER/L 12-3T6 6.00 3.00 12.0 15.0 21.0 10.2 55.00
HGAER/L 14-3T7 7.00 3.00 14.0 17.0 21.0 10.2 55.00
HGAER/L 17-3T8 8.00 3.00 17.0 21.0 21.0 10.2 55.00
HGAER/L 21-3T9 9.00 3.00 21.0 25.0 21.0 10.2 55.00

e GRIP 3... inserts can be used with right-hand adapters only, HGPL 3 with left-hand adapters e For user guide, see pages 604-615

) Minimum penetration diameter

(2 Maximum penetration diameter

) Maximum overhang

Inserts: GRIP e GRIP (full radius) ¢ HGPL

Holders: C#-HAD e C#-HAPR/L ¢ HAPR/L ¢ HAR/L e IM-HAD e IM-HAPR/L

Spare Parts

& %

HGAER/L-3 SR 16-236 P T-15/3

HELIFACE E )
HFAER/L-4 OHX CW i -j j
Adapters for External — 1 = 00
Facing A DAXN-DAXX -

acing Along Shafts

J CDX ‘ OAL Hwrle

Right-hand shown

CDX ow DAXN®  DAXX® OAL OHX® WE Ve /

HFAER/L 40-4T20 20.00 4.00 40.0 48.0 68.50 21.0 11.6 SR M5X16 DIN912 HW 4.0
HFAER/L 48-4T20 20.00 4.00 48.0 60.0 68.50 21.0 11.6 SR M5X16 DIN912 HW 4.0
HFAER/L 60-4T25 25.00 4.00 60.0 75.0 68.50 26.0 11.6 SR M5X16 DIN912 HW 4.0
HFAER/L 75-4T25 25.00 4.00 75.0 100.0 68.50 26.0 11.6 SR M5X16 DIN912 HW 4.0

* DGN & GRIP inserts can be used only with right-hand adapters, HGPL inserts with left-hand blades e For user guide, see pages 604-615

() Minimum penetration diameter

(2) Maximum penetration diameter

() Maximum overhang

Inserts: DGN-MF e HFPR/L e HFPR/L (full radius) ® GRIP e GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e HGPL

Holders: C#-HAD e C#-HAPR/L ¢ HAPR/L ¢ HAR/L e IM-HAD e IM-HAPR/L

Member IMC Group.
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HEL iFACE )
HFAER/L-5T, 6T ~CW ?«- :j j
Adapters for External S
Facing Along Shafts % DAXN{DAXX = (e]e)
N |
o] L o el
Right-hand shown
on ox  ow  owe on ur é
HFAER/L 70C-5T25 5.00 25.00 70.0 95.0 66.00 12.2 EDG 33B*
HFAER/L 95C-5T25 5.00 25.00 95.0 130.0 66.00 12.2 EDG 33B*
HFAER/L 70C-6T28 6.00 28.00 70.0 100.0 69.00 12.3 EDG 33B*
HFAER/L 100C-6T32 6.00 32.00 100.0 180.0 73.00 12.3 EDG 33B*
HFAER/L 180C-6T32 6.00 32.00 180.0 400.0 73.00 12.3 EDG 33B*
e After initial groove, no limitation to widening groove outward from or toward center e Adapters can be mounted on standard HAR/L, HAPR/L, HAI holders for external

machining

e DGN & GRIP inserts can be used only with right-hand adapters, HGPL inserts with left-hand blades
() Minimum penetration diameter

(2 Maximum penetration diameter * Optional, should be ordered separately

Inserts: HFPR/L o HFPR/L (full radius) ® GRIP e GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT  DGN-W e HGPL
Holders: C#-HAD e C#-HAPR/L ® HAPR/L * HAR/L ¢ IM-HAD e IM-HAPR/L

e For user guide, see pages 604-615

HELIFACE

HFHR/L-M
Toolholders for Shallow

Face Grooving

EaP

Right-hand shown

amo_ow ;<

CDX  WF H HF B OAL DAXN® DAXX® OAH OAW
HFHR/L 20M 3.00 600 530 2000 200 200 200 13000 200 20000 290 2250 SRMEX16DIN912 HW50
HFHR/L 25M 3.00 600 530 2500 250 250 250 15000 200 20000 340  27.50 SRM6XI6DIN912 HW50

e DGN & GRIP 4.. - 6.. inserts can be used only with right-hand tools, HGPL 4.. - 6.. inserts with left-hand tools
outward or toward center

e For user guide, see pages 604-615

) Minimum cutting width

2 Maximum cutting width

@) Minimum penetration diameter

@) Maximum penetration diameter

Inserts: HFPR/L * HFPR/L (full radius)

o After initial groove, no limitation to widening groove

HFHR/L- [ M & HFHPR/L- [ M Insert initial face grooving range
Integral Toolholders w\ N DAXN-DAXX

For shallow machining up to max. 5 mm depth of groove. cw DAXN DAXX
One toolholder can be mounted with inserts in 3-6 mm i DMN@ i gi? %?
widths. The initial major diameter groove is limited by the ¥ 5 291 170
insert’s geometry of each size. ) 6 208 ®

After the initial groove, face recessing outward or toward
the center is not limited bv the insert’s aeometrv.

MEY 4
HELFACE P
HFHPR/L-M H HF OAH -
Perpendicular Toolholders | D AXNfD AKX o o5 ) )
for Shallow Face Grooving v g = Al
WF Q| ¥ B
CDX \ L Y& i
own-cwx || Topx
‘ oL Right-hand shown
CWN(  CWX@  CDX WF H B OAL  DAXN® DAXX®  OAH HF f /

HFHPR/L 20M 3.00 6.00 5.00 25.30 20.0 20.0 130.00 20.0 2000.0 29.0 20.0 SR M6X16 DIN912
HFHPR/L 25M 3.00 6.00 5.00 30.30 25.0 25.0 150.00 20.0 2000.0 34.0 25.0 SR M6X16 DIN912

HW 5.0
HW 5.0

e DGN & GRIP 4.. - 6.. inserts can be used only with right-hand tools, HGPL 4.. - 6.. inserts with left-hand tools
outward or toward center

e For user guide, see pages 604-615

) Minimum cutting width

2 Maximum cutting width

@) Minimum penetration diameter

(4 Maximum penetration diameter

Inserts: HFPR/L * HFPR/L (full radius)

o After initial groove, no limitation to widening groove

ISCAR



USER GUIDE

HELIFACE

Boring Bars for Adapters

HGAIR/L & HFAIR/L Adapters and HAI Holders Coolant System

Adapter clamped on HAI round shank holders can
machine deep internal boring and grooving applications.
The tool can bore down to the bottom, and is supplied
with internal coolant for better performance.

Coolant Inlet
) ?

Connector
Seal HAlI HGAIR/L
HFAIR/L

©)
=
=
@)
Q
T
O
L]
O
T

Seal

HFAIR/L &
HGAIR/L

HAI Holders

i Connector
. »o

A

y Seal

Exchangeable For adapters, see page 574
adapters, see pages
574, 570

HFAIR/L HGAIR/L -0 C -0 T-0O

HELIFACE Min. initial HE

. Internal | Insert depth ) Connector for coolant inlet BSP 1/8 thread. For PL-20, use M6 thread.
Internal adapters groove coolant || width [ of Connector not supplied with tools.
right or left diameter
groove

HAI Holder System Assembly

HFAIL & HGAIL HFAIR & HGAIR
Left-hand Adapters Right-hand Adapters
The same HAI boring bar can be used with right- and
left-hand adapters in a wide range of face machining
applications. The two screws and the central guiding slot
on the adapter correspond to the key and holes on the
holder ensuring strong, safe, and accurate clamping.

Member IMC Grou

P
| I
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NEOFACE

FACE GROOVING ﬁ» [ OAL
BHSR/L-JHP Tﬁ
Holders for Double-Sided _ i
Face Grooving Blades with — ¥ L
Inclined Clamping Position 1 1 . 26°/
and JHP Cooling Hole e|! e L. o
Left-hand shown
« 8 o . om ow . o @
25.0 25.0 130.00 24.0 36.00 4100  SRM6XI8DIN912  HW50  ORSXIN SR M4X3DIN913
HELIFACE )
HGAIR/L-3 - X ag 5; .»Z/
Adapters for Internal Face t e =
Grooving and Turning DA f O O }
E‘r ORX = N
OAL WF |
Right-hand shown
CDX DAXN® DAXX® cw OAL WF OHX® @ /
HGAIR/L 12-3M 2.00 12.0 500.0 3.00 55.00 10.2 21.0 SR 16-236 P T-15/3
HGAIR/L 12-3T6 6.00 12.0 15.0 3.00 55.00 102 21.0 SR 16-236 P T-15/3
HGAIR/L 14-3T7 7.00 14.0 17.0 3.00 55.00 10.2 21.0 SR 16-236 P T-15/3
HGAIR/L 17-3T8 8.00 17.0 21.0 3.00 55.00 10.2 21.0 SR 16-236 P T-15/3
HGAIR/L 21-3T9 9.00 21.0 25.0 3.00 55.00 10.2 21.0 SR 16-236 P T-15/3
HGAIR/L 25-3T9 9.00 25.0 34.0 3.00 55.00 102 21.0 SR 16-236 P T-15/3
HGAIR/L 35-3T10 10.00 35.0 45.0 3.00 56.00 103 22.0 SR 16-236 P T-15/3
HGAIR/L 45-3T10 10.00 45.0 65.0 3.00 56.00 10.3 22,0 SR 16-236 P T-15/3
HGAIR/L 65-3T18 18.00 65.0 115.0 3.00 64.00 11.3 300 SR 16-236 P T-15/3
HGAIR/L 115-3T18 18.00 115.0 400.0 3.00 64.00 11.3 300 SR 16-236 P T-15/3

e HGN & GRIP 3.. inserts can be used only with right-hand adapters, HGPL 3.. inserts with left-hand adapters e For user guide, see pages 604-615

) Minimum penetration diameter
2) Maximum penetration diameter
(3 Maximum overhang

Inserts: GRIP ¢ GRIP (full radius) ® HGN-C  HGN-J ¢ HGN-UT e HGPL

Holders: C#-HAD e C#-HAPR/L ¢ HAI-C * HAPR/L ® HAR/L e I[H-HFAIR ¢ IM-HAD e IM-HAPR/L

ISCAR




HELIFACE o

L 7V Y7 WV

'lll'u'“ﬂ'l'

FACE MACHINING LINE

IH-HFAIR

Intermediate Serrated
Cartridge for Standard
HELI-FACE HFAIR Adapters.

OAH OAW OAL
| IH-HFAR |

55.40 72.50 44.90

View A

OAW

Tools: HFAIR/L-DG * HGAIR/L-3

HSK63 HATA+IH-HFAIR ‘
C6 HATA+IH-HFAIR - W HSK63/C6 HATA

©)
=
=
@)
Q
o
O
L]
O
<

DA ow
| IH-HFAIR
* ]
CoX
]

Spare Parts

- s, ¢ o 7

ECEZYCI SR14-519  T20/3  O-RING19X2NBR SR MBX20-XT

sk ot - =
Mopu ‘_l- H‘F— °o OAH /ﬂ E QODAXN-DAXX ’—%j
TNFPAD-XL-JHP ! -~ OAL—A ;
Adapters for Face Machining WF CW WB
&
[a— gl
Right-hand shown
cwW CDX WF WB OAL HF OAH DAXN® DAXX®@
TNFPAD-XL 4L-35T20-JHP 4.00 20.00 8.00 9.50 65.00 34.0 43.00 35.0 53.0
TNFPAD-XL 4L-45T20-JHP 4.00 20.00 8.00 9.50 65.00 34.0 43.00 45.0 68.0
TNFPAD-XL 4R/L-35T35-JHP 4.00 35.00 8.00 9.50 80.00 34.0 43.00 35.0 53.0
TNFPAD-XL 4R/L-45T35-JHP 4.00 35.00 8.00 9.50 80.00 34.0 43.00 45.0 68.0
TNFPAD-XL 5L-60T20-JHP 5.00 20.00 8.00 10.00 65.00 34.0 43.00 60.0 90.0
TNFPAD-XL 5R/L-60T40-JHP 5.00 40.00 8.00 10.00 85.00 34.0 43.00 60.0 90.0
TNFPAD-XL 6L-110T20-JHP 6.00 20.00 8.00 10.50 65.00 34.0 43.00 110.0 312.0
TNFPAD-XL 6L-80T20-JHP 6.00 20.00 8.00 10.50 65.00 34.0 43.00 80.0 122.0
TNFPAD-XL 6L-80T45-JHP 6.00 45.00 8.00 10.50 90.00 34.0 43.00 80.0 122.0
TNFPAD-XL 6R/L-110T50-JHP 6.00 50.00 8.00 10.50 95.00 34.0 43.00 110.0 312.0

¢ WF(assembly)=WF(shank) + WF(adapter) ¢ TNF 4..5..6 inserts can be used with left and right hand adapters. e For user guide, see pages 604-615
) Minimum axial grooving diameter

2 Maximum axial grooving diameter

Inserts: TNF GN-IQ © TNF-M-IQ e TNF-P-IQ

Holders: ABC MAHDR-#-XL-JHP e IH-TNFPAD ¢ MAHPR/L-XL-JHP  MAHR/L-MG-XL-JHP  MAHR/L-MG-XL-JHP-MC e Vi## MAHD#-#-XL-##-JHP
o Vit# MAHD-XL-JHP

Spare Parts

é

Member IMC Gror

FT Tl 571




View A

HELIFACE Al

TANGGRIP PP

FACE MACHINING LINE
IH-TNFPAD °0) © T OAW
Intermediate Serrated Cartridge & o OAH

for standard TANG-FACE J il
TNFPAD-XL R Adapters

OAH OAW OAL

IH-TNFPAD 54.00 73.00 65.70

Tools: TNFPAD-XL-JHP

HSK63 HATA + IH-TNFPAD
C6 HATA + IH-TNFPAD HSK63/C6 HATA

©)
=
=
@,
O
C
O
L]
O
<

a— DAX ——»
CWi=
] !
CDX IH-TNFPAD
i

Adapter

CW min CW (rax) CDX DAX min DAX max

TNFPAD-XL 4L-35T20-JHP 4.00 6.90 20.00 35.0 53.0
TNFPAD-XL 4L-45T20-JHP 4.00 6.90 20.00 45.0 68.0
TNFPAD-XL 4R/L-35T35-JHP 4.00 6.90 35.00 35.0 53.0
TNFPAD-XL 4R/L-45T35-JHP 4.00 6.90 35.00 45.0 68.0
TNFPAD-XL 5L-60T20-JHP 5.00 8.90 20.00 60.0 90.0
TNFPAD-XL 5R/L-60T40-JHP 5.00 8.90 40.00 60.0 90.0
TNFPAD-XL 6L-110T20-JHP 6.00 10.90 20.00 110.0 312.0
TNFPAD-XL 6L-80T20-JHP 6.00 10.90 20.00 80.0 122.0
TNFPAD-XL 6L-80T45-JHP 6.00 10.90 45.00 80.0 122.0
TNFPAD-XL 6R/L-110T50-JHP 6.00 10.90 50.00 110.0 312.0

Spare Parts

Vs /S / & Vs Z o

IH-TNFPAD SR M6X14-XT DIN 912 BLD T20/M7 SW6-SD SR M5-04451 SR M6X20-XT O-RING 19X2 NBR OR 5X1N

ISCAR




HELIFACE

L YV WV _ VY
AN

FACE MACHINING LINE

IH-HFPAD

Intermediate Serrated Cartridge

For standard HFPAD R Adapters

OAH AW OAL
| IH-HFPAD |

54.00 73.00 58.90

Tools: HFPAD-3 » HFPAD-4 « HFPAD-5 ¢ HFPAD-6
HSK63 HATA+IH-HFPAD
C6 HATA+IH-HFPAD HSK63/C6 HATA

©)
=
=
@)
Q
o
O
L]
O
T

- O T ow
1 IH-HFPAD
CADX
Y
|
Adapter
CW (min) CW (max) CDX DAX (min) DAX (max)

HFPAD 3R-25-T10 3 5.1 10 25 30
HFPAD 3R-30-T10 3 5.1 10 30 40
HFPAD 3R-40-T10 3 511 10 40 65
HFPAD 3R-65-T18 3 5.1 18 65 99.2
HFPAD 4R-25-T10 4 6.9 10 25 31
HFPAD 4R-31-T10 4 6.9 10 31 44
HFPAD 4R-44-T14 4 6.9 14 44 58
HFPAD 4R-58-T14 4 6.9 14 58 88
HFPAD 4R-88-T14 4 6.9 14 88 100.8
HFPAD 5R-40-T14 5 8.1 14 40 50
HFPAD 5R-50-T14 5 8.1 14 50 75
HFPAD 5R-75-T14 5 8.1 14 75 101.8
HFPAD 6R-60-T14 6 10.1 14 60 100
HFPAD 6R-100-T20 6 10.1 20 100 102.8
HFPAD 3R-30-T10-JHP 3 5.1 10 30 40
HFPAD 3R-40-T10-JHP 3 5.1 10 40 65
HFPAD 3R-65-T18-JHP 3 5.1 18 65 99.2
HFPAD 4R-44-T14-JHP 4 6.9 14 44 58
HFPAD 4R-58-T14-JHP 4 6.9 14 58 88
HFPAD 4R-88-T14-JHP 4 6.9 14 88 100.8
HFPAD 5R-40-T14-JHP 5 8.1 14 40 50
HFPAD 5R-75-T14-JHP 5 8.1 14 75 101.8
HFPAD 6R-60-T14-JHP 6 101 14 60 100
HFPAD 6R-100-T20-JHP 6 10.1 20 100 102.8

Spare Parts

., & & 7 > o o J 7

| IH-HFPAD  IIESIYCR0RS SR M5-04451 SR MBX12DIN6912 HW 5.0 T-20/5 O-RING 19X2 NBR OR 5XIN BLD T20/M7 SW6-8D

Member IMC Grou

P
W=
[ 4 11 ]




HELIFACE

HFAIR/L-4 CDX
Adapters for Internal Face |
Grooving and Turning DAXNA_D%‘%
cw OHX
w OAL ‘ J WF =

Right-hand shown

CDX cw DAXN®  DAXX® OAL WF OHX® Ve 4

HFAIR/L 34-4T18 18.00 4.00 34.0 40.0 67.00 16.3 33.0 SR M5X16 DIN912 HW 4.0
HFAIR/L 40-4T20 20.00 4.00 40.0 48.0 67.00 16.3 33.0 SR M5X16 DIN912 HW 4.0
HFAIR/L 48-4T20 20.00 4.00 48.0 60.0 67.00 16.3 33.0 SR M5X16 DIN912 HW 4.0
HFAIR/L 60-4T25 25.00 4.00 60.0 75.0 67.00 16.3 33.0 SR M5X16 DIN912 HW 4.0

e DGN & GRIP inserts can be used only with right-hand adapters, HGPL inserts with left-hand blades e For user guide, see pages 604-615
() Minimum penetration diameter

(2) Maximum penetration diameter

(3 Maximum overhang

Inserts: DGN-MF ¢ HFPR/L ¢ HFPR/L (full radius) ® GRIP e GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e HGPL
Holders: C#-HAD e C#-HAPR/L * HAI-C ¢ HAPR/L ¢ HAR/L ¢ IM-HAD e IM-HAPR/L

©)
=
=
@)
@)
as
O
L]
2
L

HELIFACE
HAI-C CDX@), OAL- DCONMS Coolant Outlet
Boring Bars with Coolant T p v
Holes for Internal Grooving - —— I HE
and Turning Adapters WF (holden) J‘ i
WF (adapter)
N WF (assembly)=WF (adapter)+WF (holder)

wows __ow__w__ww o & 8

HAI 20 20.00 130.00 9.0 0.50 0 SR 14-519 T-20/3
HAI 25C 25.00 150.00 115 3.00 1 SR 14-519 T-20/3 PL 25
HAI 32C 32.00 200.00 14.5 6.50 1 SR 14-519 T-20/3 PL 32
HAI 40C 40.00 250.00 18.0 10.50 1 SR 14-519 T-20/3 PL 40
e The HAI boring bars can be used with right and left-hand adapters e (a) CDX - see corresponding adapters
() Holder

(2) 0 - Without coolant supply, 1 - With coolant supply
Tools: HFAIR/L-4 e HFAIR/L-DG * HGAIR/L-3

ISCAR




HELiFACE o ¥, 0]
HFAIR/L-DG QE Q:j
Adapters for Internal Face OO | — z
Grooving and Turning DAXN;DAXX /ﬁf r >
le—— OAL—— i

o e = O

f@ Right-hand shown 8

ow DAXN() DAXX® CDX WF OHX OAL A @)
HFAIR/L 75C-4T30DG 4.00 75.0 140.0 30.00 10.9 34.5 68.50 EDG 33B*

HFAIR/L 140C-4T30DG 4.00 140.0 = 30.00 10.9 34.5 68.50 EDG 33B* I—IJ

HFAIR/L 55C-5T25DG 5.00 55.0 70.0 25.00 11.9 32.0 66.00 EDG 33B* O

HFAIR/L 70C-5T25DG 5.00 70.0 95.0 25.00 119 32.0 66.00 EDG 33B* <

HFAIR/L 95C-5T35DG 5.00 95.0 130.0 35.00 11.9 39.5 73.50 EDG 33B* LI_
HFAIR/L 130C-5T38DG 5.00 130.0 180.0 38.00 11.9 42.5 76.50 EDG 33B*
HFAIR/L 180C-5T38DG 5.00 180.0 - 38.00 119 42.5 76.50 EDG 33B*
HFAIR/L 70C-6T28DG 6.00 70.0 100.0 28.00 12.0 35.0 69.00 EDG 33B*
HFAIR/L 100C-6T32DG 6.00 100.0 180.0 32.00 12.0 39.0 73.00 EDG 33B*
HFAIR/L 180C-6T38DG 6.00 180.0 = 38.00 124 42.5 76.50 EDG 33B*

e After initial groove, no limitation to widening groove outward or toward center e DGN inserts can be used on right- and left-hand tools, GRIP inserts only on right-hand tools,
HFPR/L right-hand inserts on right-hand tools (same for left-hand), and HGPL inserts only on left-hand tools.

) Minimum penetration diameter

(2 Maximum penetration diameter

(@) Maximum overhang

* Optional, should be ordered separately

Inserts: DGN-MF e HFPR/L e HFPR/L (full radius) ® GRIP ® GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGN-W

e HGPL

Holders: C#-HAD e C#-HAPR/L ¢ HAI-C  HAPR/L ¢ HAR/L e IH-HFAIR ¢ IM-HAD e IM-HAPR/L

Adapters can be used for internal machining along bore. Adapters can be mounted on standard

HAI boring bars for internal machining, and on HAR/L, HAPR/L holders for external machining.

Boring, Face Grooving and Face Recessing Capacity

Boring Face Grooving Face Recessing
B Min. =WF (assembly)+G+DCONMS/2 D Min. =2WF (assembly)-B+2G+DCONMS P Min. =2WF (assembly)-B-2CW+2G+DCONMS
Bmin._ G * Dmih.JI Xg‘) *fmm Xgm
[ 1N 3
{* LT ; i Bz 1
g A
() The minimum recommended value for clearance (G) is 0.5 mm
* WF (assembly)=WF(adapter)+WF(holder)
CAMFIX = =
C#-HFIR/L-MC = <4 -

Boring Bars for Internal Grooving
and Turning with CAMFIX
Exchangeable Shanks

e
Right-hand shown

CWN®  CWX? DCONMS WF  LDRED  LF  BDRED  CDI® ﬁ / ®

3.00 6.00 40.00 11.30 52.0 80.0 25.00 1 SR M5X16 DIN912 HW 4.0 EZ 83
C5 HFIR-MC 3.00 6.00 50.00 11.30 52.0 80.0 25.00 1 SR M5X16 DIN912 HW 4.0 EZ 83

e DGN & GRIP 4.. - 6.. inserts can be used only with right-hand tools, HGPL 4.. - 6.. inserts with left-hand tools e After initial groove, no limitation to widening groove

outward or toward center

e For user guide, see pages 604-615

) Minimum cutting width

2 Maximum cutting width

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

Inserts: DGN-MF o HFPR/L ¢ HFPR/L (full radius) ® GRIP e GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGN-W

e HGPL

Holders: HSK-C#

Member IMC Group.
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ISO 26622-1 XMZ _J
HELIFACE "E «Q _‘j
IM-HFIR-MC ,{;i
Tools for Internal Grooving and WE 53,
Turning with 1SO 26622-1() B

"
Tapered Shank omv-omx! | LpreD RT Right-hand shown

DCONMS  LF BDRED WF LDRED  CWN®  CWX? Ve 4 S

IM40 HFIR-MC 40.00 80.0 25.00 11.30 52.0 3.00 6.00 SR M5X16 DIN912 HW 4.0 EZ 83
IM50 HFIR-MC 50.00 80.0 25.00 11.30 52.0 3.00 6.00 SR M5X16 DIN912 HW 4.0 EZ 83

* (*) Tools with orientation holes in the flange groove can be supplied on request ¢ DGN & GRIP 4.. - 6.. inserts can be used only with right-hand tools, HGPL 4.. - 6.. inserts
with left-hand tools

e After initial groove, no limitation to widening groove outward or toward center e For user guide, see pages 604-615

) Minimum cutting width

(2 Maximum cutting width

Inserts: DGN-MF ¢ HFPR/L ¢ HFPR/L (full radius) ® GRIP e GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGN-W

HELIFACE Y

HFIR/L-MC DCONMS ‘1E <_Q_-j

Boring Bars for Internal % ¥

Grooving and Turning WF (holder) ‘ﬁ
CWN-CWX T~ OAL iFJ Ccvv/z‘

DCONMS  CWN®  CWX® CDX OAL WF HF ﬁ / @

HFIR/L 16MC 16.00 3.00 6.00 5.00 150.00 11.14 7.5 SR M5X16 DIN912 HW 4.0 PL16
HFIR/L 20MC 20.00 3.00 6.00 5.00 170.00 11.14 9.0 SR M5X16 DIN912 HW 4.0 PL 20
HFIR/L 25MC 25.00 3.00 6.00 5.00 200.00 11.14 1.5 SR M5X16 DIN912 HW 4.0 PL 25
HFIR/L 32MC 32.00 3.00 6.00 5.00 250.00 14.68 14.5 SR M6X20 DIN912 HW 5.0 PL 32
HFIR/L 40MC 40.00 3.00 6.00 5.00 300.00 18.70 18.0 SR M6X20 DIN912 HW 5.0 PL 40

e DGN & GRIP 4.. - 6.. inserts can be used only with right-hand tools, HGPL 4.. - 6.. inserts with left-hand tools e After initial groove, no limitation to widening groove
outward or toward center

e For user guide, see pages 604-615

() Minimum cutting width

2 Maximum cutting width

Inserts: DGN-MF ¢ DGN-W e DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT * GRIP e GRIP (full radius) ® HFPR/L e HFPR/L (full radius)

e HGPL

Holders: DT30/2 ##L70WN e DT30/2 ADR-##-20-55

Boring Internal Face Grooving Internal Face Recessing

HFIR/L- [ | MC Integral Boring Bars

For shallow, internal face machining to max.
5 mm depth of groove. One boring bar can
be mounted with inserts in 4-6 mm widths.

The initial major diameter groove is limited by
. the insert’s geometry of each size.
Ea&?nREZW:"(‘ﬁol den)+ After the initial groove, face recessing
DCONMS-W-B+2G (.)utlward or tovyard center is not
— too———_ | limited by the insert’'s geometry.

Boring, Face Grooving & Face Recessing Capacity
Boring Face Grooving
B Min. =WF(holder)+

DCONMS/2+CW/2+2G

D Min. =2WF (holder)+
DCONMS+CW-B+2G

!

B

i

1B

Insert Initial
Face Grooving Range

G D
CwW Min. Max.
4 23 90
Brmin. Drmin. 5 21 300
I 6 20 o

™ The minimum recommended value for clearance (G) is 0.5 mm

ISCAR



HELIFACE

CR HFIR-M
Cartridges for Face
Grooving and Turning

CR HFIR-16M
CR HFIR-20M

S N o QE Q-...J éﬁ
CW | DAXN-DAXX = ““[a. H @ =
Min _ Max DAXN-DAXX . =
3 |60 130 1 dpello® '
456 | 60 ks — i
fownowx  wr i ‘dma B
I =
M OAL Right-hand shown
CWN(® CWX® HF B H OAL WF CDX
3.00 6.00 16.0 16.0 20.0 67.00 20.00 5.00
3.00 6.00 200 200 240 72.00 24,00 5.00

® Used for shallow internal face machining to max. 5 mm depth of groove e Inserts in 3-6 mm widths can be mounted on the cartridges
e Only DGN & GRIP 4.. - 6.. inserts can be used with the right-hand tools

) Minimum cutting width
(2) Maximum cutting width

Inserts: DGN-MF  HFPR/L e HFPR/L (full radius) ® GRIP e GRIP (full radius) ® DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGN-W

CR-HFIR/L-M

Assembly Dimensions

De: ation

CR HFIR/L-16M

CR HFIR/L-20M

- E < 4\450
\
[
B B Assembly
Screw
L1M F@) Rmax. Assembly Screw®
8 20 6 M8X30
10 24 6 M8X30

™) |_ adjustment*!
@ F adjustment 43

() Assembly screws ISO 7380 are recommended

Spare Parts

/ 4

P o 4

CR HFIR-16M
CR HFIR-20M

SR M5X20DIN912
SR M5X20DIN912

HW 4.0
HW 4.0

SR 76-1401 SR M4X10 DIN916 HW 2.0
SR 76-1401 SR M4X10 DIN913 HW 2.0

HELIFACE

HFPN
Utility Double-Ended Face
Machining Inserts

I

Designation

HFPN 2002
HFPN 2010

e For cutting speed recommendations and user guide, see pages 604-615
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
Tools: HFFA ¢ HFFH

HFPN 2010
ow ; : ﬁ
Fre INSL-
. . Recommended
Bl e Machining Data
§ f groove
cw RE CWTOL™ RETOL®@ INSL o (mm/rev)
2.00 0.20 0.04 0.030 19.40 [ 0.03-0.10
2.00 1.00 0.04 0.030 19.40 o 0.03-0.10
-———ci
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HELIFACE )

HFPR/L +0.1 {I}:T1 9 Ref. '\CW\‘ j :j E
4 ¥

+ DAXN-DAXX 7 *g ‘tE

Utility Double-Ended Face
Machining Inserts

RE BW
No depth penetration limit
Dimensions Tough <— Hard Recommended Machining Data
° o ° f face-

IR IS|IS|lalsls ap groove | fface-tum
Designation CW RE CWTOL® RETOL® BW DAXN® DAXX4|S |8 |8 |8 (8 |&|8|8 (mm) (mm/rev) | (mm/rev)
HFPR/L 3003 3.00 0.30 0.05 0.050 210 25.6 51.5 e| o |0 o e | o |0 0.30-1.50 0.08-0.20 0.10-0.20
HFPR/L 4004 400 040 0.05 0.050 2.80 24.1 73.7 o (o |0 (e L2 I ] 0.40-2.00 0.10-0.24 0.15-0.25
HFPR/L 5004 500 040 0.05 0.050 3.40 22.1 1700 | @ | @ | @ (@ | @ | @ | @ @ 0.50-2.50 0.12-0.24 0.15-0.35
HFPR/L 6004 6.00 040 0.05 0.050 4.00 20.8 - o (o | oo oo | o 0.40-3.00 0.12-0.28 0.15-0.40

* For cutting speed recommendations and user guide, see pages 604-615

) Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

) Minimum axial grooving diameter-applies to type M tools only. For other tools, apply the diameter limitations that are recorded on each tool.
@) Maximum axial grooving diameter-applies to type M tools only. For other tools, apply the diameter limitations that are recorded on each tool.
Tools: C#-HFIR/L-MC e CR HFIR-M e HFAER/L-4 e HFAER/L-5T, 6T ¢ HFAIR/L-4 e HFAIR/L-DG ® HFFR/L-T  HFHPR/L-M e HFHR/L-3T
o HFHR/L-4T & HFHR/L-5T & HFHR/L-6T ® HFHR/L-M e HFIR/L-MC ¢ HFPAD-4 ¢ HFPAD-5 ¢ HFPAD-6 ¢ HFPAD-JHP e IM-HFIR-MC

HELIFACE j J
. : +0.1 —
HFPRY/L (full radius) = {[}j«m Ref. W E,_

Utility Double-Ended Full Radius
Face Machining Inserts

DAXN-DAXX 7° W *Q ‘_‘ E

No depth penetration limit.

Dimensions Tough <— Hard Recommended Machining Data

2lzI8lslB8|lalB8ls a f face-groove | f face-tumn
Designation CW RE CWTOL® RETOL® BW DAXN® DAXX4 |8 |8 |8|&|3|S|8|8| (mm) (mmirev) | (mm/rev)
HFPR/L 3015 300 150 005 0050 210 256 515 |e|e|ee o|o|e] 000150 0.08-0.20 0.12:0.20
HFPR/L 4020 400 200 005 0050 280 241 737 |e|e|ofe o | oo 000200 0.10-0.24 0.15-0.25
HFPL 5025 500 250 0.05 0.050 3.40 221 1700 (@ | @ | ® | ® o e e | 000250 0.12-0.24 0.15-0.35
HFPR 5025 500 250 005 0050 340 221 1700 | e | e o oo oo 000250 0.12:0.24 0.15-0.35
HFPR/L 6030 6.00 3.00 0.05 0.050 4.00 20.8 - e|o |0 |0 e (e e | 000300 0.12-0.28 0.20-0.40

* For cutting speed recommendations and user guide, see pages 604-615

(1) Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

3 Minimum axial grooving diameter-applies to type M tools only. For other tools, apply the diameter limitations that are recorded on each tool.
4 Maximum axial grooving diameter-applies to type M tools only. For other tools, apply the diameter limitations that are recorded on each tool.
Tools: C#-HFIR/L-MC e CR HFIR-M e HFAER/L-4 ® HFAER/L-5T, 6T ¢ HFAIR/L-4  HFAIR/L-DG * HFFR/L-T e HFHPR/L-M e HFHR/L-3T
o HFHR/L-4T e HFHR/L-5T ¢ HFHR/L-6T  HFHR/L-M e HFIR/L-MC e HFPAD-4 ¢ HFPAD-5 e HFPAD-6 ¢ HFPAD-JHP e IM-HFIR-MC

ISCAR
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MHEr
EaiGrinr INSL (Fef) A B “! v _J (D
i O o - B2 =
Utility Double-Ended AE —_—
Inserts for External, Internal (- [ BW g #E E >
and Face Machining m halliE S
v @,
sial No depth penetration limit O
oC
Dimensions Tough <— Hard Recommended Machining Data (D
= = f face- LI—I
BRI g 38|53 ap ftun | fgroove | groove |fface-tum O
Designation CW RE CWTOL® RETOL® INSL BW|2|2|2(2(2|2(2|2(2(2| (mm) | (mm/rev) | (mm/rev) | (mm/rev) | (mm/rev) <E
GRIP 3002Y 3.00 0.20 0.05 0.050 1580 230|e|e(efe|@ e (e e 025180 | 0.14-0.18 | 0.07-0.11 0.08-020 | 0.10-0.20 |_|_
GRIP 3003Y 3.00 0.30 0.05 0.050 15680 230|e|e(efejo|o(o0|@ 0.40-1.80 | 0.15-0.19 | 0.07-0.11 0.08-020 | 0.10-0.20
GRIP 318-040Y [EEALENY) 0.05 0.050 1680 230 | e o(o|o [ 0.50-1.90 [ 0.17-022 | 0.07-0.12 | 0.08-020 | 0.10-0.20
GRIP 4002Y 400 0.20 0.05 0.050 1900 280 |e|e (e (e (@ ole 0.25-2.40 | 0.16-0.21 0.09-0.14 | 0.10-0.24 | 0.15-0.30
GRIP 4004Y 400 040 0.05 0.050 1900 280 |e|e(efejeo|o e|o|@|e@ 050-240 [ 0.18-024 | 0.09-0.15 [ 0.10-024 | 0.15-0.30
GRIP 476-080Y [ENGRX:] 0.05 0.050 1900 310 (e | e e|o|e ° 1.00-2.80 | 0.21-0.33 | 0.10-0.20 | 0.10-0.24 | 0.15-0.30
GRIP 5005Y 500 050 0.05 0.050 1900 330|e|e(e(efeje|je|®fe®|e® 060300 [ 020030 [ 0.11-020 [ 0.12-024 | 0.15-0.35
GRIP 5008Y 500 0.80 0.05 0.050 1900 340 (e |e® eojo(ofo|o|e 1.00-3.00 | 0.23-0.35 | 0.11-0.21 0.12-0.24 | 0.15-0.35
GRIP 6005Y 6.00 0.50 0.05 0.050 1900 420|e| @ o(ojo|o 00 0.60-360 | 0.22-0.36 | 0.13-023 | 0.12-0.28 | 0.15-0.40
GRIP 6008Y 6.00 080 0.05 0.050 1900 420|e | @ eojo(ofo|o]|e 1.00-360 | 0.24-042 | 0.13-0.25 | 0.12-0.28 | 0.15-0.40
GRIP 635-080Y [CKIIN:) 0.05 0.050 19.00 4.20 o o|lo|e [ 1.00-3.80 [ 0.25-0.44 | 0.14-0.27 | 0.12-0.28 | 0.15-0.40

e For cutting speed recommendations and user guide, see pages 604-615

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

Tools: C#-HELIR/L e C#-HFIR/L-MC e CR HFIR-M e D/HGAD RE/LE-JHP e DGAD/HGAD e DGFH e DGFH-JHP e DGFS e DGTR/L * HELIIR/L
o HELIR/L e HFAER/L-4 e HFAER/L-5T, 6T  HFAIR/L-4 ¢ HFAIR/L-DG e HFFR/L-T ® HFHR/L-4T e HFHR/L-5T e HFIR/L-MC e HFPAD-3

e HFPAD-4 e HFPAD-5 e HFPAD-6 e HFPAD-JHP e HGAER/L-3 ® HGAIR/L-3 ® HGFH e HGHR/L-3 ¢ HGPAD e HGPAD-JHP e IM-HFIR-MC

The Twisted Insert
for Face Machining

The double-ended, twisted insert body
makes it possible to machine deeper than
the insert's length.

A unique chipformer for controlled chip flow
in axial and radial directions.

The rear angle is slanted in relation

to the frontal edge so it does not

come into contact with the machined
groove surface as the tool penetrates
deeply into the workpiece.

Member IMC Group.




7 V- _ v/

HEL (-G
(D T ]
. INSL (Ref.) = H 4

Z GRIP (full radius) +0.1 | s

— Utility Double-Ended Full / | W

> Radius Inserts for External, ' 4 i J E

P -«
O Internal and Face Machining ow
v RE BW

O No depth penetration limit

(D Dimensions Tough «— Hard Recommended Machining Data

I-u = = f face-

@) 2R o8|8|2(S|8|5|S ap ftum | fgroove | groove |fface-tum

VOO0 | T |WO|[0| 0|0

<{_ [ Designation CW RE CWTOL® RETOL® INSL BW |2|S|22|LIQILIL /LIS (mm) | (mmirev) | (mm/rev) | (mm/rev) | (mm/rev)

| ] GRIP 3015Y 3.00 1.50 0.06 0.050 1580 210(e(e(eje|e|e|efe e |e®| 000-1.50 [ 0.18-026 | 0.07-0.13 | 0.08-0.20 [ 0.10-0.20
GRIP 318-159Y [EEREEERE: 0.06 0.050 16.80 2.30 oo (] 0.00-1.50 | 0.19-0.28 | 0.07-0.13 | 0.08-0.20 | 0.10-0.20
GRIP 4020Y 400 2.00 0.06 0.050 1900 280 (e(e(eje|e(e|ofoe e |e®| 000200 [ 020034 | 009-0.17 | 0.10-0.24 [ 0.15-0.30
GRIP 476-238Y EN(EK: 0.05 0.050 19.00 320 o|leo|eo [ 0.00-2.30 | 0.21-0.40 | 0.10-0.20 | 0.10-0.24 | 0.15-0.30
GRIP 5025Y 500 250 0.06 0.050 19.00 340 oo o e (e |e 000250 | 023-042 [ 0.11-021 [ 0.12-024 | 0.15-0.35
GRIP 6030Y 6.00 3.00 0.06 0.050 1900 420(e(e|jejo|ofo o oo 0.00-3.00 | 0.24-0.50 | 0.13-0.25 | 0.12-0.28 | 0.15-0.40
GRIP 635-318Y [EERE] 0.05 0.050 19.00 4.00 [ K] [] 0.00-310 | 0.25-053 | 0.14-027 | 0.12-0.28 | 0.15-0.40

* For cutting speed recommendations and user guide, see pages 604-615

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

Tools: C#-HELIR/L e C#-HFIR/L-MC e CR HFIR-M e D/HGAD RE/LE-JHP e DGAD/HGAD e DGFH e DGFH-JHP e DGFS e DGTR/L e HELIIR/L
o HELIR/L e HFAER/L-4 e HFAER/L-5T, 6T ¢ HFAIR/L-4 e HFAIR/L-DG e HFFR/L-T ® HFHR/L-4T e HFHR/L-5T e HFHR/L-6T e HFIR/L-MC

e HFPAD-3 e HFPAD-4 e HFPAD-5 e HFPAD-6 e HFPAD-JHP e HGAER/L-3 ¢ HGAIR/L-3 ¢ HGFH e HGHR/L-3 ¢ HGPAD ¢ HGPAD-JHP

* IM-HFIR-MC

Utility Double-Ended Inserts
for Face Machining

RELiGRirP
HGPL P P ' S — . 4@%

Dimensions Tough <— Hard Recommended Machining Data
f face- f face-
LI 2| | 8| 8 1|8 ap groove turn
@ (52 o [~=) (=23 (=]
Designation cwW BW RE CWTOL® RETOL® INSL| & | 2 [ 2 | 2| 2 (] mm) | (mmhev) | (mm/rev)
HGPL 3015Y 3.00 210 1.50 0.03 0.050 16.00 . o 0.00-1.50 | 0.08-020 | 0.12-0.23
HGPL 3002Y 3.00 2.30 0.20 0.03 0.050 16.00 (] [ [ [ 0.24-1.80 | 0.08-020 | 0.12-0.23
HGPL 3003Y 3.00 2.30 0.30 0.03 0.050 16.00 . [ [ . o 0.36-1.80 | 0.08-020 | 0.12-0.23
HGPL 4002Y 4.00 2.80 0.20 0.03 0.050 19.00 o ° ° o 0.24-2.40 0.10-0.24 0.16-0.30
HGPL 4004Y 4.00 2.80 0.40 0.03 0.050 19.00 . o . o 0.48-240 | 0.10-024 | 0.16-0.30
HGPL 4020Y 4.00 2.80 2.00 0.03 0.050 19.00 o o o 0.00-2.00 0.10-0.24 0.16-0.30
HGPL 5005Y 5.00 3.30 0.50 0.03 0.050 19.00 o ° o 0.60-3.00 0.12-0.24 0.20-0.38
HGPL 5025Y 5.00 3.30 2.50 0.03 0.050 19.00 L] . o 0.00-250 | 0.12-024 | 0.20-0.38
HGPL 6005Y 6.00 4.20 0.50 0.03 0.050 19.00 o o ® | e | 0060360 0.12-0.28 0.24-0.45
HGPL 6030Y 6.00 4.20 3.00 0.03 0.060 19.00 ° [ ° 0.00-3.00 | 0.12-028 | 0.24-045

* No depth penetration limit e For cutting speed recommendations and user guide, see pages 604-615

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

Tools: C#-HFIR/L-MC e HFAER/L-4 e HFAER/L-5T, 6T ® HFAIR/L-4 e HFAIR/L-DG e HFFR/L-T e HFHR/L-4T  HFHR/L-5T  HFHR/L-6T
o HFIR/L-MC e HFPAD-3 e HFPAD-4 e HFPAD-5 e HFPAD-6 ¢ HFPAD-JHP e HGAER/L-3 * HGAIR/L-3  HGHR/L-3

ISCAR




CUT-GRIP

CUTGRiF . D
GHFG-R/L-8 DA DA Hﬁﬁ— ﬁ :j J
Holders for Face Grooving ¥ =

and Turning Along Shafts

GHFG-25-50R-8

)

>
o
>
=
*UJL**IL*

Right-hand shown

CDX  DAXN®  DAXX® H HF B OAL LH WF /9 /

GHFG 25-50R/L-8 25.00 50.0 64.0 25.0 25.0 25.0 150.00 41.0 22.00 SR M6X20 DIN912 HW 5.0
GHFG 25-63R/L-8 25.00 63.0 82.0 25.0 25.0 25.0 150.00 41.0 22.00 SR M6X20 DIN912 HW 5.0
GHFG 32-63R-8 25.00 63.0 82.0 32.0 32.0 32.0 170.00 41.0 30.00 SR M6X20 DIN912 HW 5.0

e For user guide, see pages 604-615

() Minimum penetration diameter

(2) Maximum penetration diameter

Inserts: GDMF ¢ GDMM-CC ¢ GDMN ¢ GDMU ¢ GDMY ¢ GDMY (full radius) ® GDMY-F e GIA-K (long pocket) ¢ GIF (long pocket)

* GIF-E (W=8,10 full radius) ® GIF-E (W=8,10) * GIFG-E (W=8)

©)
<
>
Q
Q
(T
Q)
O
T

.y _ 1/}
CUTGrir - L ; 5
GHFGR/L-8 e e H @ ~
Holders for Face Grooving — = I
d Turni - DAXN-DAXX
and Turning * OAL *
par=C| B
m v Right-hand shown

CDX  DAXN® DAXX®  H HF B OAL  LH WF  HBH f /

GHFGR/L 25-80-8 23.00 80.0 115.0 25.0 25.0 25.0 150.00 435 21.30 6.0 SR M6X20 DIN912  HW 5.0
GHFGR/L 32-80-8 23.00 80.0 115.0 32.0 32.0 32.0 170.00 435 28.30 = SR M6X20 DIN912  HW 5.0
GHFGR/L 25-105-8 25.00 105.0 160.0 25.0 25.0 25.0 150.00 435 21.30 6.0 SR M6X20 DIN912 ~ HW 5.0
GHFGR/L 32-105-8 25.00 105.0 160.0 32.0 32.0 32.0 170.00 435 28.30 - SR MBX20 DIN912 ~ HW 5.0
GHFGR/L 25-155-8 25.00 185.0 510.0 25.0 25.0 25.0 150.00 435 21.30 6.0 SR M6X20 DIN912  HW 5.0
GHFGR/L 32-155-8 25.00 165.0 510.0 32.0 32.0 32.0 170.00 435 28.30 - SR MBX20 DIN912 ~ HW 5.0

* No limitation to widening the groove either way after initial grooving e CDX depends on the penetration diameter and the insert

* For user guide, see pages 604-615

() Minimum penetration diameter

(2) Maximum penetration diameter

Inserts: GDMF ¢ GDMM-CC ¢ GDMN e GDMU e GDMY e GDMY (full radius) ® GDMY-F e GIA-K (long pocket) e GIF (long pocket)

e GIF-E (W=8,10 full radius) ® GIF-E (W=8,10) e GIFG-E (W=8) e GIPA/GIDA 8 (full radius)

CDX for GHFGR/L (25/32)-80-8

GIFG 8... GDMY 8... GIPA8... GIDAS... GIAS.. GDMM 8CC...

23 23 20 24 16 24
17 23 23 20 24 17 24
18 23 23 21 24 18 24
19 23 23 21 24 19 24
20 23 23 22 24 20 24
20 23 23 22 24 20 24
20 23 23 22 24 20 24
20 23 23 22 24 20 24

24

CDX for GHFGR/L (25/32)-105-8
D GIFG8... GDMY 8... GIPAS... GIDAS... GIAS.. GDMM 8CC...
105 23 23 23 24 21 24
114 22 23 23 23 24 22 24
126 23 23 24 23 24 23 24
140-160 23 24 24
CDX for GHFGR/L (25/32)-155-8

D GIFG 8... GDMY 8... GIPAS... GIDAS... GIAS.. GDMM 8CC...
155 24 24 23 24 24 24
180 24 24 23 24 24 24
210-510 24 24 23 24 24 24

Member IMC Grou

Tl 581



CUTGHIr GADR-8 *

GHAR/L-8 HF I I[
External Holders for Grooving omx ' —IHBH 1
and Turning Adapters . . ‘ OAL ;
WF(assembly) WF (holder) IB
[ N [}

o lLepx GHAR ,
Right-hand shown

HOHE B W OAL LM OKX? HBH TaN ooxd Fan & Y Ve /

GHAR/L 25-8 2560 250 250 160 12450 450  25.50 140 GADRL8 2550 GAFG..RL-8 SR14-519 T-20/5 SRM6X25DIN912 HW 5.0
GHAR/L 32-8 320 320 320 230 14450 450 2550 70 GADRL8 2550 GAFG..R/L-8 SR14-519 T-20/5 SRM6X25DIN912 HW 5.0
e Adapters GADR/L-8 for turning and grooving, GAFG-R/L-8 for face-grooving (to be ordered separately)

) WF(holder)

(2 Maximum overhang

®3 Adapter for Turning & Grooving

@) See specific adapter dimensions

) Adapter for Face Grooving

Tools: GADR/L-8 ¢ GAFG-R/L-8 ¢ PCADR/L 34N-RE

©)
<
>
Q
o
(T
Q)
O
T

CUTGHIr AL
v ¥
GHAPR/L-8 ﬂj HF . H
External Holders for Grooving Yo~ fHBH "
and Turning Perpendicularly ;i
Oriented Adapters (ED E]:l 3
CDX 7

)
GAFG...R-8 GADL 8 GHAPR Right-hand shown

HF B OAL LH HBH TGA®  CDX@ FGR & ? } /

32.0 320 166,00  30.0 7.0 GADR/LS8 2550 GAFG..RA-8 SR14-519 T-20/6 SRMB6X25DIN912  HW5.0

e Adapters GADR/L-8 for turning and grooving, GAFG-R/L-8 for face-grooving (to be ordered separately)
) Adapter for Turning & Grooving

(2 See specific adapter dimensions

() Adapter for Face Grooving

Tools: GADR/L-8 ® GAFG-R/L-8  PCADR/L 34N-RE

Adapters for Face Machining

CUTGrHI~
SAFG.RIL o e el
vl d &

rDAXN-DAXX
¥ GAFG-...L8
For face grooving
Left-hand shown
cw DAXN® DAXX® WF HF OAH OAL
GAFG 80R/L-8 8.00 80.0 115.0 9.00 32.0 42.0 63.50
GAFG 105R/L-8 8.00 106.0 160.0 9.00 32.0 42.0 63.50
GAFG 155R/L-8 8.00 165.0 510.0 9.00 32.0 42.0 63.50

* No limitation for widening the groove either way after initial grooving e For user guide, see pages 604-615

() Minimum penetration diameter

(2) Maximum penetration diameter

() For GIFG-8 & GDMY-8 CDX=25 mm for DAX range

Inserts: GDMA ¢ GDMF ¢ GDMM-CC ¢ GDMN e GDMU e GDMY e GDMY (full radius) ® GDMY-F e GIA-K (long pocket) ¢ GIF (long pocket)
® GIF-E (W=8,10 full radius) ® GIF-E (W=8,10) ¢ GIFG-E (W=8) e GIPA/GIDA 8 (full radius)

Holders: C#-GHAD-8 ¢ C#-GHAPR/L-8 ¢ GHAPR/L-8 ® GHAR/L-8 ¢ IM-GHAD-8

CUTGriF
R P

Blades for Face Machining T 7

Carrying 8 mm Inserts DAXN-DAXX H HTF OAH
L | ;
WB_2 =

Left-hand shown

CW  DAXN®  DAXX?  CDX H HF OAL OAH WB 2 ﬁ /

CGFG 51-180R/L-P8 8.00 180.0 240.0 70.00 52.6 45.0 200.00 60.0 27.5 SR M4-2052 HW 3.0
CGFG 51-240R/L-P8 8.00 240.0 320.0 80.00 52.6 45.0 210.00 70.0 26.0 SR M4-2062 HW 3.0
CGFG 51-320R/L-P8 8.00 320.0 440.0 90.00 52.6 45.0 220.00 80.0 245 SR M4-2052 HW 3.0
CGFG 51-440R/L-P8 8.00 4400 700.0 100.00 52.6 45.0 230.00 90.0 22.5 SR M4-2062 HW 3.0
CGFG 51-700R/L-P8 8.00 700.0 1500.0 120.00 52.6 45.0 250.00 100.0 20.0 SR M4-2052 HW 3.0

e For user guide, see pages 604-615

() Minimum penetration diameter

(2 Maximum penetration diameter

Inserts: GIMF ¢ GIMM 8CC ¢ GIMY e GIMY (full radius) ® GIMY-F e GIPY
Holders: SGTBK ¢ SGTBU/SGTBN

ISCAR




CUTGrir ) Q)
GIFG-E (W=8) E._ _j
Inserts for Deep Face ~opxX Zﬂ z
Grooving and Turning ! >
- DAXN
! @)
. . Recommended I
Dimensions Tough Hard Machining Data CD
3 o f face-groove )
Designation cw RE CWTOL®  RETOL@ DAXN®! CDX BW 8 3] (mm/rev) <C
GIFG 8.00E-0.80 8.00 0.80 0.02 0.050 500 25.00 6.00 . . 0.15-0.25 L
GIFG 8.00E-1.20 8.00 1.20 0.02 0.050 50.0 25.00 6.00 [ 0.15-0.25
* For cutting speed recommendations, see pages 604-615
(1) Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
) Minimum axial grooving diameter
@ Cutting depth maximum
Tools: GAFG-R/L-8  GHFG-R/L-8 * GHFGR/L-8
CUTGHIr
+0.025 AT V)
GIF-E (W=8,10) O304y
Precision Double-Ended Inserts 7OEE§
for Grooving and Turning ™ o4 j
v BW L
cwW
F 47{ = J
Dimensions Tough «— Hard Recommended Machining Data
(=] o
IR 8|18|o|5|8[8|8 ap ftun | f groove
(==} [} (== (=23 N 0 < (== (==}
Cle|le|e(e|le|le|e|e

Designation CW RE CWTOL® RETOL® BW CDX® (mm) | (mm/rev) | (mm/rev)

GIF 8.00E-0.40 8.00 040 0.02 0.030 6.00  27.00 (] L] (] 0.50-4.80 | 0.29-0.48 | 0.18-0.31
GIF 8.00E-0.80 800 080 0.02 0.050 600 2700 | e (] . . . . . . ® | 1.00-4.80 | 0.32-0.56 | 0.18-0.34
GIF 8.00E-1.20 800 120 0.02 0.050 600 2700 | e . . . . . . 1.45-4.80 [ 0.32-0.62 | 0.18-0.34
GIF 10.00E-0.80 10.00  0.80 0.02 0.050 800 2700 | e (] . . . . ® | 1.00-6.00 | 0.35-0.65 | 0.22-0.40
GIF 10.00E-1.20 10.00  1.20 0.02 0.050 800 2700 | e . [ . . [ 1.456-6.00 [ 0.35-0.72 | 0.22-0.40

* DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 604-615

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

(3 Cutting depth maximum

Tools: C#-GHDR/L e CGHN-8-10D  GADR/L-8 ¢ GADR/L-JHP ¢ GAFG-R/L-8 ¢ GHDR/L (long pocket) ® GHDR/L-JHP (long pocket)
¢ GHFG-R/L-8 ¢ GHFGR/L-8 * GHIR/L (W=7.0-8.3)

CUTGrHir ;

+0.025 I ER(
GIA-K (long pocket) ; e t[T30 Rt H
Flat Top Precision Double-Ended <EhX. 70 =h j

9

"WF

Inserts with T-Land for Machining

Cast Iron DAXN L
AT E{E
ViRe

Dimensions Tough <— Hard | Recommended Machining Data

% 8 ap ftum | fgroove

Designation cw RE CWTOLM  RETOL® BW CDX® DAXN@ o o (mm) (mm/rev) | (mm/rev)
GIA 8.00K-0.80 8.00 0.80 0.02 0.050 6.00 25.00 160.0 o o 1.00-4.80 0.36-0.64 0.18-0.38
GIA 8.00K-1.20 8.00 1.20 0.02 0.050 6.00 25.00 160.0 o o 1.45-4.80 0.36-0.70 0.18-0.38

* DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 604-615

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

(3 Cutting depth maximum

@ Minimum axial grooving diameter

Tools: C#-GHDR/L ® CGHN-8-10D e GADR/L-8 ¢ GADR/L-JHP e GAFG-R/L-8 ¢ GHDRY/L (long pocket) ® GHDR/L-JHP (long pocket)
¢ GHFG-R/L-8 ¢ GHFGR/L-8 * GHIR/L (W=7.0-8.3)

Member IMC Group.
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CUTGHIr
GDMY
Utility Double-Ended Inserts

N e

for Grooving and Turning -
. . Recommended
Dimensions Tough <— Hard Machining Data
o o
§ -§ § § s | 3 § ap ftun | f groove
Designation CW RE CWTOLWRETOL® BW DAXN® CDXY | © | © [ © | S | © | © | © | (mm) |(mm/rev)| (mm/rev)
(e]n] ) &:01] 800 080 0.05 0.050 6.00 50.0 27.00 . . . ° . ° ® [ 1.00-4.80 | 0.32-0.56 | 0.18-0.34
e DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 604-615
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
(3 Minimum axial grooving diameter
4 Cutting depth maximum
Tools: C#-GHDR/L e CGHN-8-10D  GADR/L-8 ¢ GADR/L-JHP ¢ GAFG-R/L-8 ¢ GHDR/L (long pocket) ® GHDR/L-JHP (long pocket)
¢ GHFG-R/L-8 ¢ GHFGR/L-8 * GHIR/L (W=7.0-8.3)
CUTGHIF
- CA

GDMY (full radius)
Utility Double-Ended Full Radius
Inserts for Grooving and Profiling

SSE

Dimensions Tough <— Hard Recommended Machining Data
§ g § § S § g § ap f tum f groove
Designation CW RE CWTOL"W RETOL® BW DAXN® CDX [© |9 |Q|Q | |Q|S|S| (mm) (mm/rev) | (mm/rev)
(¢]o] 840 8.00 4.00 0.05 0.050 5.60 50.0 250 ® (@ | @ | @ o | o | @ o 0.00-4.00 0.32-0.67 0.18-0.34
e Can cut arcs to 250° e DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 604-615
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
3 Minimum axial grooving diameter
Tools: C#-GHDR/L ¢ CGHN-8-10D e GADR/L-8 ¢ GADR/L-JHP e GAFG-R/L-8 ® GHDKR/L e GHDR/L (long pocket) ¢ GHDR/L-JHP (long pocket)
o GHFG-R/L-8 * GHFGR/L-8 * GHIR/L (W=7.0-8.3)
CUTGHIF ——
+0.1 30 Ref TH V)
GDMY-F - by
Utility Double-Ended Inserts L 6-%&
for Grooving and Profiling :Ea
Ductile Materials St J‘E
Dimensions Tough <— Hard Recommended Machining Data
= = ap f turn f groove
Designation cw RE CWTOLM  RETOL®@ BW CDX® © © (mm) (mm/rev) | (mm/rev)
GDMY 840F 8.00 4.00 0.05 0.050 5.60 25,00 o o 0.00-4.00 0.32-0.67 0.18-0.34

* DMIN for internal applications = 65 mm e For cutting speed recommendations and user guide, see pages 604-615

() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
@) Cutting depth maximum

Tools: C#-GHDR/L ¢ CGHN-8-10D ¢ GADR/L-8 ¢ GADR/L-JHP ¢ GAFG-R/L-8 ¢ GHDR/L (long pocket) ® GHDR/L-JHP (long pocket)

* GHFG-R/L-8 * GHFGR/L-8 * GHIR/L (W=7.0-8.3)

ISCAR




TANG-GRIP

CUTGHiF =
+0.1 i
MM ace &=l ©
Single-Ended Utility Insert with a : 7 O
Frontal Chip Splitter for External § 1837 mH
Rough Grooving and Side Turning I
] . Recommended Lu
Dimensions Tough Hard Machining Data ()
L
3 < f face-groove
Designation cw RE cwroLm RETOL® BW 3 3 (mm/rev)
EIE 8.00 0.80 005 0.050 5.80 D D 0.30-045
* For cutting speed recommendations, see pages 604-615
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
Tools: Anti-Vibration Blades ® CGFG 51-P8 ¢ CGHN-P8 » CGHR/L-P8DG ¢ CGPAD * GHDR/L (short pocket) ® GHDR/L-JHP (short pocket)
* GHDR/L-JHP-MC (short pocket) ¢ GHGR/L
CUTGHIF -
-~ 29,
GDMM-CC % Fef, 1~ ] E« J A
Single-Ended Utility Insert for w ;
External Rough Grooving and Side RE BW =
Turning with a Frontal Chip Splitter|
. . Recommended
Dimensions Tough <— Hard Machining Data
% ‘% § § f face-groove
Designation cwW RE CWTOL™ RETOL®@ BW S|l | ©| 9o (mm/rev)
GDMM 7CC 7.00 0.80 0.05 0.050 6.00 () 0.30-0.45
GDMM 8CC 8.00 0.80 0.05 0.050 5.60 [ [ [ 0.30-0.45

e For cutting speed recommendations, see pages 604-615

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

Tools: C#-GHDR/L ¢ GADR/L-8 ® GADR/L-JHP e GAFG-R/L-8 ¢ GHDR/L (long pocket) ® GHDR/L-JHP (long pocket) ® GHFG-R/L-8
¢ GHFGR/L-8 ¢ GHIR/L (W=7.0-8.3)

[ ] od
FACE MACHINING LINE <— CDX —»
TNFFH-1Q d :j g«
Face Grooving Blades ﬁ
7 & DAXN-DAXX
! OAL
Right-hand shown

CW  DAXN®  DAXX?  CDX HF H WF WB2  OAL  lnsert g

TNFFH 65R/L-3I1Q 3.00 65.0 90.0 18.00 248 32.0 410 5.2 150.00 TNF 3... ETF 3-6*
TNFFH 90R/L-3IQ 3.00 90.0 120.0 18.00 248 32.0 410 5.2 150.00 TNF 3... ETF 3-6*
TNFFH 120R/L-31Q 3.00 120.0 160.0 24.00 24.8 32.0 410 5.2 150.00 TNF 3... ETF 3-6*
TNFFH 80R/L-41Q 4.00 80.0 150.0 32.00 24.8 32.0 3.80 52 150.00 TNF 4... ETF 3-6*
TNFFH 150R/L-41Q 4.00 150.0 500.0 32.00 248 32.0 3.80 5.2 150.00 TNF 4... ETF 3-6*
TNFFH 80R/L-51Q 5.00 80.0 150.0 30.00 24.8 32.0 3.50 52 150.00 TNF5... ETF 3-6*
TNFFH 150R/L-51Q 5.00 150.0 500.0 35.00 24.8 32.0 3.50 5.2 150.00 TNF5... ETF 3-6*
TNFFH 80R/L-61Q 6.00 80.0 150.0 30.00 248 320 3.30 5.2 150.00 TNF 6... ETF 3-6*
TNFFH 150R/L-61Q 6.00 150.0 700.0 35.00 24.8 32.0 3.30 5.2 150.00 TNF 6... ETF 3-6*

e H dimension links blades and blocks

() Minimum penetration diameter

(2) Maximum penetration diameter

* Optional, should be ordered separately

Inserts: TNF GN-IQ ¢ TNF-M-IQ ¢ TNF-P-IQ

ETF 3-6 extractor (to be ordered separately)

Member IMC Group.
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FACE MACHINING LINE

TNFFA-IQ
Reinforced Face Grooving Blades

=

Right-hand shown

cwW DAXNT  DAXX®@ CDX H WF HF 0AL WB_2 Insert
TNFFA 30R/L-31Q 3.00 30.0 35.0 19.00 320 9.50 24.8 90.00 18.5 TNF 3...
TNFFA 35R/L-31Q 3.00 35.0 40.0 19.00 32.0 9.50 24.8 90.00 18.5 TNF ...
TNFFA 40R/L-31Q 3.00 40.0 46.0 23.00 32.0 9.50 24.8 90.00 18.5 TNF 3...
TNFFA 46R/L-31Q 3.00 46.0 54.0 25.00 32.0 9.50 248 90.00 18.5 TNF 3...
TNFFA 54R/L-31Q 3.00 54.0 65.0 26.00 320 9.50 248 90.00 18.5 TNF 3...
TNFFA 65R/L-31Q 3.00 65.0 80.0 27.00 32.0 9.50 248 90.00 18.5 TNF 3...
TNFFA 80R/L-31Q 3.00 80.0 100.0 27.00 32.0 9.50 248 90.00 16.7 TNF 3...
TNFFA 35R/L-41Q 4.00 35.0 45.0 25.00 32.0 9.00 24.8 90.00 18.1 TNF 4...
TNFFA 45R/L-41Q 4.00 45.0 60.0 25.00 32.0 9.00 248 90.00 17.3 TNF 4...
TNFFA 60R/L-41Q 4.00 60.0 80.0 27.00 32.0 9.00 248 90.00 18.0 TNF 4...
TNFFA 80R/L-41Q 4.00 80.0 130.0 27.00 320 9.00 24.8 90.00 14.8 TNF 4...
TNFFA 40R/L-51Q 5.00 40.0 50.0 25.00 32.0 9.70 248 90.00 18.0 TNF 5...
TNFFA 50R/L-51Q 5.00 50.0 70.0 28.00 32.0 9.70 248 90.00 18.0 TNF5...
TNFFA 70R/L-51Q 5.00 70.0 100.0 30.00 32.0 9.70 24.8 90.00 18.0 TNF5...
TNFFA 100R/L-51Q 5.00 100.0 180.0 35.00 32.0 9.70 248 90.00 18.0 TNF5...
TNFFA 45R/L-61Q 6.00 45.0 60.0 25.00 32.0 10.20 248 90.00 18.0 TNF 6...
TNFFA 60R/L-61Q 6.00 60.0 80.0 28.00 320 10.20 24.8 90.00 18.0 TNF 6...
TNFFA 80R/L-61Q 6.00 80.0 110.0 30.00 32.0 10.20 248 90.00 18.0 TNF 6...
TNFFA 110R/L-61Q 6.00 110.0 300.0 35.00 32.0 10.20 24.8 90.00 14.8 TNF 6...

* For user guide, see pages 604-615

() Minimum penetration diameter

(2) Maximum penetration diameter

Inserts: TNF GN-IQ ¢ TNF-M-IQ e TNF-P-IQ

©)
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Spare Parts

Designation g

| TNFFA-IQ___ | EF 3.6

* Optional, should be ordered separately

ISCAR
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FACE MACHINING LINE

TNF-P-1Q

Face Grooving Single-Ended
Inserts for Machining Steel

-

. . Recommended
EIRE IR Machining Data
< f face-groove
Designation cw RE cwrtoL™M 3 (mm/rev)
TNF 3P-1Q 3.00 0.30 0.05 o 0.10-0.15
TNF 4P-1Q 4.00 0.25 0.05 . 0.10-0.15
TNF 5P-1Q 5.00 0.35 0.05 o 0.12-0.20
TNF 6P-1Q 6.00 0.35 0.05 [ 0.12-0.20
e For user guide, see pages 604-615
() Cutting width tolerance (+/-)
Tools: TNFFA-IQ ® TNFFH-IQ ¢ TNFPAD-XL-JHP
L Y Y7Z W YV _ 7/
FACE MACHINING LINE <~ CW-— RE
TNF-M-1Q E«
Face Grooving Single-Ended l
Inserts for Machining Stainless _)l=
Steel and High Temperature Alloys| 5
Dimensions Recommended
Machining Data
§ f face-groove
Designation CwW RE CWTOL™ o (mm/rev)
TNF 3M-IQ 3.00 0.30 0.05 . 0.08-0.10
TNF 4M-IQ 4.00 0.25 0.05 o 0.08-0.12
TNF 5M-IQ 5.00 0.35 0.05 o 0.12-0.20
TNF 6M-IQ 6.00 0.35 0.05 o 0.12-0.20
e For user guide, see pages 604-615
() Cutting width tolerance (+/-)
Tools: TNFFA-IQ * TNFFH-IQ e TNFPAD-XL-JHP
L W YZ W v v/ Y
1AanNGanme
FACE MACHINING LINE RE CW —b‘
TNF GN-1Q e E..
Face Grooving Single-Ended ]
Inserts for Machining Steel —
-
. . Recommended
PLIEIEETS Machining Data
=3 f face-groove
Designation Ccw RE CWTOLM 8 (mm/rev)
TNF 3GN-IQ 3.00 0.30 0.05 o 0.06-0.10
TNF 4GN-IQ 4.00 0.25 0.05 . 0.06-0.12
TNF 5GN-IQ 5.00 0.35 0.05 o 0.08-0.16
TNF 6GN-IQ 6.00 0.35 0.05 [ 0.08-0.20
® For user guide, see pages 604-615
() Cutting width tolerance (+/-)
Tools: TNFFA-IQ * TNFFH-IQ e TNFPAD-XL-JHP
-———ci
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SELF-GRIP

SELFGrir
SGFFR/L CDX j

Face Grooving Integral

— Rl
Shank Tools | AXN-DAXX Q;ﬁ H .k‘l
¥ ¥ =
' -

Left-hand shown

o w5 ox  oww owe o on e )

SGFFR/L 20-25-2 2.10 20.0 20.0 13.00 250 30.0 20.0 120.00 GFF 2R/L ESG 0.5

SGFFR/L 20-30-2 2.10 20.0 20.0 14.00 29.0 36.0 20.0 120.00 GFF 2RIL ESG 0.5

SGFFR/L 20-35-2 2.10 20.0 20.0 16.00 35.0 46.0 20.8 120.00 GFF 2N ESG 0.5

SGFFR/L 20-45-2 2.10 20.0 20.0 20.00 45.0 61.0 208 120.00 GFF 2N ESG 0.5

SGFFR/L 20-60-2 2.10 20.0 20.0 20.00 60.0 80.0 20.8 120.00 GFF 2N ESG 0.5

SGFFR/L 25-35-2 2.10 25.0 25.0 16.00 35.0 46.0 25.8 130.00 GFF 2N ESG 0.5

SGFFR/L 25-45-2 2.10 25.0 25.0 20.00 45.0 61.0 2568 130.00 GFF 2N ESG 0.5

SGFFR/L 25-60-2 2.10 25.0 25.0 20.00 60.0 80.0 25.8 130.00 GFF 2N ESG 0.5

SGFFR 25-25-2 2.10 25.0 25.0 13.00 25.0 30.0 25.0 130.00 GFF 2N ESG 0.5

SGFFR 25-30-2 2.10 25.0 25.0 14.00 29.0 36.0 25.0 130.00 GFF 2N ESG 0.5

SGFFR/L 20-30-3 3.00 20.0 20.0 16.00 30.0 356.0 20.0 120.00 GFF 3R/L SETESG 1
SGFFR 20-35-3 3.00 20.0 20.0 18.00 34.4 406 20.0 120.00 GFF 3RIL SETESG 1
SGFFR 20-40-3 3.00 20.0 20.0 20.00 40.0 47.0 20.0 120.00 GFF 3R/L SET ESG 1
SGFFR 20-46-3 3.00 20.0 20.0 22,00 46.0 55.0 20.0 120.00 GFF 3RIL SETESG 1
SGFFR 20-55-3 3.00 20.0 20.0 22,00 54.0 65.0 21.2 120.00 GFF 3N SETESG 1
SGFFR 20-65-3 3.00 20.0 20.0 23.00 64.0 80.0 21.0 120.00 GFF 3N SET ESG 1
SGFFR 20-80-3 3.00 20.0 20.0 24,00 79.0 100.0 20.7 120.00 GFF 3N SETESG 1
SGFFR/L 25-40-3 3.00 25,0 25.0 20.00 40.0 47.0 25.0 130.00 GFF 3RIL SETESG 1
SGFFR/L 25-55-3 3.00 25.0 25.0 24.00 54.0 65.0 26.2 130.00 GFF 3N SET ESG 1
SGFFR 25-30-3 3.00 25.0 25.0 16.00 30.0 35.0 25.0 130.00 GFF 3RIL SETESG 1
SGFFR 25-35-3 3.00 25.0 25.0 18.00 34.4 40.6 25.0 130.00 GFF 3R/L SETESG 1
SGFFR 25-46-3 3.00 25.0 25.0 22.00 46.0 55.0 25.0 130.00 GFF 3R/L SET ESG 1
SGFFR 25-65-3 3.00 25.0 25.0 25,00 64.0 80.0 26.0 130.00 GFF 3N SETESG 1
SGFFR 25-80-3 3.00 25.0 25.0 26.00 79.0 100.0 25.7 130.00 GFF 3N SET ESG 1
SGFFR/L 20-35-4 4.00 20.0 20.0 20.00 35.0 45.0 20.0 120.00 GFF 4N SET ESG 1
SGFFR 20-45-4 4.00 20.0 20.0 25.00 44.0 58.0 20.0 120.00 GFF 4N SETESG 1
SGFFR 20-60-4 4.00 20.0 20.0 25.00 57.0 80.0 20.0 120.00 GFF 4N SET ESG 1
SGFFR 20-80-4 4.00 20.0 20.0 25.00 79.0 130.0 20.0 120.00 GFF 4N SET ESG 1
SGFFR/L 25-45-4 4.00 25.0 25.0 25,00 44.0 58.0 25.0 150.00 GFF 4N SETESG 1
SGFFR/L 25-60-4 4.00 25.0 25.0 26.00 57.0 80.0 25.0 150.00 GFF 4N SET ESG 1
SGFFR/L 25-80-4 4.00 25.0 25.0 26.00 79.0 130.0 25.0 150.00 GFF 4N SET ESG 1
SGFFR 25-35-4 4.00 25.0 25.0 20.00 35.0 45.0 25.0 150.00 GFF 4N SETESG 1
SGFFR/L 20-50-5 5.00 20.0 20.0 25.00 50.0 75.0 20.0 120.00 GFF 5N SET ESG 1
SGFFR 20-75-5 5.00 20.0 20.0 26.00 74.0 130.0 20.0 120.00 GFF 5N SET ESG 1
SGFFR/L 25-100-5 5.00 25,0 25.0 30.00 100.0 180.0 25.0 150.00 GFF 5N SETESG 1
SGFFR 25-50-5 5.00 25.0 25.0 26.00 50.0 71.0 25.0 150.00 GFF 5N SET ESG 1
SGFFR 25-70-5 5.00 25.0 25.0 28.00 69.0 102.0 25.0 150.00 GFF 5N SET ESG 1
SGFFR 20-60-6 6.00 20.0 20.0 25.00 57.0 60.0 20.0 120.00 GFF 6N SETESG 1
SGFFR/L 25-100-6 6.00 25.0 25.0 30.00 100.0 180.0 25.0 150.00 GFF 6N SET ESG 1
SGFFR/L 25-60-6 6.00 25.0 25.0 30.00 57.0 77.0 25.0 150.00 GFF 6N SETESG 1
SGFFR/L 25-75-6 6.00 25.0 25.0 30.00 75.0 102.0 25.0 150.00 GFF 6N SET ESG 1

©)
=
=
@,
O
C
O
L]
O
T

e Important: Apply R.H. insert on R.H. tool and L.H. insert on L.H. tool. Neutral insert only as indicated
() Minimum penetration diameter

(2 Maximum penetration diameter

Inserts: GFF-N * GFF-R/L

ISCAR




Py Y/ %

SELFGrir N — - (D
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SGFFA T = = |

Reinforced Face Grooving Blades — - JH S

for Standard Tool Blocks %DAXN-DAXX ow >

L == @,

] b L— OAL—] ! O
Right-hand shown

oC

ow CDX DAXN() DAXX? H HF OAL s @)
SGFFA 25-R/L-2 210 13.00 25.0 300 320 00 80.00 ESG 05

SGFFA 30-L-2 2.10 1400 29.0 36.0 320 0.0 80.00 ESG 0.5 LLI

SGFFA 35-L-2 210 16.00 350 4.0 320 08 80.00 ESG 05 O

SGFFA 45-L-2 210 20.00 45.0 61.0 32.0 0.8 80.00 ESG 0.5 <

SGFFA 60-L-2 210 20.00 60.0 80.0 320 08 80.00 ESG 05 L
SGFFA 80-L-2 2.10 20.00 79.0 102.0 320 08 80.00 ESG 05
SGFFA 35-L-3 3.00 20.00 34.4 40.6 32.0 0.0 90.00 SET ESG 1
SGFFA 40-L-3 3.00 22.00 400 470 320 00 90.00 SET ESG 1
SGFFA 46-L-3 3.00 24.00 460 55.0 320 00 90.00 SET ESG 1
SGFFA 55-L-3 3.00 25.00 54.0 65.0 32.0 1.2 90.00 SETESG 1
SGFFA 65-L-3 3.00 26.00 64.0 80.0 320 10 90.00 SET ESG 1
SGFFA 80-L-3 3.00 28.00 79.0 100.0 32.0 07 95.00 SET ESG 1
SGFFA 35-L-4 4.00 25.00 35.0 45.0 32.0 0.0 90.00 SET ESG 1
SGFFA 45-R/L-4 400 25.00 44.0 58.0 32.0 00 90.00 SET ESG 1
SGFFA 40-R/L-5 5.00 25.00 400 52.0 320 00 90.00 SETESG 1
SGFFA 50-R/L-5 5.00 28.00 50.0 71.0 32.0 0.0 95.00 SETESG 1
SGFFA 70-L-5 5.00 30.00 69.0 102.0 320 00 95.00 SET ESG 1
SGFFA 100-L-5 5.00 35.00 100.0 180.0 32.0 00 100.00 SET ESG 1
SGFFA 45-R/L-6 6.00 25.00 44.0 58.0 32.0 0.0 90.00 SET ESG 1
SGFFA 60-L-6 6.00 30.00 57.0 77.0 32.0 00 95.00 SET ESG 1
SGFFA 75-R/L-6 6.00 35.00 75.0 102.0 32.0 0.0 100.00 SET ESG 1

e |Important: Apply R.H. insert on R.H. tool and L.H. insert on L.H. tool. Neutral insert only as indicated e H dimension links blades and blocks
() Minimum penetration diameter

(2) Maximum penetration diameter

Inserts: GFF-N o GFF-R/L

Holders: SGTBF ¢ SGTBU/SGTBN e UBHCR/L

==
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SELFGrir

SGFFH
Face Grooving Blades

SGFFH 35-R/L-2
SGFFH 45-R/L-2
SGFFH 60-R-2

SGFFH 80-R/L-2
SGFFH 100-R/L-2
SGFFH 75-R/L-3
SGFFH 90-R/L-3
SGFFH 120-R/L-3
SGFFH 80-R/L-4
SGFFH 150-R/L-4
SGFFH 80-R/L-5
SGFFH 150-R/L-5
SGFFH 90-R/L-6
SGFFH 150-R/L-6

ow o CW )’
<CDX R I g 4W“H‘HF "/A
i | FmE h
o] lLws2 wB_2 ‘HOAL;JJ wg 5
SGFFH.L-6  SGFFH.R-6 o
cw CDX DAXN® DAXX® HF H WB_2 OAL
210 20.00 35.0 46.0 0.8 32.0 5.2 150.00
2.10 20.00 45.0 61.0 0.8 32.0 5.2 150.00
2.10 20.00 60.0 80.0 08 320 52 150.00
2.10 20.00 790 102.0 08 320 40 150.00
2.10 20.00 1010 1320 00 320 40 15000
3.00 20.00 65.0 920 10 320 52 150.00
3.00 20.00 90.0 1220 02 320 52 15000
3.00 25.00 120.0 160.0 0.0 320 5.2 150.00
4,00 30.00 80.0 1850 25 320 52 15000
4,00 30.00 150.0 500.0 25 320 52 150.00
5.00 32.00 80.0 162.0 0.0 32.0 5.2 150.00
500 35.00 1500 600.0 00 320 52 150.00
6.00 32.00 90.0 1500 00 320 80 150.00
6.00 35.00 148.0 700.0 00 320 52 150.00

e Important: Apply R.H. insert on R.H. tool and L.H. insert on L.H. tool. Neutral insert only as indicated ¢ H dimension links blades and blocks

() Minimum penetration diameter
2) Maximum penetration diameter
Inserts: GFF-N

Holders: SGTBF ¢ SGTBK ¢ SGTBU/SGTBN e UBHCR/L

Spare Parts

Designation
SGFFH 35-L-2
SGFFH 35-R-2
SGFFH 45-L-2
SGFFH 45-R-2
SGFFH 60-R-2
SGFFH 80-R/L-2
SGFFH 100-R/L-2
SGFFH 75-R/L-3
SGFFH 90-R/L-3
SGFFH 120-R/L-3
SGFFH 80-R/L-4
SGFFH 150-R/L-4
SGFFH 80-R/L-5
SGFFH 150-R/L-5
SGFFH 90-R/L-6
SGFFH 150-R/L-6

ISCAR
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SETESG 0.5
ESG 0.5
SETESG 0.5
ESG 0.5
ESG 0.5
ESG 0.5
ESG 0.5
SET ESG 1
SETESG 1
SET ESG 1
SETESG 1
SETESG 1
SETESG 1
SET ESG 1
SETESG 1
SETESG 1




PENTACUT

SELFGrir
GFF-R/L % :}
Face Grooving Inserts CDX
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erAXN
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. . Recommended
Dimensions Tough «— Hard Machining Data
§ = f face-groove
Designation cw RE CWTOLM RETOL® DAXN®! DAXX@ S g (mm/rev)
2.10 0.20 0.050 25.0 36.0 [ ° 0.03-0.13
3.00 0.30 0.050 30.0 55.0 [ 0.03-0.15
3.00 0.30 0.050 30.0 55.0 [ ° 0.03-0.15
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
3 Minimum axial grooving diameter
(4 Maximum axial grooving diameter
Tools: SGFFA ¢ SGFFR/L
SELFGrir
aFF-N il mJ
Face Grooving Inserts o 70 N
RE
]
A
. . Recommended
Dimensions Tough <— Hard Machining Data
% S f face-groove
Designation cwW RE CwTOLM RETOL®@ DAXN® O [ (mm/rev)
2.10 0.20 0.10 0.050 35.0 o o 0.03-0.13
3.00 0.30 0.10 0.050 54.0 ° o 0.03-0.15
4.00 0.25 0.10 0.050 35.0 o o 0.04-0.18
5.00 0.25 0.10 0.050 40.0 o o 0.05-0.18
6.00 0.25 0.10 0.050 44.0 o [ 0.05-0.20
e Grooving depth is limited only by the tool being used
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
@) Minimum axial grooving diameter
Tools: SGFFA e SGFFH e SGFFR/L
PARTING & BRODVI?GH\IE 1004 %
PENTA 34F-R/L X
Pentagonal Inserts for Face CDX DAXN DAXN
Grooving and Recessin -
9 g .
- DAXN
]
R L
) . Recommended
PLIEIERTS Machining Data
= f face-groove
Designation CcwW RE RETOL( CDX DAXN®@ 3 (mm/rev)
PENTA 34F239-0.15-22R/L 2.39 0.15 0.020 5.00 22.0 . 0.08-0.12
PENTA 34F247-0.20-22R/L 247 0.20 0.020 5.00 22.0 [ 0.08-0.12
PENTA 34F300-0.40-22R/L 3.00 0.40 0.020 5.00 22,0 . 0.08-0.15
PENTA 34F400-0.40-22R/L 4.00 0.40 0.020 5.00 22.0 [ 0.08-0.15
* For cutting speed recommendations, see pages 604-615
() Corner radius tolerance (+/-)
2 Minimum axial grooving diameter
Tools: PCADR/L e PCADR/L 34N-RE e PCADR/L-JHP e PCHBR/L e PCHPR/L e PCHR/L-34 e PCHR/L-34-JHP
P
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PCHPR/L

Perpendicular Holders
Carrying Inserts with 5 Cutting
Edges for Facing, Grooving,
Parting and Recessing

PCHPR/L 16-24

PCHPR/L 20-24

PCHPR/L 25-24
PCHPR/L 20-34
PCHPR/L 25-34

LH
e = ¥ CDX L # ML j
7 | re—
| e — THBH } J
AL ¥ LF
B Lock
i
W [ CWN-CWX Right-hand shown
H B CWNM cwx®@ CDX® HF WF LF OAL LH HBH
16.0 16.0 0.50 320 6.50 16.0 1.50 6 235 120.00 115 -
20.0 20.0 0.50 3204 6.50 20.0 1.50 6 28.0 120.00 115 -
250 250 050 320 650 250 1500 330 135,00 115 -
200 200 140 400 10,00 200 1.90 3.0 120,00 15,0 60
250 250 140 400 10.00 250 1.90 30 135,00 15,0

) Minimum cutting width
(2 Maximum cutting width

@) For specific information, refer to insert data

) Up to 6.2 mm width may be ordered
) Valid for inserts with CW<3.2 mm

on request

Inserts: PENTA 24-BSPT ¢ PENTA 24-ISO e PENTA 24-MT e PENTA 24-NPT e PENTA 24-UN e PENTA 24-W e PENTA 24-WT e PENTA 24N-C
e PENTA 24N-C (full radius) ® PENTA 24N-J e PENTA 24N-J (full radius) ® PENTA 24N-PF (full radius) ® PENTA 24N-PF/P

e PENTA 24N-Z o PENTA 24R-C ® PENTA 24R-P * PENTA 24R/L-J ® PENTA 24R/L-Z ¢ PENTA 34F-R/L * PENTA 34N-C ¢ PENTA 34N-J

e PENTA 34N-PB o PENTA 34R/L-C * PENTA 34R/L-J * PENTA 34R/L-PB

Spare Parts

Design

&

b

PCHPL 16-24 SR 16-212-01397 T-20/5
PCHPR 16-24 SR 16-212-01397L T-20/5
PCHPL 20-24 SR 16-212-01397 T20/5
PCHPR 20-24 SR 16-212-01397L T-20/5
PCHPL 25-24 SR 16-212-01397 T-20/5
PCHPR 25-24 SR 16-212-01397L T-20/5
PCHPR/L 20-34 SR 16-212-01397 T-20/5
PCHPR/L 25-34 SR 16-212-01397 T-20/5
PARTING & GROOVING LINE
PENTA 34F-RS/LS CDX ?«
Pentagonal Inserts for Face '
Grooving and Recessing Along DAXN; JEr-DAXN
Shafts up to 5 mm Depth of Cut I
at a Minimum of 22 mm Diameter
Dimensions Reco[n'mended
Machining Data
=] f face-groove
Designation cwW RE CDX DAXN( 3 (mm/rev)
PENTA 34F239-0.15-22R/LS 2.39 0.15 5.00 22.0 . 0.08-0.12
PENTA 34F247-0.20-22R/LS 247 0.20 5.00 22.0 . 0.08-0.12
PENTA 34F300-0.40-22R/LS 3.00 0.40 5.00 22,0 ° 0.08-0.15
PENTA 34F400-0.40-22R/LS 4.00 0.40 5.00 22.0 . 0.08-0.15
* For cutting speed recommendations, see pages 604-615
) Minimum axial grooving diameter
Tools: PCHPRS/LS
PARTING & GROOVING LINE > 5 [ v@ v CDX
PCHPRS/LS DX i I u [ L
Perpendlcu!ar Shank . ‘E v TEE] i ‘
Tools Carrying Pentagonal DAXNIZ OAL Ay
Inserts for Machining Next i IB
to Long Central Shafts o4 1
3"/ owN-ewx L T Right-hand shown
H B CWN(™ CWX®@ OAL HBH CDX® HF & ?’
PCHPR/LS 20-34 20.0 20.0 2.39 4.00 120.00 6.0 5.00 20.0 SR 16-212-01397RS T-20/5
PCHPR/LS 25-34 25.0 25.0 2.39 4.00 135.00 5.00 25.0 SR 16-212-01397RS T-20/5

) Minimum cutting width
(2 Maximum cutting width
@) Insert limit

Inserts: PENTA 34F-RS/LS

ISCAR
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Tools for Miniature Parts

PICCO-CUT
@000...
JETCUT PICCOCUT
ol OAL R g
PICCO-010/610-N ‘ DAXN L
(Face Grooving) E ’ '
Inserts with Internal Coolant ¥

. _
Channel for Face Grooving a v DCONMS F

©)
=
=
@,
O
C
O
L]
O
T

Fowh | | cox J 1
L
) . Recommended
EIRE IR Machining Data
x f face-groove
Designation DAXN® cw CDX DCONMS a LU OAL 3 (mm/rev)
PICCO R 010.1006-10N 6.0 1.00 1.50 6.05 5.20 9.0 32.00 . 0.01-0.04
PICCO R 010.1506-10N 6.0 1.50 2.00 6.05 5.20 9.0 32.00 o 0.01-0.04
PICCO R 010.1008-10N 8.0 1.00 1.50 7.05 5.90 9.0 32.00 o 0.01-0.04
PICCO R 010.1008-20N 8.0 1.00 1.50 7.05 5.90 19.0 41.00 . 0.01-0.04
PICCO R 010.1008-30N 8.0 1.00 1.50 7.05 5.90 29.0 51.00 o 0.01-0.04
PICCO R 610.1008-10N 8.0 1.00 1.50 6.05 5.20 9.0 32.00 o 0.01-0.04
PICCO R/L 010.1508-20N 8.0 1.50 2.50 7.05 5.90 19.0 41.00 . 0.01-0.04
PICCO R 010.1508-10N 8.0 1.50 2.50 7.05 5.90 9.0 32.00 [ 0.01-0.04
PICCO R 010.1508-30N 8.0 1.50 2.50 7.05 5.90 29.0 51.00 o 0.01-0.04
PICCO R 610.1508-10N 8.0 1.50 2.50 6.05 5.20 9.0 32.00 . 0.01-0.04
PICCO R 610.1508-20N 8.0 1.50 2.50 6.05 5.20 19.0 41.00 o 0.01-0.04
PICCO R/L 010.2008-30N 8.0 2.00 3.00 7.05 5.90 29.0 51.00 o 0.02-0.05
PICCO R 010.2008-10N 8.0 2.00 3.00 7.05 5.90 9.0 32.00 . 0.02-0.05
PICCO R 010.2008-20N 8.0 2.00 3.00 7.05 5.90 19.0 41.00 o 0.02-0.05
PICCO R 610.2008-10N 8.0 2.00 3.00 6.05 5.20 9.0 32.00 . 0.02-0.05
PICCO R 610.2008-20N 8.0 2.00 3.00 6.05 5.20 19.0 41.00 . 0.02-0.05
PICCO R 010.2508-10N 8.0 2.50 3.50 7.05 5.90 9.0 32.00 o 0.02-0.05
PICCO R 010.2508-20N 8.0 2.50 3.50 7.05 5.90 19.0 41.00 . 0.02-0.05
PICCO R 610.2508-10N 8.0 2.50 3.50 6.05 5.20 9.0 32.00 . 0.02-0.05
PICCO R 010.3008-10N 8.0 3.00 3.50 7.05 5.90 9.0 32.00 [ 0.02-0.06
PICCO R 010.3008-20N 8.0 3.00 3.50 7.05 5.90 19.0 41.00 . 0.02-0.06
PICCO R 010.3008-30N 8.0 3.00 3.50 7.05 5.90 29.0 51,00 . 0.02-0.06
PICCO R 610.3008-10N 8.0 3.00 3.50 6.05 5.20 9.0 32.00 o 0.02-0.06
PICCO R 610.3008-20N 8.0 3.00 3.50 6.05 5.20 19.0 41.00 [ 0.02-0.06

e Only right-hand inserts are available as standard e All inserts are with sharp corners e Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only
e For detailed cutting data, see page 604
() Minimum axial grooving diameter

ISCAR




PICCOCUT
PICCO-010/610

[e——OAL——»
.. .00 | e = F
' B i DCONMS

(Face Grooving) =
Inserts for Face Grooving DAXN  y= T § - eCX i
) ]
el I OHN |« iML"FL :ifj
= o Right-hand shown
. . Recommended
PLUEIEETS Machining Data
* f face-groove
Designation DAXN(™ cw CDX DCONMS a OHN®@ OAL S (mm/rev)
PICCO R 010.1006-10 6.0 1.00 1.50 6.00 5.20 11.0 26.00 () 0.01-0.04
PICCO R 010.1506-10 6.0 1.50 2.00 6.00 5.20 1.0 26.00 [ 0.01-0.04
PICCO R 010.1008-10 8.0 1.00 1.50 7.00 5.90 11.0 26.00 () 0.01-0.04
PICCO R 010.1008-20 8.0 1.00 1.50 7.00 5.90 21.0 35.00 [} 0.01-0.04
PICCO R 010.1008-30 8.0 1.00 1.50 7.00 5.90 30.0 45.00 o 0.01-0.04
PICCO R 610.1008-10 8.0 1.00 1.50 6.00 5.20 11.0 26.00 [} 0.01-0.04
PICCO R 610.1008-20 8.0 1.00 1.50 6.00 5.20 20.0 35.00 () 0.01-0.04
PICCO R/L 010.1508-20 8.0 1.50 2.50 7.00 5.90 21.0 35.00 [ 0.01-0.04
PICCO R/L 010.1508-30 8.0 1.50 2.50 7.00 590 30.0 45,00 () 0.01-0.04
PICCO R 010.1508-10 8.0 1.50 2.50 7.00 5.90 11.0 26.00 o 0.01-0.04
PICCO R 610.1508-10 8.0 1.50 2.50 6.00 5.20 1.0 26.00 o 0.01-0.04
PICCO R 610.1508-20 8.0 1.50 2.50 6.00 5.20 20.0 35.00 o 0.01-0.04
PICCO R/L 010.2008-30 8.0 2.00 3.00 7.00 5.90 30.0 45,00 o 0.02-0.05
PICCO R 010.2008-10 8.0 2.00 3.00 7.00 5.90 11.0 26.00 [ 0.02-0.05
PICCO R 010.2008-20 8.0 2.00 3.00 7.00 5.90 21.0 35.00 o 0.02-0.05
PICCO R 610.2008-10 8.0 2.00 3.00 6.00 5.20 11.0 26.00 [} 0.02-0.05
PICCO R 610.2008-20 8.0 2.00 3.00 6.00 5.20 20.0 35.00 ° 0.02-0.05
PICCO R 010.2508-10 8.0 2.50 3.50 7.00 590 11.0 26.00 [} 0.02-0.05
PICCO R 010.2508-20 8.0 2.50 3.50 7.00 5.90 21.0 35.00 () 0.02-0.05
PICCO R 010.2508-30 8.0 2.50 3.50 7.00 5.90 30.0 45.00 [ 0.02-0.05
PICCO R 610.2508-10 8.0 2.50 3.50 6.00 5.20 11.0 26.00 () 0.02-0.05
PICCO R 610.2508-20 8.0 2.50 3.50 6.00 5.20 20.0 35.00 [} 0.02-0.05
PICCO R 010.3008-10 8.0 3.00 3.50 7.00 5.90 11.0 26.00 o 0.02-0.06
PICCO R 010.3008-20 8.0 3.00 3.50 7.00 5.90 21.0 35.00 [} 0.02-0.06
PICCO R 010.3008-30 8.0 3.00 3.50 7.00 5.90 30.0 45.00 ° 0.02-0.06
PICCO R 610.3008-10 8.0 3.00 3.50 6.00 5.20 11.0 26.00 . 0.02-0.06
PICCO R 610.3008-20 8.0 3.00 3.50 6.00 5.20 20.0 35.00 [ 0.02-0.06

e Only right-hand inserts are available as standard e All inserts are with sharp corners e For detailed cutting data, see page 604
() Minimum axial grooving diameter
@ Minimum overhang

Member IMC Grou
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JETCUT PICCOCUT

7 | PICCO-010-N (Full Radius | - 50——‘\:” *g 'ﬁ‘i

== for Face Grooving) « E @

> Inserts with Internal ' ¥

O el T

CDX :

O cw| BB~ Y] —»‘ B

m . . Recommended

(D PIEEIETE Machining Data

( ) =] f face-groove

<E Designation DAXN® cw RE CDX DCONMS a LU OAL 3 (mm/rev)

L PICCO R 010.1005-10N 8.0 100 0.50 2.00 7.05 5.90 9.0 32,00 . 0.01-0.04
PICCO R 010.1005-20N 8.0 1.00 0.50 2.00 7.05 5.90 19.0 41.00 o 0.01-0.04
PICCO R 010.1608-10N 8.0 1.60 0.80 3.00 7.05 5.90 9.0 32.00 () 0.01-0.05
PICCO R 010.1608-20N 8.0 1.60 0.80 3.00 7.05 5.90 19.0 41.00 () 0.01-0.05
PICCO R 010.2010-10N 8.0 2.00 1.00 4.00 7.05 5.90 9.0 32.00 o 0.02-0.05
PICCO R 010.2010-20N 8.0 2.00 1.00 4.00 7.05 5.90 19.0 41.00 () 0.02-0.05
PICCO R 010.2512-10N 8.0 2.50 1.25 5.00 7.05 5.90 9.0 32.00 () 0.02-0.05
PICCO R 010.3015-10N 8.0 3.00 1.50 6.00 7.05 5.90 9.0 32.00 o 0.02-0.05
PICCO R 010.3015-20N 8.0 3.00 1.50 6.00 7.05 5.90 19.0 41.00 o 0.02-0.05

e Only right-hand inserts are available as standard, left-hand inserts on request ¢ Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only
e For detailed cutting data, see page 604
() Minimum axial grooving diameter

PICCOcCuT
—— OAL ——»
PICCO-010 | — ¢g r
(Round Face Groove) D%@NMS (i
::nser‘[?Sl for Bound Profile y = <ODX }
ace Grooving a v >, I j DAXN
Y oW 77
Hom L Right-hand shown
. . Recommended
BLiEE e Machining Data
8 | fface-groove
Designation DAXN( cw RE CDX DCONMS a OHN® OAL ) (mm/rev)
PICCO R 010.1005-10 8.0 1.00 0.50 2.00 7.00 5.90 11.0 26.00 o 0.01-0.04
PICCO R 010.1005-20 8.0 1.00 0.50 2.00 7.00 5.90 20.0 35.00 o 0.01-0.04
PICCO R 010.1608-10 8.0 1.60 0.80 3.00 7.00 5.90 11.0 26.00 o 0.01-0.05
PICCO R 010.1608-20 8.0 1.60 0.80 3.00 7.00 5.90 20.0 35.00 o 0.01-0.05
PICCO R 010.2010-10 8.0 2.00 1.00 4.00 7.00 5.90 11.0 26.00 o 0.02-0.05
PICCO R 010.2010-20 8.0 2.00 1.00 4.00 7.00 5.90 20.0 35.00 [ 0.02-0.05
PICCO R 010.2512-10 8.0 2.50 1.25 5.00 7.00 5.90 11.0 26.00 o 0.02-0.05
PICCO R 010.2512-20 8.0 2.50 1.25 5.00 7.00 5.90 20.0 35.00 o 0.02-0.05
PICCO R 010.3015-10 8.0 3.00 1.50 6.00 7.00 5.90 11.0 26.00 [ 0.02-0.05
PICCO R 010.3015-20 8.0 3.00 1.50 6.00 7.00 5.90 20.0 35.00 [ 0.02-0.05

e Only right-hand inserts are available as standard, left-hand inserts on request ¢ For detailed cutting data, see page 604
) Minimum axial grooving diameter
(2 Minimum overhang

ISCAR




JETCUT PICCOCUT g

OAL Q j
PICCO-620-N (Face _Eﬁ 7 .
Grooving along Shaft) I &j DA
Inserts with Internal Coolant ¥ ¥ r
Channel for Grooving along EI DCONMS

a ¥
Shaft Dmin 6 mm CDX —
ow *LL LU J

©)
=
=
@)
Q
T
O
L]
O
T

. . Recommended
PLUEIEETS Machining Data
< f face-groove
Designation DAXN( cw CDX DCONMS a LU OAL 3 (mm/rev)
PICCO R 620.1006-20N 6.0 1.00 2.00 6.05 5.20 19.0 41.00 ° 0.01-0.04
PICCO R 620.1506-20N 6.0 1.50 3.00 6.05 5.20 19.0 41.00 ° 0.01-0.05
PICCO R 620.2006-20N 6.0 2.00 4.00 6.05 5.20 19.0 41.00 ° 0.02-0.06
PICCO R 620.2506-20N 6.0 2.50 5.00 6.05 5.20 19.0 41.00 o 0.02-0.06
PICCO R 620.3006-20N 6.0 3.00 6.00 6.05 5.20 19.0 41.00 [ 0.02-0.06
e Only right-hand inserts are available as standard, left-hand inserts on request ¢ All carbide inserts are with sharp corners
e Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only e For detailed cutting data, see page 604
() Minimum axial grooving diameter
PICCOCUT
PICCO-620 P \ ?._ ﬁ{i
(Groove Along Shaft) D]%DCONMS @
Inserts for Grooving Along 4 e SDX - DAXNf
a Shaft Dmin 6 mm at ||/ 777Jr
4@«»‘ OI—E¢
Right-hand shown
. . Recommended
BLiEEE Machining Data
8 | fface-groove
Designation DAXN() cw CDX DCONMS a OHN®@ OAL O (mm/rev)
PICCO R 620.1006-20 6.0 1.00 2.00 6.00 5.20 20.0 35.00 ° 0.01-0.04
PICCO R 620.1506-20 6.0 1.50 3.00 6.00 5.20 20.0 35.00 ° 0.01-0.05
PICCO R 620.2006-20 6.0 2.00 4.00 6.00 5.20 20.0 35.00 . 0.02-0.06
PICCO R 620.2506-20 6.0 2.50 5.00 6.00 5.20 20.0 35.00 ° 0.02-0.06
PICCO R 620.3006-20 6.0 3.00 6.00 6.00 5.20 20.0 35.00 [ 0.02-0.06
* Only right-hand inserts are available as standard, left-hand inserts on request e All carbide inserts are with sharp corners
e For detailed cutting data, see page 604
) Minimum axial grooving diameter
(2 Minimum overhang
——im




PICCOCUT JETCUT

OAL ¥
PICCO-016/020-N | ~ @ DAXN b

5
z (Face Grooving) T
> Inserts with Internal Coolant [ CDX
Channel for Deep Face Grooving a C*W = = DCO‘NMS
@) T/F---!ﬁl!;!|v &F
LU 100
O REO.2 ar viax
C
. . Recommended
(D PLIEIEETS Machining Data
LLI
O =] f face-groove
<E Designation DAXN( cw LU CDX DCONMS a OAL 3 (mm/rev)
|_|_ PICCO R016.0300-10N 16.0 3.00 9.00 9.00 8.00 5:50 32.00 o 0.01-0.05
PICCO R016.0300-20N 16.0 3.00 19.00 19.00 8.00 5.50 41.00 o 0.01-0.05
PICCO R016.0400-20N 16.0 4.00 19.00 19.00 8.00 6.00 41.00 o 0.01-0.05
PICCO R020.0300-25N 20.0 3.00 24.00 24.00 8.00 5.50 46.00 o 0.01-0.05
PICCO R020.0300-30N 20.0 3.00 29.00 29.00 8.00 5.50 51.00 o 0.01-0.04
PICCO R020.0300-40N 20.0 3.00 39.00 39.00 8.00 5.50 61.00 o 0.01-0.04
PICCO R020.0400-25N 20.0 4.00 24.00 24.00 8.00 6.00 46.00 o 0.01-0.06
PICCO R020.0400-30N 20.0 4.00 29.00 29.00 8.00 6.00 51.00 ° 0.01-0.06
PICCO R020.0400-40N 20.0 4.00 39.00 39.00 8.00 6.00 61.00 o 0.01-0.05
PICCO R020.0500-25N 20.0 5.00 24.00 24.00 8.00 6.50 46.00 o 0.02-0.06
PICCO R020.0500-30N 20.0 5.00 29.00 29.00 8.00 6.50 51.00 ° 0.02-0.06
PICCO R020.0500-35N 20.0 5.00 34.00 34.00 8.00 6.50 56.00 o 0.02-0.05
PICCO R020.0500-40N 20.0 5.00 39.00 39.00 8.00 6.50 61.00 [ 0.02-0.05

* Allinserts have two coolant holes which may be used with coolant pressure up to 100 bars e Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only
e For detailed cutting data, see page 604
) Minimum axial grooving diameter

PICCOCuUT
PICCO-016/020 ; NI ¢Q ﬁm
(Face Grooving) DCONMS
Inserts with Coolant Holes i R DAXN
for Deep Face Grooving ;;
AMT REO.2 Right-hand shown
. . Recommended
PLIEIEETS Machining Data
o]
= f face-groove
Designation DAXN( cw OHN®@ DCONMS a OAL Q (mm/rev)
PICCO R 016.0300-10 16.0 3.00 10.00 8.00 5.50 30.00 (] 0.01-0.05
PICCO R 016.0300-20 16.0 3.00 20.00 8.00 5.50 40.00 ° 0.01-0.05
PICCO R 016.0400-10 16.0 4.00 10.00 8.00 6.00 30.00 (] 0.01-0.05
PICCO R 016.0400-20 16.0 4.00 20.00 8.00 6.00 40.00 ° 0.01-0.05
PICCO R 020.0300-25 200 3.00 25.00 8.00 5.50 45,00 ° 0.01-0.05
PICCO R 020.0300-30 20.0 3.00 30.00 8.00 5.50 50.00 (] 0.01-0.04
PICCO R 020.0300-35 200 3.00 35.00 8.00 5.50 55.00 ° 0.01-0.04
PICCO R 020.0300-40 200 3.00 40.00 8.00 5.50 60.00 ° 0.01-0.04
PICCO R 020.0400-25 20.0 4.00 25.00 8.00 6.00 45.00 (] 0.01-0.06
PICCO R 020.0400-30 200 4.00 30.00 8.00 6.00 50.00 ° 0.01-0.06
PICCO R 020.0400-35 200 4.00 35.00 8.00 6.00 55.00 ° 0.01-0.05
PICCO R 020.0400-40 20.0 4.00 40.00 8.00 6.00 60.00 (] 0.01-0.05
PICCO R 020.0500-20 200 5.00 20.00 8.00 6.50 40.00 ° 0.02-0.06
PICCO R 020.0500-25 200 5.00 25.00 8.00 6.50 45,00 ° 0.02-0.06
PICCO R 020.0500-30 20.0 5.00 30.00 8.00 6.50 50.00 (] 0.02-0.06
PICCO R 020.0500-35 200 5.00 35.00 8.00 6.50 55.00 ° 0.02-0.05
PICCO R 020.0500-40 20.0 5.00 40.00 8.00 6.50 60.00 [ 0.02-0.05

* Allinserts have two coolant holes which may be used with coolant pressure up to 100 bars e For detailed cutting data, see page 604
) Minimum axial grooving diameter
@) Minimum overhang

ISCAR




JETCUT PICCOCUT

I OAL ¥ | g ( 5
PICCO-015-N A O ! =
(Face Grooving) ] i —
Inserts with Internal Coolant CDX >
Channel for Deep Face Grooving % C#DoolNMs O
) L 1 v r
. . Recommended I
PLUEIEETS Machining Data ( I )
(=]
S f face-groove | | |
Designation DAXN( cw LU DCONMS a OAL 8 (mm/rev) O
PICCO R 015.2515-20N 8.0 2.50 19.00 7.05 5.90 41.00 o 0.01-0.04
PICCO R 015.3015-20N 8.0 3.00 19.00 7.05 5.90 41.00 o 0.02-0.05 <
PICCO R 015.3015-30N 8.0 3.00 29.00 7.05 5.90 51.00 o 0.01-0.04 I—I—
* Only right-hand inserts are available as standard, left-hand inserts on request e All inserts are with sharp corners
e Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only e For detailed cutting data, see page 604
) Minimum axial grooving diameter
g )
PICCOCUT
‘ OAL: ¥
PICCO-015 (Face Grooving) . \ P . CDX g r
Inserts for Deep Face Grooving AN R B - ONMS = =
. b oAl =
A b
a ' ——— TM
b owt e onn
Right-hand shown
Dimensions FEETiLE
Machining Data
Q f face-groove
Designation DAXN® cw OHN®@ DCONMS a OAL CDX S (mm/rev)
PICCO R 015.2515-20 8.0 2.50 20.00 7.00 5.90 35.00 20.00 o 0.01-0.04
PICCO R/L 015.3015-20 8.0 3.00 20.00 7.00 5.90 35.00 20.00 . 0.02-0.05
PICCO R 015.3015-30 8.0 3.00 30.00 7.00 5.90 45.00 30.00 [ 0.01-0.04
e Only right-hand inserts are available as standard, left-hand inserts on request e All inserts are with sharp corners
e For detailed cutting data, see page 604
() Minimum axial grooving diameter
2 Minimum overhang
pPiccocyT -
KIT PICCO Face & ‘_Q
Contains One Toolholder |
and a Set of Solid Carbide DAXN iﬁtﬁ
Miniature Face Turning and =
Grooving Boring Bars M
DAXN CWN? CWX®
KIT PICCO SET-4R 8.0 1.00 3.00
() Minimum axial grooving diameter
2 Minimum cutting width
3 Maximum cutting width
PICCO
Face Grooving PICCO Mini-Bar Tool Set - 4R
Mini Bore
Designation Dia. OHN CDX CW  Pcs. Designation
PICCO 16.D6 1x Holder vir'Bore
PICCO R/L 010.1008-10 80 1 15 10 i Mini Carbide Bar itiahs
PICCO R/L 010.1508-10 8.0 11 25 15 1x Mini Carbide Bar A ow
PICCO R/L 010.2008-10 8.0 1 3.0 2.0 1x Mini Carbide Bar
PICCO R/L 010.2508-20 8.0 21 815 2.5 1x Mini Carbide Bar
PICCO R/L 010.3008-20 8.0 21 815 3.0 1x Mini Carbide Bar

Available grade: IC228

Member IMC Group.




CHAMGROOVE

CHAMGROOVE o
MGCH-C (face) —t o r
Face Machining Tools Carrying L ‘—B:g

GFQR Inserts for Dmin 12 - Dmax macHooc!  tpconms T
19 mm Penetration Range

A O

(MG PCO-16-9)

‘ OAL The same tool applies for right-and left-machining

" s b4

| MGCHO9C | 9.00 83.50 65.0 5.50 SR 76-2145 T-15/5

) Maximum overhang
Inserts: GFQR
Holders: PICCO/MG PCO (Holder)

©)
=
=
@,
O
o
O
L]
O
T

Holder Bar for Adjustable Shank 15 ¥

E=———— 3} 16
MG PCO-16-9 )

CHAMGROOVE

GFQR : INSL % g J

Face Grooving Inserts cOX NS =
*' 5t N DAXN-DAXX
o
owt fre
. . Recommended
LTEELTS Machining Data
< f face-groove
Designation CcwW RE CwTOoL™M RETOL®@ CDX DAXN® DAXX 8 (mm/rev)
GFQR 12-1.00-0.05 1.00 0.05 0.02 0.030 1.50 12.0 16.0 [ 0.01-0.04
GFQR 12-1.50-0.20 1.50 0.20 0.02 0.030 250 12.0 17.0 . 0.01-0.04
GFQR 12-2.00-0.20 2.00 0.20 0.02 0.030 3.00 124 18.0 [ 0.02-0.05
GFQR 12-2.50-0.20 2.50 0.20 0.02 0.030 3.00 13.0 19.0 . 0.02-0.05

For detailed cutting data, see page 604
) Cutting width tolerance (+/-)

(@ Corner radius tolerance (+/-)

@) Minimum penetration diameter

@) Maximum penetration diameter

MINCUT

LW
MINJ FACE LINE MIFHR... 10 MIFHR... 8 ? Q
MIFHR | - - % |
Bars for Face and Internal o : (m N e e =
Grooving, Undercutting 2 o \y/- [ R S @ E
and Threading Inserts ) [ L | v
=l =] [
OAL

DCONMS  CND WF RADW  OAL L3 LH RE Insert & ? @

MIFHR 8SC-8-SRK (1) 8.00 12 14 3.70 75.00 7.40 1.7 3.80 MLR 8 SR 14-297 T-8/5

MIFHR 10C-8 10.00 5.0 1.4 450 102.50 7.40 12.5 3.80 MLR 8 SR 14-297 T-8/5

MIFHR 12C-8 12.00 5.0 14 5,50 102.50 7.40 125 3.80 MLR 8 SR 14-297 T-8/5

MIFHR 12C-10 (@ 12.00 6.0 24 5,50 90.00 11.20 17.2 4,60 MLR10 SR 34-506 M3X0.5 T-9/5

MIFHR 16C-10 (@ 16.00 6.0 24 7.50 90.00 11.20 17.2 4,60 MLR10 SR 34-506 M3X0.5 T-9/5

MIFHR 16C-15 16.00 8.0 2.7 7.50 100.00 12.50 19.0 1030  MLR15 SR 34-506/L T-9/5 PL 16

MIFHR 20C-15 20.00 8.5 47 9.00 100.00 12.50 19.0 11.30  MLR15 SR 34-506/L T-9/5 PL 20

) Solid carbide shank

(2 Only face grooving inserts are available for this tool
Inserts: MEFL ¢ MIFR ¢ MIGR 8 ¢ MITR 8-MT « MIUR 8
Holders: PICCO/MG PCO (Holder)

ISCAR
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MiN} FACE LINE 7_7
MFHR-JHP

Square Shank Tools for

MIFR 10 Face Grooving Inserts

c
z
m
(<
=
@]
0
N
=
o
@
X
w

OAH *g
‘ B0

G0 OAL.

H B OAL LH L3 CDX DAXN®  OAH HF Insert & ? @
MFHR 12C-10-JHP 12.0 12.0 100.00 27.0 5.20 9.00 10.0 20.0 12.0 MLR10 SR34-506  T-9/5 SR 5/16UNF TL360
MFHR 16C-10-JHP 16.0 16.0 100.00 27.0 5.20 9.00 10.0 24.0 16.0 MLR10 SR34-506  T-9/5 SR 5/16UNF TL360
MFHR 20C-10-JHP 20.0 20.0 100.00 30.0 5.20 9.00 10.0 28.0 20.0 MLR10 SR34-506  T-9/5 SR 5/16UNF TL360

e For DAXN, refer to insert data e For user guide and accessories, see pages 604-615

() Minimum axial grooving diameter

Inserts: MEFL  MIFR

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)

MFHR 12C-10-JHP 3 5-9 9-11
MFHR 16C-10-JHP 3 9 9-11

r Yy, |
MIN} FACE LINE —
IHSR-MIFR j
Trepanning Cartridges Carrying
MINCUT Inserts Mounted on the CWN-CWX

BHR MB32-32X63 Boring Head —

H |
le—— OAL —

o ovo ome om on  w o e &
IHSR 8-21 MIFR8 8.0 21.0 150 2.20 32.00 23.00 17.50 MR8 SR 14-297 T-8/5
IHSR 19-34 MIFR10 190 340 2.00 3.00 27.00 22.00 17.80 MLR 10 SR 34-506 T-9/5

() Minimum axial grooving diameter
2 Maximum axial grooving diameter
@) Minimum cutting width

@) Maximum cutting width
Inserts: MIFR

Member IMC Group,
|
L4 11 ]
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(D MK vui MIFR 15 MIFR 10 MIFR 8
oDX ‘«PDY g Ig J

Zz Es o S L@ <O B =

_— crew-Clamped Inserts D sty ] J

> for Internal Face Grooving <f INSL—»] ] j

O and Tuming oW S e

O -

=

m Recommended

(D DU Machining Data

I—u fface- | fface-

Q =] groove turn

<E Designation INSL CW CWTOL® RE RETOL® WF S1 DAXN® DAXX®  CDX PDY 3 (mm/rev) | (mm/rev)

|_|_ MIFR 8-1.50-0.20 17.70 1.50 0.02 0.20 0.020 2.60 6.5 8.0 115 5.50 11.00 . 0.02-0.10 | 0.02-0.06
MIFR 8-1.60-0.80 17.70 1.60 0.02 0.80 0.020 2.60 6.5 8.0 12.1 5.50 11.00 o 0.02-0.10 | 0.02-0.06
MIFR 8-2.00-0.20 17.70 2.00 0.02 0.20 0.020 2.80 6.5 8.0 16.0 5.50 11.00 . 0.02-0.10 | 0.02-0.06
MIFR 8-2.20-0.20 17.70 2.20 0.02 0.20 0.020 2.90 6.5 8.0 21.0 5.50 11.00 o 0.02-0.10 [ 0.02-0.06
MIFR 10-2.00-0.20 25.10 2.00 0.02 0.20 0.020 3.00 7.6 10.0 = 9.00 14.80 o 0.02-0.10 [ 0.02-0.06
MIFR 10-2.00-1.00 25.10 2.00 0.02 1.00 0.020 3.00 7.6 10.0 - 9.00 14.80 . 0.02-0.10 | 0.02-0.06
MIFR 10-2.50-0.20 25.10 2.50 0.02 0.20 0.020 3.10 7.6 10.0 30.0 9.00 14.80 o 0.02-0.10 | 0.02-0.06
MIFR 10-2.50-1.25 25.10 2.50 0.02 1.25 0.020 3.30 7.6 10.0 = 9.00 14.80 o 0.02-0.10 [ 0.02-0.06
MIFR 10-3.00-0.20 25.10 3.00 0.02 0.20 0.020 3.40 7.6 10.0 30.0 9.00 14.80 . 0.02-0.10 | 0.02-0.06
MIFR 10-3.00-1.50 25.10 3.00 0.02 1.50 0.020 3.30 7.6 10.0 34.0 9.00 14.80 o 0.02-0.10 | 0.02-0.06
MIFR 15-2.50-0.20 30.00 2.50 0.02 0.20 0.020 5.55 9.0 15.0 60.0 15.00 19.30 o 0.03-0.05 | 0.03-0.04
MIFR 15-2.50-1.25 30.00 2.50 0.02 1.25 0.020 5.55 9.0 12.0 47.0 15.00 19.30 . 0.03-0.05 | 0.03-0.04
MIFR 15-3.00-0.20 30.00 3.00 0.02 0.20 0.020 5.85 9.0 15.0 60.0 15.00 19.30 o 0.03-0.05 | 0.03-0.04
MIFR 15-3.00-1.50 30.00 3.00 0.02 1.50 0.020 5.85 9.0 10.0 = 15.00 19.30 o 0.03-0.05 | 0.03-0.04
MIFR 15-3.50-0.20 30.00 3.50 0.02 0.20 0.020 6.00 9.0 10.0 = 15.00 19.30 o 0.03-0.05 | 0.03-0.04

* Recommended cutting speeds and feeds can increased by 20-30% for aluminum, and reduced by 20-30% for titanium and Inconel
e For cutting speed recommendations, see page 606

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) Minimum axial grooving diameter

@ Maximum axial grooving diameter

Tools: IHSR-MIFR ¢ MFHR-JHP e MIFHR

MIFR 8 MIFR 10 MIFR 15
Ty \ ; )

r vy

MIKCGT SNSL—— e j
— =

SM,CEaI\:NLCIamped Inserts for .@ w

- DAXN-DAXX _ ]
External Face Grooving and ¢ CDX J
Turning Next to Shafts T CWEE@

ox R == g

. . Recommen
e
fface- | fface-
groove turn
Designation CcwW RE  CWTOL" RETOL®  WF S1 CDX PDY INSL  DAXN® DAXX“ (mm/rev) | (mm/rev)
MEFL 8-1.50-0.20 1.50 0.20 0.02 0.020 2.60 6.6 5.50 11.00 17.40 8.0 15.0 0.02-0.10 | 0.02-0.06
MEFL 8-1.60-0.80 1.60 0.80 0.02 0.020 2.70 6.6 5.50 11.00 17.40 7.0 12.1 0.02-0.10 [ 0.02-0.06

MEFL 8-2.00-0.20 2.00 0.20 0.02 0.020 3.10 6.6 5.50 11.00 17.40 7.0 20.0
MEFL 8-2.00-1.00 2.00 1.00 0.02 0.020 2.90 6.6 5.50 11.00 17.40 7.0 14.0
MEFL 8-2.20-0.20 2.20 0.20 0.02 0.020 3.10 6.6 5.50 11.00 17.40 7.0 20.0
MEFL 10-2.50-0.20 2.50 0.20 0.02 0.020 3.15 7.6 9.00 14.85 24.50 10.0 45.0
MEFL 10-2.50-1.25 2.50 1.25 0.02 0.020 3.15 7.6 9.00 14.85 24.50 10.0 45.0
MEFL 10-3.00-0.20 3.00 0.20 0.02 0.020 3.60 7.6 9.00 14.85 24.50 10.0 100.0
MEFL 10-3.00-1.50 3.00 1.50 0.02 0.020 3.40 7.6 9.00 14.85 24.50 10.0 100.0

0.02-0.10 | 0.02-0.06
0.02-0.10 | 0.02-0.06
0.02-0.10 | 0.02-0.06
0.02-0.06 | 0.02-0.05
0.02-0.06 | 0.02-0.05
0.02-0.06 | 0.02-0.05
0.02-0.06 | 0.02-0.05

®© o 0 00 0 0 0 0/|CI8

e For cutting speed recommendations, see pages 606
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

(3 Minimum axial grooving diameter

4 Maximum axial grooving diameter

Tools: MFHR-JHP ¢ MIFHR

ISCAR




MiIN}{ FACE LINE

MINCUT KIT

Contains One Toolholder and
a Set of 6 Different Inserts
for Internal Face Grooving
and Turning Applications

AKITS

i
kil
ol S
=R

Qty
KIT MINCUT 7
Catalog No Designation Quantity

2801523 MIFHR 12C-8

6404029 MIGR 8-1.60-0.80
6404045 MIFR 8-2.20-0.20
6404049 MIFR 8-1.60-0.80
6405165 MITR 8-MT1-0.05
6405188 MIUR 8-1.00-0.50
6405194 MIGR 8-2.00-0.10
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Cutting Speed Recommendations

HELIFACE
Machining Data for Face Machining
o Tensile Strength Material
@« Material Condition [N/mm?] Hardness HB Group No.
< 0.25 %C Annealed 420 125 1
N ! I >=0.25 %C Annealed 650 190 2
on-alloy steel and cast <0.55 %C Quenched and tempered 850 250 3
steel, free cutting steel
>= 0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5
Annealed 600 200 6
Low alloy steel and cast steel (less 930 275 7
than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
High alloyed steel, cast steel, and tool steel Annealed 080 200 10
d i ' ' Quenched and tempered 1100 325 11
Stainless steel and cast steel Ferritic/martensitic 680 200 12
Martensitic 820 240 13
M | Stainless steel and cast steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Cast i dular (GG
astiron nodular (GG) Pearlitic/ Martensitic 260 16
Ferritic 160 17
Grey cast iron (GGG) =
Pearlitic 250 18
Ferriti 130 19
Malleable cast iron err|.|f:
Pearlitic 230 20
Aluminum-wrought alloys Not cureable 60 21
S Cured 100 2
<=12% Si Not cureable 75 23
Aluminum-cast-alloys Cured 90 24
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
. Duroplastics, fiber plastics 29
Non-metallic
on-metetl Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 €8
Ni or Co based Cured 350 34
Cast 320 €5
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel arcene
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 41




Material

No. 1C228/528 IC830 IC354 1C908 IC808 IC8250
1 85 - 125 90 - 135 95 - 145 120 - 180 125 - 190 180 - 270
2 75 - 110 80 - 115 90 - 125 110 - 155 115 - 165 165 - 230
3 60 - 85 65 - 95 70 - 100 85 - 125 90 - 130 125 - 185
4 65 - 100 70 - 110 75-115 95 - 145 100 - 150 140 - 215
5 50 - 85 55 - 90 60 - 95 75- 120 80 - 125 110 - 180
6 65 - 100 70 - 110 75-115 95 - 145 100 - 150 140 - 215
7 50 - 85 55 - 95 60 - 100 75-125 80 - 130 110 - 185
8 50 - 85 55 - 90 60 - 95 75- 120 80 - 125 110 - 180
9 50 - 75 50 - 80 56 - 90 70- 110 75-115 105 - 165
10 75 - 110 80 - 115 90 - 125 110 - 155 115 - 165 165 - 230
11 50 - 75 50 - 80 56 - 90 70 - 110 75 - 115 105 - 165
IC806 IC808 IC354 IC830 IC20
12 110 - 200 100 - 180 80 - 145 75 -135 50 - 90
13 100 - 185 90- 170 70 - 135 65 - 125 45-85
IC806 IC808 IC354 IC830 IC20
14 90-170 80 - 155 65 - 125 60 - 115 40-75
IC5010 IC428 1C8250 IC808 IC20
15 135 - 255 125 - 230 110 - 205 85 - 160 60 - 115
16 120 - 180 110 - 160 100 - 145 75-110 55 - 80
17 130 - 215 120 - 195 110- 175 85 - 135 60 - 95
18 105 - 170 95 - 155 85 - 140 65 - 110 45-75
19 160 - 265 145 - 240 130 - 215 100 - 170 70-120
20 130 - 215 120 - 195 110- 175 85 - 135 60 - 95
IC808 IC20
21 330 - 990 300 - 900
22 250 - 825 225 - 750
23 250 - 825 225 - 750
24 165 - 495 150 - 450
25 165 - 330 150 - 300
26 165 - 330 150 - 300
27 120 - 250 110 - 225
28 80 - 165 75 - 150
29 40 - 165 36 - 150
30
IC806 IC908 IC808 IC830 IC20
31 45-70 36 - 55 36 - 60 25 - 40 25 - 40
32 30 - 50 25 - 40 25 - 40 20 - 30 15 - 30
33 30 - 50 25 - 40 25 - 40 20 - 30 15 - 30
34 25 - 45 20- 35 20- 35 15 - 25 15 - 25
35 20 - 30 15 - 25 15 - 25 10 - 20 10- 15
36 105 - 180 85 - 145 90 - 150 65 - 110 60 - 100
37 40 - 50 30 - 40 30 - 40 25 - 35 36 - 45
IC808 IC20
38 25-30 20-30
39 20-30 15-25
40 30-45 30-40
41 25-30 25-30
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Face Gooving Grades Chart
CHAMGROOVE PICCOCUT

Machining Data for Face Machining

MIFR/
GFQR | PICCO | MEFL | MIFR 10 | MIFR 15
Tensile Cutting | 1C528 | 1C228 | 81C908 | 1C908 | 1C908
o Strength | Hardness |Material| Speed Feed Feed Feed Feed Feed
(] Material Condition | [N/mm?] HB No. | (m/min) | (mm/rev) | (mm/rev) | (mm/rev) | (mm/rev) | (mm/rev)
0.25 %C | Annealed 420 125 1
<Deo B | ANede 80-180 | 0.02-0.08 |0.015-0.05
>=0.25 %C| Annealed 650 190 2
Non-alloy Quenched
steel and < 0.55 %C and 850 250 3
—— [ 80-130 | 0.02-0.06 [0.015-0.04
free cutting = 0,55 %C| Annealed 750 220 4
steel Quenched
and 1000 300 5 80-120 | 0.02-0.06 [0.015-0.04
tempered 0.015-0.08| 0.03-0.10 | 0.03-0.08
Annealed 600 200 6 80-140 | 0.02-0.08 |0.015-0.04
;Oe‘gla(‘l”ezysir?:nc;;t o Quenched | 930 275 7 | 80-140 | 0.02-0.08 |0.015-0.04
0
L and 1000 300 8 80-120 | 0.02-0.06 [0.015-0.03
tempered 1200 350 9 80-120 | 0.02-0.05 [0.015-0.03
Annealed 680 200 10 | 80-140 | 0.02-0.08 [0.015-0.04
High alloyed steel, cast Quenched
steel, and tool steel and 1100 325 11 | 80-120 | 0.02-0.08 [0.015-0.03
tempered
Stainless steel m';f{g;';{ic 630 200 12 | 40-120 | 0.02-0.08 [0.015-0.04|0.015-0.07| 0.03-0.08 | 0.02-0.05
and cast steel Martensitc | 820 240 13 | 40-120 | 0.02-0.07 |0.015-0.04|0.015-0.07] 0.03-0.08 | 0.02-0.05

i Stainless steel Austenitic 600 180 14 | 40-100 | 0.02-0.06 [0.015-0.03]0.015-0.07| 0.03-0.08 | 0.02-0.05
and cast steel

Fﬁgﬁ},fé 180 15 | 80-140 | 0.02-0.08 [0.015-0.05
Cast iron nodular (GG) S it/
cariiics 260 16 | 80-120 | 0.02-0.07 |0.015-0.04
Martensitic
, Ferritic 160 17 | 80-140 | 0.02-0.08 [0.015-0.04| 0.02-0.10 1 0.05-0.12 0.04-0.10
Grey cast iron (GGG) "
Pearlitic 250 18 | 80-120 [ 0.02-0.07 [0.015-0.04
Vialloabie cast fon Ferritic 130 19 | 80-140 [ 0.02-0.06 |0.015-0.04
Pearlitic 230 20 | 80-120 | 0.02-0.07 [0.015-0.04
, Not cureable 60 21 |150-320{ 0.02-0.08 [0.015-005
Aluminum-wrought alloys
Cured 100 22 [100-250{ 0.02-0.08 [0.015-005
<=12% Si | Not cureable 75 23 [150-300 0.02-0.08 [0.015-005
Aluminum- Cured % 24 [150-300( 0.02-0.08 [0.015-005
cast-alloys . High
>12% Si 130 25 |100-150| 0.02-0.08 |0.015-005
temperature
>1% Pb Free cutting 110 26 | 80-230 | 0.02-0.08 |0.015-005| 0.02-0.10 | 0.05-0.15 | 0.05-0.12
Copper Brass 90 27 | 70-200 | 0.02-0.08 [0.015-005
alloys iti
/ A eaili 100 28 | 50-180 | 0.02-0.08 [0.015-005
copper
Duroplastics, 09
Non-metallic fiber plastics
Hard rubber 30
Febased | Annealed 200 31 | 20-40 |0.02-0.06 [0.015-0.04
Cured 280 32 | 15-30 [0.02-0.06 [0.015-0.04
High temp.
Annealed 250 33 | 15-20 |0.02-0.06 [0.015-0.04
alloys Nore Cured 350 34 | 1520 |0.02-0.06 [0.015-0.04
based Le 2D PO 0.015-0.7 | 0.02-0.08 | 0.02-0.05
Cast 320 35 | 15-20 |0.02-0.06 [0.015-0.04
RM 400 36 | 40-120 | 0.02-0.06 [0.015-0.04
Titanium Ti all
HAE Apha+beta | oy, 4651 37 | 20-50 |0.02-0.06 |0.015-0.04
alloys cured
Hardened steel Hardened 55 HRC 38
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 41
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ISCAR Face Gooving Grades Chart

USER GUIDE

Grade ISO Grade Description Coating Layers Coating Color*
P20-P40
M20-M30
A tough substrate with PVD coating, suitable for general use on
a wide range of carbon steels, alloy steels and stainless steel at .
moderate speeds and feeds.
Base
A hard submicron grain size substrate with PVD coating and a
NMO5-M15 | special SUMOTEC surface treatment. .
Excellent for machining high temperature alloys and Titanium
alloys, at moderate to relatively high cutting speeds.
$10-520 | Features high wear resistance and plastic deformation durability.
Base
il Uiy A hard submicron grain size substrate with PVD coating and a
MO5-M15 special SUMOTEC surface treatment. Suitable for machining
K15-K30 | steels, alloy steels, austenitic stainless steel, high temperature
alloys and hard steels at moderate to relatively high cutting TiN
a S10-S20 | speeds upder stablelcondition's'. Features high wear resistance
Ig HOB-H15 and plastic deformation durability. Base
= P15-P30 . . . .
g e A toqgh submicron grain size substrate with PVD coating and a
o special SUMOTEC surface treatment. Recommended for general
K20-K40 | use for a large variety of applications and materials such as
steels, alloy steels, austenitic stainless steel and high temperature | TiN
515-530 | @alloys at moderate cutting speeds and feeds. Features high wear  [ENN
H20-130 resistance and chipping durability. Base
B0 A tough substrate with PVD coating and a special SUMOTEC
M25-M40 | g rface 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 | TiN
$20-830 | interrupted cuts and machining under unstable conditions. May (BN
be used on high temperature alloys at low cutting speeds. Base
P15-P30
M20-M30 | A tough submicron grain size substrate with PVD coating,
K20-K40 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.
$15-S30 | Features high wear resistance and chipping durability.
H20-H30 Base

* For coated grades
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ISCAR Face Gooving Grades Chart

Grade 1ISO

Grade Description

Coating Layers

Coating Color*

A hard substrate with MTCVD coating with a special SUMOTEC

K10-K20 | surface treatment. Recommended for machining gray and nodular | TiN
1IC5010 ; ; . .
cast iron at moderate to high cutting speeds, provides very good
resistance to chipping.
Base
P15-P35
M15-M25 | A tough substrate with a cobalt enriched layer and MTCVD
coating with a special SUMOTEC surface treatment. TN
1C8250 Recommended for general use machining of steels, alloy steels
and martensitic stainless steel in a wide range of conditions. m
Features high toughness and good wear resistance.
Base
o
= A tough substrate with multilayer CVD coating. Recommended for
S K10-K25 | machining gray and nodular cast iron at medium to high cutting
g speeds. Can be used for interrupted cuts and under heavy
c>’ machining conditions.
Base
K05-K20 A hard substrate with multilayer CVD coating.
Recommended for machining gray and nodular cast
iron at moderate to high cutting speeds. “
H15-H25 Base
P10-P25
A hard substrate with a cobalt enriched layer and MTCVD
K10-K15 | coating. Recommended for high speed machining of steels, TN
1C9015 o . .
alloy steels and martensitic stainless steel with moderate feeds
at stable conditions.
Base
* For coated grades
Grade 1ISO Grade Description Coating Layers Uncoated
M15-M30
A tough uncoated submicron carbide grade, suitable for steels,
T stainless steel and high temperature alloys at low cutting speeds.
25 Good choice for non-ferrous materials.
o S20-S30
5 B
ase
3
g
=) A hard-uncoated carbide grade for machining aluminum and
K10-K20 other non-ferrous materials at medium to high cutting speeds.
N Can be used for cast iron at low cutting speeds.
5-N25 Suitable also for machining high temperature and Titanium alloys,
$10-820 | at low cutting speeds.
H10-H20 Base

ISCAR



Clamping the Insert

Clamping an insert correctly into the holder
is necessary for stable machining.

e Be sure that the seat is clean of dirt and swarf.
¢ In the first stage of clamping, ease the insert gently into
place. Make sure that the prismatic surfaces match.

Screw Clamping Torque

Insert Width Nxm

CGFG 51... 4-6

The unique chipformer is designed for deep
grooving and face turning both toward and away

from the center with excellent chip formation.

HELI-FACE HFPR/L
& HGPL Type

~

@
A
\

i |

HELI-GRIP
GRIP...Y Type

For general use in tuming
& grooving on all types of
materials. Use for deep
grooving in low-to-medium
feeds 0.04-0.15 mm/rev.
Min grooving dia. 12 mm.

The "all in one” insert for
parting, external grooving
and turning, internal
grooving and turning, face
grooving and turning.

DO-GRIP DO-GRIP
DGN...C Type DGN...J Type
e 7 -

77 7

|

For grooving operations
only. Strong cutting edge
for hard materials and
tough applications in
feeds 0.1-0.2 mm/rev.

For grooving operations
only. Positive rake, for soft
materials in low-to-medium
feeds 0.05-0.15 mm/rev.

Face Machining Guide

Tool Selection - Follow these recommendations
to choose the right tool for high peformance.

'

w

Choose the widest possible insert and tool, according
to the cutting width and geometry to be machined.

_>|Tmax|<.

Choose the shortest tool blade overhang,
according to the maximum depth required.

' Minor
Dmin Diarlneter
\
ajor
\ Pe(lmjeter

Choose the tool range with the largest
diameter, depending on the initial grooving
diameter required in the application.

Remark: On integral shank tools the given range
refers to the holder capacity.

Tool Adjustment - Prior to machining, check
and adjust the following tool positions.

Check the cutting edge height at center line, machine
in light turning down to center and check for burr.

B [//10.015[ 4 mm

Check parallelism of the cutting edge and machined
surface. Correct position can guarantee good surface
quality when face turning in both directions.
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HELIFACE

USER GUIDE

Face Machining Guide

Recommended machining sequence in roughing
operation using multifunction HELI-FACE tools.

Groove at the initial diameter up to the depth of
cut selected for the next step in face turning.

Continue with face turning away from the center.

t

After rapid positioning back into initial groove,
continue with face turning to center.

Note: When face grooving, reduce the speed by 40% in relation to that
used in face turning.

Optimizing the Machining Sequence

Recommended machining sequence
using multifunction tools.

Groove at the initial diameter to the final depth of
the groove and continue face turning away from
the center to the tangential point on the radius.

Finish major diameter toward the
bottom and generate the radius.

Position the tool in rapid movement in the initial
groove, continue face turning to center, without
touching the machined roughing steps on the wall.

Finish boring the minor diameter to
the bottom, up to final depth.

Note: When face grooving, reduce the speed by 40% in relation to that
used in face turning.

ISCAR



HELIFACE

USER GUIDE

The Multifunction Advantage

The HELI-FACE internal boring bar HFIR/L MC
typewith internal coolant can replace the three different
ISO tools and shorten machining time by 20%.

A single multifunction tool machines the whole part:
grooving, face turning and chamfering, replacing three
ISO tools and reducing machining time by 40%.

A single integral HELI-FACE tool HFHPL-M
replaces three I1SO tools and reduces
machining time by 50%.

Note: When face grooving, reduce the speed by 40% in relation to that
used in face turning.

The Multifunction Advantage

This workpiece was machined using
three different conventional tools.

An indexable drill for bottom drilling.

A standard internal boring bar with a trigon
insert for roughing and finishing.

A standard internal boring bar with a trigon insert
for bottom machining. This operation requires
a small diameter shank and long overhang.

The HELI-FACE Solution

The HELI-FACE internal boring bar HFIR/L MC type
with internal coolant can replace the three different
ISO tools and shorten machining time by 20%.

.=
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USER GUIDE

The Multifunction Advantage Insert Replacement

This part was machined using three EDG 33B
different conventional tools.

A standad ISO tool for external turning.

I I
!|
|
|
A boring bar for face turning and chamfering.
Eccentric Extractor
Simple to operate; controlled rotation requires low force;
guarantees limited upper jaw movement and secures
E maximum load on blade.
Two extractor pins are placed in the
two holes in the holder blades.

©)
=
=
@,
@)
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O
L]
2
L

. . Indexing
A face grooving tool for grooving,
recessing and chamfering. Place the EDG extractor in the holes

ng I Hold the extractor against the tool.

The HELI-FACE Solution

A single integral HELI-FACE tool HFHPL-M replaces
three I1SO tools and reduces machining time by 50%.
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Machining Conditions in Face Grooving
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Q)
O
T

Recommended feed range for grooving with Recommended depth of cut and feed range
HFPR/L inserts in various widths. for face turning using HFHR/L toolholders
carrying HFPR/L inserts in various widths.
mm/rev
0.15 -
0.13 4.0
0.11 85
3.0
0.09
g 5 2.5
L oo7 o
0.05 5 20
A L
3 15
0.03 8 1o
T T T T 0.5
3 4 5 6 mm
Width of Inserts (W) 005 01 015 02 025 03mmhey
Feed
Chip shapes for grooving, according to width of
insert and feed, using HFHR/L toolholders. Chip shapes in face turning with inserts HFPR/L-5004
=0.05 1=0.08 1=0.10 =0.15 & HFPR/L 6004 and HFHR/L toolholders.
mm/rev mm/rev mm/rev mm/rev £=0.10 £=0.20 $=0.25 =0.30
£ q mm/rev mm/rev mm/rev mm/rev
£ J\J ’V
:»‘ \I’\} \/ 2 £
g | 7 AN T
1l
>~ o~ ™ = | o |
£
£ 4 YATAVAY ) o
©
8 : A ’V E I Y 4 é O N e
i oy WP & B e D o
s A M= ] :
Note: In face grooving, narrowed and deformed chips are preferred. @ & Q é Q ‘ & :
Curled and long chips can flow out more easily from deep grooves. ‘
PPN $io e
&l o ¢. . w)p ‘!’ J
Heg | @ w0

» C
R
»

B —a e
Qi‘o ‘EGl-tg

Note: In roughing, increase feed at small depth of cut and reduce feed at
large depth of cut.

HFPR/L 3003
GRIP/HGPL 300Y
HFPR/L 4004
GRIP/HGPL 400Y
HFPR/L 5004
GRIP/HGPL 500Y

HFPR/L 6004
GRIP/HGPL 600Y

¢

ap=4mm
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Face Grooving and Turning Recommendations

USER GUIDE

Using Adapters for 3 mm Inserts

Using Adapters for 4-6 mm Inserts

Recommended feed range for grooving with Grip 3...
and HGPL 3... inserts and HGAIR/L and HGAER/L
adapters. Feed range changes according to adapter type.

Recommended feed range in grooving with HFPR/L
inserts and HFAIR/L & HFAER/L adapters.

mm/rev
0.08

0.07

0.06

Feed

0.05

0.04

0.03

0.02

40-60 40-60 40-80 40-80 40-80 m/min
Cutting Speed V.

mm/rev
0.12

0.11
0.10
0.09
0.08
0.07
0.06
0.05
0.04

Feed

4 5 6 mm

HGAIR/L 12-3T6
HGAER/L 12-3T6

HGAIR/L 14-3T7
HGAER/L 14-3T7

HGAIR/L 17-3T8
HGAER/L 17-3T8

HGAIR/L 21-3T9
HGAER/L 21-3T9

. HGAIR/L 25-3T9

Recommended depth of cut and feed range for turning
with HGPL 3... inserts with HGAIR/L and HGAER/L
adapters. Feed range changes according to adapter type.

0.8

0.6

Depth of Cut ap

0.4

0.2

0.04 0.05 0.06 0.07 0.08 0.09 0.1 0.11 0.12 mm/rev
Feed

HGAIR/L 21-3T9
HGAER/L 21-3T9
HGAIR/L 25-3T9
HGAIR/L 14-3T7
HGAER/L 14-3T7
HGAIR/L 17-3T8
HGAER/L 17-3T8

HGAIR/L 12-3T6

. HGAER/L 12-3T6

Note: In roughing, increase feed at small depth of cut, and reduce feed at
large depth of cut.

Width of Inserts (W)

Recommended depth of cut and feed range in turning
with HFPR/L inserts and HFAIR/L & HFAER/L adapters.
Feed range changes according to adapter type.

mm
25

20

Depth of Cut ap

0.05 0.1 0.15 0.2 0.25 mm/rev

Feed

HFAIR/L- ...4

HFAER/L- ...4

HFAIR/L- ...5

HFAER/L- ...5

HFAIR/L- ...6

HFAER/L- ...6
Note: In roughing, reduce feed when depth of cut is increased, ad increase
feed at small depth of cut.
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ordered. Please specify all relevant dimensions
and attach workpiece material geometric details.

—— D —>

HELIFACE Q)

Specially Tailored 5

Semi-Standard Face Grooving W O

and Undercutting Tools 3 oC

The following drawings show typical TL - é (D
semi-standard face grooving tools that can be T i

LLJ

L

Y ‘
T
A )
d
; 5 : v
T v 1 = y
y ‘ B F A . \ ﬂo R/ISK
Wk ' ! <—T—>I\ [V C/:MHX
L
Wol 1=y 4
T f
@ T !
A :

Grade Selection for Facing Applications
ISOP

1-11 12-13
Stainless

. Steel
SELIEES  Austenitic
Steel & Duplex High
Ferritic & (Ferritic- Temperature | Hard Steel
Material groups Steel W EIRCEHEEY  Austenitic) Cast Iron  Non-ferrous Alloys & Cast Iron

Harder [g[ez:10}:] 1C808 1C808 1C5010
IC8250 IC8250 IC8250

IC908

IC830 IC830

Il First choice

Member IMC Group.
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»4 SGTBU/SGTBN
U Blocks for Various Parting
and Grooving Blades

O SGTBU- [JC-[]

— JET-CUT

m Coolant connection

—l H B HTPRM 0AW OAH HBH WTHPRM 0AL

O SGTBN 16-2 16.0 16.0 19.0 26.00 30.0 40 2.00 76.00

O SGTBU 16-5G 16.0 17.0 26.0 34.00 43.0 13.0 410 86.00
SGTBU 20-5G 20.0 21.0 26.0 38.00 430 9.0 410 86.00

— SGTBU 20-6G 200 19.1 32,0 38.20 50.0 12.9 530 100.00
SGTBU 25-5G 25.0 26.1 26.0 4310 45.0 5.0 410 110.00
SGTBU 25-6G 25.0 23.0 32,0 42.20 50.0 78 530 110.00
SGTBU 25-8M 25.0 23.0 45,0 42.20 70.0 27.0 530 110.00
SGTBU 25C-6 (1) 250 23.0 320 42,20 50.0 7.8 5.30 110.00
SGTBU 32-25-6G 320 25.1 320 44,15 54.0 48 530 110.00
SGTBU 32-6G 320 29.1 32,0 28.20 54.0 48 530 110.00
SGTBU 32-8M 320 29.0 45.0 48.20 70.0 20.0 530 110.00
SGTBU 32C-14 (1) 320 28.0 52,6 63.00 99.8 M7 12.60 140.00
SGTBU 40-6G 400 - 320 60.00 57.0 - 530 114.00
SGTBU 40-9 40.0 4.0 52.6 66.00 81.0 22,0 8.00 130.00
SGTBU 40C-14 (1) 40.0 28.0 52,6 63.00 9.8 338 12.60 140.00
SGTBU 50-9 50.0 4.0 52,6 66.00 83.0 14.0 8.00 135.00
SGTBU 50C-14 (1) 50.0 28.0 52.6 63.00 99.8 23.8 12.60 140.00
SGTBU 100-9-12 2 50.0 49.0 100.0 106.00 155.0 735 15.00 225.00
SGTBU 150-9-12 50.0 49.0 150.0 106.00 209.0 1275 15.00 306.00

® Choose blade by HTPRM and WTHPRM dimensions

) Elbow-style connector unit supplied with each JET-CUT tool block

@ See more detailed information below

Tools: Anti-Vibration Blades ® CGFG 51-P8 ¢ CGHN-8-10D ® CGHN-D ¢ CGHN-DG * CGHN-P8

e CGHR/L-12-14D ¢ CGHR/L-P8DG ¢ DGFH e DGFHR/L e DGFHR/L-B-D..(R/L) ® HFFA e HFFH e HFFR/L-T ¢ HGFH
e PCHBR/L ® SGFFA e SGFFH e TGFH/R/L ® TGFHL-TR e TGFHR/L ® TGHN-D ¢ TNFFA-IQ ¢ TNFFH-IQ

SGTBU 100/150-9-12

L - [e e e
T Lle ® ®
HTPRM v @ @ OAH
L tle ® ®
- «—B—»| HBH
e e e
<~ oaw - OAL

Spare Parts

N, 7 7 [ ® 0 & @ ap P

SGTBN 16-2 SR M5X20DIN912 HW 4.0

SGTBU 16-5G BKU 86 SR M6X16 DIN912 HW 5.0

SGTBU 20-5G BKU 86 SR M6X16 DIN912 HW 5.0

SGTBU 20-6G BKU100 SR M6X16 DIN912 HW 5.0

SGTBU 25-5G BKU 1056 SR M6X16 DIN912 HW 5.0

SGTBU 25-6G BKU 110 SR M6X16 DIN912 HW 5.0

SGTBU 25-8M BKU110 ~ SRM6X16 DIN912 SR M6X30 DIN912  HW 5.0

SGTBU 25C-6 BKU 110 SR M6X16 DIN912 HW 5.0 SGCU-344*  CF 343° CGF 343° CGM 343"
SGTBU 32-25-6G BKU 110 SR M6X16 DIN912 HW 5.0

SGTBU 32-6G BKU 110 SR M6X16 DIN912 HW 5.0

SGTBU 32-8M BKU 110 SR M6X16 DIN912 HW 5.0

SGTBU 32C-14 BKU 32-14 SR M10X30 DIN912 HW8.0  JHP ELBOW 90-G1/8-7/16UNF  OR 34X2.5N
SGTBU 40-6G BKU 110 SR M6X16 DIN912 HW 5.0

SGTBU 40-9 BK 509 SR M8X25DIN912 HW 6.0

SGTBU 40C-14 BKU 32-14 SR M10X30 DIN912 HW8.0  JHP ELBOW 90-G1/8-7/16UNF  OR 34X2.5N
SGTBU 50-9 BK 509 SR M8X25DIN912 HW 6.0

SGTBU 50C-14 BKU 32-14 SR M10X30 DIN912 HW8.0 JHP ELBOW 90-G1/8-7/16UNF  OR 34X2.5N
SGTBU 100-9-12 SR M10X25 DIN912 HW 8.0

SGTBU 150-9-12 SR M10X25 DIN912 HW 8.0

* Optional, should be ordered separately

ISCAR




@000...
JETCUT ~—OAW—» 0p)
TGTBU-JHP O = o) | Y4
Tool Blocks for Parting OAHT — < )
and Grooving Blades for h l H FIMFAFLY
High Pressure Coolant | i T | —:'B—r_u 4 O

| Naw Vapal o lwreem —J
I OAL = Choose blade by prism height dimension m
s S

Designation H B HTPRM OAW OAH  HBH WTHPRM  OAL / / @ O

TGTBU 16-5G-JHP 16.0 16.9 26.0 35.60 29.9 13.1 410 86.00 BKU86 SR M6X16 DIN912 HW5.0 OR14X2.5N N

TGTBU 20-5G-JHP 20.0 20.9 26.0 39.60 33.9 9.1 410 86.00 BKU86 SR M6X16 DIN912 HW5.0 OR14X2.5N N O

TGTBU 20-35-JHP 20.0 19.0 35.0 38.00 32.3 23.7 6.00 110.00 BKU210 SR M6X20 DIN912 HW5.0 OR14X2.5N N I_

TGTBU 20-6G-JHP 20.0 19.0 32.0 39.20 36.4 15.0 5.30 100.00 BKU 100 SR M6X16 DIN912 HW5.0 OR14X2.5N N

TGTBU 25-5G-JHP 25.0 26.1 26.0 4410 39.0 5.5 410 110.00 BKU 105 SR M6X16 DIN912 HW5.0 OR14X2.5N N

TGTBU 25-6G-JHP 25.0 23.0 32.0 43.20 41.4 8.0 5.30 110.00 BKU 110 SR M6X16 DIN912 HW5.0 OR14X2.5N N

TGTBU 25-35-JHP 25.0 23.0 35.0 42.00 37.3 18.7 6.00 110.00 BKU210 SR M6X20 DIN912 HW5.0 OR14X2.5N N

TGTBU 32-6G-JHP 32.0 29.0 32.0 49.20 484 5.0 5.30 110.00 BKU 110 SR M6X16 DIN912 HW5.0 OR14X2.5N N

TGTBU 32-35-JHP 32.0 29.0 35.0 48.00 44.3 1.7 6.00 110.00 BKU210 SR M6X20 DIN912 HW5.0 OR14X2.5N N
Tools: DGFH-JHP ® DGFHR/L-BC-JHP ¢ TGFH-JHP * TGFHR/L-JHP
TOOL BLOCKS
SGTBK
Blocks for Heavy Duty Parting Feee] '
and Grooving Blades Ol o & =7 [| HTPRM

T T
HBHY " > B l~| |WTHPRM
OAL oawle M

H B WIHPRM HTPRM OAW  OAH  HBH  OAL & Ve 4

SGTBK 32-9 32.0 28.0 8.50 32.0 48.00 62.0 3.0 12000  BK32-9 WEDG SRMBX16DIN912 ~ HW 5.0
SGTBK 38-9 38.0 35.0 8.50 52.6 60.00 90.0 25.0 135.00 BK 40-9 SR M6X20 DIN912  HW 5.0
SGTBK 40-9 40.0 35.0 8.50 52.6 60.00 90.0 23.0 135.00 BK 40-9 SR MBX20 DIN912 ~ HW 5.0
SGTBK 50-9 50.0 40.0 8.50 52.6 65.00 90.0 15.0 135.00 BK 40-9 SR MBX20 DIN912 ~ HW 5.0

* Choose blade by HTPRM dimension

Tools: Anti-Vibration Blades ¢ CGFG 51-P8 e CGHN-8-10D ¢ CGHN-P8 e CGHR/L-12-14D

© CGHR/L-P8DG ¢ DGFH e HFFH o PCHBR/L * SGFFH e TGFH/R/L * TGFHR/L * TNFFH-IQ

TOOL BLOCKS
SGTBR/L

Blocks for Parting and Grooving
Blades for Conventional Lathes

e oA+

Right-hand shown

H HF HTPRM B OAL WTHPRM Vs l

SGTBR 19-2 25.0 19.0 19.0 19.0 100.00 2.00 SR M6X25 DIN912 HW 5.0
SGTBL 25-6 32.0 25.0 26.0 20.0 121.50 5.00 SR M6X25 DIN912 HW 5.0
SGTBR 25-6 32.0 25.0 26.0 20.0 120.00 5.00 SR M6X30 DIN912 HW 5.0
* Choose blade by HTPRM dimension
Tools: DGFH  DGFHR/L * DGFHR/L-B-D..(R/L) ® HGFH ¢ PCHBR/L e TGFH/R/L ¢ TGFHL-TR e TGFHR/L

Member IMC Group.
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TOOL BLOCKS

UBHCR/L ey 5
Holders for Grooving, Turning D )
X ’ OAH H HTPRM
and Parting Blades é[li v !
OAL: |<B~
-~ OAW
Right-hand shown
H  HTPRM o ow o O Ve 4 ¢
UBHCR/L 20-26 20.0 26.0 42.0 35.60 100.00  BKU 176307 SR M6X16 DIN912 HW5.0  SPRING PLUNGER M6X14X3.5
UBHCR/L 25-32 25.0 32.0 46.0 40.00 130.00  BKU 176307 SR M6X16 DIN912 HW5.0  SPRING PLUNGER M6X14X3.5
UBHCR/L 32-32 32.0 32.0 46.0 47.00 130.00  BKU 176307 SR M6X16 DIN912 HW5.0  SPRING PLUNGER M6X14X3.5
® Choose blade by HTPRM dimension
Tools: CGHN-D ¢ CGHN-DG ¢ CGHN-S ¢ CGHR/L-P8DG * DGFH ® DGFHR/L * DGFHR/L-B-D..(R/L)
o HFFA o HFFH o HFFR/L-T o HGFH  SGFFA o SGFFH e TGFH/R/L ® TGFHL-TR  TGFHR/L » TGHN-D
o TGHN-S * TNFFA-IQ * TNFFH-IQ
TOOL BLOCKS h2 Ret.(@ '_J.
T  — a
SGTBF rrtens Y e [ o
Perpendicular Blocks for L] &= . L
Parting and Grooving Blades I B
OAW B
v l«—Lsoms—| *
OAL
H HTPRM OAL LSCMS OAW OAH WTHPRM ﬁ /
SGTBF 25-A 25.0 102.00 80.00 48.00 48.0 5.50 SR M6X40 DIN912 HW 5.0
SGTBF 32-A 32.0 116.00 100.00 48.00 48.0 5.50 SR M6X40 DIN912 HW 5.0

® (a) h2 Ref. as defined for SELF-GRIP face grooving blades e Choose blade by HTPRM dimension
Tools: DGFH e DGFHR/L ¢ DGFHR/L-B-D..(R/L) ® HFFH e HFFR/L-T  HGFH e SGFFA e SGFFH

e TGFH/R/L o TGFHR/L ¢ TNFFA-IQ e TNFFH-IQ
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TOOL BLOCKS 7))
A4
JETCUT Assembly O
oYV Py g _I
SELFGRir DOGRIF m
500 STRAIGHT LINE
C Insert GFO The coolant supply tube can be used —
D Blade SGFHOK-OI with the following options: O
E Cap SGC 340 supplied with a blade; * DGTR...C integral tool O
to be used with Option 1 only. * DGFH-C blades used on regular blocks =
_ by connecting directly to the blade
F Tool block SGTBULIC D. ) e SGTBU-C blocks with coolant passages
G Elbow-style connector unit supplied

ti 1
with each tool block and connecting ports

H SGCU-344 H 3/16” copper Tube 343 (length 250 mm) The Right Connection for Your Application
J Standard current tool blocks SGTBN, SGTBU, SGTBF Option 1
. . ) ption 1:
K Coolant connection unit SGCU-341 Coolant supplied directly to the blade.
M Integral shank holder SGTFR/LOK-CI
Option 1: @

Coolant supplied through the tool block.

SGCU 341 Coolant connection unit

] Connectors:
Option 2: CGM 343 (G1/8 external thread)
Coolant supplied directly to the blade. CGF 343 (G1/8 internal thread)

CF 343 (NPT1/8 internal thread)

D J @ Option 2:
Coolant supplied through the tool block.
V5] ~
c - %
~
~
\\ /K /
\ K ~
%, S

Option 3:
Coolant supplied directly to the integral shank tool.

@ SGCU 344 Elbow connector
TUBE 343
3/16" copper tube (length 250 mm)
M (G1/8 external thread) (G1/8 internal thread)
(NPT1/8 external thread) (NPT1/8 internal thread)
s N K
e

Option 3:
Coolant supplied directly to the tool.

%

%

SGCU 341 Coolant connection unit

Connectors:

CGM 343 (G1/8 external thread)
CGF 343 (G1/8 internal thread)
CF 343 (NPT1/8 internal thread)
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