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HELIFACE

A Variety of Inserts for Face Machining Applications

Face Grooving DAXN 6-40 mm Face Grooving DAXN 24-80 mm
DAXN|DAXX | CWN | CWX | CDX | Page DAXN | DAXX| CWN | CWX | CDX | Page
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HELIFACE

Small Diameter Face Machining Systems

Tool: HGHR/L see page 39
Insert: GRIP... / HGPL...

CW = 3-6.35 mm

CDX =6 mm
DAXN =12 mm

Integral shank toolholder with
double-ended inserts.

Used for face grooving and face
turning of small parts for 12 mm
minimum groove diameter.

CW = 3-6 mm

CDX =32 mm
DAXN =12 mm

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

Tool: PCHPR/L see page 127
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 10-15
CW=1-5mm

CDX = 6 mm

DAXN = 6 mm

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

ISCAR




Tool: PICCO R015 see pages 21-22
CW =25-3mm
CDX = 30 mm
DAXN = 8 mm

Small solid carbide bars for
machining deep face grooves of up
to 30 and 8 mm minimum diameter.
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Tool: MIFHR ... see page 31
Insert: MIFR ...

CW =1.5-3.5mm
CDX = 5.5 mm

DAXN = 8 mm
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 29
Insert: GFQR...

CW =1-2.5 mm
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.

Main Applications

Grooving Next to a Shaft External Grooving Internal Grooving

Member IMC Group
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HELIFACE

Medium Diameter Face Machining Systems

Tool: HFHR/L... see pages 40-46
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.

Tool: HFPAD... (adapter) see pages 48-50

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.

Tool: TNFFH see page 109
Insert: TNF 3-6C...

CW =3-6 mm
CDX =35 mm
DAXN = 30 mm

Adapter and blade toolholders
carrying TNF GN/M/P-1Q inserts.
For deep face grooving.

Tool: HFFR/L... see page 51
Insert: HFPR/L...

CW =4-6 mm

CDX =38 mm o—
DAXN = 48 mm

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

Tool: TNFFA see page 110
Insert: TNF GN/M/P-IQ...

CW =3-6 mm
CDX =35 mm
DAXN =30 mm

Reinforced blades carrying

TNF GN/M/P-IQ inserts.
Recommended for face grooving
only. Can machine along a shaft.
Excellent chip evacuation.

ISCAR



Main Applications

Tool: PCHPRS/LS see page 130
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 54
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.

Tool: HFAIR/L...& HGAIR/L
(adapter) see pages 57, 60

DAXN = 32 mm

Exchangeable, internal coolant
adapters carrying HELIFACE and
GRIP inserts. Recommended for
deep internal face machining.

Tool: HFIR/L..-MC see page 63
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
mounted in the same pocket.

Grooving Next to a Shaft

External Grooving

Internal Grooving

Member IMC Group
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HELIFACE

Large Diameter Face Machining Systems

Tool: CGFG 51-..R/L-P8
see page 88
Insert: GIMY 8...

CW=8mm
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.

Tool: GHFG ..R/L-8 see page 83
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 87
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

Grooving Next to a Shaft External Grooving

Internal Grooving

ISCAR
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LL JETcuT PICCOCUT

> PICCO0-010/610-N \ oA DAXN g

O (Face Grooving) H=] 1 =

Inserts with Internal Coolant f

O Channel for Face Grooving Zf -g—-

E cwh | |.cDx J 1

G g

Lu M E T R | C

’ . Recommended
2 RinErs ol Machining Data
L
=] f face-groove

Designation DAXN( oW CDX DCONMS a W OAL 3 (mm/rev)
PICCO R 010.1006-10N 6.0 1.00 1.50 6.05 5.20 9.0 32.00 o 0.01-0.04
PICCO R 010.1506-10N 6.0 1.50 2.00 6.05 5.20 9.0 32.00 . 0.01-0.04
PICCO R 010.1008-10N 8.0 1.00 1.50 7.05 5.90 9.0 32.00 . 0.01-0.04
PICCO R 010.1008-20N 8.0 1.00 1.50 7.05 5.90 19.0 41.00 o 0.01-0.04
PICCO R 010.1008-30N 8.0 1.00 1.50 7.05 5.90 29.0 51.00 . 0.01-0.04
PICCO R 610.1008-10N 8.0 1.00 1.50 6.05 5.20 9.0 32.00 . 0.01-0.04
PICCO R/L 010.1508-20N 8.0 1.50 2.50 7.05 5.90 19.0 41.00 o 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 . 0.01-0.04
PICCO R 610.1508-10N 8.0 1.50 2.50 6.05 5.20 9.0 32.00 o 0.01-0.04
PICCO R 610.1508-20N 8.0 1.50 2.50 6.05 5.20 19.0 41.00 . 0.01-0.04
PICCO R/L 010.2008-30N 8.0 2.00 3.00 7.05 5.90 29.0 51.00 ) 0.02-0.05
PICCO R 010.2008-10N 8.0 2.00 3.00 7.05 5.90 9.0 32.00 o 0.02-0.05
PICCO R 010.2008-20N 8.0 2.00 3.00 7.05 5.90 19.0 41.00 . 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 o 0.02-0.05
PICCO R 010.2508-10N 8.0 2.50 3.50 7.05 5.90 9.0 32.00 . 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 6.06 5.20 9.0 32.00 o 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 o 0.02-0.06
PICCO R 010.3008-30N 8.0 3.00 3.50 7.05 5.90 29.0 51.00 o 0.02-0.06
PICCO R 610.3008-10N 8.0 3.00 3.50 6.05 5.20 9.0 32.00 . 0.02-0.06
PICCO R 610.3008-20N 8.0 3.00 3.50 6.05 5.20 19.0 41.00 o 0.02-0.06

¢ 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 pages 162-164
M Minimum axial grooving diameter
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JETCUT PICCOCUT Z
PICCO-010/610-N | oA DAXN g ‘F oC
(Face Grooving) H=\ ‘ = D
Inserts with Internal Coolant
Channel for Face Grooving if ‘_‘ |—
TowrF | [L.cDX J — LLI
Ly >
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. . Recommended
LR Machining Data 8
x f face-groove (D
Designation DAXN() oW CDX DCONMS a W OAL 3 (PR) LL
PICCO R 010.1006-10N 2 039 059 23 205 354 1260 . 00040016 @)
PICCO R 010.1506-10N 24 .059 079 .238 205 .364 1.260 o .0004-.0016 <
PICCO R 010.1008-10N 31 .039 .059 278 232 .354 1.260 o .0004-.0016 Ll_
PICCO R 010.1008-20N 31 .039 .059 278 232 748 1.614 [ .0004-.0016
PICCO R 010.1008-30N 31 .039 .059 278 232 1.142 2.008 o .0004-.0016
PICCO R 610.1008-10N 31 .039 .059 .238 .205 .354 1.260 () .0004-.0016
PICCO R/L 010.1508-20N 31 .059 .098 278 232 748 1.614 . .0004-.0016
PICCO R 010.1508-10N 31 .059 .098 278 232 .364 1.260 o .0004-.0016
PICCO R 010.1508-30N 31 .059 .098 278 232 1.142 2.008 o .0004-.0016
PICCO R 610.1508-10N 31 .059 .098 .238 .205 .354 1.260 ° .0004-.0016
PICCO R 610.1508-20N 31 .059 .098 .238 .205 748 1.614 o .0004-.0016
PICCO R/L 010.2008-30N 31 .079 118 278 232 1.142 2.008 ° .0008-.0020
PICCO R 010.2008-10N 31 079 118 278 232 .354 1.260 o .0008-.0020
PICCO R 010.2008-20N 31 .079 118 278 232 748 1.614 ° .0008-.0020
PICCO R 610.2008-10N 31 .079 118 .238 .205 .354 1.260 o .0008-.0020
PICCO R 610.2008-20N 31 079 118 .238 .205 .748 1.614 ° .0008-.0020
PICCO R 010.2508-10N 31 .098 .138 278 232 .364 1.260 o .0008-.0020
PICCO R 010.2508-20N 31 .098 .138 278 232 748 1.614 ° .0008-.0020
PICCO R 610.2508-10N 31 .098 138 .238 .205 .354 1.260 [ .0008-.0020
PICCO R 010.3008-10N 31 118 .138 278 232 .364 1.260 o .0008-.0024
PICCO R 010.3008-20N 31 118 138 278 232 .748 1.614 o .0008-.0024
PICCO R 010.3008-30N 31 118 138 278 232 1.142 2.008 o .0008-.0024
PICCO R 610.3008-10N 31 118 .138 .238 .205 .354 1.260 o .0008-.0024
PICCO R 610.3008-20N 31 118 138 238 205 748 1.614 . .0008-.0024

¢ 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 pages 162-164
() Minimum axial grooving diameter

Member IMC Group




PICCOCUT
PICCO-010/610 ! ﬁg:j ’ﬁ‘-&
(Face Grooving) *DCONMS
Inserts for Face Grooving 1 { - <CDX ok
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. . Recommended
TS Machining Data
* f face-groove
Designation DAXN( cw CDX DCONMS a OHN®@ OAL (3] (mm/rev)
PICCO R 010.1006-10 6.0 1.00 1.50 6.00 5.20 11.0 26.00 o 0.01-0.04
PICCO R 010.1506-10 6.0 1.50 2.00 6.00 520 11.0 26.00 o 0.01-0.04
PICCO R 010.1008-10 8.0 1.00 1.50 7.00 5.90 11.0 26.00 o 0.01-0.04
PICCO R 010.1008-20 8.0 1.00 1.50 7.00 5.90 21.0 35.00 o 0.01-0.04
PICCO R 010.1008-30 8.0 1.00 1.50 7.00 5.90 30.0 45,00 ° 0.01-0.04
PICCO R 610.1008-10 8.0 1.00 1.50 6.00 5.20 11.0 26.00 o 0.01-0.04
PICCO R 610.1008-20 8.0 1.00 1.50 6.00 5.20 20.0 35.00 o 0.01-0.04
PICCO R/L 010.1508-20 8.0 1.50 2.50 7.00 5.90 21.0 35.00 o 0.01-0.04
PICCO R/L 010.1508-30 8.0 1.50 2.50 7.00 5.90 30.0 45.00 o 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 11.0 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 ° 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 o 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 o 0.02-0.05
PICCO R 010.2508-10 8.0 2.50 3.50 7.00 5.90 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 o 0.02-0.05
PICCO R 010.2508-30 8.0 2.50 3.50 7.00 5.90 30.0 45.00 o 0.02-0.05
PICCO R 610.2508-10 8.0 2.50 3.50 6.00 5.20 11.0 26.00 o 0.02-0.05
PICCO R 610.2508-20 8.0 2.50 3.50 6.00 5.20 20.0 35.00 o 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 6.00 520 11.0 26.00 o 0.02-0.06
PICCO R 610.3008-20 8.0 3.00 3.50 6.00 5.20 20.0 35.00 o 0.02-0.06

¢ Only right-hand inserts are available as standard e All inserts are with sharp corners e For detailed cutting data, see pages 162-164
() Minimum axial grooving diameter
) Minimum overhang
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PICCO-010/610
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" . Recommended
DTS Machining Data
] f face-groove

Designation DAXN® cw CDX DCONMS a OHN®@ OAL 3] (IPR)

PICCO R 010.1006-10 .24 .039 059 .236 .205 433 1.024 ° .0004-.0016
PICCO R 010.1506-10 24 .059 079 .236 205 433 1.024 o .0004-.0016
PICCO R 010.1008-10 .31 .039 059 276 232 433 1.024 o .0004-.0016
PICCO R 010.1008-20 31 .039 .059 276 232 827 1.378 o .0004-.0016
PICCO R 010.1008-30 31 .039 059 276 282 1.181 1.772 . .0004-.0016
PICCO R 610.1008-10 31 .039 .059 .236 205 433 1.024 o .0004-.0016
PICCO R 610.1008-20 .31 .039 .059 .236 .205 787 1.378 o .0004-.0016
PICCO R/L 010.1508-20 31 .059 .098 276 232 827 1.378 o .0004-.0016
PICCO R/L 010.1508-30 .31 .059 .098 276 232 1.181 1.772 o .0004-.0016
PICCO R 010.1508-10 31 .059 .098 .276 282 433 1.024 o .0004-.0016
PICCO R 610.1508-10 31 059 .098 .236 .205 433 1.024 o .0004-.0016
PICCO R 610.1508-20 31 .059 .098 .236 205 787 1.378 ° .0004-.0016
PICCO R/L 010.2008-30 .31 079 118 276 232 1.181 1.772 o .0008-.0020
PICCO R 010.2008-10 31 079 118 276 232 433 1.024 o .0008-.0020
PICCO R 010.2008-20 .31 079 118 276 232 827 1.378 ° .0008-.0020
PICCO R 610.2008-10 31 079 118 .236 .205 433 1.024 o .0008-.0020
PICCO R 610.2008-20 31 079 118 .236 .205 787 1.378 () .0008-.0020
PICCO R 010.2508-10 31 .098 138 276 232 433 1.024 ° .0008-.0020
PICCO R 010.2508-20 .31 .098 138 276 232 827 1.378 [ .0008-.0020
PICCO R 010.2508-30 31 .098 138 276 232 1.181 1.772 [ .0008-.0020
PICCO R 610.2508-10 .31 .098 138 .236 .205 433 1.024 [ .0008-.0020
PICCO R 610.2508-20 31 .098 138 .236 .205 787 1.378 o .0008-.0020
PICCO R 010.3008-10 .31 118 138 276 232 433 1.024 () .0008-.0024
PICCO R 010.3008-20 31 118 138 276 232 827 1.378 (] .0008-.0024
PICCO R 010.3008-30 .31 118 138 276 232 1.181 1.772 ° .0008-.0024
PICCO R 610.3008-10 31 118 138 .236 205 433 1.024 o .0008-.0024
PICCO R 610.3008-20 .31 118 138 .236 .205 787 1.378 ° .0008-.0024

¢ Only right-hand inserts are available as standard e All inserts are with sharp corners e For detailed cutting data, see pages 162-164
() Minimum axial grooving diameter
@) Minimum overhang

Member IMC Group




JETCUT PICCOCUT

PICCO-010-N

OAL ¥
(Full Radius for F‘EH—E ‘ 5%;« *g r
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Face Grooving) ‘

Inserts with Internal
Coolant Channel for Round
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' . Recommended
PLUECEEDS Machining Data
=] f face-groove
Designation DAXN( cw RE CDX DCONMS a LU OAL 3 (mm/rev)
PICCO R 010.1005-10N 8.0 1.00 0.50 2.00 7.05 5.90 9.0 32.00 o 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 o 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 () 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 o 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 o 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
I N C H
; . Recommended
PIEREIT Machining Data
=] f face-groove

Designation DAXN(® cw RE CDX DCONMS a LU OAL 3 (IPR)
PICCO R 010.1005-10N 31 .039 .0197 079 278 232 .354 1.260 o .0004-.0016
PICCO R 010.1005-20N 31 .039 .0197 079 278 232 748 1.614 o .0004-.0016
PICCO R 010.1608-10N 31 .063 .0315 118 278 232 354 1.260 ° .0004-.0020
PICCO R 010.1608-20N 31 .063 .0315 118 278 232 748 1.614 [} .0004-.0020
PICCO R 010.2010-10N 31 079 .0394 157 278 282 .354 1.260 o .0008-.0020
PICCO R 010.2010-20N 31 079 .0394 167 278 232 748 1.614 o .0008-.0020
PICCO R 010.2512-10N 31 .098 .0492 197 278 232 .354 1.260 o .0008-.0020
PICCO R 010.3015-10N 31 118 .0690 236 278 232 .354 1.260 o .0008-.0020
PICCO R 010.3015-20N 31 118 .0690 .236 278 232 748 1.614 [ .0008-.0020

¢ 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
* For detailed cutting data, see pages 162-164
() Minimum axial grooving diameter
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PICCOCuT

PICCO-010 o L B g 'ﬁ\i
(Round Face Groove) z D% (

Inserts for Round Profile 1 =

Face Grooving

Right-hand shown

pd
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’ . Recommended
PRSI Machining Data
8 f face-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 [ 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 1.0 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 o 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 o 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 o 0.02-0.05
| N C H
’ . Recommended
PRI Machining Data
8 f face-groove

Designation DAXN® cw RE CDX DCONMS a OHN®@ OAL ) (IPR)
PICCO R 010.1005-10 31 .039 0197 .079 276 232 433 1.024 o .0004-.0016
PICCO R 010.1005-20 3 .039 0197 079 276 232 787 1.378 o .0004-.0016
PICCO R 010.1608-10 31 .063 0315 118 276 232 433 1.024 o .0004-.0020
PICCO R 010.1608-20 31 .063 0315 118 276 232 787 1.378 o .0004-.0020
PICCO R 010.2010-10 31 079 0394 167 276 232 433 1.024 o .0008-.0020
PICCO R 010.2010-20 31 .079 .039%4 157 276 232 787 1.378 o .0008-.0020
PICCO R 010.2512-10 31 .098 0492 197 276 232 433 1.024 ° .0008-.0020
PICCO R 010.2512-20 .3 .098 0492 197 276 232 787 1.378 o .0008-.0020
PICCO R 010.3015-10 31 118 .0590 236 276 232 433 1.024 o .0008-.0020
PICCO R 010.3015-20 31 118 .0590 236 276 232 787 1.378 o .0008-.0020

e Only right-hand inserts are available as standard, left-hand inserts on request e For detailed cutting data, see pages 162-164
™) Minimum axial grooving diameter
2 Minimum overhang

Member IMC Group




JETCUT PICCOCUT

OAL E
PICCO-620-N T 1 4_;
(Face Grooving Along Shaft) L t DAY

Inserts with Internal Coolant

Channel for Grooving Along Y T
Shaft Dmin 6 mm ?j:cox— DCONMS
onf ~|, LU J
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) . Recommended
Biimensions Machining Data
=] f face-groove

Designation DAXN® oW CDX DCONMS a 1 OAL 3 (mm/rev)
PICCO R 620.1006-20N 6.0 1.00 2.00 6.05 5.20 19.0 41.00 o 0.01-0.04
PICCO R 620.1506-20N 6.0 1.50 3.00 6.05 5.20 19.0 41.00 o 0.01-0.05
PICCO R 620.2006-20N 6.0 2.00 4.00 6.05 5.20 19.0 41.00 o 0.02-0.06
PICCO R 620.2506-20N 6.0 2.50 5.00 6.05 5.20 19.0 41.00 [ 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

Only right-hand inserts are available as standard, left-hand inserts on request e 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 pages 162-164
() Minimum axial grooving diameter

JETCUT PICCOCUT

—

‘ OAL 0
PICCO-620-N . E_E *g
(Face Grooving Along Shaft) r F— DAN

Inserts with Internal Coolant

) ] v
Channel for Groovin ErE— e P
Along Shaft Dmin e % DCONMS
ow Ly J
| N C H
. . Recommended
Cimensons Machining Data
=] f face-groove
Designation DAXN( CwW CDX DCONMS a LU OAL 3 (IPR)
PICCO R 620.1006-20N 24 .039 079 238 205 748 1614 ° .0004-.0016
PICCO R 620.1506-20N 24 .059 118 238 205 748 1.614 o .0004-.0020
PICCO R 620.2006-20N 24 079 157 238 205 .748 1614 ° .0008-.0024
PICCO R 620.2506-20N 24 .098 197 238 205 748 1.614 o .0008-.0024
PICCO R 620.3006-20N 24 118 .236 238 205 748 1.614 [ .0008-.0024

¢ Only right-hand inserts are available as standard, left-hand inserts on request e All carbide inserts are with sharp corners
¢ Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only e For detailed cutting data,see pages 162-164
™) Minimum axial grooving diameter

ISCAR




PICCOCuT
PICCO-620 %ﬁws ; ’—% ’F

(Groove Along Shaft)

Inserts for Grooving Along CDX 1
a Shaft Dmin 6 mm : BT S DAXN
4@# OHN =

Right-hand shown
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. . Recommended

LRSS Machining Data

S | fface-groove
Designation DAXN( CwW 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 o 0.01-0.04
PICCO R 620.1506-20 6.0 1.50 3.00 6.00 5.20 20.0 35.00 o 0.01-0.05
PICCO R 620.2006-20 6.0 2.00 4.00 6.00 5.20 20.0 35.00 o 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
* For detailed cutting data, see pages 162-164

() Minimum axial grooving diameter

2 Minimum overhang

PICCOCUT =
PICCO-620 %;}gws ; E‘E /ﬁ\i

(Groove Along Shaft)
Inserts for Grooving Along
a Shaft Dmin .236"

v e <EBX ' DAXN

Right-hand shown

. . Recommended
Phizrers Machining Data
S | fface-groove
Designation DAXN( CW CDX DCONMS a OHN®@ OAL O (IPR)
PICCO R 620.1006-20 24 .039 079 .236 205 787 1.378 [ .0004-.0016
PICCO R 620.1506-20 24 .059 118 .236 205 787 1.378 o .0004-.0020
PICCO R 620.2006-20 24 079 167 .236 205 787 1.378 (] .0008-.0024
PICCO R 620.2506-20 24 .098 197 .236 205 787 1.378 [ .0008-.0024
PICCO R 620.3006-20 24 118 236 .236 205 .787 1.378 [ .0008-.0024

Only right-hand inserts are available as standard, left-hand inserts on request e All carbide inserts are with sharp corners
* For detailed cutting data, see pages 162-164

() Minimum axial grooving diameter

2 Minimum overhang

Member IMC Group




PICCOCUT JETCUT J

OAL Ll
PICC0-016/020-N | N -
: ' T

(Face Grooving)
Inserts with Internal Coolant ' CDX mo

Channel for Deep Face Grooving a 1 1 Barian
CW = - DCONMS
%-ﬂw —]
RE0.2
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) . Recommended

DUEEAE Machining Data

=] f face-groove
Designation DAXN(™ (%) 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 ° 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 ° 0.01-0.04
PICCO R020.0300-40N 20.0 3.00 39.00 39.00 8.00 5.50 61.00 [} 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 o 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 [} 0.02-0.05
PICCO R020.0500-40N 20.0 5.00 39.00 39.00 8.00 6.50 61.00 o 0.02-0.05

o All inserts 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
* For detailed cutting data, see pages 162-164
) Minimum axial grooving diameter

ISCAR




PICCOCUT JETCUT

OAL ¥
PICCO-016/020-N ‘ AXNT g :j
| [

(Face Grooving)

Inserts with Internal Coolant ' CDX @50

Channel for Deep Face Grooving a 1 1 Pl itar
CW ﬂ!% DCONMS
Jﬁ - |
RE.008
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) . Recommended
PITETEETS Machining Data
x f face-groove
Designation DAXN( CcW LU CDX DCONMS a OAL 3 (IPR)
PICCO R016.0300-10N .63 118 354 354 315 217 1.260 o .0004-.0020
PICCO R016.0300-20N 63 118 748 748 3115 217 1.614 o .0004-.0020
PICCO R016.0400-20N .63 157 748 748 315 .236 1.614 () .0004-.0020
PICCO R020.0300-25N .79 118 .945 .945 315 217 1.811 (] .0004-.0020
PICCO R020.0300-30N .79 118 1,142 1.142 18[15) 217 2.008 o .0004-.0016
PICCO R020.0300-40N .79 118 1.535 1.535 315 217 2.402 o .0004-.0016
PICCO R020.0400-25N .79 157 945 .945 315 .236 1.811 o .0004-.0024
PICCO R020.0400-30N .79 157 1.142 1.142 3115 .236 2.008 o .0004-.0024
PICCO R020.0400-40N .79 157 1.535 1.635 315 .236 2.402 ° ,0004-,0020
PICCO R020.0500-25N .79 197 .945 .945 315 .256 1.811 o .0008-.0024
PICCO R020.0500-30N .79 197 1.142 1.142 315 .256 2.008 o .0008-.0024
PICCO R020.0500-35N .79 197 1.339 1.339 315 .256 2.205 o .0008-.0020
PICCO R020.0500-40N .79 197 1.635 1.535 315 .256 2.402 o .0008-.0020

¢ All inserts have two coolant holes which may be used with coolant pressure up to 1450 PSI e Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only
* For detailed cutting data, see pages 162-164
() Minimum axial grooving diameter

Member IMC Group




Bar Max

PICCOCUT
PICCO-016/020 ‘ ' g 100
(Face Grooving) kﬁ :j ’F

Inserts with Coolant Holes
for Deep Face Grooving

Right-hand shown

pd
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; . Recommended
Riers ol Machining Data
©
S f face-groove
Designation DAXN® cw OHN®@ DCONMS a OAL 2 (mm/rev)
PICCO R 016.0300-10 16.0 3.00 10.00 8.00 5.50 30.00 o 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 o 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 20.0 3.00 25.00 8.00 5.50 45.00 . 0.01-0.06
PICCO R 020.0300-30 20.0 3.00 30.00 8.00 5.50 50.00 o 0.01-0.04
PICCO R 020.0300-35 20.0 3.00 35.00 8.00 5.50 55.00 . 0.01-0.04
PICCO R 020.0300-40 20.0 3.00 40.00 8.00 5.50 60.00 o 0.01-0.04
PICCO R 020.0400-25 20.0 4.00 25.00 8.00 6.00 45,00 o 0.01-0.06
PICCO R 020.0400-30 20.0 4.00 30.00 8.00 6.00 50.00 o 0.01-0.06
PICCO R 020.0400-35 20.0 4.00 35.00 8.00 6.00 55.00 . 0.01-0.06
PICCO R 020.0400-40 20.0 4.00 40.00 8.00 6.00 60.00 o 0.01-0.05
PICCO R 020.0500-20 20.0 5.00 20.00 8.00 6.50 40.00 [ 0.02-0.06
PICCO R 020.0500-25 20.0 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 o 0.02-0.06
PICCO R 020.0500-35 20.0 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 o 0.02-0.05

e Allinserts have two coolant holes which may be used with coolant pressure up to 100 bars e For detailed cutting data, see pages 162-164
() Minimum axial grooving diameter
2 Minimum overhang

PICCOCUT
PICC0-016/020 % ' = :j ﬁ?
(Face Grooving)

Inserts with Coolant Holes
for Deep Face Grooving

Right-hand shown

; . Recommended
Riersons Machining Data
(=)
S f face-groove

Designation DAXN® CcwW OHN®@ DCONMS a OAL e (IPR)

PICCO R 016.0300-10 63 118 .394 315 217 1.181 o .0004-.0020
PICCO R 016.0300-20 63 118 787 315 217 1.575 o .0004-.0020
PICCO R 016.0400-10 63 157 394 315 .236 1.181 o .0004-.0020
PICCO R 016.0400-20 63 157 787 315 236 1.575 o .0004-.0020
PICCO R 020.0300-25 79 118 984 315 217 1.772 ° .0004-.0020
PICCO R 020.0300-30 .79 118 1.181 315 217 1.969 ° .0004-.0020
PICCO R 020.0300-35 79 118 1.378 315 217 2.165 o .0004-.0020
PICCO R 020.0300-40 79 118 1.575 315 217 2.362 o .0004-.0020
PICCO R 020.0400-25 .79 157 .984 315 .236 1.772 o .0004-.0024
PICCO R 020.0400-30 .79 157 1.181 315 236 1.969 [ .0004-.0024
PICCO R 020.0400-35 79 157 1.378 315 .236 2.165 ° .0004-.0020
PICCO R 020.0400-40 .79 157 1.575 315 .236 2.362 ° .0004-.0020
PICCO R 020.0500-20 .79 197 787 315 .256 1.575 o .0010-.0024
PICCO R 020.0500-25 .79 197 .984 315 256 1.772 o .0010-.0024
PICCO R 020.0500-30 .79 197 1.181 315 .256 1.969 o .0010-.0024
PICCO R 020.0500-35 .79 197 1.378 315 256 2.165 [ .0010-.0020
PICCO R 020.0500-40 .79 197 1.575 315 .256 2.362 o .0010-.0020

¢ Allinserts have two coolant holes which may be used with coolant pressure up to 1450 PSI e For detailed cutting data, see pages 162-164
() Minimum axial grooving diameter
2 Minimum overhang

ISCAR




JETCUT PICCOCUT

‘ OAL ¥ |
PICCO-015-N DAXN {7 *g
(Face Grooving) r T F

Inserts with Internal Coolant
Channel for Deep Face Grooving
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; . Recommended
DTS Machining Data
S f face-groove
Designation DAXN( (9] LU DCONMS a OAL e (mm/rev)
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 ° 0.02-0.05
PICCO R 015.3015-30N 8.0 3.00 29.00 7.05 5.90 51.00 [ 0.01-0.04
| N C H
| . Recommended
PRI Machining Data
= f face-groove
Designation DAXN( cwW LU DCONMS a OAL e (IPR)
PICCO R 015.2515-20N 31 .098 .7480 278 232 1.614 ° .0004-.0016
PICCO R 015.3015-20N .31 118 .7480 278 232 1.614 [ .0008-.0020
PICCO R 015.3015-30N .31 118 11417 278 232 2.008 ° .0004-.0016

e 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 pages 162-164
() Minimum axial grooving diameter

Member IMC Group




PICCOCUT

i OAL:
PICCO-015 (Face Grooving) - ‘ Y L CDX *g :j ,F
Inserts for Deep Face Grooving 7 N S O"MS &

Right-hand shown
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) . Recommended
DU Machining Data
* f face-groove
Designation DAXN() cw OHN®@ DCONMS a OAL CDX ) (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 o 0.02-0.05
PICCO R 015.3015-30 8.0 3.00 30.00 7.00 5.90 45.00 30.00 o 0.01-0.04
| N C H
. . Recommended
Dl 2 Machining Data
X f face-groove
Designation DAXN(® cw OHN@ DCONMS a OAL CDX (3] (IPR)
PICCO R 015.2515-20 31 .098 787 276 232 1.378 787 o .0004-.0016
PICCO R/L 015.3015-20 31 118 787 276 232 1.378 787 ° .0008-.0020
PICCO R 015.3015-30 .31 118 1.181 276 232 1.772 1.181 o .0004-.0016

e Only right-hand inserts are available as standard, left-hand inserts on request e All inserts are with sharp corners
* For detailed cutting data, see pages 162-164

() Minimum axial grooving diameter

2 Minimum overhang

ISCAR




,ﬂgggﬂgg | LH |=—LSCMS @ Z
PICMU & @ DCONNWS h6 ,r oC
Holders with Improved Cooling T—VH BEONXWEING D)
Supply Suitable for Mounting LSCWS | =~ |==— (mini bar insert cia,)
PICCO-CUT, PICCO-JET Inserts ; OAL i |_|
and PICCO-INDEX Tools. P e DCONMS g7 LIJ
_H 1 * To be used only when mounting PICCO-CUT insert types >
M E T R | C O
Designation DCONMS  DCONNWS® DCONXWS®  OAL LH LSCMS H LSCWS CND SPL® O
PICMU 12-4 12.00 4.00 4.05 85.00 19.7 45,60 11.0 19.00 5.00 6.00
PICMU 12-5 12.00 5.00 5.06 85.00 19.7 45,60 11.0 20.50 6.00 6.00 m
PICMU 16-4 16.00 4.00 4,05 85.00 19.7 45,60 14.0 19.00 5.00 6.00 (D
PICMU 16-5 16.00 5.00 5.05 85.00 19.7 45.60 14.0 20.50 6.00 6.00
PICMU 16-6 16.00 6.00 6.05 85.00 19.7 45.60 14.0 20.50 6.00 6.00 LlJ
PICMU 16-7 16.00 7.00 7.05 85.00 19.7 45,60 14.0 20.80 8.00 7.00 Q
PICMU 20-4 20.00 400 4.05 85.00 19.7 45.60 18.0 19.00 5.00 6.00
PICMU 20-5 20.00 5.00 5.06 85.00 19.7 45,60 18.0 20.50 6.00 6.00 <
PICMU 20-6 20.00 6.00 6.05 85.00 19.7 45,60 18.0 20.50 6.00 6.00 LI—
PICMU 20-7 20.00 7.00 7.05 85.00 19.7 45.60 18.0 20.80 8.00 7.00
PICMU 20-8 20.00 8.00 8.00 85.00 19.7 45,60 18.0 20.00 8.00 -
PICMU 22-4 22.00 4.00 4,05 85.00 19.7 45,60 20.0 19.00 5.00 6.00
PICMU 22-5 22.00 5.00 5.05 85.00 19.7 45.60 20.0 20.50 6.00 6.00
PICMU 22-6 22.00 6.00 6.05 85.00 19.7 45,60 20.0 20.50 6.00 6.00
PICMU 22-7 22.00 7.00 7.05 85.00 19.7 45.60 20.0 20.80 8.00 7.00
| N C H
Designation DCONMS  DCONNWS™  DCONXWS®@ OAL LH LSCMS H LSCWS CND SPL®
PICMU 12.7-4 .500 .168 .160 3.346 776 1.795 433 .7480 197 .2363
PICMU 12.7-5 .500 197 199 3.346 776 1.795 433 .8070 236 .2363
PICMU 15.9-4 625 .158 .160 3.346 776 1.795 .551 .7480 197 .2363
PICMU 15.9-5 625 197 199 3.346 776 1.795 .651 .8070 .236 .2363
PICMU 15.9-6 625 .236 238 3.346 776 1.795 .551 .8070 236 2363
PICMU 15.9-7 .625 276 278 3.346 776 1.795 .551 .8190 315 2756
PICMU 19-4 .750 .158 160 3.346 776 1.795 .709 .7480 197 .2363
PICMU 19-5 .750 197 199 3.346 776 1.795 .709 .8070 .236 .2363
PICMU 19-6 .750 236 238 3.346 776 1.795 .709 .8070 236 .2363
PICMU 19-7 .750 276 278 3.346 776 1.795 .709 .8190 315 2756
PICMU 25.4-4 1.000 168 .160 3.346 776 1.795 787 .7480 197 .2363
PICMU 25.4-5 1.000 197 199 3.346 776 1.795 787 .8070 236 .2363
PICMU 25.4-6 1.000 .236 238 3.346 776 1.795 787 .8070 236 2363
PICMU 25.4-7 1.000 276 278 3.346 776 1.795 787 .8190 315 2756

e Holders are suitable for right- and left-hand inserts, and boring bars
() Minimum diameter

) Maximum diameter

@) Spacer length

Spare Parts

(VR PR SPACERD3.7X6  SRMBX0.5X6-PF HW25  PL16M6-D5
e[S PR SPACERDA.7X6  SRMBX0.5X6-PF - HW2.5  PL 16 M6-D5
(e (VR RS SPACERD3.7X6  SRMBX0.5X6-PF HW25  PL 16 M6-D5
e VR GES SPACERDA.7X6  SRMBX0.6X6-PF HW25  PL16M6-D5
[0 (VR RN SPACERDS.7X6  SRM6BX0.5X6PF HW 3.0  PL 16 M6-D5
e VR GEy A SPACERDB.7X7  SRMBX0.5X6PF - HW3.0  PL 16 M6-D5
o[V LR SPACERD3.7X6  SRMBX0.6X6-PF HW25  PL 16 M6-D5
e[V D RS SPACERDA.7X6  SRMBX0.5X6-PF HW2.5  PL 16 M6-D5
(e [(VDE SPACERD5.7X6  SRM6BX0.5X6PF HW3.0  PL 16 M6-D5
e VD Ey A SPACERD6.7X7  SRM6BX0.5X6PF - HW3.0  PL 16 M6-D5
PICMU 20-8 SR MBX0.5X6.5-PF  HW4.0  PL 16 M6-D5
e |2 SPACERD3.7X6 SRMBX0.5X6-PF - HW25  PL 16 M6-D5
(o) (VPP B8 SPACERD4.7X6  SRMBX0.6X6-PF HW25  PL 16 M6-D5
e[V E8 SPACERDS.7X6  SRM6BX0.5X6PF HW3.0  PL 16 M6-D5
(0 (V P2y 8 SPACERD6.7X7 ~ SRM6X0.5X6PF  HW3.0  PL 16 M6-D5

@ / @ All PICCO.... style

except PICCO .....

PICCO .....N style

Member IMC Group




ACEJET oL
PICCO ACE-N | — =1 1
Holders for PICCO-JET Inserts = ] H DCONMS @

with Internal Coolant Channels

Designation DCONMS DCONWS OAL LSCMS LB H

PICCO ACE 16-4N 16.00 406 115.00 68.00 90.00 14.0
PICCO ACE 16-5N 16.00 5.05 115.00 68.00 90.00 14.0
PICCO ACE 16-6N 16.00 6.06 115.00 68.00 90.00 14.0
PICCO ACE 16-7N 16.00 7.05 115.00 68.00 90.00 14.0
PICCO ACE 20-4N 20.00 4.06 115.00 68.00 90.00 18.0
PICCO ACE 20-5N 20.00 5.06 115.00 68.00 90.00 18.0
PICCO ACE 20-6N 20.00 6.05 115.00 68.00 90.00 18.0
PICCO ACE 20-7N 20.00 7.05 115.00 68.00 90.00 18.0
PICCO ACE 22-4N 22.00 4,06 115.00 68.00 90.00 20.0
PICCO ACE 22-6N 22.00 6.05 115.00 68.00 90.00 20.0
PICCO ACE 25-4N 25.00 4.06 115.00 68.00 90.00 230
PICCO ACE 25-5N 25.00 5.06 115.00 68.00 90.00 230
PICCO ACE 25-6N 25.00 6.06 115.00 68.00 90.00 230
PICCO ACE 25-7N 25.00 7.05 115.00 68.00 90.00 23.0
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e Holders are suitable for right and left-hand PICCO...-N type solid tools only

Spare Parts

P s o 7

PICCO ACE 16-4N UMB0OH.K ~ UMB0OH.M4 PIN 2X10 DIN6325
PICCO ACE 16-5N UMB0OHK  UMB0OH.M5 PIN 2X10 DIN6325
PICCO ACE 16-6N UMBOOHK ~ UMBOOH.M6  ZAD 2X12 DIN 6325 m6
PICCO ACE 16-7N UMB0OHK ~ UMB00H.M7  ZAD 2X12 DIN 6325 m6
PICCO ACE 20-4N UMB0OHK ~ UMB00H.M4 PIN 2X10 DIN6325
PICCO ACE 20-5N UMBOOHK  UMBOOH.M5 PIN 2X10 DIN6325
PICCO ACE 20-6N UMB0OHK ~ UMB00OH.M6  ZAD 2X12 DIN 6325 m6
PICCO ACE 20-7N UMB0OHK ~ UMB0OH.M7  ZAD 2X12 DIN 6325 m6
PICCO ACE 22-4N UMBOOHK  UMB0OH.M4 PIN 2X10 DIN6325
PICCO ACE 22-6N UMB0OHK ~ UMB00OH.M6  ZAD 2X12 DIN 6325 m6
PICCO ACE 25-4N UMB0OHK ~ UMB00H.M4 PIN 2X10 DIN6325
PICCO ACE 25-5N UMBOOHK  UMBOOH.M5 PIN 2X10 DIN6325
PICCO ACE 25-6N UMB0OHK ~ UMB0OH.M6  ZAD 2X12 DIN 6325 m6
PICCO ACE 25-7N UMBOOH.K ~ UMBOOH.M7  ZAD 2X12 DIN 6325 m6

ACEJET

JETPICCO HOLDER OAL
PICCO ACE-N | — !
Holders for PICCO-JET Inserts = = DCOVNMS @

with Internal Coolant Channels

Designation DCONMS DCONWS OAL LSCMS LB

PICCO ACE 15.9-7N 625 278 4.528 2.520 3.543
PICCO ACE 19-4N .750 159 4.528 2.520 3.543
PICCO ACE 19-5N 750 199 4.528 2.520 3.543
PICCO ACE 19-6N 750 .238 4528 2.520 3.543
PICCO ACE 19-7N .750 278 4.528 2.520 3.543
PICCO ACE 25.4-6N 1.000 .238 4528 2.520 3.543
PICCO ACE 25.4-7N 1.000 278 4.528 2.520 3.543

* Holders are suitable for right and left-hand PICCO...-N type solid tools only

Spare Parts

P s o

o (oo o . Vo7 S BRI UMBOOH.K  UMBOOH.M7 ~ ZAD 2X12 DIN 6325 m6
PICCO ACE 19-4N UMB0OH.K ~ UMGOOH.M4 PIN 2X10 DIN6325

PICCO ACE 19-5N UMB0OHK  UMBOOH.M5 PIN 2X10 DIN6325

PICCO ACE 19-6N UMBOOHK  UMBOOH.M6E ~ ZAD 2X12 DIN 6325 m6
PICCO ACE 19-7N UMB0OHK ~ UMB0OH.M7  ZAD 2X12 DIN 6325 m6
o [eedo Ve SR B UMBOOHK  UMBOOH.M6  ZAD 2X12 DIN 6325 m6
i (oo V.V LW B4 ' UMBOOHK ~ UMBOOH.M7 ~ ZAD 2X12 DIN 6325 m6

ISCAR




PASSJET OAL

JETPICCO HOLDER

PICCO-N (Holder)
Holders for PICCO-JET Inserts
with Internal Coolant Channels

}DCO:NMS @ F

*DCONW572
H DCONWS = — - — - —— - —— b — -
0] T
M E T R | C
Designation DCONMS DCONWS DCONWS_2 OAL LSCMS H @
PICCO 16-4-5N 16.00 4,05 5.05 85.00 45.00 14.0 SR M5X0.5%6 T10
PICCO 20-4-5N 20.00 4.05 5.05 100.00 60.00 18.0 SR M5X0.5%8 T10
PICCO 22-4-5N 22.00 4,05 5.05 100.00 60.00 20.0 SR M5X0.5%8 T10
PICCO 16-6-7N 16.00 6.05 7.05 85.00 45.00 14.0 SR M5X0.5X6 T10
PICCO 16-6-8N 16.00 6.05 8.00 85.00 45.00 14.0 SR M5X0.5%6 T10
PICCO 20-6-7N 20.00 6.05 7.05 100.00 60.00 18.0 SR M5X0.5X8 T10
PICCO 20-6-8N 20.00 6.05 8.00 100.00 60.00 18.0 SR M5X0.5X8 T10
PICCO 22-6-7N 22.00 6.05 7.05 100.00 60.00 20.0 SR M5X0.5X8 T10

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

PASSJET

JETPICCO HOLDER

PICCO-N (Holder)
Holders for PICCO-JET Inserts

T
-DCONMS @ r
v

DCONWS_2

with Internal Coolant Channels

Designation DCONMS DCONWS DCONWS_2
PICCO 19-4-5N .750 159 199 3.937 2.362 677 SR M5X0.5X6 T10
PICCO 25.4-4-5N 1.000 159 199 4134 2.559 921 SR M5X0.5X10 T10
PICCO 16-6-8N .630 .238 316 3.346 1.772 551 SR M5X0.5X6 T10
PICCO 19-6-7N .750 .238 278 3.937 2.362 B77 SR M5X0.5X6 T10
PICCO 20-6-8N 787 .238 315 3.937 2.362 709 SR M5X0.5X8 T10
PICCO 25.4-6-7N 1.000 .238 278 4134 2.559 921 SR M5X0.5X10 T10
¢ Holders are suitable for left- and right-hand inserts, and boring bars

Member IMC Group
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F Yy, i
Z ,,’,Z,‘oﬁ,s:;g H Lk I LSCMS — =[tHe—LsCMs—
oC PICCO/MG PCO (Holder) ® El:iﬁ 1 @ r
D Holders for PICCO-CUT Inserts
and Small Diameter Boring Bars L = tn ¥ R ¥
|_| 8D 7@ | DC(:NMS e ———] Dcorilws_z DCONMS
g DCOM oA DCONWS ORE -t
C) M E T R |1 C
8 Designation DCONMS DCONWS DCONWS2 OAL LH LSCMS H BD Fig. § / @ /
PICCO 12-4-5 12.00 4.00 5.00 75.00  10.00 55.00 10.3 = 2 SR M5X4-PF  HW 2.5
(D PICCO 16-4-5 16.00 4,00 5.00 7500 1000 5500 140 - 2 SRMSX6PF  HW25
PICCO 20-4-5 20.00 4.00 5.00 90.00  10.00 70.00 18.0 = 2 SR M5X6-PF ~ HW 2.5
L] PICCO 22-4-5 (1) 22.00 4,00 5.00 9000 1000 7000 200 - 2 SRMSX6PF  HW25
Q PICCO 16-6-7 16.00 6.00 7.00 7500 1000 5500 140 - 2 SRMSX6PF  HW25
< PICCO 20-6-7 20.00 6.00 7.00 90.00  10.00 70.00 18.0 = 2 SR MSX6-PF HW 2.5
PICCO 22-6-7 (1) 22.00 6.00 7.00 90.00  10.00 70.00 20.0 - 2 SR M5X6-PF HW 2.5
L MG PCO-12-6 12.00 6.00 - 7500 1500 5080 110 1800 1  SRMSX6PF HW25
MG PCO-16-6-8 16.00 6.00 8.00 75.00  10.00 55.00 14.0 = 2 SRM5X6-PF HW 25 MG PCO-SPCR8
MG PCO-20-6-8 20.00 6.00 8.00 9000 1000 7000 180 - 2 SRMSX6PF  HW25 MG PCO-SPCR8
MG PC0O-22-6-8 (! 22.00 6.00 8.00 900 1000 7000 200 - 2 SRMSX6PF  HW25 MG PCO-SPCR8
MG PCO-25-6-8 25.00 6.00 8.00 90.00  10.00 70.00 23.0 = 2 SR M5X6-PF - HW 2.5 MG PCO-SPCR8
MG PCO-16-9 16.00 9.00 = 75.00  15.00 53.00 16.0  20.00 1 SR M5X6-PF~ HW 2.5 PL 16
| N C H
Designation DCONMS DCONWS DCONWS 2 OAL LH LSCMS H BD Fig. @ / @ /
PICCO 12.7-4-5 500 157 197 2050 394 2170 410 - 2 SRMSX4PF  HW25
PICCO 15.9-4-5 625 157 197 2950 394 2170 550 - 2 SRMSX6PF  HW25
PICCO 19-4-5 750 187 197 3540 394 2.760 710 5 2 SR M5X6-PF HW 2.5
PICCO 25.4-4-5 (1 1,000 157 197 3543 394 27%6 91 - 2 SRMSX6PF  HW25
PICCO 15.9-6-7 625 236 276 2950 334 2170 550 - 2 SRMSX6PF  HW25
PICCO 19-6-7 750 236 276 3540 394 2760 710 - 2 SRMSX6PF  HW25
PICCO 25.4-6-7 (1 1,000 236 276 3543 394 27%6 %1 - 2 SRMSX6PF  HW25
MG PCO-12.7-6 500 .236 = 3.000  .590 2.090 460 .709 1 SR M5X6-PF HW 2.5
MG PCO-15.9-6-8 625 .236 315 3.000  .390 2.170 .551 - 2 SR M5X6-PF HW 2.5 MG PCO-SPCR8
MG PCO-19-6-8 750 236 315 3500 .3%0 2760 709 - 2 SRMSX6PF  HW25 MG PCO-SPCR8
MG PCO-25.4-6-8 (1 1.000 236 315 3543 394 27%6 91 - 2 SRMSX6PF HW25 MG PCO-SPCR8
MG PCO-16-9 630 354 - 2953 591 2087 591 787 1 SRMSX6PF  HW25  PL16

e Holders are suitable for right- and left-hand inserts, and boring bars
() Tools for Swiss-type CNC

MG PCO...-6-8
PICCO...MF...8-...

PICCO...MFT... Back Stopper

MG PCO-SPCR8

ISCAR




ACECUT =
PICCOCUT HOLDER A A
PICCO ACE 5 i SENDE | ¥ r_ s
Holders for PICCO-CUT Inserts BD DCONWS — ﬁ f )l DooNMs 63 H D
I we— - L
BTN WLSCMSLJ l_l
LLI
=
M E T R I ¢ O
Designation DCONMS DCONWS BD OAL LH LSCMS H @ / O
PICCO ACE 12-4 12.00 4.00 14.50 85.00 23.00 53.00 10.3 PL16 M6-D5  WRENCH ACE 4-5 m
PICCO ACE 12-5 12.00 5.00 14.50 85.00 23.00 53.00 10.3 PL16 M6-D5  WRENCH ACE 4-5 (D
PICCO ACE 16-4 16.00 4.00 14.50 85.00 21.50 53.50 14.0 PL 16 M6-D5  WRENCH ACE 4-5
PICCO ACE 16-5 16.00 5.00 14.50 85.00 21.50 53.00 14.0 PL 16 M6-D5  WRENCH ACE 4-5 LlJ
PICCO ACE 16-6 16.00 6.00 19.90 85.00 23.00 53.50 14.0 PL 16 M6-D5  WRENCH ACE 6-7 Q
PICCO ACE 16-7 16.00 7.00 19.90 85.00 23.00 53.50 14.0 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 20-4 20.00 4.00 14.50 150.00 21.50 118.00 18.0 PL16 M6-D5  WRENCH ACE 4-5 <
PICCO ACE 20-5 20.00 5.00 14.50 150.00 21.50 118.00 18.0 PL 16 M6-D5  WRENCH ACE 4-5 LI—
PICCO ACE 20-6 20.00 6.00 19.90 150.00 21.50 118.00 18.0 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 20-7 20.00 7.00 19.90 150.00 21.50 118.00 18.0 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 22-4 22.00 4.00 14.50 150.00 21.50 118.00 20.0 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 22-5 22.00 5.00 14.50 150.00 21.50 118.00 20.0 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 22-6 22.00 6.00 19.90 150.00 21.50 118.00 20.0 PL 16 M6-D5  WRENCH ACE 6-7
PICCO ACE 22-7 22.00 7.00 19.90 150.00 21.50 118.00 20.0 PL 16 M6-D5  WRENCH ACE 6-7
PICCO ACE 25-4 25.00 4.00 14.50 150.00 21.50 118.00 20.0 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 25-5 25.00 5.00 14.50 150.00 21.50 118.00 20.0 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 25-6 25.00 6.00 19.90 150.00 21.50 118.00 20.0 PL 16 M6-D5 ~ WRENCH ACE 6-7
PICCO ACE 25-7 25.00 7.00 19.90 150.00 21.50 118.00 20.0 PL16 M6-D5  WRENCH ACE 6-7
| N C H
Designation DCONMS DCONWS BD OAL LH LSCMS H @ /
PICCO ACE 12.7-4 .500 157 571 3.346 .906 2.087 457 PL 16 M6-D5  WRENCH ACE 4-5
PICCO ACE 12.7-5 .500 197 571 3.346 .906 2.087 457 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 15.9-4 .625 157 571 3.346 846 2.087 .551 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 15.9-5 .625 197 571 3.346 846 2.087 551 PL 16 M6-D5  WRENCH ACE 4-5
PICCO ACE 15.9-6 .625 236 .783 3.346 .906 2.087 {65l PL 16 M6-D5  WRENCH ACE 6-7
PICCO ACE 15.9-7 .625 276 .783 3.346 .906 2.087 551 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 19-4 .750 157 571 5.906 846 4.646 677 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 19-5 .750 197 571 5.906 846 4.646 877 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 19-6 .750 236 .783 5.906 .906 4.646 677 PL 16 M6-D5  WRENCH ACE 6-7
PICCO ACE 19-7 .750 276 .783 5.906 .906 4.646 677 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 25.4-4 1.000 157 571 5.906 846 4.646 .905 PL 16 M6-D5  WRENCH ACE 4-5
PICCO ACE 25.4-5 1.000 197 571 5.906 846 4.646 905 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 25.4-6 1.000 236 .783 5.906 846 4.646 .905 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 25.4-7 1.000 276 783 5.906 846 4,646 905 PL 16 M6-D5  WRENCH ACE 6-7

* Holders are suitable for right- and left-hand PICCO inserts

Locking P|n‘s i I sy

shim

Cap

. k Wrench

Member IMC Group
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PICCOCUT Ditmex_* Cutting Edge Height
GHPCOR Clamp_Jf |y E:}ff%{ Ki
Perpendicular Square-Shank DCONNWS-DCONXWS hd '
Tools for Use on Cross ) !
Slide Units of Swiss-Type i
and Automatic Machines OAWfmay § B
OHX —ﬁ
l * 1 Right-hand shown

Designation OAW  Dl1msx  OHX"  fmax  DCONNWS®  DCONXWS®
GHPCOR 08-16-4-5 8.0 8.0 102.00 88.00 4.0 15.0 34.00 26.0 16.00 30.0 4.00 5.00
GHPCOR 10-16-4-5 10.0 10.0 102.00 88.00 2.0 18.0 34.00 26.0 16.00 30.0 4.00 5.00
GHPCOR 12-16-4-6 12.0 12.0 102.00 88.00 - 18.0 34.00 26.0 16.00 30.0 4.00 6.00
GHPCOR 12-25-4-6 12.0 12.0 102.00 88.00 - 18.0 43.00 26.0 25.00 39.0 4.00 6.00
GHPCOR 16-16-4-6 16.0 16.0 112.00 98.00 - 22.0 35.00 36.0 16.00 31.0 4.00 6.00
GHPCOR 16-25-4-6 16.0 16.0 112.00 98.00 - 22.0 44.00 36.0 25.00 40.0 4.00 6.00
GHPCOR 16-30-7-8 16.0 16.0 116.00 98.00 - 22.0 49.00 36.0 30.00 45.0 7.00 8.00

e PICCOCUT insert should not exceed OAW e Left-hand holders are available upon request e Coolant tube adapter: KQ2L06-M5 (for 6 mm coolant tube)

) Maximum overhang

@ Minimum diameter

@) Maximum diameter

Indexing from the top Indexing from the front
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Spare Parts

o / % =

GHPCOR 08-16-4-5 HED 08 SR M4X14 DIN912 HW 3.0 KQ2L06-M5
GHPCOR 10-16-4-5 HED 10 SR M4X14 DIN912 HW 3.0 KQ2L06-M5
GHPCOR 12-16-4-6 HED 12 SR M4X14 DIN912 HW 3.0 KQ2L06-M5
GHPCOR 12-25-4-6 HED 12 SR M4X14 DIN912 HW 3.0 KQ2L06-M5
GHPCOR 16-16-4-6 HED 16-4-6 SR M4X14 DIN912 HW 3.0 KQ2L06-M5
GHPCOR 16-25-4-6 HED 16-4-6 SR M4X14 DIN912 HW 3.0 KQ2L06-M5
GHPCOR 16-30-7-8 HED 16-7-8 SR M4X14 DIN912 HW 3.0

F vy .
PlOGOuu I PAITS
KIT PICCO Face \@;@/ ‘_g
Contains One Toolholder L
and a Set of Solid Carbide DA‘X‘ N i -
Miniature Face Turning and =
Grooving Boring Bars cwn-cnx f——1

Designa CWN@ CWX®

KIT PICCO SET-4R J 1.00 3.00

) Minimum axial grooving diameter
2 Minimum cutting width
() 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 ' ||
PICCO R/L 010.1008-10 80 15 10 I Mini Carbide Bar Min Borey
PICCO R/L 010.1508-10 8.0 i 25 15 1x Mini Carbide Bar [} CWT
PICCO R/L 010.2008-10 80 11 3.0 2.0 1x Mini Carbide Bar
PICCO R/L 010.2508-20 8.0 21 815) 25 1x Mini Carbide Bar
PICCO R/L 010.3008-20 8.0 21 35 3.0 1x Mini Carbide Bar

Available grade: IC228

ISCAR




CHAMGROOVE

CHAMGROOVE o
MGCH-C (face) L s - F
Face Machining Tools Carrying [ [ BZ". j{ *
GFQR Inserts for macHooc!  tpconms /
Dmin 12 - Dmax 19 mm t (MG PCO-16-9)
Penetration Range v&ﬂk* _—

[ = — OAL

The same tool applies for right-and left-machining

Designation DCONMS OAL OHXM WF @

| MGCHO9C | 9.00 83.50 65.0 5.50 SR 76-2145 T-15/5

() Maximum overhang
For inserts, see pages: GFQR (30)
For holders, see pages: PICCO/MG PCO (Holder) (26)

MG PCO | 75
Holder Bar for Adjustable Shank 15 v
E=———19 16
MG PCO-16-9 A
CHAMGROOVE OHX
MGCH-C (face) i s e &T'
Face Machining Tools Carrying T [ EZ". { —
GFQR Inserts for Dmin .472 - macHoosc!  fpconms e
Dmax .748" Penetration Range ; (MG PCO-16-9)
Wﬂ —{—A e e
OAL The same tool applies for right- and left-machining

Designation DCONMS OAL OHXM WF @

| MGCHO9C | 354 3.287 2.559 217 SR 76-2145 T-15/5

) Maximum overhang
For inserts, see pages: GFQR (30)
For holders, see pages: PICCO/MG PCO (Holder) (26)

MG PCO
Holder Bar for Adjustable Shank 2.953 ———
».590
Y
E——— 3 6%
A

MG PCO-16-9

Member IMC Group
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CHAMGROOVE

GFQR
Face Grooving Inserts

owl fRe
M E T R | C
) . Recommended
LIRS Machining Data
X f face-groove
Designation cw RE cwrtoL® 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 o 0.01-0.04
GFQR 12-1.50-0.20 1.50 0.20 0.02 0.030 2.50 12.0 17.0 o 0.01-0.04
GFQR 12-2.00-0.20 2.00 0.20 0.02 0.030 3.00 12.4 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 o 0.02-0.05
* For detailed cutting data, see pages 162-164
() Cutting width tolerance (+/-)
() Corner radius tolerance (+/-)
@) Minimum penetration diameter
4 Maximum penetration diameter
CHAMGROOVE o
=
Face Grooving Inserts .
9 DX, X DAXN-DAXX
CW}
| N C |
. . Recommended
PIEIESTS Machining Data
Q f face-groove
Designation cw RE cwroLM RETOL® CDX DAXN®) DAXX® 5 (IPR)
GFQR 12-1.00-0.05 .039 .0020 .0008 .0012 .059 A7 .63 ° .0004-.0016
GFQR 12-1.50-0.20 .059 .0079 .0008 .0012 .098 47 67 ° .0004-.0016
GFQR 12-2.00-0.20 079 .0079 .0008 .0012 118 49 7 ° .0008-.0020
GFQR 12-2.50-0.20 .098 .0079 .0008 0012 118 51 .75 [ .0008-.0020

o For detailed cutting data, see pages 162-164
() Cutting width tolerance (+/-)

2 Corner radius tolerance (+/-)

@) Minimum penetration diameter

@) Maximum penetration diameter

ISCAR




MINCUT

(o4

nir PACE P MIFHR... 10 MIFHR... 8
MIFHR

Bars for Face and Internal
Grooving, Undercutting
and Threading Inserts

©)
\

‘<—|_3 »‘
fe— | H—

Designation 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 MIR 8 SR 14-297 T-8/5
MIFHR 10C-8 10.00 5.0 14 450 102.50 7.40 125 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 MIR 8 SR 14-297 T-8/5
MIFHR 12C-10 12.00 6.0 24 5.50 90.00 11.20 172 4.60 MILR10 SR 34-506 M3X0.5 T-9/5
MIFHR 16C-10 16.00 6.0 24 7.50 90.00 11.20 172 4.60 MILR10 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 10.30 MILR 15 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 MR 15 SR 34-506/L T-9/5 PL 20
™) Solid carbide shank
(@ Only face grooving inserts are available for this tool
For inserts, see pages: MEFL (35) ¢ MIFR (34)
For holders, see pages: PICCO/MG PCO (Holder) (26)
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MINI FACE LINE MIFHR... 10 MIFHR... 8
MIFHR , - I
Bars for Face and Internal 1 N I DCONMS
Grooving, Undercutting ' '%ND
and Threading Inserts

RADW

-

T
]

©)
\

‘<—|_34>
e LH—

[HE 2SS

Designation DCONMS  CND WF RADW OAL L3 LH RE Insert @ ? @
MIFHR 9.5C-8 375 .196 .055 169 4.030 291 492 .1490 MR 8 SR 14-297 T-8/5
MIFHR 12.7C-8 500 196 .055 .230 4.030 291 492 1490 ML.R 8 SR 14-297 T-8/5
MIFHR 12.7C-10 (1 500 .236 .094 .230 3.543 440 B77 .1810 MLR10 SR 34-506 M3X0.5 T-9/5
MIFHR 15.9C-10 (1 625 .236 .094 .287 3.543 440 B77 .1810 MLR10 SR 34-506 M3X0.5 T-9/5
MIFHR 15.9C-15 625 315 105 .295 3.937 441 748 4010 MLR 15 SR 34-506/L T-9/5 PL 062
MIFHR 19C-15 750 .335 183 .354 3.937 492 748 4450 MILR 15 SR 34-506/L T-9/5 PL 075
) Only face grooving inserts are available for this tool
For inserts, see pages: MEFL (35) ® MIFR (34)
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MiN} FACE LINE

MFHR-JHP

Square Shank Tools for

MIFR 10 Face Grooving Inserts

N

» UNF 5/16"-24 typex3 ¢
S — |
g DAL

””” N

£
‘
‘
‘
‘
j
le !

:
N

'&-340
Bar Max

- >

Designation H B OAL LH L3 CDX DAXN™ OAH  HF  Insert & ? @
MFHR 12C-10-JHP 12.0 120 10000 270 520 9.00 10.0 20.0 120  MLR10 SR 34-506 M3X0.5 T9/6  SR5/16UNF TL360
MFHR 16C-10-JHP 16.0 160 10000 270 520 9.00 10.0 24.0 16.0  MLR10 SR 34-506 M3X0.5 T9/6 SR 5/16UNF TL360
MFHR 20C-10-JHP 20.0 20.0  100.00  30.0 5.20 9.00 10.0 28.0 200  MLR10 SR 34-506 M3X0.5 T-9/5 SR 5/16UNF TL360
For DAXN, refer to insert data e For user guide and accessories, see pages 162-173

() Minimum axial grooving diameter

For inserts, see pages: MEFL (35) ¢ MIFR (34)

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Designa Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
MFHR 1 HP 3 59 9-11
MFHR 16C-10-JHP 8 79 9-11
MINI FACE LINE —
IHSR-MIFR T N
Trepanning Cartridges Carrying |

wB
MINCUT Inserts Mounted on the CWN-CWX \ B N
BHR MB32-32X63 Boring Head b l L X _DAXX
.
L— OAL H‘ OAHJ

Designation DAXN( DAXX@ CWN® cwx@ OAL wB OAH Insert &

IHSR 8-21 MIFR8 8.0 21.0 1.50 220 32.00 23.00 17.50 MR 8 SR 14-297 T-8/5
IHSR 19-34 MIFR10 19.0 34.0 2.00 3.00 27.00 22.00 17.80 MLR10 SR 34-506 M3X0.5 T-9/5

Designation DAXN( DAXX@ CWN® cwx@ OAL WB OAH Insert &

IHSR 8-21 MIFR8 31 .83 059 .087 1.260 .906 .690 MR8 SR 14-297 T-8/5
IHSR 19-34 MIFR10 .75 1.34 079 118 1.063 .866 .700 MLR10 SR 34-506 M3X0.5 T-9/5
() Minimum axial grooving diameter
2 Maximum axial grooving diameter
() Minimum cutting width
@ Maximum cutting width

For inserts, see pages: MIFR (34)
For holders, see pages: BHR MB (33)

ISCAR



l TSBGRE LF (assembly)q

L
BHR MB ‘
Rough Boring Heads for

Diameter Range 18-200 mm

BD DCONMSi=-—

IHBR IHSR BW

C D

Designation BD DCONMS LF DCN® DCX® IH® RPMX® ﬁ

BHR MB32-32X63 32.00 32.00 63.00 35,5 50.0 ° 1H...36-50 10000 0.36

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
() Cutting diameter minimum

(2 Cutting diameter maximum

@) Insert holders

@ Maximum RPM

Spare Parts

Designation @ @ f &

BHR MB32-32X63 BH NUT BHR MB32 PLT 32* SR M5X25DIN912 SR M4X12 DIN913
* Optional, should be ordered separately

IHSR-MIFR

BHR MB
Rough Boring Heads for
Diameter Range .709-7.874"

l TSBGRE f=LF (assembly)q r

E{D DCOI%MS H

IHBR| IHSRBW

C D

Designation BD DCONMS LF DCN® DCX@ IH® RPMX® &

BHR MB32-32X63 1.260 1.260 2.480 1.398 1.968 - 1H...36-50 10000 .79

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
() Cutting diameter minimum

(@ Cutting diameter maximum

@) |nsert holders

@ Maximum RPM

Spare Parts

Designation @ @ f §

BHR MB32-32X63 BH NUT BHR MB32 PLT 32° SR M5X25DIN912 SR M4X12 DIN913

Member IMC Group
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Z ouUT MIFR 15 MIFR 10 MIFR 8
MiN} FACE LINE CDX *PDY"‘
oC MIFR . LD O " @53‘1 % ¢g «tgj
Screw-Clamped Inserts 3 []
E for Internal Face Grooving T{DAXX ow ‘k INSL— = 1 WE J
1 and Turning =y =Chx
g FRef
=N
O M E T R | C
. . Recommended
8 RiEs e Machining Data
« | fface-groove | fface-tum
Lu Designation INSL CW CwTOL® RE RETOL® WF S1  DAXN® DAXXY CDX PDY | Q| (mmirev) (mm/rev)
Q MIFR 8-1.50-0.20 17.70 1.50 0.02 0.20 0.020 2,60 6.5 8.0 11.5 550 1100 | e 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 8.0 121 5.50 11.00 . 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 o 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 21.0 550 1100 | e 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 [ 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 76 10.0 - 900 1480 | e 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 76 10.0 30.0 900 1480 | e 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 . 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 76 10.0 340 900 1480 | e 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 [ 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 12.0 470 1500 1930 | e 0.03-0.05 0.03-0.04
MIFR 15-3.00-0.20 [E{Jil] 3.00 0.02 0.20 0.020 5.85 9.0 15.0 600 1500 1930 | e 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 . 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 ° 0.03-0.05 0.03-0.04
| N C H
Dimensions Recommended
Machining Data
« | fface-groove | fface-tum
Designation INSL CW CWTOL®W RE  RETOL®  WF S1 DAXN®  DAXX@  CDX pOY | S (IPR) (IPR)
MIFR 8-1.50-0.20 697 .059 .0008 .0079 .0008 102 .256 31 45 217 433 o .0008-.0039 .0008-.0024
MIFR 8-1.60-0.80 697 063 .0008 0315 .0008 102 256 31 48 217 433 | e | .0008-0039 | .0008-.0024
MIFR 8-2.00-0.20 697 079 .0008 .0079 .0008 110 .256 31 .63 217 433 . .0008-.0039 .0008-.0024
MIFR 8-2.20-0.20 697 087 .0008 0079 .0008 114 256 31 83 217 433 | e | .0008-0039 | .0008-.0024
MIFR 10-2.00-0.20 [ R0 .0008 0079 .0008 118 299 .39 - 354 583 | @ | .0008-0039 | .0008-.0024
MIFR 10-2.00-1.00 .988 079 .0008 .0394 .0008 118 299 .39 - 354 583 . .0008-.0039 .0008-.0024
MIFR 10-2.50-0.20 988 .098 .0008 .0079 .0008 122 299 .39 1.18 354 583 ° .0008-.0039 .0008-.0024
MIFR 10-2.50-1.25 [RCLI 0L .0008 0492 .0008 130 299 .39 - 354 583 | e | .0008-0089 | .0008-.0024
MIFR 10-3.00-0.20 .988 118 .0008 .0079 .0008 134 299 .39 1.18 .354 583 . .0008-.0039 .0008-.0024
MIFR 10-3.00-1.50 [RECIIRRAE] .0008 0590 .0008 130 299 39 1.34 354 583 | @ | .0008-0039 | .0008-.0024
MIFR 15-2.50-0.20 [RRAEIREN0:S] .0008 0079 .0008 219 354 59 2.36 591 760 | e | .0012-0020 | .0012-0016
MIFR 15-2.50-1.25 ALl .098 .0008 0492 .0008 219 354 AT 1.85 591 .760 . .0012-.0020 .0012-.0016
MIFR 15-3.00-0.20 [RREIREENLE] .0008 0079 .0008 230 354 59 2.36 591 760 | ® | .0012-0020 | .0012-.0016
MIFR 15-3.00-1.50 [RAEINEEALE] .0008 0590 .0008 230 354 39 - 591 760 | e | .0012-0020 | .0012-0016
MIFR 15-3.50-0.20 [REINEAES .0008 0079 .0008 236 354 .39 - 591 760 | ® | .0012-0020 | .0012-0016

e Recommended cutting speeds and feeds can increased by 20-30% for aluminum, and reduced by 20-30% for titanium and Inconel
* For cutting speed recommendations, see pages 162-164

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

) Minimum axial grooving diameter

@ Maximum axial grooving diameter

For tools, see pages: IHSR-MIFR (32) ¢ MFHR-JHP (32) ® MIFHR (31)

MIFR 8 MIFR 10 MIFR 15
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Screw-Clamped Inserts for
External Face Grooving and
Turning Next to Shafts
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; . Recommended
DTS Machining Data
« | fface-groove | fface-tum
Designation CW 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 o 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 5150 11.00 17.40 7.0 20.0 o 0.02-0.10 0.02-0.06
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 . 0.02-0.10 0.02-0.06
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 o 0.02-0.10 0.02-0.06
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 o 0.02-0.06 0.02-0.05
MEFL 10-2.50-1.25 2.50 125 0.02 0.020 3.15 7.6 9.00 14.85 24.50 10.0 45.0 [ 0.02-0.06 0.02-0.05
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 o 0.02-0.06 0.02-0.05
MEFL 10-3.00-1.50 RN 1.50 0.02 0.020 3.40 7.6 9.00 14.85 24.50 10.0 100.0 [] 0.02-0.06 0.02-0.05
| N C H
) . Recommended
PLIEIESTS Machining Data
« | fface-groove | fface-turn
Designation CW RE CWTOLM" RETOL®  WF S1 CDX PDY INSL  DAXN® DAXX® | & (IPR) (IPR)
MEFL 8-1.50-0.20 059 .0079 .0008 .0008 102 .260 217 433 685 .31 .59 o .0008-.0039 .0008-.0024
MEFL 8-1.60-0.80 063  .0315 .0008 .0008 .106 .260 217 433 685 .28 48 ° .0008-.0039 .0008-.0024
MEFL 8-2.00-0.20 079 .0079 .0008 .0008 122 .260 217 433 685 .28 .79 ° .0008-.0039 .0008-.0024
MEFL 8-2.00-1.00 079 0394 .0008 .0008 114 .260 217 433 .685 .28 .55 o .0008-.0039 .0008-.0024
MEFL 8-2.20-0.20 087 .0079 .0008 .0008 122 .260 217 433 685 .28 .79 . .0008-.0039 .0008-.0024
MEFL 10-2.50-0.20 [o:s{-Rumsoo¢] .0008 .0008 124 299 364 .585 .965 .39 1.77 o .0008-.0024 .0008-.0020
MEFL 10-2.50-1.25 [0l RR0" V] .0008 .0008 124 299 .354 .585 .965 .39 1.77 o .0008-.0024 .0008-.0020
MEFL 10-3.00-0.20 [ Ri-Eumors] .0008 .0008 142 .299 .354 .585 .965 .39 3.94 . .0008-.0024 .0008-.0020
MEFL 10-3.00-1.50 A RtIosl) .0008 .0008 134 2% .354 .585 .965 .39 3.94 [ .0008-.0024 .0008-.0020

e For cutting speed recommendations, see pages 162-164
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

) Minimum axial grooving diameter

(4 Maximum axial grooving diameter

For tools, see pages: MFHR-JHP (32) ¢ MIFHR (31)

Member IMC Group
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MiIN} FACE LINE

MINCUT KIT

Contains One Toolholder and
a Set of 6 Different Inserts
for Internal Face Grooving
and Turning Applications

Designation

TS

-

TN\

I Bl 7S

T

KIT MINCUT

Catalog No

Designation

Quantity

2801631
6404029
6404045
6404049

6405165
6405188
6405194

MIFHR 12.7C-8
MIGR 8-1.60-0.80
MIFR 8-2.20-0.20
MIFR 8-1.60-0.80
MITR 8-MT1-0.05
MIUR 8-1.00-0.50
MIGR 8-2.00-0.10

MiINi FACE LINE

MINCUT KIT

Contains One Toolholder and
a Set of 6 Different Inserts
for Internal Face Grooving
and Turning Applications

Designation

AKITS

N4

-

I Bl 7S

KIT MINCUT INCH

Designation

Quantity

2801631
6404029
6404045

6404049
6405165
6405188
6405194

MIFHR 12.7C-8
MIGR 8-1.60-0.80
MIFR 8-2.20-0.20
MIFR 8-1.60-0.80
MITR 8-MT1-0.05
MIUR 8-1.00-0.50
MIGR 8-2.00-0.10

N . N . N,

ISCAR




HELIFACE

HELIFACE ow

HFFH
Face Grooving Blades

jCDX« gl

H

- DAXN-DAXX
‘ :

HF
I owe
- [
‘ OAL w27 T

-

Right-hand shown

M E L R I (&

Designation DAXN® DAXX® cW CDX WF WB 2 HF H OAL
HFFH 38R/L-2 380 450 2.00 1400 450 52 %8 320 16000
HFFH 45R/L-2 450 60.0 2.00 1400 440 52 2.8 320 16000
HFFH 60R/L-2 60.0 80.0 2.00 1400 440 52 2.8 320 16000
HFFH 80R/L-2 80.0 1000 2.00 1400 440 52 28 320 150,00
HFFH 100R/L-2 1000 130.0 200 14,00 440 52 248 320 150,00
I N C H
Designation DAXN® DAXX® cw CDX WF WB_2 HF H OAL
HFFH 38R/L-2 150 177 079 551 A77 205 976 1.260 5.906
HFFH 45R/L-2 177 236 079 551 473 205 976 1260 5.906
HFFH 60R/L-2 236 315 079 551 73 205 976 1.260 5906
HFFH 80R/L-2 315 394 079 551 473 205 976 1260 5.906
HFFH 100R/L-2 394 5.12 079 551 473 205 976 1.260 5906

* H dimension links blades and blocks

() Minimum penetration diameter

2 Maximum penetration diameter

For inserts, see pages: HFPN (67)

For holders, see pages: C#-TBK-R/L (138) » HSK A-WH-TBK-R/L (148)  SGTBF (136) » SGTBK (135) ¢ SGTBU/SGTBN (133) » UBHCR/L (135)

Spare Parts

Designation é

(HFPH ok

* Optional, should be ordered separately

Member IMC Group
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HELIFACE s
HFFA ) DAXN-DAXX ¥ :j E«

Reinforced Face Grooving Blades

g
Gl
I

i
ow OAL- WB_2

CDX Right-hand shown

M E L) R I (&
Designation DAXN(™ DAXX® CDX H WF HF OAL WB_2

HFFA 27R/L-2 2.00 27.0 29.0 14.00 32.0 9.50 24.8 102.00 21.0
HFFA 29R/L-2 2.00 29.0 33.0 14.00 32.0 9.50 24.8 102.00 18.5
HFFA 33R/L-2 2.00 33.0 38.0 14.00 32.0 9.50 24.8 102.00 17.5
HFFA 38R/L-2 2.00 38.0 46.0 14.00 320 9.50 248 102.00 13.5
HFFA 46R/L-2 2.00 46.0 60.0 14.00 320 9.50 24.8 102.00 13.5
HFFA 60R/L-2 2.00 60.0 80.0 14.00 320 9.50 24.8 102.00 14.0
HFFA 80R/L-2 2.00 80.0 105.0 14.00 32.0 9.50 24.8 102.00 16.1
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I N C H
Designation DAXN( DAXX® CDX H WF HF OAL WB_2

HFFA 27R/L-2 .079 1.06 1.14 .551 1.260 374 976 4.016 827
HFFA 29R/L-2 079 1.14 1.30 .551 1.260 374 976 4.016 728
HFFA 33R/L-2 .079 1.30 1.50 .551 1.260 374 976 4.016 689
HFFA 38R/L-2 079 1.50 1.81 .551 1.260 374 976 4.016 531
HFFA 46R/L-2 079 1.81 2.36 .551 1.260 374 976 4.016 531
HFFA 60R/L-2 079 2.36 3.15 .551 1.260 374 976 4.016 551
HFFA 80R/L-2 079 3.15 413 .551 1.260 374 976 4.016 634

e For user guide, see pages 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

For inserts, see pages: HFPN (67)

For holders, see pages: SGTBF (136) ¢ SGTBU/SGTBN (133) « UBHCR/L (135)

Spare Parts

Designation é

(WFFA R

* Optional, should be ordered separately

ISCAR




HELIFACE s
HGHR/L-3 A=K :j = ?«
Integral Holders for Face ] s ) ‘I K
Grooving and Turning / DAXNY'DAXX CDX,| |, AHBH ~l0AW =
OAL——»{
o] L. W
WF Tow B
) [} Right-hand shown

Designation H B cw CDX  HBH WF  DAXN®™ DAXX®  OAL LH OAH  OAW & /
HGHR 1010-12-3T6 10.0 10.0 3.00 6.00 2.0 9.50 12.0 16.0 120.00 19.0 19.0 13.70 SR 76-1400 T-20/3
HGHR 1010-16-3T6 10.0 10.0 3.00 6.00 2.0 9.50 16.0 25.0 120.00 19.0 19.0 12.80 SR 76-1400 T-20/3
HGHR/L 1212-12-3T6 12.0 12.0 3.00 6.00 = 11.00 12.0 16.0 120.00 19.0 19.0 15.70 SR 76-1400 T-20/3
HGHR 1212-16-3T6 12.0 12.0 3.00 6.00 = 11.00 16.0 25.0 120.00 19.0 19.0 14.80 SR 76-1400 T-20/3
HGHR/L 1616-12-3T6 16.0 16.0 3.00 6.00 - 15.00 12.0 16.0 120.00 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 16.0 120.00 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

¢ HGN & GRIP inserts can be used only with right-hand toolholders, HGPL inserts only with left-hand toolholders e For user guide, see pages 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

For inserts, see pages: GRIP (70) ® GRIP (full radius) (72) ® HGN-C (76) ® HGN-J (77) ® HGN-UT (78) ® HGPL (75)
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Groove can be widened with no limitation toward or away
from the center except for the following tools:

HGHR/L...-12-3T6

D d Limitation of widening toward center
12.0 40 depends on the major diameter (D) as
13.0 1.0 per chart.
135 0
HELIFACE Fo -
L
HaHRIL-3 R 2l
Integral Holders for Face 4 s T K
Grooving and Turning / DAX N;DAXX CDX,| | iHBH +loAW |«
OAL——
oox,| [ [ f
WF @% 3 B
[} [} Right-hand shown

Designation cw CDX H B HBH DAXN® DAXX@  WF OAH OAW  OAL LH & /
HGHL 9.5-12-3T6 118 .236 375 375 A2 A7 63 .370 .67 .559 5.000 .750 SR 76-1400 T-20/3
HGHL 12.7-12-3T6 118 .236 500 .500 A2 A7 63 460 .70 .646 5.000 .750 SR 76-1400 T-20/3
HGHL 12.7-16-3T6 118 .236 .500 .500 A2 63 98 460 .70 619 5.000 .750 SR 76-1400 T-20/3
HGHR/L 15.9-12-3T6 118 .236 625 625 A2 47 63 .590 .82 17 5.000 .750 SR 76-1400 T-20/3
HGHR/L 19-12-3T6 118 .236 .750 .750 = A7 .63 .750 .95 .907 5.000 .750 SR 76-1400 T-20/3
HGHR/L 19-16-3T6 118 .236 .750 750 - 63 98 .750 .95 .907 5.000 .750 SR 76-1400 T-20/3
HGHR/L 25.4-12-3T6 118 .236 1.000 1.000 - 47 .63 1.000 1.20 1.167 5.000 .750 SR 76-1400 T-20/3
HGHR/L 25.4-16-3T6 118 .236 1.000 1.000 = 63 98 1.000 1.20 1.167 5.000 .750 SR 76-1400 T-20/3
HGHR 9.5-16-3T6 118 .236 375 375 12 63 .98 .370 .67 524 5.000 .750 SR 76-1400 T-20/3
HGHR 15.9-16-3T6 118 .236 625 625 A2 063 .98 .590 .82 .735 5.000 .750 SR 76-1400 T-20/3

¢ HGN & GRIP inserts can be used only with right-hand toolholders, HGPL inserts only with left-hand toolholders e For user guide, see pages 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

For inserts, see pages: GRIP (70) ® GRIP (full radius) (72) ® HGN-C (76) ® HGN-J (77) ® HGN-UT (78) ® HGPL (75)

Groove can be widened with no limitation toward or away
from the center except for the following tools:
HGHR/L...-12-3T6

D d
AT2 157 Limitation of widening toward center
512 .039 depends on the major diameter (D) as
513 0 per chart

Member IMC Group




Z HELIFACE r LH—~|
C HFHR/L-3T I D B 4 IO E_ =
D Integral Holders for Facing <CDX WFHRALO.OT12  HF E I H Of\H
I + DAXN-DAXX v
LLI — onx web 5 B
> OAL y Right-hand shown
O M E T R | C
: Designation cw CDX H HF B OAL WF WF2 DAXN@ DAXX® LH OAH f /
m HFHR/L 20-25-3T12 3.00 12.00 20.0 20.0 200 14000 20.50 5.3 25.0 30.0 38.0 280  SRM6X16DIN912  HW5.0
( I ) HFHR/L 20-30-3T12 3.00 12.00 20.0 20.0 200 14000 20.50 518 30.0 38.0 38.0 290  SRMB6X16DIN912  HW5.0
HFHR/L 20-38-3T12 3.00 12.00 20.0 20.0 200 14000 20.50 5.3 38.0 48.0 38.0 300  SRM6X16DIN912  HW5.0
LlJ HFHR/L 20-48-3T12 3.00 12.00 20.0 20.0 200 14000  20.50 518 48.0 60.0 38.0 300  SRMB6X16DIN912  HW5.0
( > HFHR/L 25-25-3T12 3.00 12.00 25.0 25.0 250  150.00  25.50 018 25.0 30.0 38.0 330  SRMBX16DIN12  HW5.0
i HFHR/L 25-30-3T12 3.00 12.00 25.0 25.0 250  150.00  25.50 5.3 30.0 38.0 38.0 340  SRMB6X16DIN912  HW5.0
HFHR/L 25-38-3T12 3.00 12.00 25.0 25,0 250 150.00 25.50 518 38.0 48.0 38.0 350  SRMB6X16DIN912  HW5.0
LI— HFHR/L 20-60-3T22 (1) 3.00 22.00 20.0 20.0 200 14000 20.50 - 60.0 75.0 40.0 31.0  SRMBX16DIN912  HW5.0
HFHR/L 25-48-3T22 (1) 3.00 22.00 25.0 25.0 250 150.00  25.50 - 48.0 60.0 40.0 360  SRMB6X16DIN912  HW5.0
HFHR/L 25-60-3T22 (1) 3.00 22.00 25.0 25.0 250 15000  25.50 - 60.0 75.0 40.0 360  SRMBX16DIN912  HW5.0
HFHR/L 20-75-3T25 (1) 3.00 25.00 20.0 20.0 200 14000 20.50 - 75.0 100.0 43.0 31.0  SRMBX16DIN912  HW5.0
HFHR/L 25-75-3T25 (1) 3.00 25.00 25.0 25.0 250 15000 25.50 - 75.0 100.0 43.0 360  SRMBX16DIN912  HW5.0
® For user guide, see pages 161-173
() For deep face grooving only.
2 Minimum penetration diameter
@) Maximum penetration diameter
For inserts, see pages: HFPR/L (68) ® HFPR/L (full radius) (69)
Groove can be widened with no limitation toward or away
from the center except for the following tools: d
HFHR/L-#-25-3T12
D d Limitation of widening toward
25 5 center (d) depends on the major D
26 2 diameter (D) as per chart
>27 0
HELIFACE r LH— J
HFHR/L-3T 1 B v Bt ?« _j
Integral Toolholders for <CDX . ERTR H E I H Ofo
External Facing Fz iy Y
~ 24 DAXN-DAXX v
' o T@} V\‘Fr‘ 5 B
e e——oa.—I! Right-hand shown

Designation cw CDX H B OAL WF F1 DAXN@  DAXX® LH OAH f /
HFHR/L 25.4-25-3T12 118 470 1.000 1.000 6.000 1.020 21 .98 1.18 1.500 1.31 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-30-3T12 118 470 1.000 1.000 6.000 1.020 21 1.18 1.50 1.500 1.35 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-38-3T12 118 470 1.000 1.000 6.000 1.020 21 1.50 1.89 1.500 1.39 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-48-3T22 (1) 118 870 1.000 1.000 6.000 1.020 - 1.89 2.36 1.570 1.43 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-60-3T22 (1) 118 870 1.000 1.000 6.000 1.020 - 2.36 2.96 1.570 143 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-75-3T25 (1) 118 .980 1.000 1.000 6.000 1.020 - 2.95 3.94 1.690 1.43 SR M6X16 DIN912 HW 5.0

® For user guide, see pages 161-173

) For deep face grooving only.

2 Minimum penetration diameter

() Maximum penetration diameter

For inserts, see pages: HFPR/L (68) ® HFPR/L (full radius) (69)

Groove can be widened with no limitation toward or away d
from the center except for the following tools:

HFHR/L-#-25-3T12
D d — —
—.98 20 Limitation of widening towardl D
center (d) depends on the major
1.02 08 diameter (D) as per chart
>1.06 0

ISCAR




HELIFACE r LH —~| Z

HFHR/L-4T b H ! %’ OTAH E <= o

Integral Holders for Facing oD HEHRUL DT HAF i_g' f I H | D

WF2 cw “iHeH ! —

- DAXN-DAXX L = —t 1

B o % wek R B L1

L oaL——I ¥ Right-hand shown >

M E T R 1 C @)

Designation CW  CDX H HF B OAL  WF  WF2 DAXN™ DAXX® LH OAH HBH f / O

HFHR/L 20-25-4T12 400 1200 200 20.0 20.0  140.00 20.60 6.2 25.0 29.0 39.0 29.0 - SRM6X16 DIN912  HW 5.0 m

HFHR/L 20-29-4T12 4.00 1200 200 20.0 200 14000 20.60 6.2 29.0 34.0 39.0 30.0 - SR MEX16 DIN912 ~ HW 5.0 (D
HFHR/L 25-25-4T12 400 1200 250 25.0 26,0 150.00 25.60 6.2 25.0 29.0 39.0 34.0 - SR M6X16 DIN912 ~ HW 5.0

HFHR/L 25-29-4T12 4.00 1200 250 25.0 2560 15000 25.60 6.2 29.0 34.0 39.0 35.0 - SR MEX16 DIN912 ~ HW 5.0 Lu

HFHR/L 20-34-4T20 400 2000 200 20.0 200 14000 20.60 = 34.0 40.0 39.0 30.0 = SR MEX16 DIN912 ~ HW 5.0 Q
HFHR/L 25-34-4T20 400 2000 250 25.0 26,0 150.00 25.60 - 34.0 40.0 39.0 35.0 - SR MEX16 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 MEX16 DIN912 ~ HW 5.0 <

HFHR/L 20-48-4T25 400 26500 200 20.0 200 14000 20.60 = 48.0 60.0 44.0 32.0 - SR MBEX16 DIN912 ~ HW 5.0 LI—
HFHR/L 20-60-4T25 400 2500 200 20.0 20.0  140.00 20.60 - 60.0 75.0 44.0 32.0 - SRM6X16 DIN912  HW 5.0
HFHR/L 20-75-4T25 400 2600 200 20.0 200 14000 20.60 = 75.0 100.0 44.0 34.0 2.0 SR MEX16 DIN912 ~ HW 5.0
HFHL 25-100-4T25 400 2500 250 25.0 2560 15000 2560 = 100.0 140.0 44.0 37.0 = SR MBX16 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 MBX16 DIN912  HW 5.0
HFHR/L 25-240-4T25 400 2500 250 25.0 250 150.00 25.60 - 240.0 800.0 44.0 37.0 - SR MEX16 DIN912 ~ HW 5.0
HFHR/L 25-40-4T25 400 2500 250 25.0 250 15000 2560 = 40.0 48.0 44.0 36.0 - SR MBX16 DIN912 ~ HW 5.0
HFHR/L 25-48-4T25 400 2500 250 25.0 26,0 150.00 25.60 - 48.0 60.0 44.0 37.0 - SRM6X16 DIN912  HW 5.0
HFHR/L 25-60-4T25 400 2600 250 25.0 2560 15000 25.60 = 60.0 75.0 44.0 37.0 - SR M6EX16 DIN912 ~ HW 5.0
HFHL 25-75-4T25 400 2500 250 25.0 26,0 150.00 25.60 - 75.0 100.0 44.0 37.0 - SRM6X16 DIN912  HW 5.0

HFHR 25-100-4T25 400 2600 2560 250 250 15000 25.74 = 100.0 1400 440 370 >
HFHR 25-140-4T25 400 25600 250 260 250 150.00 25.60 - 140.0 2400 440 370 =
HFHR 25-75-4T25 400 2600 2560 250 260 150.00 25.80 = 75.0 100.0 440 370

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 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

For inserts, see pages: DGN-MF (80) ¢ HFPR/L (68) » HFPR/L (full radius) (69) * GRIP (70) » GRIP (full radius) (72) * DGN/DGNC/DGNM-C (79)
o DGN/DGNM-J/JS/JT (82) ® HGPL (75)

Groove can be widened with no limitation toward or away
from the center except for the following tools:

a
HFHR/L-#-25-4T12 HFHR/L-#-29-4T12
D—d D—d Limitation of widening toward
- = = | center (d) depends on the major D
25 1 29 1 diameter (D) as per chart
226 0 246 0

Member IMC Group




7 HELFACE kai
oC HFHR/L-4T ' B v BLIt = ?«
D) Integral Toolholders for H i_cr I H ot
. @ HFHR/L O-0-4T12 ‘ \ * *
External Facing WE2 . cw HBH

l I L omoaxx &g W -1
| | | " oox* | wr B
> +1826 L oAL—I ¥ Right-hand shown
@) I N C H
O Designation CW CDX  Ff H B OAL WF DAXN® DAXX? LH OAH Ve /
m HFHR 25.4-25-4T12 157 470 .24 1.000 1.000 6.000 1.020 .98 114 1.540 1.35 SR M6X16 DIN912 HW 5.0
( ' ) HFHR/L 25.4-29-4T12 A57 470 24 1000 1000 6000 1020 114 134 1540 139  SRMEXIBDINGT2  HW50

HFHR/L 25.4-34-4T20 1567 .790 .24 1.000 1.000 6.000 1.020 1.34 1.57 1.540 1.39 SR M6X16 DIN912 HW 5.0
LL HFHR/L 25.4-40-4T25 57980 24 1000 1000 6000 1020 157 189 1730 143 SRMGXIBDINGT2  HW50
O HFHR/L 25.4-48-4T25 57 980 24 1000 1000 6000 1020 189 236 1730 147  SRMBXI6DIN912  HW50
< HFHR/L 25.4-60-4T25 167 .980 24 1.000 1.000 6.000 1.020 2.36 2.95 1.730 1.47 SR M6X16 DIN912 HW 5.0

HFHR/L 25.4-75-4T25 167 .980 24 1.000 1.000 6.000 1.020 2.95 3.94 1.730 147 SR M6X16 DIN912 HW 5.0
L HFHR/L 25.4-100-4T25 [ERGANN:: 24 1000 1000 6000 1020 394 550 1730 147  SRMBXI6DIN912  HW50

HFHR/L 25.4-140-4T25 157 .980 24 1.000 1.000 6.000 1.020 5.51 9.45 1.730 1.47 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-240-4T25 157 .980 24 1.000 1.000 6.000 1.020 9.45 31.50 1.730 1.47 SR M6X16 DIN912 HW 5.0

e DGN & GRIP 4.. inserts can be used only with right-hand tools, HGPL 4.. inserts with left-hand tools e For user guide, see pages 161-173
) Minimum penetration diameter

2 Maximum penetration diameter

For inserts, see pages: DGN-MF (80) ¢ DGN/DGNC/DGNM-C (79) ¢ DGN/DGNM-J/JS/JT (82) ® GRIP (70) » GRIP (full radius) (72)

e HFPR/L (68) ® HFPR/L (full radius) (69) ® HGPL (75)

Groove can be widened with no limitation toward or away
from the center except for the following tools:

a
HFHR/L-#-25-4T12 HFHR/L-#-29-4T12 — —
- - - - Limitation of widening toward
D d D d center (d) depends on the major
.98 .04 114 .04 diameter (D) as per chart D
>1.02 0 >1.8 0

ISCAR




HELIFACE r LH —~ EH
HFHR/L-5T ) B ! - + =
Integral Toolholders for CDX irrLoose i ' I H Of\ :
External Facing — WF2 " cw “IeH !
e T e
- CDX e a— —
OAL——» Right-hand shown

Designation CW  CDX H HF B OAL  WF2 WF DAXN™ DAXX® LH OAH HBH j /
HFHR/L 20-25-5T10 500 1000 200 20.0 20.0  140.00 74 21.00 250 30.0 38.0 28.0 = SRM6X16 DIN912  HW 5.0
HFHR/L 25-25-5T10 500 10.00 250 25.0 250  150.00 7.1 26.00 25.0 30.0 38.0 33.0 - SR MBX16 DIN912 ~ HW 5.0
HFHR/L 25-110-5T14 500 1400 250 25.0 25,0  150.00 - 2350 1100 200.0 32.5 33.0 - SR MEX16 DIN912 ~ HW 5.0
HFHR/L 25-52-5T14 500 1400 250 25.0 250  150.00 - 2350 520 75.0 32.5 33.0 - SR MEX16 DIN912 ~ HW 5.0
HFHR/L 25-75-5T14 500 1400 250 25.0 250  150.00 - 2350 75.0 110.0 32.5 33.0 - SR MEX16 DIN912 ~ HW 5.0
HFHR/L 20-28-5T15 500 1700 200 20.0 20.0  140.00 ° 21.00 280 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 - 21.00 310 35.0 34.0 30.0 - SR MEX16 DIN912 ~ HW 5.0
HFHR/L 25-28-5T15 500 17.00 250 25.0 250  150.00 - 26.00 280 31.0 34.0 35.0 - SR MBEX16 DIN912 ~ HW 5.0
HFHR/L 25-31-5T15 500 1700 250 25.0 25,0  150.00 - 2600 310 35.0 34.0 35.0 = SR MEX16 DIN912 ~ HW 5.0
HFHR/L 20-35-5T20 500 20.00 200 20.0 20.0  140.00 - 21.00  36.0 40.0 39.0 31.0 - SR MEX16 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 MBX16 DIN912 ~ HW 5.0
HFHL 25-200-5T20 500 2000 250 25.0 25,0  150.00 ° 23.50  200.0 800.0 32.5 33.0 - SR MEX16 DIN912 ~ HW 5.0
HFHR/L 25-35-5T20 500 20.00 250 25.0 250  150.00 - 26.00 36.0 40.0 39.0 36.0 - SR MEX16 DIN912 ~ HW 5.0
HFHL 25-40-5T20 500 2000 250 25.0 250  140.00 - 26.00  40.0 45.0 39.0 36.0 - SR MBX16 DIN912 ~ HW 5.0
HFHR 25-200-5T20 500 2000 250 25.0 25,0  150.00 - 26.00 200.0 800.0 32.5 33.0 = SR MBX16 DIN912  HW 5.0
HFHR 25-40-5T20 500 2000 250 25.0 25,0  150.00 - 26.00  40.0 45.0 39.0 36.0 - SR M6EX16 DIN912 ~ HW 5.0
HFHR/L 20-45-5T25 500 2500 200 20.0 20.0  140.00 ° 21.00 450 56.0 44.0 32.0 - SR MBX16 DIN912 ~ HW 5.0
HFHR/L 20-55-5T25 500 2500 200 20.0 20.0  140.00 ° 21.00 550 70.0 44.0 35.0 3.0 SR MBX16 DIN912  HW 5.0
HFHR/L 25-45-5T25 500 2600 250 25.0 25,0  150.00 - 26.00  45.0 55.0 44.0 37.0 - SR MEX16 DIN912 ~ HW 5.0
HFHR/L 25-55-5T25 500 2500 250 25.0 250  150.00 - 26.00  55.0 70.0 44.0 37.0 - SR MBX16 DIN912 ~ HW 5.0
HFHR/L 20-70-5T28 500 2800 200 20.0 20.0  140.00 - 21.00 700 95.0 47.0 35.0 3.0 SR MBX16 DIN912  HW 5.0
HFHR/L 25-130-5T32 500 3200 250 25.0 250  150.00 - 26.00 130.0 180.0 51.0 37.0 - SR MEX16 DIN912 ~ HW 5.0
HFHR/L 25-180-5T32 500 3200 250 25.0 25,0  150.00 ° 2600 180.0 800.0 51.0 37.0 = SR MBX16 DIN912 ~ HW 5.0
HFHR/L 25-70-5T32 500 3200 250 25.0 25,0  150.00 ° 2600 700 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 - 2600 950 130.0 51.0 37.0 = SR MEX16 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 161-173

) Minimum penetration diameter

2 Maximum penetration diameter

For inserts, see pages: GRIPA (73) ¢ GRIPA (full radius) (74) ® HFPR/L (68) ® HFPR/L (full radius) (69) ® GRIP (70) ® GRIP (full radius) (72)

* DGN/DGNC/DGNM-C (79) ® DGN/DGNM-J/JS/JT (82)  DGN-W (81) ® HGPL (75)
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Groove can be widened with no limitation toward or away
from the center except for the following tools:

HFHR/L- 0 -31-5T15 HFHR/L-0-25-5T10 HFHR/L- o0 -28-5T15 d
D d D d D d Limitation of widening
31 15 25 4 28 13 toward center (d)
32 10 26 1 29 8 depends on the major
33 7 227 0 30 5 diameter (D) as per D
34 4 31 3 chart
&) 2 32 1
>36 0 >33 0

Member IMC Group




HELJFACE r LH T{
HFHR/L-5T ! B e E« = j
Integral Toolholders for CDX HEHR/L 005710 H i {1 I i Of .
External Facing - WF2 *‘ cw THed  *
fe sy i E
CcDx N
826 L v oAL— ¥ Right-hand shown

Designation Ccw CDX H B OAL F1 WF  DAXN® DAXX®  LH OAH f /

HFHR/L 25.4-25-5T10 197 .390 1.000 1.000 6.000 .28 1.040 .98 1.18 1.500 1.31 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-28-5T15 197 670 1.000 1.000 6.000 = 1.040 1.10 1.22 1.340 1.39 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-31-5T15 197 670 1.000 1.000 6.000 = 1.040 1.22 1.38 1.340 1.39 SR M6X16 DIN912 HW 5.0
HFHR 25.4-35-5T20 197 .790 1.000 1.000 6.000 s 1.040 1.38 1.57 1.540 1.43 SR M6X16 DIN912 HW 5.0
HFHR 25.4-40-5T20 197 .790 1.000 1.000 6.000 = 1.040 1.57 1.77 1.540 1.43 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-55-5T25 197 .980 1.000 1.000 6.000 - 1.040 217 2.76 1.730 1.43 SR M6X16 DIN912 HW 5.0
HFHR 25.4-45-5T25 197 .980 1.000 1.000 6.000 = 1.040 1.77 217 1.730 143 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-70-5T32 197 1.260 1.000 1.000 6.000 = 1.040 2.76 3.74 2.000 1.43 SR M6X16 DIN912 HW 5.0
HFHR/L 25.4-95-5T32 197 1.260 1.000 1.000 6.000 = 1.040 3.74 5.12 2.000 1.43 SR M6X16 DIN912 HW 5.0
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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 161-173

() Minimum penetration diameter

(2 Maximum penetration diameter

For inserts, see pages: DGN-W (81) ¢ DGN/DGNC/DGNM-C (79) * DGN/DGNM-J/JS/JT (82) ¢ GRIP (70) ® GRIP (full radius) (72) ® GRIPA (73)
* GRIPA (full radius) (74) ® HFPR/L (68) ® HFPR/L (full radius) (69) ® HGPL (75)

Groove can be widened with no limitation toward or away
from the center except for the following tools:

HFHR/L-#-31-5T15 HFHR/L-#-28-5T15 HFHR/L-#-25-5T10 d
D d D d D d Limitation of widening
122 .59 1.10 51 .98 .16 toward center (d)
1.26 .39 1.14 31 1.02 .04 depends on the major
1.30 .28 1.18 .20 >1.06 0 diameter (D) as per D
134 16 122 12 chart
1.38 .08 1.29 .04
>1.42 0 >1.30 0

ISCAR




HEL iFACE -~ Z

HFHR/L-6T - T v QLY ?« = j oC

Integral Toolholders for ord AL D610 F T_‘T ¥ I H Of\H D

External Facing WE2 ow THBH I—

- DAXN-DAXX % W?ﬁ]:é I

|t cDX —— LL

' oaL——I ¥ Right-hand shown >

M E T R I C @)

Designation CwW  CDX H HF B OAL WF2 WF DAXN® DAXX? LH OAH HBH j / O

HFHL 20-26-6T10 600 10.00 200 20.0 20.0 14000 79 2140 260 30.0 39.0 29.0 - SRM6X16DIN912  HW 5.0 m

HFHR/L 20-30-6T15 600 1700 200 200 200 14000 - 2140 300 380 360 800 -  SRMEXIEDNGI2 HW50 CD
HFHR/L 25-30-6T15 6.00 17.00 25.0 25.0 25.0  150.00 - 2640 300 38.0 36.0 35.0 - SRM6X16 DIN912  HW 5.0

HFHR/L 20-38-6T20 600 2000 200 200 200 14000 - 2140 80 500 390 810 -  SRMEXI6DN9I2 HW50 LL

HFHR/L 25-100-6T20 600 2000 250 250 250 15000 - 2600 1000 2000 400 330 -  SRMEXI6DIN912 HW50 Q
HFHR/L 25-200-6T20 600 2000 250 25.0 25.0  150.00 - 2300 200.0  3000.0 375 33.0 - SRMBX16 DIN912  HW 5.0

HFHR/L 25-38-6T20 600 2000 250 25.0 250  150.00 - 2640 380 50.0 39.0 36.0 - SRM6X16 DIN912 ~ HW 5.0 <

HFHR/L 25-50-6T20 600 2000 250 250 250 15000 - 2300 500 650 875 830 -  SRMGXI6DING12 HW50 L
HFHR/L 25-65-6T20 600 2000 250 25.0 25.0  150.00 - 2300 66.0 100.0 375 33.0 - SRM6X16 DIN912  HW 5.0
HFHR/L 20-50-6T25 600 2500 200 200 200 14000 - 2140 500 700 440 820 -  SRMGXI6DIN912 HW50
HFHR/L 25-50-6T25 600 2500 250 250 250 15000 - 2640 500 700 440 870 -  SRM6XI6DIN912 HW50
HFHR/L 25-100-6T32 6.00 3200 250 25.0 25.0  150.00 - 26.40  100.0 180.0 51.0 37.0 - SRMBX16 DIN912  HW 5.0
HFHR/L 25-180-6T32 600 3200 250 25.0 250  150.00 - 26.40 180.0 400.0 51.0 40.0 3.0 SRM6EX16 DIN912 ~ HW 5.0
HFHR/L 25-400-6T32 600 8200 250 250 250 15000 - 2640 4000 30000 510 400 30  SRMEXI6DING12 HW50
HFHR/L 25-70-6T32 600 8200 250 250 250 15000 - 2640 700 1000 510 870 -  SRM6XI6DING12 HW50

e 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 161-173

) Minimum penetration diameter

(2 Maximum penetration diameter

For inserts, see pages: HFPR/L (68) ¢ HFPR/L (full radius) (69) ® GRIP (70) ¢ GRIP (full radius) (72) ® DGN/DGNC/DGNM-C (79) ¢ DGN/DGNM-J/JS/JT (82) ® HGPL (75)

Groove can be widened with no limitation toward or away

from the center except for the following tools: d
HFHR/L-#-30-6T10

D d

30 7

31 4 Limitation of widening toward /

3 1 center (d) depends on the major D

diameter (D) as per chart
>33 0

Member IMC Group




7 HELIFACE r LH T{
C HFHR/L-6T ! - vt E = Zj
D) Integral Toolholders for oo eonems 1 [ ' I H Of\H
External Facing WE2 *A ow HBH

l | Aomnomx g —t
LL] " oox* | wr b B
> »1.826 L oAL— ¥ Right-hand shown
@) I N C H
O Designation cw CDX H B OAL WF  DAXN®  DAXX® LH OAH HBH f /
m HFHR/L 25.4-30-6T15 .236 670 1.000 1.000 6.000 1.050 1.18 1.50 1.420 1.39 - SR M6X16 DIN912 HW 5.0
‘ ! 5 HFHR/L 25.4-38-6T20 .236 .790 1.000 1.000 6.000 1.050 1.50 1.97 1.540 1.43 - SR M6X16 DIN912 HW 5.0

HFHR/L 25.4-50-6T25 .236 .980 1.000 1.000 6.000 1.050 197 2.76 1.730 1.47 - SR M6X16 DIN912 HW 5.0
LIJ HFHR/L 25.4-70-6T32 .236 1.260 1.000 1.000 6.000 1.050 2.76 3.94 2.000 1.47 - SR M6X16 DIN912 HW 5.0
( > HFHR 25.4-100-6T20 .236 .790 1.000 1.000 6.000 1.050 3.94 7.09 2.000 1.47 - SR M6X20 DIN912 HW 5.0
< HFHR/L 25.4-100-6T32 .236 1.260 1.000 1.000 6.000 1.050 3.94 7.09 2.000 1.47 - SR M6X16 DIN912 HW 5.0
I I HFHR/L 25.4-180-6T32 .236 1.260 1.000 1.000 6.000 1.050 7.09 15.80 2.000 1.57 10 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 161-173
) Minimum penetration diameter

(2 Maximum penetration diameter

For inserts, see pages: DGN/DGNC/DGNM-C (79) ¢ DGN/DGNM-J/JS/JT (82) ® GRIP (70) ® GRIP (full radius) (72) ® HFPR/L (68)

e HFPR/L (full radius) (69) ® HGPL (75)

Groove can be widened with no limitation toward or away

from the center except for the following tools: d
HFHR/L-#-30-6T15
D d

1.18 28

1.22 16 Limitation of widening toward‘ D /

196 04 center (d) depends on the major

diameter (D) as per chart
>1.30 0
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MODULAR-GRi» . r
@00e... R v H OAH
JETcu' i HBH [}
WH 1 - oA =
MAHPR/L-XL-JHP OAL
Holders with High-Pressure ‘ R} Lﬁ; _
Coolant Channels for i ‘:?:I ‘i‘ HF( [
MODULAR-GRIP Perpendicularly i wiD < 'O, ,
Mounted Adapters e~ MHD_2 | - = Right-hand shown

Designation H B LH 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-M 25.0 25.0 15.0 120.00 19.0 53.00 45.50 25.0 35.00 50.00 90.00
For tools, see pages: ® HFPAD-JHP (48) ® TNFPAD-XL-JHP (113)

Spare Parts

— & > 1S o @ 2 . 2 @

NG (ST B (P Lo B | |28 (e e SR M5-04461 T-20/5 SR M6X16 DIN912 HW 5.0 OR5XIN SR M4X4 DIN913 TL360 SR M6X6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377
N L TR (PR 28 [ e SR M5-04451 T-20/5 SR MEX16 DIN912 HW 5.0 OR 5XIN SR M4X4 DIN913 TL360 SR M6X6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377
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MODULARGHIr
@000...

JETCUT

MAHPR/L-XL-JHP

Holders with High-Pressure

Coolant Channels for

MODULAR-GRIP Perpendicularly
Mounted Adapters

Right-hand shown

Designation H B LH OAL HBH OAH OAW HF L5 MHD MHD_2

MAHPR/L-XL-19-JHP-MCG 750 750 591 4724 1.000 2.087 1.772 .750 1.142 1.968 3.346
MAHPR/L-XL-25.4-JHP-M 1.000 1.000 591 4.724 748 2.087 1.791 1.000 1.378 1.968 3.543

For tools, see pages: ® HFPAD-JHP (48) ® TNFPAD-XL-JHP (113)

Spare Parts

s 0 S o € ©

NG R RS R [ |28 (o BB SR M5-04451 T-20/5 SR M6BX16 DIN912 HW 5.0 OR5XIN SR M4X3DIN913 SR M6X6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377
WG LB P2 B0 5 |28 [ el SR MB-04451 T-20/5 SR MBX20 DIN912 HW 5.0 ORB5XIN  SRM4X3DIN913 SR MBX6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377

Member IMC Group




MODULARGHIF

HFPAD-JHP

Adapters for Face Machining

Right-hand shown

Designation 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 33.00 440 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 14.00 450 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 45.50 240 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 14.00 450 6.30 40.50 24.0 33.00 40.0 50.0
HFPAD 5L-50-T14-JHP 5.00 14.00 450 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 20.00 450 6.60 45.50 24.0 33.00 200.0 800.0
HFPAD 6R/L-60-T14-JHP 6.00 14.00 450 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
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Designation cwW CDX WF WB OAL HF OAH DAXN( DAXX®

HFPAD 3R/L-40-T10-JHP 118 .394 189 228 1.585 945 1.299 1.57 2.56
HFPAD 3R/L-115-T18-JHP 118 .709 .189 228 1.713 945 1.299 4.53 16.75
HFPAD 3R/L-65-T18-JHP 118 .709 189 228 1.713 945 1.299 2.56 4.53
HFPAD 4R/L-44-T14-JHP 157 .551 .189 228 1.694 945 1.299 1.73 228
HFPAD 4R/L-58-T14-JHP 167 .551 189 228 1.694 945 1.299 2.28 3.46
HFPAD 4R/L-88-T14-JHP 157 .551 A7 228 1.594 945 1.299 3.46 6.89
HFPAD 4R/L-175-T20-JHP 157 787 189 .256 1.791 945 1.299 6.89 31.50
HFPAD 5R/L-110-T14-JHP 197 .551 A7 .248 1.791 945 1.299 4.33 7.87
HFPAD 5R/L-40-T14-JHP 197 .551 A7 248 1.594 945 1.299 1.67 1.97
HFPAD 5L-50-T14-JHP 197 .551 A7 .248 1.594 945 1.299 1.97 295
HFPAD 5R/L-75-T14-JHP 197 551 A7 .248 1.694 945 1.299 2.9 4.33
HFPAD 5R/L-200-T20-JHP 197 787 A7 .260 1.791 945 1.299 7.87 31.50
HFPAD 6R/L-60-T14-JHP 236 .551 A7 .268 1.594 945 1.299 2.36 394
HFPAD 6R/L-100-T20-JHP 236 787 A7 .268 1.791 945 1.299 3.94 7.87
HFPAD 6R/L-200-T20-JHP 236 .787 A77 .280 1.791 945 1.299 7.87 118.11

* 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
* For user guide, see pages 161-173

() Minimum axial grooving diameter

2 Maximum axial grooving diameter

For inserts, see pages: DGN-MF (80) ® DGN-W (81) ¢ DGN/DGNC/DGNM-C (79) ¢ DGN/DGNM-J/JS/JT (82) ® GRIP (70) ® GRIP (full radius) (72)

* GRIPA (73) * GRIPA (full radius) (74) ® HFPR/L (68) ® HFPR/L (full radius) (69) ® HGN-C (76) ® HGN-J (77) ® HGN-UT (78) ® HGPL (75)

For holders, see pages: C#-MAHD-JHP (140)  C#-MAHPD-JHP (141) o IH-HFPAD (59) ® MAHPR/L-JHP (154) ¢ MAHPR/L-XL-JHP (155)

o MAHR/L-JHP (157) ¢ MAHR/L-JHP-MC (158)

ISCAR




rF_ Y _ Y/ Y
MODULARGHIr Holder: MAHPL Holder: MAHR

HFPAD-3 i OAH E b =
Adapters for Face Machinin: T HF
P g P v WF(assembly) Li i ]
I | OAL D
WF (adapter)

P !
ﬁi&&m Twe 2

Left-hand shown

M E L R I (&
Designation DAXN() DAXX®@ cw CDX OHN® WFH WB_2 OAL HF OAH

HFPAD 3R/L-25-T10 25.0 30.0 3.00 10.00 15.0 4.80 58 39.50 240 32.0
HFPAD 3R/L-30-T10 30.0 40.0 3.00 10.00 15.0 4.80 5.8 39.50 240 32.0
HFPAD 3R/L-40-T10 40.0 65.0 3.00 10.00 15.0 4.80 58 39.50 240 32.0
HFPAD 3R/L-65-T18 65.0 115.0 3.00 18.00 19.0 4.80 5.8 43.50 24.0 32.0
HFPAD 3R/L-115-T18 115.0 400.0 3.00 18.00 19.0 4.80 5.8 43.50 24.0 32.0

I N C H
Designation DAXN( DAXX®@ cw CDX OHN® WFH WB_2 OAL HF OAH
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HFPAD 3R/L-25-T10 .98 1.18 118 394 591 .189 .228 1.555 945 1.260
HFPAD 3R/L-30-T10 1.18 1.57 118 394 591 .189 228 1.555 945 1.260
HFPAD 3R/L-40-T10 1.57 2.56 118 394 591 .189 .228 1.655 945 1.260
HFPAD 3R/L-65-T18 2.56 453 118 709 748 189 228 1.718 945 1.260
HFPAD 3R/L-115-T18 4.53 15.75 118 709 748 189 .228 1.718 .945 1.260

¢ 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 161-173

() Minimum penetration diameter

(2 Maximum penetration diameter

() Minimum overhang

4) WF(adapter)

For inserts, see pages: GRIP (70) ® GRIPA (73) ® GRIPA (full radius) (74) ® GRIP (full radius) (72) ® HGN-C (76) ® HGN-J (77) ® HGN-UT (78) * HGPL (75)
For holders, see pages: C#-MAHD-JHP (140) ® C#-MAHPD-JHP (141) ¢ IH-HFPAD (59) ® MAHR/L-JHP-MC (158) ®* MAHPR/L-JHP (154)

o MAHR/L-JHP (157) « MAHR/L (156) ® MAHPR/L (153) ® C#-MAHD (139) ® C#-MAHPD (141)  C#-MAHDR-45 (138) ¢ C#-MAHDOR (139)

* HSK A63WH-MAHUR/L (148) ® HSK A63WH-MAHDR-45 (147) ® HSK A63WH-MAHDOR (147)  IM-MAHD (150) ® IM-MAHPD (151)

MODULARGiHir Holder: MAHPL Holder: MAHR _J
HFPAD-4 — \ ! % _J
Adapters for Face Machining 1 Wrassermbly) HF R
| DAXN-DAXX | ]
S J WF (adapter) ~ OAL r D
’T
=T
tﬁ—w e Left-hand shown
M E T R | (o
Designation DAXN® DAXX@ CwW CDX OHN® WF@ WB_2 OAL HF OAH
HFPAD 4R/L-25-T10 25.0 31.0 4.00 10.00 16.0 4.50 58 40.50 24.0 32.0
HFPAD 4R/L-31-T10 310 440 4,00 1000 160 450 58 4050 240 320
HFPAD 4R/L-44-T14 44.0 58.0 4.00 14,00 16.0 4.50 5.8 40.50 24.0 32.0
HFPAD 4R/L-58-T14 56.0 88.0 400 14,00 160 450 58 4050 240 320
HFPAD 4R/L-88-T14 88.0 175.0 4.00 14.00 16.0 4.50 58 40.50 24.0 32.0
HFPAD 4R/L-175-T20 1750 800.0 4,00 20,00 210 450 65 45,50 240 320
| N C H
Designation DAXN®  DAXX® cW CDX OHN® WF® WB_2 OAL HF OAH
HFPAD 4R/L-25-T10 98 122 157 394 630 a7 228 1504 945 1260
HFPAD 4R/L-31-T10 122 173 157 394 630 A77 228 1504 945 1260
HFPAD 4R/L-44-T14 1.73 2.28 167 551 .630 A77 .228 1.594 .945 1.260
HFPAD 4R/L-58-T14 228 346 457 551 630 a7 228 1504 945 1260
HFPAD 4R/L-88-T14 346 6.89 157 551 630 A7 228 1504 945 1260
HFPAD 4R/L-175-T20 6.89 31.50 457 787 827 A77 256 1791 945 1260

¢ WF(assembly)=WF(shank) + WF(adapter) ® 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 161-173

() Minimum penetration diameter

(2 Maximum penetration diameter

3 Minimum overhang

4) WF(adapter)

For inserts, see pages: DGN-MF (80) ¢ DGN/DGNC/DGNM-C (79) ¢ DGN/DGNM-J/JS/JT (82) ® GRIP (70) ® GRIP (full radius) (72)

e HFPR/L (68) ® HFPR/L (full radius) (69) * HGPL (75)

For holders, see pages: C#-MAHD-JHP (140) ¢ C#-MAHPD-JHP (141) o IH-HFPAD (59) ® MAHR/L-JHP-MC (158) ® MAHPR/L-JHP (154)

o MAHR/L-JHP (157) « MAHR/L (156) ® MAHPR/L (153) ® C#-MAHD (139) ® C#-MAHPD (141)  C#-MAHDR-45 (138) ® C#-MAHDOR (139)
o HSK A63WH-MAHUR/L (148) ® HSK AB3WH-MAHDR-45 (147) « HSK A63WH-MAHDOR (147) ® IM-MAHD (150)  IM-MAHPD (151)

Member IMC Group
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Mop ULARGR'.F Holder: MAHPL Holder: MAHR
HFPAD-5 = N E_ =
Adapters for Face Machining 1 WF(assembly) HF o
| DAXN-DAXX v i ]
-t WF (adapter) oL D
J s IR
rcvv fwB_2
Left-hand shown
M E T R 1 C
Designation DAXN( DAXX®@ cw CDX OHN® WF®) WB_2 OAL 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 4.50 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 110.0 200.0 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
| N C H
Designation DAXN( DAXX®@ CcwW CDX OHN® WF) WB_2 OAL HF OAH
HFPAD 5R/L-40-T14 157 197 97 551 630 Arr 248 1.594 945 1.260
HFPAD 5R/L-50-T14 1.97 2.95 197 551 630 A77 .248 1.594 .945 1.260
HFPAD 5R/L-75-T14 2.95 433 97 551 630 A7 248 1.594 945 1.260
HFPAD 5R/L-110-T14 433 7.87 197 1551 630 A77 .248 1.594 .945 1.260
HFPAD 5R/L-200-T20 7.87 31.50 197 187 827 A77 .260 1.791 .945 1.260

* 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
® For user guide, see pages 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

©3 Minimum overhang

4) WF(adapter)

For inserts, see pages: GRIPA (73) ¢ GRIPA (full radius) (74) ® HFPR/L (68) ® HFPR/L (full radius) (69) ® GRIP (70) ® GRIP (full radius) (72)

¢ DGN/DGNC/DGNM-C (79) ®* DGN/DGNM-J/JS/JT (82) « DGN-W (81) ® HGPL (75)

For holders, see pages: C#-MAHD-JHP (140) ¢ C#-MAHPD-JHP (141) e IH-HFPAD (59) ® MAHR/L-JHP-MC (158) ® MAHPR/L-JHP (154)

o MAHR/L-JHP (157) ® MAHR/L (156) ® MAHPR/L (153) ® C#-MAHD (139) ® C#-MAHDOR (139) ® C#-MAHPD (141) » C#-MAHDR-45 (138)
* HSK A63WH-MAHUR/L (148) ® HSK A63WH-MAHDR-45 (147) ® HSK A63WH-MAHDOR (147) * IM-MAHD (150) ® IM-MAHPD (151)

Py _ Y/ Y
MODULARGri~ Holder: MAHPL Holder: MAHR J
HFPAD-6 <X oh ?._ =
Adapters for Face Machining f WF bl HF
DD eSO v n ]
-t WF (adapter) oA D

— a
rcw fwB_2

Left-hand shown

M E L R 1 C
Designation DAXN(™ DAXX® cw CDX OHN® WF WB_2 OAL HF OAH

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 24.0 320

HFPAD 6R/L-200-T20 200.0 3000.0 6.00 20.00 21.0 4.50 7.1 45.50 24.0 320

I N (& H
Designation DAXN(™ DAXX® cw CDX OHN® WF4 WB_2 OAL HF OAH

HFPAD 6R/L-60-T14 2.36 394 .236 551 630 A7 .268 1.694 945 1.260
HFPAD 6R/L-100-T20 3.94 7.87 .236 787 827 A7 .268 1.791 945 1.260
HFPAD 6R/L-200-T20 7.87 118.11 .236 787 827 A77 .280 1.791 945 1.260

¢ WF(assembly)=WF(shank) + WF(adapter) ® DGN & GRIP 6.. inserts can be used only with right-hand adapters, HGPL 6.. inserts with left-hand adapters

* For user guide, see pages 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

() Minimum overhang

) WF(adapter)

For inserts, see pages: HFPR/L (68) ¢ HFPR/L (full radius) (69) ® GRIP (70) ® GRIP (full radius) (72) ® DGN/DGNC/DGNM-C (79) ¢ DGN/DGNM-J/JS/JT (82) ® HGPL (75)
For holders, see pages: C#-MAHD-JHP (140) ® C#-MAHPD-JHP (141) ¢ IH-HFPAD (59) ® MAHR/L-JHP-MC (158) ®* MAHPR/L-JHP (154)

o MAHR/L-JHP (157) « MAHR/L (156) ® MAHPR/L (153) ® C#-MAHD (139) ® C#-MAHPD (141) ® C#-MAHDR-45 (138) ¢ C#-MAHDOR (139)

* HSK A63WH-MAHUR/L (148) ® HSK A63WH-MAHDR-45 (147) ® HSK A63WH-MAHDOR (147)  IM-MAHD (150) ® IM-MAHPD (151)

ISCAR



HELIFACE
CcDX o
HFFR/L-T A = :j
Blades for Face Machining Y ﬁ = = b7 - 5
24 DAXN-DAXX ° ; HF
OAL { WB 2
150°
Right-hand shown

Designation cw DAXN® DAXX®) CDX OAL HF H WB_2 é

HFFR/L 48-4T25 (1 4.00 48.0 60.0 25.00 150.00 24.8 320 5.2 EDG 33B*
HFFR/L 60-4T25 4.00 60.0 75.0 25.00 150.00 24.8 32.0 5.2 EDG 33B*
HFFR/L 75-4T30 4.00 75.0 140.0 30.00 150.00 248 32.0 5.2 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 1560.00 248 32.0 5.2 EDG 33B*
HFFR/L 130-5T38 5.00 130.0 180.0 38.00 150.00 24.8 32.0 5.2 EDG 33B*
HFFR/L 180-5T38 5.00 180.0 1500.0 38.00 150.00 24.8 32.0 4.0 EDG 33B*
HFFR/L 90-6T32 6.00 90.0 180.0 32.00 160.00 248 32.0 5.2 EDG 33B*
HFFR/L 180-6T38 6.00 180.0 400.0 38.00 150.00 24.8 32.0 5.2 EDG 33B*

Designation cw DAXN@ DAXX® CDX OAL HF H WB_2 é
HFFR/L 48-4T25 (1) 157 1.89 2.36 .984 5.906 976 1.260 .205 EDG 33B*
HFFR/L 60-4T25 157 2.36 2.95 .984 5.906 976 1.260 .205 EDG 33B*
HFFR/L 75-4T30 187 2.95 5.51 1.181 5.906 976 1.260 .205 EDG 33B*
HFFR/L 140-4T30 167 551 59.06 1.181 5.906 976 1.260 126 EDG 33B*
HFFR/L 70-5T32 97 2.76 3.74 1.260 5.906 976 1.260 .205 EDG 33B*
HFFR/L 95-5T35 197 3.74 5.12 1.378 5.906 976 1.260 .205 EDG 33B*
HFFR/L 130-5T38 197 5.12 7.09 1.496 5.906 976 1.260 .205 EDG 33B*
HFFR/L 180-5T38 197 7.09 59.06 1.496 5.906 976 1.260 157 EDG 33B*
HFFR/L 90-6T32 .236 3.54 7.09 1.260 5.906 976 1.260 .205 EDG 33B*
HFFR/L 180-6T38 .236 7.09 15.75 1.496 5.906 976 1.260 .205 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

e For user guide, see pages 161-173

() HGPL 4...Y with LH blade

) Minimum penetration diameter

() Maximum penetration diameter

* Optional, should be ordered separately

For inserts, see pages: DGN-MF (80) ® HFPR/L (68) ® HFPR/L (full radius) (69) ¢ GRIP (70) ® GRIP (full radius) (72) ® DGN/DGNC/DGNM-C (79)

e DGN/DGNM-J/JS/JT (82)  DGN-W (81)  HGPL (75)

For holders, see pages: SGTBF (136) ® SGTBU/SGTBN (133) ¢ UBHCR/L (135)

!".ELI’MGE Coolant Outlet
HAR/L CLm| ¥ 21 ’Fﬁ
Face Machining Adapter Holders H HF A"d';’;'f'gr

*Joawl« 1

~—OAL v

'

% T
Right-hand shown

Designation & /
HAR/L 25C 110.00 25.0 25.0 25.0 39.00 SR 14-519 T-20/3
HAR/L 32C 130.00 32.0 32.0 32.0 46.00 SR 14-519 T-20/3

Designation OAL B H HF OAW &

HAR/L 25.4C 5.500 1.000 1.000 1.000 1.550 SR 14-519 T-20/3
HAR/L 31.7C 6.300 1.250 1.250 1.250 1.800 SR 14-519 T-20/3

« Holders for adapters HFAER/L & HGAER/L, HFAIR/L & HGAIR/L
For tools, see pages: HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) » HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HGAER/L-3 (52) » HGAIR/L-3 (57)

Member IMC Group
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!".ELI'MGE Coolant Outlet

HAPR/L oo [ ! Eiﬁ r
Face Machining Perpendicular R | il K'dFa’;'fér

Holders for Adapters - B =

>

le—O0AL—]

Left-hand shown

Designation &
HAPR/L 25C 124.00 25.0 25.0 25.0 SR 14-519 T-20/3
HAPR/L 32C 139.00 32.0 32.0 32.0 SR 14-519 T-20/3

Designation OAL H HF B &

HAPR/L 25.4C 4.880 1.000 1.000 1.000 SR 14-519 T-203
HAPRI/L 31.7C 5.670 1.250 1.250 1.250 SR 14-519 T-2013
* Holders for adapters HFAER/L & HGAER/L, HFAIR/L & HGAIR/L.
For tools, see pages: HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) » HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HGAER/L-3 (52) * HGAIR/L-3 (57)
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HELIFACE
HGAER/L-3 b el %_ .J
Adapters for External 7274 e
Facing Along Shafts ﬂDAm-DAxx - O O
 LLEDX ‘ OAL wrle
Right-hand shown

Designation CcwW DAXN( DAXX@ OHX® WF OAL
HGAER/L 12-3M 3.00 12.0 500.0 21.0 10.2 55.00
HGAER/L 12-3T6 3.00 12.0 15.0 21.0 10.2 55.00
HGAER/L 14-3T7 3.00 14.0 17.0 21.0 10.2 55.00
HGAER/L 17-3T8 3.00 17.0 21.0 21.0 10.2 55.00
HGAER/L 21-3T9 3.00 21.0 25.0 21.0 10.2 55.00
| N C H
Designation CcwW DAXN(™ DAXX@ OHX® WF OAL
HGAER/L 12-3M d 118 AT 19.69 827 402 2.165
HGAER/L 12-3T6 . 118 A7 .59 827 402 2.165
HGAER/L 14-3T7 . 118 .55 .67 827 402 2.165
HGAER/L 17-3T8 d .18 67 .83 .827 402 2.165
HGAER/L 21-3T9 . 118 .83 .98 827 402 2.165

e GRIP 3... inserts can be used with right-hand adapters only, HGPL 3 with left-hand adapters e For user guide, see pages 161-173
() Minimum penetration diameter

2 Maximum penetration diameter

() Maximum overhang

For inserts, see pages: GRIP (70) ¢ GRIP (full radius) (72) « HGPL (75)

For holders, see pages: C#-HAD (144) o C#-HAPR/L (144) » HAPR/L (52) ® HAR/L (51) ® IM-HAD (152) * IM-HAPR/L (152)

Spare Parts
& !’
HGAER/L-3 SR 16-236 P T-15/3

ISCAR




HELIFACE
HFAER/L-4 - OHX e E« _ j
Adapters for External 1 =
Facing Along Shafts %DMN;DAXX 0 O O
J CDX ‘ OAL el
Right-hand shown

Designation CDX cw DAXN( DAXX® OAL OHX® WF f /
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 1.6 SR M5X16 DIN912 HW 4.0

Designation CDX cw DAXN() DAXX@ OAL OHX® WF f
HFAER/L 40-4T20 787 157 1.57 1.89 2.697 .827 457 SR M5X16 DIN912 HW 4.0
HFAER/L 48-4T20 787 157 1.89 2.36 2.697 827 457 SR M5X16 DIN912 HW 4.0
HFAER/L 60-4T25 984 157 2.36 2.95 2.697 1.024 457 SR M5X16 DIN912 HW 4.0
HFAER/L 75-4T25 984 157 2.95 3.94 2.697 1.024 457 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 161-173

() Minimum penetration diameter

(2 Maximum penetration diameter

() Maximum overhang

For inserts, see pages: DGN-MF (80) ¢ HFPR/L (68) ® HFPR/L (full radius) (69) ® GRIP (70) ® GRIP (full radius) (72) » DGN/DGNC/DGNM-C (79)

o DGN/DGNM-J/JS/JT (82) » HGPL (75)

For holders, see pages: C#-HAD (144) s C#-HAPR/L (144) » HAPR/L (52) » HAR/L (51) ® IM-HAD (152) o IM-HAPR/L (152)

HELIFACE

HFAER/L-5T, 6T oW E« ~ J

Adapters for External

Facing Along Shafts - DAXNA-DAXX : OO
N |

Right-hand shown

Designation cw CDX DAXN( DAXX@ OAL WF é
HFAER/L 70C-5T25 5.00 25.00 70.0 95.0 66.00 122 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*

Designation cw CDX DAXN( DAXX@ OAL WF é
HFAER/L 70C-5T25 197 .984 2.76 3.74 2.598 480 EDG 33B*
HFAER/L 95C-5T25 197 .984 3.74 512 2.598 480 EDG 33B*
HFAER/L 70C-6T28 236 1.102 2.76 3.94 2,717 484 EDG 33B*
HFAER/L 100C-6T32 236 1.260 3.94 7.09 2.874 484 EDG 33B*
HFAER/L 180C-6T32 236 1.260 7.09 16.76 2.874 484 EDG 33B*

* 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 e For user guide, see pages 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

* Optional, should be ordered separately

For inserts, see pages: HFPR/L (68) ® HFPR/L (full radius) (69) ® GRIP (70) ® GRIP (full radius) (72) ® DGN/DGNC/DGNM-C (79)

* DGN/DGNM-J/JS/JT (82)  DGN-W (81)  HGPL (75)

For holders, see pages: C#-HAD (144) o C#-HAPR/L (144) » HAPR/L (52) » HAR/L (51) ® IM-HAD (152) ® IM-HAPR/L (152)

Member IMC Group
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HELiFACE e E
HFHR/L-M - Ll + Ao -
Toolholders for Shallow / DAxN DA H i B
Face Grooving e | CWN—C\NX‘ SBX H oA
il s N K]
o w ] E
| OAL Right-hand shown

Designation CWN(  CWX@ CDX  WF H HF B OAL DAXN® DAXX4 OAH OAW f /
HFHR/L 20M 3.00 6.00 5.30 20.00 20.0 20.0 20.0 130.00 20.0 2000.0 29.0 2250 SRM6X16DIN912  HW 5.0
HFHR/L 25M 3.00 6.00 5.30 25.00 25.0 25.0 25.0 150.00 20.0 2000.0 34.0 27.50  SRM6X16DIN912  HW 5.0

* 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 161-173

() Minimum cutting width

2 Maximum cutting width

() Minimum penetration diameter

4 Maximum penetration diameter
For inserts, see pages: HFPR/L (68) ® HFPR/L (full radius) (69)

HFHR/L- [ | M & HFHPR/L- [ | M L OWX=6mm Insert initial face grooving range
Integral Toolholders psasne 2, o DAXN-DAXX
For shallow machining up to max. 5 mm depth of groove. ! C:‘SN L;/;Xg Dsfg(
One toolholder can be mounted with inserts in 3-6 mm W/ DAXN-DAXX 4 241 737
widths. The initial major diameter groove is limited by the CWN=3 mm // 5 221 170
insert’s geometry of each size. 6 208 ®
After the initial groove, face recessing outward or toward
the center is not limited by the insert’s geometry.
HELIFACE
L=
HFHR/L-M v R/ W ?,_
Toolholders for Shallow . Ao H RS
Face Grooving O s CO LN OAW
] 1. i L] =
w FIg] 0
1 OAL ' Right-hand shown

Designation CWN®M  Cwx@ DX WF H B OAL LH DAXN® DAXX® OAH OAW f /
HFHR 19M 118 .236 .209 .750 .750 .750 5.000 1.420 .79 78.74 1.10 850  SRM6X16DIN912  HW5.0
HFHR/L 25.4M 118 .236 209 1.000 1.000 1.000  6.000 1.420 .79 78.74 1.35 1,100 SRMBX16DIN912  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

* After initial groove, no limitation to widening groove outward or toward center

e For user guide, see pages 161-173

() Minimum cutting width

@ Maximum cutting width

@3 Minimum penetration diameter

(@) Maximum penetration diameter
For inserts, see pages: HFPR/L (68) ® HFPR/L (full radius) (69)

HFHR/L-COM & HFHPR/L-OM Insert initial face grooving range
Integral Toolholders DAXN-DAXX

For shallow machining to max. .209" depth of groove. ooy | T A DAN oW
One toolholder can be mounted with inserts in .118-.236" widths. W; DAXNTDAXX /7 2.362 945 117
The initial major diameter groove is limited by the insert geometry ,/' ' 13;'5;31 ggs ]g;

in each size. - 787 36

After initial groove, face recessing outward or toward
center is not limited by insert geometry.

ISCAR



MEY 4
HEL{FACE J—
HFHPR/L-M H HF QAH -
Perpendicular Toolholders ; ' X [}
for Shallow Face Grooving " DDA y =28 = t
| WF Q| ' B
CDX ¥ - y
%@CDX
oL Right-hand shown

Designation CWN(  CWX@  CDX WF H B OAL  DAXN®

DAXX

;oL

OAH HF

HFHPR/L 20M 3.00 6.00 5.00 25.30 20.0 20.0 130.00 20.0
HFHPR/L 25M 3.00 6.00 5.00 30.30 25.0 25.0 150.00 20.0

2000.0
2000.0

29.0 20.0
34.0 25.0

SR M6X16 DIN912 HW 5.0
SR M6X16 DIN912 HW 5.0

* 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

* For user guide, see pages 161-173

() Minimum cutting width

(2 Maximum cutting width

@) Minimum penetration diameter

@ Maximum penetration diameter

For inserts, see pages: HFPR/L (68) ® HFPR/L (full radius) (69)

HELIFACE
HFHPR/L-M

o

AANY
H OAH

Perpendicular Toolholders

=\
H
g
]
x
> @ e Tl

for Shallow Face Grooving I :
WF |
cox, | v el
CWN-CWX || CDX
| OAL

Right-hand shown

;<L

Designation CWN®  cwx®  CDX WF H B OAL  DAXN® DAXX®  OAH
HFHPR/L 19M 118 236 197 960 750 750 6.000 9% 78.74 110 SRMBX16DIN912  HW 5.0
HFHPR/L 25.4M 118 236 197 1.220 1.000 1.000 6.000 95 78.74 135 SRMBXI6DIN9I2  HW 5.0

* DGN & GRIP 4.. - 6.. inserts can be used only with right-hand tools, HGPL 4.. - 6.. inserts with left-hand tools
o After initial groove, no limitation to widening groove outward or toward center

* For user guide, see pages 161-173

) Minimum cutting width

2 Maximum cutting width

) Minimum penetration diameter

@) Maximum penetration diameter

For inserts, see pages: HFPR/L (68) ® HFPR/L (full radius) (69)

Member IMC Group
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USER GUIDE

HELIFACE

Boring Bars for Adapters

=
LL] HGAIR/L & HFAIR/L Adapters and HAI Holders Coolant System
> Adapter clamped on HAI round shank holders can Coolant Inlet
O machine deep internal boring and grooving applications.
O The tool can bore down to the bottom, and is supplied * I

with internal coolant for better performance. o
m Connector

Seal HAI HGAIR/L
@) HFAIR/L
L
Seal
HFAIR/L &
HGAIR/L
| Connector
o P
Seal

Exchangeable for adapters, see page 60

adapters, see pages

57,60

HFAIR/L HGAIR/L -0 C -0 T-0O
. Max.
HELIFACE Min. initial Internal | Insert | depth () Connector for coolant inlet BSP 1/8 thread. For PL-20, use M6 thread.

Internal adapters groove
right or left diameter

coolant | width of Connector not supplied with tools.

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.

i

ISCAR




HELIFACE
HGAIR/L-3 . X ﬁE g@
Adapters for Internal Face 1 )
Grooving and Turning DAXN-DAXX y 477 ‘ ’ ( ’ Q
b oS5 |
! | WF =

OAL-

Right-hand shown

Designation CDX DAXN( DAXX® Ccw 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 10.2 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 56.00 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 10.2 21.0 SR 16-236 P T-15/3
HGAIR/L 35-3T10 10.00 35.0 45.0 3.00 56.00 10.3 22.0 SR 16-236 P T-15/3
HGAIR/L 45-3T10 10.00 45.0 65.0 3.00 56.00 10.3 220 SR 16-236 P T-15/3
HGAIR/L 65-3T18 18.00 65.0 115.0 3.00 64.00 1.3 30.0 SR 16-236 P T-15/3
HGAIR/L 115-3T18 18.00 115.0 400.0 3.00 64.00 11.3 30.0 SR 16-236 P T-15/3
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Designation CDX DAXN(™ DAXX@ CW OAL WF OHX® & /
HGAIR/L 12-3M .079 A7 19.69 118 2.165 402 827 SR 16-236 P T-15/3
HGAIR/L 12-3T6 .236 A7 59 .18 2.165 402 827 SR 16-236 P T-15/3
HGAIR/L 14-3T7 276 55 .67 118 2.165 402 827 SR 16-236 P T-15/3
HGAIR/L 17-3T8 315 .67 .83 118 2.165 402 827 SR 16-236 P T-15/3
HGAIR/L 21-3T9 .354 .83 .98 118 2.165 402 827 SR 16-236 P T-15/3
HGAIR/L 25-3T9 .354 .98 1.34 118 2.165 402 827 SR 16-236 P T-15/3
HGAIR/L 35-3T10 .394 1.38 1.77 118 2.205 406 .866 SR 16-236 P T-15/3
HGAIR/L 45-3T10 394 1.77 2.56 118 2.205 406 866 SR 16-236 P T-15/3
HGAIR/L 65-3T18 .709 2.56 453 118 2.520 445 1.181 SR 16-236 P T-15/3
HGAIR/L 115-3T18 .709 453 15.75 118 2.520 445 1.181 SR 16-236 P T-15/3

* 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 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

() Maximum overhang

For inserts, see pages: GRIPA (73) ¢ GRIPA (full radius) (74) ® GRIP (70) ® GRIP (full radius) (72) ® HGN-C (76) ® HGN-J (77) ® HGN-UT (78) ® HGPL (75)

For holders, see pages: C#-HAD (144) o C#-HAPR/L (144) » HAI-C (60) » HAPR/L (52) » HAR/L (51) ® IH-HFAIR (58) ¢ IM-HAD (152) ¢ IM-HAPR/L (152)

Member IMC Group




i HELIFACE TANGGRI s ]
C IH-HFAIR
D Intermediate Serrated Cartridge AW
for standard HELI-FACE HFAIR
|_| Adapters
Ll_l A
B
C) M E T R 1 C
O Designation OAH OAW OAL
m 55.40 72.50 44.90
For tools, see pages: HFAIR/L-DG (61) ® HGAIR/L-3 (57)
HSK63 HATA+IH-HFAIR
LL C6 HATA+IH-HFAIR HSK63/C6 HATA
L
DA ow
- |-——————
| ‘ IH-HFAIR
| 1
CDX
]
Adapters CW (min) CW (max) CDX DAX (min) DAX (max)
HGAIR 12-3M 3 5.1 2 83.8 1234
HGAIR 65-3T18 3 5.1 18 86 115
HGAIR 115-3T18 3 5.1 18 1156 125.6
HFAIR 75C-4T30DG 4 6.9 30 85.2 124.8
HFAIR 70C-5T25DG 5 8.1 25 87.2 95
HFAIR 95C-5T35DG 5 8.1 35 95 126.8
HFAIR 70C-6T28DG 6 10.1 28 87.4 100
HFAIR 100C-6T32DG 6 10.1 32 100 127

Spare Parts

P s c o 7

ICEZGH SR14-519  T-208  O-RING19X2NBR SR MGX20-XT

ISCAR




HELIFACE TANG-Grir Vel

IH-HFPAD <

Intermediate Serrated Cartridge

for Standard HFPAD R Adapters OAW
T @ |

Designation
IH-HFPAD 54.00 73.00 58.90
For tools, see pages: HFPAD-3 (49) ® HFPAD-4 (49) » HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48)

HSK63 HATA+IH-HFPAD
C6 HATA+IH-HFPAD . HSK63/C6 HATA
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IH-HFPAD

CDX

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 5.1 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 69 14 44 58
HFPAD 4R-58-T14 4 6.9 14 58 88
HFPAD 4R-88-T14 4 69 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 69 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
Designation ﬁ & @ / ? @ @ / /
IH-HFPAD SR MBX20-XT SR M5-04451 SR M6X12DING912 HW 5.0 T-20/5 O-RING 19X2 NBR OR 5XIN BLD T20/M7 SW6-SD

Member IMC Group
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HELIFACE

HFAIR/L-4
Adapters for Internal Face
Grooving and Turning

o CDX
1 /
DAXN-DAXX y ,
" onfF R

-

OAL-

!JWF¢

Right-hand shown

Designation

7

4

HFAIR/L 34-4T18 18.00
HFAIR/L 40-4T20 20.00
HFAIR/L 48-4T20 20.00
HFAIR/L 60-4T25 25.00

4.00
4.00
4.00
4.00

67.00
67.00
67.00
67.00

16.3
16.3
16.3
15.3

33.0 SR M5X16 DIN912
33.0 SR M5X16 DIN912
33.0 SR M5X16 DIN912
33.0 SR M5X16 DIN912

HW 4.0
HW 4.0
HW 4.0
HW 4.0

Designation

HFAIR/L 34-4T18 709
HFAIR/L 40-4T20 787
HFAIR/L 48-4T20 787
HFAIR/L 60-4T25 984

157
157
157
157

2.638
2.638
2.638
2.638

.602
602
602
602

1.299 SR M5X16 DIN912
1.299 SR M5X16 DIN912
1.299 SR M5X16 DIN912
1.299 SR M5X16 DIN912

HW 4.0
HW 4.0
HW 4.0
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 161-173

() Minimum penetration diameter
(2 Maximum penetration diameter
() Maximum overhang

For inserts, see pages: DGN-MF (80) * GRIPA (73) » GRIPA (full radius) (74) * HFPR/L (68) » HFPR/L (ful radius) (69) * GRIP (70)
« GRIP (full radius) (72) » DGN/DGNG/DGNM-C (79)  DGN/DGNM-J/JS/JT (82) ® HGPL (75)
For holders, see pages: C#-HAD (144) o C#-HAPR/L (144) ® HAI-C (60) ® HAPR/L (52) » HAR/L (51) ® IM-HAD (152) s IM-HAPR/L (152)

HELIFACE

HAI-C

Boring Bars with Coolant
Holes for Internal Grooving
and Turning Adapters

CDXe.

DCONMS

OAL———

l yggi

WEF (holder) J‘

Coolant Outlet

Ly
HF
WF (adapter)
WF (assembly)=WF (adapter)+WF (holder)

& [

S

Designation DCONMS OAL HF WF() CSP@

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 32.00 200.00 145 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

Designation DCONMS OAL HF WF( CSP@ &

HAI 19 .750 5.120 .338 .005 1 SR 14-519 T-20/3

HAI 25.4C 1.000 6.000 460 130 1 SR 14-519 T-20/3 PL 100
HAI 31.7C 1.250 7.874 570 255 1 SR 14-519 T-20/3 PL 125
HAI 38.1C 1.500 10.000 670 .380 1 SR 14-519 T-20/3 PL 150

* The HAI boring bars can be used with right and left-hand adapters

M Holder

(2) 0 - Without coolant supply, 1 - With coolant supply
For tools, see pages: HFAIR/L-4 (60) ® HFAIR/L-DG (61) » HGAIR/L-3 (57)

ISCAR

* (a) CDX - see corresponding adapters



HELIFACE W,
HFAIR/L-DG QE g =
Adapters for Internal Face OO ] =
Grooving and Turning DAXN-DAXX %ﬂ ”f
OAL i
HX
cw 2-CDX = o] [
T Right-hand shown

Designation Ccw DAXN( DAXX® CDX WF OHX® OAL é‘

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 10.9 345 68.50 EDG 33B*
HFAIR/L 55C-5T25DG 5.00 55.0 70.0 25.00 1.9 32.0 66.00 EDG 33B*
HFAIR/L 70C-5T25DG 5.00 70.0 95.0 25.00 11.9 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*
HFAIR/L 130C-5T38DG 5.00 130.0 180.0 38.00 1.9 42.5 76.50 EDG 33B*
HFAIR/L 180C-5T38DG 5.00 180.0 - 38.00 11.9 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°
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Designation (9] DAXN® DAXX®@ CDX WF OHX® OAL é
HFAIR/L 75C-4T30DG 167 2.95 5.51 1181 429 1.358 2.697 EDG 33B*
HFAIR/L 140C-4T30DG 167 5.51 - 1.181 429 1.358 2.697 EDG 33B*
HFAIR/L 55C-5T25DG 197 217 2.76 984 469 1.260 2.598 EDG 33B*
HFAIR/L 70C-5T25DG 197 2.76 3.74 984 469 1.260 2.598 EDG 33B*
HFAIR/L 95C-5T35DG 97 3.74 5.12 1.378 469 1.555 2.894 EDG 33B*
HFAIR/L 130C-5T38DG 197 512 7.09 1.496 469 1.673 3.012 EDG 33B*
HFAIR/L 180C-5T38DG 97 7.09 = 1.496 469 1.673 3.012 EDG 33B*
HFAIR/L 70C-6T28DG .236 2.76 3.94 1.102 472 1.378 2,717 EDG 338"
HFAIR/L 100C-6T32DG .236 3.94 7.09 1.260 472 1.635 2.874 EDG 33B*
HFAIR/L 180C-6T38DG .236 7.09 = 1.496 488 1.673 3.012 EDG 33B*

o 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

For inserts, see pages: DGN-MF (80) ® GRIPA (73) ¢ GRIPA (full radius) (74) ® HFPR/L (68) ® HFPR/L (full radius) (69) ® GRIP (70)

o GRIP (full radius) (72) * DGN/DGNC/DGNM-C (79) ® DGN/DGNM-J/JS/JT (82) « DGN-W (81) » HGPL (75)

For holders, see pages: C#-HAD (144) o C#-HAPR/L (144) » HAI-C (60) ® HAPR/L (52) ® HAR/L (51) ® IH-HFAIR (58) ® IM-HAD (152) ® IM-HAPR/L (152)

Adapters can be used for internal machining along bore, and can be mounted on standard
HAI boring bars for internal machining and 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
Brmin. e Drmin. G Prmin. G
Bmin. & Dmin. 'S Pin._ P
{ T i 1 4 [
at-h 1 eI ) I )
v g 1

() The minimum recommended value for clearance (G) is 0.5 mm
* WF (assembly)=WF(adapter)+WF(holder)

Member IMC Group
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I1SO 26622-1 XM2Z
HELIFACE

b il
y

Right-hand shown

Designation DCONMS LF BDRED WF LDRED CWN( cwx®@ f / ®

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

e DGN & GRIP 4.. - 6.. inserts can be used only with right-hand tools, HGPL 4.. - 6.. inserts with left-hand tools

o After initial groove, no limitation to widening groove outward or toward center e For user guide, see pages 161-173

™) Minimum cutting width

@ Maximum cutting width

For inserts, see pages: DGN-MF (80) ¢ HFPR/L (68) ® HFPR/L (full radius) (69) ® GRIP (70) ¢ GRIP (full radius) (72) ® DGN/DGNC/DGNM-C (79)

¢ DGN/DGNM-J/JS/JT (82)  DGN-W (81)

IM-HFIR-MC

Tools for Internal Grooving and
Turning with ISO 26622-1(*)
Tapered Shank

ISO 26622-1 XMZ

: =7
HELIFACE =
IM-HFIR-MC ”F
Tools for Internal Grooving and

Turning with ISO 26622-1(*)
Tapered Shank

Right-hand shown

Designation DCONMS LF BDRED WF LDRED CWN( CWX® f / ®

IM40 HFIR-MC 1.5756 3.15 984 445 2.05 118 .236 SR M5X16 DIN912 HW 4.0 EZ 83
IM50 HFIR-MC 1.968 3.15 .984 445 2.05 118 .236 SR M5X16 DIN912 HW 4.0 EZ 83

* (*) Tools with orientation holes in the flange groove can be supplied on request

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 161-173

M Minimum cutting width

2 Maximum cutting width

For inserts, see pages: DGN-MF (80) ® HFPR/L (68) ® HFPR/L (full radius) (69) ® GRIP (70) ® GRIP (full radius) (72) ® DGN/DGNC/DGNM-C (79)

¢ DGN/DGNM-J/JS/JT (82) « DGN-W (81)

ISCAR



HELIFACE
H.F-I-RIL-MC <¢E *g =

Boring Bars for Internal
Grooving and Turning

l .
J WEF (holder) r
HF.
OAL [ Tow /o

CWX®@ CDX OAL WF HF f / @

Designation DCONMS ~ CWNM

HFIR/L 16MC 16.00 3.00 6.00 5.00 150.00 11.14 7.5 SR M5X16 DIN912 HW 4.0 PL 16
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 11.5 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

* 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 56, 161-173

) Minimum cutting width

@) Maximum cutting width

For inserts, see pages: DGN-MF (80) ® DGN-W (81) ® DGN/DGNC/DGNM-C (79) ¢ DGN/DGNM-J/JS/JT (82) ® GRIP (70) ® GRIP (full radius) (72)
e HFPR/L (68) ® HFPR/L (full radius) (69) * HGPL (75)

Boring Internal Face Grooving Internal Face Recessing

HFIR/L- [ ] MC Integral Boring Bars

U 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

Boring, Face Grooving & Face Recessing Capacity the insert’s geometry of each size.

Boring
B Min. =WF(holder)+
DCONMS/2+CW/2+2G

Face Grooving
D Min. =2WF (holder)+

Face Recessing
P Min. =2WF (holder)+

After the initial groove, face recessing
outward or toward center is not

DCONMS+CW-B+2G DCONMS-W-B+2G

limited by the insert’s geometry.

Insert Initial
Face Grooving Range
(el el
cw Min. Max.
'y 4 23 90
Brmin. Drmin. 5 21 300
' 6 20 I

™ The minimum recommended value for clearance (G) is 0.5 mm

Member IMC Group
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HELIFACE
HFIR/L-MC

Boring Bars for Internal
Grooving and Turning

OAL

b

;S LS

Designation DCONMS ~ CWN® CWX®@ CDX OAL WF HF

HFIR/L 15.9MC 625 118 .236 197 5.906 438 295 SR M5X16 DIN912 HW 4.0 PL 062
HFIR/L 19.05MC 750 118 236 197 6.693 438 354 SR M5X16 DIN912 HW 4.0 PL 075
HFIR/L 25.4MC 1.000 118 .236 197 8.000 450 460 SR M5X16 DIN912 HW 4.0 PL 100
HFIR/L 31.7MC 1.250 118 236 197 10.000 570 570 SR M6X20 DIN912 HW 5.0 PL 125
HFIR/L 38.1MC 1.500 118 .236 197 12.000 700 670 SR M6X20 DIN912 HW 5.0 PL 150

* After initial groove, no limitation to widening groove outward or toward center
® For user guide, see pages 56, 161-173

) Minimum cutting width

@) Maximum cutting width

DGN & GRIP 4.. - 6.. inserts can be used only with right-hand tools, HGPL 4.. - 6.. inserts with left-hand tools

For inserts, see pages: DGN-MF (80) ¢ DGN-W (81)  DGN/DGNC/DGNM-C (79) ¢ DGN/DGNM-J/JS/JT (82) » GRIP (70) * GRIP (full radius) (72)

e HFPR/L (68) * HFPR/L (full radius) (69) ®* HGPL (75)

Boring Internal Face Grooving

HFIR/L-: MC Integral Boring Bars

For shallow, internal face machining to max. .197" depth of groove.

One boring bar can be mounted with inserts of .157-.236" widths. The initial
major diameter groove is limited by the insert geometry of each size.After initial

groove, face recessing outward or toward center is not limited by insert geometry.

Boring, Face Grooving & Face Recessing Capacity

Boring
B Min.=F+d/2+W/2+2G

Face Grooving
D Min.=2F+d+W-B+2G

— 0

™ The minimum recommended value for clearance (G) is .020".

ISCAR

Internal Face Recessing

Insert Initial Face Grooving Range

D
w Min. Max.
167 .906 3.543
197 .827 11.81
.236 787 )

Face Recessing
P Min.=2F+d-W-B+2G




HELIFACE
CR HFIR-M TR AT <¢E g e
Cartridges for Face %% =
Grooving and Turning 3 |60 130 }
456 | 60 ®
Right-hand shown
M E T
Designation CWN® cwx@ HF B H OAL WF CDX

CR HFIR-16M 3.00 6.00 16.0 16.0 200 67.00 20.00 5.00
CR HFIR-20M 3.00 6.00 20.0 20.0 24.0 72.00 24.00 5.00
e 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

For inserts, see pages: DGN-MF (80) ® HFPR/L (68) » HFPR/L (full radius) (69) ® GRIP (70) e GRIP (full radius) (72) » DGN/DGNC/DGNM-C (79)
 DGN/DGNM-J/JS/JT (82) » DGN-W (81)
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CR-HFIR/L-M
Assembly Dimensions ~E
L=
o
Assembly
Screw
E L1 F@) Rmax. Assembly Screw®

CR HFIR/L-16M 25 8 20 6 MB8X30
CR HFIR/L-20M 30 10 24 6 MB8X30
) |_ adjustment*!

@ F adjustment *§°
() Assembly screws ISO 7380 are recommended

Spare Parts
SR M5X20DINg12 HW 4.0 SR 76-1401 SR M4X10 DIN916 HW 2.0
CR HFIR-20M SR M5X20DIN912 HW 4.0 SR 76-1401 SR M4X10 DIN913 HW 2.0

Member IMC Group
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HELIFACE

CR HFIR-M

Cartridges for Face G

Grooving and Turning 118
157
197
236

DAXN-DAXX

Min Max

2362 5.118

2.362 EY

e

Right-hand shown

2

Designation

cwx®@

CR HFIR-16M 118
CR HFIR-20M 118

.236
.236

2638 787 197
2.835 945 197

* Used for shallow internal face machining to max. .197" depth of groove e Insertsin .118 - .236" widths can be mounted on the cartridges
e Only DGN and GRIP .157 - .236" inserts can be used with the right-hand tools

() Minimum cutting width
2 Maximum cutting width

For inserts, see pages: DGN-MF (80) ¢ HFPR/L (68) » HFPR/L (full radius) (69) ® GRIP (70) ® GRIP (full radius) (72) » DGN/DGNC/DGNM-C (79)

 DGN/DGNM-J/JS/JT (82) » DGN-W (81)

CR HFIR/L-M
Assembly Dimensions

CR HFIR/L-16M 984
CR HFIR/L-20M 1.181

™) L adjustment + .04
@ F adjustment +012
() Assembly screws SO 7380 are recommended.

Spare Parts

Designation f

CR HFIR-16M SR M5X20DIN912
CR HFIR-20M SR M5X20DIN912

Assembly
Screw
E L1 F@ Rmax. Assembly Screw®
315 787 236 M8X30
.394 .945 .236 MBX30
HW 4.0 SR 76-1401 SR M4X10 DIN916 HW 2.0
HW 4.0 SR 76-1401 SR M4X10 DIN913 HW 2.0

ISCAR



HELIFACE

HFPN
Utility Double-Ended Face
Machining Inserts

. . Recommended

LRI Machining Data
< f groove
Designation ow RE cwtoL® RETOL@ INSL 3 (mm/rev)
HFPN 2002 2.00 0.20 0.04 0.030 19.40 [ 0.03-0.10
HFPN 2010 2.00 1.00 0.04 0.030 19.40 o 0.03-0.10
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e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

) Corner radius tolerance (+/-)

For tools, see pages: HFFA (38) ¢ HFFH (37)

HELIFACE

Utility Double-Ended Face

HFPN 2010 ﬁ‘L

Machining Inserts

) . Recommended
PIEIEETS Machining Data
< f groove
Designation cw RE cwroL™ RETOL® INSL 8 (IPR)
HFPN 2002 .079 .0079 .0016 .0012 764 o .0012-.0039
HFPN 2010 .079 .0394 0016 .0012 764 o .0012-.0039

* For cutting speed recommendations and user guide, see pages 161-173
M) Cutting width tolerance (+/-)

(@ Corner radius tolerance (+/-)

For tools, see pages: HFFA (38) ¢ HFFH (37)

Member IMC Group
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HELIFACE
HFPR/L =01TM==19Ref= oW = E_
Utility Double-Ended Face — ”m“
Machining Inserts t DAXN-DAXX 7° g ‘¢E
«
RE BW
No depth penetration limit

Dimensions Tough «<— Hard Recommended Machining Data
glz|8lel2lal2ls ap f face-groove| f face-turn
Designation CW RE CWTOL" RETOL® BW DAXN® DAXX |8 |8 |8 |83 (8|8 (8| (mm) (mmfrev) | (mmirev)
HFPR/L 3003 3.00 0.30 0.05 0.050 210 25.6 51.5 e o |0 o e oo 0.30-1.50 0.08-0.20 0.10-0.20
HFPR/L 4004 400 040 0.05 0050 280 241 737 |e|e|e|e o|e|e| 040200 0.10-0.24 0.15-0.25
HFPR/L 5004 500 040 005 0050 340 221 1700 |e|e|e|e|e|e|@|e| 050250 0.12-0.24 0.15-0.35
HFPR/L 6004 600 040 0.05 0050 400 208 - |e|e]|e|e o |eo|e| 040300 0.12-0.28 0.15-0.40

* For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

(2) 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.

4 Maximum axial grooving diameter-applies to type M tools only. For other tools, apply the diameter limitations that are recorded on each tool.

For tools, see pages: C#-HFIR/L-MC (145) ¢ CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61)

o HFFR/L-T (51) ® HFHPR/L-M (55) ® HFHR/L-3T (40) ® HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFHR/L-M (54) ® HFIR/L-MC (63)
o HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48) ¢ IM-HFIR-MC (62)

HELIFACE

HFPR/L
Utility Double-Ended Face
Machining Inserts

+.004 Q[}:t.me Ref: W

e
. U
REA %BW

- DAXN-DAXX

ik

-

No depth penetration limit

Dimensions Tough «— Hard Recommended Machining Data
slzl8lelBlalBls ap f face-groove| f face-turn

Designation CW  RE CWTOL® RETOL® BW DAXN® DAxx® |8 |8 (8|8 (8|S |8|8| (inch) (IPR) (IPR)
HFPR/L 3003 118 012 .0020 .0020 .083 1.01 2.03 e|o |0 |0 e|o | 0o .012-.059 .0031-.0079 .0039-.0079
HFPR/L 4004 167 .016 .0020 .0020 110 .95 2.90 e|o |0 |0 e|o | 0@ .016-.079 .0039-.0094 .0059-.0098
HFPR/L 5004 197 .016 .0020 .0020 134 .87 6.69 o eo|o 0o 0|0 |0 o .020-.098 .0047-.0094 .0059-.0138
HFPR/L 6004 .236 .016 .0020 .0020 157 .82 - e|o |0 | 0@ oo | e .016-.118 .0047-.0110 .0059-.0157

e For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

(2 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.

For tools, see pages: C#-HFIR/L-MC (145) ¢ CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61)

o HFFR/L-T (51) ® HFHPR/L-M (55) ® HFHR/L-3T (40) ® HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFHR/L-M (54) ¢ HFIR/L-MC (63)
o HFPAD-4 (49) e HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48) ¢ IM-HFIR-MC (62)

ISCAR




HELIFACE

HFPR/L (full radius)
Utility Double-Ended Full Radius
Face Machining Inserts

+0.1

{]}ﬁ«m Ref. e :j ot E
e Y =
|

RE BW

No depth penetration limit.
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Dimensions Tough <— Hard Recommended Machining Data
- - - f face-
23R 8|s|lalsls ap groove f face-turn
Designation CW  RE CWTOL® RETOL® BW DAXN® DAXXY |8 |8 |(8|8(3|S|E(8| (mm) (mmfrev) | (mmirey)
HFPR/L 3015 3.00 1.50 0.05 0.050 2.10 25.6 51.5 oo |0 0o oo |0 0.00-1.50 0.08-0.20 0.12-0.20
HFPR/L 4020 4.00 2.00 0.05 0.050 2.80 24.1 737 |e|e|e]|e e | e e| 000200 0.10-0.24 0.15-0.25
HFPL 5025 5.00 2.50 0.05 0.050 3.40 22.1 1700 (@ |e | @ | @ e | e || 000250 0.12-0.24 0.15-0.35
HFPR 5025 5.00 2.50 0.05 0.050 3.40 221 1700 (o | ® oo 0|0 |0 0.00-2.50 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 0o oo | e 0.00-3.00 0.12-0.28 0.20-0.40

e For cutting speed recommendations and user guide, see pages 161-173

() 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.

For tools, see pages: C#-HFIR/L-MC (145) ¢ CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61)

o HFFR/L-T (51) ® HFHPR/L-M (55) ® HFHR/L-3T (40) ® HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFHR/L-M (54) ® HFIR/L-MC (63)
o HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48) ¢ IM-HFIR-MC (62)

HELIFACE
HFPRI/L (full radius) .

. 2 00C >=r.748 Ref~ CW, - E
Utility Double-Ended Full Radius ’ I W e
Face Machining Inserts r DAXN-DAXX \1@ m g 4@
¢ ¥

RE BW

y

No depth penetration limit.

Dimensions Tough «<— Hard Recommended Machining Data
- - - f face-

2RSS slalsls a groove f face-turn
Designation CW  RE CwroL® ReToL® BW DAXN® DAXx4 |8 |8|8|8|8|S|8|8| (inch) (IPR) (IPR)
HFPR/L 3015 118 059 .0020 .0020 .083 1.01 2.03 oo |0 |0 o oo .000-.059 .0031-.0079 .0047-.0079
HFPR/L 4020 157 079 .0020 0020 110 95 200 (e |e @@ e (e | e | 000079 .0039-0094 | .0059-.0098
HFPL 5025 197 .098 .0020 .0020 134 87 6.69 oo 0|0 o o |0 .000-.098 .0047-.0094 .0059-.0138
HFPR 5025 197 .098 .0020 .0020 134 87 6.69 o |0 oo |00 0 .000-.098 .0047-.0094 .0059-.0138
HFPR/L 6030 .236 118 .0020 .0020 157 82 - e|o |0 |0 o oo .000-.118 .0047-.0110 .0079-.0157

® For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

(2 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.

For tools, see pages: C#-HFIR/L-MC (145) ¢ CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61)

o HFFR/L-T (51) ® HFHPR/L-M (55) ® HFHR/L-3T (40) ® HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFHR/L-M (54) ¢ HFIR/L-MC (63)
e HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48) * IM-HFIR-MC (62)

Member IMC Group
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Z HEL G- NSL (et i o “! :
oC GRIP tmﬁ%JZIj*m B =
D Utility Double-Ended - 4
Inserts for External, Internal 1\ BW _E g #E E
I_I and Face Machining m £
LL] HG-Y
> No depth penetration limit
C) M T R I C
O Dimensions Tough <— Hard Recommended Machining Data
C
@ = = f face-
280|882 (5|8[5[S ap ftun | fgroove | groove |fface-turn
LL] S : z 3|8|3|8|3|3|38|8|8|3
esignation CW CWTOL™W RE RETOL@® INSL BW =[=[=|=|=|=| (mm) | (mm/rev) | (mm/rev) | (mm/rev) | (mm/rev)
Q GRIP 3002Y 3.00 0.050 0.20 0.050 1580 230 (e|e|e|e|@ e|e®(e®| 025180 | 0.14-0.18 | 0.07-0.11 0.08-020 | 0.10-0.20
< GRIP 3003Y 3.00 0.050 0.30 0.050 1580 230|e|e e (e oo 0@ 040-1.80 | 0.15-0.19 | 0.07-0.11 | 0.08-020 | 0.10-0.20
LI_ GRIP 318-040Y REAK] 0.050 0.40 0.050 1580 230 (e e|lo|e o 0.50-1.90 | 0.17-022 | 0.07-0.12 | 0.08-0.20 | 0.10-0.20
GRIP 4002Y 4.00 0.050 0.20 0.050 1900 280 |e|e e e @ oo 0.25-240 | 0.16-021 | 0.09-0.14 | 0.10-024 | 0.15-0.30
GRIP 4004Y 4.00 0.050 0.40 0.050 1900 280 |e|e|(e|e e e e @ 0 @ 050240 | 0.18-0.24 | 0.09-0.15 | 0.10-0.24 | 0.15-0.30
GRIP 476-080Y BEN(] 0.050 0.80 0.050 1900 310|e|e® o|lo|eo o 1.00-2.80 | 0.21-0.33 | 0.10-0.20 | 0.10-0.24 | 0.15-0.30
GRIP 5005Y 5.00 0.050 0.50 0.050 1900 330|e|e|/e|e e e e @ @ e 0060300 | 020030 | 011-020 | 0.12-0.24 | 0.15-0.35
GRIP 5008Y 5.00 0.050 0.80 0.050 1900 340 (e |e® oo (oo 0|0 1.00-3.00 | 0.23-0.35 | 0.11-0.21 0.12-024 | 0.15-0.35
GRIP 6005Y 6.00 0.050 0.50 0.050 1900 420|e | ® o|leo|o|o|00 0.60-360 | 0.22-0.36 | 0.13-0.23 | 0.12-0.28 | 0.15-0.40
GRIP 6008Y 6.00 0.050 0.80 0.050 1900 420(e | e® o|o(ofofo|e 1.00-3.60 | 0.24-0.42 | 0.13-0.25 | 0.12-0.28 | 0.15-0.40
GRIP 635-080Y QKN 0.050 0.80 0.050 19.00 4.20 o (oo [} 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 161-173

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® C#-HFIR/L-MC (145) ¢ CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HFFR/L-T (51)
o HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFIR/L-MC (63) ® HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50) ®* HFPAD-6 (50) ® HFPAD-JHP (48) * HGAER/L-3 (52)
* HGAIR/L-3 (57) ® HGHR/L-3 (39) * IM-HFIR-MC (62)

ISCAR




Inserts for External, Internal

HEL jGrir 7 ¥
INSL (Ref.) 4 T
SRIP O g Y I
Utility Double-Ended : RE i
y P P b e

and Face Machining

HG-Y

Z

as

D

0

No depth penetration limit >

| N C H O

Dimensions Tough «— Hard Recommended Machining Data O

C

= = f face- (D
§ § £ § § g 3 § § § ap ftunm | fgroove | groove |fface-tumn

Designation CW CWTOL® RE RETOL® INSL BW |2|2|2|2|2|2|2|2|2|2]| (inch) (IPR) (IPR) (IPR) (IPR) LLJ

GRIP 3002Y 118 00196 0079 0020 622 (091 |(e|e|e|e|e ®|e (e 010-071 |.0055-0071| .0027-.0043| .0031-0079| .0039-.0079 Q

GRIP 3003Y 118 00196 0118 0020 62 (091 |e|e|e|e e e e e 016-071 | .0059-.0075| .0027-.0043| .0031-.0079 | .0039-.0079 <

(c{[FEREONA 125 00196 0157  .0020 622 .091|e o|o|e . .020-075 | .0067-.0087 | .0027-.0047 | .0031-.0079 | .0039-.0079 L
GRIP 4002Y 157 .00196  .0079 .0020 748 10|e|e|e|e|e@ oo .010-.094 | .0063-.0083 | .0035-.0055| .0039-.0094 | .0059-.0118
GRIP 4004Y 157 00196 .0157 .0020 748 10|e|e|e e e e e e e e | (2009 |.071-.0094| .0035-0059| .0039-.0094| .0059-.0118
Y GEOENAY 187 00196 0315 0020 748 122 e|e o|e|e . .039-.110 | .0083-.0130| .0039-.0079| .0039-.0094 | .0059-.0118
GRIP 5005Y 197 00196  .0197 .0020 748 130|e|e|e e e e e e e e (24118 | .0079-.0118| .0043-.0079| .0047-.0094| .0059-.0138
GRIP 5008Y 197 00196 0315 0020 748 134 |e|e o|oofofo|e .039-.118 | .0091-.0138| .0043-.0083 | .0047-.0094 | .0059-.0138
GRIP 6005Y 23 00196 0197 0020 748 .165|e (e o|o(efo|o|e .024-.142 | .0087-.0142| .0051-.0091| .0047-.0110 .0059-.0157
GRIP 6008Y 236 .00196  .0315 .0020 748 65| e | e eo(eo|o|o oo .039-.142 | .0094-.0165| .0051-.0098| .0047-.0110| .0059-.0157
(el (| JCRERGETE 250 00196 0815 0020 748 165 ° o|eo|e ° .089-.150 | .0098-.0173| .0055-.0106| .0047-.0110| .0059-.0157

e For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® C#-HFIR/L-MC (145) ¢ CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HFFR/L-T (51)
o HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFIR/L-MC (63) ® HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48) ® HGAER/L-3 (52)
¢ HGAIR/L-3 (57) ® HGHR/L-3 (39) ¢ IM-HFIR-MC (62)

The Twisted Insert
for Face Machining

The double-ended, twisted insert body
makes it possible to machine deeper
than the inserts’ 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 HEL G- = ¢
H
oC GRIP (full radius) 2oy gre] N Bef) 1= I—,ﬂ ‘E
D Utility Double-Ended Full m
Radius Inserts for External, L . J _E
e - -
| : Internal and Face Machining oW
I I I RE BW
> No depth penetration limit
O M T R 1 C
O Dimensions Tough «<— Hard Recommended Machining Data
( I ) = = f face-
28| =|8|8|2|5|8[5(S ap ftun | fgroove | groove |fface-turn
LLI S— 3|8|3|8|3|3|8|8|8|3
Designation CW RE CWTOL®M RETOL@ INSL BW |=|=2|=2|=2|=2(=2|=2(=2(=2|=| (mm) | (mm/rev) | (mm/rev) | (mm/rev) | (mm/rev)
( > GRIP 3015Y 300 1.50 0.05 0.050 16580 210|e|e(e|e|e e 0@ @ @ 000150 | 018026 | 0.07-0.13 | 0.08-020 | 0.10-0.20
< GRIP 318-159Y [EEALEERE: 0.05 0.050 1680 2.30 o0 ° 0.00-1.50 | 0.19-0.28 | 0.07-0.13 | 0.08-0.20 | 0.10-0.20
I I GRIP 4020Y 400 200 0.05 0.050 1900 28 |e|e(e|e|je o 0@ @ o 000200 | 020-0.34 | 0.09-017 | 0.10-0.24 | 0.15-0.30
(el VBRI A 476 238 0.05 0.050 19.00 3.20 o oo ° 0.00-230 | 021-040 | 0.10-020 | 0.10-0.24 | 0.15-0.30
GRIP 5025Y 500 250 0.05 0.050 19.00 340 oo |eo e e | e (000250 | 023042 | 011-021 | 0.12-024 | 0.15-0.35
GRIP 6030Y 6.00 3.00 0.05 0.050 1900 420|e|e (e (0o (o0 (0 0|0 0.00-3.00 | 0.24-0.50 | 0.13-0.25 | 0.12-0.28 | 0.15-0.40
(el ACRITRRENAN 635 318 0.05 0.050 19.00 4.00 o0 ° 0.00-310 | 0.25-0.53 | 0.14-0.27 | 0.12-0.28 | 0.15-0.40

* For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

(2) Corner radius tolerance (+/-)

For tools, see pages: ® C#-HFIR/L-MC (145) ¢ CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ®* HFAIR/L-DG (61) ® HFFR/L-T (51)
o HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFIR/L-MC (63) ® HFPAD-3 (49) » HFPAD-4 (49) ® HFPAD-5 (50) » HFPAD-6 (50) ® HFPAD-JHP (48)
¢ HGAER/L-3 (52) ® HGAIR/L-3 (57) ® HGHR/L-3 (39) * IM-HFIR-MC (62)

HEL i-Giriir I
. INSL (Ref.) [= H V)
GRIP (full radius) o004 \ =
Utility Double-Ended Full ’ m
Radius Inserts for External, L _J E
Internal and Face Machining C'W sl
RE BW
No depth penetration limit
| N C H
Dimensions Tough <— Hard Recommended Machining Data
= = f face-

Lo |88 I25|8|5|S ap ftun | fgroove | groove |fface-tun

| OV(O|0(D|F|(WDQ|CO| 0|0
Designation CW RE CWTOL® RETOL® INSL BW |2|2|2(2|2|2(2|2|2|2]| (inch) (IPR) (IPR) (IPR) (IPR)
GRIP 3015Y 118 059 0020 0020 62 083|e|e|e|e|efe|e|e|e|e| 000059 | .0071-0102| .0027-.0051  .0031-.0079| .0039-.0079
(IR LM 125 063 0020 0020 .62 091 ofe . 000-.059 | .0075-.0110| .0027-.0051 | .0031-.0079 | .0039-.0079
GRIP 4020Y A57 079 0020 0020 748 10|e|e|e|e|e e e |e|e|e| 000079 | .0079-0134| .0035-.0067 | .0039-.0094| .0059-.0118
GRIP 476-238Y [Al:7am:’} .0020 .0020 748 126 o oo ° .000-.091 | .0083-.0157 | .0039-.0079 | .0039-.0094 | .0059-.0118
GRIP 5025Y 197 098 0020 0020 748 134 ole|e ®|e|e| 000098 |.0091-0165| .0043-0083 .0047-.0094| .0059-0138
GRIP 6030Y 23 118 .0020 0020 748 165|e|e|e|e|e|e|e|e e .000-118 | .0094-.0197 | .0051-.0098| .0047-.0110] .0059-.0157
GRIP 635-318Y PSP I 0] 0020 748 157 oo . .000-122 | .0098-.0209 | .0055-.0106 | .0047-.0110| .0059-.0157

e For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® C#-HFIR/L-MC (145) ¢ CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61)
o HFFR/L-T (51) ® HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFIR/L-MC (63) ® HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50)

* HFPAD-6 (50) ® HFPAD-JHP (48) ® HGAER/L-3 (52) ® HGAIR/L-3 (57) ® HGHR/L-3 (39) * IM-HFIR-MC (62)

ISCAR




HELiGirir

GRIPA
Ground Double-Ended

Inserts for External, Internal
and Face Machining

+0.025

M E T C
Dimensions Recommended Machining Data
f face-
~ ap f turn fgroove | groove |fface-turn
Designation cw cwtoL®M RE RETOL® INSL BW 3 (mm) | (mm/rev) | (mm/rev) | (mm/rev) | (mm/rev)
GRIPA 3.00-0.40 3.00 0.020 0.40 0.030 16.00 2.28 L] 0.25-1.80 | 0.15-0.19 [ 0.07-0.11 | 0.08-0.14 | 0.12-0.20
GRIPA 4.00-0.40 4.00 0.020 0.40 0.030 19.02 2.82 . 0.50-2.40 | 0.18-0.24 | 0.09-0.15 | 0.10-0.20 | 0.14-0.31
GRIPA 5.00-0.40 5.00 0.020 0.40 0.030 19.02 3.40 . 0.50-3.00 | 0.20-0.30 | 0.11-020 | 0.11-0.23 | 0.16-0.34
GRIPA 6.00-0.80 6.00 0.020 0.80 0.050 19.00 4.20 . 0.50-3.60 | 0.24-042 | 0.13-025 | 0.11-026 | 0.19-0.41
* For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
For tools, see pages: * HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HFHR/L-5T (43) ® HFPAD-3 (49) ® HFPAD-5 (50) ® HFPAD-JHP (48) » HGAIR/L-3 (57)
HEL jGrir v
0
GRIPA +.00098

Ground Double-Ended
Inserts for External, Internal
and Face Machining

Designation

FISEE
"=

GRIPA 3.00-0.40
GRIPA 4.00-0.40
GRIPA 5.00-0.40
GRIPA 6.00-0.80

| N H
Dimensions Recommended Machining Data
f face-

~ ap fturn fgroove | groove |fface-turn
Ccw CwToL™M RE RETOL® INSL BW 3 (inch) (IPR) (IPR) (IPR) (IPR)
118 .00079 .0168 0012 .630 .090 o .010-.071 | .0059-.0075| .0028-.0043 | .0032-.0055 | .0047-.0079
157 .00079 .0158 .0012 749 11 [ .020-.094 | .0071-.0095 | .0035-.0059 | .0039-.0079 | .0055-.0122
197 .00079 .0158 .0012 .749 134 o .020-.118 | .0079-.0118| .0043-.0079 | .0043-.0091 | .0063-.0134
236 .00079 .0315 .0020 748 165 [ .020-.142 | .0095-.0165| .0051-.0098 | .0043-.0102| .0075-.0161

() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
For tools, see pages:

For cutting speed recommendations and user guide, see pages 161-173

o HFAIR/L-4 (60)  HFAIR/L-DG (61) » HFHR/L-5T (43) » HFPAD-3 (49) ® HFPAD-5 (50) » HFPAD-JHP (48) » HGAIR/L-3 (57)

Member IMC Group
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W, ¥ v _ 7/
=R ~— INSL (Ref)) 6 g L

GRIPA (full radius) +0.025 N —
Ground Double-Ended Full 'e_“'
Radius Inserts for External, &

Internal and Face Machining

¥
\
MRS

pd
o
i
n
LL
>
®,
O
(T
Q)
LLJ
2
LL

Dimensions Recommended Machining Data
f face-
~ ap f turn fgroove | groove |fface-turn
Designation cw cwtoL® RE RETOL®@ INSL BW 3 (mm) | (mm/rev) | (mm/rev) | (mm/rev) | (mm/rev)
GRIPA 3.00-1.50 3.00 0.020 1.50 0.050 15.96 2.28 (] 0.25-1.80 | 0.18-0.26 | 0.07-0.13 | 0.08-0.14 | 0.12-0.20
GRIPA 4.00-2.00 4.00 0.020 2.00 0.050 19.16 2.82 o 0.50-240 | 0.20-0.34 | 0.09-0.17 | 0.10-0.20 | 0.14-0.31
GRIPA 5.00-2.50 5.00 0.020 2.50 0.050 19.16 3.40 o 0.50-3.00 | 0.23-042 | 0.11-0.21 0.11-023 | 0.16-0.34
GRIPA 6.00-3.00 6.00 0.020 3.00 0.050 19.16 3.97 o 0.50-360 | 0.24-050 | 0.13-0.25 | 0.11-0.26 | 0.19-0.41

For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ¢ HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HFHR/L-5T (43) ® HFPAD-3 (49) ® HFPAD-5 (50) ® HFPAD-JHP (48) ¢ HGAIR/L-3 (57)

HELiGRir

~—— INSL (Ref.) 6 < [
GRIPA (full radius) £00008 & Wi
Ground Double-Ended Full
Radius Inserts for External, JE :j
RE BW
—

Internal and Face Machining

TR

Dimensions Recommended Machining Data

f face-
~ ap f turn fgroove | groove |fface-turn

Designation cw cwrtoLMm RE RETOL® INSL BW 3 (inch) (IPR) (IPR) (IPR) (IPR)

GRIPA 3.00-1.50 118 .00079 .0591 .0020 628 .090 o .010-.071 | .0071-.0102 | .0028-.0051 | .0032-.0055 | .0047-.0079
GRIPA 4.00-2.00 157 .00079 0787 .0020 754 A1 o .020-.094 | .0079-.0134 | .0035-.0067 | .0039-.0079| .0055-.0122
GRIPA 5.00-2.50 197 .00079 .0984 .0020 754 134 [ .020-.118 | .0091-.0165| .0043-.0083 | .0043-.0091| .0063-.0134
GRIPA 6.00-3.00 236 .00079 1181 .0020 754 156 o .020-.142 | .0095-.0197 | .0051-.0098 | .0043-.0102| .0075-.0161

For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

(@ Corner radius tolerance (+/-)

For tools, see pages: ¢ HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HFHR/L-5T (43) ® HFPAD-3 (49)  HFPAD-5 (50) ® HFPAD-JHP (48) ® HGAIR/L-3 (57)

ISCAR




HEL iGrir o ) Z

HGPL _. 0T NSy = E.E - s

Utility Double-Ended Inserts E? W D
for Face Machining & ' Q

- ary

LLI

=

M E T R I ¢ O

; . Recommended

Dimensions Tough <— Hard Machining Data O

f face- f face- m

groove turn (D

SIB|s|8|8|8| | o |

Designation cwW BW RE CWTOL® RETOL® INSL | £ | 2 | 2 | 2 | 2| 2| mm) rev) rev) LLJ

HGPL 3015Y 3.00 2.10 1.50 0.03 0.050 16.00 ° o 0.00-1.50 | 0.08-0.20 | 0.12-0.23 Q

HGPL 3002Y 3.00 2.30 0.20 0.03 0.050 16.00 ° . ° ° 0.24-1.80 | 0.08-0.20 | 0.12-0.23 <

HGPL 3003Y 3.00 2.30 0.30 0.03 0.050 16.00 o ° ° ° o 0.36-1.80 | 0.08-0.20 | 0.12-0.23 LI_
HGPL 4002Y 4.00 2.80 0.20 0.03 0.050 19.00 o . [ o 0.24-240 | 0.10-0.24 | 0.16-0.30
HGPL 4004Y 4.00 2.80 0.40 0.03 0.050 19.00 o ° ° ° 0.48-2.40 | 0.10-0.24 | 0.16-0.30
HGPL 4020Y 4.00 2.80 2.00 0.03 0.050 19.00 ° ° 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 o ° ° 0.00-2.50 | 0.12-0.24 | 0.20-0.38
HGPL 6005Y 6.00 4.20 0.50 0.03 0.050 19.00 () ° o o 0.60-3.60 [ 0.12-0.28 | 0.24-0.45
HGPL 6030Y 6.00 4.20 3.00 0.03 0.050 19.00 ° ° o 0.00-3.00 [ 0.12-0.28 | 0.24-0.45

* No depth penetration limit e For cutting speed recommendations and user guide, see pages 161-173

) Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

For tools, see pages: C#-HFIR/L-MC (145) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HFFR/L-T (51)
o HFHR/L-4T (41)  HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFIR/L-MC (63) ® HFPAD-3 (49) ® HFPAD-4 (49) » HFPAD-5 (50) ® HFPAD-6 (50)
o HFPAD-JHP (48) ® HGAER/L-3 (52) ® HGAIR/L-3 (57) ® HGHR/L-3 (39)

L2y 1/}

HELiGirir
HGPL = B g_ QE

Utility Double-Ended Inserts
for Face Machining

fﬁj&

| N H

Dimensions Tough <— Hard Recommended Machining Data
S5 xg(8|8|8 ap f face-groove | fface-turn

Designation cw BW RE CwTOL® RETOLA INSL [ S |2 |2 | 2| 2| 2| (inch) (IPR) (IPR)
HGPL 3015Y 118 .083 .059 .0012 .0020 .630 [ o .000-.059 .0031-.0079 .0047-.0091
HGPL 3002Y 118 091 .008 0012 .0020 630 o | o | o | o .009-071 | .0031-.0079 .0047-.0091
HGPL 3003Y 118 .091 012 0012 .0020 .630 . ° . [ [ .014-.071 .0031-.0079 .0047-.0091
HGPL 4002Y 157 110 .008 0012 .0020 748 o | o | o | @ .009-.094 | .0039-.0004 .0063-.0118
HGPL 4004Y 157 110 016 0012 .0020 748 o | o | o | o 019-004 | .0039-.0094 .0063-.0118
HGPL 4020Y 157 110 .079 .0012 .0020 .748 [ o ° .000-.079 .0039-.0094 .0063-.0118
HGPL 5005Y 197 130 020 .0012 .0020 748 . o | o 024-118 | .0047-.0094 .0079-.0150
HGPL 5025Y 197 130 098 0012 .0020 748 o | o | o .000-098 | .0047-.0094 .0079-.0150
HGPL 6005Y 236 165 020 0012 .0020 748 ° o | o | o [ (024142 .0047-0110 .0094-.0177
HGPL 6030Y .236 .165 118 .0012 .0020 .748 [ o [ .000-.118 .0047-.0110 .0094-.0177

¢ No depth penetration limit e For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: C#-HFIR/L-MC (145) ® HFAER/L-4 (53) » HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HFFR/L-T (51)
o HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFIR/L-MC (63) ® HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50)
o HFPAD-JHP (48) ® HGAER/L-3 (52) ® HGAIR/L-3 (57) ® HGHR/L-3 (39)

Member IMC Group
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DO-GRIP

TWISTED 2-SIDED

HGN'C +0.1
Parting and Grooving Inserts v

for Parting Bars, Hard Materials RE
and Tough Applications ; Ty~ INSL

; . Recommended

Dimensions Tough Hard Machining Data
Q S 3 s x f groove
Designation (9] RE CWTOLM INSL 8| 8|8|8|8 (mm/rev)
3.00 0.30 0.05 15.80 ° ° ° ° ° 0.08-0.20

¢ No depth limit ® For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)
For tools, see pages: ® HFPAD-3 (49) ® HFPAD-JHP (48) ¢ HGAIR/L-3 (57) ®* HGHR/L-3 (39)

(ol
TWISTED 2-SIDED

HGN-C +.004,
Parting and Grooving Inserts v %‘E

for Parting Bars, Hard Materials RE
and Tough Applications g TN INSL—~

i,
I

. . Recommended
Dimensions Tough Hard Machining Data
g(8|8|8|8 e
Designation ow RE CWTOL® INSL S| 8|8 |38| 8 (IPR)
ESEE 118 0118 0020 622 o [ e[ o[ o] @ 0031-,0079

* No depth limit ® For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)
For tools, see pages: ® HFPAD-3 (49) ® HFPAD-JHP (48) ¢ HGAIR/L-3 (57) ® HGHR/L-3 (39)

ISCAR



Iyl
TWISTED 2-SIiDED
HGN-J
Inserts for Parting and
Grooving Soft Materials,

Parting Tubes, Small Diameters LklNSL—»
and Thin-Walled Parts i o‘wi é::j{‘

. . Recommended

Dimensions Tough «<— Hard Machining Data
* S 3 s f groove
Designation cw RE CWTOLM RETOL® INSL 8| 8|8|8 (mm/rev)
ETE 3.00 0.20 005 0.030 16.10 IR 0.04-0.15

¢ No depth limit ® For cutting speed recommendations and user guide, see pages 161-173
) Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-JHP (48) ¢ HGAIR/L-3 (57) ® HGHR/L-3 (39)

TWISTED 2-SI"DE'D

HGN-J +.004
Inserts for Parting and w @
Grooving Soft Materials, RE

Parting Tubes, Small Diameters PN~ INSL—=|
and Thin-Walled Parts CW |

. . Recommended
Dimensions Tough <— Hard Machining Data
Q =] 3| f groove
Designation oW RE CWTOL) RETOL®) INSL 88|88 (IPR)
HGN 300 118 .0079 .0020 .0012 634 ° ° ° ° .0016-.0059

¢ No depth limit e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-JHP (48) ® HGAIR/L-3 (57) ® HGHR/L-3 (39)

Member IMC Group
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TWISTED 2-SIDED

HGN-UT
Double-Sided Inserts for
Parting and Grooving Low

Feeds on Cr-Ni Alloys and E=—=1 ow
Low Carbon Steel

L

! . Recommended

Dimensions Tough «<— Hard Machining Data
§ § f groove
Designation cw RE CWTOLM RETOL® INSL o Q (mm/rev)
HGN 3003UT 3.00 0.30 0.05 0.030 15.80 o ° 0.04-0.13

* No depth limit ® For cutting speed recommendations and user guide, see pages 161-173
) Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-JHP (48) ¢ HGAIR/L-3 (57) ® HGHR/L-3 (39)

sl
TWISTED 2-SIDED
HGN-UT
Double-Sided Inserts for
Parting and Grooving Low

004
W RE
A |

Feeds on Cr-Ni Alloys and cw
Low Carbon Steel

le—insL—»l ?

) . Recommended
Dimensions Tough Hard Machining Data
9 3 f groove
Designation CW RE CWTOL® RETOL® INSL 8 8 (IPR)
HGN 3003UT 118 0118 .0020 0012 622 . . .0016-.0051

e No depth limit e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® HFPAD-3 (49) » HFPAD-JHP (48) ® HGAIR/L-3 (57) ® HGHR/L-3 (39)

ISCAR



TWISTED 2-SIDED
DGN/DGNC/DGNM-C
Double-Sided Parting Inserts for
Parting and Grooving Bars, Hard
Materials and Tough Applications

0 gy L5,
> = S -

cw B

DGN DGNM
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Dimensions Tough «<— Hard a‘;zam::zng:ti

2lg|e|88(z|8|2|a|a|s|B|la|s|s| fooow
Designation CW CWTOL® RE RETOL® CDX® INSL|S|S|3|&|S|8|8|5|8|8|3|8(S|8|3|  (mmiey)
DGN 4003C 4.00 0.04 030  0.030 -6 1880 [ @ | ® oo o o o |0 (0|0 0|0 0.10-0.30
DGNC 4003C () K 0.04 030 0030 -6 19.00 K 0.10-0.30
DGN 4803C 4.80 0.04 030 0030 -6 19.90 | @ 0.12-0.35
DGN 5003C 5.00 0.04 030  0.030 -6 1910 [ @ | ® oo o . e o |00 0.12-0.35
DGN 6303C 6.35 0.04 035 0030 -6 1910 | @ | ® oo ° o | e . 0.15-0.40

* Feed values for grade IC20 should be decreased by 50% ® For cutting speed recommendations and user guide, see pages 161-173

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

@) Single-ended insert

@) Cutting width tolerance (+/-)

) Corner radius tolerance (+/-)

) Cutting depth maximum

(6) No depth limit

For tools, see pages: ® C#-HFIR/L-MC (145)  CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53)  HFAIR/L-4 (60)

* HFAIR/L-DG (61) ® HFFR/L-T (51) ® HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFIR/L-MC (63) ® HFPAD-4 (49) ¢ HFPAD-5 (50) ®* HFPAD-6 (50)
e HFPAD-JHP (48) e IM-HFIR-MC (62)

DGN/DGNC/DGNM-C

Double-Sided Parting Inserts for
Parting and Grooving Bars, Hard
Materials and Tough Applications

+.004 QZ}:'M H P “!ﬁ g+ j

> e
?&‘% = B - «g
DGN

DGNC DGNM

’ . Recommended
Dimensions Tough «<— Hard Machining Data
2228|8388 |8|8|8|c|s|s|  fowovwe
Designation CW CWTOL®  RE  RETOL® cDxd  INSL |O|8|8|5|5|8|8|5|38|8|8|3|3|8|3 (IPR)
DGN 4003C 157 0016 0118 0012 -6 740 oo e(o|eo e(o|o|o 0|00 .0039-.0118
DGNC 4003C () [BE}4 0016 0118 0012 -6 748 oo .0039-.0118
DGN 4803C .189 0016 0118 0012 -@ 783 . .0047-.0138
DGN 5003C 197 0016 0118 .0012 -6 752 oo o(o|o . oo |0 .0047-.0138
DGN 6303C 250 0016 0138 0012 -6 752 ofe oo ° oo . .0059-.0158

® Feed values for grade IC20 should be decreased by 50% ® For cutting speed recommendations and user guide, see pages 161-173

() Inserts with coolant holes, recommended coolant pressure 145PSI minimum

@) Single-ended insert

@) Cutting width tolerance (+/-)

4 Corner radius tolerance (+/-)

) Cutting depth maximum

(6) No depth limit

For tools, see pages: ® C#-HFIR/L-MC (145) ¢ CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HFFR/L-T (51)

e HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFIR/L-MC (63) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48)  IM-HFIR-MC (62)

Member IMC Group
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TWISTED 2-SIDED +0.1 2 ] I
DGN-MF M» |
Double-Sided Inserts for Parting N

and Grooving Soft and Hard RE

Materials at Medium Feeds

. . Recommended

Dimensions Tough Hard Machining Data
s | 88|28 = f groove
Designation cw RE CWTOLM CDX® INSL S| 8|88 | 8| mmry
DGN 4003MF 4.00 0.30 0.04 -0 18.80 o o 0.08-0.20

e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Cutting depth maximum

@) No depth limit

For tools, see pages: ¢ C#-HFIR/L-MC (145)  CR HFIR-M (65) ® HFAER/L-4 (53) ¢ HFAIR/L-4 (60) ® HFAIR/L-DG (61) » HFFR/L-T (51) » HFHR/L-4T (41) ¢ HFIR/L-MC (63)

o HFPAD-4 (49) ® HFPAD-JHP (48) » IM-HFIR-MC (62)

+.004

DGN-MF

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

L,

. . Recommended
Dimensions Tough Hard Machining Data
o o o
% § % 5 § f groove
Designation (9] RE cwToL® CDX®@ INSL o | Q| Q| Q| O (IPR)
DGN 4003MF 157 0118 .0016 ® 740 o o .0032-.0079

* For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)
) Cutting depth maximum

For tools, see pages:  C#-HFIR/L-MC (145) o CR HFIR-M (65) ® HFAER/L-4 (53) » HFAIR/L-4 (60) ® HFAIR/L-DG (61) » HFFR/L-T (51)  HFHR/L-4T (41) » HFIR/L-MC (63)

o HFPAD-4 (49) » HFPAD-JHP (48) e IM-HFIR-MC (62)




TWISTED 2-SIDED

DGN-W

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

; . Recommended

Dimensions Tough <— Hard Machining Data
8 3 3 f groove
Designation cwW RE cwroL® RETOL® INSL | & | o (mm/rev)
| DGN5003W | 5.00 0.30 0.04 0.030 19.00 e | o] o 0.12-0.33

* No depth limit ® For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)

For tools, see pages: ® C#-HFIR/L-MC (145) » CR HFIR-M (85) * HFAER/L-5T, 6T (53) » HFAIR/L-DG (61) ® HFFR/L-T (51) » HFHR/L-5T (43) » HFIR/L-MC (63)

o HFPAD-5 (50) ® HFPAD-JHP (48) * IM-HFIR-MC (62)

TWISTED 2-SIDED

DGN-W

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

’ . Recommended
Dimensions Tough <— Hard Machining Data
2| 8| 3 f groove
Designation cw RE cwToLM RETOL®@ INSL 8|5|8 (IPR)
| DGN 5003W | 197 0118 0016 0012 748 o [ o[ o 0047-0130

e No depth limit e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)

For tools, see pages: ® C#-HFIR/L-MC (145) ¢ CR HFIR-M (65) ® HFAER/L-5T, 6T (53) ® HFAIR/L-DG (61) ® HFFR/L-T (51) ® HFHR/L-5T (43) ® HFIR/L-MC (63)

o HFPAD-5 (50) ® HFPAD-JHP (48) * IM-HFIR-MC (62)

Member IMC Group
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and Grooving Soft Materials, .

gsrso 2-SIDED 0.1 KX v
= DGN 1002 DGNM 1
DGN/DGNM-J/JS/JT . k
Double-Sided Inserts for Parting w Eit}:kﬁ'_ﬁ ﬂiﬂ ‘H ]
R

Parting Tubes, Small Diameters INSL- CDX
and Thin-Walled Parts i e = B
Iy
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Dimensions Tough «<— Hard I\F}Iz((;:ﬁminrzgn[()jaeti

NMEEEEIREEHEEERE f groove
Designation CW CWTOL® RE RETOL® cDX8 INSL (8|8 |8|5|5|8|8|5|8|8|8|8|8 (mm/rev)
DGN 4003J 4.00 0.04 0.30 0.030 -6 1890 | o | ® oo o o|o |0 0|0 o 0.05-0.18
DGN 4003JT 4.00 0.04 0.30 0.030 -6 18.90 ° 0.05-0.18
DGN 4803J 4.80 0.04 0.30 0.030 -6 2040 | @ 0.05-0.20
DGN 5003J 5.00 0.04 0.30 0.030 -6 1900 |o | ® oo o . oo o 0.05-0.20
DGN 5003JT 5.00 0.04 0.30 0.030 -6 19.00 ° ° 0.05-0.20
DGN 6303J 6.35 0.04 0.35 0.030 -6 1910 |o | @ oo e ) o oo 0.05-0.25
DGN 6303JT 6.35 0.04 0.35 0.030 -6 19.10 ° . 0.05-0.25

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

* For cutting speed recommendations and user guide, see pages 161-173

() Sharp corners

) Single-ended insert

() Cutting width tolerance (+/-)

(4) Corner radius tolerance (+/-)

8) Cutting depth maximum

(6) No depth limit

For tools, see pages: ® C#-HFIR/L-MC (145) ® CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HFFR/L-T (51)

o HFHR/L-4T (41) ® HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFIR/L-MC (63) ® HFPAD-4 (49) e HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48) ¢ IM-HFIR-MC (62)

-

and Grooving Soft Materials,

gsrsu 2-SIDED +.004 DGN 1002 DGNM “! : ﬁ"i
DGN/DGNM-J/JS/JT .- ﬁﬁ@ﬁ " B
Double-Sided Inserts for Parting W — Um

y RE

i
T

Parting Tubes, Small Diameters ¥ INSL = CDX *
and Thin-Walled Parts g oW HE=—= =———>= B 7]
| \\| C H
. . Recommended
Dimensions Tough «<— Hard Machining Data
2188|2828\ 8|g|8lslg| oo
Designation CW CWTOL® RE RETOLY CDX® INSL |©|S|S|&|&|d|e|d|e|g|g|e|o (IPR)
DGN 4003J 167 0016 0118 0012 -6 T4 | e | @ o oo o (o | 0|00 o .0020-.0071
DGN 4003JT 157 0016 0118 0012 -6 744 . .0020-.0071
DGN 4803J 189 .0016 0118 .0012 -6 803 o .0020-.0079
DGN 5003J 197 0016 0118 0012 -6 748 | e | @ L N ) ° o (oo .0020-.0079
DGN 5003JT 197 .0016 0118 0012 -6 748 ) . .0020-.0079
DGN 6303J 250 0016 0138 0012 -6 752 o | e oo |0 ° o oo .0020-.0098
DGN 6303JT 250 .0016 .0138 .0012 -6 752 [ [ .0020-.0098

¢ 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

* For cutting speed recommendations and user guide, see pages 161-173

() Sharp corners

@ Single-ended insert

() Cutting width tolerance (+/-)

@) Corner radius tolerance (+/-)

8) Cutting depth maximum

(8) No depth limit

For tools, see pages: ¢ C#-HFIR/L-MC (145) ® CR HFIR-M (65) ® HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HFFR/L-T (51)

o HFHR/L-4T (41)  HFHR/L-5T (43) ® HFHR/L-6T (45) ® HFIR/L-MC (63) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48) e IM-HFIR-MC (62)

ISCAR




CUT-GRIP (long pocket)

CUTGHIF _
GHFG-R/L-8

Holders for Face Grooving
and Turning Along Shafts

=22

GHFG-25-50R-8

Right-hand shown

Designation CwW CDX  DAXN®™  DAXX® H HF B OAL LH WF f /
GHFG 25-50R/L-8 8.00 25.00 50.0 64.0 25.0 25.0 25.0 150.00 41.0 2200 SRMBX20DIN912  HW 5.0
GHFG 25-63R/L-8 8.00 25.00 63.0 82.0 25.0 25.0 25.0 150.00 41.0 2200 SRMBX20DIN912  HW 5.0
GHFG 32-63R-8 8.00 25.00 63.0 82.0 32.0 32.0 32.0 170.00 41.0 30.00 SRMBX20DIN912  HW 5.0

Designation cw CDX DAXN(®  DAXX®@ H HF B OAL LH WF j
GHFG 25.4-50R/L-8 315 1.000 1.97 2.52 1.000 1.000 1.000 6.000 1.600 870 SRM6EX20DIN912  HW 5.0
GHFG 25.4-63R/L-8 315 1.000 2.48 3.23 1.000 1.000 1.000 6.000 1.600 870  SRM6X20DIN912  HW 5.0
For user guide, see pages 161-173

™) Minimum penetration diameter

2 Maximum penetration diameter

For inserts, see pages: GDMF (100) ¢ GDMM-CC (108) ® GDMN (98) ® GDMU (99) * GDMY (95)  GDMY (full radius) (96) ® GDMY-F (97)

« GIA-K (long pocket) (93) ¢ GIF (long pocket) (91) ® GIF-E (W=8,10 full radius) (92) * GIF-E (W=8,10) (90) * GIFG-E (W=8) (89)

Member IMC Group
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CUTGriF N L L

GHFGR/L-8 - HF N H —
Holders for Face Grooving —— T

and Turning L DAXN-DAXX OAL

¥ L]
WF .| B
e,

Right-hand shown

Designation CDX  DAXN(  DAXX® H HF B cw OAL LH WF HBH f /
GHFGR/L 25-80-8 23.00 80.0 115.0 25.0 25.0 25.0 8.00 150.00 43.5 21.30 6.0 SR M6X20 DIN912 HW 5.0
GHFGR/L 32-80-8 23.00 80.0 116.0 32.0 32.0 32.0 8.00 170.00 435 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 8.00 150.00 43.5 21.30 6.0 SR M6X20 DIN912 HW 5.0
GHFGR/L 32-105-8 25.00 106.0 160.0 32.0 32.0 32.0 8.00 170.00 435 28.30 - SR M6X20 DIN912 HW 5.0
GHFGR/L 25-155-8 25.00 155.0 510.0 25.0 25.0 25.0 8.00 150.00 435 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 8.00 170.00 435 28.30 - SR M6X20 DIN912 HW 5.0

¢ No limitation to widening the groove either way after initial grooving ¢ CDX depends on the penetration diameter and the insert

e For user guide, see pages 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

For inserts, see pages: GDMF (100) ¢ GDMM-CC (108) ¢ GDMN (98) ¢ GDMU (99) ® GDMY (95) ® GDMY (full radius) (96) ® GDMY-F (97)

* GIA-K (long pocket) (93) e GIF (long pocket) (91) ¢ GIF-E (W=8,10 full radius) (92) ¢ GIF-E (W=8,10) (90) ® GIFG-E (W=8) (89)

o GIPA/GIDA 8 (full radius) (105)

CDX for GHFGR/L (25/32)-80-8

GIFG 8... GDMY 8... GIPAS... GIDA8... GIAS.. GDMM 8CC...

23 23 20 24 16 24
17 23 23 20 24 17 24
18 28 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

23 23 22 24 22 24

CDX for GHFGR/L (25/32)-105-8

] GIFG 8... GDMY 8... GIPAS... GIDA8... 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 24 24 23 24 24 24

CDX for GHFGR/L (25/32)-155-8

] GIFG 8... GDMY 8... GIPAS... GIDA 8... 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

ISCAR



CUTGHIF- =L F
GHFGR/L-8 <oox \fﬁf—@—; + ! ~ j
Holders for Face Turning 1 T [y
and Grooving r DAXN-DAXX OAL
I | 1 ¥
par=_ |2
m ! Right-hand shown

7

4

Designation CDX  DAXN(™  DAXX® H B CwW OAL LH WF HBH

GHFGR/L 25.4-80-8 905 3.15 4.53 1.000 1.000 315 6.000 1.710 840 30 SRMEX20DIN912  HW 5.0
GHFGR 31.7-80-8 905 3.15 4.53 1.250 1.250 315 7.000 1.710 1.110 ° SR M6X25 DIN912 ~ HW 5.0
GHFGR 25.4-105-8 984 413 6.30 1.000 1.000 315 6.000 1.710 840 24 SRMBX20DIN912  HW 5.0
GHFGR 31.7-105-8 984 413 6.30 1.250 1.250 315 6.700 1.710 1.110 ° SR M6X20 DIN912 ~ HW 5.0
GHFGR/L 25.4-155-8 984 6.10 20.10 1.000 1.000 315 6.000 1.710 840 24 SRMBX20DIN912  HW 5.0
GHFGR/L 31.7-155-8 984 6.10 20.10 1.250 1.250 315 6.700 1.710 1.110 SRM6X20 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 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

For inserts, see pages: GDMF (100) ¢ GDMM-CC (108) ® GDMN (98) ® GDMU (99) « GDMY (95) * GDMY (full radius) (96) ® GDMY-F (97)
* GIA-K (long pocket) (93) ¢ GIF (long pocket) (91) ® GIF-E (W=.315,.394 full radius) (92) ® GIF-E (W=.315,.394) (90) * GIFG-E (W=.315) (89)
* GIPA/GIDA 8 (full radius) (105)

CDX for GHFGR/L (25.4/31.7)-80-8

GIFG 8... GDMY 8... GIPA8... GIDAS... GIAS... GDMM 8CC...
906 906 787 945 630 945
669 906 906 787 945 669 945
709 906 906 827 945 709 945
748 906 906 827 945 748 945
787 906 906 866 945 787 945
787 906 906 866 945 787 945
787 906 906 866 945 787 945
787 906 906 866 945 787 945
866 945 866 945

CDX for GHFGR/L (25.4/31.7)-105-8

D GIFG 8... GDMY 8... GIPAS... GIDA ... GIAS... GDMM 8CC...
4.134 906 906 906 945 827 945
4.488 866 906 906 906 945 866 945
4.961 906 906 945 906 945 906 945
5.512-6.299 945 945 945 906 945 945 945

CDX for GHFGR/L (25.4/31.7)-155-8

D GIFG 8... GDMY 8... GIPA8... GIDAS... GIA8... GDMM 8CC...
6.102 945 945 .906 945 945 945
7.087 945 945 .906 945 945 945
8.268-20.079 945 945 .906 945 945 945

Member IMC Group
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CUTGrHi~ GADR-8
8 il §=
GHAR/L-8 HE[9), H Ih'
External Holders for Grooving T = 1}
—aHeH
and Turning Adapters CLIX ‘ OAL
LH = ¥ ¥ ¥
T WF(assembly) WF (holder) IB
GAPG-LS A ’j o R 4 Right-hand shown

Designation H HF B WF) OAL LH OHX® HBH TGA® CDX¥ FGO & ? f /

GHAR/L 25-8 260 250 250 160 12450 450 2550 140 GADRL8 2550 GAFG.R/L-8 SR14-519 T-20/5 SRM6X25DIN912 HW 5.0
GHAR/L 32-8 320 320 320 230 14450 450 2550 70 GADR/L8 2550 GAFG..R/L-8 SR14-519 T-20/6 SRM6X25DIN912 HW 5.0
o Adapters GADR/L-8 for turning and grooving, GAFG-R/L-8 for face-grooving (to be ordered separately)

) WF(holder)

2 Maximum overhang

() Adapter for Turning & Grooving

(@) See specific adapter dimensions

6) Adapter for Face Grooving

For tools, see pages: ® GAFG-R/L-8 (87)

CUTGrHi~ GADR-8 R
D 78
GHAR/L-8 HE [ o9y il
External Holders for Grooving T ] 1
and Turning Adapters BLIX ‘ OAL
T LH = ¥ ¥ ¥
WF
é‘g WF(ass&:mny) : ECDX | i;
GAFG-L-8 7 GHAR Right-hand shown

1 N C H
Designation H HF WF B OAL LH OHX( HBH TGA CDX® FG

GHAR/L 25.4-8 1.000 1.000 .646 1.000 5.000 1.770 1.000 .54 GADR/L 8 1.000  GAFG..R/L8
GHAR/L 31.7-8 1.250 1.250 .896 1.250 6.000 1.770 1.000 .29 GADR/L 8 1000 GAFG..R/IL-8
e Adapters GADR/L-8 for turning and grooving, GAFG-R/L-8 for face-grooving
() Maximum overhang

(2 See specific adapter dimensions
For tools, see pages: ® GAFG-R/L-8 (87)

Spare Parts

& ¥ [/

SR 14-519 T-20/5 SR M6X25 DIN912 HW 5.0

ISCAR



CUTGFiF OAL

L
GHAPR/L-8 ﬂ: o .
External Holders for Grooving T KHBH

403\4»‘1\4

and Turning Perpendicularly LH
Oriented Adapters PI:‘
CDX
)

GAFG...R-8 GADL 8 GHAPR Right-hand shown

Designation H HF B OAL LH HBH TGA®  CDX@ FG® & ? f

4

GHAPR/L 32-8 320 320 320  155.00  30.0 7.0 GADR/LS8 2550 GAFG.RL-8 SR14-519 T-20/6 SRMG6X25DIN912  HWS5.0

Designation H HF B OAL LH HBH TGA®  CDX®@ FG® & ? ﬁ

GHAPR/L 31.7-8 1.250 1260 1250 6100  1.180 29 GADRLS8 1000 GAFG.RL-8 SR14-519 T-20/5 SRM6EX25DIN912  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

For tools, see pages: ® GAFG-R/L-8 (87)

CUTGHIr

GAFG-R/L-8

Adapters for Face Machining

WF . cDX GAFG-...L8
—t e

ﬁ For face grooving
CW

Left-hand shown

M E T R 1 C

Designation DAXN(® DAXX® CDX® WF HF OAH OAL
GAFG 80R/L-8 8.00 80.0 115.0 23.00 9.00 320 420 63.50
GAFG 105R/L-8 8.00 105.0 1600 25,00 9.00 320 420 63.50
GAFG 155R/L-8 8.00 155.0 510.0 25.00 9.00 320 420 63.50
[ N C H
Designation DAXN( DAXX® CDX® WF HF OAH 0AL
GAFG 80R/L-8 315 3.16 453 906 354 1260 1654 2,500
GAFG 105R/L-8 315 413 6.30 984 354 1260 1654 2500
GAFG 155R/L-8 315 6.10 20,08 984 354 1260 1654 2,500

* No limitation for widening the groove either way after initial grooving e For user guide, see pages 161-173

() Minimum penetration diameter

2 Maximum penetration diameter

@) For GIFG-8 & GDMY-8 CDX=25 mm for DAX range

For inserts, see pages: GDMA (94) ¢ GDMF (100) ® GDMM-CC (108) * GDMN (98)  GDMU (99)  GDMY (95) * GDMY (full radius) (96) ® GDMY-F (97)

* GIA-K (long pocket) (93) @ GIF (long pocket) (91) ® GIF-E (W=8,10 full radius) (92) ® GIF-E (W=8,10) (90) * GIFG-E (W=8) (89) * GIPA/GIDA 8 (full radius) (105)
For holders, see pages: C#-GHAD-8 (142) e C#-GHAPR/L-8 (143) ® GHAPR/L-8 (87) ® GHAR/L-8 (86) ® IM-GHAD-8 (151)

Member IMC Group
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CUTGHIr
CGFG 51-P8 cDX ‘_ OAL ?« = :j
Blades for Face Machining ~ j
: T
Carrying 8 mm Inserts fDAXN;—DAXX ¥ HTF .
¥ A |
WB_2 I~

Left-hand shown

Designation aund

CGFG 51-180R/L-P8 8.00 180.0 240.0 70.00 52.6 45.0 200.00 60.0 275 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 M4-2052 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 8.00 440.0 700.0 100.00 52.6 45.0 230.00 90.0 225 SR M4-2052 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

® For user guide, see pages 161-173

) Minimum penetration diameter

@ Maximum penetration diameter

For inserts, see pages: GIMF (101) ® GIMM 8CC (107) » GIMY (102) ¢ GIMY (full radius) (104) ¢ GIMY-F (103) * GIPY (106)

For holders, see pages: SGTBK (135) ¢ SGTBU/SGTBN (133)
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CUTGHIF —
CGFG 51-P8 CDX w OAL E.E 7=
Blades for Face Machining - ‘ f T
Carrying .315" Inserts fDAXNfDAXX H HTF OAH
¥ LA ¢
WB_2 ‘:

Left-hand shown

Designation cw DAXN(® DAXX@ CDX H HF OAL OAH WB_2 f /
CGFG 51-180R/L-P8 315 7.09 9.45 2.756 2.071 1.772 7.874 2.36 1.083 SR M4-2052 HW 3.0
CGFG 51-240R/L-P8 315 9.45 12.60 3.150 2.071 1.772 8.268 2.76 1.024 SR M4-2052 HW 3.0
CGFG 51-320R/L-P8 315 12.60 17.32 3.543 2.071 1.772 8.661 3.15 .965 SR M4-2052 HW 3.0
CGFG 51-440R/L-P8 315 17.32 27.56 3.937 2.071 1.772 9.055 3.54 .886 SR M4-2052 HW 3.0
CGFG 51-700R/L-P8 315 27.56 59.06 4724 2.071 1.772 9.843 3.94 787 SR M4-2052 HW 3.0
For user guide, see pages 161-173

) Minimum penetration diameter

@ Maximum penetration diameter

For inserts, see pages: GIMF (101) ¢ GIMM 8CC (107) e GIMY (102) e GIMY (full radius) (104)  GIMY-F (103) e GIPY (106)

For holders, see pages: SGTBK (135) ¢ SGTBU/SGTBN (133)

ISCAR




CUTGrHIF
GIFG-E (W=8) =0 30 Ref. ’—E
Inserts for Deep Face <CbX Wzi i
Grooving and Turning ) RE T

L DAXN BW

Recommended

Dimensions Tough <— Hard Machining Data
§ S f face-groove
Designation CcW RE cwtoL® RETOL® DAXN® CDX® BW o (&) (mm/rev)
GIFG 8.00E-0.80 8.00 0.80 0.02 0.050 50.0 25.00 6.00 L] L] 0.15-0.25
GIFG 8.00E-1.20 8.00 1.20 0.02 0.050 50.0 25.00 6.00 (] 0.15-0.25
e For cutting speed recommendations, see pages 162-164
) Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
@ Minimum axial grooving diameter
(@) Cutting depth maximum
For tools, see pages: GAFG-R/L-8 (87) ¢ GHFG-R/L-8 (83) * GHFGR/L-8 (84)
CUTGrir 0
GIFG-E (W=.315) o . E« —
Inserts for Deep Face e 250
Grooving and Turning L 1
- DAXN
]

; . Recommended
Dimensions Tough Hard Machining Data
§ S f face-groove
Designation CcwW RE CcwToL™M RETOL®@ DAXN® CDX® BW &) Q (IPR)
GIFG 8.00E-0.80 315 031 .0008 .0020 1.97 084 .236 [ [ .0059-.0008
GIFG 8.00E-1.20 315 047 .0008 .0020 197 .984 236 o .0059-.0098

e For cutting speed recommendations, see pages 162-164

() Cutting width tolerance (+/-)

() Corner radius tolerance (+/-)

3 Minimum axial grooving diameter

) Cutting depth maximum

For tools, see pages: GAFG-R/L-8 (87) ¢ GHFG-R/L-8 (83) ® GHFGR/L-8 (84)

Member IMC Group
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CUTGHIF

+0.025 -'L T
GIF-E (W=8,10) O OHA~30 R,

Precision Double-Ended Inserts . @:?!4
for Grooving and Turning ™ e E
v BW

S
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. . Recommended
Dimensions Tough Hard Machining Data
f
o o fturn | groove
QI8 888|588 8 3
® ||| | N |w || 0| 0 P (mm/ | (mm/
Designation CW RE  CWTOLM RETOL® BW CDX®| 2 |2 |2 |2 |2 |22 |2|2 | mm | rv | rey
GIF 8.00E-0.40 800 040 0.02 0.030 600  27.00 o | o | o 0.50-4.80{0.29-0.48|0.18-0.31
GIF 8.00E-0.80 800  0.80 0.02 0.050 600 2700 | © | @« | @ | @ [ @ | © | © | ® | ® |1.004.80[0.32-0.56(0.18-0.34
GIF 8.00E-1.20 800 120 0.02 0.050 600 2700 | © | @ | @ [ @ [ @ | @ | @ 1.45-4.800.32-0.62 (0.18-0.34
GIF 10.00E-0.80 1000 080 0.02 0.050 8.00 2700 | @ ° ° [} ° ° ® |1.00-6.000.35-0.65|0.22-0.40
GIF 10.00E-1.20 10.00  1.20 0.02 0.050 800 27.00 | © | @ | @ [ @ | @ 1.45-6.00|0.35-0.72 [0.22-0.40

e DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) Cutting depth maximum

For tools, see pages: ® GAFG-R/L-8 (87) ® GHFG-R/L-8 (83) * GHFGR/L-8 (84)

CUTGHIF ——
+.001 H M
GIF-E (W=.315,.394) O~118py
Precision Double-Ended Inserts Yy 70
for Grooving and Turning g BW 71252 E E
ow |
F boke =

Dimensions Tough <— Hard Recommended Machining Data
o o

3ls818|8gl5|8 (8|8 ap ftum f groove

Designation CW RE  CwWTOLM RETOL® BW CDX®|L|2|L ||| | (inch) (IPR) (IPR)
GIF 8.00E-0.40 315 .0160 .0008 0012 236 1.063 oo o .020-.189 0114-0189 | .0071-.0122
GIF 8.00E-0.80 315 .0315 .0008 .0020 236 1063 |e|e e o e o0 0|00 .039-.189 .0126-.0220 | .0071-.0134
GIF 8.00E-1.20 315 0472 .0008 .0020 200 1063 | e (e | e | e | e o e .057-.189 .0126-.0244 | .0071-.0134
GIF 10.00E-0.80 [t/ %11 .0008 0020 315 1063 |e|e|e|e @ o .039-.236 .0138-.0256 | .0087-.0157
GIF 10.00E-1.20 [t/ Y/ .0008 0020 315 1063 |e|e|e|[e @ . .057-.236 .0138-.0283 | .0087-.0157

* DMIN for internal machining = 2.56" e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

() Cutting depth maximum

For tools, see pages: ® GAFG-R/L-8 (87) ® GHFG-R/L-8 (83) ® GHFGR/L-8 (84)
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CUTGrHIF .
+0.02 0
GIF (long pocket) S 0 R . lE ?«
Precision Double-Ended .
. o[> 6.4

Inserts for Grooving ; j
|
ow_
b oA tBw

Recommended

Dimensions Tough <— Hard Machining Data
S § fgroove | f face-groove
Designation CwW RE cwtoL® RETOL® BW CDX® (&) o (mm/rev) (mm/rev)
GIF 8.00-0.40 8.00 0.40 0.02 0.030 6.00 27.00 . . 0.18-0.31 0.14-0.23
8.00 0.80 0.02 0.050 6.00 27.00 ° ] 0.18-0.34 0.14-0.25
e DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)
(@ Corner radius tolerance (+/-)
©) Cutting depth maximum
For tools, see pages: ® GAFG-R/L-8 (87) ¢ GHFG-R/L-8 (83) » GHFGR/L-8 (84)
CUTGRI~ T
1.18R
GIF (long pocket) =20 7 ot /‘ ‘E%
Precision Double-Ended
Inserts for Grooving ; L« NFas2
v
oW
) RE BW

Recommended

Dimensions Tough <— Hard Machining Data
o s fgroove | f face-groove
Designati ow RE CWTOL"  RETOL® BW CDX® 3] 8 (PR) (PR)
GIF 8.0 (1] 315 0157 .0008 .0012 .236 1.063 ° ° .0071-.0122 .0055-.0091
GIF 8.00-0.80 315 0315 .0008 .0020 .236 1.063 o o .0071-.0134 .0055-.0098

e DMIN for internal machining = 2.56" e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Gorner radius tolerance (+/-)

@) Cutting depth maximum

For tools, see pages: ® GAFG-R/L-8 (87) ® GHFG-R/L-8 (83) * GHFGR/L-8 (84)

Member IMC Group
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CUTGRi~ n
GIF-E (W=8,10 full radius)

Precision Double-Ended
Full Radius Inserts for

Profiling and Grooving
cw %j@
RE

o
hi

g
t\_ﬁ
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Dimensions Tough <— Hard Recommended Machining Data
8 g ap ftum f groove
Designation cw RE CcwToL™M RETOL®@ BW ] &) (mm) (mm/rev) (mm/rev)
GIF 8.00E-4.00 8.00 4.00 0.02 0.050 6.00 . 0.00-4.00 0.32-0.67 0.18-0.34
GIF 10.00E-5.00 10.00 5.00 0.02 0.050 8.00 . . 0.00-5.00 0.35-0.78 0.22-0.40
e DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
For tools, see pages: ® GAFG-R/L-8 (87) * GHFG-R/L-8 (83) ® GHFGR/L-8 (84)
CUTGHIF
+.001 N 4
1.18 Ref. = U
GIF-E
(W=.315,.394 full radius) 70
Precision Double-Ended / 2% EJ J
Full Radius Inserts for v BW bl =
Profiling and Grooving C@é@
RE

Dimensions Recommended Machining Data

ap fturn f groove
Designation cw RE cwroL™ RETOL® BW (inch) (IPR) (IPR)

GIF 8.00E-4.00 315 167 .0008 .0020 .236 J .000-.157 .0126-.0264 .0071-.0134
GIF 10.00E-5.00 .394 197 .0008 .0020 315 . . .000-.197 .0138-.0307 .0087-.0157
* DMIN for internal machining = 2.56" e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

() Corner radius tolerance (+/-)
For tools, see pages: * GAFG-R/L-8 (87) » GHFG-R/L-8 (83) » GHFGR/L-8 (84)

1C830
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CUTGHIr

GIA-K (long pocket)

Flat Top Precision
Double-Ended Inserts with
T-Land for Machining Cast Iron

NSk

Dimensions

Tough <— Hard

Recommended Machining Data

s < ap ftum | fgroove
Designation cw RE  CWTOL® RETOL®  BW CDX®  DAXN® | & o (mm) | (mmirev) | (mmirev)
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 8.00| 20 8.00 1.20 0.02 0.050 6.00 25.00 160.0 ° ° 1.45-4.80 0.36-0.70 0.18-0.38

e DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 161-173
) Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) Cutting depth maximum

(4 Minimum axial grooving diameter

For tools, see pages: ® GAFG-R/L-8 (87) ® GHFG-R/L-8 (83) ® GHFGR/L-8 (84)

CUTGHIr

GIA-K (long pocket)

Flat Top Precision
Double-Ended Inserts with
T-Land for Machining Cast Iron

Dimensions

Tough <— Hard

Recommended Machining Data

z « ap ftum | fgroove
Designation oW RE  CWTOL® RETOL®  BW CDX®  DAXN® | & S (inch) (IPR) (IPR)
GIA 8.00K-0.80 315 .031 .0008 .0020 .236 .984 6.30 o [ .039-.189 | .0142-.0252 | .0071-.0150
GIA 8.00K-1.20 315 .047 .0008 .0020 .236 .984 6.30 ] (] .057-.189 | .0142-.0276 | .0071-.0150

* DMIN for internal machining = 2.56" e For cutting speed recommendations and user guide, see pages 161-173
(1) Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

() Cutting depth maximum

@ Minimum axial grooving diameter

For tools, see pages: ® GAFG-R/L-8 (87) » GHFG-R/L-8 (83) » GHFGR/L-8 (84)

Member IMC Group
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CUTGHIF
GDMA

Utility Double-Ended Insert
for Machining Aluminum

e
2,5

Can cut arcs to 250°

Dimensions

Designation cw RE

Recommended Machining Data

GDMA 840 8.00 4.00 0.05

- 5 ap fturn f groove
CWTOL"  RETOL® BW 3 8 (mm) (mmirev) | (mmirev)
0.050 5.60 [ o 0.00-4.00 0.24-0.67 0.14-0.38

® For heavy-duty machining e DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
For tools, see pages: * GAFG-R/L-8 (87)

CUTGHIF
GDMA

Utility Double-Ended Insert
for Machining Aluminum

+.004

1.18 Ref.
" @==
ow =5

e/ low

e
2,5

Can cut arcs to 250°

Dimensions

Designation cw RE

Recommended Machining Data

GDMA 840 315 167 .0020

~ S ap fturn f groove
CWTOL®  RETOL® BW 3 8 (inch) (IPR) (IPR)
.0020 220 o (] .000-.157 .0094-.0264 .0055-.0150

* For heavy-duty machining e DMIN for internal machining = 2.56" e For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
For tools, see pages: * GAFG-R/L-8 (87)
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CUTGHIF TR
GDMY ' \'!‘[
Utility Double-Ended Inserts
for Grooving and Turning

6.4 ‘E
=
%
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Dimensions Tough <— Hard I\?Ii?:ﬁmir:gng;i
- - fturn |f groove
g|8|z|g|g|5|8|> o o
Designation cw RE CWTOLMWRETOL® BW DAXN® CDX¥ | © | © | © | © | © | © | © | (mm) | rev) rev)
GDMY 808 8.00 0.80 0.05 0.050 6.00 50.0 27.00 () o ° ° ° o ® |1.00-4.80|0.32-0.560.18-0.34

* DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

() Minimum axial grooving diameter

) Cutting depth maximum

For tools, see pages: ® GAFG-R/L-8 (87) * GHFG-R/L-8 (83) * GHFGR/L-8 (84)

CUTG#iF ;

GDMY
Utility Double-Ended Inserts
for Grooving and Turning

S

Dimensions Tough «<— Hard Recommended Machining Data

= % gl8lg % g| = f tun f groove
Designation CW RE CWTOLWRETOL® BW DAXN® CDX4 | 8 | 8 |8 |8 [ S | 8| S | (inch) (IPR) (IPR)
GDMY 808 315 031 .0020 .0020 236 197 1063 | @ [ [ [ [ [ ® | .039-189] .0126-.0220 .0071-.0134

¢ DMIN for internal machining = 2.56" e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

3 Minimum axial grooving diameter

) Cutting depth maximum

For tools, see pages: ® GAFG-R/L-8 (87) * GHFG-R/L-8 (83) ® GHFGR/L-8 (84)

Member IMC Group
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CUTGHIF

GDMY (full radius)
Utility Double-Ended Full Radius
Inserts for Grooving and Profiling

S

Dimensions

Recommended Machining Data

S EIEIN RS ap ftum f groove
Designation cw RE CWTOLM RETOL® BW DAXN® cDX |& |3 |8 |33 |8|d|8 (mm) (mm/rev)  (mm/rev)
GDMY 840 8.00 4.00 0.05 0.050 5.60 50.0 250 || e | e (0| 0|0 |0 @ 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 161-173

() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
() Minimum axial grooving diameter

For tools, see pages: ® GAFG-R/L-8 (87) ® GHFG-R/L-8 (83) * GHFGR/L-8 (84)

CUTGRIr

GDMY (full radius)
Utility Double-Ended Full Radius
Inserts for Grooving and Profiling

—|CDX =

.252

S

Dimensions

Recommended Machining Data

AEEIERERE R ftum  fgroove
Designation CW RE CWTOL® RETOL® BW DAXN® cDx |8 [8|8|8|8|8E|3|8| (inch) (IPR) (IPR)
GDMY 840 315 167 .0020 .0020 .220 1.97 984 o | o 0o (0| 0|0 0 o .000-.157 .0126-.0264 .0071-.0134

e Can cut arcs to 250° e DMIN for internal machining = 2.56"

() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
) Minimum axial grooving diameter

For tools, see pages: ® GAFG-R/L-8 (87) ® GHFG-R/L-8 (83) ® GHFGR/L-8 (84)

ISCAR

® For cutting speed recommendations and user guide, see pages 161-173



CUTGriF
GDMY-F
Utility Double-Ended Inserts

for Grooving and Profiling
Ductile Materials

+0.1 30
Ref. -~ ]
7° 6.3 Ref.
—

5
Ml

Dimensions Tough <— Hard

Recommended Machining Data

S S ap fturn f groove
Designation ] RE CWTOL(  RETOL® BW CDX® Q Q (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 161-173
() Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

() Cutting depth maximum

For tools, see pages: ® GAFG-R/L-8 (87) * GHFG-R/L-8 (83) ® GHFGR/L-8 (84)

CUTGrir

GDMY-F

Utility Double-Ended Inserts
for Grooving and Profiling
Ductile Materials

004 1.18 Ref.
+ “a ]
7° .248 Ref.
—

LN
S

Dimensions

Recommended Machining Data

= = ap fturn f groove
Designation Ccw RE CWTOL®M  RETOL® BW CDX® e e (inch) (IPR) (IPR)
315 157 0020 0020 220 984 o ° 000-157 | .0126-0264 | .0071-.0134

* DMIN for internal applications = 2.56" e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@3 Cutting depth maximum

For tools, see pages: ® GAFG-R/L-8 (87) ® GHFG-R/L-8 (83) * GHFGR/L-8 (84)

Member IMC Group
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CUTGHIF

GDMN

Utility Double-Ended Inserts
for Grooving and Turning
Ductile Materials

SSH

Dimensions

Designation (%) RE CWTOL®  RETOL®@

Tough <— Hard

1C830
1C8250
IC808

CDX® BW

IC907

Recommended Machining Data

f groove
(mm/rev)

ap fturn
(mm) (mm/rev)

0.050

GDMN 808 8.00 0.80 0.05

27.00 6.00

1.00-3.20 0.20-0.35 0.10-0.30

* DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

() Cutting depth maximum

For tools, see pages: ® GAFG-R/L-8 (87) ® GHFG-R/L-8 (83) ® GHFGR/L-8 (84)

CUTGrir

GDMN

Utility Double-Ended Inserts
for Grooving and Turning
Ductile Materials

004

= DHA~118 Ry
A 252

BW '

Sl ki

Dimensions Tough <— Hard Recommended Machining Data
o
§ § § § ap ftumn f groove
Designation cwW RE CWTOL®W  RETOL®  CDX® BW |22 |° (inch) (IPR) (IPR)
GDMN 808 315 031 .0020 .0020 1.063 .236 o | o ° [ .039-.126 .0079-.0138 .0039-.0118

e DMIN for internal machining = 2.56"
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) Cutting depth maximum

For tools, see pages: * GAFG-R/L-8 (87) » GHFG-R/L-8 (83) » GHFGR/L-8 (84)

ISCAR

e For cutting speed recommendations and user guide, see pages 161-173



CUTGHIr
GDMU

Utility Inserts for Heavy
Grooving on Ductile Materials

%
o

Recommended

Dimensions Tough «<— Hard Machining Data
2 g f groove
Designation (%) RE CWTOLM RETOL® BW o o (mm/rev)
GDMU 808 8.00 0.80 0.05 0.050 6.00 ° ° 0.10-0.24
* For cutting speed recommendations and user guide, see pages 161-173
) Cutting width tolerance (+/-)
@ Corner radius tolerance (+/-)
For tools, see pages: ® GAFG-R/L-8 (87) ® GHFG-R/L-8 (83) ® GHFGR/L-8 (84)
CUTGHIF ;
+.004 1 o
GDMU 78 o ‘E

Utility Inserts for Heavy
Grooving on Ductile Materials

252
1

RS

Recommended

Dimensions Tough «<— Hard Machining Data
o
§ § f groove
Designation (%) RE CWTOL( RETOL®@ BW & o (IPR)
GDMU 808 .315 .031 .0020 .0020 .236 [ [ .0039-.0094

* For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)

2 Corner radius tolerance (+/-)

For tools, see pages: ® GAFG-R/L-8 (87) * GHFG-R/L-8 (83) ® GHFGR/L-8 (84)

Member IMC Group
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CUTGHIF

GDMF
Utility Double-Ended Inserts
for Grooving and Turning

0.1 (D= 30 Ref.
71:@ m‘!&m

S

Designation CW RE

Dimensions

Recommended Machining Data

GDMF 808 8.00 0.80

o o
I8 35| 8 ap ftum | fgroove
(2] (5] [~ 0 <
CWTOL( RETOL®  CDX® BW ele|e|je e (mm) | (mm/rev) | (mm/rev)
0.05 0.050 27.00 6.00 ° ° ° ° o 1.00-4.80 | 0.32-0.56 | 0.18-0.34

* DMIN for internal machining = 65 mm e For cutting speed recommendations and user guide, see pages 161-173

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

For tools, see pages: ® GAFG-R/L-8 (87) * GHFG-R/L-8 (83) ® GHFGR/L-8 (84)

CUTGHIF

GDMF
Utility Double-Ended Inserts
for Grooving and Turning

+.004

=
602 Ref. 197
Y

cw ==
F i lew

Designation cw RE

Dimensions

Recommended Machining Data

GDMF 808 315 031

o o
S| 38| 35| & ap ftum | fgroove
(=] (=] [~ 0 <
CWTOL( RETOL®  CDX® BW SE s s (inch) (IPR) (IPR)
0020 0020 1.063 26 | o | o | o | e | e | 039189 | .0126-0220 | .0071-0134

* DMIN for internal machining = 2.56" e For cutting speed recommendations and user guide, see pages 161-173

() Cutting width tolerance (+/-)
(2) Corner radius tolerance (+/-)
@) Cutting depth maximum

For tools, see pages: ® GAFG-R/L-8 (87) * GHFG-R/L-8 (83) ¢ GHFGR/L-8 (84)

ISCAR



Z Y _ Y/
CUTGHIF £0.1 13 3
i 1)
GIMF 7
Utility Single-Ended Inserts ‘55 3 Rt - - E
for Grooving and Turning ' ¥ g E
ow BW =
L g J

pd
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Dimensions Tough <— Hard Recommended Machining Data

2lBlaels|lalESlslsls = ap ftum f groove
Designation cwW RE cwToL® RETOL? BW |S|S (8 (8|83 |8|3|3|8 (mm) (mm/rev) (mm/rev)
GIMF 406 4.00 0.60 0.05 0.050 3.40 e|o 0|0 0 0|0 0|0 o |0 0.75-2.40 0.19-0.25 0.09-0.16
GIMF 502 5.00 0.20 0.05 0.050 4.00 ° [ 0.25-3.00 0.18-0.26 0.11-0.18
GIMF 508 5.00 0.80 0.05 0.050 4.00 oo (o (0o (0o o0 0 e e (e 1.00-3.00 0.23-0.35 0.11-0.21
GIMF 605 6.00 0.50 0.05 0.050 5.00 L] (] 0.60-3.60 0.22-0.36 0.13-0.23
GIMF 608 6.00 0.80 0.05 0.050 5.00 oo (0o |0 0o ° L] 1.00-3.60 0.24-0.42 0.13-0.25
GIMF 808 8.00 0.80 0.05 0.050 6.00 o oo 1.00-4.80 0.32-0.56 0.18-0.34

e DMIN for internal applications = 70 mm e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® CGFG 51-P8 (88)

CUTGHIF
GIMF

Utility Single-Ended Inserts
for Grooving and Turning

+£.004 A
70 f
|\
602 Ref. %’97 E
L i

Sk

Dimensions Tough <— Hard Recommended Machining Data
2lI8lsls|lal2|lelels = ap ftumn f groove

Designation cw RE cwroLm Retol® BW |8 |8 (83 |3|8|S|8|8 38| (inch) (IPR) (IPR)
GIMF 406 157 024 0020 0020 134 |e|e|e|e|e|e|e|e|e|e|e]| 030004 | 0075009 | .0035-0063
GIMF 502 197 008 0020 0020 157 . . 010-118 | .0071-0102 | .0043-0071
GIMF 508 197 031 0020 0020 157 |e|e|e|e|e|e|e|e o | e | 039118 | 0091-0138 | .0043-0083
GIMF 605 236 020 .0020 .0020 197 o o .024-142 .0087-.0142 | .0051-.0091
GIMF 608 236 031 0020 0020 197 |e|e|e|e|e|@ o o | e | 039142 | 0094-0165 | .0051-0098
GIMF 808 315 031 .0020 .0020 .236 oo o .039-.189 .0126-.0220 | .0071-.0134

* DMIN for internal applications = 2.76" e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® CGFG 51-P8 (88)

Member IMC Group




CUTGHIr
GIMY

Utility Single-Ended Inserts
for Grooving and Turning
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Dimensions Tough «<— Hard Recommended Machining Data
8 % gl8|lgl8].]3 ap ftum | fgroove
Designation cw RE  CWTOL®W RETOL®  BW S|l ||| |9 |9o|C (mm) | (mm/rev) | (mm/rev)
GIMY 304 3.00 0.40 0.05 0.050 240 o o ° ° o o 0.50-1.80 | 0.16-0.20 | 0.07-0.12
GIMY 808 8.00 0.80 0.05 0.050 6.00 o o o ° ° ° 1.00-4.80 | 0.32-0.56 | 0.18-0.34
GIMY 1008 10.00 0.80 0.05 0.050 8.00 [ [ 1.00-6.00 | 0.35-0.65 | 0.22-0.40
¢ DMIN for internal applications =70 mm e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
For tools, see pages: * CGFG 51-P8 (88)
CUTGRIF = p—
[
GIMY . 4 gﬁ[gZ
Utility Single-Ended Inserts 4 o et @97
for Grooving and Turning oW 'GBW ) #E g E
y -
RE ‘ @&
GIMY 3 =
1 N C |
Dimensions Tough <— Hard Recommended Machining Data
o
§ § § § 9 § - § ap ftum f groove
Designation cwW RE  CWTOL® RETOL®  BW |l |Q[Q|QO | Q| Q| (inch) (IPR) (IPR)
GIMY 304 118 016 .0020 .0020 094 o o ° ° o ® [ 020-.071 .0063-.0079 .0027-.0047
GIMY 808 315 .031 .0020 .0020 236 ° o ° ° ° o .039-.189 .0126-.0220 .0071-.0134
GIMY 1008 .394 031 .0020 .0020 315 ° o .039-.236 .0138-.0256 .0087-.0157

* DMIN for internal applications = 2.76" e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(@ Corner radius tolerance (+/-)

For tools, see pages: ® CGFG 51-P8 (88)

ISCAR




CUTGRIF .

GIMY-F

Utility Single-Ended Inserts
for Grooving and Profiling
Ductile Materials
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Dimensions Tough «<— Hard Recommended Machining Data

o

(8|1 8| 8|3 ap fturn f groove

[ (=] (=23 (=] (<)
Designation cwW RE CWTOL(  RETOL® BW 2|le|je|e e (mm) (mm/rev) | (mm/rev)
GIMY 315F 3.00 1.50 0.05 0.050 2.40 [ 0.00-1.50 0.18-0.26 0.07-0.13
GIMY 525F 5.00 250 005 0.050 390 . ° 000250 | 023042 | 011-021
GIMY 630F 6.00 3.00 0.05 0.050 5.00 ° o ° o 0.00-3.00 0.24-0.50 0.13-0.25
GIMY 840F 8.00 4.00 0.05 0.050 5.60 [ 0.00-4.00 0.32-0.67 0.18-0.34

e DMIN for internal applications =70 mm e Can cut arcs to 250° e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

For tools, see pages: ® CGFG 51-P8 (88)

CUTGrir ;

GIMY-F

Utility Single-Ended Inserts
for Grooving and Profiling
Ductile Materials

Dimensions Tough <— Hard Recommended Machining Data

o

K| 8|1 88| 3 ap fturn f groove

=] (=] (=2 (=] [<=]
Designation cw RE CWTOL®  RETOL®@ BW (e ||| (inch) (IPR) (IPR)
GIMY 315F 118 059 .0020 .0020 .094 o .000-.059 .0071-.0102 | .0028-.0051
GIMY 525F 197 .098 .0020 .0020 154 ° o .000-.098 .0091-.0165 | .0043-.0083
GIMY 630F .236 118 .0020 .0020 197 ° ] ° . .000-.118 .0094-.0197 | .0051-.0098
GIMY 840F 315 157 .0020 .0020 .220 o .000-.157 .0126-.0264 | .0071-.0134

e DMIN for internal applications = 2.76" e Can cut arcs to 250° e For cutting speed recommendations and user guide, see pages 161-173
) Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: * CGFG 51-P8 (88)

Member IMC Group




CUTGHIF
GIMY (full radius)

Utility Single-Ended Inserts
for Grooving and Profiling
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Dimensions Tough <— Hard Recommended Machining Data

2 |8 |ls|s|lal22|gl|s ap ftumn | fgroove

Designation Ccw RE  CWTOLM RETOL®@ BW S|8|& |3 |d|8|8|8 (mm) | (mm/rev) | (mm/rev)
GIMY 315 3.00 1.50 0.05 0.050 2.40 o o ° ° ° ° o o 0.00-1.50 | 0.18-0.26 | 0.07-0.13
GIMY 420 4.00 2.00 0.05 0.050 3.20 o o o ° ° ° ° o 0.00-2.00 | 0.20-0.28 | 0.09-0.17
GIMY 525 5.00 2.50 0.05 0.050 3.90 o o ° ° ° ° o o 0.00-2.50 | 0.23-042 | 0.11-0.21
GIMY 630 6.00 3.00 0.05 0.050 5.00 [ ° o . o o ° o 0.00-3.00 | 0.24-050 | 0.13-0.25
GIMY 635-318 6.35 3.18 0.05 0.050 510 o ° ° . 0.00-3.10 | 0.25-0.53 | 0.14-0.27
GIMY 840 8.00 4.00 0.05 0.050 5.60 [ [ [ [ [ 0.00-4.00 | 0.32-0.67 | 0.18-0.34

* DMIN for internal application=70 mm e Can cut arcs to 250° e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® CGFG 51-P8 (88)

CUTGHir —
. FH V)
GIMY (full radius)
Utility Single-Ended Inserts
for Grooving and Profiling
=
I N C H
Dimensions Tough <— Hard Recommended Machining Data
o
§ § § § S § § § ap ftum f groove
Designation cw RE CWTOLM RETOL® BW |[© | S |Q|[Q |Q |8 |9 | Q| (nch (IPR) (IPR)
GIMY 315 118 .059 .0020 .0020 .094 o (] ° . [} . ° ® | .000-.059 .0071-.0102 .0027-.0051
GIMY 420 157 .079 .0020 .0020 126 o o ° ° . o o e | .000-.079 .0079-.0110 .0035-.0067
GIMY 525 197 .098 .0020 .0020 154 o (] ° . ° . ° ® | .000-.098 .0091-.0165 .0043-.0083
GIMY 630 236 118 .0020 .0020 197 o o ° ° . ° o e | 000-.118 .0094-.0197 .0061-.0098
GIMY 635-318 .250 125 .0020 .0020 201 o ° ° o .000-.122 .0098-.0209 .0065-.0106
GIMY 840 315 157 .0020 .0020 220 o ° o ° o .000-.157 .0126-.0264 .0071-.0134

¢ DMIN for internal application= 2.76" e Can cut arcs to 250° e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ¢ CGFG 51-P8 (88)

ISCAR




cur‘-._
GIPAI‘:I'I:;’ i B LY iR K -
A/GIDA 8 (full radius) ' :K;m‘ —~

Precision Double-Ended =
GIDA 80-40CB cw GIDA 80-40 :@E

Inserts with Polished Top Rake
for Machining Aluminum RE Tew

in
Jj
-
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(=S GIPA8.00-4.00

Dimensions Tough <— Hard Recommended Machining Data

o ap f turn f groove
Designation oW RE CWTOL®  RETOL® BW S| 3|8 (mm) (mmirev) | (mm/rev)
GIDA 80-40 8.00 4.00 0.02 0.050 5.60 o o 0.00-4.00 0.24-0.67 0.14-0.38
GIDA 80-40-D 8.00 4.00 0.02 0.050 5.60 ° 0.00-4.00 0.24-0.67 0.14-0.38
GIDA 80-40CB-D (1) 8.00 4.00 0.02 0.050 5.60 o 0.00-4.00 0.24-0.67 0.14-0.38
GIDA 80-40YZ 8.00 4,00 0.02 0.050 5.60 o [} 0.00-4.00 0.24-0.67 0.14-0.38
GIDA 80-40YZ-D 8.00 4.00 0.02 0.050 5.60 ° 0.00-4.00 0.35-0.96 0.18-0.48
GIPA 8.00-4.00 8.00 4.00 0.02 0.050 6.00 o 0.00-4.00 0.24-0.67 0.14-0.38

¢ |D5 is a single-ended PCD tipped insert e For cutting speed recommendations and user guide, see pages 161-173
() Should not be clamped on tools with "A" suffix

() Cutting width tolerance (+/-)

) Corner radius tolerance (+/-)

For tools, see pages: ® GAFG-R/L-8 (87) * GHFGR/L-8 (84)

CUTGHIF

+.001 N
GIPA/GIDA 8 (full radius) JI R il gﬂ? :
N - 100 a

Precision Double-Ended 252 =
Inserts with Polished Top Rake GIDA 80-40CB @ o@ GIDA 8040 :@Q
RE fBW

for Machining Aluminum
=) GIPA8.00-4.00

NG

Dimensions Tough «<— Hard Recommended Machining Data
o ap f turn f groove

Designation oW RE CWTOL®  RETOL® BW 8| & |8 (inch) (IPR) (IPR)

GIDA 80-40 315 1575 .0008 .0020 220 . ° .000-.157 .0094-.0264 .0055-.0150
GIDA 80-40-D 315 1575 .0008 .0020 220 o .000-.157 .0094-.0264 .0055-.0150
GIDA 80-40CB-D (1 315 1575 .0008 .0020 220 . .000-.157 .0094-.0264 .0055-.0150
GIDA 80-40YZ 315 1675 .0008 .0020 220 [ . .000-.157 .0094-.0264 .0065-.0150
GIDA 80-40YZ-D 315 1675 .0008 .0020 220 o .000-.157 .0138-.0378 .0071-.0189
GIPA 8.00-4.00 315 1575 .0008 .0020 .236 o .000-.157 .0094-.0264 .0055-.0150

¢ |D5 is a single-ended PCD tipped insert e For cutting speed recommendations and user guide, see pages 161-173
() Should not be clamped on tools with "A" suffix

(@ Cutting width tolerance (+/-)

©3) Corner radius tolerance (+/-)

For tools, see pages: * GAFG-R/L-8 (87)

GIDA80-40-D || GIDA 80-40CB-D | |GIDA B0-40YZ-D | |GIDA80-40YZ | |GIPAB.00-4.00 | | GIDA 80-d0

Member IMC Group




CUTGHIF

+0.025 AN A
GIPY I
Single-Ended Full Radius Sharp 7 =
Edged Precision Inserts for 15.3 Ref. ‘EE
o+

Profiling High Temperature Alloys
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’ . Recommended
Dimensions Tough «<— Hard Machining Data
S § 5 § § - § f turn f groove
Designation cw RE CWTOL"  RETOL® BW S| | S| 9| S| QS| S| (mmhev) | (mmiev)
GIPY 3.00-1.50 3.00 1.50 0.02 0.050 2.40 [} () ° o ° [ 0.19-0.28 0.08-0.15
GIPY 4.00-2.00 4.00 2.00 0.02 0.050 3.20 o o [} ° ° o 0.22-0.37 0.10-0.20
GIPY 5.00-2.50 5.00 2.50 0.02 0.050 3.90 [} o ° ° ° o 0.24-0.46 0.13-0.23
GIPY 6.00-3.00 6.00 3.00 0.02 0.050 5.00 (] . . (] (] 0.26-0.55 0.15-0.27
GIPY 8.00-4.00 8.00 4.00 0.02 0.050 5.60 . . . . . 0.34-0.74 0.20-0.36
e Can cut arcs to 250° e DMIN for internal machining = 70 mm e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)
(@) Corner radius tolerance (+/-)
For tools, see pages: * CGFG 51-P8 (88)
CUTGHIF ;
+.001 A AT
GIPY -
Single-Ended Full Radius Sharp N o7
Edged Precision Inserts for 602 Ref. &EE
Profiling High Temperature Alloys \ ow il
Y RE BW
| N C H
] . Recommended
Dimensions Tough «<— Hard Machining Data
S § 5 § § - § f tun f groove
Designation cw RE CWTOL("  RETOL® BW S| |o o |o|o | (IPR) (IPR)
GIPY 3.00-1.50 118 059 .0008 .0020 094 . ) . . . ) .0075-.0110 | .0031-.0059
GIPY 4.00-2.00 157 079 .0008 .0020 126 ° ° ° ° [} o .0087-.0146 | .0039-.0079
GIPY 5.00-2.50 197 098 .0008 0020 154 . . . . ° . .0094-.0181 | .0051-.0091
GIPY 6.00-3.00 .236 118 .0008 .0020 197 o ° ° ° o .0102-.0216 | .0059-.0106
GIPY 8.00-4.00 315 157 .0008 0020 220 . . . . . 0134-.0291 | .0079-.0142

e Can cut arcs to 250° e DMIN for internal machining = 2.76" e For cutting speed recommendations and user guide, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® CGFG 51-P8 (88)

ISCAR




CUTGHIr

GIMM 8CC

Single-Ended Utility Insert with a
Frontal Chip Splitter for External
Rough Grooving and Side Turning

Recommended

Dimensions Tough «<— Hard Machining Data
§ § f face-groove
Designation (%) RE CWTOLM RETOL® BW o o (mm/rev)
GIMM 8CC 8.00 0.80 0.05 0.050 5.80 ° . 0.30-0.45
* For cutting speed recommendations, see pages 161-173
) Cutting width tolerance (+/-)
@ Corner radius tolerance (+/-)
For tools, see pages: * CGFG 51-P8 (88)
CUTGriF
+.004 E U
GIMM 8CC - E
Single-Ended Utility Insert with a 1
Frontal Chip Splitter for External § - 802 = H
Rough Grooving and Side Turning ow d a BW
¥ ire 7

) . Recommended
Dimensions Tough Hard Machining Data
x = f face-groove
Designation (9] RE CwWTOL® RETOL® BW 8 3 (IPR)
| GiMmscc | 315 081 0020 0020 228 o o 0118-0177

e For cutting speed recommendations, see pages 161-173
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® CGFG 51-P8 (88)

Member IMC Group
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Single-Ended Utility Insert
for External Rough Grooving
and Side Turning with a
Frontal Chip Splitter

RE BW H

CUTGrHi~
- */ 29.95 Ref, CW 4
GDMM-CC p @/‘ Twﬁ % E

. . Recommended

Dimensions Tough <— Hard Machining Data

=] 3 8 |5 f face-groove
Designation cw RE CWTOL RETOL® BW 8| 8|8 |3 (mm/rev)
GDMM 7CC 7.00 0.80 0.05 0.050 6.00 o 0.30-0.45
GDMM 8CC 8.00 0.80 0.05 0.050 5,60 . . ° 0.30-0.45
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® For cutting speed recommendations, see pages 161-173

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

For tools, see pages: ® GAFG-R/L-8 (87) * GHFG-R/L-8 (83) ® GHFGR/L-8 (84)

CUTGHRIF
GDMM-CC @ - TM E« #E

Single-Ended Utility Insert W 7
for External Rough Grooving RE BW =
and Side Turning with a =

Frontal Chip Splitter

. . Recommended
Dimensions Tough Hard Machining Data
S| 3l s f face-groove
Designation oW RE CWTOL RETOL® BW 8| 8|8 |8 (PR)
GDMM 7CC 276 .0315 .0020 .0020 .236 o .0118-.0177
GDMM 8CC 315 0315 0020 0020 220 . ° ° 0118-0177

® For cutting speed recommendations, see pages 161-173

) Cutting width tolerance (+/-)

@ Corner radius tolerance (+/-)

For tools, see pages: ® GAFG-R/L-8 (87) ® GHFG-R/L-8 (83) ® GHFGR/L-8 (84)

ISCAR




TANGFACE

L 7Y V7 WV VI
1A
FACE MACHINING LINE CDX —»
TNFFH-IQ

Face Grooving Blades ﬁ

-

OAL

Right-hand shown

Designation Ccw DAXN(  DAXX®@ CDX HF H WF WB_2 OAL Insert g

TNFFH 65R/L-31Q 3.00 65.0 90.0 18.00 24.8 32.0 4.10 52 150.00 TNF 3... ETF 3-6°
TNFFH 90R/L-31Q 3.00 90.0 120.0 18.00 24.8 32.0 4.10 52 150.00 TNF 3... ETF 3-6
TNFFH 120R/L-31Q 3.00 120.0 160.0 24.00 248 320 410 52 150.00 TNF3... ETF 3-6°
TNFFH 80R/L-41Q 4.00 80.0 150.0 32.00 24.8 32.0 3.80 52 150.00 TNF4... ETF 3-6
TNFFH 150R/L-41Q 4.00 150.0 500.0 32.00 24.8 320 3.80 52 150.00 TNF4... 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 52 150.00 TNF5... ETF 3-6
TNFFH 80R/L-61Q 6.00 80.0 150.0 30.00 24.8 32.0 3.30 52 150.00 TNF6... ETF 3-6
TNFFH 150R/L-61Q 6.00 150.0 700.0 35.00 24.8 32.0 3.30 52 150.00 TNF6... ETF 3-6
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Designation CcW DAXN(™ DAXX@ CDX HF H WF WB_2 OAL Insert g
TNFFH 65R/L-31Q 118 2.56 3.54 .709 976 1.260 161 206 5.906 TNF 3... ETF 3-6*
TNFFH 90R/L-31Q 118 3.54 4.72 .709 976 1.260 161 205 5.906 TNF 3... ETF 3-6*
TNFFH 120R/L-3I1Q 118 4.72 6.30 .945 976 1.260 161 205 5.906 TNF 3... ETF 3-6*
TNFFH 80R/L-41Q 157 3.15 591 1.260 976 1.260 .150 205 5.906 TNF 4... ETF 3-6*
TNFFH 150R/L-41Q 157 591 19.69 1.260 976 1.260 150 205 5.906 TNF 4... ETF 3-6*
TNFFH 80R/L-51Q 197 3.15 591 1.181 976 1.260 .140 205 5.906 TNF5... ETF 3-6*
TNFFH 150R/L-51Q 97 591 19.69 1.378 976 1.260 140 205 5.906 TNF5... ETF 3-6*
TNFFH 80R/L-61Q 236 3.15 591 1.181 976 1.260 130 205 5.906 TNF6... ETF 3-6*
TNFFH 150R/L-61Q .236 591 27.56 1.378 976 1.260 130 205 5.906 TNF 6... ETF 3-6*

¢ H dimension links blades and blocks

) Minimum penetration diameter

2 Maximum penetration diameter

* Optional, should be ordered separately

For inserts, see pages: TNF GN-IQ (112) ® TNF-M-IQ (111) ® TNF-P-IQ (111)

ETF 3-6 extractor (to be ordered separately)

Member IMC Group




L W YZ WV VI Y
1ANGIRir WE
FACE MACHINING LINE ‘47
TNFFA-IQ 3¢ DAXN-DAXX t ?«
Reinforced Face Grooving Blades HE H

& OAL N WB_2

N

N )
t cox»! Right-hand shown

M E L R 1 C
Designation cw DAXN() DAXX®@ CDX H WF HF OAL WB_2 Insert

TNFFA 30R/L-3lQ 3.00 30.0 356.0 19.00 320 9.50 24.8 90.00 185 TNF 3...
TNFFA 35R/L-31Q 3.00 36.0 40.0 19.00 320 9.50 24.8 90.00 185 TNF3...
TNFFA 40R/L-3lQ 3.00 40.0 46.0 23.00 320 9.50 24.8 90.00 185 TNF 3...
TNFFA 46R/L-31Q 3.00 46.0 54.0 25.00 32.0 9.50 24.8 90.00 18.5 TNF 3...
TNFFA 54R/L-3lQ 3.00 54.0 65.0 26.00 32.0 9.50 248 90.00 18.5 TNF 3...
TNFFA 65R/L-31Q 3.00 65.0 80.0 27.00 320 9.50 248 90.00 18.5 TNF 3...
TNFFA 80R/L-3lQ 3.00 80.0 100.0 27.00 32.0 9.50 24.8 90.00 16.7 TNF 3...
TNFFA 35R/L-41Q 4.00 36.0 45.0 25.00 320 9.00 24.8 90.00 18.1 TNF4...
TNFFA 45R/L-41Q 4.00 45.0 60.0 25.00 320 9.00 24.8 90.00 17.3 TNF 4...
TNFFA 60R/L-41Q 4.00 60.0 80.0 27.00 32.0 9.00 24.8 90.00 18.0 TNF 4...
TNFFA 80R/L-4lQ 4.00 80.0 130.0 27.00 32.0 9.00 248 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 TNF5...
TNFFA 50R/L-51Q 5.00 50.0 70.0 28.00 32.0 9.70 24.8 90.00 18.0 TNF5...
TNFFA 70R/L-51Q 5.00 70.0 100.0 30.00 320 9.70 248 90.00 18.0 TNF5...
TNFFA 100R/L-51Q 5.00 100.0 180.0 35.00 320 9.70 24.8 90.00 18.0 TNF5...
TNFFA 45R/L-61Q 6.00 45.0 60.0 25.00 32.0 10.20 24.8 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 TNF6...
TNFFA 80R/L-61Q 6.00 80.0 110.0 30.00 32.0 10.20 24.8 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 TNF6...
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I N C H
Designation cw DAXN() DAXX®@ CDX H WF HF OAL WB_2 Insert

TNFFA 30R/L-3lQ 118 1.18 1.38 748 1.260 374 .976 3.543 728 TNF 3...
TNFFA 35R/L-31Q 118 1.38 1.57 748 1.260 374 .976 3.543 728 TNF 3...
TNFFA 40R/L-3lQ 118 1.57 1.81 906 1.260 374 .976 3.543 728 TNF 3...
TNFFA 46R/L-31Q 118 1.81 213 084 1.260 374 .976 3.543 728 TNF 3...
TNFFA 54R/L-31Q 118 213 2.56 1.024 1.260 374 976 3.543 728 TNF 3...
TNFFA 65R/L-31Q 118 2.56 3.15 1.063 1.260 374 .976 3.543 728 TNF 3...
TNFFA 80R/L-3lQ 118 3.15 3.94 1.063 1.260 374 .976 3.543 657 TNF 3...
TNFFA 35R/L-41Q 157 1.38 1.77 984 1.260 .354 .976 3.543 713 TNF4...
TNFFA 45R/L-41Q 157 1.77 2.36 984 1.260 .354 .976 3.543 681 TNF 4...
TNFFA 60R/L-41Q 157 2.36 3.15 1.063 1.260 .354 .976 3.543 709 TNF 4...
TNFFA 80R/L-41Q 157 3.15 512 1.063 1.260 .354 .976 3.543 583 TNF 4...
TNFFA 40R/L-51Q 197 1.57 1.97 984 1.260 .382 .976 3.543 .709 TNF5...
TNFFA 50R/L-51Q 197 197 2.76 1.102 1.260 .382 .976 3.543 .709 TNF5...
TNFFA 70R/L-51Q 197 2.76 3.94 1.181 1.260 .382 .976 3.543 709 TNF5...
TNFFA 100R/L-51Q 197 3.94 7.09 1.378 1.260 .382 .976 3.543 .709 TNF5...
TNFFA 45R/L-61Q 236 1.77 2.36 984 1.260 402 .976 3.543 709 TNF 6...
TNFFA 60R/L-61Q 236 2.36 3.15 1.102 1.260 402 .976 3.543 709 TNF6...
TNFFA 80R/L-61Q 236 3.15 4.33 1.181 1.260 402 .976 3.543 .709 TNF 6...
TNFFA 110R/L-61Q 236 4.33 11.81 1.378 1.260 402 .976 3.543 583 TNF6...

® For user guide, see pages 161-173

() Minimum penetration diameter

(2 Maximum penetration diameter

For inserts, see pages: TNF GN-IQ (112) ® TNF-M-IQ (111) ® TNF-P-IQ (111)

Spare Parts

é

TNFFA-IQ ETF 3-6
* Optional, should be ordered separately

ISCAR




TNF-P-lQ
Face Grooving Single-Ended
Inserts for Machining Steel
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. . Recommended
PITTETEETS Machining Data
x f face-groove
Designation cw RE CWTOLM 8 (mm/rev)
TNF 3P-1Q 3.00 0.30 0.05 o 0.10-0.15
TNF 4P-lQ 4.00 0.25 0.05 o 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 o 0.12-0.20
| N C H
. . Recommended
PITEEETS Machining Data
x f face-groove
Designation oW RE CWTOLM 8 (IPR)
TNF 3P-1Q 118 .0118 .0020 o .0039-.0059
TNF 4P-lQ 157 .0098 .0020 o .0039-.0059
TNF 5P-1Q 197 .0138 .0020 o .0047-.0079
TNF 6P-1Q .236 0138 .0020 o .0047-.0079

® For user guide, see pages 161-173
) Cutting width tolerance (+/-)
For tools, see pages: TNFFA-IQ (110) ® TNFFH-IQ (109) » TNFPAD-XL-JHP (113)

L W Y7 W Vv _V/ Y

1ANG i

FACE MACHINING LINE

TNF-M-1Q

Face Grooving Single-Ended
Inserts for Machining Stainless

Steel and High Temperature Alloys

. . Recommended
PSS Machining Data
s f face-groove
Designation cw RE cwroL® s} (mm/rev)
TNF 3M-IQ 3.00 0.30 0.05 . 0.08-0.10
TNF 4M-IQ 4.00 0.25 0.05 ° 0.08-0.12
TNF 5M-IQ 5.00 0.35 0.05 ° 0.12-0.20
TNF 6M-1Q 6.00 0.35 0.05 ° 0.12-0.20
1 N C H
. . Recommended
PIEEIS Machining Data
=) f face-groove
Designation oW RE cwroL 8 (IPR)
TNF 3M-IQ 118 0118 .0020 . .0031-.0039
TNF 4M-IQ 157 .0098 0020 ° .0031-.0047
TNF 5M-1Q 197 .0138 .0020 [ .0047-.0079
TNF 6M-IQ .236 0138 .0020 o .0047-.0079

® For user guide, see pages 161-173
() Cutting width tolerance (+/-)
For tools, see pages: TNFFA-IQ (110) ® TNFFH-IQ (109) ® TNFPAD-XL-JHP (113)

Member IMC Group
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TNF GN-IQ
Face Grooving Single-Ended

Inserts for Machining Steel

Designation

RE
TN

TNF 3GN-IQ
TNF 4GN-IQ
TNF 5GN-IQ
TNF 6GN-IQ

Designation

TNF 3GN-IQ
TNF 4GN-IQ
TNF 5GN-IQ
TNF 6GN-IQ

E T C
’ . Recommended
PLUETEES Machining Data
§ f face-groove
cw RE cwtoL® o (mm/rev)
3.00 0.30 0.05 [ 0.06-0.10
4.00 0.40 0.06 o 0.06-0.12
5.00 0.40 0.05 o 0.08-0.16
6.00 0.40 0.05 o 0.08-0.20
1 N C
’ . Recommended
LU= Machining Data
§ f face-groove
CW RE CcwtoL® o (IPR)
118 0118 .0020 [ .0024-.0039
167 0167 .0020 [ .0024-.0047
197 0157 .0020 o .0031-.0063
.236 0157 .0020 o .0031-.0079

e For user guide, see pages 161-173
() Cutting width tolerance (+/-)

For tools, see pages: TNFFA-IQ (110)  TNFFH-IQ (109)  TNFPAD-XL-JHP (113)

ISCAR
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1ANGrnr

FACE MACHINING LINE e \ CDX
Gl °e & JAH GDAXN-DAXX J
MODULARGHIF He 29" F ?«
&)
TNFPAD-XL-JHP
wB

Adapters for Face Machining WF  CW

Right-hand shown

M E T R 1 C

Designation CDX WF WB OAL HF OAH DAXN( DAXX?
TNFPAD-XL 4L-35T20-JHP 20.00 8.00 9.50 65.00 34.0 43.00 35.0 53.0
TNFPAD-XL 4L-45T20-JHP 20.00 8.00 9.50 65.00 34.0 43.00 45.0 68.0
TNFPAD-XL 4R/L-35T35-JHP 35.00 8.00 9.50 80.00 34.0 43.00 35.0 53.0
TNFPAD-XL 4R/L-45T35-JHP 35.00 8.00 9.50 80.00 34.0 43.00 45.0 68.0
TNFPAD-XL 5L-60T20-JHP 20.00 8.00 10.00 65.00 34.0 43.00 60.0 90.0
TNFPAD-XL 5R/L-60T40-JHP 40.00 8.00 10.00 85.00 34.0 43.00 60.0 90.0
TNFPAD-XL 6L-110T20-JHP 20.00 8.00 10.50 65.00 34.0 43.00 110.0 312.0
TNFPAD-XL 6L-80T20-JHP 20.00 8.00 10.50 65.00 34.0 43.00 80.0 122.0
TNFPAD-XL 6L-80T45-JHP 45.00 8.00 10.50 90.00 34.0 43.00 80.0 122.0
TNFPAD-XL 6R/L-110T50-JHP 50.00 8.00 10.50 95.00 34.0 43.00 110.0 312.0
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Designation CDX WF WB OAL HF OAH DAXN® DAXX®

TNFPAD-XL 4L-35T20-JHP a 787 315 374 2.559 1.339 1.693 1.38 2.09
TNFPAD-XL 4L-45T20-JHP 167 787 315 374 2.559 1.339 1.693 1.77 2.68
TNFPAD-XL 4R/L-35T35-JHP 167 1.378 315 374 3.160 1.339 1.693 1.38 2.09
TNFPAD-XL 4R/L-45T35-JHP 167 1.378 315 374 3.150 1.339 1.693 1.77 2.68
TNFPAD-XL 5L-60T20-JHP 197 787 315 394 2.559 1.339 1.693 2.36 3.54
TNFPAD-XL 5R/L-60T40-JHP 197 1.575 315 394 3.346 1.339 1.693 2.36 3.54
TNFPAD-XL 6L-110T20-JHP 236 787 315 413 2.559 1.339 1.693 4.33 12.28
TNFPAD-XL 6L-80T20-JHP 236 787 315 413 2.559 1.339 1.693 3.15 4.80
TNFPAD-XL 6L-80T45-JHP 236 1.772 315 413 3.543 1.339 1.693 3.15 4.80
TNFPAD-XL 6R/L-110T50-JHP 236 1.968 315 413 3.740 1.339 1.693 4.33 12.28

* WF(assembly)=WF(shank) + WF(adapter) e TNF 4..5..6 inserts can be used with left and right hand adapters. e For user guide, see pages 161-173
() Minimum axial grooving diameter

2 Maximum axial grooving diameter

For inserts, see pages: TNF GN-IQ (112) ¢ TNF-M-IQ (111) e TNF-P-IQ (111)

For holders, see pages: IH-TNFPAD (114) © MAHPR/L-XL-JHP (155) ® MAHR/L-MG-XL-JHP (159) ® MAHR/L-MG-XL-JHP-MC (160)

Spare Parts

Designation g

TNFPAD-XL-JHP ETF 3-6

Member IMC Group




HELIFACE TANGGrir A}
FACE MACHINING LINE

IH-TNFPAD A
Intermediate Serrated Cartridge i

View A

for Standard TANG FACE o/ © OAW

TNFPAD-XL R Adapters

OAH OAW OAL

ion
IH-TNFPAD 54.00 73.00 65.70

For tools, see pages: TNFPAD-XL-JHP (113)

HSK63 HATA + IH-TNFPAD
C6 HATA + IH-TNFPAD . . HSK63/C6 HATA
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IH-TNFPAD
CDX
[}
Adapter
CW (min CW (may CDX DAX rin DAX (max
TNFPAD-XL 4L-35T20-JHP 4.00 6.90 20.00 35.0 53.0
TNFPAD-XL 4L-45T20-JHP 4.00 690 20.00 45.0 68.0
TNFPAD-XL 4R/L-35T35-JHP 400 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 5.00 890 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 1100 312.0
TNFPAD-XL 6L-80T20-JHP 6.00 1090 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 1090 50.00 110.0 312.0
Spare Parts
/ /S ¢ & 7 o [ o P
IH-TNFPAD SR M6X14-XT DIN 912 BLD T20/M7 SW6-SD SR M5-04451 SR MBX20-XT O-RING 19X2 NBR HW 5.0 OR 5XIN T-20/5

ISCAR




SELF-GRIP

SELFGRir j

SGFFR/L CDX
Face Grooving Integral

_ J
Shank Tools AXN-DAXX F:F H 'gl
K -~

Left-hand shown

Designation cw H B CDX DAXN(™ DAXX@ HF OAL Insert }
SGFFR/L 20-25-2 210 20.0 20.0 13.00 25.0 30.0 20.0 120.00 GFF 2R/L SET ESG 0.5
SGFFR/L 20-30-2 2.10 20.0 20.0 14.00 29.0 36.0 200 120.00 GFF 2R/L ESG 0.5
SGFFR/L 20-35-2 210 20.0 20.0 16.00 35.0 46.0 20.8 120.00 GFF 2N ESG 0.5
SGFFR/L 20-45-2 210 20.0 20.0 20.00 45.0 61.0 20.8 120.00 GFF 2N ESG 0.5
SGFFR/L 20-60-2 2.10 20.0 20.0 20.00 60.0 80.0 208 120.00 GFF 2N ESG 0.5
SGFFR/L 25-35-2 210 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 25.8 130.00 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 25-25-2 210 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 20.0 200 16.00 30.0 35.0 200 120.00 GFF 3R/L SETESG 1
SGFFR 20-35-3 3.00 20.0 20.0 18.00 34.4 40.6 20.0 120.00 GFF 3RL SET ESG 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 55.0 200 120.00 GFF 3R/L SETESG 1
SGFFR 20-55-3 3.00 20.0 20.0 22.00 54.0 65.0 21.2 120.00 GFF 3N SET ESG 1
SGFFR 20-65-3 3.00 20.0 20.0 23.00 64.0 80.0 210 120.00 GFF 3N SET ESG 1
SGFFR 20-80-3 3.00 20.0 200 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 3RL SET ESG 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 35.0 250 130.00 GFF 3R/L SET ESG 1
SGFFR 25-35-3 3.00 25.0 25.0 18.00 34.4 40.6 25.0 130.00 GFF 3R/L SET ESG 1
SGFFR 25-46-3 3.00 25.0 25.0 22.00 46.0 55.0 250 130.00 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 SET ESG 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 79.0 130.0 200 120.00 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 SET ESG 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 74.0 130.0 200 120.00 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 SET ESG 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 69.0 102.0 250 150.00 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 77.0 250 150.00 GFF 6N SET ESG 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

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

@ Maximum penetration diameter

For inserts, see pages: GFF-N (121) ¢ GFF-R/L (121)
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Z SELFGrir

C SGFFR/L Welo'd ow

D Face Grooving Integral g} y *Hﬁ

= Shank Tools - ,?F? " k‘l

B o =l

L|I_| OAL |4 g+

> Left-hand shown

C) 1 N C H

8 Designation cw H B CDX DAXN(™ DAXX@ HF OAL Insert }
SGFFR/L 20-25-2 .083 787 787 512 .98 1.18 787 4.724 GFF 2R/L SET ESG 0.5

(D SGFFR/L 20-30-2 .083 787 787 55l 1.14 1.42 787 4.724 GFF 2R/L ESG 0.5
SGFFR/L 20-35-2 .083 787 787 630 1.38 1.81 819 4.724 GFF 2N ESG 0.5

Lu SGFFR/L 20-45-2 .083 787 787 787 1.77 2.40 819 4.724 GFF 2N ESG 0.5

Q SGFFR/L 20-60-2 .083 787 787 787 2.36 3.15 819 4.724 GFF 2N ESG 0.5

< SGFFR/L 25-35-2 .083 .984 984 630 1.38 1.81 1.016 5118 GFF 2N ESG 0.5
SGFFR/L 25-45-2 .083 .984 .984 787 1.77 240 1.016 5118 GFF 2N ESG 0.5

LI— SGFFR/L 25-60-2 .083 .984 .984 787 2.36 3.15 1.016 5.118 GFF 2N ESG 0.5
SGFFR 25-25-2 .083 .984 .984 512 .98 1.18 984 5118 GFF 2N ESG 0.5
SGFFR 25-30-2 .083 .984 .984 551 1.14 1.42 984 5.118 GFF 2N ESG 0.5
SGFFR/L 20-30-3 118 787 787 630 118 1.38 787 4.724 GFF 3R/L SETESG 1
SGFFR 20-35-3 118 787 787 709 1.35 1.60 787 4.724 GFF 3R/L SETESG 1
SGFFR 20-40-3 118 187 787 787 1.57 1.85 787 4.724 GFF 3R/L SETESG 1
SGFFR 20-46-3 118 787 787 .866 1.81 217 787 4.724 GFF 3R/L SETESG 1
SGFFR 20-55-3 118 787 787 .866 213 2.56 835 4.724 GFF 3N SETESG 1
SGFFR 20-65-3 118 787 787 .906 2.52 3.15 827 4.724 GFF 3N SETESG 1
SGFFR 20-80-3 118 787 787 945 3.1 3.94 816 4.724 GFF 3N SETESG 1
SGFFR/L 25-40-3 118 .984 984 787 1.57 1.85 984 5.118 GFF 3R/L SETESG 1
SGFFR/L 25-55-3 118 .984 .984 945 213 2.56 1.031 5.118 GFF 3N SETESG 1
SGFFR 25-30-3 118 .984 984 630 1.18 1.38 984 5.118 GFF 3R/L SETESG 1
SGFFR 25-35-3 118 .984 .984 709 1.35 1.60 984 5118 GFF 3R/L SETESG 1
SGFFR 25-46-3 118 .984 984 .866 1.81 217 984 5.118 GFF 3R/L SETESG 1
SGFFR 25-65-3 118 .984 .984 984 2.52 3.15 1.024 5.118 GFF 3N SETESG 1
SGFFR 25-80-3 118 .984 984 1.024 3.11 3.94 1.012 5.118 GFF 3N SETESG 1
SGFFR/L 20-35-4 157 787 787 787 1.38 1.77 787 4.724 GFF 4N SETESG 1
SGFFR 20-45-4 157 787 787 984 1.73 2.28 787 4.724 GFF 4N SETESG 1
SGFFR 20-60-4 157 787 787 984 2.24 3.15 787 4.724 GFF 4N SET ESG 1
SGFFR 20-80-4 167 787 787 984 3.11 5.12 787 4.724 GFF 4N SETESG 1
SGFFR/L 25-45-4 157 .984 .984 984 1.78 2.28 .984 5.906 GFF 4N SET ESG 1
SGFFR/L 25-60-4 167 .984 984 1.024 2.24 3.15 984 5.906 GFF 4N SETESG 1
SGFFR/L 25-80-4 157 .984 .984 1.024 3.11 5.12 984 5.906 GFF 4N SETESG 1
SGFFR 25-35-4 157 .984 984 787 1.38 1.77 984 5.906 GFF 4N SETESG 1
SGFFR/L 20-50-5 197 787 787 984 197 2.95 787 4.724 GFF 5N SETESG 1
SGFFR 20-75-5 197 787 787 1.024 291 5.12 787 4.724 GFF 5N SETESG 1
SGFFR/L 25-100-5 A97 .984 .984 1.181 3.94 7.09 .984 5.906 GFF 5N SET ESG 1
SGFFR 25-50-5 197 .984 984 1.024 1.97 2.80 984 5.906 GFF 5N SETESG 1
SGFFR 25-70-5 197 .984 .984 1.102 2.72 4,02 .984 5.906 GFF 5N SETESG 1
SGFFR 20-60-6 .236 787 787 984 2.24 2.36 787 4.724 GFF 6N SETESG 1
SGFFR/L 25-100-6 .236 .984 .984 1.181 3.94 7.09 984 5.906 GFF eN SETESG 1
SGFFR/L 25-60-6 236 .984 .984 1.181 2.24 3.03 984 5.906 GFF 6N SETESG 1
SGFFR/L 25-75-6 .236 .984 .984 1.181 2.95 4,02 984 5.906 GFF 6N SET ESG 1

* 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

For inserts, see pages: GFF-N (121) ¢ GFF-R/L (121)
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R Pt a
Reinforced Face Grooving Blades ﬂ:’ 'j
for Standard Tool Blocks f DAXN-DAXX oW -
St |

o= E%
ool L b L— OAL—»]

M E T R 1 C
Designation cw CDX DAXN(™ DAXX@ H HF OAL
SGFFA 25-R/L-2 2.10 13.00 25.0 30.0 32.0 0.0 80.00
SGFFA 30-L-2 210 14,00 29.0 36.0 32.0 0.0 80.00
SGFFA 35-L-2 2.10 16.00 35.0 46.0 32.0 0.8 80.00
SGFFA 45-L-2 210 20.00 45.0 61.0 32.0 08 80.00
SGFFA 60-L-2 210 20.00 60.0 80.0 32.0 08 80.00
SGFFA 80-L-2 2.10 20.00 79.0 102.0 32.0 0.8 80.00
SGFFA 35-L-3 3.00 20.00 34.4 40.6 32.0 0.0 90.00
SGFFA 40-L-3 3.00 22.00 40.0 47.0 32.0 0.0 90.00
SGFFA 46-L-3 3.00 24.00 46.0 55.0 32.0 0.0 90.00
SGFFA 55-L-3 3.00 25.00 54.0 65.0 32.0 1.2 90.00
SGFFA 65-L-3 3.00 26.00 64.0 80.0 32.0 1.0 90.00
SGFFA 80-L-3 3.00 28.00 79.0 100.0 32.0 0.7 95.00
SGFFA 35-L-4 4.00 25.00 35.0 45.0 32.0 0.0 90.00
SGFFA 45-R/L-4 4.00 25.00 44.0 58.0 32.0 0.0 90.00
SGFFA 40-R/L-5 5.00 25.00 40.0 52.0 32.0 0.0 90.00
SGFFA 50-R/L-5 5.00 28.00 50.0 71.0 32.0 0.0 95.00
SGFFA 70-L-5 5.00 30.00 69.0 102.0 32.0 0.0 95.00
SGFFA 100-L-5 5.00 35.00 100.0 180.0 32.0 0.0 100.00
SGFFA 45-R/L-6 6.00 25.00 44.0 58.0 32.0 0.0 90.00
SGFFA 60-L-6 6.00 30.00 57.0 77.0 32.0 0.0 95.00
SGFFA 75-R/L-6 6.00 35.00 75.0 102.0 32.0 0.0 100.00

¢ 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

@ Maximum penetration diameter

For inserts, see pages: GFF-N (121) ¢ GFF-R/L (121)

For holders, see pages: SGTBF (136) ¢ SGTBU/SGTBN (133) ¢ UBHCR/L (135)

Right-hand shown
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Spare Parts

Designation /')
SGFFA 25-L-2 SET ESG 0.5
SGFFA 25-R-2 ESG 0.5
SGFFA 30-L-2 ESG 0.5
SGFFA 35-L-2 ESG 0.5
SGFFA 45-L-2 ESG 0.5
SGFFA 60-L-2 ESG 0.5
SGFFA 80-L-2 ESG 0.5
SGFFA 35-L-3 SETESG 1
SGFFA 40-L-3 SETESG 1
SGFFA 46-L-3 SET ESG 1
SGFFA 55-L-3 SETESG 1
SGFFA 65-L-3 SETESG 1
SGFFA 80-L-3 SET ESG 1
SGFFA 35-L-4 SETESG 1
SGFFA 45-R/L-4 SET ESG 1
SGFFA 40-R/L-5 SET ESG 1
SGFFA 50-R/L-5 SETESG 1
SGFFA 70-L-5 SETESG 1
SGFFA 100-L-5 SETESG 1
SGFFA 45-R/L-6 SETESG 1
SGFFA 60-L-6 SET ESG 1
SGFFA 75-R/L-6 SETESG 1

Member IMC Group




SELFGrir .

SGFFA Ea — Ei
Reinforced Face Grooving Blades 7*4 ﬂ:’ J i‘

ATy

for Standard Tool Blocks

Right-hand shown

Designation cw CDX DAXN() DAXX® H HF OAL

SGFFA 25-R/L-2 083 512 .98 1.18 1.260 .000 3.150
SGFFA 30-L-2 083 .551 1.14 1.42 1.260 .000 3.150
SGFFA 35-L-2 083 .630 1.38 1.81 1.260 031 3.150
SGFFA 45-L-2 083 787 1.77 2.40 1.260 031 3.150
SGFFA 60-L-2 083 787 2.36 3.15 1.260 031 3.150
SGFFA 80-L-2 083 .787 3.1 4.02 1.260 031 3.150
SGFFA 35-L-3 118 787 1.35 1.60 1.260 .000 3.543
SGFFA 40-L-3 118 .866 1.57 1.85 1.260 .000 3.543
SGFFA 46-L-3 118 .945 1.81 217 1.260 .000 3.543
SGFFA 55-L-3 118 .984 213 2.56 1.260 047 3.543
SGFFA 65-L-3 118 1.024 2.52 3.15 1.260 039 3.543
SGFFA 80-L-3 118 1.102 3.11 3.94 1.260 028 3.740
SGFFA 35-L-4 167 984 1.38 1.77 1.260 .000 3.543
SGFFA 45-R/L-4 157 .984 1.73 2.28 1.260 .000 3.543
SGFFA 40-R/L-5 197 .984 1.57 2.05 1.260 .000 3.543
SGFFA 50-R/L-5 197 1.102 1.97 2.80 1.260 .000 3.740
SGFFA 70-L-5 197 1.181 2.72 4.02 1.260 .000 3.740
SGFFA 100-L-5 197 1.378 3.94 7.09 1.260 .000 3937
SGFFA 45-R/L-6 236 984 1.73 2.28 1.260 .000 3.543
SGFFA 60-L-6 236 1.181 224 3.03 1.260 .000 3.740
SGFFA 75-R/L-6 236 1.378 2.95 4.02 1.260 .000 3.937
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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

For inserts, see pages: GFF-N (121) e GFF-R/L (121)

For holders, see pages: SGTBF (136) ¢ SGTBU/SGTBN (133) « UBHCR/L (135)

Spare Parts

Designation /)
SGFFA 25-L-2 SETESG 0.5
SGFFA 25-R-2 ESG 0.5
SGFFA 30-L-2 ESG 0.5
SGFFA 35-L-2 ESG 0.5
SGFFA 45-L-2 ESG 0.5
SGFFA 60-L-2 ESG 0.5
SGFFA 80-L-2 ESG 0.5
SGFFA 35-L-3 SET ESG 1
SGFFA 40-L-3 SET ESG 1
SGFFA 46-L-3 SET ESG 1
SGFFA 55-L-3 SET ESG 1
SGFFA 65-L-3 SET ESG 1
SGFFA 80-L-3 SET ESG 1
SGFFA 35-L-4 SET ESG 1
SGFFA 45-R/L-4 SET ESG 1
SGFFA 40-R/L-5 SET ESG 1
SGFFA 50-R/L-5 SET ESG 1
SGFFA 70-L-5 SET ESG 1
SGFFA 100-L-5 SET ESG 1
SGFFA 45-R/L-6 SET ESG 1
SGFFA 60-L-6 SET ESG 1
SGFFA 75-R/L-6 SET ESG 1

ISCAR




SELFGriF » »
SGFFH oD by ; ha e oW, . j
Face Grooving Blades H ‘,Fr ¥
omone N e iy
3 |
| lws2 WB_2 ROALHJ WB 2
SGFFH.L-6  SGFFH..R-6

M E T R 1 C
Designation CcwW CDX DAXN( DAXX HF H WB_2 OAL
SGFFH 35-R/L-2 210 20.00 35.0 46.0 0.8 32.0 5.2 150.00
SGFFH 45-R/L-2 210 20.00 45.0 61.0 0.8 32.0 52 150.00
SGFFH 60-R-2 2.10 20.00 60.0 80.0 0.8 32.0 512 150.00
SGFFH 80-R/L-2 210 20.00 79.0 102.0 08 32.0 4.0 150.00
SGFFH 100-R/L-2 2.10 20.00 101.0 132.0 0.0 32.0 4.0 150.00
SGFFH 75-R/L-3 3.00 20.00 65.0 92.0 1.0 32.0 512 150.00
SGFFH 90-R/L-3 3.00 20.00 90.0 122.0 02 32.0 52 150.00
SGFFH 120-R/L-3 3.00 25.00 120.0 160.0 0.0 32.0 5.2 150.00
SGFFH 80-R/L-4 4.00 30.00 80.0 186.0 25 32.0 512 150.00
SGFFH 150-R/L-4 4.00 30.00 150.0 500.0 25 32.0 52 150.00
SGFFH 80-R/L-5 5.00 32.00 80.0 162.0 0.0 32.0 52 150.00
SGFFH 150-R/L-5 5.00 35.00 150.0 600.0 0.0 32.0 512 150.00
SGFFH 90-R/L-6 6.00 32.00 90.0 150.0 0.0 32.0 8.0 150.00
SGFFH 150-R/L-6 6.00 35.00 148.0 700.0 0.0 32.0 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

For inserts, see pages: GFF-N (121)

For holders, see pages: SGTBF (136) ® SGTBK (135) ¢ SGTBU/SGTBN (133) ¢ UBHCR/L (135)
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Spare Parts

Designation 4)
SGFFH 35-L-2 SET ESG 0.5
SGFFH 35-R-2 ESG 05
SGFFH 45-L-2 SET ESG 0.5
SGFFH 45-R-2 ESG 05
SGFFH 60-R-2 ESG 0.5
SGFFH 80-L-2 ESG 0.5
SGFFH 80-R-2 ESG 05
SGFFH 100-L-2 SET ESG 0.5
SGFFH 100-R-2 SET ESG 0.5
SGFFH 75-L-3 SET ESG 1
SGFFH 75-R-3 SET ESG 1
SGFFH 90-L-3 SET ESG 1
SGFFH 90-R-3 SET ESG 1
SGFFH 120-L-3 SET ESG 1
SGFFH 120-R-3 SETESG 1
SGFFH 80-L-4 SET ESG 1
SGFFH 80-R-4 SET ESG 1
SGFFH 150-L-4 SETESG 1
SGFFH 150-R-4 SETESG 1
SGFFH 80-L-5 SET ESG 1
SGFFH 80-R-5 SET ESG 1
SGFFH 150-L-5 SET ESG 1
SGFFH 150-R-5 SETESG 1
SGFFH 90-L-6 SETESG 1
SGFFH 90-R-6 SET ESG 1
SGFFH 150-L-6 SET ESG 1
SGFFH 150-R-6 SET ESG 1

Member IMC Group




SELFGriF » »
SGFFH CDX - % - oW, < :j
Face Grooving Blades H ’,‘r ¥
- DAXN-DAXX { B I WTH %
B |
| lws2 WB_2 ROALHJ WB_2
SGFFH.L-6  SGFFH..R-6

1 N C H
Designation Ccw CDX DAXN( DAXX®@ HF H WB_2 OAL

SGFFH 35-R/L-2 083 787 1.38 1.81 .031 1.260 .205 5.906
SGFFH 45-R/L-2 .083 787 1.77 2.40 .031 1.260 206 5.906
SGFFH 60-R-2 .083 787 2.36 3.15 .031 1.260 .205 5.906
SGFFH 80-R/L-2 083 787 3.11 4.02 .031 1.260 167 5.906
SGFFH 100-R/L-2 083 787 398 5.20 .000 1.260 167 5.906
SGFFH 75-R/L-3 118 787 2.56 3.62 .039 1.260 206 5.906
SGFFH 90-R/L-3 118 787 3.54 4.80 .008 1.260 .205 5.906
SGFFH 120-R/L-3 118 .984 472 6.30 .000 1.260 206 5.906
SGFFH 80-R/L-4 157 1.181 3.15 6.10 .098 1.260 .205 5.906
SGFFH 150-R/L-4 157 1.181 5.91 19.69 .098 1.260 206 5.906
SGFFH 80-R/L-5 197 1.260 3.15 6.38 .000 1.260 .205 5.906
SGFFH 150-R/L-5 197 1.378 591 23.62 .000 1.260 205 5.906
SGFFH 90-R/L-6 236 1.260 3.54 591 .000 1.260 315 5.906
SGFFH 150-R/L-6 236 1.378 5.83 27.56 .000 1.260 205 5.906
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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

For inserts, see pages: GFF-N (121)

For holders, see pages: SGTBF (136) ® SGTBK (135) ¢ SGTBU/SGTBN (133) ¢ UBHCR/L (135)

Spare Parts

Designation 4)
SGFFH 35-L-2 SET ESG 0.5
SGFFH 35-R-2 ESG 05
SGFFH 45-L-2 SET ESG 0.5
SGFFH 45-R-2 ESG 05
SGFFH 60-R-2 ESG 05
SGFFH 80-L-2 ESG 0.5
SGFFH 80-R-2 ESG 05
SGFFH 100-L-2 SET ESG 0.5
SGFFH 100-R-2 SET ESG 0.5
SGFFH 75-L-3 SET ESG 1
SGFFH 75-R-3 SET ESG 1
SGFFH 90-L-3 SET ESG 1
SGFFH 90-R-3 SET ESG 1
SGFFH 120-L-3 SET ESG 1
SGFFH 120-R-3 SETESG 1
SGFFH 80-L-4 SET ESG 1
SGFFH 80-R-4 SET ESG 1
SGFFH 150-L-4 SET ESG 1
SGFFH 150-R-4 SETESG 1
SGFFH 80-L-5 SET ESG 1
SGFFH 80-R-5 SETESG 1
SGFFH 150-L-5 SET ESG 1
SGFFH 150-R-5 SET ESG 1
SGFFH 90-L-6 SET ESG 1
SGFFH 90-R-6 SET ESG 1
SGFFH 150-L-6 SET ESG 1
SGFFH 150-R-6 SET ESG 1
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GFF-R/L
Face Grooving Inserts

Designation

Designation

Recommended

Dimensions Tough <— Hard Machining Data
§ S f face-groove
cw RE cwToL® RETOL® DAXN®) DAXX4 © © (mm/rev)
2.10 0.20 0.10 0.050 25.0 36.0 o o 0.03-0.13
3.00 0.30 0.10 0.050 30.0 55.0 o 0.03-0.15
3.00 0.30 0.10 0.050 30.0 56.0 o ° 0.03-0.15

Dimensions Tough <— Hard I\F/‘Izzmir:;ngaeti
§ S f face-groove
cw RE CcWTOL® RETOL® DAXN®) DAXX4 e © (IPR)
083 008 0039 0020 98 1.42 . ° 0012-.0051
118 012 0039 0020 1.18 217 . 0012-.0059
118 012 0039 0020 1.18 217 . . 0012-.0059

() Cutting width tolerance (+/-)

() Corner radius tolerance (+/-)

@) Minimum axial grooving diameter

@ Maximum axial grooving diameter

For tools, see pages: SGFFA (117) ¢ SGFFR/L (115)

SELFGrir -
GFF-N § ] m E'-a
Face Grooving Inserts CDX 7 N
— . RE
t DAXN
ov =
- )

; . Recommended
Dimensions Tough <— Hard Machining Data
§ S f face-groove
Designation cw RE CwTOLM RETOL®@ DAXN®) (&} O (mm/rev)
210 0.20 0.10 0.050 35.0 o [ 0.03-0.13
3.00 0.30 0.10 0.050 54.0 o o 0.03-0.15
4.00 0.25 0.10 0.050 35.0 ° ° 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
1 N (o H
; . Recommended
Dimensions Tough <— Hard Machining Data
§ S f face-groove
Designation cw RE CcwToLM RETOL® DAXN® O o (IPR)
.083 .008 .0039 .0020 1.38 ° o .0012-.0051
118 012 .0039 .0020 213 o . .0012-.0059
157 .010 .0039 .0020 1.38 ° ° .0016-.0071
197 .010 .0039 .0020 1.57 ° ° .0020-.0071
236 .010 .0039 .0020 1.73 ° ° .0020-.0079

e Grooving depth is limited only by the tool being used

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

3 Minimum axial grooving diameter

For tools, see pages: SGFFA (117) ® SGFFH (119) e SGFFR/L (115)

Member IMC Group
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PARTING & GROOVING LINE
> PENTA 34F-R/L :j
O Pentagonal Inserts for Face DAXN
: Grooving and Recessing
C o )
| | | M E T R 1 C
. . Recommended
O PIETEETS Machining Data
L
x 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 5.00 220 . 0.08-0.12
PENTA 34F300-0.40-22R/L 3.00 0.40 0.020 5.00 22.0 o 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 162-164
) Corner radius tolerance (+/-)
2 Minimum axial grooving diameter
For tools, see pages: * PCHBR/L (125) « PCHPR/L (127) » PCHR/L-34 (123)  PCHR/L-34-JHP (124)
F Y yr i
LW s
PARTING & GROOVING LINE |7
PENTA 34F-R/L
Pentagonal Inserts for Face DAXN  DAXN
Grooving and Recessing
R L
| N C |
. . Recommended
DRER e Machining Data
=] f face-groove
Designation cw RE RETOL( CDX DAXN® 3 (IPR)
PENTA 34F239-0.15-22R/L 094 .0059 .0008 197 87 . .0031-.0047
PENTA 34F247-0.20-22R/L .097 .0079 .0008 197 .87 o .0031-.0047
PENTA 34F300-0.40-22R/L 118 .0167 .0008 197 .87 ° .0031-.0059
PENTA 34F400-0.40-22R/L 157 .0167 .0008 197 .87 [ .0031-.0059

For cutting speed recommendations, see pages 162-164

() Corner radius tolerance (+/-)

2 Minimum axial grooving diameter

For tools, see pages: ® PCHBR/L (125) ¢ PCHPR/L (127) ® PCHR/L-34 (123) ® PCHR/L-34-JHP (124)

ISCAR




PENTACUT on—— —
PARTING & GROOVING LINE | LH - i
PCHR/L-34 ! v ¥ ! M :j
Grooving, Parting and |y HF H “_l
Recessing Holders Carrying ‘ b * cDX i
Inserts with 5 Cutting Edges r = '

| F

CWN-CWX Right-hand shown

Designation H HF B CWN®  Ccwx® WF CDX® OAL LH HBH @ 7
PCHR/L 16-34 16.0 16.0 16.0 1.50 4.00 14.20 10.00 120.00 31.0 9.0  SR16-212-01397
PCHR/L 20-34 20.0 20.0 20.0 1.50 4.00 18.20 10.00 120.00 31.0 60  SR16-212-01397
PCHR/L 25-34 25.0 250 25.0 1.50 4.00 23.20 10.00 135.00 31.0 - SR 16-212-01397
PCHR/L 25-34-8 (1) 25.0 25.0 25.0 3.19 8.20 22.50 10.00 135.00 31.0 - SR PCHR-8-06642  T-15/5
PCHR/L 32-34 32.0 320 32.0 1.50 4.00 30.10 10.00 135.00 31.0 - SR 16-212-01397

) Used with special inserts only

@ Minimum cutting width

@) Maximum cutting width

@) For specific information, refer to insert data
For inserts, see pages: PENTA 34F-R/L (122)
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PENTACUT OAL——= .
PARTING & GROOVING LINE . LH - ‘
[ H

PCHR/L-34 | ¥ 1 “
Grooving, Parting and ly HF H “_I
Recessing Holders Carrying ‘ 1HBH L) CDX L)
Inserts with 5 Cutting Edges [T !

eyl E

CWN-CWX Right-hand shown

Designation H HF B CWN® CWX® WF CDX® OAL LH HBH &

630 630 630 059 157 559 394 4724 1.220 35  SR16-212-01397
PCHR/L 19-34 750 750 750 059 157 680 394 5.000 1.200 24 SR16-212-01397

1.000 1.000 1.000 059 157 930 394 5.500 1.200 - SR 16-212-01397

) Minimum cutting width

(2 Maximum cutting width

@) For specific information, refer to insert data
For inserts, see pages: PENTA 34F-R/L (122)

Member IMC Group




@0oe
cuUT JETCUT H= 25 mm H=16-20 mm

PARTING & GROOVING LINE * +
PCHR/L-34-JHP “
Grooving, Parting and
Recessing Tools Carrying
PENTA Inserts with Channels
for High-Pressure Coolant

6340
Bar Max

Right-hand shown

Designation B CWN®  CWX@  CDX® HBH CNT Insert
PCHR/L 16-34-JHP 16.0 16.0 16.0 1.50 4.00 10.00 9.60 120.00 335 9.0 UNF 5/16-24 PENTA 34
PCHR/L 20-34-JHP 20.0 20.0 20.0 1.50 4.00 10.00 13.60 135.00 335 6.0 G1/8-28 PENTA 34
PCHR/L 25-34-JHP 25.0 25.0 25.0 150 4.00 10.00 18.60 135.00 33.5 - G1/8-28 PENTA 34

* For user guide and accessories, see pages 161-173

() Minimum cutting width

2 Maximum cutting width

@) For specific information, refer to insert data

For inserts, see pages: PENTA 34F-R/L (122)
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Spare Parts
\
Designation & §\\.§ /

Lo LY/ T BN | LB SR 16-212-01397  SR5/16UNFTL360  HW 5/32"
PCHR/L 20-34-JHP [EEiRAPRUkEN PLG G1/8 TL360 HW 5.0
PCHR/L 25-34-JHP [REERAPEN

CUT JETCUT H=1.00" H= 575-.750" 2
PARTING & GROOVING LINE o XX
PCHR/L-34-JHP HBH
Grooving, Parting and J&‘
Recessing Tools Carrying ’ - 7@00
PENTA Inserts with Channels o § =IHBLI=T P
. '
for High-Pressure Coolant WE Y
town-cwx
| N (o |
Designation H HF B CWN(M  CWX®@ CDX® WF OAL LH HBH CNT Insert
PCHR/L 16-34-JHP 630 630 630 059 167 394 378 4724 1319 35 UNF 51624  PENTA 34
PCHR/L 19-34-JHP 750 750 750 059 157 394 490 5.320 1,300 24 G1/8-28 PENTA 34
PCHL 25.4-34-JHP 1.000 1.000 1.000 .059 157 .394 .730 5.315 1.319 - G1/8-28 PENTA 34
PCHR 25.4-34-JHP 1,000 1.000 1.000 059 157 394 730 5.320 1,300 - G1/8-28 PENTA 34

* For user guide and accessories, see pages 161-173
) Minimum cutting width

(2 Maximum cutting width

@) For specific information, refer to insert data

For inserts, see pages: PENTA 34F-R/L (122)

Spare Parts

P » s

PCHR/L 16-34-JHP SR 16-212-01397  SR5/16UNF TL360  HW 5/32"
PCHR/L 19-34-JHP SR 16-212-01397 PLG G1/8 TL360 HW 5.0
PCHR/L 25.4-34-JHP RGPkl

ISCAR




PARTING & GHDOV;}:I:E- CWN'CWX ‘ *
'
PCHBR/L % T ‘ “
Double-Ended Parting Iy }
and Grooving Blades for H HF i@% T
PENTACUT Inserts : :
VMJ L WF ‘ oAl ‘
Left-hand shown

Designation H CWN®@ CWX® HF WF4 OAL WB_2 Insert @
PCHBL 26-24R 26.0 0.50 6.20 21.4 7.00 110.00 85 PENTA 24 SR 16-212-01397L
PCHBR 26-24L 26.0 0.50 6.20 214 7.00 110.00 85 PENTA 24 SR 16-212-01397
PCHBR 26-24R 26.0 0.50 6.20 21.4 1.50 110.00 85 PENTA 24 SR 16-212-01397L
PCHBL 32-24R 320 0.50 6.20 24.8 7.00 110.00 85 PENTA 24 SR 16-212-01397L
PCHBR 32-24L 32.0 0.50 6.20 24.8 7.00 110.00 85 PENTA 24 SR 16-212-01397
PCHBL 26-34R (1 26.0 1.50 4.00 21.4 715 110.00 85 PENTA 34 SR 16-212-01397
PCHBR 26-34L (1) 26.0 1.50 4.00 214 7.15 110.00 85 PENTA34 SR 16-212-01397
PCHBR 26-34R (1) 26.0 1.50 4.00 21.4 1.35 110.00 85 PENTA 34
PCHBL 32-34R 32.0 1.50 4.00 248 715 110.00 85 PENTA 34 SR 16-212-01397
PCHBR 32-34L 32.0 1.50 4.00 24.8 7.15 110.00 85 PENTA 34 SR 16-212-01397

e For insert/blade orientation, see the following drawings

() Single pocket blade

2 Minimum cutting width

(3 Maximum cutting width

(4 To the center of inserts up to 4.15 mm width

For inserts, see pages: PENTA 34F-R/L (122)
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PCHBL 26-24L PCHBL 26-24R

PCHBL 26-24R Shown

%007
S—7

Left-hand blade

PCHBR 26-24L PCHBR 26-24R

Pocket location on

Right-hand blade the blade

Member IMC Group




PARTING & GROOVING LINE CWN—CWX * +
[

PCHBR/L ; T : “

Double-Ended Parting ¥ }

and Grooving Blades for H HF 9 ‘T'!

PENTACUT Inserts :

VM,J L <WE ‘ OAL

Left-hand shown

Designation H CWN®@ CWX® HF WF4 OAL WB_2 Insert &

PCHBL 26-24R 1.024 020 244 843 276 4.331 335 PENTA24 SR 16-212-01397L
PCHBR 26-24L 1.024 020 244 843 276 4331 335 PENTA24 SR 16-212-01397
PCHBR 26-24R 1.024 020 244 843 059 4,331 335 PENTA24 SR 16-212-01397L
PCHBL 32-24R 1.260 020 244 976 276 4,331 335 PENTA24 SR 16-212-01397L
PCHBR 32-24L 1.260 020 244 976 276 4,331 335 PENTA24 SR 16-212-01397
PCHBL 26-34R (1 1.024 059 157 843 281 4,331 335 PENTA 34 SR 16-212-01397
PCHBR 26-34L (1 1.024 059 157 843 281 4,331 335 PENTA34 SR 16-212-01397
PCHBR 26-34R () 1.024 059 157 843 053 4.331 335 PENTA 34

PCHBL 32-34R 1.260 059 157 976 281 4,331 335 PENTA34 SR 16-212-01397
PCHBR 32-34L 1.260 059 157 976 281 4331 335 PENTA34 SR 16-212-01397
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¢ For insert/blade orientation, see the following drawings
() Single pocket blade

) Minimum cutting width

) Maximum cutting width

) To the center of inserts up to .163" width

For inserts, see pages: PENTA 34F-R/L (122)

PCHBL 26-24L PCHBL 26-24R

PCHBL 26-24R Shown

%207]
%/

Left-hand blade

PCHBR 26-24L PCHBR 26-24R

Pocket location on

Right-hand blade the blade
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LH
PARTING & GROOVING LINE - ] CDX ¥ v
PCHPR/L £ \ E T iR “
Perpendicular Holders f ey i J
Carrying Inserts with 5 Cutting OAL e
Edges for Facing, Grooving, 5 Lock
Parting and Recessing !
M,*‘MCWNCWX Right-hand shown

Designation CWN® Cwx@ CDX® WF
PCHPR/L 16-24 16.0 16.0 0.50 3200 6.50 16.0 1.50 6 235 120.00 1.5
PCHPR/L 20-24 20.0 20.0 0.50 320 6.50 20.0 1.50 0 28.0 120.00 11.5
PCHPR/L 25-24 25.0 25.0 0.50 3200 6.50 25.0 1.50 6 33.0 135.00 1.5 -
PCHPR/L 20-34 20.0 20.0 1.40 4.00 10.00 20.0 1.90 34.0 120.00 15.0 6.0
PCHPR/L 25-34 25.0 25.0 1.40 4.00 10.00 25.0 1.90 34.0 135.00 15.0

™) Minimum cutting width

@ Maximum cutting width

@) For specific information, refer to insert data

@) Up to 6.2 mm width may be ordered on request

) Valid for inserts with CW<3.2 mm

For inserts, see pages: PENTA 34F-R/L (122)
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Spare Parts

&

Designation

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 T-20/5
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

Member IMC Group




Z PENﬂCc'l' T m»\ - CDX v
PARTING & GROOVING LINE * ’47 _'L Kx
o Borpbnaicular Hold HF ! |-
erpenaicular rolders
D Carrying Inserts with 5 Cutting ﬁw i - LFJ
|_ Edges for Facing, Grooving,
1 . . B Lock
LL' Parting and Recessing i
> WE S «CWN_CWX Right-hand shown
O | N C H
O Designation B CWN® cwx@ CDX® HF WF LF OAL LH HBH
m PCHPR/L 16-24 .630 630 .020 126 @) .256 630 059 @ .93 4.724 453 -
PCHPR/L 19-24 .750 .750 020 1264 256 750 .060 © 1.10 5.000 450 -
(D PCHPR/L 25.4-24 1.000 1.000 020 126 @) .256 1.000 .060 © 1.30 5.500 450 -
PCHPR/L 19-34 .750 .750 .055 157 .394 750 .070 1.30 5.000 590 24
LlJ PCHPR/L 25.4-34 1.000 1.000 055 157 .394 1.000 .070 1.30 5.500 .590 -
Q () Minimum cutting width
< 2 Maximum cutting width
@) For specific information, refer to insert data
LI_ (@) Up to .244" width may be ordered on request.

) Valid for inserts with W<.126"
For inserts, see pages: PENTA 34F-R/L (122)

Spare Parts

» >

PCHPL 16-24 SR 16-212-01397 T-20/5
PCHPR 16-24 SR 16-212-01397L T-20/5
PCHPL 19-24 SR 16-212-01397 T-20/5
PCHPR 19-24 SR 16-212-01397L T-20/5
PCHPL 25.4-24 SR 16-212-01397 T-20/5
PCHPR 25.4-24 SR 16-212-01397L T-20/5
PCHPR/L 19-34 SR 16-212-01397 T-20/5
PCHPR/L 25.4-34 SR 16-212-01397 T-20/5

ISCAR




PENTA 34F-RS/LS obx E,_ C
Pentagonal Inserts for Face ' _E D
Grooving and Recessing Along DAXNY E-DAXN
Shafts up to 5 mm Depth of Cut o |_|
at a Minimum of 22 mm Diameter LL'
M E T R | (o O
Dimensions Recommended Machining Data O
x f face-groove
(=23
Designation cw RE CDX DAXN( (&} (mm/rev) I-u
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 5.00 220 [ 0.08-0.15 Ll_
PENTA 34F400-0.40-22R/LS 4.00 0.40 5.00 220 ) 0.08-0.15
® For cutting speed recommendations, see pages 162-164
) Minimum axial grooving diameter
For tools, see pages: PCHPRS/LS (130)
PARTING & GHOOVI?GQ.VE_
PENTA 34F-RS/LS CDX, E ~
Pentagonal Inserts for Face v
Grooving and Recessing Along DAXNYS g DAXN
Shafts up to .197" Depth of Cut fu
at a Minimum of .866" Diameter
| N C H
Dimensions Recommended Machining Data
=3 f face-groove
Designation cw RE CDX DAXN® | 8 (PR)
PENTA 34F239-0.15-22R/LS .094 .0059 197 87 ° .0031-.0047
PENTA 34F247-0.20-22R/LS 097 .0079 197 87 ° .0031-.0047
PENTA 34F300-0.40-22R/LS 118 0157 197 87 ° .0031-.0059
PENTA 34F400-0.40-22R/LS 157 0157 197 87 ° .0031-.0059

® For cutting speed recommendations, see pages 162-164
() Minimum axial grooving diameter
For tools, see pages: PCHPRS/LS (130)

Member IMC Group
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PARTING & GROOVING LINE -8~ Vv ¥ CDX ’—%
PCHPRS/LS I ) H -
Perpendicular Shank X iy ' i @
Tools Carrying Pentagonal . L e
ools Carrying Pentagonal DAXN OAL y ~ 338l
Inserts for Machining Next i |B
to Long Central Shafts i
o - le
3° CWN-CWX L Right-hand shown

Designation 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
PCHPRI/LS 25-34 25.0 25.0 2.39 4.00 135.00 - 5.00 25.0 SR 16-212-01397RS T-20/5
M Minimum cutting width
) Maximum cutting width

@) Insert limit
For inserts, see pages: PENTA 34F-RS/LS (129)

PENTACUT 59, 236
PARTING & GROOVING LINE > ~v ¥ CDX
PCHPRS/LS obx T H T E«
Perpendicular Shank f L vHBH ; ‘
Tools Carrying Pentagonal DAXNI (‘jﬁ P > 133 l<
Inserts for Machining Next i |B
to Long Central Shafts = )
5 CwWNewx LT Right-hand shown

Designation H B CWN( cwx®@ OAL HBH CDX® DAXN®) & ?

PCHPR/LS 19-34 .750 .750 .094 157 5.000 24 197 87 SR 16-212-01397RS T-20/5
PCHPRI/LS 25.4-34 1.000 1.000 094 167 5.500 = 197 87 SR 16-212-01397RS T-20/5
) Minimum cutting width
(2 Maximum cutting width
@) Insert limit

@) Minimum axial grooving diameter
For inserts, see pages: PENTA 34F-RS/LS (129)
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TOOL BLOCKS

JETCUT Assembly
SELFGRir- DOGRIE
500 STRAIGHT LINE
C Insert GFO The coolant supply tube can be used

D Blade SGFHOK-O
E Cap SGC 340 supplied with a blade;
to be used with Option 1 only.

Tool block SGTBULIC-O

Elbow-style connector unit supplied
with each tool block

SGCU-344 H 3/16” copper Tube 343 (length 250 mm)
Standard current tool blocks SGTBN, SGTBU, SGTBF
Coolant connection unit SGCU-341

Integral shank holder SGTFR/LOK-O

[

S X«

Option 1:
Coolant supplied through the tool block.

Option 2:
Coolant supplied directly to the blade.

&o

Option 3:
Coolant supplied directly to the integral shank tool.

with the following options:

DGTR...C integral tool

DGFH-C blades used on regular blocks
by connecting directly to the blade
SGTBU-C blocks with coolant passages
and connecting ports

The Right Connection for Your Application
Option 1:
Coolant supplied directly to the blade.

SGCU 341 Coolant connection unit
Connectors:

CGM 343 (G1/8 external thread)
CGF 343 (G1/8 internal thread)
CF 343 (NPT1/8 internal thread)

Option 2:
Coolant supplied through the tool block.

SGCU 344 Elbow connector

TUBE 343

3/16" copper tube (length 250 mm)

(G1/8 external thread) (G1/8 internal thread)
(NPT1/8 external thread) (NPT1/8 internal thread)

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)

ISCAR




TOOL BLOCKS SGTBU- [ }G L — '
SGTBU/SGTBN j i OAHH <WTHPRM f| HTPRM
Blocks for Various Parting [ —s LH‘B? Bl= '
and Grooving Blades ~OAWI=

SGTBU- ]

JET-CUT

Coolant connection

p
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Designat H B HTPRM OAW OAH HBH WTHPRM OAL
SGTBN 16-2 16.0 16.0 19.0 26.00 30.0 40 2.00 76.00
SGTBU 16-5G 16.0 17.0 26.0 34.00 430 13.0 410 86.00
SGTBU 20-5G 200 21.0 26.0 38.00 430 90 410 86.00
SGTBU 20-6G 20.0 19.1 32.0 38.20 50.0 12.9 5.30 100.00
SGTBU 25-5G 25.0 26.1 26.0 4310 45,0 50 410 110.00
SGTBU 25-6G 250 23.0 320 42.20 50.0 7.8 5.30 110.00
SGTBU 25-8M 250 23.0 450 42.20 70.0 27.0 5.30 110.00
SGTBU 25C-6 (1 25.0 23.0 32.0 42.20 50.0 7.8 5.30 110.00
SGTBU 32-25-6G 32.0 25.1 320 44,15 54,0 48 5.30 110.00
SGTBU 32-6G 320 29.1 320 28.20 54.0 48 5.30 110.00
SGTBU 32-8M 32.0 29.0 45,0 48.20 70.0 20.0 5.30 110.00
SGTBU 32C-14 () 32.0 28.0 52.6 63.00 99.8 a7 12.60 140.00
SGTBU 40-6G 400 - 320 60.00 57.0 - 5.30 114,00
SGTBU 40-9 40.0 410 52.6 66.00 81.0 220 8.00 130.00
SGTBU 40C-14 (1) 40.0 28.0 52.6 63.00 99.8 338 12.60 140.00
SGTBU 50-9 50.0 410 526 66.00 83.0 14.0 8.00 135.00
SGTBU 50C-14 (1) 50.0 28.0 526 63.00 99.8 238 12.60 140.00
SGTBU 100-9-12 (@ 50.0 49.0 100.0 106.00 155.0 735 15.00 225.00
SGTBU 150-9-12 @ 50.0 49.0 150.0 106.00 209.0 127.5 15.00 306.00

e Choose blade by HTPRM and WTHPRM dimensions

) Elbow-style connector unit supplied with each JET-CUT tool block

(@ See more detailed information below

For tools, see pages: ® CGFG 51-P8 (88) ¢ HFFA (38) ® HFFH (37) ® HFFR/L-T (51) « PCHBR/L (125) ® SGFFA (117) e SGFFH (119) e TNFFA-IQ (110) ® TNFFH-IQ (109)

SGTBU 100/150-9-12

L [ e e
I Lle ® ®
HTPRM v @ ® OAH
L e ® ®
n l«—B—»| HBH
e e e
Lﬁ OAW —» OAL-

Spare Parts

s ;S ( & o0 & ¢ a® aP

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 BKU 100 SR M6X16 DIN912 HW 5.0

SGTBU 25-5G BKU 105 SR M6X16 DIN912 HW 5.0

SGTBU 25-6G BKU 110 SR M6X16 DIN912 HW 5.0

SGTBU 25-8M BKU 110 SR MEX16 DIN912 SR M6X30DIN912  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 HW 8.0 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-G1/8-7/1BUNF  OR 34X2.5N
SGTBU 50-9 BK 509 SR M8X25DIN912 HW 6.0

SGTBU 50C-14 BKU 32-14 SR M10X30 DIN912 HW 8.0 JHP ELBOW 90-G1/8-7/1BUNF  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

Member IMC Group
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TOOL BLOCKS SGTBU- TG
SGTBU/SGTBN g e
~0AL

Blocks for Various Parting
and Grooving Blades

SGTBU- [IC-[]
JET-CUT

Coolant connection

1 N C H
Designation H B HTPRM OAW OAH HBH WTHPRM OAL

SGTBN 16-2 630 630 748 1.024 1.18 16 079 2,992
SGTBU 16-5G 630 669 1.024 1.339 1.69 51 161 3,386
SGTBU 19-5G 750 790 1.024 1.450 1.70 39 160 3.400
SGTBU 19-6G 750 790 1.260 1,500 1.94 55 210 3.950
SGTBU 25.4-5G 1.000 1.030 1.024 1,700 1.75 20 160 4,330
SGTBU 25.4-6G 1.000 1.028 1.260 1.750 1.95 30 210 4,330
SGTBU 25.4-8M 1.000 906 1.772 1.654 2.76 1.06 209 4331
SGTBU 25.4C-6 (1) 1.000 1.028 1.260 1.744 1.94 30 210 4,330
SGTBU 31.8-6G 1.250 1,140 1.260 1.900 2.10 20 210 4,330
SGTBU 31.8C-14 1.250 1.140 2.071 2477 393 1.65 498 5512
SGTBU 38.1-6G 1,500 1.650 1.260 2.283 2.15 - 210 4,500
SGTBU 38.1-9 1,500 1,540 2.071 2,520 3.20 94 310 5.120
SGTBU 38.1C-14 (1 1,500 1.102 2.071 2.476 3.93 1.41 498 5.512
SGTBU 100-9-12 (@ 1.968 1.929 3.937 4173 6.10 2.89 591 8.858
SGTBU 150-9-12 @ 1.968 1.929 5.906 4173 8.23 5.02 591 12.047

® Choose blade by HTPRM and WTHPRM dimensions

() Elbow-style connector unit supplied with each JET-CUT tool block

(2) See more detailed information below

For tools, see pages: ® CGFG 51-P8 (88) ¢ HFFA (38) ® HFFH (37) ® HFFR/L-T (51) ® PCHBR/L (125) ® SGFFA (117) ® SGFFH (119) e TNFFA-IQ (110) ® TNFFH-IQ (109)

Spare Parts

s ;S ( & o o @ aP aP

SGTBN 16-2 SR M5X20DIN912 HW 4.0

SGTBU 16-5G BKU 86 SR M6X16 DIN912 HW 5.0

SGTBU 19-5G BKU 86 SR M6X16 DIN912 HW 5.0

SGTBU 19-6G BKU100 SR M6X16 DIN912 HW 5.0

SGTBU 25.4-5G BKU 105 SR M6X16 DIN912 HW 5.0

SGTBU 25.4-6G BKU 110 SR M6X16 DIN912 HW 5.0

SGTBU 25.4-8M BKU 110 SR M6X16 DIN912 HW 5.0

SGTBU 25.4C-6 BKU110 ~ SRM6X16DIN912 ~ SRM6X25 DIN912 HW 5.0 SGCU-344*  CF 343" CGF 343" CGM 343"
SGTBU 31.8-6G BKU 110 SR M6X16 DIN912 HW 5.0

ey =V FETors B BKU 32-14 SR M10X30 DIN912 HW8.0  JHP ELBOW 90-G1/8-7/16UNF  OR 34X2.5N
SGTBU 38.1-6G BKU 110 SR M6X25 DIN912 HW 5.0

SGTBU 38.1-9 BK 509 SR M8X25DIN912 HW 6.0

Clegy (VR (ofs B 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
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TOOL BLOCKS
SGTBK
Blocks for Heavy Duty Parting 6 oo T v L]
and Grooving Blades OAH | | < H HTPRM
I
e on_. HBH =B WTHPRM
OAL: N OAWL

Designation H B WTHPRM  HTPRM OAW OAH HBH OAL f f /
SGTBK 32-9 32.0 28.0 8.50 32.0 48.00 62.0 3.0 120.00  BK32-9 WEDG SRM6X16DIN912 ~ HW 5.0
SGTBK 38-9 38.0 356.0 8.50 52.6 60.00 90.0 25.0 135.00 BK 40-9 SRMBX20 DIN912 ~ HW 5.0
SGTBK 40-9 400 35.0 8.50 52.6 60.00 90.0 23.0 135.00 BK 40-9 SRMBX20 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 SRMBX20 DIN912 ~ HW 5.0

Designation H B WTHPRM  HTPRM OAW OAH HBH OAL % f
SGTBK 32-9 1.260 1.102 .335 1.260 1.890 244 12 4.724 BK32-9 WEDG SRM6X16DIN912  HW 5.0
SGTBK 38-9 1.496 1.378 .335 2.071 2.362 3.54 .98 5.315 BK 40-9 SR M6X20 DIN912  HW 5.0
SGTBK 40-9 1575 1.378 .335 2,071 2.362 3.54 91 5315 BK 40-9 SR MBEX20 DIN912 ~ HW 5.0
SGTBK 50-9 1.968 1575 .335 2.071 2559 3.54 .59 5.315 BK 40-9 SR M6X20 DIN912 ~ HW 5.0
Choose blade by HTPRM dimension

For tools, see pages: ® CGFG 51-P8 (88) ® HFFH (37) « PCHBR/L (125) ® SGFFH (119) ® TNFFH-IQ (109)

TOOL BLOCKS

UBHCR/L —
Holders for Grooving, Turning ) ) :
and Parting Blades j:l OAiH HL HTRAM

Right-hand shown

Designation @ f / "@

UBHCR/L 20-26 20.0 26.0 20.0 420 35.60 100.00  BKU 176 307 SR M6X16 DIN912 HW5.0  SPRING PLUNGER M6X14X3.5
UBHCR/L 25-32 25.0 32.0 25.0 46.0 40.00 130.00  BKU 176 307 SR M6X16 DIN912 HW5.0  SPRING PLUNGER M6X14X3.5
UBHCR/L 32-32 32.0 32.0 32.0 46.0 47.00 130.00  BKU 176307 SRMGX16DIN912 ~ HW5.0  SPRING PLUNGER M6X14X3.5

Designation H HTPRM B OAH OAW OAL @ f "@
UBHCR/L 19-26 .750 1.024 750 1.42 1.400 3.937 BKU 176 307 SR M6X16 DIN912 HW5.0  SPRING PLUNGER M6X14X3.5
1.000 1.260 1.000 1.81 1.600 5.118 BKU 176 307 SR M6X16 DIN912 HW5.0  SPRING PLUNGER M6X14X3.5
® Choose blade by HTPRM dimension
For tools, see page: ® HFFA (38) ® HFFH (37) ® HFFR/L-T (51) ® SGFFA (117) ® SGFFH (119) ® TNFFA-IQ (110) ® TNFFH-IQ (109)

Member IMC Group
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TOOL BLOCKS h2 Ret.(@ ,_.‘.
SGTBF b § imﬂj:‘ o
Perpendicular Blocks for ¥ 4>‘|_ = {
Parting and Grooving Blades T 47
O/;Y B
N
g

Designation H B HTPRM OAL LSCMS OAW OAH WTHPRM f /
SGTBF 25-A 25.0 25.0 320 102.00 80.00 48.00 48.0 5.50 SR M6X40 DIN912 HW 5.0
SGTBF 32-A 32.0 32.0 32.0 116.00 100.00 48.00 48.0 5.50 SR M6X40 DIN912 HW 5.0

Designation H B HTPRM OAL LSCMS OAW OAH WTHPRM f

SGTBF 25.4-A 1.000 1.000 1.260 5.000 4.380 1.750 1.90 217 SR M6X40 DIN912 HW 5.0
SGTBF 31.7-A 1.250 1.250 1.260 5.000 4.390 1.750 1.90 217 SR M6X40 DIN912 HW 5.0
* (a) h2 Ref. as defined for SELF-GRIP face grooving blades e Choose blade by HTPRM dimension
For tools, see pages: ® HFFA (38) ® HFFH (37) ® HFFR/L-T (51) ® SGFFA (117) ® SGFFH (119) ® TNFFA-IQ (110) ® TNFFH-IQ (109)

ISCAR



CAMFIX

CAMFIX (ISO 266231)

Quick Change tools are expensive compared to standard shank
tools. ISCAR offers economical solutions by using adapters, blades
or regular tools and boring bars on the Quick Change adaptations.
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CAMFIX

CAMFIX ISO 26623-1
Toolholder Standard

d2 A

b2 d1 01 d2 d4 d5:! Dm e I 2 201 Bmin 162015 7015 18 min 11 201
283 32 1B Mix15 36 2 07 25 19 15 6 13 % 8
353 40 18 Midxi5 46 28 09 25 24 20 8 15 30 1,5
444 50 21 M16x1.5 6.1 3% 112 38 30 20 10 20 37 14
55,8 63 28 M20x2 81 4 14 3 38 22 12 27 47 16,5
71 80 32 M20x2 9.1 55 2 8 48 30 12 28 48 25
88,7 100 32 M20x2 9,1 5 2 3 48 32 16 28 48 25
883 100 43 M24x2 12 72 28 3 60 36 16 40 70 265

CAMFIX - ISO 26623-1 Standard Quick Change Shanks

Features
® Symmetrical design: Due to the symmetrical Hole for
design, the torque load is distributed on the Data Chip
polygon, providing a self-centering effect. Coolant
* Rigidity: The CAMFIX clamping mechanism technological hole
is extremely rigid against bending forces. Magazine and spindle V-groove for ATC
® Accuracy: The taper and face contact ensure positioning groove (Automatic Tool

high repeatability within 2 microns when Change) arm

operated with an automatic tool changer.

Member IMC Group
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TOOL BLOCKS
CAMFIX

y

C#-TBK-R/L

Blocks with CAMFIX
Exchangeable Shanks for
Parting and Grooving Blades

Right-hand shown
* OHX = See specific blade dimensions

C
Designation DCONMS  WF LPR H CP) (o] (2} f f / §

C6 TBK-32R/L 63.00 320 138.00 32.0 100 1 BK32-9 WEDG SRM6X16DIN912 ~ HW 5.0 EZ125 SR M8X6 DIN913
C8 TBK-52R 80.00 40.5 161.00 52.0 100 1 BK 40-9 SRM6EX16 DIN912 ~ HW 5.0 EZ125 SR MB8X6 DIN913

Designation DCONMS WF LPR H CP( CDI? f f @

C6 TBK-32R/L 2.480 1.260 5.433 1.260 1450 1 BK32-9 WEDG SRM6X16DIN912 ~ HW 5.0 EZ125 SR M8X6 DIN913
C8 TBK-52R 3.150 1.594 6.339 2.047 1450 1 BK 40-9 SRMBX16 DIN912 ~ HW 5.0 EZ125 SR M8X6 DIN913

() Coolant pressure (Bar)
@ 1 - Hole for data chip, O - Without hole for data chip
For tools, see pages: ® HFFH (37) ¢ PCHBR/L (125) e TNFFH-IQ (109)

MODULARGRHIF

CAMFIX %‘r 4 ﬂﬁ
C#-MAHDR-45

Holders with CAMFIX

Exchangeable Shanks for

Right-hand shown
e CDX = See specific adapter dimensions

Parting, Grooving, Turning
and Facing Adapters

Designation DCONMS LPR L1 LB LF BD cPM cDI?
C6 MAHDR-45 63.00 130.00 919 105.78 89.0 75.00 100 1
C8 MAHDR-45 80.00 130.00 919 - 89.0 80.00 100 1
Designation DCONMS LPR L1 LB LF BD cPM coi@

C6 MAHDR-45 2.480 5.118 3.618 4.165 3.504 2.953 1450 1
C8 MAHDR-45 3.150 5.118 3.618 - 3.504 3.150 1450 1

e For mill-turn machines

() Coolant pressure (Bar)

(@ 1 - Hole for data chip, 0 - Without hole for data chip

For tools, see pages: » HFPAD-3 (49) ® HFPAD-4 (49) » HFPAD-5 (50) ® HFPAD-6 (50)

PENTACUT  CUTGAIF GRiF

Spare Parts

A - ; [ ¢ s 5

C6 MAHDR-45 SR M5-04451 T-20/5 SR 14-5196 SR M6X20DIN7984 HW 4.0 SR MBX6DIN551 14H/22HE SR M5X4 DIN913 EZ 83
SR M5-04451 T-20/5 SR 14-5196 SR MBX20-XT®) HW 5.0 SR MBX6DINS51 14H/22HE SR M5X6 DIN913 EZ 83
@ For DGAD, HGAD and PCADR/L adapters; supplied in the attached plastic bag

() For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools
(©) Used to prevent chips from entering the upper locking screw hole

ISCAR



MODULARGriF !

CAMFIX =y = e | !W
C#-MAHDOR

Holders with CAMFIX
Exchangeable Shanks for

Parting, Grooving, Turning
and Facing Adapters

y

Right-hand shown e CDX = See specific adapter dimensions

E R |
Designation DCONMS  WF LPR  CDIM & ? & f / @ ®

C6 MAHDOR 63.00 200  130.00 1 SRMb5-04451  T-20/6 SR 14-519¢ SRMBX20-XTP  HW5.0 SR M6X6DINGST 14H/22HY  EZ 125

H
Designation DCONMS  WF LPR  CDIM & ? & f / @ ®

2480 1142 5118 1 SRM5-04451  T-20/5  SR14-5199 SRM6X20-XT®  HW50 SRMXBDINS51 14H/22HO  EZ 125
() 1 - Hole for data chip, 0 - Without hole for data chip

(@ For DGAD, HGAD and PCADR/L adapters; supplied in the attached plastic bag

(b) For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools

(e) Used to prevent chips from entering the upper locking screw hole

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-4 (49) ¢ HFPAD-5 (50) ® HFPAD-6 (50)
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MODULARGRiir
CAMFiIX

F

Right-hand shown
e CDX = See specific
adapter dimensions

C#-MAHD
Holders with CAMFIX

Exchangeable Shanks for
Parting, Grooving, Turning
and Facing Adapters

Designation DCONMS LPR WF CP cDI@
C3 MAHD 32.00 50.00 18.5 100 0
C4 MAHD 40.00 46.50 221 100 1
C5 MAHD 50.00 47.00 23.0 100 1
C6 MAHD 63.00 50.00 29.0 100 1
C8 MAHD 80.00 60.00 815 100 1

Designation DCONMS LPR WF CP( CDI
C3 MAHD 1.260 1.968 728 1450 0
C4 MAHD 1.575 1.831 870 1450
C5 MAHD 1.968 1.850 .906 1450
C6 MAHD 2.480 1.968 1.142 1450
C8 MAHD 3.150 2.362 1.476 1450

() Coolant pressure (Bar)

(2 1 - Hole for data chip, 0 - Without hole for data chip

For tools, see pages: ® HFPAD-3 (49) e HFPAD-4 (49) » HFPAD-5 (50) » HFPAD-6 (50)

.y N

Spare Parts

. e > £ ;7 /7 ¢ S & &

| c#-MAHD  EIEIETH T-20/5  SR14-5199  SRMBX20XT  HW50  SRMGXBDINSST14H/22HO  EZ125  EZA125  SR76-1022
@ For DGAD, HGAD and PCADR/L adapters; supplied in the attached plastic bag

(b) For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools

(e) Used to prevent chips from entering the upper locking screw hole

Member IMC Group
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MODULARGRHi~

ou f
JETCUTCAMFIX 340
C#-MAHD-JHP
Holders with CAMFIX ] Right-hand shown
Exchangeable Shanks and High WEL I P ooons * CDX = See specific adapter
Pressure Coolant Channels for oox * = ¥ dimensions

= * WF=WF(shank)+WF(ad

MODULAR-GRIP Adapters )

E
Designation DCONMS LPR  WF CDI® & ? & f / @ &

C3 MAHD-JHP 32.00 45.00 18.5 0 SRM5-04451  T-20/5  SRM6X12DING912 SRMEX20-XT ~HW5.0  ORSXIN SR M4X8ISO14580 BLACK

C4 MAHD-JHP 40.00 46.50 21.0 1 SRM5-04451  T-20/5  SRM6X12DING912 SRM6EX20-XT ~ HW 5.0 OR5XTN SR M4X8ISO14580 BLACK
C5 MAHD-JHP 50.00 4700 260 1 SRM5-04451  T-20/5  SRM6X12DIN6912 SRM6EX20-XT  HW 5.0 OR5XIN SR M4X8IS014580 BLACK
C6 MAHD-JHP 63.00 50.00 32.5 1 SRM5-04451  T-20/5  SRMGX12DING912 SRMEX20-XT ~ HW 5.0 OR5XTN SR M4X8IS014580 BLACK

Designation DCONMS LPR WF CDI & ? @ f @ &

C3 MAHD-JHP 1.260 1.772 728 0 SRM>5-04451 T-20/5  SRM6X12DING912 SR MEX20-XT ~ HW 5.0 OR5XIN SR M4X8IS014580 BLACK
C4 MAHD-JHP 1.575 1.831 827 SR M5-04451 T-20/5  SRM6X12DING912 SR MEX20-XT ~ HW 5.0 OR5XIN SR M4X8IS014580 BLACK
C5 MAHD-JHP 1.968 1850  1.024 SR M5-04451 T-20/56 SR M6X12DING912 SR MEX20-XT ~ HW 5.0 ORBXIN SR M4X8ISO14580 BLACK
C6 MAHD-JHP 2.480 1.968  1.280 SR M5-04451 T-20/5  SRM6X12DING912 SR MEX20-XT ~ HW 5.0 OR 5XIN SR M4X8IS014580 BLACK

® For user guide and accessories, see pages 137, 161-173

) 1 - Hole for data chip, O - Without hole for data chip

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48)

— ..

SR M6X20-XT
(Key: HW 5.0)

OR 5X1N
0‘/ SR M4X8IS014580 (Key: T-20/5)

V/

- <—— SR M6X12DIN6912 (Key: HW 5.0)

\A SR M5-04451(Key: T-20/5)

ISCAR



MODULARGRHiF DRy F
CAMFIX 0 f
C#-MAHPD I DCONMS
Perpendicular Holders with WF @ l
CAMFIX Exchangeable Shanks
; : CDX
Garrying Adapters for Parting, CDX = See specific adapter dimensions

Grooving, Turning and Facing

Designation DCONMS LPR CP( CDI?
C4 MAHPD 40.00 46.00 25.00 100 1

C5 MAHPD 50.00 46.00 26.00 100
C6 MAHPD 63.00 47,00 33.00 100
C8 MAHPD 80.00 56.00 42.00 100

Designation DCONMS LPR WF CPM cDI@
C4 MAHPD 1.575 1.811 984 1450 1

C5 MAHPD 1.968 1.811 1.024 1450
C6 MAHPD 2.480 1.850 1.299 1450
C8 MAHPD 3.150 2.205 1.654 1450

) Coolant pressure (Bar)
@ 1 - Hole for data chip, O - Without hole for data chip
For tools, see pages: ® HFPAD-3 (49)  HFPAD-4 (49)  HFPAD-5 (50) » HFPAD-6 (50)

Spare Parts

s > & 7 [/ 2 5 & =

C#-MAHPD SR M5-04451 T-20/5 SR 14-5196) SR M6X20-XT®) HW 5.0 SR MBX6DINS51 14H/22H) EZ 125 SR 76-1022 EZA-21414
(a) For DGAD, HGAD and PCADR/L adapters; supplied in the attached plastic bag
() For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools
(e) Used to prevent chips from entering the upper locking screw hole

MODULARGFiF
JETCUTCAMFIX e [

B |
% DCONMS
T

C#-MAHPD-JHP
Perpendicular Holders with
CAMFIX Exchangeable Shanks
for Parting, Grooving, Turning
and Facing Adapters

CDX= See specific adapter dimensions

E
Designation DCONMS  LF WF  cDI & ? @ f / @ &

C3 MAHPD-JHP 32.00 4000  26.00 0 SRM5-04451  T-20/6  SRM6X12DING912 SRMEX20-XT ~ HW5.0  ORSXIN SR M4X8ISO14580 BLACK

C4 MAHPD-JHP 40.00 4600  26.00 1 SRM5-04451  T-20/6  SRMGX12DING912 SRM6EX20-XT  HW50  ORSXIN SR M4X8ISO14580 BLACK
C5 MAHPD-JHP 50.00 4600  26.00 1 SRM5-04451  T-20/6  SRMBX12DING912 SRM6EX20-XT HW50  ORSXIN SR M4X8ISO14580 BLACK
C6 MAHPD-JHP 63.00 46.00  33.00 1 SRM5-04451  T-20/6  SRMBX12DING912 SRM6EX20-XT  HW50  ORSXIN SR M4X8IS014580 BLACK

Designation DCONMS  LF WF  cDI & ? & f @ @

C3 MAHPD-JHP 1.260 1575  1.024 0  SRM5-04451 T-20/5 SR MEX12DING912 SR MBX20-XT ~ HW 5.0 OR5XIN SR M4X8IS014580 BLACK
C4 MAHPD-JHP 1.575 1.811 1.024 SR M5-04451 T-20/5 SR MEX12DING912 SR MBX20-XT ~ HW 5.0 OR5XIN SR M4X8IS014580 BLACK
C5 MAHPD-JHP 1.968 1.811 1.024 SR M5-04451 T-20/5 SR MEX12DING912 SR MBX20-XT ~ HW 5.0 OR5XIN SR M4X8IS014580 BLACK
C6 MAHPD-JHP 2.480 1.811 1.299 SR M5-04451 T-20/5 SR MBX12DING912 SR MBX20-XT ~ HW 5.0 OR5XIN SR M4X8IS014580 BLACK

* For user guide and accessories, see pages 137, 161-173

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

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-4 (49) ¢ HFPAD-5 (50) ® HFPAD-6 (50) ® HFPAD-JHP (48)
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CUTGrir CAMFIX DX

C#-GHAD-8

y

Holders with CAMFIX
Exchangeable Shanks
for Grooving, Turning
and Facing Adapters

CDX - See specific adapter dimensions

Designation DCONMS LF WF Ccw DAXN( DAXX® CDX® CP¥ CDI®

C5 GHAD-8 50.00 65.00 26.00 8.00 80.0 510.0 25.00 100 1
C6 GHAD-8 63.00 65.00 32.50 8.00 80.0 510.0 25.00 100 1

Designation DCONMS LF WF cw DAXN( DAXX® CDX® CPH¥ CDI®

C5 GHAD-8 1.968 2.559 1.024 315 3.15 20.08 984 1450 1
C6 GHAD-8 2.480 2.569 1.280 315 3.15 20.08 .984 1450 1

® For user guide and accessories see pages 137, 161-173
) Minimum axial grooving diameter

@ Maximum axial grooving diameter

() Cutting depth maximum

@) Coolant pressure (Bar)

) 1 - Hole for data chip, O - Without hole for data chip

For tools, see pages: ® GAFG-R/L-8 (87)
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Spare Parts

& 7 7 4 & & S

SR 14-519 T-20/5 SR M6X25 DING12 HW 5.0 SR 76-1022 EZA 125 EZ125

RELIFACE TANG-GRir

ACE MACHINING LINE fe—LPR—»

C#-HATA
CAMFIX Toolholder with a E::}
Serrated Connection Adaptation T

DCONMS

Sl |

Designation DCONMS BD LPR cDIm

C6 HATA 63.00 106.00 66.00 1

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

Spare Parts

& & 4 4 & ;S

SR M8X45 DIN 913 SR M8X25 DIN913 HW 4.0 SR M6X6 DIN913 TL360 HW 3.0 BH NUT BHR MB80 SR M12X35DIN912 HW 10.0

ISCAR




CAMFIX

C#-GHAPR/L-8
Perpendicular Holders with
CAMFIX Exchangeable
Shanks for Grooving, Turning
and Facing Adapters

—=|CDX|

y

Right-hand shown
e CDX - See specific adapter dimensions

M
Designation DCONMS LF

E
WF

DAXN(™

DAXX®

CDX® CP® CDI®

C5 GHAPR/L-8 50.00 64.00
C6 GHAPR/L-8 63.00 75.00

26.00
33.00

8.00
8.00

80.0
80.0

510.0
510.0

25.00 100 1
25.00 100 1

e For user guide and accessories see pages 137, 161-173
() Minimum axial grooving diameter

(2 Maximum axial grooving diameter

@) Cutting depth maximum

) Coolant pressure (Bar)

(8) 1 - Hole for data chip, 0 - Without hole for data chip

For tools, see pages: ® GAFG-R/L-8 (87)

Spare Parts

&

Designation

/

SR 14-519
SR 14-519

C5 GHAPR/L-8
C6 GHAPR/L-8

T-20/5
T-20/5

SR M6X25 DIN912
SR M6X25 DIN912

HW 5.0
HW 5.0

EZ 125

CAMFIX

C#-GHAPR/L-8
Perpendicular Holders with
CAMFIX Exchangeable
Shanks for Grooving, Turning
and Facing Adapters

y

Right-hand shown
e (DX - See specific adapter dimensions

Designation DCONMS LF

WF

CcwW

(&

H
DAXN®

DAXX®@

CDX® CP) CDI®)

C5 GHAPR/L-8 1.968 2.520
C6 GHAPR/L-8 2.480 2.953

1.024
1.299

315
315

3.15
3.15

20.08
20.08

.984 1450 1
.984 1450 1

e For user guide and accessories see pages 137, 161-173
() Minimum axial grooving diameter

2 Maximum axial grooving diameter

@) Cutting depth maximum

) Coolant pressure (PSI)

) 1 - Hole for data chip, O - Without hole for data chip

For tools, see pages: ® GAFG-R/L-8 (87)

Spare Parts

&

/

4 S

SR 14-519
SR 14-519

C5 GHAPR/L-8
C6 GHAPR/L-8

T-20/5
T-20/5

SR M6X25 DIN912
SR M6X25 DIN912

HW 5.0 EZ125
HW 5.0

Member IMC Group
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CAMFIX

Ci#-HAD

Holders with CAMFIX
Exchangeable Tapered Shanks
for Internal Facing Adapters

y

CDX - See specific adapter dimensions

;S /L

Designation DCONMS LPR WF cDIM & /

40.00 60.00 18.0 1 SR 14-519 T-20/3 SR M4XBDIN912 HW 3.0
50.00 60.00 18.0 1 SR 14-519 T-20/3 SR M4X6DIN912 HW 3.0
63.00 60.00 22.0 1 SR 14-519 T-20/3 SR M4X6DIN912 HW 3.0

(M) 1 - Hole for data chip, O - Without hole for data chip
For tools, see pages: HFAER/L-4 (53) ® HFAER/L-5T, 6T (53)  HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HGAER/L-3 (52) » HGAIR/L-3 (57)

CAMFiIX

Ci#-HAD

Holders with CAMFIX
Exchangeable Tapered Shanks
for Internal Facing Adapters

y

CDX - See specific adapter dimensions

A S

Designation DCONMS LPR WF cDIM @

1.575 2.362 709 1 SR 14-519 T-20/3 SR M4X6DIN912 HW 3.0
1.968 2.362 .709 1 SR 14-519 T-20/3 SR M4XBDIN912 HW 3.0
2.480 2.362 866 1 SR 14-519 T-20/3 SR M4XBDIN912 HW 3.0

(M) 1 - Hole for data chip, O - Without hole for data chip
For tools, see pages: HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) ® HFAIR/L-DG (61) ® HGAER/L-3 (52) ® HGAIR/L-3 (57)

CAMFIX

C#-HAPR/L

Perpendicular Holders with
CAMFIX Exchangeable Shanks
for Internal Facing Adapters

'y

~>“00‘4

A |
Right-hand shown
e CDX - See specific adapter dimensions

Designation DCONMS

C4 HAPR/L 40.00 50.00 1 SR 14-519 T-2018
C6 HAPR/L 63.00 50.00 1 SR 14-519 T-20/3

Designation DCONMS

C4 HAPR/L 1.5756 1.968 1 SR 14-519 T-20/3
C6 HAPR/L 2.480 1.968 1 SR 14-519 T-20/3
() 1 - Hole for data chip, O - Without hole for data chip
For tools, see pages: HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) * HFAIR/L-DG (61) ® HGAER/L-3 (52) ® HGAIR/L-3 (57)

ISCAR



CAMFIX

C#-HFIR/L-MC
Boring Bars for Internal Grooving

b il

; ; — LF—f
and Turning with CAMFIX 5.5 |BDORED ﬂﬁ
Exchangeable Shanks M* Sel e

1

! T ooy
CWN-CWX | | LDRED |= Right-hand shown

Designation CWN(  CWX®  DCONMS WF LDRED LF BDRED CDI® f / ®

C4 HFIR/L-MC 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
* 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 137, 161-173
() Minimum cutting width
2 Maximum cutting width
©3) 1 - Hole for data chip, 0 - Without hole for data chip
For inserts, see pages: DGN-MF (80) ¢ HFPR/L (68) ® HFPR/L (full radius) (69) ¢ GRIP (70) ® GRIP (full radius) (72) ® DGN/DGNC/DGNM-C (79)
* DGN/DGNM-J/JS/JT (82)  DGN-W (81)  HGPL (75)

CAMFIX

C#-HFIR/L-MC

Boring Bars for Internal Grooving
and Turning with CAMFIX
Exchangeable Shanks M*

CWN-CWX | ! LDRED |= Right-hand shown

skl =

Designation CWN® CWX®  DCONMS WF LDRED LF BDRED CDI® f / ®

C4 HFIR/L-MC 118 .236 1.575 445 2.05 3.15 984 1 SRM5X16 DIN912 ~ HW 4.0 EZ 83
C5 HFIR-MC 118 .236 1.968 445 2.05 3.15 .984 1 SRM5X16 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 137, 161-173

M Minimum cutting width

2 Maximum cutting width

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

For inserts, see pages: DGN-MF (80) ® HFPR/L (68) ® HFPR/L (full radius) (69) ® GRIP (70) ¢ GRIP (full radius) (72) ® DGN/DGNC/DGNM-C (79)

* DGN/DGNM-J/JS/JT (82)  DGN-W (81) ¢ HGPL (75)

Member IMC Group
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HSK A WH Complies

e A\ 80°
with ICTM Standards § ez
(ISO 12164-3) T T
d2 d4 ds (V. | |l|/ T domax. di
t . dis
|
i
1
«fs»‘ o
l— [ —e— I —
|e— fo —
HSK-A WH d1 h10 d2 d3 H10 d4 H11 d9 max d15 11-0.2 15 Js10 12004 520035 f1-0.1 2 min 13 =01
63 63 48 34 40 62 M18X1 32 18.13 12.54 12.425 26 30 18
100 100 75 53 63 99 M24X1.5 50 28.56 20.02 19.91 29 34 20
HSK A TM Suitable 60°
for all Multi-Tasking 15 Vi
Machine Models — 7 / T
i f 7))
d2 d4 d3 I ] f do max d1
l ‘ / dis l l
| {
| \
[{—ata—T1
e 2
HSKA-TM  d1 h10 d2 d3H10  d4 H11 d9 max d15 11-0.2 15 JS10 12004 520035 1-0.1 2 min £3:01
63 63 48 34 40 52.8 M18x1 32 18.13 12.54 12.425 26 42 18

HSK A vs. HSK A...WH Tolerance

ISO " 12.25 G 2.35 ; ;
STANDARD ' tolerance I I |

| « 010 |, Min-gap 0.15, |

: : : 0.08 |
HSK-A63 | | ! 12.5 VR > 58
Tolerance | | Max. gap 0.33 NCIEIEEIN
ICTM 1%.2 1%.3 12‘.40-025 1%.5 1%.6
STANDARD | ! = :
(o) | | 12.385 = 12.41 | |
12164-3) ! Max. gap 0.015 ‘ I ! !
HSK-A63WH | ! ‘ ! 0.035 !
Tolerance \ ‘ 12.425 -‘12_46‘ Max. gap 03075

5

il

Drive key slot range

Drive key slot range

Drive key slot range

HSK-T (ISO 1264-3 T Type and ICTM Standard)

ISCAR




MODULARGrir HSK —
HSK A63WH-MAHDR-45 HB eqe e A{i

Holders with HSK Tapered cox e prmile~ =
Shanks for >z
MODULAR-GRIP, Parting, BD >4

Grooving and Facing Adapters S

CDX = See specific adapter dimensions e Right-handshown

Designation DCONMS LPR L1 L5 LF BD CP® CDI®
HSK A63WH MAHDR 45 63.00 130.00 919 30.00 89.0 75.00 100 1

[ N C H
Designation DCONMS LPR L1 L5 LF BD CP® CDI®
HSK A63WH MAHDR 45 2.480 5118 3.618 1.181 3504 2,958 1450 1

* A cooling tube must be used with all coolant through HSK spindles (should be ordered separately) ® Complies with ICTM standard (ISO 12164-3)
() Coolant pressure (Bar)

(2 1 - Hole for data chip, 0 - Without hole for data chip

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50)

Spare Parts

e e 2 7 e B

HSK A63WH MAHDR 45 SR M5-04451 T-20/5 SR 14-5196 SR MBX20-XT HW 5.0 SR M6X6DIN551 14H/22H0) SATZ-M8X1-M3
@ For DGAD, HGAD and PCADR/L adapters; supplied in the attached plastic bag
) Used to prevent chips from entering the upper locking screw hole when it is not used for the adaptation; supplied in the attached plastic bag

MODULARGHIF HSK ; -]
HSK A63WH-MAHDOR = — } DCONMS h’ | ,ﬁ-i
Holders with HSK Exchangeable ° v
Shanks for Parting, Grooving, —
Turning and Facing Adapters i S 3
WF
L5 |«
% 1_7 LPR E CDX = See specific adapter dimensions e Right-hand shown

E R |
Designation DCONMS WF LPR L5 CDIV & ? & f / § @

EE¥EIGLTGEER] 6300 290 13000 3000 1 SRM5-04451  T-20/6  SR14-519¢ SRM6X20-XTO HW50  SRMGXBDINGST 14H/22HO  EZ 125

C H
Designation DCONMS WF LPR L5 CDIV & ? & f / @ @

m(ﬁﬁ'ﬂ:lm J\gole]:§ 2480 1142 5118 1.181 1 SRM5-04451  T-20/5 SR 14-519@ SRMEX20-XT®  HW50 SR M6EXEDINSST 14H/22HC) EZ 125

* A cooling tube must be used with all coolant through HSK spindles (should be ordered separately) ¢ Complies with ICTM standard (ISO 12164-3)
() 1 - Hole for data chip, O - Without hole for data chip

(a) For DGAD, HGAD and PCADR/L adapters; supplied in the attached plastic bag

(b) For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools

(e) Used to prevent chips from entering the upper locking screw hole when it is not used for the adaptation; supplied in the attached plastic bag

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50)

Member IMC Group
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MODULARGHIF HSK

iy

HSK A63WH-MAHUR/L
Holders with HSK-T Shanks
for 10° Mounting on Mill-Turn
Machines for Parting, Grooving,
Turning and Facing Adapters

CDX = See specific adapter dimensions e Right-handshown

Designation DCONMS f1 WF LPR L1 L5 cpt CDI?

HSK A63WH MAHUR/L 10 63.00 1131 29.00 130.00 49.4 30.00 100 1

I N (& H
Designation DCONMS f1 WF LPR L1 L5 cpt CDI?

HSK A63WH MAHUR/L 10 2.480 4.453 1.142 5.118 1.945 1.181 1450 1

¢ A cooling tube must be used with all coolant through HSK spindles (should be ordered separately) ® Complies with ICTM standard (ISO 12164-3)
() Coolant pressure (Bar)

) 1 - Hole for data chip, O - Without hole for data chip

For tools, see pages: ® HFPAD-3 (49) ¢ HFPAD-4 (49) ¢ HFPAD-5 (50) ® HFPAD-6 (50)

Spare Parts

P - > 0 S L P D

SR M5-04451 T-20/5 SR 14-519¢) SR M6X20-XTe! HW5.0 SR MBXBDINS51 14H/22H0! EZ125
@ For DGAD, HGAD and PCADR/L adapters; supplied in the attached plastic bag

(b) For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools

(©) Used to prevent chips from entering the upper locking screw hole when it is not used for the adaptation; supplied in the attached plastic bag

TOOL BLOCKS HSK

HSK A-WH-TBK-R/L
Blocks with HSK Exchangeable

DC?NMS *“

L

Tapered Shanks for Parting
and Grooving Blades e ‘ﬂi}

OHX l«— LPR OHX = See specific blade dimensions e Right-hand shown

Designation DCONMS  LPR L5 WF H cP@  cDI® % f / ®

HSK A63WH TBK 32R/L 63.00 138.00 30.00 32.0 32.0 100 1 BK32-9 WEDG SRMBX16DIN912  HW 5.0 EZ 125

Designation DCONMS  LPR L5 WF H CP®  cDI® % f / ®

HSK A63WH TBK 32R/L 2.480 5.433 1.181 1.260 1.260 1450 1 BK32-9 WEDG SRMBX16DIN912  HW 5.0 EZ 125

e Complies with ICTM standard (ISO 12164-3) e Not suitable for ATC for some Multi-Tasking Machine models, please consult your MTB
* A cooling tube must be used with all coolant through HSK spindles (should be ordered separately)

() Blade size H has to fit this dimension

(2 Coolant pressure (Bar)

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

For tools, see pages: ® HFFH (37) * PCHBR/L (125) ¢ TNFFH-IQ (109)

ISCAR



HELIFACE TANGGiHir
HSK 63 HATA f
HSK Toolholder with a Serrated

Connection Adaptation

DCONMS

M E R | (o
Designation DCONMS BD LPR
HSK63 HATA 63.00 106.00 86.00

Spare Parts

. v & [/ © ( & s [ @

GELGCENG LYY SRMBX6DIN913  SRMBX25DIN913  HW4.0 SRMBX6DIN9I3TL360 HW3.0 BHNUTBHRMBBO SRM12X35DIN912  HW 10.0 SR M8X45 DIN 913
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MODULARGHIF
ISO 26622-1 XM2Z

y

IM-MAHD

Holders with an ISO 26622-1(*)
Tapered Shank for Parting,
Grooving, Tumning and

Facing Adapters

CDX = See specific adapter dimensions
* Right-handshown

Designation DCONMS LPR WF CDIM

IM40 MAHD 40.00 43.00 18.0 0
IM50 MAHD 50.00 47.00 23.0 0

63.00 52.00 29.0 0

Designation DCONMS LPR WF cDIt
IM40 MAHD 1.575 1.693 .709 0
IM50 MAHD 1.968 1.850 .906 0
IM63 MAHD 2.480 2.047 1.142 0

* (*) Tools with orientation holes in the flange groove can be supplied on request

) 1 - Hole for data chip, O - Without hole for data chip

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50)

Spare Parts

s > & ;7 [/ ¢ & B O

| IMm-mAHD  IEEH T205  SR14-5199  SRM6X20-XT®  HW50  SRM6XBDINSS1 14H/22H9  SR76-1022  EZA125  EZ125
(@) For DGAD, HGAD and PCADR/L adapters; supplied in the attached plastic bag

(b) For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools

(¢) For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools

(@ Used to prevent chips from entering the upper locking screw hole when it is not used for the adaptation; supplied in the attached plastic bag

ISCAR



MODULARGrir
I1SO 26622-1 XM2Z

y

IM-MAHPD

Perpendicular Holders with
an I1SO 26622-1(*) Tapered
Shank for Parting, Grooving,
Turning and Facing Adapters

CDX = See specific adapter dimensions
¢ Right-hand shown

Designation DCONMS LPR WF cbIm

IM50 MAHPD 50.00 45.00 26.00 0
63.00 45.00 33.00 0
I N Cc H
Designation DCONMS LPR WF cDI
IM40 MAHPD 1575 1732 984 0
IM50 MAHPD 1.968 1772 1.024 0
IM63 MAHPD 2.480 1772 1,299 0

* (*) Tools with orientation holes in the flange groove can be supplied on request
() 1 - Hole for data chip, 0 - Without hole for data chip
For tools, see pages: ® HFPAD-3 (49) ® HFPAD-4 (49) ¢ HFPAD-5 (50) ® HFPAD-6 (50)

Spare Parts

e s > 2 ;S L 2 B8

| IM-MAHPD | SR M5-04451 T-20/5 SR 14-519¢9 SR MBX20-XT®! HW50  SRMBX6DINSST 14H/22HE  EZP 5 EZ125

@ For DGAD, HGAD and PCADRY/L adapters; supplied in the attached plastic bag
(b) For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools
(©) Used to prevent chips from entering the upper locking screw hole when it is not used for the adaptation; supplied in the attached plastic bag

ISO 26622-1 XM2Z
ISCARGrir —

'y

IM-GHAD-8
Holders with an ISO 26622-1(*) 4
Tapered Shank for Grooving,
Turning and Facing Adapters

Ty
DCO*NMS

CDX - See specific adapter dimensions

Designation DCONMS cw LF WF DAXN(™ DAXX®@ CDX® cDI®
IM50 GHAD-8 50.00 8.00 60.00 26.00 800 510.0 25.00 0
IM63 GHAD-8 63.00 8.00 65.00 32.50 80.0 510.0 25.00 0

Designation DCONMS Ccw LF WF DAXN® DAXX@ CDX® cDl¥

IM50 GHAD-8 1.968 315 2.362 1.024 3.15 20.08 984 0
IM63 GHAD-8 2.480 315 2.559 1.280 3.15 20.08 984 0
® (*) Tools with orientation holes in the flange groove can be supplied on request
) Minimum axial grooving diameter
(2) Maximum axial grooving diameter
@) Cutting depth maximum

@) 1 - Hole for data chip, O - Without hole for data chip
For tools, see pages: ® GAFG-R/L-8 (87)

Spare Parts

Y A

IM-GHAD-8 SR 14-519 T-20/5 SR M6X25 DIN912 HW 5.0 SR 76-1022 EZA 125 EZ 125

Member IMC Group
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I1SO 26622-1 XM2Z
ISCARGriir

y

IM-HAD

Holders with an ISO 26622-1(*)
Tapered Shank for Internal
Facing Adapters

CDX - See specific adapter dimensions

Designation DCONMS LPR WF (o] 10} @ / / f
IM40 HAD 40.00 60.00 18.0 0 SR 14-519 T-20/3 HW 3.0 SR M4X6DIN912
50.00 60.00 180 0 SR 14-519 T-20/3 HW 3.0 SR M4X6DINg12
Designation DCONMS LPR WF CDIM & / / f
IM40 HAD 1.575 2.362 .709 0 SR 14-519 T-20/3 HW 3.0 SR M4X6DIN912
1.968 2362 709 0 SR 14-519 T-203 HW 3.0 SR M4X6DINg12

* (*) Tools with orientation holes in the flange groove can be supplied on request

™ 1 - Hole for data chip, O - Without hole for data chip
For tools, see pages: HFAER/L-4 (53) ® HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) » HFAIR/L-DG (61) » HGAER/L-3 (52) » HGAIR/L-3 (57)

I1SO 26622-1 XM2Z

ISCARGRIF | ﬂ e
IM-HAPR/L [ - |
Perpendicular Holders with an
ISO 26622-1 (*) Tapered Shank

y

CDX - See specific adapter dimensions
¢ Right-hand shown

for Internal Facing Adapters 1

Designation DCONMS LF cDIM &
IM40 HAPR/L 40.00 50.00 0 SR 14-519 T-20/3
IM50 HAPR 50.00 50.00 0 SR 14-519 T-20/3

Designation DCONMS LF CDIM &

IM40 HAPR/L 16756 1.968 0 SR 14-519 T-20/3
IM50 HAPR 1.968 1.968 0 SR 14-519 T-20/3
* (%) Tools with orientation holes in the flange groove can be supplied on request

() 1 - Hole for data chip, 0 - Without hole for data chip
For tools, see pages: HFAER/L-4 (53)  HFAER/L-5T, 6T (53) ® HFAIR/L-4 (60) » HFAIR/L-DG (61) » HGAER/L-3 (52) » HGAIR/L-3 (57)

ISCAR



SQUARE SHANK HOLDERS

MODULARGrir

MAHPR/L E
Holders for Perpendicularly |
Mounted Adapters for all
GRIP Systems

Right-hand shown

M E L R I C
Designation H B HF OAL

LH

HBH

MAHPR/L 20 20.0 20.0 20.0 140.00
MAHPR/L 25 25.0 25.0 25.0 140.00

MAHPR/L 32 32.0 32.0 32.0 160.00

25.0
25.0
25.0

10.0
5.0

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-4 (49) ¢ HFPAD-5 (50) ® HFPAD-6 (50)

Spare Parts

& VA 7

Designation

&

SR M5-04451 T-20/5 SR 14-519 SR M6X20-XTe)

MAHPR/L

HW 5.0

SR MEX6DINS51 14H/22H

(@ For CGPAD, HGPAD, TGPAD and HFPAD adapters. Supplied with the tools.

MODULARGrIF
MAHPR/L

Holders for Perpendicularly
Mounted Adapters for all
GRIP Systems

»‘M

OAL———=

A

e Tl

Right-hand shown

Designation H B HF OAL

LH

HBH

MAHPR/L 19 (1 750 750 750 6.000
MAHPR/L 25.4 1.000 1.000 1.000 6.000

MAHPR/L 31.7 1.250 1.250 1.250 7.000

.980
.980
.980

43
.20

) Supplied on request only.
For tools, see pages: ® HFPAD-3 (49) ® HFPAD-4 (49) » HFPAD-5 (50) » HFPAD-6 (50)

Spare Parts

4

&

& & /7
MAHPL 19 T-20/5 SR 14-519 SR M6X20-XTte)
MAHPR 19 SR M5-04451 T-20/5 SR 14-519 SR M6X20-XTt
MAHPR/L 25.4 SR M5-04451 T-20/5 SR 14-519 SR MBX20-XT@
MAHPR/L 31.7 SR M5-04451 T-20/5 SR 14-519 SR M6X20-XT@

HW 5.0
HW 5.0
HW 5.0
HW 5.0

SR MBXEDINS51 14H/22H
SR MBXEDINS51 14H/22H
SR MBX6DINSS1 14H/22H
SR M6XBDINS51 14H/22H

(a) For CGPAD, HGPAD, TGPAD and HFPAD adapters. Supplied with the tools.

Member IMC Group
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e For user guide and accessories, see pages 161-173
For tools, see pages: ® HFPAD-JHP (48) ® HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50)

Z MODULAR<GriF . o .
P e (‘*L T @O
% JETCUS ol [P O T Bar i
MAHPR/L-JHP G1/828 4] LH‘ R
|_| Holders with High-Pressure ¥
L1 Coolant Channels for 454 E |B
MODULAR-GRIP Perpendicularly )
> Mounted Adapters Right-hand shown
@) M E c
O Designation H B OAL LH HBH HF
MAHPR/L 20-JHP 200 200 140,00 28.0 100 200
C MAHPR/L 25-JHP 250 250 140,00 28,0 50 250
( I ) MAHPR/L 32-JHP 32.0 32.0 150.00 - - 32.0
Ll

SR M6X20-XT

(Key: HW 5.0) —>‘

OR 5X1N

SR M6X12DIN6912
(Key: HW 5.00 ———>

SR M5X04451 '

(Key: T-20/5) ——— ¥ >
Spare Parts

Q \\Q'
At PLUG G1/81SO1179

<— (Key: HW 5.0)

e s > O /7 ( o &

MAHPR/L-JHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HW 5.0 OR 5XIN PLG 1/81801179

MODULARGRiF P )

JETCuT gl | = : e

MAHPR/L-JHP G286 4] L - ‘%AL

Holders with High-Pressure 1]

Coolant Channels for ﬂ | B

MODULAR-GRIP Perpendicularly

Mounted Adapters

|

Designation H B OAL LH HBH HF
MAHPR/L 19-JHP .750 .750 5.500 1.100 .39 .750
MAHPR/L 25.4-JHP 1.000 1.000 5.500 1.100 .20 1.000
MAHPR/L 31.7-JHP 1.250 1.250 6.000 = - 1.250

For tools, see pages: ® HFPAD-JHP (48) ¢ HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50)

SR M6X20-XT
(Key: HW 5.0) —>‘
OR 5X1 N
SR M6X12DIN6912 Q \
—_—
(Key: HW 5.0) PLUG G1/8I1SO1179
SR M5X04451 p <——  (Key: HW 5.0)

(Key: T-20/5) ———_¢ -

Spare Parts

e s > O /7 ([ o &

MAHPR/L-JHP SR M5-04451 1-20/5 SR M6X12DING912 SR M6X20-XT HW 5.0 OR 5X1N PLG 1/8ISO1179

ISCAR




MODULARGri- r g
ETous i i H o ona &A
JETU"' " HBH L} n
Caujyeay) -~ P
MAHPR/L-XL-JHP OAL oAw |
Holders with High-Pressure : 4oigEn
Coolant Channels for = n::%::x ? H: L]Lr__ o o
MODULAR-GRIP Perpendicularly I\/W—lD’\szD»4 =N ot hand shoun

Mounted Adapters

M E L R I (o]
Designation H B LH OAL HBH OAH OAW 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-M 25.0 256.0 15.0 120.00 19.0 53.00 45.50 25.0 35.00 50.00 90.00

For tools, see pages: ® HFPAD-JHP (48) e TNFPAD-XL-JHP (113)

Spare Parts

s 0 S 0 6 & © o

G S (Lo B 128 (el e SR M5-04451 T-20/5 SR M6X16 DIN912 HW 5.0 OR 5XIN SR M4X4 DIN913 TL360 SR M6EX6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377
NG TR P E | T8 (e e SR M5-04451 T-20/5 SR M6EX16 DIN912 HW 5.0 OR 5XIN SR M4X4 DIN913 TL360 SR MBX6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377

MODULAR-GRHiF 4 9
Qs ¥ Ho oaH AA

JETCUT i HBH I N

LH 1 h -

MAHPR/L-XL-JHP OAL -~ oaw!

Holders with High-Pressure : RANR A a =

Coolant Channels for b n::ﬁc::i Ii‘: H: % % S

MODULAR-GRIP Perpendicularly i L MHD = s '

Mounted Adapters MHD_2 | = Right-hand shown

1 N C H

Designation H B LH OAL HBH OAH OAW HF L5 MHD MHD_2
MAHPR/L-XL-19-JHP-MCG 750 750 591 4724 1.000 2,087 1.772 750 1,142 1.968 3.346
MAHPR/L-XL-20-JHP-MCG 787 787 906 4724 945 2,087 1.772 787 1.142 1.968 3.346
MAHPR/L-XL-25-JHP-MCG .984 984 591 4.724 748 2.087 1.791 984 1.378 1.968 3.543
MAHPR/L-XL-25.4-JHP- 1.000 1.000 591 4.724 748 2.087 1.791 1.000 1.378 1.968 3.543

For tools, see pages: ® HFPAD-JHP (48) o TNFPAD-XL-JHP (113)

Spare Parts

e s ) S o ¢ & © o

VNG (ST R (R KR | o8 [ B SR M5-04451 T-20/5 SR M6X16 DIN912 HW 5.0 ORS5XIN SR M4X3DIN913 SR M6X6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377
NG TIES CEPTo B ] 28T (o e B SR MB-04451 T-20/5 SR MBX16 DIN912 HW 5.0 OR 5XIN SR M4X4 DIN913 TL360 SR M6X6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377
VN (SR P20 | o8 [ B SR M5-04451 T-20/5 SR M6X16 DIN912 HW 5.0 OR 5XIN SR M4X4 DIN913 TL360 SR M6X6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377
WG VD BRI B0 |28 [ e SR M5-04451 T-20/5 SR M6X20 DIN912 HW 5.0 ORBXIN SR M4X3DIN913 SR M6X6 DIN913 TL360 PLG G1/8 TL360 SUPPORT MG-XL-5113377

Member IMC Group
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() WF(shank)
For tools, see pages: ® HFPAD-3 (49) ¢ HFPAD-4 (49) » HFPAD-5 (50) » HFPAD-6 (50)

Z MODULARGriF
oC MAHR/L Lﬁ%ﬁ:
D Adapter Holders for HT 1@ > © 5
|_ all GRIP Systems § ~—oa HBHT ;
LIl_I B | : itWF (shank) WF (assembly)
[ T [y Left-hand shown e

> WF (adapter) WF(assembly)=WF(shank)+WF(adapter)
O M E T R | C
O Designation H B HF OAL HBH WF()

MAHR/L 20 20.0 20.0 20.0 130.00 10.0 171
m MAHR/L 25 25.0 25.0 25.0 130.00 5.0 221
( I ) MAHR/L 32 32.0 32.0 32.0 140.00 - 29.1
L

Spare Parts

e - y o y s

MAHR/L SR M5-04451 T-20/5 SR 14-519 SR MBX20-XT¢) HW 5.0 SR MBXBDINS61 14H/22H

(@ For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools

MODULARGHIF

MAHR/L
Adapter Holders for
all GRIP Systems

P
j 0@ HF
T

| HBHE |

le— OAL———> ¥

| l v ¢WF (shank) WF (assembly)

) Left-hand shown e
WF (adapter) WF(assembly)=WF(shank)+WF(adapter)

i el e il

1 N (o] H

Designation B HF OAL HBH WF@
MAHR/L 19 (1) : 750 750 5,600 43 640
MAHR/L 25.4 1.000 1.000 5.600 20 890
MAHR/L 31.7 1.250 1.250 6.600 - 1.140
MAHR/L 38.1 (1) 1.500 1.500 6.600 - 1.390
() Supplied on request only.
2 WF(shank)

For tools, see pages: ® HFPAD-3 (49) ® HFPAD-4 (49) ® HFPAD-5 (50) ® HFPAD-6 (50)

Spare Parts

e - P y s

MAHR/L SR M5-04451 1-20/5 SR 14-519 SR M6X20-XTe) HW 5.0 SR M6XEDINS51 14H/22H

(a) For CGPAD, HGPAD, TGPAD and HFPAD adapters; supplied with the tools

ISCAR




MODULARGHIF
I 5

@000 . ul @40
JETCUT i ' i 349
MAHR/L-JHP oL .

Holders with High-Pressure ' HBKW y
Coolant Channels for Bl 3 WF (shank) W (adsembiy) et

- T A4‘~ ert-nana snown e

MODULAR-GRIP Adapters ) 23F "IWF (adapten) WF(assembly)=WF(shank)+WF(adapter)

M E L R 1 (¢

Designation H B OAL HBH WF() HBKW HF
20.0 20.0 130.00 100 15.1 16.50 20.0
MAHR/L 25-JHP 25.0 25.0 130.00 50 20.1 11.50 25.0
32,0 320 140.00 - 271 450 32,0
e For user guide and accessories, see pages 161-173
) WF(shank)

For tools, see pages: ® HFPAD-JHP (48) » HFPAD-3 (49) ® HFPAD-4 (49) » HFPAD-5 (50) * HFPAD-6 (50)

PLUG G1/81S01179 SR MEX20-XT .t

(Key: HW 5.0) —>‘ 'AKeV‘ HW 5.0) g "
=

b

< OR 5X1N

O SR M6X12DIN6912
<— (Key: HW 5.0)
SR M5-04451

sé (Key: T-20/5)
Spare Parts

. - > 2 7/

@ &2

MAHR/L-JHP SR M5-04451 T20/5 SR M6X12DIN6912 SR MBX20XT HW 5.0 OR 5XIN PLG 1/81501179

MODULARGFHI~
Iy

@00e... ul HF '@00

JETCI.I.I- A ¥ \ PSI Max
HBHY G 1/8"-28
MAHR/L-JHP AL '
Holders with High-Pressure v OHBKW v
Coolant Channels for B | . W Shank) W (dssomby) Left-hand shown
- - i R 1 - .

MODULAR-GRIP Adapters ) 090 F TWF (adapter) WF(assembly)=WF(shank)+WF(adapter)

I N C H

H B OAL HBH WF® HBKW HF

MAHR/L 19 750 750 5.000 19 560 650 750
MAHR/L 25.4-JHP 1.000 1.000 5.000 20 810 453 1,000
1250 1.250 5,500 - 1.060 an 1.250

() WF(shank)
For tools, see pages: ® HFPAD-JHP (48) o HFPAD-3 (49) » HFPAD-4 (49) » HFPAD-5 (50) » HFPAD-6 (50)

SR M6X20-XT

‘ 'ﬁKey: HW 5.0)
-

PLUG G1/81SO1179
(Key: HW 5.0) ———>

< OR 5X1N
0 SR M6X12DIN6912
<— (Key: HW 5.0)

% \ SR M5-04451
e (Key: T-20/5)
Spare Parts

o &2

s > 2 7/
| MAHR/L-JHP |

SR M5-04451 T-20/5 SR M6X12DING912 SR MEX20-XT HW 5.0

OR 5XIN PLG 1/81SO1179

Member IMC Group
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MODULARGHIF

e o

JETCUT

5340
Bar Max

MAHR/L-JHP-MC

Holders with Bottom Inlets for
High-Pressure Coolant Channels
Carrying MODULAR-GRIP

v
)
My WF (shank) - WF (assembly)

Left-hand shown

)
A WF (adapter) ¢ WF(assembly)=WF(shank)+WF(adapter)

Grooving and Turning Adapters

H B OAL HBH WF HBKW HF

MAHR/L 20-JHP-MC 20.0 20.0 98.00 10.0 14.0 6.00 20.0
MAHR/L 25-JHP-MC 25.0 25.0 98.00 5.0 19.0 - 25.0

e For CDX, refer to the adapters data.
) WF(shank)
For tools, see pages: HFPAD-JHP (48) ® HFPAD-3 (49) ® HFPAD-4 (49) e HFPAD-5 (50) ® HFPAD-6 (50)

Spare Parts

/ 4 & b & o

Designation

SR M6X20-XT HW 5.0 SR M5-04451 T-20/5 SR M6X12DING912 OR 5XIN

MAHR/L-JHP-MC

ISCAR




JETCUT

MAHR/L-MG-XL-JHP =
Holders with High-Pressure
Coolant Channels for

L °
HF g @
A HBH

v
H 140
‘ Bar Max

G1/8x3

Interchangeable Adapters )
WF(assembly)=WF(shank)+WF(adapter)
M E T R | C
Designation 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 161-173
For tools, see pages: ® TNFPAD-XL-JHP (113)
Spare Parts
©
& & 7 o &
MAHR/L 20-MG-XL-JHP SR M6X12DIN6912-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 MBX12DING912-P HW 5.0 SR M5-04451 T-20/5 SR MBX14-XT DIN 912 OR 5X1IN PLG G1/8 TL360
....".All-
JETCUT " R
MAHR/L-MG-XL-JHP - i J @ [ 2000
Holders with High-Pressure N =, I HBH '
Coolant Channels for '@ ’ T A VI
Interchangeable Adapters ) u B i JJ
Right-hand V:L mﬁirﬁgﬁzﬁﬁiﬁj
Left-hand - "
WF(assembly)=WF(shank)+WF(adapter)
| N C |
H B OAL HBH WF HBKW
.750 .750 5.870 .98 512 118
1.000 1.000 5.870 .73 172 370

® For user guide and accessories, see pages 161-173
For tools, see pages: ® TNFPAD-XL-JHP (113)

Spare Parts

&

Designation

& 7

Ve @ @

MAHL 19-MG-XL-JHP SR M6X12DING912-P
SR M6X12DIN6912

SR M6X12DIN6912-P

MAHR 19-MG-XL-JHP
MAHR/L 25.4-MG-XL-JHP

HW 5.0
HW 5.0
HW 5.0

SR M5-04451 T-20/5 SR M6X14-XT DIN 912 OR 5X1N PLG G1/8 TL360
SR M5-04451 T-20/5 SR MEX14-XT DIN 912 OR 5XIN PLG G1/8 TL360
SR M5-04451 T-20/5 SR MEX14-XT DIN 912 OR 5XIN PLG G1/8 TL360

Member IMC Group
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@000,
JETCUT
MAHR/L-MG-XL-JHP-MC
Holders with Bottom Inlets
for High-Pressure Coolant
Channels Carrying Parting
and Grooving Adapters

Y
Right-hand VXL

CDX 41@40
Bar Max

i

Designation

MAHR/L 20-MG-XL-JHP-MC
MAHR/L 25-MG-XL-JHP-MC

Left-hand
WF(assembly)=WF(shank)+WF(adapter)
M E T R 1
H B OAL HBH WF HBKW
20.0 200 116.10 10.0 14.0 4.00
25.0 25.0 114.00 10.0 19.0 9.00

e For CDX, refer to the adapters data
For tools, see pages: ® TNFPAD-XL-JHP (113)

Spare Parts

Designation

7

4

&

bl

& 2

MAHR/L-MG-XL-JHP-MC

SR M6X14-XT DIN 912

HW 5.0

SR M5-04451

T1-20/5

SR M6X12DIN6912-P OR 5XIN

ISCAR
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USER GUIDE

Z HEL [FACE
D) Machining Data for Face Machining
I_l o Tensile Strength Material
LL' (] Material Condition [N/mm?] Hardness HB Group No.
> <0.25 %C Annealed 420 125 1
O N - >=0.25 %C Annealed 650 190 2
O on-alloy stee an cast < 0.55 %C Quenched and tempered 850 250 8
steel, free cutting steel
m >=0.55 %C Annealed 750 220 4
@ Quenched and tempered 1000 300 8
Annealed 600 200 6
LL Low alloy steel and cast steel (less 930 275 7
S{D than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
L
) Annealed 680 200 10
High alloyed steel, cast steel, and tool steel
Quenched and tempered 1100 325 11
Stalnless 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 ron nodular (GG) Pearlitic/ Martensitic 260 16
Ferritic 160 17
Grey cast iron (5GG) Pearltic 250 18
Malleable cast iron Ferr|"[|F: 150 19
Pearlitic 230 20
Aluminum-wrought alloys Not cureable 00 21
Cured 100 22
<=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
Non-metalic Duroplastics, fiber plastics 29
Hard rubber 30
Fe based Annealed 200 3il
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
L , RM 400 36

Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened stesl Hardened 55 HRC 38
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

ISCAR




Material
No. 1C228/528 1C830 1C354 1C908 1C808 1C8250
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 55 - 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 55 - 90 70 - 110 75-115 105 - 165
1C806 1C808 1C354 1C830 IC20
12 110 - 200 100 - 180 80 - 145 75 - 135 50 - 90
13 100 - 185 90 - 170 70 - 135 65 - 125 45 - 85
1C806 1C808 IC354 1C830 IC20
14 90 - 170 80 - 155 65 - 125 60 - 115 40-75
IC5010 1C428 1C8250 1C808 1C20
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 8518135 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
1C808 1C20
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 35 - 150
30
1C806 1C908 1C808 1C830 1C20
31 45 -70 35 - 55 35 - 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 35 - 45
1C808 IC20
38 25-30 20-30
39 20-30 15-25
40 30-45 30-40
41 25-30 25-30

Member IMC Group
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Z CHAMGROOVE PICCOCUT
% Machining Data for Face Machining
— MIFR/

[ GFQR | PICCO | MEFL | MIFR10 | MIFR 15
LL] Tensile Cutting | 1C528 | 10228 | 81C908 | 1C908 | 1C908
> Strength | Hardness | Material| Speed | Feed Feed Feed Feed Feed
O 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
O >=0.25 %C| Annealed 650 190 o | 80180 002:0.0810.015:0.05
m Non-alloy Quenched
steel and < 0.55 %C and 850 250 8
O cast stedl, tempered 80-130 | 0.02-0.06 |0.015-0.04
LL free cutting  >= 0.55 %C| Annealed 750 220 4
Q steel Quenched
<C and 1000 300 5 | 80-120 | 0.02-0.06 |0.015-0.04
L 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
St;(;‘l’v(li‘;ytﬁgg g;sgf Quenched | 930 275 7 | 80-140 | 0.02-0.08 |0.015-0.04
alloying elements) 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 mz:;':;{ic 680 200 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 Martensitic | 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
Stainess 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
ggggl't‘fé 180 15 | 80-140 | 0.02-0.08 |0.015-0.05
Cast iron nodular (GG) Pearlitic/
- 260 16 | 80-120 | 0.02-0.07 [0.015-0.04
Martensitic
Grey oast ron (6GG) Ferritic 160 17 | 80-140 | 0.02-0.08 |0.015-0.04| %-02-0-10 | 0.05-0.12 1 0.04-0.10
Pearlitic 250 18 | 80-120 | 0.02-0.07 [0.015-0.04
Valleable cast iron 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
Auminum-wrought alloys Not cureable 60 21 [150-320|0.02-0.08 | 0.015-005
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 90 24 [150-300] 0.02-0.08 | 0.015-005
castaloys o s High 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
ey Electrolfic 100 | 28 |50-180 |0.02-0.08 |0.015-005
copper
Duroplastics, o9
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.
loys Nior Go | Annealed 250 33 15-20 | 0.02-0.06 [0.015-0.04
i Cured 350 34 15-20 |0.02-0.06 [0.015-0.04] o 1. 2| 0 00-0.08 | 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 alloys Apha+beta |y 465, 37 | 2050 |0.02-0.06 |0.015-0.04
alloys cured
Hardened 55 HRC 38
Hardened steel Hardened 60HRC | 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.

TICN
Base

M05-M15

S10-S20

A hard submicron grain size substrate with PVD coating and a
special SUMOTEC surface treatment.

Excellent for machining high temperature alloys and Titanium
alloys, at moderate to relatively high cutting speeds.

Features high wear resistance and plastic deformation durability.

Base

P10-P20
M05-M15
K15-K30

S10-S20
HO05-H15

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

I_|
=z

TIAIN
Base

P15-P30
M20-M30
K20-K40

PVD COATED

S15-830
H20-H30

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

I_|
=z

TIAIN
Base

P30-P45
M25-M40

S20-S30

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

I_!
=

TIAIN
Base

P15-P30
M20-M30
K20-K40

S15-S30
H20-H30

A tough submicron grain size substrate with PVD coating,
recommended for general use in a large variety of operations and
materials such as steels, alloy steels, austenitic stainless steel and
high temperature alloys at moderate cutting speeds.

Features high wear resistance and chipping durability.

Base

i

oo otd

* For coated grades

Member IMC Group

Z
as
D)
=
L]
=
@)
O
o
O
LL]
2
T




pd
o
i
n
LL
>
O
O
(T
O
LL
2
LL

ISCAR Face Gooving Grades Chart

USER GUIDE

Grade ISO

Grade Description

Coating Layers

Coating Color*

K10-K2
IC5010 020

A hard substrate with MTCVD coating with a special SUMOTEC
surface treatment. Recommended for machining gray and nodular
cast iron at moderate to high cutting speeds, provides very good
resistance to chipping.

TN

Base

P15-P35
M15-M25

1C8250

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

TN

Base

K10-K25

CVD COATED

A tough substrate with multilayer CVD coating. Recommended for
machining gray and nodular cast iron at medium to high cutting
speeds. Can be used for interrupted cuts and under heavy
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.

1C9015

alloy steels and martensitic stainless steel with moderate feeds
at stable conditions.

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, TiN

Base

!

* For coated grades

Grade ISO

Grade Description

Coating Layers

Uncoated

M15-M30

A tough uncoated submicron carbide grade, suitable for steels,
stainless steel and high temperature alloys at low cutting speeds.

UNCOATED

DD Good choice for non-ferrous materials.
S20-S30
Base
A hard-uncoated carbide grade for machining aluminum and
K10-K20 other non-ferrous materials at medium to high cutting speeds.
Can be used for cast iron at low cutting speeds.
IEED Suitable also for machining high temperature and Titanium alloys,
$10-820 | at low cutting speeds.
H10-H20 Base

ISCAR
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USER GUIDE

Clamping the Insert

Clamping an insert correctly into the holder
is necessary for stable machining.

¢ Be sure that the seat is clean of dirt and swarf.

¢ |n the first stage of clamping, ease the insert gently into
place. Make sure that the prismatic surfaces match.

Screw Clamping Torque

Insert Width

6/8
CGFG 51...

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 'I_'ype

HELI-GRIP
GRIP...Y Type

v

For general use in turning
& 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
‘(,.f." g o

higf

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.

y
=

Choose the widest possible insert and tool, according
to the cutting width and geometry to be machined.

_>| T max |<.

Choose the shortest tool blade overhang,
according to the maximum depth required.

Drmi Minor
min Diameter

Ve

Diameter

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.

Member IMC Grou
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USER GUIDE

HELIFACE
Face Machining Guide Optimizing the Machining Sequence
Recommended machining sequence in roughing Recommended machining sequence
operation using multifunction HELI-FACE tools. using multifunction 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.

After rapid positioning back into initial groove,
continue with face turning to center.

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.

Z
as
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Finish major diameter toward the
bottom and generate the radius.

groove, continue face turning to center, without
touching the machined roughing steps on the wall.

Note: When face grooving, reduce the speed by 40% in relation to that
used in face turning.

Finish boring the minor diameter to
the bottom, up to final depth.

I Position the tool in rapid movement in the initial

Note: When face grooving, reduce the speed by 40% in relation to that
used in face turning.

ISCAR
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USER GUIDE

The Multifunction Advantage

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%.

A single multifunction tool machines the whole part:
grooving, face turning and chamfering, replacing three
ISO tools and reducing machining time by 40%.

e

A single integral HELI-FACE tool HFHPL-M
replaces three ISO tools and reduces

machining time by 50%.
— Eo

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 bottom machining. This operation requires
a small diameter shank and long overhang.

A standard internal boring bar with a trigon
insert for roughing and finishing.

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

HELIFACE

The Multifunction Advantage Insert Replacement
This part was machined using three EDG 33B

different conventional tools.

A standad ISO tool for external turning.
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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
maximum load on blade.

Two extractor pins are placed in the

two holes in the holder blades.

- . Indexing
A face grooving tool for grooving,
recessing and chamfering. Place the EDG extractor in the holes

55 I Hold the extractor against the tool.

The HELI-FACE Solution

A single integral HELI-FACE tool HFHPL-M replaces
three ISO tools and reduces machining time by 50%.

ISCAR
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HELIFACE

Machining Conditions in Face Grooving

o
Recommended feed range for grooving with Recommended depth of cut and feed range LLJ
HFPR/L inserts in various widths. for face turning using HFHR/L toolholders >
carrying HFPR/L inserts in various widths. O
mm/rev
. @)
0.13 40 oC
o1 3s D
0.00 3.0
§ ' 5 25 LL
w007 9 20 O
o
0.05 £ 15 <E
g L
0.03 8 1o
T T T T 05
3 4 5 6 mm
Width of Inserts (W) 005 01 015 02 025 0.3mmiev
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 =0.08 =0.10 f=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
£ ! mm/rev mm/rev mm/rev mm/rev
£
e £
g {INNY, pport
= A NVA%Y N\NW
© ) R
£
£ 3
© LS
= | N% <& -
= , oy

ap=2mm

Note: In face grooving, narrowed and deformed chips are preferred.
Curled and long chips can flow out more easily from deep grooves.

ap=3mm

ap=4mm

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

Member IMC Grou
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USER GUIDE

HELIFACE

Face Grooving and Turning Recommendations

Using Adapters for 3 mm Inserts Using Adapters for 4-6 mm Inserts

Recommended feed range in grooving with HFPR/L

Recommended feed range for grooving with Grip 3... inserts and HFAIR/L & HFAER/L adapters.

and HGPL 3... inserts and HGAIR/L and HGAER/L
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adapters. Feed range changes according to adapter type. mm/rev

0.12

mm/rev 0.1
0.08

0.10

0.07 B 009

(0]

g 008 L 008

t] 0.07
L 005

0.06

0.04 0.05

0.03 0.04

0.02 T T T
4 5 6 mm

) Width of Inserts (W)
40-60 40-60 40-80 40-80 40-80 m/min

Cutting Speed V.

Recommended depth of cut and feed range in turning

HGAIR/L 12-3T6 with HFPR/L inserts and HFAIR/L & HFAER/L adapters.
HGAER/L 12-3T6 Feed range changes according to adapter type.
HGAIR/L 14-3T7 mm
HGAER/L 14-3T7 o5
HGAIR/L 17-3T8
HGAER/L 17-3T8 2.0
HGAIR/L 21-3T9 g
HGAER/L 21-3T9 = 15
HGAIR/L 25-3T9 %
< 1.0 1
a
a
Recommended depth of cut and feed range for turning 05
with HGPL 3... inserts with HGAIR/L and HGAER/L I I
adapters. Feed range changes according to adapter type. 0.05 04 015 02 0.25mmiev
Feed
mm
1.2
. HFAIR/L- ...4
& 10 HFAER/L- ...4
3 HFAIR/L- ...5
5 0.8 HFAER/L- ...5
=
£ 06 HFAIR/L- ...6
8 HFAER/L- ...6
0.4 Note: In roughing, reduce feed when depth of cut is increased, ad increase
feed at small depth of cut.
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.
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Specially Tailored

Semi-Standard Face Grooving
and Undercutting Tools

The following drawings show typical semi-standard
face grooving tools that can be ordered. Please specify
all relevant dimensions and attach workpiece material
geometric details.
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L
T
A

Z
as
D)
=
L]
=
@)
O
o
O
LL]
2
T

- g —>

- g

Grade Selection for Facing Applications

ISO P BT 1sok ISO N ISO S
1-11 12213 R 1520 21-28 31-37
Stainless
. Steel
SEEES  Austenitic
Steel & Duplex High
Ferritic & (Ferritic- Temperature Hard Steel &
Material groups Steel \(ElREREE  Austenitic) CastlIron Non-ferrous Alloys Cast Iron
1C808 IC808 IC808 IC5010

1C8250 IC8250 IC8250

IC830 IC830 IC908

FACING

B First choice

Member IMC Group
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] BHRMB 33

[ CGFG51-P8 88
C#-GHAD-8 142
C#-GHAPR/L-8 143
C#-HAD 144
C#-HAPR/L 144
C#-HATA 142
C#-HFIR/L-MC 145
C#-MAHD 139
C#-MAHD-JHP 140
C#-MAHDOR 139
C#-MAHDR-45 138
C#-MAHPD 141
C#-MAHPD-JHP 141
CR HFIR-M 65-66
C#-TBK-R/L 138

[©] DGN/DGNC/DGNM-C 79
DGN/DGNM-J/JS/JT 82
DGN-MF 80
DGN-W 81
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ISCAR LTD.

Israel

Headquarters

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

Argentina

ISCAR TOOLS ARGENTINA SA

Tel +54 114 912 2200
Fax+54 114 912 4411
admin@iscararg.com.ar
www.iscararg.com.ar

Australia

ISCAR AUSTRALIA PTY. LTD
Tel +61 (0) 2 8848 3500
Fax+61 (0) 2 8848 3511
iscaraus@iscar.com.au
www.iscar.com.au

Austria

ISCAR AUSTRIA GmbH
Tel +43 7252 71200-0
Fax+43 7252 71200-999
office@iscar.at
www.iscar.at

Belarus

JV ALC “TWING-M”

Tel +375 17 506-32-38
+375 17 506-33-31/65
Tel/Fax +375 17 506-32-37
info@twing.by
www.twing.by, www.iscar.by

Belgium

n.v. ISCAR BENELUX s.a.
Tel +32 (0) 2 464 2020
Fax+32 (0) 2 522 5121
info@iscar.be
www.iscar.be

Bosnia
(Representative Office)
Tel +387 32 201 100
Fax+387 32 201 101
info@iscar.ba

Brazil

ISCAR DO BRASIL COML. LTDA.

Tel +55 19 3826-7100
Fax+55 19 3826-7171
DDG 0800 701 8877
iscar@iscarbrasil.com.br
www.iscar.com.br

Bulgaria

ISCAR BULGARIA
Tel/Fax +359 431 62557
aa_iscar@infotel.bg
www.iscar.bg

Canada

ISCAR TOOLS INC.
Tel +1 905 829 9000
Fax+1 905 829 9100
admin@iscar.ca
www.iscar.ca

Chile

J&A INTERNATIONAL
Tel +56 2 2232 5838
amedina@jya.cl
www.jya.cl

China

ISCAR CHINA

Tel +86 21 8024 8888
iscar@iscar.com.cn
www.iscar.com.cn

Colombia

ISCAR Andina

Tel +57 310 380 9932
Tel/fax +57 1 896 65 78
iscar@iscar.com.co
www.iscar.com.co

Croatia

ISCAR ALATI d.o.o.

Tel +385 (0) 1 33 23 301
Fax+385 (0) 1 33 76 145
iscar@zg.t-com.hr
www.iscar.hr

Cyprus

WAMET (Demetriades) Ltd.
Tel +357 (0) 2 336660/5498
Fax+357 (0) 2 333386
wamet@cytanet.com.cy

Czech Republic
ISCAR CR s.r.o.

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

Denmark

KJ VAERKTOEJ AS/ISCAR DENMARK
Tel +4570 11 22 44

Fax+45 46 98 67 10

kj@kj.dk

www.iscar.dk

Ecuador

ISCAR Andina

Tel/fax +57 1 821 93 38
iscar@iscar.com.co
atencioncliente@iscar.com.co
WWwWWw.iscar.com.co

Estonia
KATOMSK AS

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

Finland

ISCAR FINLAND OY

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

France

ISCAR FRANCE SAS

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

Germany

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

Greece

INTERNATIONAL TOOLS

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

Fax+30 210 342 5621
info@internationaltools.gr

VIMA

V. Mazloumian & Sons

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

Hong Kong

MTC TOOLING SYSTEMS LTD
Tel +85-2-23054838
Fax+85-2-27988789
yoongkamsing@hotmail.com

Hungary

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

India

ISCAR India Ltd.

Tel +91 77009 63707
sales@iscar.in
www.iscar.in

Indonesia

CV MULTI TEKNIK

Tel +62-21-29206242/44/45/59
Fax+62-21-29206243
contact@multi-teknik.co.id

Ireland

HARD METAL MACHINE TOOLS
Tel +353 (0) 1 286 2466
Fax+353 (0) 1 286 1514
phannigan@hardmetal.ie
www.hardmetal.ie

Italy

ISCAR ITALIA srl

Tel +39 02 93 528 1
Fax+39 02 93 528 213
marketing@iscaritalia.it
www.iscaritalia.it

Japan

ISCAR JAPAN LTD.
Tel +81 6 6835 5471
Fax+81 6 6835 5472
iscar@iscar.co.jp
www.iscar.co.jp

Latvia

MECHA, UAB

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

Lithuania

MECHA, UAB

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

Mexico }

ISCAR DE MEXICO

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

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

New Zealand

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

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

Norway

SVEA MASKINER AS

Tel +47 32277750

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

Peru

HARTMETALL SAC

Tel: (511) 6612699
otorres@hartmetallgroup.com

Philippines

MESCO

Tel +63 2631 1775
Fax+63 2635 0276
mesco@mesco.com.ph

Poland

ISCAR POLAND Sp. z 0.0.
Tel +48 32 735 7700
Fax+48 32 735 7701
iscar@iscar.pl
www.iscar.pl

Portugal

ISCAR Portugal, SA
Tel +351 256 579950
Fax+351 256 586764
info@iscarportugal.pt
www.iscarportugal.pt

Romania

ISCAR Tools SRL

Tel +40 (0)312 286 614
Fax+40 (0)312 286 615
iscar-romania@iscar.com

Russia

Moscow

ISCAR LLC

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

www.iscar.ru

Serbia

ISCAR TOOLS d.o.o.
Tel +381 11 314 90 38
Fax+381 11 314 91 47
info@iscartools.rs

Singapore

SINO TOOLING SYSTEM
Tel +65 6566 7668
Fax+65 6567 7336
sinotool@singnet.com.sg

Slovakia

ISCAR SR, s.r.o.

Tel +421 (0) 41 5074301
Fax+421 (0) 41 5074311
info@iscar.sk
www.iscar.sk

Slovenia

ISCAR SLOVENIJA d.0.0.
Tel +386 1 580 92 30
Fax+386 1 562 21 84
info@iscar.si
www.iscar.si

South Africa

ISCAR SOUTH AFRICA (PTY) LTD.

ShareCall 08600-47227
Tel +27 11 997 2700
Fax+27 11 388 9750
iscar@iscarsa.co.za
WWww.iscar.co.za

South Korea
ISCAR KOREA

Tel +82 53 760 7594
Fax+82 53 760 7500
leeyj@taegutec.co.kr
www.iscarkorea.co.kr

Spain

ISCAR IBERICA SA
Tel +34 93 594 6484
Fax+34 93 582 4458
iscar@iscarib.es
www.iscarib.es

Sweden

ISCAR SVERIGE AB

Tel +46 (0) 18 66 90 60
Fax+46 (0) 18 122 920
info@iscar.se
www.iscar.se

Switzerland

ISCAR HARTMETALL AG
Tel +41 (0) 52 728 0850
Fax+41 (0) 52 728 0855
office@iscar.ch
www.iscar.ch

Taiwan

ISCAR Taiwan Ltd.

Tel +886 (0)4-24731573
Fax+886 (0)4-24731530
iscar.taiwan@msa.hinet.net
www.iscar.org.tw

Thailand

ISCAR Thailand Ltd.

Tel +66 (2) 7136633-8
Fax+66 (2) 7136632
iscar@iscarthailand.com
www.iscarthailand.com

Turkey

ISCAR Kesici Takim

TIC. VE. IML. LTD

Tel +90 (262) 751 04 84 (Pbx)
Fax+90 (262) 751 04 85
iscar@iscar.com.tr
www.iscar.com.tr

Ukraine

ISCAR UKRAINE LLC
Tel +38 (050) 440 23 91
info@iscar.com.ua
www.iscar.com.ua

United Arab Emirates
SVRS General Trading LLC
Tel +971 4 342 6699
WWW.SVIS-mena.com

United Kingdom
ISCAR TOOLS LTD.

Tel +44 (0) 121 422 8585
Fax+44 (0) 121 423 2789
sales@iscar.co.uk
www.iscar.co.uk

United States

ISCAR METALS INC.

Tel +1 817 258 3200
Tech Tel 1-877-BY-ISCAR
Fax+1 817 258 3221
info@iscarmetals.com
www.iscarmetals.com

Venezuela

FERREINDUSTRIAL ISO-DIN C.A.
Tel +58 2 632 8211/633 4657
Fax+58 2 632 5277
iso-din@cantv.net

Vietham

ISCAR VIETNAM
(Representative Office)
Tel +84 8 38 123 519/20
Fax+84 8 38 123 521
iscarvn@hcm.fpt.vn
www.iscarvn.com

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

and exclusive property of Iscar Ltd. and is protected

by copyright and other applicable laws. No part of any
Information may be used or otherwise disseminated for any
purpose whatsoever without the express prior

written consent of Iscar Ltd.

ltems appearing in this catalog may be improved, amended
or withdrawn without prior notice.”

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

our products.
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‘THE STANDARDS ISRAEL OF ISRAEL ‘THE STANDARDS INSTITUTION OF ISRAEL

Quality Standard

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

ISCAR’s inventory.

‘THE STANDARDS INSTITUTION OF ISRAEL
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