You INTELLIGENTLY?

MACHINING

[SCARMULTI-MASTER LINES

SOLID CARBIDE & INDEXABLE HEADS

Metric Catalog




J\FIED
(3'?\ 04{‘,
AS 9100

‘THE STANDARDS INSTITUTION OF ISRAEL ‘THE STANDARDS INSTITUTION OF ISRAEL THE STANDARDS INSTITUTION OF ISRAEL ‘THE STANDARDS INSTITUTION OF ISRAEL THE STANDARDS INSTITUTION OF ISRAEL

Quality Standards

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




&

CONTENTS

A
LLI
—
)
<
=
5
-
=

Square Shoulder Endmills 15
Exchangeable Solid Carbide HEAAS .......ccvveieiiiiiieee e 16
Exchangeable Heads with Indexable INSEIS .........oovvvviiiiiiii e 27
Fast Feed 39
Exchangeable Solid Carbide HEAAS ........uvvviviiiiiiiiieeee e 39
Exchangeable Heads with Indexable INSErS .........oouviviiiiiiiiie e 41
Profiling 43
Exchangeable Solid Carbide HEAAS ........uvvviviiiiiiiiieeee e 43
Exchangeable Heads with Indexable INSErS ..........ovviviiiiiiiiie e 54
Chamfering 55
Exchangeable Solid with Indexable INSEMS...........oiii e 55
Exchangeable Heads with Indexable INSErtS .........oovvviiiiiiiiii e 59
Engraving 60
Exchangeable Heads with Indexable INSErS ... 60
Holemaking 61
Exchangeable Solid Carbide HEAAS .......ccoceiiiiiiiiiee e 62
Grooving 67
Exchangeable Solid Carbide HEAAS .......uvviiiiiiiiiiiiiiieee e 68
Thread Milling 77
Exchangeable Solid Carbide HEAAS ........uvvvviiiiiiiiieee e 78
Exchangeable Heads with Indexable INSErtS .........oovvieiiiiiiii e 84

MULTI-MASTER Blanks

0o [o0]
© (&)

MULTI-MASTER Shanks

Alphabetical Index 102

mmmmmmmmmmmmmm




MULTI A A AmTEEE
=ViAS b =M
INDEXABLE HEADS

40,000 Indexable Solid
Carbide Endmill Options

NE@@GJ(J

MACHINING INTELLIGENTLY



MULTI-MASTER USER GUIDE o
LLJ
|_

Indexable Solid Carbide Milling Heads C</E)

Type Helix Angle |No. of Flutes |Diameter Range | Remarks Page E

1
= 6 12-25 Face Mill 16 ' —
|_
—
— 10,12 31.25-49.25 Face Mill 16 . :E)
38° 3 7.719.7 | For Keyways (DIN 6885) 16 el
45° 3 8-12 17 el ]
MM EC-4 30°, 45° 4 5-20 17 K
300, 45° 6 8-12 For Machining Hardened 18 -
50° 6, 8, 10 8-20 Steel (up to 65 HRC).
MM EC-8/10 300, 45° 8,10 16-25 19 -
38° 4,12 19 7 B
T g 8-25 CHATTER-FREE o 4
MM EC-H-4-CF 4 7.7-18.45 20 "
o /-1a. L ; y
MM EC-H-5-CF 45 5 77.03.9 CHATTER-FREE Endmill 20 b
45° 4 8-25 Finishred 21
MM EFS-CF 38° 4 6-25 Finishred CHATTER-FREE 21 w
4o° 4,5,6 8-25 Rough Milin 20 b
40°-47° ' SIOLAE
m 45° 3 8-25 Rough Machining on Aluminum 2 w
45° 2,3 8-20 High Speed Machining on Aluminum 23 - )
W
High Speed Machining on N
o o .
Lalal = aelr 0 & & Aluminum-CHATTER-FREE & L E
465° 4 8-25 1.5xD Flute Lengths 25 5SS
MM ECK-CF 35°, 38° 5,6 8-32 For Machining Titanium Alloys 26 p
10° 2 7.8-16 Slot Drill Milling Heads 26 “
“ — 2 10-20 FEED-MILL 39 w
— 46 8-25.4 FEED-MILL 40 ﬂ;
450 3 8-25 Ball Nose for Machining Aluminum 43 W
Ball Nose for
o 2 o General Finishing 4% &

G = Economical
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(<fl:) Indexable Solid Carbide Milling Heads
2 Helix Angle |No. of Flutes |Diameter Range | Remarks Page
] Center Cutting, 240°
— o E LS Spherical Cutting Profile “ B @
—
:E) - 2 10-20 Torodial “ 0 w
30" 6 816 | Torodl 45 @'ﬁ
30° 2,4 5-25 " 45
150 ) 520 Ball Nose Miling s o
Ball Nose =y
(o} - "
m &9 2 e for Machining Aluminum = N _\w
= 4 8,10,12,16 Lens-Shaped (Barrel) 46
MM ELBA — 4 8,10,12,16 Lens-Shaped (Barrel) 47
— 4 8,10,12,16 Oval-Shaped (Barrel) 47
MM EOBA = 4 8,10,12,16 Oval-Shaped (Barrel) 48 *‘@%
20°30° 8,12 12,16 Tapered Heads for 48
Finishing Operations
. : Chamfering, Countersinking and
AL 4 A Spot Drilling for DIN 74 Screw %5 B @
8-25 . o
— 4,6 Chamfering and Countersinking 56
10-25
m = 2 9.8-15.7 Double Chamfering 56 @m
— 3 7.4-11.6 | Double Chamfering 57 %
MM TS-45 4 7.7 45° Chamfering 57 =
— 34 17.7,21.7 45° Chamfering 57 g, G
= 6 10.5-27.7 Dovetail groove milling 58 ?
— 6 27.7 Double-Sided Corner Rounding Milling 59 ‘
— 1 8 Engraving 60 ’
— 3 8-16 Exchangeable Driling Heads 62 S
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MULTI-mASTER

Indexable Solid Carbide Milling Heads

USER GUIDE

Type

MM GRIT-3T6

MM TS-N

MM TS-C

MM TRD-M
MT-ISO-MM

MT-W-MM

MM TRF 55°

UUENNNNERN

SD TRD-M-SP

Helix Angle | No. of Flutes |Diameter Range| Remarks Page
— 2 1.07-6.41 Centering Dirills (DIN 332) 63 q
— 2 6-16 Spot Dril 64 ﬂ!
— 4 11-14 Flat Counter Boring Heads 64 n
— 2 8-20 Flat Bottom Drill Heads 65 »
— 8 15.7,17.7 Groove Milling 68 @
— 4 21.7 Groove Milling 69 E
7.7,10.5, " v
4,6 12.7.13.5 Groove Miling 70 ﬂ
13.5,16,16.5, - ~
6 19.5.02 5.5 Groove Miling 70 *
Groove milling standard @
6 V212209 circlips conform to DIN 471/472 0 i
. 4 15.88, 19.05, | Internal Grooving for Heat 71 w
25.4 Exchanger Tube Sheets
— 4 21.7 Involute Spline 72 .
24.7,31.25, i,
681012 | 70000, | Groove Miing 73 w
— 8 317 Groove Miling 74 Q
Gear Profile Miling According -
e £ to DIN 3972 Basic Profile Il 4 @
3,4 15.7,21.7 55°-DIN ISO 228, B.S 84 80 O :
o 3-6 10-20 60°-ISO 68, DIN13 78 u ‘
10,12,15.3, Mill thread for Internal
Sifinie 16,20 UN Thread Profile & ."
Mill thread for Internal and External
il 1016201 550 BSW Thread Profie ” .“‘
4 017 mHhrjg heads for 55 partial 80 ',1'
profile thread milling
. 56 11.94,15.94, | Milling heads For 55° partial 81
’ 19.94 profile thread milling
. 56 11.94,15.94, | Milling heads For 60° partial 80
’ 19.94,27.7 profile thread milling
Milling heads For 60° partial 'f-',»
Ehild) SR profile thread milling 83 "':‘i/f"
Milling heads For 55° partial \ ‘!.-
810 31.7,39.7 profile thread milling 83 “g/

G = Economical
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MULTI-MASTER

Indexable Solid Carbide Milling Heads

USER GUIDE

MM ESR-1.5D BLANKS

HM90 EAL-MM-15-JHP

$890 ESZ-MMT15-R08

T490 ELN-MM-05

MDR MMT-JHP

HP E90AN-MM-07

H490 E90AX-MM

E90SO-MM-04

HM390 ETC-MM

LERRRLEE

Helix Angle |No. of Flutes |Diameter Range | Remarks Page
13.8,17.1,23.4, .
— 98.6,35.6 Blank Heads 86 t
— 8-32 Blank Heads 87 [ J—
8-25.4 Blank Heads 88
A
2 4-10.49 Modular SUMO-CHAM dils 66 W"
Endmills carrying YO
23 2548175 | M0 AXCR 1505 2 - L
Endmills carrying W
2 81.75,381 | 11\190 AXCR 1605 Inserts 21 w»
Endmills carrying double-sided (U pdl w
S e square inserts with 8 cutting edges e Al Mﬂ“‘)
Endmills carrying , T
8 82 HMB390 TPKT 1003 Inserts 28 A g
: . . Ny
2,3,4,5 10,12,16,20 Endmills carrying tangentially Inserts 29 Ié‘ p))
Endmills carrying HELI-2000 Ev
e= B3R and HELI-MILL Inserts 30 c@pm, U
Multi-Function modular i N
2 162025 head for endmil %0 ~ /D
2,3,4 10,12,14,16 Endmills carrying tangentially Inserts 31 iz y
Endmills carrying HELI-PLUS —
2345 12,1620 HP ANKT 0702 Inserts S
2,3 16,20 Endmills carrying tangentially Inserts 32 h A
Endmills carrying H490 ANKX/ s
8 20 ANCX 090 Inserts 5 -
Endmills carrying HM90 s
23 1620 AP.. 1003 Inserts 5 ‘M-E‘
23456 1012.14.16.20 Endmills carrying Inserts for 34 S »
A & e shouldering and fast Feed R )
Endmills carrying HM390 TPKR ANN W
23 810 0401... triangular Inserts 84 e b)
Endmills carrying HM390 TCKT B
234 16,20,25 0708 triangular Inserts % & "
Endmills carrying HELI-2000 425w
2345 16202582 | o HELIMILL Inserts % aQ.}"’
Endmills mounts several < gy
2 12,16,20 ! 36 \<
Insert geometries o3
234 16,.20.25 Endmills for fast feed, that o t o

mount double-sided Inserts
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MULTI-MASTER

Indexable Solid Carbide Milling Heads

USER GUIDE

FFX4 ED-MM

E93CN-MM-07

FFT3 EFM-MM 02

HCM-MM

CH45-MM-PNO06

TGSF-MM-JHP

U

Helix Angle |No. of Flutes |Diameter Range | Remarks Page
Endmills for fast feed, that T
Ces U020 mount double-sided Inserts 8 @ »)
Endmills mount small Inserts =™
Sifinle G20 20 for fast feed milling &3 -~
T e
2,3 16,20 Endmills carrying Toroidal Inserts 38 ‘t“‘: W
3457 16,202532 | Fast feed endmills M e B
Endmills carrying triangular
R &Ll Inserts for fast feed 4
23456 10,12,16,20.25 !Endm|lls carrying small trigon 4
inserts for fast feed
5 12,16.20.25 Endmills mounlts several 54
Insert geometries
2 12,16,20,25 | Ball nose endmills 54 % )
Upper and bottom ,"”:' = A
1,23 1.7,16.7,18.7 chamfering endmills % *‘y"
o
4,6 32,40 Grooving and Slitting Small Diameter 75 :ﬁ
5 50 Grooving and Slitting Small Diameter 75 e W
N
4,6 32,40 Grooving and slitting cutters 75 . -:"-‘_.H\ﬁ
L IRy
I
4,6 31.7,49.8 Grooving and slitting cutters 76 o ?
>
13.7,15.8,20, : . \ et W
1,2,3 91.97.30.4 Indexable threading endmills 84 @ﬁ
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MULTI-iASTER USER GUIDE

s

e

@p Shanks for MULTI-MASTER Adaptation

E Connection Connection Thread

n Connection Thread | Diameter Machine | Shank Size Nominal Size Workpiece

|: Size (THSZMS) Side (DCONMS) (SS) (THSZWS) Page

—

:) MM S-A-AV 20,25 T12,T15 90
MM TS2-A 6-20 T04-T12 90
MM S-A
(stepped shanks) 8-32 T04-T21 90-91
MM S-A-N 10-16 TO6-T10 92
MM TS-A 8-25 T04-T15 92
LT 9.52-12.7 T06-T08 92 m
(shanks)
MM S-A
(straight shanks) 12-40 105721 93
MM S-B
(85° conical shanks) 8-40 104121 9
MM S-D o e—
(89° conical shanks) 12-32 LTSNS %
MM S-ER ER11-ER32 TO4-T12 95 Ag'
MM S-ER-H ERIG-ER32  |TO5T15 95 %
MM S-A-HSK 40,63 TOS-T21 % ”
MM S-A-SK 40 T06-T15 96 ‘//
MM S-A-C# 32-80 T05-T15 96 ‘
MM S-A-BT 30 TO6-T15 97 ‘
MM CAB-T-T T04-T15 T04-T15 97 /
MM CAB-T-T-W T05-T15 T04-T12 97 a
MM CAB M6-M12 T06-T08 98 f
SD S-A-C-H-SP 16,20,25 M4x0.5, M5x05, M6x0.5 98 ‘" —
SD S-A-SP 1225 Max05, Msx05, Mex0s | 99 (e
SD-S-A-ER-SP ER16-ER40 M4x0.5, M5x05, M6x0.5 100 g
SD CAB T10-T15 M4x0.5, M5x05, M6x0.5 101 @

ISCAR




USER GUIDE

MULTI-MASTER and FLEX-FIT Connection Options

MILLING HEADS ADAPTERS SHANKS

A
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@m il 1IIIII Hz T |

I MM-FLEX-FIT

i al m
1 i

=37
I
@’@ I

MM-MM

lm\‘m
1y ]
E %

Features

Modular system reduces stock cost by using the same head with
different shank options. Enables machining with larger overhangs.
Same head can be mounted on metric and inch combinations.

Member IMC Group
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E. Accessories ‘
mlll MM Adjustable @&
Torque Keys N>
5‘ Adjuosltable Tgrque Handle and O i
Keys for Secure and Accurate ® 4 3
B Tightening of MULTI-MASTER @‘
Milling Heads
Fig. Tsf) Key Q?
TORQUE WRENCH 3-25NM 9X12 1 - - -
TORQUE WRENCH 5-50NM 9X12 1 - - -
MM WRENCH 6-05 2 705 - 70
MM WRENCH 8-06 2 T06 - 100
MM WRENCH 10-08 2 T08 - 150
MM WRENCH 13-10 2 TI0 - 280
MM WRENCH 16-12 2 T12 - 280
MM WRENCH 20-15 2 TI5 - 400
MM WRENCH 24-21 2 T21 - 1100
MM WRENCH 4E-05 3 705 - 70
MM WRENCH 5E-06 3 T06 . 100
MM WRENCH 7E-08 3 T08 - 150
MM WRENCH 8E-10 3 TI0 - 280
MM WRENCH 9E-12 3 TH2 - 280
INSERT TOOL 3/8" 9X12mm 4 . . .
BIT SOCKET T20 3/8" DRIVE 5 Torx T20
BIT SOCKET T25 3/8" DRIVE 5 Torx T25
BIT SOCKET T30 3/8" DRIVE 5 Tork T30
BIT SOCKET T40 3/8" DRIVE 5 Torx T40
BIT SOCKET T50 3/8" DRIVE 5 Tor T50

e NOTE: Recommended clamping torque for each MULTI-MASTER connection size, see next page
() MULTI-MASTER connection size

@) Clamping torque Nxm

Adjustable Torque Handle with Interchangeable Wrenches

for Clamping MULTI-MASTER Milling Heads

S
| D
A
| :l." =l " h’ @ /:; o
g |
\\\

The adjustable torque handle, interchangeable wrenches and Torx bits are optional and should be ordered separately.

ISCAR
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Table - Keys and Wrenches for Clamping Interchangeable MULTI-MASTER Heads <§E
Applied Key / 1
Wrench Tool Adjustable Torque Wrench Assembly |—
(Spare Parts) —
L-shaped Uz s (R 90° Adaptor for A Adjustable Torque Handle - :)
Torx-T Ke el Torx Bits (Fig. 4) SRR Torque Wrench (Fig. 1) =
v Milling Heads) 9- q 9:
N ---..‘
/// E‘} g -~ ‘:( 3-25Nm 9x12 5-50Nm 9x12
BIT SOCKET T20
T-20/3 T20 3/8" DRIVE V
BIT SOCKET T25
T-25/3 T25 3/8" DRIVE V
INSERT TOOL BIT SOCKET T30
808 L 130 3/8" 9X12mm 3/8" DRIVE
BIT SOCKET T40
T-40/3 L T40 3/8" DRIVE
BIT SOCKET T50
T-50/3 L T50 3/8" DRIVE
MULTI-MASTER
double connection open-end wrench for | open-end wrench for
. MME...- MM H...- and MM FF...-
open-end wrench thread size type heads (Fig. 2) type heads (Fig. 3)
(for all other heads) yP 9 yp 9
% “, L -
-~ 7 N - ;
MM KEY 4X3 TO4 - -
MM KEY 6X4 T05 MM WRENCH 6-05 | MM WRENCH 4E-05
MM KEY 8X5 T06 MM WRENCH 8-06 | MM WRENCH 5E-06
MM KEY 10X7 T08 MM WRENCH 10-08 MM WRENCH 7E-08
MM KEY 13X8 T10 MM WRENCH 13-10 | MM WRENCH 8E-10
MM KEY 16X9 T12 MM WRENCH 16-12 | MM WRENCH 9E-12
MM KEY 20 T15 MM WRENCH 20-15 - =
~ T21 MM WRENCH 24-21 - -

Member IMC Group
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MULTI-MIASTER

Clamping and Indexing Instructions

USER GUIDE

Do not apply lubricant to the threaded connection.

Thr.ead Key Tightening
Size Torque (Nxcm)
T04 MM KEY 4X3 400
T04 MM KEY 6x4 400
T05 MM KEY 6x4 700
T06 MM KEY 8x5 1000
T08 MM KEY 10x7 1500
T10 MM KEY 13x8 2800
T12 MM KEY 16x9 2800
T15 MM KEY 20 4000
T21 MM WRENCH 24-21 11000

() Order separately

Do not apply lubricant to the threaded connection.

ISCAR
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Table of Contents —
Grade Priorities for MULTI-MASTER Solid Carbide Heads C</E)
IS0 P | som RS ISO N IS0 S ISO H S
12-13 “ 15-20 21-28 | 81-87 38 - 41 |:'
Material Groups ;
! a o\l Stainless Steel . Hard Steel & —l
" Austenitic & High Temp D
Ferritic & o Cast Iron Nonferrous Hardened Cast
" Duplex (Ferritic- Alloys E
Martensitic Austenitic) Iron
Harder
MULTI-MASTER
Endmills
Roughing/
Semi-Finishing Tougher
Coolant N Y Y N Y Y N
Harder

MULTI-MASTER

Endmills
IC608 IC608 IC608 IC608
IC908 IC908 IC908 IC908 IC908
ICO8
Finishing Tougher
Coolant N Y Y N Y Y N

W First choice

Member IMC Group
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Machining Data for MULTI-MASTER Exchangeable Solid Carbide Heads

USER GUIDE

o
2]

Tensile Material Cutting Speed (m/min)
Strength | Hardness | Group
Material Condition [N/mm?] HB No. [1C900/IC608| 1C903 1C300 1C08
<0.25% C annealed 420 125 1 260-280 | 260-280 | 210-220 | 180-200
non-alloy >0.25% C annealed 650 190 2 200-230 | 200-230 | 160-180 | 140-160
2;22: "’]‘c[‘edeCaSt <0.55% C quenched and tempered 850 250 3 160-220 | 160-220 | 130-180 | 110-150
cutting steel 0155% G annealed 750 220 4 160-220 | 160-220 | 130-180 | 110-150
>0.
’ quenched and tempered 1000 300 5 140-180 | 140-180 | 110-140 | 100-130
annealed 600 200 6 160-220 160-220 | 130-180 | 110-150
low alloy and cast steel 930 275 7 120-180 | 120-180 | 100-140 | 80-130
(less than 5% of
alloying elements) quenched and tempered 1000 300 8 130-180 | 130-180 | 100-140 | 90-130
1200 350 9 140-180 | 140-180 | 110-140 | 100-130
h|gh a"oyed SteeL cast annealed 680 200 10 130-180 130-180 | 100-140 90-130
steel and tool steel quenched and tempered 1100 325 11 70-120 | 70-120 | 60-100 | 50-80
ferritic / martensitic 680 200 12 80-160 80-160 | 60-130 | 60-110
stainless steel and cast steel —
martensitic 820 240 118 60-150 60-150 | 50-120 | 40-100
stainless steel and cast steel austenitic, duplex 600 180 14 60-120 60-120 | 50-100 40-80
. ferritic / pearlitic 180 15 80-260 80-250 | 60-210 | 60-180
gray cast iron (GG) — —
pearlitic / martensitic 260 16 130-240 130-240 | 100-190 | 90-170
ferritic 160 17 150-280 1560-270 | 120-220 | 100-200
nodular cast iron (GGG) —
pearlitic 250 18 90-280 90-270 | 70-220 | 60-200
ferritic 130 19 150-280 | 150-270 | 120-220 | 100-200
malleable cast iron —
pearlitic 230 20 140-240 140-240 | 110-190 | 100-170
: not hardenable 60 21 800-900
aluminum-wrought alloys
hardenable 100 22 700-800
3 not hardenable 75 23 800-900
inum- < i
T ’ hardenable 90 24 750-850
cast alloys
>12% Si high temperature 130 25 400-450
>1% Pb free cutting 110 26 500-550
copper alloys brass 90 27 500-550
electrolytic copper 100 28 350-380
; duroplastics, fiber plastics 70 Shore D 29
non metallic
hard rubber 55 Shore D 30
annealed 200 3il 20-40 20-40 20-30 10-20
Fe based
high hardened 280 32 20-40 20-30 20-20 10-20
temperature annealed 250 33 20-50 20-30 20-20 20-50
alloys E‘;;; dCO hardened 350 34 2070 | 2080 | 2020 | 2050
cast 320 35 30-70 30-80 20-60 20-50
o pure 400 190 36 30-70 30-80 20-60 20-30
titanium alloys
alpha+beta alloys, hardened 1050 310 37 30-70 30-80 20-60 20-30
hardened 55 HRC 38 30-50 30-60 20-40 40-60
hardened steel
hardened 60 HRC 39 30-40 30-40 20-30 20-30
chilled cast iron cast 400 40 60-80 70-90 50-60 65-75
cast iron hardened 55 HRC 4 30-50 30-60 20-40 40-45

ISCAR
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MULTI-ASTER

MM FM

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

®
@

: . Recommended
DR Machining Data
8 f
Designation DC APMX RE NOF( THSZMS LF CSP@ / 3 (mm/#t)
MM FM100-36R0.2-06TO 10.00 3.60 0.20 6 T05 4.40 0 T-20/3 o 0.04-0.10
MM FM120-36R0 06TC 12.00 3.60 0.20 6 T05 4.40 0 T-20/3* o 0.04-0.10
MM FM160-48R0.4-06T06 16.00 4.80 0.40 6 T06 5.60 0 T-25/3* o 0.05-0.10
MM FM200-60R0.4-06T08 20.00 6.00 0.40 6 T08 6.80 0 T-40/3 X o 0.05-0.10
MM FM250 R0.4-06T10 25.00 7.50 0.40 6 T10 8.40 0 T-50/3 L* o 0.05-0.10
() Number of flutes
(2 0 - Without coolant supply, 1 - With coolant supply
* Optional, to be ordered separately
T-FACE BE D
SD FM Q
Interchangeable Solid Carbide f oG
Face Miling Heads DCONMS %
1
APMX |
OAL |-
) . Recommended
PTizEfers Machining Data
2 fz
Designation DC APMX NOF( RE D1 DCONMS OAL CSpP@ 3 (mm#)
VI D32-8-R0.4-SP15 31.25 8.00 8 0.40 8.40 15.00 8.00 0 [ 0.04-0.15
S| 39.25 10.00 10 0.40 9.80 17.00 10.00 0 o 0.04-0.15
49.25 12.00 12 0.40 9.80 19.00 14.00 0 [ 0.04-0.15
* For shanks, see pages 98-101
() Number of flutes
(2 0 - Without coolant supply, 1 - With coolant supply
MULTI-ASTER
MM ECU % @
Interchangeable 3 Flute FHA - =
Undersized Solid Carbide Heads ! @
for Keyways (DIN 6885)
: . Recommended
PR Machining Data
8 fa
Designation DC NOF®) APMX RE THSZMS DCONMS LF CSP@ FHA  RMPX°® 5 (mm/t)
7.70 8 4.00 0.20 T05 7.70 10.00 0 38.0 5.0 o 0.03-0.08
9.70 3 5.00 0.30 T06 9.60 13.00 0 38.0 5.0 o 0.03-0.09
11.70 3 7.00 0.30 T08 11.50 16.50 0 38.0 5.0 [ 0.03-0.10
15.70 3 8.00 0.30 T10 15.30 20.50 0 38.0 5.0 o 0.04-0.12
197 19.70 3 12.00 0.40 T12 18.45 25.50 0 38.0 5.0 o 0.05-0.13

e For shanks, see pages 90-98
e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection
e For user guide, see pages 13-14
() Number of flutes

(2 0 - Without coolant supply, 1 - With coolant supply
(3 Maximum ramping angle

ISCAR
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MULTI-MASTER T @)
MM EC-3 & @ @
Intgrchanggable 3 Fllute DCe8 ol A2
Solid Carbide Endmil ' @ p—
Heads with 45° Helix L E
= SN O
Dimensions Recommended | | |
Machining Data
=4 fz m
Designation DC NOF®  APMX RE THSZMS LF FHA CSP®  RMPX°® DCONMS 3 (mm/t) I I I
080B05R0.4-3T05 8.00 3 5.00 0.40 T05 10.00 45.0 0 50 7.70 [ 0.03-0.09 D
080B05R000-3T05 8.00 3 5.00 0.00 T05 10.00 45.0 0 50 7.70 . 0.03-0.09
00B07R000-3T06 10.00 3 7.00 0.00 T06 13.00 45.0 0 5.0 9.60 ° 0.03-0.10 _I
00B12R000-3T06 10.00 3 12.00 0.00 T06 19.00 45.0 0 50 9.60 . 0.03-0.10 )
0BO9R000-3T08I (1) EERPA] B 9.00 0.00 T08 16.50 45.0 1 5.0 11.70 ) 0.04-0.11
12.00 3 9.00 0.00 T08 16.50 45.0 0 5.0 11.70 [ 0.04-0.11 O
e For shanks, see pages 90-98 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12 I
¢ Do not apply lubricant to the threaded connection e For user guide, see pages 13-14
() With coolant holes directed to each flute CD
2 Number of flutes
©3) 0 - Without coolant supply, 1 - With coolant supply LIJ
@) Maximum ramping angle m
' ryv.t o/ /.1 :
MULTI-MASTER DG~ 5.0 and 6.0 oowvs D)
MM EC-4 % @ O
Interchangeable 4 Flute - =
Solid Carbide Endmill Heads A %‘ @ @)

with 30°, 45° Helix and
Various Corner Radii

9@

. . Recommended
LTz Machining Data
= f

Designation DC RE FHA NOF® ~ APMX  CSP@ THSZMS DCONMS LF RMPX°® | S (mm/t)
5.00 0.00 45.0 4 7.00 0 T05 8.00 15.00 5.0 L] 0.02-0.06
6.00 0.00 45.0 4 5.00 0 T05 8.00 10.00 5.0 [ 0.03-0.07
6.00 0.50 45.0 4 4.00 0 T04 5.80 8.50 50 L) 0.02-0.04
8.00 0.00 45.0 4 5.00 0 T05 7.70 10.00 5.0 (] 0.03-0.09
8.00 0.00 45.0 4 9.00 0 T05 7.70 15.00 5.0 o 0.03-0.09
8.00 0.50 30.0 4 5.00 0 T05 7.70 10.00 5.0 o 0.03-0.09
8.00 0.50 30.0 4 9.00 0 T05 7.70 15.00 5.0 o 0.03-0.09
8.00 0.50 45.0 4 5.00 0 T05 7.70 10.00 5.0 o 0.03-0.09
8.00 1.00 30.0 4 5.00 0 T05 7.70 10.00 5.0 L] 0.03-0.09
8.00 1.00 45.0 4 5.00 0 T05 7.70 10.00 5.0 o 0.03-0.09
8.00 1.50 30.0 4 5.00 0 T05 7.70 10.00 5.0 o 0.03-0.09
C 8.00 1.50 45.0 4 5.00 0 T05 7.70 10.00 5.0 o 0.03-0.09
C 10.00 0.00 45.0 4 7.00 0 T06 9.60 13.00 5.0 o 0.03-0.10
C 10.00 0.00 45.0 4 12.00 0 T06 9.60 19.00 50 o 0.03-0.10
ﬁ 10.00 0.50 30.0 4 7.00 0 T06 9.60 13.00 5.0 o 0.03-0.10
F 10.00 0.50 45.0 4 7.00 0 T06 9.60 13.00 5.0 [ 0.03-0.10
ﬁ 10.00 1.00 30.0 4 7.00 0 T06 9.60 13.00 5.0 o 0.03-0.10
C 4 10.00 1.00 45.0 4 7.00 0 T06 9.60 13.00 5.0 (] 0.03-0.10
OR000-4TO08 12.00 0.00 45.0 4 9.00 0 T08 11.70 16.50 50 o 0.04-0.11
4R000-4T08 12.00 0.00 45.0 4 14.00 0 T08 11.70 23.00 5.0 [ 0.04-0.11
09R0.5-4T08 12.00 0.50 30.0 4 9.00 0 T08 11.70 16.50 50 o 0.04-0.11
BO9R0.5-4T08 12.00 0.50 45.0 4 9.00 0 T08 11.70 16.50 5.0 o 0.04-0.11
0-4T08 12.00 1.00 30.0 4 9.00 0 T08 11.70 16.50 5.0 . 0.04-0.11
OR1.0-4T08 12.00 1.00 45.0 4 9.00 0 T08 11.70 16.50 5.0 o 0.04-0.11
2R000-4T10 16.00 0.00 45.0 4 12.00 0 T10 15.30 20.50 5.0 ° 0.05-0.13
0.5-4T10 16.00 0.50 30.0 4 12.00 0 T10 15.30 20.50 50 o 0.05-0.13
0 0 16.00 0.50 45.0 4 12.00 0 T10 15.30 20.50 5.0 o 0.05-0.13
R1.0 0 16.00 1.00 30.0 4 12.00 0 T10 156.30 20.50 50 o 0.05-0.13
R1.0 0 16.00 1.00 45.0 4 12.00 0 T10 16.30 20.50 5.0 o 0.05-0.13
R 4T10 16.00 1.50 30.0 4 12.00 0 T10 16.30 20.50 50 o 0.05-0.13
2R 0 16.00 1.50 45.0 4 12.00 0 T10 15.30 20.50 50 o 0.05-0.13
60A ’Aiw 0-4T10 16.00 2.00 30.0 4 12.00 0 T10 15.30 20.50 5.0 o 0.06-0.13
60B12R2.0-4T10 16.00 2.00 45.0 4 12.00 0 T10 15.30 20.50 50 o 0.05-0.13
60A 5:-: 0-4T10 16.00 3.00 30.0 4 12.00 0 T10 15.30 20.50 5.0 [ 0.06-0.13
; 60B 2 R3.0-4T10 16.00 3.00 45.0 4 12.00 0 T10 15.30 20.50 50 o 0.05-0.13
ﬁ 60A12R4.0-4T10 16.00 4.00 30.0 4 12.00 0 T10 15.30 20.50 5.0 [ 0.05-0.13
C160B12R4.0-4T10 16.00 4.00 45.0 4 12.00 0 T10 15.30 20.50 5.0 o 0.05-0.13
C200B15R000-4 20.00 0.00 45.0 4 15.00 0 T12 18.45 25.50 5.0 o 0.05-0.13
C200A E:- 4 20.00 0.50 30.0 4 15.00 0 T2 18.45 25.50 5.0 L] 0.05-0.13
ﬁmut E 0-4 20.00 1.00 30.0 4 15.00 0 T12 18.45 25.50 5.0 o 0.05-0.13
C200A15R2.0-4 20.00 2.00 30.0 4 15.00 0 T2 18.45 25.50 5.0 o 0.05-0.13
C200A15R3.0-4 20.00 3.00 30.0 4 15.00 0 T12 18.45 25.50 5.0 o 0.06-0.13

e For shanks, see pages 90-98 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection e For user guide, see pages 13-14
() Number of flutes
(2 0 - Without coolant supply, 1 - With coolant supply
@) Maximum ramping angle
Member IMC Group
Y| 'y




@p MULTI-MASTER
THSZMS
Sl MM EC-6 L %
B B Interchangeable 6 Flute Solid ‘ ~ fifie f —
o Carbide Endmill Heads with 1
E 30°, 45° Helix and Corners
D with Different Radius
Z
LLI Dimensions Recommended
Machining Data
m ;xop 'fz
LLl Designation DC  NOF" APMX  RE  THSZMS DCONMS LF CSP@  FHA RMPX®| 3 (mmA)
D MM EC080A05R0.5-6T05 8.00 6 5.00 0.50 T05 7.70 10.00 0 30.0 6.0 o 0.03-0.09
_| MM EC080A05R1.0-6T05 8.00 6 5.00 1.00 T05 7.70 10.00 0 300 6.0 ° 0.03-0.09
D MM EC080A05R1.5-6T05 8.00 6 5.00 1.50 T05 7.70 10.00 0 30.0 6.0 o 0.03-0.09
MM EC080B05R0.5-6T05 8.00 6 5.00 0.50 T05 7.70 10.00 0 45.0 3.0 ° 0.03-0.10
O MM EC080B05R1.0-6T05 8.00 6 5.00 1.00 T05 7.70 10.00 0 45.0 3.0 o 0.03-0.09
I MM EC080BO5R1.5-6T05 8.00 6 5.00 1.50 T05 7.70 10.00 0 45.0 3.0 o 0.03-0.09
CD MM EC100A07R0.5-6T06 10.00 6 7.00 0.50 T06 9.60 13.00 0 30.0 6.0 ° 0.03-0.10
MM EC100A07R1.0-6T06 10.00 6 7.00 1.00 T06 9.60 13.00 0 300 6.0 ° 0.03-0.10
LI_] MM EC100A07R1.5-6T06 10.00 6 7.00 1.50 T06 9.60 13.00 0 30.0 6.0 o 0.03-0.10
MM EC100B07R0.5-6T06 10.00 6 7.00 0.50 T06 9.60 13.00 0 45.0 3.0 ° 0.04-0.10
m MM EC100B07R000-6T06 10.00 6 7.00 0.00 T06 9.60 13.00 0 45.0 3.0 o 0.03-0.10
< MM EC100B07R1.0-6T06 10.00 6 7.00 1.00 T06 9.60 13.00 0 45.0 3.0 [ 0.04-0.10
:) MM EC100B07R1.5-6T06 10.00 6 7.00 1.50 T06 9.60 13.00 0 45.0 3.0 ° 0.03-0.10
MM EC100B12R1.5-6T06 10.00 6 12.00 1.50 T06 9.60 19.00 0 45.0 3.0 o 0.04-0.10
O MM EC120A09R0.5-6T08 12.00 6 9.00 0.50 T08 11.70 16.50 0 30.0 6.0 o 0.04-0.11
CD MM EC120A09R1.0-6T08 12.00 6 9.00 1.00 T08 11.70 16.50 0 30.0 6.0 ° 0.04-0.11
MM EC120B09R0.5-6T08 12.00 6 9.00 0.50 T08 11.70 16.50 0 45.0 3.0 o 0.04-0.10
MM EC120B09R000-6T08 12.00 6 9.00 0.00 T08 11.70 16.50 0 45.0 30 o 0.04-0.11
MM EC120B09R1.0-6T08 12.00 6 9.00 1.00 T08 11.70 16.50 0 45.0 3.0 ° 0.04-0.10
MM EC120B09R1.5-6T08 12.00 6 9.00 1.50 T08 11.70 16.50 0 45.0 3.0 o 0.04-0.11
* For shanks, see pages 90-98
* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection
e For user guide, see pages 13-14
() Number of flutes
(2 0 - Without coolant supply, 1 - With coolant supply
) Maximum ramping angle
MULTI-miASTER
{ THSZMS %
MM EC-D CHWx45 -
)

Interchangeable 6, 8, 10
Flute Solid Carbide Endmill
Heads with 50° Helix for
Machining Hardened Steel

- DCONMS @
ﬂ APMX = ZFHA @?
LF—

Dimensions Recommended
Machining Data
2 f;
Designation DC NOF®  APMX  CHW KCH THSZMS DCONMS LF FHA RMPX°@ CSP® 3 (mm#t)
MM EC080D05C01-6T05 8.00 6 5.00 0.10 45,0 T05 7.70 10.00 50.0 2.0 0 o 0.03-0.10
MM EC100D07C01-6T06 10.00 6 7.00 0.10 45.0 T06 9.60 13.00 50.0 2.0 0 o 0.03-0.10
MM EC120D09C01-6T08 12.00 6 9.00 0.10 45.0 T08 11.70 16.50 50.0 3.0 0 ° 0.04-0.11
MM EC160D12C02-8T10 16.00 8 12.00 0.20 45,0 T10 156.30 20.50 50.0 3.0 0 o 0.05-0.13
MM EC200D15C02-10T12 JeXel] 10 15.00 0.20 45.0 T12 18.45 25.50 50.0 3.0 0 o 0.05-0.13

* For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() Number of flutes

2 Maximum ramping angle

©3) 0 - Without coolant supply, 1 - With coolant supply

ISCAR




MULTI-ASTER
MM EC-8/10 THSZMS %

Interchangeable 8, 10 Flute
Solid Carbide Endmill Heads
with 30°, 45° Helix and
Corners with Different Radius

Dimensions Re°°!“!“e“ded
Machining Data
2 fz

Designation DC NOF@  APMX RE  THSZMS DCONMS LF FHA  RMPX°®  CSP@ § (mm/t)
MM EC160A12R0.5-8T10 16.00 8 12.00 0.50 T10 15.30 20.50 300 5.0 0 ° 0.05-0.13
MM EC160A12R0.5-8T10H (1) Rl 8 12.00 0.50 T10 15.30 20.50 30.0 5.0 1 ° 0.05-0.13
MM EC160A12R1.0-8T10 16.00 8 12.00 1.00 T10 15.30 20,50 300 5.0 0 ° 0.05-0.13
MM EC160A12R1.6-8T10 16.00 8 12.00 1.60 T10 15.30 2050 300 5.0 0 ° 0.05-0.13
MM EC160A12R2.0-8T10 16.00 8 12.00 2.00 T10 15.30 20.50 300 50 0 ° 0.05-0.13
MM EC160B12R0.5-8T10 16.00 8 12.00 0.50 T10 15.30 20,50 450 50 0 ° 0.05-0.13
MM EC160B12R1.0-8T10 16.00 8 12.00 1.00 T10 15.30 20,50 450 5.0 0 ° 0.05-0.13
MM EC160B12R1.6-8T10 16.00 8 12.00 1.60 T10 15.30 2050 450 5.0 0 ° 0.05-0.13
MM EC160B12R2.0-8T10 16.00 8 12.00 2.00 T10 15.30 20,50 450 5.0 0 ° 0.05-0.13
MM EC200A15R1.0-10T12 20.00 10 15.00 1.00 T12 18.45 2550 300 3.0 0 ° 0.05-0.13
MM EC200A15R2.0-10T12 20.00 10 15.00 2.00 T2 18.45 25,50 300 30 0 ° 0.05-0.13
MM EC250A22R0.8-10T15 25,00 10 22.00 0.80 Ti5 23.90 37,00 300 3.0 0 ° 0.05-0.13

e For shanks, see pages 90-98 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection e For user guide, see pages 13-14

() With a central coolant hole

2 Number of flutes

() Maximum ramping angle

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

MM EC-CF - _ Tszvs % @

Interchangeable Solid T )

Carbide Endmill Heads for R DCONMS @ @

CHATTER-FREE Roughing e | |

and Finishing Operations i [ FHA al @ ®

e T
. . Recommended
PLIELEENS Machining Data
=3 fz

Designation DC RE NOF®@ APMX THSZMS DCONMS LF FHA CSP® RMPX’® CHW KCH 3 (mm/t)
MM ECO80E05C3CF-4T05 8.00 - 4 5.00 T05 7.70 10.00 380 0 50 030 450 o 0.03-0.09
MM ECO80E05ROCF-4T05 8.00  0.00 4 5.00 T05 7.70 10.00 380 0 50 - - . 0.03-0.09
MM EC080E05R05CF-4T05 800 050 4 5.00 T05 7.70 1000 380 0 5.0 - - . 0.03-0.09
MM EC100E07C4CF-4T06 1000 - 4 7.00 T06 9.60 1300 380 0 5.0 040 450 (| e 0.03-0.10
MM EC100E07ROOCF-4T06 10.00  0.00 4 7.00 T06 9.60 13.00 380 0 50 o 0.03-0.10
MM EC100E07RO2CF-4T06  [EI0Xvo NP 4 7.00 T06 9.60 1300 380 0 5.0 . 0.03-0.10
MM EC100E07R04CF-4T06 10.00  0.40 4 7.00 T06 9.60 13.00 380 0 50 o 0.03-0.10
MM EC100E07RO5CF-4T06 10.00 050 4 7.00 T06 9.60 13.00 380 0 50 . 0.03-0.10
MM EC100E07R25CF-4T06  [ERICXIRPI) 4 7.00 T06 9.60 1300 380 0 5.0 - - . 0.03-0.10
MM EC120E09C5CF-4T08 12.00 4 9.00 T08 11.70 1650 380 0 5.0 050 450 | e 0.04-0.11
MM EC120E09C5CF-4T08I (1) ERPX/RE 4 9.00 T08 11.70 1650 380 1 5.0 050 450 (| o 0.04-0.11
MM EC120E09ROOCF-4T08  [EPAVRI) 4 9.00 T08 11.70 1650 380 0 5.0 - - . 0.04-0.11
MM EC120E09R02CF-4T08 1200 0.20 4 9.00 T08 11.70 16.50  38.0 0 50 o 0.04-0.11
MM EC120E09R04CF-4T08  [ERPAVORYY) 4 9.00 T08 11.70 16.50 380 0 5.0 ° 0.04-0.11
MM EC120E09RO5CF-4T08  [RPXUR) 4 9.00 T08 11.70 1650 380 0 5.0 . 0.04-0.11
MM EC120E09R15CF-4T08 12.00 1.50 4 9.00 T08 11.70 16.50  38.0 0 50 - - o 0.04-0.11
MM EC160E12C6CF-4T10 16.00 - 4 12.00 T10 15.30 2050 380 0 50 060 450 o 0.05-0.13
MM EC160E12RO5CF-4T10  [ERTKVORNIEN) 4 12.00 T10 15.30 2050 380 0 5.0 - - ) 0.05-0.13
MM EC200E15C6CF-4T12 20.00 - 4 15.00 T12 18.45 2650 38.0 0 50 060 450 [ 0.05-0.17
MM EC200E15R05CF-4T12 [P0 o oK) 4 15.00 T12 18.45 2550  38.0 0 5.0 - - ° 0.05-0.17
MM EC250E28C6CF-12T15  [PLN/ R 12 28.00 Ti5 23.90 4300 380 0 50 060 450 (| e 0.06-0.13
MM EC250E28C6CF-4T15 25.00 4 28.00 T15 23.90 43.00 380 0 50 060 450 [ 0.06-0.17
MM EC250E22C6CF-4T15 25.00 - 4 22.00 T15 23.90 3700 380 0 50 060 450 o 0.06-0.17
MM EC250E22R05CF-4T15  [PAKV R 4 22.00 T15 23.90 37.00 380 0 5.0 . 0.06-0.17
MM EC250E22R10CF-4T15 25.00 1.00 4 22.00 T15 23.90 3700 380 0 50 [ 0.06-0.17
MM EC250E22R20CF-4T15  [PlURPA0 4 22.00 T15 23.90 37.00 380 0 5.0 ° 0.06-0.17
MM EC250E22R30CF-4T15  [PA/ R0l 4 22.00 Ti5 23.90 37.00 380 0 5.0 - - ° 0.06-0.17
MM EC320H38C06-4T21 3200 - 4 38.00 21 30.00 5500 380 0 5.0 060 450 | e 0.06-0.18

e For shanks, see pages 90-98 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection e For user guide, see pages 13-14
™) With coolant holes directed to each flute
@ Number of flutes
() 0 - Without coolant supply, 1 - With coolant supply
@ Maximum ramping angle
Member IMC Group
rr rivyld
.--‘.I




MULTI-ASTER

MM EC-H-4-CF
Interchangeable Carbide Endmill
Heads for CHATTER-FREE
Milling Alloyed Steel

CHWx45°

THSZMS

Y Y
ar | az
FHA (46-48°) Sl ®

alzaz2zas+a4,

Dimensions Recommended
Machining Data
8 fz

Designation DC NOF® APMX  THSZMS DCONMS LF CSP@ CHW KCH 3 (mm/t)
MM EC080H05C3-4T05CF 8.00 4 5.00 T05 7.70 10.00 0 0.30 45.0 o 0.03-0.09
MM EC100H07C4-4TO6CF 10.00 4 7.00 T06 9.60 13.00 0 0.40 45.0 o 0.03-0.10
MM EC120H09C5-4T08CF 12.00 4 9.00 T08 11.70 16.50 0 0.50 450 ° 0.04-0.11
MM EC160H12C6-4T10CF 16.00 4 12.00 T10 15.30 20.50 0 0.60 45,0 o 0.05-0.13
MM EC200H15C6-4T12CF 20.00 4 15.00 T12 18.45 25.50 0 0.60 45.0 o 0.05-0.17

* For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() Number of flutes

(2 0 - Without coolant supply, 1 - With coolant supply

)
—
=
=
a
Z
LL
o
LL
a
—
)
®)
T
@)
LL
oC
<
)
C
)

MULTI-ASTER

MM EC-H-5-CF  — @
Interchangeable Carbide Endmill T

, e %
Heads for CHATTER-FREE Does - 'Dc‘iNMS %@7} %‘ @?

Milling of High Temperature Alloys 5
FHA (35 - 41°) as\L/a“"

THSZMS az°

such as Titanium and Inconel CHWx45 | APVIX
=i
: . Recommended
PLIEIES Machining Data
S fz

Designation DC NOF)  APMX THSZMS DCONMS LF RMPX°@  CSP® CHW KCH 3 (mm/t)
MM EC080H05C3-5T05CF 8.00 5] 5.00 T05 7.70 10.00 5.0 0 0.30 45.0 [ 0.03-0.09
MM EC100H07C4-5T06CF 10.00 5 7.00 T06 9.60 13.00 5.0 0 0.40 45.0 o 0.03-0.10
MM EC120H09C5-5T08CF 12.00 5 9.00 T08 11.70 16.50 4.0 0 0.50 45.0 o 0.04-0.11
MM EC160H12C6-5T10CF 16.00 & 12.00 T10 15.30 20.50 4.0 0 0.60 45.0 ° 0.05-0.13
MM EC200H15C6-5T12CF 20.00 5 15.00 T12 18.45 25.50 3.0 0 0.60 45.0 o 0.05-0.17
MM EC250H22C6-5T15CF 25.00 5 22.00 T15 23.90 37.00 3.0 0 0.60 45.0 [ 0.06-0.17

e For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() Number of flutes

2 Maximum ramping angle

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

ISCAR




MULTI-miASTER e THSZMS
MM EFS \) Bl %

Combination of Interchangeable | =
DCONMS 5 @

Solid Carbide Endmill Heads L
"h.. Ay
]| S
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for Roughing and Finishing

Dimensions Recommended
Machining Data
= fz
Designation DC NOF®  APMX THSZMS DCONMS LF CSP@  FHA RMPX°®  CHW KCH 3 (mm/t)
MM EFS080B05-4T05 8.00 4 5.00 T05 7.70 10.00 0 45.0 5.0 0.30 45.0 o 0.03-0.08
MM EFS100B07-4T06 10.00 4 7.00 T06 9.60 13.00 0 45.0 5.0 0.30 45.0 o 0.03-0.09
MM EFS120B09-4T08 JRPA] 4 9.00 T08 11.70 16.50 0 45.0 5.0 0.40 45.0 o 0.04-0.10
MM EFS160B12-4T10 16.00 4 12.00 T10 156.30 20.50 0 45,0 5.0 0.60 45.0 o 0.05-0.11
MM EFS200B15-4T12 R} 4 15.00 T12 18.45 25.50 0 45.0 5.0 0.60 45.0 o 0.05-0.11
MM EFS250B22-4T15 25.00 4 22.00 T15 23.90 37.00 0 45,0 5.0 0.60 45.0 o 0.06-0.11

e For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() Number of flutes

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

() Maximum ramping angle

MULTI-MASTER CHWx45° DCONMS

1 2
MM EFS-CF  JHszs PN % @
4 Flute Solid Carbide Heads DCe9

with 38° Helix and Variable Pitch
for CHATTER-FREE Roughing
and Finishing Applications

s =
R mE P >
%

Recommended
Dimensions Machining
Data
= f2

Designation DC NOF)  APMX  CHW KCH THSZMS DCONMS  LF FHA  CSP® RMPX°®| & (mm/t)
MM EFS060E05-4T05 CF ] 4 5.00 0.25 45.0 T05 7.70 10.00 38.0 0 5.0 o 0.03-0.08
MM EFS080E05-4T05 CF gy} 4 5.00 0.30 45.0 T05 7.70 10.00 38.0 0 5.0 o 0.03-0.08
MM EFS100E07-4T06 CF JRloX/s] 4 7.00 0.40 45.0 T06 9.60 13.00 38.0 0 5.0 (] 0.03-0.09
MM EFS120E09-4T08 CF P 4 9.00 0.50 45.0 T08 11.70 16.50 38.0 0 5.0 o 0.04-0.10
MM EFS160E12-4T10 CF R[] 4 12.00 0.60 45.0 T10 15.30 20.50 38.0 0 5.0 o 0.05-0.11
MM EFS200E15-4T12 CF vy 4 16.00 0.60 45.0 T2 18.45 25.50 38.0 0 5.0 ° 0.05-0.11
MM EFS250E22-4T15 CF o] 4 22.00 0.60 45.0 T15 23.90 37.00 38.0 0 5.0 [ 0.06-0.11

e For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() Number of flutes

(2 0 - Without coolant supply, 1 - With coolant supply

@) Maximum ramping angle

Member IMC Group
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MULTI-mASTER
MM ERS i THSZMS % @
Interchangeable Solid Carbide Cribas f e
Rough Milling Heads for — DCONMS i @
High Metal Removal Rates - )
APMX k= FHA
le—— | F ——
Recommended
Dimensions Machining
Data
8 e
Designation DC NOF®  APMX THSZMS DCONMS LF FHA  RMPX°® CSP® CHW KCH 5 (mm/t)
MM ERS080B05-4T05 8.00 4 5.00 T05 7.70 10.00 45.0 50 0 0.25 45.0 . 0.03-0.08
MM ERS080B09-4T05 8.00 4 9.00 T05 7.70 15.00 45.0 5.0 0 0.25 45,0 ° 0.03-0.08
MM ERS100B07-4T06 10.00 4 7.00 T06 9.60 13.00 45.0 5.0 0 0.30 45,0 ° 0.03-0.09
MM ERS120B09-4T08 12.00 4 9.00 T08 11.70 16.50 45.0 5.0 0 0.35 45.0 L] 0.04-0.10
MM ERS120B09-4TO8H (1) P 4 9.00 T08 11.70 16.50 45.0 50 1 0.35 45,0 ° 0.04-0.10
MM ERS120B09-4T08I () RPN 4 9.00 T08 11.70 16.50 45.0 50 1 035 450 ° 0.04-0.11
MM ERS120B14-4T08 12.00 4 14.00 T08 11.70 23.00 45.0 5.0 0 0.35 45.0 L] 0.04-0.10
MM ERS160B12-5T10 16.00 5 12.00 T10 16.30 20.50 45.0 5.0 0 0.40 45,0 ° 0.04-0.10
MM ERS160B12-5T10H (1) R[] 5 12.00 T10 15.30 20.50 45.0 5.0 1 0.40 45,0 ° 0.04-0.10
MM ERS200B15-6T12 20.00 6 15.00 T2 18.45 25.50 45.0 3.0 0 0.40 45.0 . 0.05-0.11
MM ERS250B22-6T15 25.00 6 22.00 T15 23.90 37.00 45.0 3.0 0 0.50 45.0 o 0.05-0.11
e For shanks, see pages 90-98
* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection
* For user guide, see pages 13-14
() With a central coolant hole
) With coolant holes directed to each flute
() Number of flutes
4 Maximum ramping angle
(5) 0 - Without coolant supply, 1 - With coolant supply
MULTI-RASTER
MM ERA E THSZMS % @ 4
Interchangeable Solid Carbide . T s =
Rough Milling Heads for DC -y = - DCONMS @ @ ®
Machining Aluminum at High - ¢ ]
Metal Removal Rates ,‘ APMX= A
D ALUMINUM
. . Recommended
PLIEIESTS Machining Data
© fz
Designation DC NOF(  APMX RE THSZMS DCONMS LF FHA  RMPX°@ CSP® 5 (mm/t)
MM ERA080B05R0.2-3T05 8.00 3 5.00 0.20 T05 7.70 10.00 45.0 50 0 . 0.03-0.15
MM ERA100B0O6R0.2-3T06 [mleXes] 3 6.00 0.20 T06 9.60 13.00 45.0 5.0 0 . 0.05-0.20
MM ERA120B08R0.2-3T08 PA] 3 8.00 0.20 T08 11.70 16.50 45.0 5.0 0 . 0.07-0.22
MM ERA160B10R0.2-3T10 L] 3 10.00 0.20 T10 156.30 20.50 45.0 5.0 0 [ 0.07-0.25
MM ERA200B12R0.2-3T12 i) 3 12.00 0.20 T12 18.45 25.50 45.0 5.0 0 . 0.07-0.25
MM ERA250B19R0.2-3T15 JsXo] 3 19.00 0.20 T15 23.90 37.00 45.0 5.0 0 [ 0.07-0.25

e For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

™) Number of flutes

(2 Maximum ramping angle

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

ISCAR




MULTI-mASTER — @)

MM EA % @ ® —

Interchangeable Solid Carbide f = 1

Slot Drill Milling Heads for S @ @ ® —

Machining Aluminum } >

Q

ALUMINUM

Z

Dimensions Recommended LU

Machining Data m

LL

© f; D

Designation DC  NOF" APMX RE  THSZMS DCONMS LF  CSP@ FHA RMPX®| 8 (mm/t) |
MM EA060B03R0.0-3T04 6.00 3 320 0.00 T04 5.80 8.50 0 45.0 5.0 o 0.02-0.05

MM EA080BO5R0.5-2T05 8.00 2 5.00 0.50 T05 7.70 10.00 0 45.0 5.0 o 0.03-0.09 3

MM EA080BO5R0.5-3T05 8.00 3 5.00 0.50 T05 7.70 10.00 0 45.0 5.0 L] 0.03-0.09 O
MM EA100B07R0.5-2T06 10.00 2 7.00 0.50 T06 9.60 13.00 0 45.0 5.0 o 0.03-0.10

MM EA100B07R1.0-2T06 10.00 2 7.00 1.00 T06 9.60 13.00 0 45.0 5.0 o 0.03-0.10 I

MM EA100B06R0.5-3T06 10.00 3 6.00 0.50 T06 9.60 13.00 0 45.0 5.0 (] 0.03-0.10 CD
MM EA100BO6R1.0-3T06 10.00 3 6.00 1.00 T06 9.60 13.00 0 45.0 5.0 o 0.03-0.10

MM EA120B09R0.5-2T08 12.00 2 9.00 0.50 T08 11.70 16.50 0 45.0 5.0 o 0.04-0.11 I—IJ

MM EA120B09R1.0-2T08 12.00 2 9.00 1.00 T08 11.70 16.50 0 45.0 5.0 L] 0.04-0.11 m

MM EA120B08R0.5-3T08 12.00 3 8.00 0.50 T08 11.70 16.50 0 45.0 5.0 o 0.04-0.11 <E
MM EA120B08R1.0-3T08 12.00 3 8.00 1.00 T08 11.70 16.50 0 45.0 5.0 o 0.04-0.11

MM EA120B08R3.0-3T08 12.00 3 8.00 3.00 T08 11.70 16.50 0 45.0 5.0 (] 0.04-0.11 :)

MM EA160B10R000-3T10 16.00 3 10.00 0.00 T10 156.30 20.50 0 45.0 5.0 o 0.05-0.13 O

MM EA160B10R1.0-3T10 16.00 3 10.00 1.00 T10 15.30 20.50 0 45.0 5.0 o 0.05-0.13 cD
MM EA160B10R2.0-3T10 16.00 3 10.00 2.00 T10 15.30 20.50 0 45.0 5.0 L] 0.06-0.13
MM EA160B10R3.0-3T10 16.00 3 10.00 3.00 T10 156.30 20.50 0 45.0 5.0 o 0.05-0.13
MM EA160B10R4.0-3T10 16.00 3 10.00 4.00 T10 16.30 20.50 0 45.0 5.0 o 0.05-0.13
MM EA200B12R0.5-3T12 20.00 3 12.00 0.50 T12 18.45 25.50 0 45.0 5.0 (] 0.06-0.13
MM EA200B12R1.0-3T12 20.00 3 12.00 1.00 T12 18.45 25.50 0 45.0 5.0 o 0.05-0.13
MM EA200B12R2.0-3T12 20.00 3 12.00 2.00 T12 18.45 25.50 0 45.0 5.0 o 0.05-0.13
MM EA200B12R3.0-3T12 20.00 3 12.00 3.00 T12 18.45 25.50 0 45.0 5.0 L] 0.06-0.13
MM EA200B12R4.0-3T12 20.00 3 12.00 4.00 T12 18.45 25.50 0 45.0 5.0 [ 0.06-0.13

For shanks, see pages 90-98

For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
Do not apply lubricant to the threaded connection

() Number of flutes

(2 0 - Without coolant supply, 1 - With coolant supply

(3 Maximum ramping angle

Member IMC Group
o=
L 4 11 ]




@) MULTI-ASTER o
S VM EA-CF % @ ®
B BN Interchangeable Solid Carbide =
== Endimill Heads with Different S @ N
E Helix for Machining Aluminum
O
ALUMINUM|
Z
LLI Dimensions Recommended
Machining Data
o . f
LLl Designation DC  NOF" APMX RE THSZMS DCONMS LF  FHA  CSP® RMPX®| 8 (mmit
O MM EA080HO8ROCF-4T05 8.00 4 8.00 0.00 T05 7.0 1500 400 0 50 . 0.03-0.09
1 MM EA100H10ROCF-4T06 10.00 4 1000 000 T06 9.60 1900 400 0 50 . 0.03-0.10
D MM EA120H12R0.2CF-3T08 JRPA) 3 12.00 0.20 T08 11.70 23.00 40.0 0 5.0 . 0.04-0.11
MM EA120H12ROCF-4T08 12.00 4 1200 000 T08 11.70 2300 400 0 50 . 0.04-0.11
O MM EA160H16R0.0CF-3T10 16.00 3 16.00 0.00 T10 15.30 28.00 40.0 0 5.0 o 0.05-0.13
T MM EA160H16R0.2CF-3T10 R 3 1600 020 T10 16.30 2800 400 0 50 . 0.05-0.13
MM EA160H16R0.5CF-3T10 RGN 3 1600 050 T10 16.30 2800 400 0 50 . 0.05-0.13
CD MM EA160H16R2.5CF-3T10 16.00 3 16.00 2.50 T10 15.30 28.00 40.0 0 5.0 o 0.05-0.13
LL| MM EA160H16R3CF-3T10 16.00 3 1600 300 T10 16.30 2800 400 0 50 . 0.05-0.13
MM EA160H16R4CF-3T10 16.00 3 1600 400 T10 15,30 2600 400 0 50 . 0.05-0.13
m MM EA160H16ROCF-4T10 16.00 4 16.00 0.00 T10 15.30 26.00 40.0 0 5.0 o 0.05-0.13
<E MM EA200H20R0.0CF-3T12 [P 3 2000 000 T12 18.45 3400 400 0 50 . 0.05-0.13
) MM EA200H20R0.2CF-3T12 [P0 3 2000 020 T12 18.45 3400 400 0 50 . 0.05-0.13
MM EA200H20R0.5CF-3T12 20.00 3 20.00 0.50 T12 18.45 34.00 40.0 0 5.0 o 0.05-0.13
O MM EA200H20R2.5CF-3T12 I 3 2000 250 T12 18.46 3400 400 0 50 . 0.05-0.13
@) MM EA200H20R3CF-3T12 20.00 3 2000 300 T12 18.30 3400 400 0 50 . 0.05-0.13
MM EA200H20R4CF-3T12 20.00 3 20.00 4.00 T12 18.45 34.00 40.0 0 5.0 o 0.05-0.13
MM EA250H19R0.5-3T15 25.00 3 1900 050 T15 23.90 3700 400 0 50 . 0.06-0.16
MM EA250H19R1.0-3T15 25.00 3 1900  1.00 T16 23.90 3700 400 0 50 . 0.06-0.16
MM EA250H19R3.0-3T15 25.00 3 19.00 3.00 T15 23.90 37.00 40.0 0 5.0 o 0.06-0.16
MM EA250H19R4.0-3T15 25.00 3 2500 400 T15 23.90 3700 400 0 50 . 0.06-0.16
MM EA320H32R0.2-4T21 32.00 4 3200 020 T21 29.90 5500 380 0 50 . 0.06-0.16
MM EA320H32R0.4-4T21 32.00 4 32.00 0.40 T21 29.90 55.00 38.0 0 5.0 o 0.06-0.16
MM EA320H32R0.8-4T21 32.00 4 32.00 0.80 T21 29.90 55.00 38.0 0 5.0 o 0.06-0.16

e For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

® For user guide, see pages 13-14

() Number of flutes

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

() Maximum ramping angle

MULTI-HMASTER

MM ERS-1.5xD
Interchangeable Solid Carbide
Rough Milling Heads with
1.5xD Flute Lengths for High

CHW rf APMX;" THSZMS % @i
Rd'

DCONMS | @?
'

-
i
=

Metal Removal Rates ‘ i \‘ -
) . Recommended
LIGEUEEIE Machining Data
8 f.
Designation DC NOF)  APMX  CHW KCH THSZMS CSP@ DCONMS LF FHA  RMPX°® 3 (mm/t)
MM ERS080B12-4T05 8.00 4 12.00 0.25 45.0 T05 0 7.70 18.00 46.0 5.0 o 0.03-0.08
MM ERS100B15-4T06 10.00 4 15.00 0.30 45,0 T06 0 9.60 22.00 46.0 5.0 o 0.03-0.09
MM ERS120B18-4T08 12.00 4 18.00 0.35 45,0 T08 0 11.70 27.00 46.0 5.0 o 0.04-0.10
MM ERS160B24-5T10 16.00 5 24.00 0.40 45.0 T10 0 156.30 33.50 40.0 5.0 (] 0.04-0.10
MM ERS200B30-6T12 20.00 6 30.00 0.40 45.0 T12 0 18.45 41.00 47.0 3.0 o 0.05-0.11
MM ERS250B37-6T15 s 6 37.00 0.50 45.0 T15 0 23.90 52.50 47.0 3.0 [ 0.05-0.11

® For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() Number of flutes

(2 0 - Without coolant supply, 1 - With coolant supply

) Maximum ramping angle

ISCAR




MULTI-ASTER

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

@YY
99®

Dimensions Tough <— Hard I\F}I‘;?:?\minr:gng:ti
g | 8 fz
Designation DC  NOF APMX RE THSZMS DCONMS LF FHA  CSP® RMPX®| & 8 (mm/t)
MM EC080B12R000-4T05 8.00 4 12.00 0.00 T05 7.70 18.00 46.5 0 5.0 o 0.03-0.09
MM EC080H12R05CF-4T05 [:Xot] 4 12.00 0.50 T05 7.70 18.00 46.5 0 5.0 o 0.03-0.09
MM EC100B15R000-4T06 10.00 4 15.00 0.00 T06 9.60 22,00 46.5 0 5.0 L] 0.03-0.10
MM EC100H15R05CF-4T06 [EmleXes] 4 15.00 0.50 T06 9.60 22.00 46.5 0 5.0 o 0.03-0.10
MM EC120B18R000-4T08 12.00 4 18.00 0.00 T08 11.70 27.00 46.5 0 5.0 o 0.04-0.11
MM EC120H18R0O5CF-4T08 mPAt] 4 18.00 0.50 T08 11.70 27.00 46.5 0 5.0 [ 0.04-0.11
MM EC160B24R000-4T10 16.00 4 24.00 0.00 T10 15.30 33.50 46.5 0 5.0 o 0.05-0.13
MM EC160H24R05CF-4T10 ity 4 24.00 0.50 T10 15.30 33.50 46.5 0 5.0 o 0.05-0.13
MM EC200B30R000-4T12 20.00 4 30.00 0.00 T12 18.45 41.00 46.5 0 5.0 o 0.05-0.17
MM EC200H30R05CF-4T12 i) 4 30.00 0.50 T12 18.45 41.00 46.5 0 5.0 o 0.05-0.17
MM EC250B37R000-4T15 25.00 4 37.00 0.00 T15 23.90 52.50 46.5 0 5.0 ° 0.06-0.17
MM EC250H37R05CF-4T15 iy 4 37.00 0.50 T15 23.90 52.50 46.5 0 5.0 o 0.06-0.17

* For shanks, see pages 90-98

¢ Do not apply lubricant to the threaded connection
e For user guide, see pages 13-14

() Number of flutes

(2 0 - Without coolant supply, 1 - With coolant supply
@) Maximum ramping angle
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MULTI-mASTER

MM EC-CF-27/9-1.5xD
Interchangeable 7, 9 Flute Solid
Carbide Endmill Heads with 36°
Helix and 1.5xD Flute Lengths

THSZMS %

DCONMS

l

FHA
) . Recommended
PR Machining Data
] fz

Designation DC APMX RE NOF"  THSZMS DCONMS LF FHA CSP@  RMPX°® 5 (mm#t)
MM EC080H12R05CF-7T05 8.00 12.00 0.50 7 T05 7.70 18.00 36.0 0 3.0 o 0.03-0.10
MM EC100H15R05CF-7T06 10.00 15.00 0.50 7 T06 9.60 22.00 36.0 0 3.0 o 0.04-0.10
MM EC120H18RO5CF-7T08 12.00 18.00 0.50 7 T08 11.70 27.00 36.0 0 3.0 o 0.04-0.10
MM EC160H24R08CF-9T10 16.00 24.00 0.80 9 T10 156.30 33.50 36.0 0 1.0 o 0.05-0.10
MM EC200H30R10CF-9T12 20.00 30.00 1.00 9 T12 18.45 41,00 36.0 0 1.0 o 0.05-0.10
MM EC250H37R10CF-9T15 25.00 37.00 1.00 9 T15 23.90 52.50 36.0 0 1.0 o 0.05-0.10

* For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection

® For user guide, see pages 13-14

() Number of flutes

(2 0 - Without coolant supply, 1 - With coolant supply

(3 Maximum ramping angle

Member IMC Group




@p MULTI-MASTER
AN MM ECK-CF %
B BN 5,6 Flute Solid Carbide Heads —
el \ith 35°/38° Helix Featuring !
E Different Corner Radii For
N Machining Titanium Alloys @?
=
LLI Dimensions Recommended
Machining Data
m S f,
LL Designation DC RE NOF®  APMX THSZMS DCONMS  LF csP®  RMPX®| 8 (mm/#t)
D MM ECK080HO05R04-6TO5CF 8.00 0.40 6 5.00 T05 7.70 10.00 0 5.0 ° 0.04-0.08
_| MM ECK100HO7R05-6TO6CF 10.00 0.50 6 7.00 T06 9.60 13.00 0 5.0 ° 0.04-0.08
D MM ECK120H09R05-6TO8CF 12.00 0.50 6 9.00 T08 11.70 16.50 0 5.0 o 0.04-0.08
MM ECK160H12R08-6T10CF 16.00 0.80 6 12.00 T10 15.30 20.50 0 5.0 ° 0.07-0.12
O MM ECK160H12R30-6T10CF 16.00 3.00 6 12.00 T10 15.30 20.50 0 5.0 o 0.07-0.12
I MM ECK160H12R40-6T10CF 16.00 4.00 6 12.00 T10 15.30 20.50 0 5.0 (] 0.07-0.12
CD MM ECK200H15R10-6T12CF 20.00 1.00 6 15.00 T12 18.45 25.50 0 5.0 ° 0.07-0.12
MM ECK200H15R30-6T12CF 20.00 3.00 6 15.00 T12 18.45 25.50 0 5.0 ° 0.07-0.12
LL] MM ECK200H15R40-6T12CF 20.00 4.00 6 15.00 T12 18.45 25.50 0 5.0 . 0.07-0.12
MM ECK250H22R10-6T15CF 25.00 1.00 6 22.00 T15 23.90 37.00 0 5.0 ° 0.07-0.12
m MM ECK250H22R30-6T15CF 25.00 3.00 6 22.00 T15 23.90 37.00 0 5.0 o 0.07-0.12
< MM ECK250H22R40-6T15CF 25.00 4.00 6 22.00 T15 23.90 37.00 0 5.0 L] 0.07-0.12
:) MM ECK320H38R4-5T21 32.00 4.00 5 38.00 T21 30.00 55.00 0 5.0 ° 0.06-0.18
MM ECK320H38R5-5T21 32.00 5.00 5 38.00 T21 30.00 55.00 0 5.0 o 0.06-0.18
O * For shanks, see pages 90-98
CD * For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 11-12

* Do not apply lubricant to the threaded connection
e For user guide, see pages 13-14

() Number of flutes

(2 0 - Without coolant supply, 1 - With coolant supply
(3 Maximum ramping angle

MULTI-MASTER

MM HC T THSZMS ‘ % @ %X
' ; \

Interchangeable Solid Carbide
DCh9 41—~ @ ®

Slot Drill Milling Heads with
Two 10° Helix Flutes

RE /o APMX =]

—F== ECONOMICAL SOLUTION
) ) Recommended
Dimensions Tough <— Hard Machining Data
= = fz
Designation DC NOF" APMX RE Tm@ THSZMS DCONMS LF  FHA CSP® RwmPX“| 3 3 (mm#t)
MM HCO078CO08R0.2-2T05 Bg:l] 2 7.70 0.20 10-2.0 T05 7.60 10.00 10.0 0 5.0 ° 0.03-0.09
MM HC080C08RO0.4-2T05 g1y} 2 7.70 0.40 10-2.0 T05 7.60 10.00 10.0 0 5.0 ) ° 0.03-0.09
MM HCOS80CO8R1.0-2T05 [0 I A/ B 1 o 10X (15 7.60 1000 100 0 50 . . 0.03-0.09
MM HCO080C08R2.0-2T05 g1y} 2 7.70 2.00 r0-2.0 T05 7.60 10.00 10.0 0 5.0 ° ° 0.03-0.09
MM HC098C10R0.3-2T06 Bkl 2 9.00 0.30 r0-3.0 TO6 9.50 12.35 10.0 0 5.0 ° 0.03-0.10
(OGRS OO 1000 2 900 040 1030  T06 9.50 1235 100 0 50 . . 0.03-0.10
MM HC100C10R1.0-2T06 Balel] 2 9.00 1.00 r0-3.0 T06 9.50 12.35 10.0 0 5.0 [ ° 0.03-0.10
MM HC100C10R2.0-2T06 gt} 2 9.00 2.00 r0-3.0 TO6 9.50 12.35 10.0 0 5.0 ° ° 0.03-0.10
(UIGSRV SRR O] 1170 2 1000 030 10-30 7108 11.50 1420 100 0 50 . 0.04-0.11
MM HC120C13R0.4-2T08 kX 2 10.00 0.40 r0-3.0 T08 11.50 14.20 10.0 0 5.0 [ ° 0.04-0.11
MM HC120C13R1.0-2T08 JFA«l] 2 10.00 1.00 r0-3.0 TO8 11.50 14.20 10.0 0 5.0 () ° 0.04-0.11
(UGS PILS R PR O] 1200 2 1000 200 0-30 7108 11.50 1420 100 0 50 . . 0.04-0.11
MM HC140C11R0.4-2T08 Brel] 2 11.60 0.40 r0-4.0 T08 11.50 15.05 10.0 0 5.0 ° 0.04-0.12
MM HC157C16R0.3-2T10 JkN( 2 15.00 0.30 0-4.0 T10 15.20 19.05 10.0 0 5.0 ° 0.05-0.13
(IS COS LA BT 1600 2 1490 040 1040  Ti0 15.20 1905 100 0 50 . . 0.05-0.13
(GGG A8 1600 2 1490 080 1040  TI0 15.15 1905 100 0 50 ° . 0.05-0.13

e For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

* For user guide, see pages 13-14

() Number of flutes

@) Specially tailored radius range, available upon request

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

@ Maximum ramping angle

ISCAR




HELIALU

HM90 EAL-MM-15-JHP
90° Endmills with a
MULTI-MASTER Threaded
Adaptation Carrying HM90
AXCR 1505... Inserts for
Machining Aluminum

a4k
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THSZMS DCONMS 7

O
DC APMX CICT! LF OAL DCONMS RPMX? RMPX°® THSZMS DRVSY TQ_35 cspel Al MIID®
HM90 EALD100-2MMT , o8 2540 14.00 2 39.50 56.50  24.00 37500 250 T15 20.0 43 1 0.10  HM90 AXCR 150504R-P
HM90 EALD125-3MMT LA, [N 31.75 14.00 3 39.90 63.00  30.00 31250 13.0 T21 24.0 43 1 0.17  HM90 AXCR 150504R-P

* For adaptation, see page 9

() Number of inserts (or edges for solid tool)

2 Maximum RPM

(3 Maximum ramping angle

@ Torque key size

) Tool tightening torque (Nxm)

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

(7 Master insert identification

For inserts: HM90 AXCR 1505

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ¢ MM S-A-C# (96) ® MM S-A-HSK (96)
e MM S-B (85° conical shanks) (93) ¢ MM S-D (89° conical shanks) (94) ¢ MM S-ER-H (95) « MM TS-A (92)

Spare Parts

PN »

HM90 EAL-MM-15-JHP SR 14-562 BLD T10/87 SW6-SD

F s oL
HM90 EAL-MM-16-JHP s % @
90° Endmills with a i
MULTI-MASTER Threaded q E ‘f T %‘U S
Adaptation Carrying HM90 o N - THSZMS DCONMS @
APCR 1605... Inserts for l L l
Machining Aluminum vy ® F
lapmx |«
Q
Designation DC APMX LF OAL CICT®") DCONMS RPMX®@ RMPX°® THSZMS DRVS® TQ_3® CSP® k) MIID®

HM90 EALD125-2MMT21-16JHP RN RN e Re(RC R0 R 29.00 45643 224 T21 24.0 43 1 0.16  HM90 APCR 160502R-P
L om T\ B R BT RPN TR PR B N, 1o 3810 1550 39.90 63.00 2 30.00 36809 16.9 T21 24.0 43 1 0.20  HM90 APCR 160502R-P

e For adaptation, see page 9

() Number of inserts (or edges for solid tool)

) Maximum RPM

3 Maximum ramping angle

@) Torque key size

) Tool tightening torque Nxm (Ibfxin)

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

(7 Master insert identification

For inserts: HM90 APCR 1605..R-P

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ® MM S-A-HSK (96) ¢ MM S-B (85° conical shanks) (93)

Spare Parts

PN > v

HM90 EAL-MM-16-JHP SR 14-0180 BLD T20/M7 SW6-T

Member IMC Group
o=
L 4 11 ]




ODO DRVS  THSZMS

590° LINE

$890 ESZ-MMT15-R08
Endmills Carrying Double-Sided

. . oc  EBIT
Square Inserts with 8 Cutting UL
90’

B DCONMS

Edges with a MULTI-MASTER
threaded adaptation

DC  APMX CICTW  LF  THSZMS DCONMS OAL  CSP®  DRVS® MIID®

ss|B| | U & &

$890 ESZ D25-3-MMT15-R08 25.00 5.00 3 25,00 T15 23.90 42,00 1 20.0 §890 SZMU 0804...
$890 ESZ D32-4-MMT21-R08 32.00 5.00 4 32.00 T21 30.00 56.10 1 24.0 $890 SZMU 0804...

() Number of inserts (or edges for solid tool)

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

@ Torque key size

@) Master insert identification

For inserts: S890 SZMU-0804PN

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ® MM S-A-AV (90) ¢ MM S-A-BT (97) ¢ MM S-A-C# (96) ® MM S-A-HSK (96)
o MM S-A-SK (96) » MM S-B (85° conical shanks) (93) * MM S-D (89° conical shanks) (94) ® MM S-ER-H (95) ¢ MM TS-A (92)

Spare Parts

S 7

$890 ESZ-MMT15-R08 SR M3X0.5-L7.4 IP9 IP-9/151

)
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HM390 LINE

HM390 ETP/C/D-MM-JHP
90° JHP endmill

with a MULTI-MASTER
threaded adaptation

L b oo %
_EE
o F

DC  APMX CICTO  LF LH DCONMS THSZMS OAL DRVS® RMPX"® CSP@ MIID®!
HM390 ETPD16-4MMT10-05JHP 16.00 3.50 4 18.00 - 15.50 T10 29.30 13.0 1.5 1 HMB390 TPKT 0502
HM390 ETPD20-5MMT12-05JHP 20.00 3.50 5} 20.00 - 19.40 T12 33.27 16.0 1.3 1 HM390 TPKT 0502
HM390 ETCD16-2MMT10-07JHP BRG] 5.00 2 16.00 9.7 156.30 T10 27.30 13.0 19 1 HM390 TCKT 0703
HM390 ETCD20-3MMT12-07JHP 20.00 5.00 ] 20.00 10.8 18.30 T12 33.30 16.0 1.4 1 HM390 TCKT 0703
HM390 ETCD25-4MMT15-07JHP 25.00 5.00 4 25.00 1.5 23.90 T15 42.00 20.0 1.0 1 HM390 TCKT 0703
HM390 ETPD25-3MMT15-10JHP 25.00 8.00 3 30.00 - 24.00 T15 47.00 20.0 29 1 HM390 TPKT 1003
HM390 ETPD32-4MMT21-10JHP 32.00 8.00 4 30.00 - 29.00 T21 53.10 24.0 2.1 1 HM390 TPKT 1003
HM390 ETDD40-4MMT21-15JHP 40.00 13.00 4 35.00 24.0 29.00 T21 58.10 24.0 2.1 1 HM390 TDKT 1505

* Insert tightening torque 0.5 N*m

e For adaptation, see page 9

() Number of inserts (or edges for solid tool)

@ Torque key size

(3 Maximum ramping angle

(4) 0 - Without coolant supply, 1 - With coolant supply
) Master insert identification

For inserts: HM390 TCKT/CT 0703  HM390 TDCR 1505 ® HM390 TDKT/CT 1505 ¢ HM390 TPCR 1003 e HM390 TPKT/CT 0502 e HM390 TPKT/CT 1003

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ® MM S-A-AV (90) ¢ MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96)
e MM S-A-N (92) « MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ¢ MM S-ER (95) ® MM S-ER-H (95) « MM TS-A (92)

¢ MM TS2-A (90)

Spare Parts

P / / /

HM390 ETPD16-4MMT10-05JHP TS 18041/HG T-61P/51
HM390 ETPD20-5MMT12-05JHP TS 180411/HG T-6IP/51
HM390 ETCD16-2MMT10-07JHP SR M2.5X5-T7-60 T-7/51
HM390 ETCD20-3MMT12-07JHP SR M2.5X5-T7-60 T-7/51
HM390 ETCD25-4MMT15-07JHP SR M2.5X6-T7-60 T-7/51
HM390 ETPD25-3MMT15-10JHP SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETPD32-4MMT21-10JHP SR 14-562/S BLD T10/57 SW6-SD
HM390 ETDD40-4MMT21-15JHP SR 10611869 BLD IP20/S7 SWe-T

ISCAR




HELiTANG s

T490 ELN-MM-05 1 Q % @

90° Endmills with DTC 1.7 _ THSZMS Dcczws ol

a MULTI-MASTER Threaded | l i @ ®

Adaptation Carrying l

Tangentially Clamped Inserts APMX || B /p
OAL

O

Designation DC CICT(" APMX DCONMS LF OAL THSZMS DRVS@ RMPX°® CSP® MIID®) & /
T490 ELN D10-2-MMTO06-05 RN R 4.60 9.20 13.00 19.30  TO6 8.0 13 0.01 T490 LNMT 0502PNR-RD SR M2X0.4-3.8 IP6  T-6IP/51
T490 ELN D12-3-MMTO08-05 JPACOR] 4.60 11.00 14.50 22.00 TO08 10.0 0.9 0.01 T490 LNMT 0502PNR-RD SR M2X0.4-4.8 IP6  T-6P/51
T490 ELN D16-4-MMT10-05 RIcX/o R 4.60 1620 20.00 31.30 T10 13.0 0.6 0.03 T490 LNMT 0502PNR-RD SR M2X0.4-4.8 IP6 ~ T-6IP/51
T490 ELN D20-5-MMT12-05 PAXeI:) 4.60 1920 22.00 3530 T12 16.0 0.5 0.05 T490 LNMT 0502PNR-RD SR M2X0.4-4.8 IP6  T-6IP/51

e Do not apply lubricant to the MULTI-MASTER threaded connection

* For adaptation see page 9

() Number of inserts (or edges for solid tool)

@ Torque key size

() Maximum ramping angle

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

65) Master insert identification

For inserts: T490 LNMT 0502

For holders, see pages: MM CAB (98) ¢ MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ® MM S-A-BT (97) « MM S-A-C# (96)

o MM S-A-HSK (96) ® MM S-A-N (92) » MM S-A-SK (96) » MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) * MM S-ER (95) « MM S-ER-H (95)

o MM TS-A (92) » MM TS2-A (90)
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MEZ ;2000 ® ®

HM90 E90AD-MM-15-JHP DCx_2 PC2 ] @ % @

90° JHP Endmills with ERNE THSZMS DCONMS =

a MULTI-MASTER Threaded — | & @

Adaptation Carrying HELI-2000 APMX 2 |7 DRVS

and HELI-MILL Inserts ~l LF /p

OAL 2

DC DC_2 DCX.2  CICT ~ APMX APMX_2  OAL OAL_2 DCONMS RMPX°@ RMPX°_2
25.00 12.26 25.00 2 14.30 1.50 56.30 56.04 24.00 11.5 1.5
32.00 19.26 32.50 3 14.30 1.50 63.00 62.74 30.50 5.3 5.3

O
LF  RPMX® THSZMS MDN  MDX TQ.3% DRVS® MIID® MIID_20) cspe =

39.30 41967 T15 37.76 50.00 40 20.0 ADKT 1505PDTR  ADKT 1506R8T-FF 1 0.10
39.90 28924 T21 51.76 64.00 40 24.0 ADKT 1506PDTR  ADKT 1506R8T-FF 1 0.26

HM90 E90AD D2 M P
HM90 E90AD D3 MT21JHP
T15JHP

HMS90 E9O0AD D2 M
HM90 E90AD D3

e 1- with standard square insert

o 2- with FF (fast feed) insert

e Do not apply lubricant to the MULTI-MASTER threaded connection

* For adaptation see page 9

() Number of inserts (or edges for solid tool)

2) Maximum ramping angle

() The maximum cutting speed (RPM) for the cutting head assembled on the shank should be the lower parameter (RPMX) of either the cutting head or the shank

) Tool tightening torque Nxm (Ibfxin)

) Torque key size

(6) Master insert identification

(7 Master insert identification 2

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

For inserts: ADCR 1505PDFR e ADCT 1505PDFR-HM ¢ ADKR 1505PDR/L e ADKT 1505-FF e ADKT 1505..R/L-HM e ADKT 1505PD-W e ADKT 1505PDR/L-HM

e ADKT 1505PDTR-76 * ADKT 1505PDTR/L-RM e ADKW (CBN) ¢ ADKW (PCD) ® ADMT 1505PDR-HS  HM90 ADCR 1505PDFR-P ¢ HM90 ADCT 1505

e HM90 ADCT 1505PDR-CF ¢ HM90 ADKT 1505 ¢ HM90 ADKT 1505PD-W e HM90 ADKW 1505PDR

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ® MM S-A-BT (97) ¢ MM S-A-C# (96) ® MM S-A-HSK (96)

¢ MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ® MM S-ER-H (95) ® MM TS-A (92)

)
—
=
=
a
Z
LL
o
LL
a
—
)
®)
T
@)
LL
oC
<
)
C
)

Spare Parts

& /&

SR 14-544/S  BLDT15/M7  SWG-T-SH

Designation
HM90 E90AD-MM-15-JHP

OAL
e LF—»

l=LU->|
-

QUICK[DMILL

MDR MMT-JHP
Multi-Function Modular Head
for Endmill Cutters with oc -

a MULTI-MASTER ®
Threaded Adaptation

Sl
DC APMX APMX_2 KAPR( CICT® LU® LF OAL THSZMS DCONMS DRVS RMPX°5) MDN® MDX?  MIID® cspw&

%

APMX
S0

® @
9@

— i
TH%ZMS DCO¢N MS

APMX_2\ DRVS

KAPR

MDR D16/.63-2-MMT10-07JHP XN RN/(0; 90.0 2 12.00 23.00 3430  T10 16.20 13.0 900  16.80 30.80 MDRANMUO7 1 0.07
MDR D20/.79-2-MMT 12-09JHP PR URE:Ke V- (] 90.0 2 1500 24.70 38.00  T12 18.30 16.0 900 2180 3820 MDRANMUO9 1 0.08
MDR D25/.98-2-MMT15-12JHP XX U R 90.0 2 1850 33.00 50.00 T15 23.90 20.0 900 2630 47.60 MDRANMU12 1 0.08

* Do not apply lubricant to the MULTI-MASTER threaded connection

* When drilling holes deeper than 5 mm, it is recommended to use the pecking method (G83)

* For adaptation, see page 9

() Tool cutting edge angle

(2 Number of inserts (or edges for solid tool)

@) Max.drilling depth

@ Torque key size

5) Maximum ramping angle

(6) Minimum diameter to obtain a flat-bottom pocket having no protrusions by use of helical or circular interpolation

(M Maximum diameter to obtain a flat-bottom pocket having no protrusions by use of helical or circular interpolation

(8 Master insert identification

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

For inserts: MDR ANMU PNTR

For holders, see pages: MM CAB-T-T (97) ® MM CAB-T-T-W (97) ® MM S-A (stepped shanks) (90) ¢ MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ¢ MM S-A-BT (97)
o MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ® MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ® MM S-ER (95)
¢ MM S-ER-H (95) ® MM TS-A (92) « MM TS2-A (90)

Spare Parts

D
MDR D16/.63-2-MMT10-07JHP

MDR D20/.79-2-MMT12-09JHP
MDR D25/.98-2-MMT15-12JHP

ISCAR

&/

SR M2.5-L6-D3.25-T7 T-7/51
SR 10508082-HG T-8/53
SR 14-571 T-10/51




SUMOriii.i.

T290 ELN-MM-05

Endmills with a MULTI-MASTER
Adaptation Carrying
Tangentially Clamped Inserts

DC  CICT") APMX DCONMS THSZMS LF  OAL DRVS® CSP9 %3 &
8.0

T290 ELN D10-02-MMTO06-05 X 2 5.00 9.20 T06 13.40 20.00 I 0 0.01 SR 10503833-S  T-7/51
T290 ELN D12-03-MMTO08-05 [mPX(y 3 5.00 11.00 T08 16.00 24.00 10.0 0 0.01 SR 10503833 T-7/51
0
0

DRVS THSZMS

N\ | 9\2\@

T290 ELN D14-03-MMTO08-05 14.00 3 5.00 13.00 T08 16.06 24.00 10.0 0.01 SR 10503833 T-7/51
T290 ELN D16-04-MMT10-05 16.00 4 5.00 14.95 T10 19.25 30.65 13.0 0.03 SR 10503833 T-7/51
e Do not apply lubricant to the MULTI-MASTER threaded connection
¢ For adaptation see page 9
) Number of inserts (or edges for solid tool)
@ Torque key size
() 0 - Without coolant supply, 1 - With coolant supply
For inserts: T290 LNMT/LNHT 0502
For holders, see pages: MM CAB (98) ® MM CAB-T-T (97) ® MM CAB-T-T-W (97) ¢ MM GRT (shanks) (92) ® MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93)
* MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ¢ MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ¢ MM S-D (89° conical shanks) (94)
¢ MM S-ER (95) * MM S-ER-H (95) ®« MM TS-A (92) ¢ MM TS2-A (90)

HELIPLUS

HP E90AN-MM-07
90° Endmills with

)
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DRVS  THSZMS
e

&
&5

a MULTI-MASTER Threaded o é] m PCONMS 7|
Adaptation Carrying HELI-PLUS J
HP ANKT 0702.. Inserts

| <APMX

F—

OAL——

Q
DC CICT) OAL LF APMX THSZMS DCONMS DRVS® RMPX°® RMPX°_2¢) RPMX® CSP® & /
LML B R PRPR IO ) 1200 2 2445 1650 7.70 T08 10.60 10.0 2.7 35 56970 0 001 SR34-533/UHG  T-6/51

L CIN B R CEE T n 00 1600 3 31.75 2000 7.70 T10 14.95 13.0 32 6.0 44860 0 003 SR34-533/UHG  T-6/51

A SCIN B R R R TR [0 1600 4 31.75 2000 7.70 T10 14.95 13.0 32 6.0 37630 0 003 SR34-533/UHG  T-6/51
2000 5 35630 21.50 7.70 T12 18.40 16.0 24 4.5 38890 0 005 SR34-533//HG  T-6/51

¢ Do not apply lubricant to the MULTI-MASTER threaded connection

* For adaptation see page 9

) Number of inserts (or edges for solid tool)

@ Torque key size

@) Maximum ramping angle

@) Values only for HP ANKT 0702R12T-FF insert

8) The maximum cutting speed (RPM) for the cutting head assembled on the shank should be the lower parameter (RPMX) of either the cutting head or the shank

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

For inserts: HP ANCR 0702PNFR e HP ANKT 0702-FF ¢ HP ANKT/ANCT 0702 PN-R/PNTR e HP ANKW 070204PNTR

For holders, see pages: MM CAB (98) ¢ MM GRT (shanks) (92) ¢ MM S-A (stepped shanks) (90) ¢ MM S-A (straight shanks) (93) ® MM S-A-AV (90) ¢ MM S-A-BT (97)

¢ MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ® MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ¢ MM S-ER (95)

¢ MM S-ER-H (95) « MM TS-A (92) « MM TS2-A (90)

Member IMC Group
o=
L 4 11 ]




HELiTANG RS
T490 ELN-MM-08 T 7 % @
90° Endmills with DC THSZMS DCONMS —
a MULTI-MASTER Threaded | L] ! Q ;
Adaptation Carrying
Tangentially Clamped Inserts *W‘T_F—»
OAL
o)
DC CICT®) APMX DCONMS LF OAL THSZMS DRVS® RMPX°® RMPX° 24 CSPO) & /
T490 ELN D16-2-MMT10 K] 2 8.00 14.70 20.00 32.00 T10 13.0 2.0 1.1 1 0.03 SR 10502813-HGSM  IP-7/51
T490 ELN D20-3-MMT12 i)l 3 8.00 18.70 22.00 35.00 T12 16.0 1.7 0.8 1 0.05 SR 10502813-HG-M  IP-7/51

* Do not apply lubricant to the MULTI-MASTER threaded connection

e For adaptation see page 9

() Number of inserts (or edges for solid tool)

() Clamping wrench size

() Maximum ramping angle - valid only with T490 LNHT 080404PNR-RD inserts

4 Maximum ramping angle - valid only with T490 LNMT 080404PNR-RD inserts

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

For inserts: T490 LNAR-P e T490 LNMT/LNHT 0804

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ¢ MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96)
* MM S-A-N (92) ® MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ® MM S-ER (95) ® MM S-ER-H (95) ¢ MM TS-A (92)
o MM TS2-A (90)

490 LINE
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HEL ;DO ® o

H490 E90AX-MM 'E)' % @
90° Endmills with oc+ fﬂﬂmﬁzm DCCINMS

a MULTI-MASTER Threaded L& L | @ Q
Connection Carrying H490 APMX L

ANKX/ANCX 090... = iz = 7{&
Double-Sided Rectangular Inserts OAL

DC  DCX2 DC2 CICTW  APMX APMX2  AE LF  RMPX’2 OAL  OAL2

H490 E90AX D20-3-MMT12-09 [P 20.10 20.00 3 8.00 0.70 5.5 24.70 2.5 37.30 37.30

DCONMS THSZMS  MDN MDX MIID® MIID_20) DRVS® CcsSPo 3]

H490 E90AX D20-3-MMT12-09 18.70 T12 34.70 39.20  H490 ANCX 090404PDR  H490 ANKX 0904..-FF 16.0 1 0.05

e Do not apply lubricant to the MULTI-MASTER threaded connection

* For adaptation, see page 9

e 1- with standard square insert

e 2- with FF (fast feed) insert

() Number of inserts (or edges for solid tool)

(2 Master insert identification

() Master insert identification 2

) Clamping wrench size

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

For inserts: H490 ANKX 0904-FF e H490 ANKX/ANCX-09

For holders, see pages: MM S-A (stepped shanks) (90) ¢ MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ® MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96)
¢ MM S-A-SK (96) ®* MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ® MM S-ER (95) ® MM S-ER-H (95) « MM TS-A (92) ¢ MM TS2-A (90)

Spare Parts

Pl - - v

H490 E90AX-MM SR 10508082-HG BLD T08/M7 SW4-SD

ISCAR




HELi2000

HM90 E90A-MM-10

— | @

&

90° Endmills with
a MULTI-MASTER Threaded
Adaptation Carrying HM90

THSZMS DCONMS

L

Rd®

2

AP.. 1003... Inserts

\DRvS @

Q)4

F
OAL 2 — i

DC  DC2 DCX2 CICT! APMX APMX 2 OAL OAL 2 RMPX°® RMPX°2 LF THSZMS DRVS® MDN

MDX
HM90 E90A-D16-2-MMT10 RlHl] 7.00 16.10 2 9.80 1.00 3475 3438 15.0 15.0 23.00 T10 130 2310 3120
L CORCT B PLE R VAR PR 2000 11.00 2010 2 9.80 1.00 3830 37.93 5] ({25 24.60 T12 16.0 31.10 39.20
HM90 E90A-D20-3-MMT12 [rZeXo/o R oo Rrok (0] 3 9.80 1.00 3830 37.93 7.5 7.5 24.60 T2 16.0 31.10 39.20

(@]
MDX RPMX®  DCONMS  CSP® ko MIID® MIID_20) & /

HM90 E90A-D16-2-MMT10 31.20 66712 156.30 0 0.03 APKT 1003PDR-HM APKT 1003R8T-FF SR 34-505/HG
HM90 E90A-D20-2-MMT12 39.20 55578 19.20 0 0.05 APKT 1003PDR-HM APKT 1003R8T-FF SR 34-505/HG ~ T-8/53

HM90 E90A-D20-3-MMT12 39.20 55578 19.20 0 0.05 APKT 1003PDR-HM APKT 1003R8T-FF SR 34-505/HG

e 1- with standard square insert

o 2- with FF (fast feed) insert

¢ Do not apply lubricant to the MULTI-MASTER threaded connection

* For adaptation see page 9

() Number of inserts (or edges for solid tool)

2 Maximum ramping angle

@) Torque key size

4 The maximum cutting speed (RPM) for the cutting head assembled on the shank should be the lower parameter (RPMX) of either the cutting head or the shank

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

(6) Master insert identification

() Master insert identification 2

For inserts: APCR 1003PDFR-P ¢ APCT 1003PDR-HM e APKR 1003PDR e APKT 1003-FF e APKT 1003..R * APKT 1003..TR-RM e APKT 1003PDR-HM

¢ APKT 1003PDR-HM-CS e APKT 1003PDTR-76 ¢ APKT 1003PDTR/L-RM ¢ HM90 APCR 100304PDFR-P/DP ¢ HM90 APCT 1003 ¢ HM90 APKT 1003

¢ HM90 APKT 1003PD-W e HM90 APKW 1003PDR

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ® MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96)
e MM S-A-N (92) « MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ¢ MM S-ER (95) « MM S-ER-H (95) ¢ MM TS-A (92)
e MM TS2-A (90)

Member IMC Group
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HELAMILL B Sp—
E90SO-MM-04 e % Q @
Endmills with a MULTI-MASTER DC e H DCONMS —
Connection Carrying Inserts 2= @ /1
for Shouldering and Fast ] [<APMX

Feed Applications LFO o /p

O
DC APMXDC_2DCX_2APMX 2 LF OAL CICT® DCONMS THSZMS DRVS® RMPX°®CSP®  MIID® mip2e 1)

(R oMo R BP R [ o [CELH10.00 350 390 1017 050 15.0021.30 2 9.70 T06 8.0 6.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.05
(=CDEo R R PZRH o BN 12,00 350 590 1217 050 16.0023.50 11.60 T08 10.0 3.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.15
(R oMo BBV BT o 207 M 1400 350 7.90 1417 050 16.0023.50 13.60 T08 10.0 2.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.01
e Jo o R B GELE | R B 816,00 3.50 9.90 1617 050 18.0029.30 15.60 T10 13.0 2.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.03
(R o M L BCH | R PEOTN20.00 350 1390 2017 050 25.0038.80 19.60 T12 16.0 1.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.08

e A - with SOMT/CT 0402 insert

* B - with SOMT 0402-FF insert

e Tightening torque 0.5 Nxm

() Number of inserts (or edges for solid tool)

@ Torque key size

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

4) 0 - Without coolant supply, 1 - With coolant supply

5) Master insert identification

(6) Master insert identification 2

For inserts: SOMT 0402-FF e SOMT/CT 0402

For holders, see pages: MM CAB (98) ¢ MM CAB-T-T (97) ® MM CAB-T-T-W (97) ® MM GRT (shanks) (92) ® MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93)

o MM S-A-AV (90) ® MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) » MM S-A-SK (96) * MM S-B (85° conical shanks) (93)

o MM S-D (89° conical shanks) (94) » MM S-ER (95) « MM S-ER-H (95) MM TS-A (92) » MM TS2-A (90)
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Spare Parts

$ 7

E90S0-MM-04 TS 180411/HG T-6IP/51

NANMILL DRVS

NANO ENDMILL

HM390 ETP-MM-04 X e T % @
90° Endmills with YTt
a MULTI-MASTER Threaded DC \\\ \\ URSRMS BOONYE @ ®
Adaptation Carrying HM390 l

TPKR 0401... Triangular Inserts
g »‘APMX b«LF

—»‘

OAL:

O
DC  APMX  CICT®) LF  DCONMS THSZMS OAL  DRVS® RMPX®® cspe )
HM390 ETP D08-2-MMT05-04 8.00 3.00 2 10.00 7.60 T05 16.75 5.5 3.0 0 0.04
HM390 ETP D10-3-MMTO06-04 10.00 3.00 3 12.00 9.60 T06 18.30 8.0 2.5 0 0.04

* Insert tightening torque 0.5 N*m

* For adaptation, see page 9

() Number of inserts (or edges for solid tool)

@ Torque key size

() Maximum ramping angle

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

For inserts: HM390 TPKR 0401

For holders, see pages: MM CAB (98) ¢ MM CAB-T-T (97) ® MM CAB-T-T-W (97) ¢ MM GRT (shanks) (92) ® MM S-A (stepped shanks) (90) ¢ MM S-A (straight shanks) (93)
o MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ®« MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ¢ MM S-D (89° conical shanks) (94)

¢ MM S-ER (95) ® MM S-ER-H (95) « MM TS-A (92) « MM TS2-A (90)

Spare Parts

£,
RN B DEEPR | DEE S SR M2X04-3T6  T-6/6 MAGNET 3X3
HM390 ETP D10-3-MMT06-04 1V ek N RN g
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AL [ IMILL DRs eSS
HM390 ETC-MM ol [(

%

DCONMS |

90° Endmills with DI:

a MULTI-MASTER Threaded

Adaptation Carrying HM390 _'7
TCKT 0703 Triangular Inserts . APMX

-~ LF

©
ic
r
7
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OAL-
O
DC APMX CICT® LF DCONMS THSZMS OAL DRVS® RMPX°® cspé [t &
1600 500 2 16.00 15.20 T10 2730 130 19 1 002 SRM25X5T7-60  T-7/51
HM390 ETC D20-3-MMT12-07 [ II) 3 2000 1830 T2 3330 160 14 1 004 SRM25X5T7-60  T-7/51
2500 5.00 4 2500 2390 TI5 4200 200 10 1 008 SRM25X6T7-60  T-7/51

¢ Insert clamping screw must be lubricated every indexing

¢ Tightening torque 0.9 Nxm

* For adaptation see page 9

() Number of inserts (or edges for solid tool)

@ Torque key size

) Maximum ramping angle

(4) 0 - Without coolant supply, 1 - With coolant supply

For inserts: HM390 TCKT/CT 0703

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ® MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96)
o MM S-A-N (92) « MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ¢ MM S-D (89° conical shanks) (94) ¢ MM S-ER (95) ® MM S-ER-H (95) ¢ MM TS-A (92)
o MM TS2-A (90)

ﬂﬁ%{ ILL DRVS
HM390 ETP-MM-05 Te N T %
90° Endmills with I MS DoONS
a MULTI-MASTER Threaded B \\\1 !
Adaptation Carrying HM390 ve___1

TPKT 0502... Triangular Inserts ﬂAPMX = ‘ @
oA

0

Designation DC APMX  CICT® LF DCONMS THSZMS OAL DRVS@ RMPX°® CSP@4 MIID®) kE\

HM390 ETP D10-2-MMTO06-05 I 3.50 2 15.00 9.60 T06 21.60 8.0 2.0 1 HMB390 TPKT 0502PDR  0.01

=SS

HM390 ETP D12-3-MMTO08-05 JaPA 3.50 3 16.00 11.60 T08 24,20 10.0 1.5 1 HM390 TPKT 0502PDR  0.00
HM390 ETP D14-3-MMTO08-05 R} 3.50 3 16.00 13.60 T08 22,90 10.0 1.5 1 HMB390 TPKT 0502PDR ~ 0.01
HM390 ETP D16-4-MMT10-05 R0 3.50 4 18.00 15.60 T10 29.80 13.0 1.5 1 HM390 TPKT 0502PDR  0.03

® Insert tightening torque 0.5 N*m

e For adaptation, see page 9

() Number of inserts (or edges for solid tool)

@ Torque key size

() Maximum ramping angle

4) 0 - Without coolant supply, 1 - With coolant supply
) Master insert identification

For inserts: HM390 TPKT/CT 0502

For holders, see pages: MM CAB (98) ¢ MM CAB-T-T (97) ® MM CAB-T-T-W (97) ® MM GRT (shanks) (92) ® MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93)
o MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ¢ MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ¢ MM S-D (89° conical shanks) (94)

e MM S-ER (95) ® MM S-ER-H (95) ® MM TS-A (92) « MM TS2-A (90)

Spare Parts

S 7

HM390 ETP-MM-05 TS 18041/HG T-6IP/51

Member IMC Group
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HEZi2000

JET LINE

HM90 E90A-MM-10-JHP
90° JHP Endmills with

a MULTI-MASTER Threaded
Adaptation Carrying HELI-2000
and HELI-MILL Inserts

THSZMS DCONMS

s

Do><(_@2DC = 1 T @ %
Sl S

\ DRVS

DC DC2 DCX2 CICTW  APMX APMX2 OAL  OAL2 RMPX°® RMPX°2  MDN

HM90 ESOA D16-2-MMT10-JHP B[RV} 7.00 16.10 2 9.80 1.00 34.80 3617 16.0 15.0 23.10
HM90 E90A D20-3-MMT12-JHP o] 11.00 20.10 3 9.80 1.00 38.50 38.87 75 7.5 31.10
HM90 ESOA D25-4-MMT15-JHP xil) 16.00 25.10 4 9.80 1.00 47.00 47.37 7.5 7.5 41.10
HM90 E90A D32-5-MMT21-JHP 20 23.00 32.10 5 9.80 1.00 57.95 58.32 3.0 3.0 55.10

MDX LF DCONMS THSZMS RPMX® DRVS® TQ 35  CSP® = MIID® MIID_26)

HM90 E90A D16-2-MMT10-JHP [0 X R Y6 T10 66710 13.0 28 1 0.10  APKT 1003PDR-HM APKT 1003R8T-FF
HM90 E90A D20-3-MMT12-JHP [eick:RriXs VR (N (1] T12 56575 16.0 28 1 0.15  APKT 1003PDR-HM APKT 1003R8T-FF
HM90 E9OA D25-4-MMT15-JHP EiROReN VR N(i] T15 47510 20.0 40 1 0.056 APKT 1003PDR-HM APKT 1003R8T-FF
HM90 E90A D32-5-MMT21-JHP [eckiX-uuiRl] T21 35610 24.0 110 1 0.20  APKT 1003PDR-HM APKT 1003R8T-FF

1- with standard square insert

2- with FF (fast feed) insert

e Do not apply lubricant to the MULTI-MASTER threaded connection

e For adaptation see page 9

() Number of inserts (or edges for solid tool)

2 Maximum ramping angle

() The maximum cutting speed (RPM) for the cutting head assembled on the shank should be the lower parameter (RPMX) of either the cutting head or the shank

@) Torque key size

6 Tool tightening torque Nxm (Ibfxin)

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

(M) Master insert identification

(8) Master insert identification 2

For inserts: APCR 1003PDFR-P ¢ APCT 1003PDR-HM ¢ APKR 1003PDR ¢ APKT 1003-FF e APKT 1003..R ¢ APKT 1003..TR-RM ¢ APKT 1003PDR-HM

e APKT 1003PDR-HM-CS ¢ APKT 1003PDTR-76 ¢ APKT 1003PDTR/L-RM e APKW 100304 PDR (PCD) ¢ HM90 APCR 100304PDFR-P/DP ¢ HM90 APCT 1003
e HM90 APKT 1003 * HM90 APKT 1003PD-W e HM90 APKW 1003PDR

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A-AV (90) ¢ MM S-A-BT (97) ® MM S-B (85° conical shanks) (93) ¢ MM S-A (straight shanks) (93)
e MM S-D (89° conical shanks) (94) ¢ MM S-ER (95) ¢ MM S-ER-H (95) ® MM TS-A (92) ¢ MM TS2-A (90) ® MM S-A-N (92) ¢ MM S-A-HSK (96) * MM S-A-SK (96)
o MM S-A-C# (96)
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Spare Parts

P o>

HM90 E90A-MM-10-JHP SR 34-505/HG BLD T08/M7 SW4-SD

BALLFLUGS

HCE-MM

Multifunction Endmills with
a MULTI-MASTER Threaded
Adaptation that Mounts
Several Insert Geometries

o THSZMST % @
DCONMS @ @
F

/|
O
DC  OAL LF  APMX THSZMS DCONMS DRVS" TQ® cspe A=) @ / 4

HCE D12/.50-MMT08 12.00 28.00 20.00 8.10 T08 11.50 10.0 6.0 1 0.01 SR 34-540 BLD T15/57 SW6-T
HCE D16/.62-MMT10 16.00 36.75 25.00 10.30 T10 15.20 13.0 7.8 1 003  SR10503579  BLD T20/S7 SW6-T
HCE D20/.75-MMT12 20.00 48.80 35.40 12.80 T12 18.50 15.0 12.0 1 006  SR1052964  BLD T25/S7 SW6-T

e For undercutting, use HTR inserts only

¢ The dimensions are for HCC inserts with RE=0.5 mm

e Do not apply lubricant to the MULTI-MASTER threaded connection

* For adaptation options, see page 9

™) Torque key size

@ Screw Tightening Torque

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

For inserts: HCC-QF ¢ HLB-QF

For holders, see pages: MM CAB (98) ® MM GRT (shanks) (92) ® MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ¢ MM S-A-BT (97)
o MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ® MM S-A-SK (96) ®* MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) « MM S-ER (95)
¢ MM S-ER-H (95) ® MM TS-A (92) ¢ MM TS2-A (90)
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HEL(OFEED DRVS THSZMS

UPFEED LINE

FF EWX-MM ﬁ/ f b= Qﬂ ®
Fast Feed Endmills with BES = DCONMS =
MULTI-MASTER Threaded i@ | @ ‘ @
Connection That Mount <[

Double-Sided Inserts APMX E Q /p
with 6 Cutting Edges o

DCX" DC APMX CICT® THSZMS LF OAL DCONMS DRVS® RMPX°® MDN® MDX® CSP® MIID® &

H AP QR CER AR ELEE 1600 860 0.80 2 T10 1950 3081  156.20 12.0 5.0 2460  31.00 HB00 WXCU 040310HP  0.02
LD QBB R PR Y 2000 1260 080 3 T12 2500 3880 18.80 15.0 48 32.60  39.00 H600 WXCU 040310HP  0.05
S AV LR R R EELER 2500 1760 0.80 4 T15 30,00 47.00 2390 19.0 33 4260  49.00 HB00 WXCU 040310HP  0.10
LD QA R R 2500 1500 1.00 3 T15 30,00 4700 2390 19.0 5.0 40.00  49.00 HB00 WXCU 056T312T  0.09
* Do not apply lubricant to the MULTI-MASTER threaded connection

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

* For adaptation options, see page 9

() Cutting diameter maximum

2 Number of inserts (or edges for solid tool)

() Width across flats (wrench should be ordered separately)

@ Maximum ramping angle

(5) Machinable diameter minimum for interpolation

(6) Machinable diameter maximum for interpolation

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

(8 Master insert identification

For inserts: H600 WXCU

For holders, see pages: MM CAB-T-T (97) ¢ MM CAB-T-T-W (97) ® MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ¢ MM S-A-BT (97)

* MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ¢ MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ¢ MM S-ER (95)

o MM S-ER-H (95) ® MM TS-A (92) * MM TS2-A (90)
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Spare Parts

oosiraicr [ A

FF EWX D16-2-MMT10-04 SR M2.5X6-T7-60 T-7/51
FF EWX D20-3-MMT12-04 SR M2.5X6-T7-60 T-7/51
FF EWX D25-4-MMT15-04 SR M2.5X6-T7-60 T-7/51
FF EWX D25-3-MMT15-05 SR 10508600 T-9/51

LOGIQLFEED

HIGH FEED MILLING

FFX4 ED-MM

Endmills with MULTI-MASTER
Adaptation that Mount

Small "Bone Shaped"

Inserts with 4 Cutting Edges
for Fast Feed Milling

- —- THSZMS DCONMS

&
— | e dhdni

DCX(‘) DC CICT® APMXAE® THSZMS LF OAL DCONMS RMPX°“ MDN® MDX® DRVS®  MIID® TQ(9)CSP“°)&
0.9

FFX4 ED16/.63-2-MMT10-04 RICI0ORR:X: R 080 37 T10 20.0031.30 15.20 4.3 2460 31.00 13.0 FFX4 XNMU 040310T 1002
FFX4 ED20/.78-3-MMT12-04 |PANVURPIUREE] 080 37 T12 25003830 1880 2.7 3260 39.00 16,0 FFX4 XNMU040310T 09 1  0.04
FFX4 ED25/.98-4-MMT15-04 oo RuVAc ! 080 37 T15 30.00 47.00 24.00 1.8 4260 49.00 19.0 FFX4XNMUO040310T 09 1  0.14
9. CH-DEPIL W LRR 1) PAROEY 3200 2460 5 080 387 T21 35005810 29.00 12 5660 63.00 240 FFX4XNMUO040310T 09 1 019
FFX4 ED040-6-MMT21-04 40.00 3260 6 080 387 T21 40.00 63.10 30.00 0.9 7260 79.00 240 FFX4XNMUO040310T 09 1 027

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

* Radius for programming: for insert XNMU 1.8 mm, for insert XNMW 1.72 mm

() Cutting diameter maximum

(2 Number of inserts (or edges for solid tool)

@) Maximum plunging width

4 Maximum ramping angle

(8) Machinable diameter minimum for interpolation

(6) Machinable diameter maximum for interpolation

(™ Torque key size

(8 Master insert identification

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

(10) 0 - Without coolant supply, 1 - With coolant supply

For inserts: FFX4 XNMU/W-04

For holders, see pages: MM CAB-T-T (97) ¢ MM CAB-T-T-W (97) ® MM S-A (stepped shanks) (90) ¢ MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ¢ MM S-A-BT (97)
* MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ¢ MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ¢ MM S-ER (95)
o MM S-ER-H (95) ® MM TS-A (92) » MM TS2-A (90)

Spare Parts

» 7

FFXa ED-MM I 0

Member IMC Group
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TRIGON LINE

H690 EWN-MM-04

90° Endmills with

a MULTI-MASTER Threaded
Connection Carrying H690
WNMU 0403 Double-
Sided Trigonal Inserts

VA

O
DC  APMX CICTH  LF DCONMS THSZMS OAL  DRVS® RMPX™® TQ3¢ cspd A&

H690 EWN D20-3-MMT12-R04 20.00 4.00 3 20.00 18.30 Ti2 33.00 16.0 1.5 28 1 0.07
H690 EWN D25-5-MMT15-R04 25.00 4.00 5 25.00 23.90 T15 42.00 20.0 1.1 40 1 0.12

® Insert clamping screw must be lubricated every indexing

e For adaptation see page 9

() Number of inserts (or edges for solid tool)

() Clamping wrench size

() Maximum ramping angle

@ Tool tightening torque (Nxm)

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

For inserts: H690 WNMU 0403

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ¢ MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96)
e MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ® MM S-ER (95) ® MM S-ER-H (95) « MM TS-A (92) « MM TS2-A (90)

Spare Parts

& 7

H690 EWN-MM-04 SR M2.5X6-T7-60 T-7/51

TORmiii

E93CN-MM-07 . '/w @ @

Bull Nose Endmills with !

MULTI-MASTER Threaded bC 1 mmows @ @

Adaptation Carrying v O, & $

Toroidal Inserts AP 47 % £
— OAL- j

(©]
DC" APMX CICT® LF OAL RMPX°® THSZMS DCONMS DRVS®  MID®  CSP® & /
0

E93CN D16-2-MMT10-07 JRIXVUREAI] 2 27.00 38.64 4.0 T10 15.00 13.0  CNHT 070315 0.03  SR34-505/LHG ~ T-8/53
E93CN D20-3-MMT12-07 e ) 3 27.00 40.36 3.0 T12 19.00 16.0 CNHT 070315 0 0.05 SR34-505/LHG  T-8/53

* Do not apply lubricant to the MULTI-MASTER threaded connection

e For adaptation options, see page 9

() The specified diameter is for inserts with a 1.0 mm radius. For other radii options, see diameter change in the table below

2 Number of inserts (or edges for solid tool)

3 Maximum ramping angle

@) Clamping wrench size

) Master insert identification

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

For inserts: CNHT/MT 07

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ¢ MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96)
¢ MM S-A-N (92) « MM S-A-SK (96) * MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ¢ MM S-ER (95) ¢ MM S-ER-H (95) ¢ MM TS-A (92)
o MM TS2-A (90)

Diameter Change According to Insert Radius

R 0.5 1.0 1.5

aD +0.07 0.0 -0.07

ISCAR



MULTI mASTER

MM FF

Interchangeable 2 Flute
FEED-MILL Solid Carbide
Heads for Milling at Very Fast
Feeds and Small D.O.C.

1—‘PKAF:R ) THSZMS @ @ %"; @?
"
- A DCClNMS @ @ ®

LF —»| ECONOMICAL SOLUTION

;
FAST FEED

Dimensions Tough <— Hard h?li?:ﬁmirzgng:t:
] ] fz
Designation DC NOF™  APMX Rg® THSZMS DCONMS LF CSP®  KAPRY RMPX°® S S (mm/t)
MM FF100R1.5-L12-2T06 JR[eXe] 2 0.60 2.00 T06 9.60 12.50 0 97.0 7.0 . 0.30-0.60
MM FF120R2.0-2T08 12.00 2 0.68 2.50 T08 11.50 11.10 0 97.0 7.0 . . 0.50-1.00
MM FF500R08-L59-2T08 aPA(] 2 0.68 2.50 T08 12.20 15.00 0 95.0 7.0 (] 0.50-1.00
MM FF160R2.0-2T10 16.00 2 1.10 3.00 T10 15.20 13.50 0 97.0 7.0 . 0.55-1.10
MM FF200R2.0-2T12 20.00 2 1.50 3.40 T2 18.45 17.40 0 95.0 7.0 ° 0.75-1.50
* For shanks, see pages 90-98
e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection
e For user guide, see pages 13-14
() Number of flutes
(2 Radius for programming
©3) 0 - Without coolant supply, 1 - With coolant supply
) Tool cutting edge angle
5) Maximum ramping angle
Machining Example: Machining Example:
Shank: MM S-B-1.140-C16-T08 Shank: MM S-A-LO70-W20-T10
Milling head: MM FF 120R2.0-2T08 Milling head: MM FF160R2.0-2T10 908
Workpiece material: SAE 4340 HRc 28 Workpiece material: P20 HRc 52
Plunging Milling Milling
ap =2mm ap = 0.7 mm ap = 0.2 mm
Ve =80 mm ae =8 mm ae = 6 mm
F=0.24 m/min Ve = 150 m/min Ve = 150 m/min
Fz = 1 mm/tooth Fz = 1.4 mm/tooth
Vs = 7960 mm/min Vi = 8355
T =60 min

Member IMC Group
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MULTI mASTER

MM EFF

4, 6 Flute Solid Carbide
Heads for Milling at Very Fast
Feeds and Small D.O.C.

THSZMS
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Dimensions Tough <— Hard azzﬂm;:gng:ti
8| 8 fz
Designation DC NOF(" APMX THSZMS DCONMS LF  RMPX°® KAPR® FHA Rg® CSP® 3 3 (mm/t)
MM EFFO80T3R1.62-4T05 Xl 4 0.40 T05 7.50 10.00 5.0 97.0 20.0 1.62 0 ° 0.12-0.48
MM EFF080S2R0.86-6T05 [ 6 0.40 T05 7.50 10.00 5.0 97.0 0.0 0.86 0 ° 0.12-0.48
MM EFF100T4R2.01-4T06 [loXoli) 4 0.50 T06 9.50 13.00 50 97.0 20.0 2.01 0 ° 0.16-0.57
MM EFF100S2R1.0-6T06 [R[tel) 6 0.45 T06 9.50 13.00 5.0 97.0 0.0 1.00 0 ° 0.16-0.57
MM EFF100T2R1.0-6TOGH [leXol) 6 0.45 T06 9.50 10.00 3.0 97.0 20.0 1.00 1 ° 0.16-0.47
MM EFF120T4R1.8-4TO8H gRPA) 4 0.60 T08 11.50 16.50 50 97.0 20.0 1.80 1 o ° 0.16-0.67
MM EFF120T4R2.47-4T08 [PAl) 4 0.60 T08 11.50 16.50 5.0 97.0 20.0 247 0 ° 0.16-0.67
MM EFF120S3R1.2-6T08 [RPA 6 0.65 T08 11.50 16.50 5.0 97.0 0.0 1.20 0 ° 0.16-0.67
MM EFF120T2R1.2-6TO8H [PAl) 6 0.65 T08 11.50 12.00 3.0 97.0 20.0 1.20 1 o 0.16-0.54
MM EFF127T4R2.59-4T08 bA() 4 0.60 T08 12.20 16.50 5.0 97.0 20.0 2.59 0 o 0.16-0.67
MM EFF127S3R1.3-6T08 [RPA(I] 6 0.70 T08 12.70 16.50 5.0 97.0 00 1.30 0 ° 0.16-0.67
MM EFF127T4R1.3-6TO8H PA(] 6 0.70 T08 12.20 12.70 3.0 97.0 20.0 1.30 1 o 0.16-0.67
MM EFF160T5R2.2-4T10H [RlXl) 4 0.80 T10 15.40 20.50 5.0 97.0 20.0 2.20 1 [ 0.20-0.75
MM EFF160T5R3.25-4T10 R[4 4 0.80 T10 15.40 20.50 5.0 97.0 20.0 3.25 0 ° 0.20-0.75
MM EFF160S4R2.0-6T10 R[] 6 1.05 T10 15.40 20.50 50 97.0 0.0 2.00 0 o 0.20-0.75
MM EFF160T4R2.0-6T10H R{:X) 6 1.06 T10 15.40 16.00 3.0 97.0 20.0 2.00 1 ° 0.20-0.65
MM EFF200T6R4.02-4T12 [QrAJl] 4 1.00 T2 18.45 25.50 5.0 97.0 20.0 4,02 0 ° 0.20-0.90
MM EFF200S5R2.2-6T12 |gilil) 6 1.25 T2 18.45 25.50 5.0 97.0 0.0 2.20 0 o 0.20-0.90
MM EFF200T5R2.2-6T12H [grill] 6 1.25 T12 18.45 20.00 3.0 97.0 20.0 2.20 1 ° 0.20-0.80
MM EFF250A7R3.1-6T15 [l 6 1.20 T15 23.90 25.00 5.0 97.0 30.0 3.10 0 ° 0.25-1.00
MM EFF250S6R2.5-6T15 il 6 1.55 T15 23.90 25.00 50 97.0 0.0 2.50 0 o 0.25-1.00
MM EFF254A7R3.1-6T15 [R¥N) 6 1.20 T15 23.90 25.00 5.0 97.0 30.0 3.10 0 o 0.25-1.00
e For shanks, see pages 90-98
e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection
* Heads with coolant supply are recommended for shouldering operations
® For user guide, see pages 13-14,40
() Number of flutes
) Maximum ramping angle
®) Tool cutting edge angle
@) Radius for programming
(8) 0 - Without coolant supply, 1 - With coolant supply
MULTI-MASTER Machining Recommendations for MM EFF Heads
fz (mm/t) vs. Tool Diameter (mm) 5:6)
VDI 3323 |Material Group™| vc (m/min) ap ae 8 10 12 16 20 25
1 180 0.045xD 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
2 160 0.045xD 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
3 160 0.045xD 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
4 160 0.045xD 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
5 150 0.045xD 0.7xD 0.43 0.50 0.57 0.65 0.75 0.87
6 150 0.045xD 0.7xD 0.33 0.40 0.48 0.57 0.67 0.78
7 140 0.045xD 0.7xD 0.33 0.40 0.48 0.57 0.67 0.78
8 140 0.045xD 0.7xD 0.30 0.35 0.43 0.52 0.60 0.70
9 140 0.045xD 0.7xD 0.30 0.35 0.43 0.52 0.60 0.70
10 130 0.04xD 0.6xD 0.28 0.33 0.38 0.48 0.57 0.67
11 120 0.04xD 0.6xD 0.25 0.30 0.35 0.43 0.52 0.62
12,13 120 0.04xD 0.6xD 0.30 0.35 0.43 0.52 0.60 0.70
15-16 180 APMX 0.7xD 0.45 0.52 0.60 0.70 0.80 0.90
17-18 160 APMX 0.7xD 0.38 0.45 0.52 0.60 0.70 0.80
38.1@) 100 0.035xD | 0.45xD 0.20 0.25 0.33 0.40 0.48 0.55
38.26) 80 0.03xD 0.3xD 0.16 0.22 0.30 0.38 0.45 0.52
394 60 0.02xD 0.25xD 0.12 0.16 0.16 0.20 0.20 0.25
(1) ISCAR material group in accordance with VDI 3323 standard
@) HRC 45-49
©) HRC 50-55 ap - Depth of cut
@ HRC 56-63 ae - Width of cut

) For Full Slot: fz slot=0.6 x fz
(6) For Ramp Down: f, ramp=0.1 x fz

2O ISCAR
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FFQ4 D-MM-06 ﬁ Qﬂ ®

‘ &=y

Fast Feed Endmills with DCX DC R
MULTI-MASTER Threaded | - Pooe & | @?
Adaptation Carrying l

Single-Sided Square Inserts APMX || Q r
with 4 Cutting Edges OAL D3YE

O
DCX(‘) DC APMXAE®CICTOTHSZMS LF OAL DCONMS DRVSY RMPX/CSP® MDN MDXTQ_3"  MiD®  Tq A=

ook (YRR EE T [ 1600 720 070 44 3 710 16.00 27.30  15.20 13.0 6.0 1 2320 31.00 28 FFQ4 SOMT 060210T 0.9 0.02
FFQ4 D20-04-MMT12-06 20.00 11.20 0.70 44 4 T12 2500 3830 18.80 16.0 35 31.20 39.00 28 FFQ4 SOMT 060210T 0.9 0.05
e R PLYRT RO i FEO TN 2500 1620 070 44 5 T15  30.00 47.00 24.00 20.0 2.2 41.20 4900 40 FFQ4 SOMT 060210T 0.9 0.09
FFQ4 D32/1.26-07-MMT21-06 RZAIPRR N (Y S T21  30.00 53.10  29.40 24.0 14 55.20 63.00 110 FFQ4 SOMT 060210T 0.9 0.17

* Do not apply lubricant to the MULTI-MASTER threaded connection

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

Radius for programing: for insert SOMT 1.7 mm, for insert SOMW 1.9 mm

¢ \When mounting insert SOMW, APMX=0.6 mm

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

() Cutting diameter maximum

2 Maximum plunging width

(@) Number of inserts (or edges for solid tool)

@ Torque key size

(6) Maximum ramping angle

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

(7 Tool tightening torque Nxm (Ibfxin)

(8 Master insert identification

For inserts: FFQ4 SOMT/W 0602

For holders, see pages: MM S-A-AV (90) ¢ MM S-A-BT (97) « MM TS2-A (90) ® MM S-A (stepped shanks) (90) ® MM S-B (85° conical shanks) (93)

* MM S-A (straight shanks) (93) ® MM S-D (89° conical shanks) (94) ¢ MM S-ER (95) ® MM S-ER-H (95) ® MM TS-A (92) ® MM S-A-N (92) ¢ MM S-A-HSK (96)

¢ MM S-A-SK (96) ® MM S-A-C# (96) ® MM CAB-T-T (97) ® MM CAB-T-T-W (97)

-

Spare Parts

> %

FFQ4 D-MM-06 SR 10616050-L4.6 IP-7/51

NANSFEED OAL

NANO FEED MiLL - LF >

FFT3 EFM-MM 02 oo I g — T &=/ Qﬂ ®
Small Diameter Endmills with 4 =
a MULTI-MASTER Threaded pox | - - THSZMS  DCONMS @ J @
Adaptation that Mount Triangular ) 4 i

Inserts for Fast Feed Milling A Q

— DRVS

O

DCX“) DC APMX AE@ CICT® LF DCONMS THSZMS OAL DRVS“ RMPX°€ MDN(® MDX® MIID® QO CSP“O)
FFT3 EFMDO08/.31-2MMT05-02 [:X0Rrr BNl Rt 2 1000 7.60 T05 1675 55 108 1020 15.00 FFT3 TXMT 0201205T 0.5 1 0.01
FFT3 EFMD10/.39-3MMT06-02 [R{Xo oI I ol ] 3 1000 970 T06 1630 8.0 47 1420 19.00 FFT3 TXMT 02012057 0.5 1 0.01

* For adaptation, see page 9

* Radius for programing 1.0 mm

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

() Cutting diameter maximum

2) Maximum plunging width

() Number of inserts (or edges for solid tool)

@ Torque key size

5) Maximum ramping angle

(6) Machinable diameter minimum for interpolation

(M) Machinable diameter maximum for interpolation

8 Master insert identification

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

(10) 0 - Without coolant supply, 1 - With coolant supply

For inserts: FFT3 TXMT 02

For holders, see pages: MM CAB (98) ¢ MM CAB-T-T (97) ® MM CAB-T-T-W (97) ® MM GRT (shanks) (92) ® MM S-A (stepped shanks) (90) ¢ MM S-A (straight shanks) (93)

* MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ® MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ¢ MM S-D (89° conical shanks) (94)

o MM S-ER (95) » MM S-ER-H (95) ® MM TS-A (92) MM TS2-A (90)

Spare Parts

S »

IEEEET R SR M2X0.4-29 T6-HG T-6/5 MAGNET 3X3

Member IMC Group
o=
L 4 11 ]
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LF ——y
FFT3 EFM-MM 03

AN
Endmills with a MULTI-MASTER o T
Threaded Adaptation Carrying C bcx DC Yo o L f THSZMS DCONMS @ u Q
@ - S

Single-Sided Small Trigon
Inserts for Fast Feed Miling APMX, M- <
17 \/ DRVS @

O
DCX(‘) DC APMX AE® CICT® LF DCONMS THSZMS OAL DRVS RMPX°® MDN® MDX?  MIID® CSP(9)

)
LLI
LLI
L
—
<
L

FFT3 EFMD10/.39-2MMT06-03 {010/ RN R0 Nc R 2 1000 970 T06 1630 80 6.9 1660 19.00 FFT3 WXMT 030206T 1  0.02
APV ST PEDRY 1200 7.60 060 22 3 1600 1170 T08 2250 100 47 19.60 23.00 FFT3WXMT030206T 1  0.03
RN AR R (R0 %] 16.00 11.60 060 22 4 2000 15.30 T10 3130 130 2.9 27.60 31.00 FFT3WXMT030206T 1  0.05
FFT3 EFMD20/.78-5MMT12-03 X oRmtXc Ul ) 5 2500 19.00 T2 3830 16.0 2.0 35660 39.00 FFT3WXMT030206T 1  0.07
FFT3 EFMD25/.98-6MMT15-03 [0/l RoX- i) 6 30.00 24.00 T15  47.00 20.0 1.5 4560 49.00 FFT3 WXMT030206T 1  0.16

* Radius for programming 1.0 mm

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

() Cutting diameter maximum

2 Maximum plunging width

(3 Number of inserts (or edges for solid tool)

@) Torque key size

8) Maximum ramping angle

(6) Machinable diameter minimum for interpolation

() Machinable diameter maximum for interpolation

(8 Master insert identification

9) 0 - Without coolant supply, 1 - With coolant supply

For inserts: FFT3 WXMT 03

For holders, see pages: MM CAB (98) ¢ MM CAB-T-T (97) ® MM CAB-T-T-W (97) ® MM GRT (shanks) (92) ® MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93)
o MM S-A-AV (90) ® MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) » MM S-A-SK (96) * MM S-B (85° conical shanks) (93)
o MM S-D (89° conical shanks) (94) » MM S-ER (95) « MM S-ER-H (95) MM TS-A (92) » MM TS2-A (90)

Spare Parts

S 7

[(FFTs EFM-MM 05 IBRSIEILE o

2288 ISCAR




MULTI-ASTER THSS
MM EBA-3 iz —/ Qﬂ

Interchangeable 3 Flute High f\
DOXe8 DCONMS

Precision Solid Carbide Ball Nose

Heads for Machining Aluminum

O
<
—
T
O
A
an

Dimensions

[==]
Designation DCX™M NOF®@ APMX RE RETOL®  THSZMS DCONMS LF FHA CSP@ 3
MM EBAO8S8OH05-3T05 8.00 8 5.50 398 0.010 T05 7.70 10.00 450 0 °
MM EBA100H07-3T06 10.00 3 7.50 498 0.010 T06 9.60 13.00 45.0 0 .
MM EBA120H09-3T08 12.00 3 9.50 5.98 0.012 T08 11.70 16.50 45.0 0 o
MM EBA160H12-3T10 16.00 3 12.70 7.98 0.012 T10 15.30 20.50 45,0 0 .
MM EBA200H15-3T12 20.00 3 15.60 9.97 0.012 T12 18.25 25.50 450 0 °
MM EBA250H22-3T15 25.00 8 22.60 12.47 0.015 T15 23.80 37.00 450 0 .

* For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection

® For user guide, see pages 13-14

() Cutting diameter maximum

2 Number of flutes

@) Corner radius tolerance (+/-)

(4) 0 - Without coolant supply, 1 - With coolant supply

MULTI-ASTER
MM HCR ‘ — THSZM: @

Interchangeable 2 Flute Solid
Carbide Ball Nose Milling Heads

DCONMS

!

ECONOMICAL SOLUTION
Dimensions

=

Designation DCX(™ NOF@ APMX THSZMS DCONMS LF CSP@ ‘3
MM HCR080-2T05 8.00 2 7.80 T05 7.60 9.95 0 o
MM HCR100-2T06 10.00 2 10.00 T06 9.50 12.35 0 o
MM HCR120-2T08 12.00 2 11.45 T08 11.50 15.30 0 °
MM HCR160-2T10 16.00 2 15.80 T10 15.20 19.10 0 [

* For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() Cutting diameter maximum

2 Number of flutes

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

MULTI-ASTER

MM HRF - T THSZMST @

Interchangeable 2 Flute
Solid Carbide Ball Nose X7 | DEONMS
Finishing Milling Heads |

|« APMX ]
le—— | F —!
Dimensions Tough «<— Hard

S S
Designation DCX() NOF® APMX THSZMS DCONMS LF CSP®! 3 3
MM HRF080-2T05 800 2 7.60 T05 760 9% 0 .
MM HRF100-2T06 10.00 2 10.20 T06 9.50 12.35 0 ° °
MM HRF120-2T08 12,00 2 1150 T08 1150 16,30 0 .
MM HRF160-2T10 16,00 2 15.80 TI0 165,20 19,10 0 o

e For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() Cutting diameter maximum

(2 Number of flutes

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

Member IMC Group
o=
L 4 11 ]




Q) MULTI-mASTER
5788 "M HBR LA Qﬂ
=l INterchangeable 2 Flute High 7 | NN
BN rrecision Ball Nose Solid poxn B
el Carbide Milling Heads L ==
LL 720
LF—
O ECONOMICAL SOLUTION
C
D_ Dimensions
3
Designation DCXM NOF®@ THSZMS DCONMS LF CSP®) / 3
MM HBR080-2T04 8.00 2 T04 5.80 8.22 0 MM KEY 6X4* [
MM HBR100-2T05 10.00 2 T05 7.60 10.00 0 MM KEY 6X4* o
MM HBR120-2T06 12.00 2 T06 9.50 11.60 0 MM KEY 10X7* °
MM HBR160-2T08 16.00 2 T08 12.20 15.40 0 MM KEY 13X8* [
MM HBR200-2T10 20.00 2 T10 15.20 18.40 0 MM KEY 13X8* (]
MM HBR250-2T12 25.00 2 T12 18.30 23.20 0 MM KEY 16X9* [
* For shanks, see pages 90-98
* For tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection
® For user guide, see pages 13-14
() Cutting diameter maximum
2 Number of flutes
() 0 - Without coolant supply, 1 - With coolant supply
* Optional, to be ordered separately
MULTI-RASTER =
MM HT @ @ ®
Torodial 2 Flute Interchangeable
Solid Carbide Milling Heads @ @ @
Dimensions Tough «<— Hard
8 | 8
Designation DC NOF® APMX RE Tm@ THSZMS  CSP® DCONMS LF KAPR® 5 S
MM HT100C08R0.5-2T06 10.00 2 7.00 0.50 r0-1.0 TO6 0 9.50 12.45 95.0 .
MM HT100C08R1.0-2T06 10.00 2 7.00 1.00 10-1.0 T06 0 9.50 12.45 95.0 .
MM HT100NO6R2.0-2T06 10.00 2 6.00 2.00 10-3.0 T06 0 9.50 12.40 97.0 .
MM HT100NO7R0.5-2T06 10.00 2 6.90 0.50 r0-1.0 T06 0 9.50 11.20 95.0 [
MM HT100NO7R1.0-2T06 10.00 2 6.90 1.00 10-1.0 T06 0 9.50 11.20 95.0 °
MM HT100NO7R2.0-2T06 10.00 2 6.90 2.00 10-3.0 T06 0 9.50 11.20 95.0 .
MM HT100NO7R3.0-2T06 10.00 2 6.90 3.00 r2.7-4.0 TO6 0 9.50 11.20 95.0 [
MM HT120NO6R3.0-2T06 12.00 2 5.40 3.00 12.7-4.0 T06 0 9.10 9.10 97.0 °
MM HT120NO6R4.0-2T06 12.00 2 510 4.00 r2.7-4.0 T06 0 11.50 9.10 97.0 .
MM HT120NO6R1.6-2T08 12.00 2 5.70 1.60 r1.3-r2.7 T08 0 11.50 11.10 97.0 . [
MM HT120NO6R2.0-2T08 12.00 2 5.90 2.00 1.3-2.7 T08 0 11.50 1110 97.0 . °
MM HT120NO6R2.5-2T08 12.00 2 5.50 2.50 1.3-4.0 T08 0 11.50 11.10 97.0 .
MM HT120NO6R3.0-2T08 12.00 2 5.50 3.00 r2.7-4.4 T08 0 11.50 1110 97.0 . °
MM HT120NO6R4.0-2T08 12.00 2 5.60 4.00 12.7-4.4 T08 0 11.50 11.10 97.0 °
MM HT160N07R2.0-2T10 16.00 2 6.90 2.00 r1.5-4.0 T10 0 156.20 13.10 97.0 .
MM HT160N07R3.0-2T10 16.00 2 7.20 3.00 r1.5-4.0 T10 0 15.20 13.40 97.0 .
MM HT160N07R4.0-2T10 16.00 2 7.10 4.00 11.5-4.0 T10 0 156.20 13.40 97.0 °
MM HT160NO8R5.0-2T10 16.00 2 8.00 5.00 r2.7-4.4 T10 0 156.20 20.20 97.0 . °
MM HT200N11R3.0-2T12 20.00 2 10.80 3.00 r3.0-8.0 T12 0 18.45 17.00 97.0 o
MM HT200N11R4.0-2T12 20.00 2 11.10 4.00 r3.0-8.0 T12 0 18.45 17.30 97.0 °
MM HT200N11R5.0-2T12 20.00 2 11.10 5.00 13.0-8.0 T12 0 18.45 17.30 97.0 .
MM HT200N11R6.0-2T12 20.00 2 11.00 6.00 13.0-8.0 T12 0 18.45 17.30 97.0 L]
MM HT200N11R8.0-2T12 20.00 2 10.90 8.00 13.0-8.0 T12 0 18.45 17.30 97.0 [

e For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() Number of flutes

(2 Specially tailored radius range upon request

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

@) Tool cutting edge angle

ISCAR




MULTI-miASTER 7&

MM ETR
Torodial 6 Flute Interchangeable
Solid Carbide Milling Heads

©
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Dimensions Tough «<— Hard

S 8
Designation DCX™ RE NOF®@ APMX  THSZMS DCONMS LF CSP® FHA  RMPX°® 3 3
MM ETR0O80A4R05CF-6T05 8.00 0.50 6 4.00 T05 7.70 10.00 0 30.0 9.0 °
MM ETR080A4R10CF-6T05 8.00 1.00 6 4.00 T05 7.70 10.00 0 30.0 9.0 o
MM ETR080A04R2.0-6T05 8.00 2.00 6 5.00 T05 7.70 10.00 0 30.0 9.0 .
MM ETR100A5R05CF-6T06 10.00 0.50 6 5.00 T06 9.60 13.00 0 30.0 9.0 °
MM ETR100A5R10CF-6T06 10.00 1.00 6 5.00 T06 9.60 13.00 0 30.0 9.0 [}
MM ETR100A05R3.0-6T06 10.00 3.00 6 7.00 T06 9.60 13.00 0 30.0 9.0 .
MM ETR120A7R05CF-6T08 12.00 0.50 6 7.00 T08 12.00 17.00 0 30.0 9.0 [}
MM ETR120A7R10CF-6T08 12.00 1.00 6 7.00 T08 11.70 16.50 0 30.0 9.0 [}
MM ETR120A07R4.0-6T08 12.00 4.00 6 9.00 T08 11.70 16.50 0 30.0 9.0 .
MM ETR160A09R5.0-6T10 16.00 5.00 6 12.00 T10 15.30 20.50 0 30.0 9.0 [

For shanks, see pages 90-98

For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
Do not apply lubricant to the threaded connection

For user guide, see pages 13-14

() Cutting diameter maximum

2 Number of flutes

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

@ Maximum ramping angle

MULTI-mASTER

MM EB BHTA  THszvs @

Interchangeable Solid Carbide

Ball Nose Milling Heads — DCONMS

Dimensions
=3

Designation DCX@ NOF® APMX RE THSZMS DCONMS LF FHA CSP4) BHTA 3
MM EBO50E07-4T05 5.00 4 7.00 2.49 T05 8.00 15.00 38.0 0 74 .
MM EBO60E04-4T04 6.00 4 4.00 2.99 T04 5.80 8.50 37.0 0 - °
MM EBO60E05-4T05 6.00 4 5.00 2.99 T05 8.00 10.00 38.0 0 117 o
MM EB080A05-2T05 8.00 2 5.00 3.98 T05 7.70 10.00 300 0 °
MM EB080A05-4T05 8.00 4 5.00 3.98 T05 7.70 10.00 30.0 0 o
MM EB100A07-2T06 10.00 2 7.00 4.98 T06 9.60 13.00 30.0 0 [
MM EB100A07-4T06 10.00 4 7.00 4.98 T06 9.60 13.00 300 0 °
MM EB120A09-2T08 12.00 2 9.00 598 T08 11.70 16.50 30.0 0 °
MM EB120H09CF-3T08I (1) 12.00 € 9.00 5.98 T08 11.70 16.50 380 1 °
MM EB120A09-4T08 12.00 4 9.00 5.98 T08 11.70 16.50 300 0 °
MM EB160A09-2T10 16.00 2 9.00 7.98 T10 156.30 20.50 30.0 0 [
MM EB160A12-4T10 16.00 4 12.00 7.98 T10 15.30 20.50 30.0 0 °
MM EB200A15-4T12 20.00 4 15.00 9.97 T2 18.45 2550 30.0 0 °
MM EB250A22-4T15 25,00 4 22,00 12.47 T15 23.90 37.00 300 0 °

For shanks, see pages 90-98

For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
Do not apply lubricant to the threaded connection

For user guide, see pages 13-14

() With coolant holes directed to each flute

(2 Cutting diameter maximum

() Number of flutes

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

Member IMC Group
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MULTI-ASTER

MM EBA-2
Interchangeable 2 Flute High

Precision Solid Carbide Ball Nose

Heads for Machining Aluminum

THSZMS

Designation pCXM

MM EBA080B05-2T05 8.00
MM EBA100B07-2T06 10.00
MM EBA120B09-2T08 12.00
MM EBA160B12-2T10 16.00
MM EBA200B15-2T12 20.00
MM EBA250B22-2T15 25.00

ALUMINUM
Dimensions
[==]
NOF®@ APMX RE RETOL®  THSZMS DCONMS LF CSP@ FHA 3
2 5.00 3.98 0.010 T05 7.70 10.00 0 45.0 .
2 7.00 4.98 0.010 T06 9.60 13.00 0 450 .
2 9.00 5.98 0.012 T08 11.50 16.50 0 45.0 o
2 12.00 7.98 0.012 T10 15.30 20.50 0 450 .
2 15.00 9.97 0.012 T12 18.45 25.50 0 450 .
2 22,00 12.50 0.012 T15 23.90 37.00 0 450 .

* For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection

® For user guide, see pages 13-14
() Cutting diameter maximum

2 Number of flutes

@) Corner radius tolerance (+/-)

(4) 0 - Without coolant supply, 1 - With coolant supply

MULTI-mASTER

MM EBC

Interchangeable Solid Carbide
Ball Nose Milling Heads for High
Productivity on Hard Materials

FHA

Dimensions
8
Designation DCX™ NOF®@ APMX RE THSZMS DCONMS LF FHA CSP® / S
MM EBC080B05-4TO5CF 8.00 4 5.40 3.98 T05 7.70 10.00 45.0 0 MM KEY 6X4* o
MM EBC100B07-4TO6CF 10.00 4 7.40 4.98 T06 9.60 13.00 45.0 0 MM KEY 8X5* o
MM EBC120B09-4T08CF 12.00 4 9.30 5.98 T08 11.70 16.50 45.0 0 MM KEY 10X7* o
MM EBC160B12-4T10CF 16.00 4 12.40 7.98 T10 156.30 20.50 45.0 0 MM KEY 13X8* o
MM EBC200B15-4T12CF 20.00 4 16.00 9.97 T12 18.45 25.50 45.0 0 MM KEY 16X9" [
e For shanks, see pages 90-98
* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection
e For user guide, see pages 13-14
() Cutting diameter maximum
2 Number of flutes
() 0 - Without coolant supply, 1 - With coolant supply
* Optional, to be ordered separately
MULTI-mASTER "
MM ELB Ao [ THSZMS Qﬂ
Interchangeable Lens-Shaped o
(Barrel) Solid Carbide T
i DC DCONMS
Heads for 3D Profiling p— —1
RE
Dimensions
3
Designation DC BSR RE LU APMX THSZMS  DCONMS NOF(® LF CSP@ 3
MM ELBO8R16A05-4T05 8.00 16.00 0.50 5.50 0.90 T05 7.70 4 10.00 0 o
MM ELB10R20A07-4T06 10.00 20.00 1.00 7.50 1.42 T06 9.70 4 13.00 0 °
MM ELB12R24A09-4T08 12.00 24.00 1.00 9.00 1.55 T08 11.70 4 16.50 0 o
MM ELB16R32A12-4T10 16.00 32.00 1.00 12.00 1.80 T10 15.30 4 20.50 0 °

e For user guide, see pages 49-53
() Number of flutes

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

ISCAR




MULTI-mASTER = Q)
MM ELBA o Y THSZMS Qﬂ =
Interchangeable Lens-Shaped I — —
(Barrel) Solid Carbide Heads T 1
for 3D Aluminum Profili bc =1 DCONMS —
or uminum Profiling - L
0.02 l
e @,
Dimensions al
=3
Designation DC BSR RE LU APMX  THSZMS DCONMS  NOF(® LF CSp@ o
MM ELBAO8BR16A05-4T05 8.00 16.00 0.50 5.00 0.90 T05 8.00 4 10.00 0 o
MM ELBA10R20A07-4T06 10.00 20.00 1.00 7.00 1.42 T06 10.00 4 13.00 0 o
MM ELBA12R24A09-4T08 12.00 24.00 1.00 9.00 1.55 T08 12.00 4 16.50 0 [
MM ELBA16R32A12-4T10 16.00 32.00 1.00 12.00 1.80 T10 16.00 4 20.50 0 [
e For user guide, see pages 49-53
() Number of flutes
(2 0 - Without coolant supply, 1 - With coolant supply
MULTI-MASTER P
MM EOB - APMX 3 @
Interchangeable Oval-Shaped g ﬁ
(Barrel) Solid Carbide - _mn DCONMS |pREA
Heads for 3D Profiling RE A
PRFRAD § ’
THSZMS
Dimensions
3
Designation PRFRAD RE APMX PRFA THSZMS CSP() NOF®@ DCONMS LF 3
MM EOBO8R1.5R80A13-4T05 80.00 1.50 14.20 24.00 T05 0 4 8.00 18.00 .
MM EOB08R1.5R80A13-6T05 80.00 1.50 1410 24,00 T05 0 [ 8.00 18.00 o
MM EOB10R2.0R85A16-4T06 85.00 2.00 16.50 24.00 T06 0 4 10.00 22,00 o
MM EOB10R2.0R85A16-6T06 85.00 2.00 16.50 24.00 T06 0 6 10.00 22.00 o
MM EOB12R2.0R75A21-4T08 75.00 2.00 21.30 24.00 T08 0 4 12.00 27.00 °
MM EOB12R2.0R75A21-6T08 75.00 2.00 21.30 24.00 T08 0 6 12.00 27.00 °
MM EOB16R3.0R75A26-4T10 75.00 3.00 27.00 24.00 T10 0 4 16.00 33.50 .
MM EOB16R3.0R75A26-6T10 75.00 3.00 27.00 24.00 T10 0 6 16.00 33.50 o

For user guide, see pages 49-53
() 0 - Without coolant supply, 1 - With coolant supply
(2 Number of flutes
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MULTI-ASTER

MM EOBA e APMX
Interchangeable Oval-Shaped
(Barrel) Solid Carbide Heads
for 3D Aluminum Profiling

2

=

DCONMS |PRFA

RE N
PRFRAD §
THSZMS
Dimensions
=3
Designation PRFRAD RE APMX PRFA THSZMS NOF® DCONMS LF CSp@ [&]
MM EOBAO8R1.5R80A13-4T05 80.00 1.50 14.20 24.00 T05 4 8.00 18.00 0 °
MM EOBA10R2.0R85A16-4T06 85.00 2.00 16.50 24.00 T06 4 10.00 22.00 0 .
MM EOBA12R2.0R75A21-4T08 75.00 2.00 21.30 24.00 T08 4 12.00 27.00 0 °
MM EOBA16R3.0R75A26-4T10 75.00 3.00 27.00 24.00 T10 4 16.00 33.50 0 (]
e For user guide, see pages 49-53
() Number of flutes
(2 0 - Without coolant supply, 1 - With coolant supply
MULTI-mASTER 15
~82° THSZMS
MM ET LR

Solid Carbide Tapered Heads
with 20/30° Helix, Variable Pitch
and Coolant Holes for
CHATTER-FREE

DC L poonms

| TP

Rd|

b 4
r

Finishing Operations ,J | APMX
. . Recommended
Dl sElEE Machining Data
8 fe
Designation DC RE NOF(® APMX  THSZMS DCONMS LF csP?  RMPX°0 | 8 (mm/t)
MM ET11/8H4R10CF-8TO8H 11.00 1.00 8 3.50 T08 12.00 16.50 1 3.0 (] 0.04-0.10
MM ET15/8H4R10CF-12T10H 15.00 1.00 12 3.50 T10 16.00 20.50 1 3.0 (] 0.06-0.11

e For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

* For user guide, see pages 13-14

() Number of flutes

2 0 - Without coolant supply, 1 - With coolant supply

@) Maximum ramping angle

ISCAR




USER GUIDE

Circle Segment Lines for Advanced Finish Milling Operations

Barrel Endmill

ISCAR's Barrel line comprises a variety of solid carbide
endmills and MULTI-MASTER heads in different shapes:
Oval, Taper & Lens.

For more information, refer to NPA 22-2020

O
<
—
T
O
A
an

Solid Carbide Endmills

Oval Barrel -EOB
Taper Barrel -ETB
Lens Barrel -ELB

MULTI-MASTER Heads

Oval Barrel -MMEOB
Lens Barrel -MMELB

Barrel Endmills Are Intended for Finish and
Semi-Finish Machining of 3D Surfaces

Blade Rough Blade Finish

A prominent advantage of a Barrel endmill over a
Ball-Nose is the number of stepovers and, subsequent,
machining time can be significantly reduced without
degradation of the surface finish parameters.

The large-diameter arc of the endmill cutting edge
results in a substantial reduction of the cusp height.

Member IMC Group




USER GUIDE

Machining Guidelines

The Most Important Thing to Remember

Programming circle segment tooling requires a supporting CAM system
e Step #1 - for Ball-Nose

Select a Ball-Nose tool

configuration and define

its parameters.

O
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Al

Milling Tool #12

24 A Unite [mm v [ Straight Shank v
Eﬂ F % ¥ [] Opticns +
rER fER || bEM [||Cvii Tip| Lelli |Tangent r .

hie ol |

Dg_ve Shell Fa__ce Fly Cut

EALAR AL

| Crill [ Cntr D || Spot |

R.Tap | Spot |Reamer

| C. gink: | Rndovr |20 Form 3 D Form

Turn # r v

80*C || 75%E ||55*D || 35*W | md.R | =sqr. §

tri. T | tan. 'Y ||pent. P || 557 K || rect. L |groowe |

]
s C—
Length out of Holder
oo Ot 1]

Cutter Comp. Offset #

Tool Material Carbide Solid ~| [ Teol ID# Spindle Dir | Forward ~

Comment

e Step #1 - for Oval Shape
Select a Barrel tool configuration
and define its parameters. Mill e Straight Shank ~ ~

A0 0 @2

LEM | FEM | bEM |CuxTip

AL

|\ Tpr Brl || Dave || Shell

Milling Tool #12

e

key Cut|Thd Mill |[FPThd | Drill || Cntr [+ || Spat [ |

LALARARAE AL

Bore ||BEBore | Tap ||R.Tap | Spob Reamer

C.&ink ||Rndowr 2 DFarm)2 D Form

Turn A

EEIGERE w38

|0°c || 75°E ||55°D | 35°W |md.R |sqr.§

ki T | kgn. (pent. P || 55K | rect. L groove

= L
P —
Length out of Holder
I
Cutter Comp. Offset #
Tool Material | Carbide Solid ~| OTool ID# Spindle Dir | Forward |

Comment
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e Step #1 - for Taper Shape
Select a Taper tool configuration
and set its parameters.

Milling Tool #12 [ —

Mill i Unis jmm - Straight Shank
AL !

O
<
—
T
O
A
an

Fey Cut|Thd kil [FPThd | Dril | Cntr [ || Spat D

N
#

Bore |BEore | Tap | R.Tap | Spot |Reamer

ol [0l & |« | @ | B

B0°C | 75°E || 55°D | 35°% |md. R || sqr. 5

AlD| G| s O|ca

tri. T | tgn. % |jpent. P | 55° K | rect. L |groowe | v
— 1 + ~ —
# Flutes
4] Lottt Heldr
P Tool Length Offset #
~ . Cutter Comp, Offsst #
Tool Material | Carbide Solid v| [ Tool ID# Spindle Dir | Forward

Comment

e Step #1 - for Lens Shape
Select a Lens tool configuration
and set its parameters.

Milling Teol #12

Straight Shank  ~

Reamer

EilEIFEEIRIE b J[o ]

80*C || TSYE | 55°D || 25°% |rnd. R || sqr. &

Ald |G| s o o

tri. T | tgn. ¥ ||pent. F|| %2° K |[rect. L ||jgroowve

==l " =i Y
# Flutes ]
IIl Length out of Holder
iz Tool Length Offset #
ﬁ Cutter Comp. Offset #
Tool Material | Carbide Sold v| [IToclID# Spindle Dir |Forward v

Comment
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USER GUIDE

e Step #2
Select the process. Each
CAM defines different relevant
processes, for example:

Surface, 5-Axis, Adv3D, etc.

Remember:

The advantage of barrel endmills
is realized when used for 5
axis, finish milling operations.

Important

Each CAM software has its own
features to configure the tools
and their machining processes,
but the definitions are similar.

The following example
demonstrates only one way to
define a Surface Finish (Ra) and
is process dependent. In this
example you will notice how
many stepovers are required

in order to obtain the same

Ra with different tools.

There are many different
options to define the required
results from a tool.

Example
Same Ra - Different stepovers.

Take Into Consideration

[ P

- | -\_i-

Contour

Holes

Adv3D Rad Con

=

loughing
ghing

Thread

GG

Rad Pocket| |Rot. Rough

Surface

B-Axis

Process #| 5-/uic Parameters

Optiors Surface paths  Tool axs control | Gouge dedk Link
Caleuation besed v
Pattem
Panallel Lo cunve(s)
Edit curves:
Cdpe curve(s)...

Surfaces

Dwive sin Face

Urive surfoces dearance | 0

Fol, st arnd end al enact sunfae sdges

Corner dearup O
Extend | trim

| Arge rmge

Sy
[CIFiio stepover

Custlinng el e wary

Cust order

Cirection for one way machining Direction o=
[ enforce cutting drection {ascume docad contours)

=] Start pont Machine by

Roughing  Uldily

w

w|| Magins

2 Conbainmenl

From center away

Lanes

Sur e edge handing
Advanced

Stepover
Maimum slepover

Ridge height

Ball Nose @12 R6 [©0.472" R.236"]

Stepover
Madimurm stepover

I

Oval @12 R80 [@.472" R3.15"]

Stepover
Maximum stepover

Stepover

Taper @12 R250 [3.472" R9.84"] Maximum stepowver 13.5
Sheponer

Lens @12 R25 [2.472" R.98"] Maximum StEpover 4.09

Barrel milling should not always be considered the answer to finishing all 3D machined surfaces. Some part shapes are not
conducive to Barrel milling operations. Sometimes, the blend radii of the machined part or the kinetics of the machine result
in a complicated CAM tool path which may increase the cycle time compared to using a conventional Ball-Nose milling
approach. This is where the need for a highly skilled programmer to make good and effective decisions comes into play.

ISCAR




USER GUIDE @
Z
Recommended Cutting Parameters to Start :l
Tensile Cutting Parameters LL
o Strength | Hardness | Material O
] Material Condition [N/mm?] HB No. ™ Ve m/min F, mm/t F, Start m
< 0.25 %C annealed 420 125 1 210-300 0.005-0.01xD 0.006xD D_
>= 0.25 %C annealed 650 190 2 200-250 0.005-0.01xD 0.006xD
non-alloy steel <055 %C quenched and
and cast steel, tempered 850 250 8 160-240 0.004-0.009xD 0.005xD
free cutting steel annealed 750 220 4 160-240 | 0.003-0.008xD 0.004xD
>=ORBTHE | gusTehee end 1000 300 5 140-200 | 0.004-0.009xD | 0.005xD
tempered
annealed 600 200 6 160-240 0.003-0.008xD 0.004xD
low alloy and cast steel (less 930 275 7 120-200 0.003-0.008xD 0.004xD
than 5% of alloying elements) q“te”mChe‘rj Z”d 1000 300 8 130-200 | 0.003-0.008xD | 0.004xD
SR 1200 350 9 140-200 0.003-0.008xD 0.004xD
annealed 680 200 10 130-200 0.003-0.008xD 0.004xD
high alloyed steel, cast Quenched and 1100 325 11 70130 | 0.002-0.007xD | 0.003xD
steel and tool steel tempered
ferritic/martensitic 680 200 12 80-175 0.002-0.007xD 0.003xD
stainless steel and cast steel martensitic 820 240 13 60-165 0.002-0.007xD 0.003xD
M | stainless steel and cast steel austenitic 600 180 14 60-110 0.002-0.007xD 0.003xD
grey cast iron (GG) ferritic/pearlitic 180 15 150-275 0.005-0.01xD 0.006xD
pearlitic 260 16 150-265 0.005-0.01xD 0.006xD
st T e o (GES) ferritic 160 17 150-200 0.005-0.01xD 0.006xD
pearlitic 250 18 90-150 0.004-0.009xD 0.005xD
malleable cast iron ferritic 130 19 150-200 0.005-0.01xD 0.006xD
pearlitic 230 20 90-150 0.004-0.009xD 0.005xD
Fo based annealed 200 31 20-45 0.002-0.004xD 0.003xD
cured 280 82 20-35 0.002-0.004xD 0.003xD
high temp. alloys annealed 250 38 20-35 0.002-0.004xD 0.003xD
E;:er dCO cured 350 34 20-35 | 0.002-0.004xD | 0.003xD
cast 320 35 60-90 0.002-0.004xD 0.003xD
pure Rm = 400 36 60-90 0.002-0.004xD 0.003xD
titanium aloys apha+beta = g _ 4050 a7 60-90 | 0.002-0.004xD | 0.003xD
alloys cured
hardened steel hardened 55 HRC 38 40-80 0.001-0.003xD 0.002xD
hardened 60 HRC 39
chilled cast iron cast 400 40 40-80 0.001-0.003xD 0.002xD
cast iron hardened 55 HRC 41 40-80 0.001-0.003xD 0.002xD

Member IMC Group
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HCM-MM @ % @
Ball Nose Multifunction S

Endmills with a MULTI-MASTER o @ Qﬂ @
Threaded Adaptation b—'

F

O
<
—
T
O
A
Al

O
DCX" OAL® LF® DCONMS THSZMS DRVSY TQ® TQ 3¢9 CSPM  MID® & / 4

HCM D12/.50-MMT08 1200  28.00  20.00 11.50 T08 10.0 6.0 20 1 HBRD120-QF  0.01 SR34-540 BLDT15/S7 SW6-T
HCM D16/.62-MMT10 16.00 3630  25.00 16.20 T10 13.0 7.8 40 1 HBRD160-QF  0.03 SR 10503579 BLD T20/S7 ~ SW6-T
HCM D20/.75-MMT12 2000 4830 35.00 18.50 Ti2 15.0 12.0 20 1 HBR D200-QF  0.06 SR 1052964 BLDT25/S7  SW6-T
HCM D25/1.0-MMT15 2500 6300 46.00 24.00 T15 20.0 12.0 33 1 HBR D250-QF  0.13 SR 1051666 BLDT25/S7  SW6-T

* The dimensions are for HBR inserts

e Do not apply lubricant to the MULTI-MASTER threaded connection

* For adaptation options, see page 9

() Cutting diameter maximum

(@) Refers to HBR inserts

@) Refers to HBR inserts

@) Width across flats (wrench should be ordered separately)

(5) Screw tightening torque

(8 Tool tightening torque Nxm

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

(8 Master insert identification

For inserts: HBF-QF ¢ HBR-QF ¢ HCC-QF ¢ HCD-QF ¢ HCR e HCT-QF e HLB-QF

For holders, see pages: MM CAB (98) ® MM GRT (shanks) (92) ¢ MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ® MM S-A-AV (90) ¢ MM S-A-BT (97)
o MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ¢ MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ¢ MM S-ER (95)
o MM S-ER-H (95) ® MM TS-A (92) * MM TS2-A (90)

DROPiviii.i.

DRVS
BCM-MM : 5 — I @ ®
Ball Nose Endmills with = DCX EﬂmeHSZMS DCONMS = o
MULTI-MASTER Threaded 3 L — y @ %‘
Adaptation with Tangentially REDZ|EN
Mounted Straight Edge Inserts ’E;LFH

OAL——!

O
DCX®  RE  APMX CICT®  LF OAL  DRVS® DCONMS THSZMS CSP6  MID® kol

BCM D12-MMTO08 12.00 6.00 9.60 2 20.00 28.00 10.0 11.50 T08 0 BCR D120-QT 0.01
BCM D16-MMT10 16.00 8.00 12.70 2 25.00 36.80 13.0 15.20 T10 0 BCR D160-QT 0.03
BCM D20-MMT12-CC (1) 20.00 10.00 17.00 2 35.00 48.80 16.0 18.50 T2 0 BCR D200.. 0.10
BCM D25-MMT15-C 25.00 12.50 20.00 2 40.00 57.00 19.0 24.00 T15 1 BCR D250-QT 0.11

* Do not apply lubricant to the MULTI-MASTER threaded connection

* For adaptation options, see page 9

() Center Cutting

() Cutting diameter maximum

(3 Number of inserts (or edges for solid tool)

4 Clamping wrench size

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

(6) Master insert identification

For inserts: BCR

For holders, see pages: MM CAB (98) ® MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) © MM S-A-AV (90) ¢ MM S-A-BT (97) ® MM S-A-C# (96)
o MM S-A-HSK (96) ® MM S-A-N (92) MM S-A-SK (96) * MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) « MM S-ER (95) ¢ MM S-ER-H (95)
o MM TS-A (92) * MM TS2-A (90)

Spare Parts

& / / a

BCM D12-MMT08 SR 10503457 T-6/51
BCM D16-MMT10 SR 34-505/1 MHG 2.5X7.2 T-8/53
BCM D20-MMT12-CC SR 34-506/L T-9/51
BCM D25-MMT15-C SR 14-601 BLD T15/57 SW6-T-SH

ISCAR




MULTI-mASTER THSZMS @

MM HCD

Interchangeable 2 Flute Solid
Carbide Heads for Chamfering,
Countersinking and Spot Drilling

&
=)t !

ECONOMICAL SOLUTION

CHAMFERING

Dimensions

=3
Designation DCX4 DCXTOL  NOF® LU THSZMS DCONMS LF APMX DC KAPR®  CSP® S
MM HCD060-090-2T04 6.00 79 2 6.86 T04 5.80 8.50 2.66 1.00 450 0 °
MM HCD080-060-2T05 8.00 h10 2 8.00 05 7.60 10.50 6.08 1.20 60.0 0 °
MM HCD080-120-2T05 8.00 h10 2 7.80 T05 7.60 10.30 2.15 1.00 300 0 °
MM HCD080-090-2T05 (1) 8.00 29 2 7.00 T05 7.60 975 3.15 1.00 450 0 °
MM HCD083-090-2T05 (1) 8.30 29 2 7.50 T05 7.60 10.00 3.56 1.00 450 0 °
MM HCD.375-100-2T06 (2 9.50 h10 2 9.70 T06 9.50 13.40 3.60 2,00 40.0 0 °
MM HCD.375-080-2T06 9.50 29 2 9.00 T06 9.20 11.80 5.00 2.00 50.0 0 °
MM HCD100-060-2T06 10.00 h10 2 9.30 T06 950 11.75 7.60 1.50 60.0 0 °
MM HCD100-120-2T06 10.00 h10 2 9.50 T06 9.50 12.70 2.70 1.50 300 0 °
MM HCD100-090-2T06-N (1) [ERTeXes] 29 2 10.10 T06 9.50 14,00 4.50 1.50 450 0 °
MM HCD104-090-2T06 (1) 10.40 79 2 9.00 T06 9.50 11.75 4,60 1.50 450 0 )
MM HCD120-060-2T08 12.00 h10 2 11.00 08 11.50 15.40 9.24 1.50 60.0 0 o
MM HCD120-120-2T08 12,00 h10 2 11.65 T08 11.50 15.20 3,50 1.50 30.0 0 °
MM HCD120-090-2T08 (1) 12.00 29 2 12.00 T08 11.50 15.50 5.30 1.50 45.0 0 °
MM HCD124-090-2T08 (1) 12.40 29 2 11.80 T08 11.50 15.50 5.50 1.50 450 0 o
MM HCD.500-080-2T08 (3 12.70 29 2 11.10 T08 12.20 15.50 6.80 1.50 50.0 0 °
MM HCD.500-100-2T08 (2 12.70 79 2 10.90 T08 11.50 14.70 4.90 1.50 400 0 °
MM HCD.625-080-2T10 15.90 29 2 15.20 T10 15.00 18.80 8.80 1.50 50.0 0 )
MM HCD.625-100-2T10 (2 15.90 79 2 14.90 T10 15.10 19.00 6.20 2,00 40.0 0 °
MM HCD160-060-2T10 16.00 h10 2 16.20 T10 15.20 20.20 12.00 250 60.0 0 °
MM HCD160-120-2T10 16.00 h10 2 15.50 T10 15.20 19.90 4.40 1.50 30.0 0 °
MM HCD160-090-2T10-N 16.00 29 2 15.70 T10 15.20 20.00 7.40 1.50 450 0 °
MM HCD165-090-2T10 (1) 16.50 29 2 14,90 T10 15.20 18.80 7.10 1.50 450 0 °
MM HCD.750-080-2T12 19.05 29 2 19.60 T2 18.45 24.70 11.00 2.00 50.0 0 °
MM HCD.750-100-2T12 (2 19.05 29 2 18.50 T12 18.30 23.60 7.50 1.50 40.0 0 °
MM HCD200-060-2T12 20.00 h10 2 18.20 T2 18.30 24.70 15.50 2.60 60.0 0 °
MM HCD200-120-2T12 20.00 h10 2 14.65 T2 18.30 21.15 5.50 1.50 30.0 0 °
MM HCD200-090-2T12 (1) 20.00 29 2 18.20 T12 18.30 24.70 9.40 1.50 45.0 0 .

e For shanks, see pages 90-98

e Clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() May be used for F-type (fine) countersink according to DIN 74.

(2 May be used for 100° countersink according to I1SO 5856, DIN EN 4072, ANSI B18.6.3-1972
@) Countersink according to American National and British standard flat screws

) Cutting diameter maximum

5) Number of flutes

(6) Tool cutting edge angle

(7 0 - Without coolant supply, 1 - With coolant supply

Member IMC Group
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@ MULTI-ASTER

Z MM ECF !

— Eteghinggible fSolid Carbide . v
eads for Chamfering T @

m and Countersinking } ‘@

LL] APMX DY @

LEL | KAPR

< Dimensions

L 2

O Designation KAPR DCX@ NOF® DC APMX THSZMS CSP4 DCONMS LF 3
MM ECF120-02/100-4T06 30.0 10.00 4 2.00 2.30 T06 0 10.00 13.00 o
MM ECF120-02/120-4T08 30.0 12.00 4 2.00 2.90 T08 0 12.00 16.50 o
MM ECF120-03/160-6T10 30.0 16.00 6 3.00 3.70 T10 0 16.00 20.50 .
MM ECF120-05/200-6T12 30.0 20.00 6 5.00 4.30 T12 0 18.45 25.50 .
MM ECF120-06/250-6T15 30.0 25.00 6 6.00 5.40 T15 0 25.00 25.00 o
MM ECF45-080-4T05 45.0 8.00 4 1.95 3.00 T05 0 8.00 10.00 o
MM ECF45-100-4T06 45.0 10.00 4 1.95 4.00 T06 0 10.00 13.00 [}
MM ECF45-120-4T08 45.0 12.00 4 1.95 5.00 T08 0 12.00 16.50 o
MM ECF45-.500-4T08 45.0 12.70 4 1.95 5.00 T08 0 12.70 16.50 o
MM ECF45-160-6T10 45.0 16.00 6 3.00 6.50 T10 0 16.00 20.50 o
MM ECF45-200-6T12 45.0 20.00 6 5.00 7.50 T12 0 18.45 25.50 o
MM ECF45-250-6T15-M 45.0 25.00 6 5.00 10.00 T15 0 25.00 25.00 o
MM ECF60-100-4T06 60.0 10.00 4 1.60 7.30 T06 0 10.00 13.00 [}
MM ECF60-02/100-4T06 60.0 10.00 4 2.00 6.90 T06 0 10.00 13.00 o
MM ECF60-03/120-4T08 60.0 12.00 4 3.00 7.80 T08 0 12.00 16.50 o
MM ECF60-04/160-6T10 60.0 16.00 6 4.00 10.00 T10 0 16.00 20.50 [}
MM ECF60-05/200-6T12 60.0 20.00 6 5.00 13.00 T12 0 18.45 25.50 o
MM ECF60-08/250-6T15 60.0 25.00 6 8.00 14.00 T15 0 25.00 25.00 o

e For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

* For user guide, see pages 13-14

() Tool cutting edge angle

() Cutting diameter maximum

() Number of flutes

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

MULTI-3ASTER SR

Interchangeable 2 Flute Solid
Carbide Heads for Upper

MM HDF 5 f@f JTF @

- DCX 90° - DCONMS = @
and Bottom Chamfering D ME}[
>
Mﬂ«Lﬁ ECONOMICAL SOLUTION
Dimensions
8
Designation DCX™ NOF®@ L5 L6 FW DC THSZMS  CSP®  DCONMS LF / o
MM HDF100-090-2T05 [¢X:) 2 4.30 0.90 2.50 1.20 T05 0 7.60 10.80 MM KEY 8X5* °
MM HDF120-090-2T06 JEREE:Y 2 5.30 1.20 2.00 1.20 T06 0 9.30 11.20 MM KEY 10X7* °
MM HDF160-090-2T08 REN( 2 7.10 2.20 2.00 1.50 T08 0 11.50 14.00 MM KEY 13X8* °

* For shanks, see pages 90-98

e Clamping keys to be ordered separately

* For tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection

* For user guide, see pages 13-14

() Cutting diameter maximum

2 Number of flutes

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

*  Optional, to be ordered separately

SRS ISCAR




xﬂu:.z;l-mal:n T <9§ e JT?

Interchangeable 3 Flute Solid /\ f
Carbide Heads for Upper DG 90° D DCONMS -
and Bottom Chamfering \/ ;

qEIE
CHAMFERING

Dimensions
=3
Designation DC DCONMS NOF() L6 L7 LF THSZMS CSpP@) 3
MM EDF074-090-58-3T04 7.40 5.80 3 0.90 1.00 10.00 To4 0 .
MM EDF094-090-76-3T05 9.40 7.60 3 0.90 1.00 12.50 T05 0 o
MM EDF116-090-95-3T06 11.60 9.60 3 1.00 1.00 16.50 T06 0 °

e For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection

e For user guide, see pages 13-14

() Number of flutes

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

MULTI-HASTER e e

MM TS-45 A
Interchangeable Solid T KAPR< ﬂ T
Carbide Small Diameter DC - DCONMS

45° Chamfering Heads

4L

e LU — &
Dimensions
=3
Designation DC KAPR(™ CDX®@ RE NOF® | THSZMS DCONMS LU LF CSP@ &
MM TS077-45-20A-4T05 7.70 45.0 1.20 0.20 4 15.20 T05 8.00 10.3 13.85 0 [}

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection

(™) Tool cutting edge angle

() Cutting depth maximum

3 Number of flutes

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

MULTI-MASTER o

RE/FW - DC
MM GRIT-45A @ R I R @ @

Interchangeable Solid
Carbide Small Diameter
45° Chamfering Heads

: pr==vg \JAPR /
= \ <
'\ a N

Dimensions

3
Designation DC KAPR( CDX®@ RE FW cw THSZMS CSP®@ NOF® 3
MM GRIT18K-45A-3T6 17.70 45.0 1.40 0.10 - 3.47 T06 0 3 T-25/3* o
MM GRIT18P-45A-3T6 17.70 45.0 1.40 0.10 - 3.47 T06 0 3 T-25/3* o
MM GRIT22K-45A-4T8 21.70 45.0 1.70 - 1.50 61589 T08 0 4 T-30/3 L* o
MM GRIT22P-45A-4T8 21.70 45.0 1.70 - 1.50 6159) T08 0 4 T-30/3 L* o
MM GRIT28K-45A-6T10 27.70 45.0 4,00 - 0.50 9.80 T10 0 6 T-40/3 L* o

P-TYPE - Positive geometry for soft and gummy materials
K-Type - For general steel machining

Modification options on request

Do not apply lubricant to the threaded connection
For clamping instructions, see pages 11-12

For shanks, see pages 90-98

™) Tool cutting edge angle

@) Cutting depth maximum

() 0 - Without coolant supply, 1 - With coolant supply
@) Number of flutes

* Optional, to be ordered separately

Member IMC Group
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¢ D MULTI-ASTER
THSZMS

Z MM ER

el INterchangeable 4 Flute T

m Solid Carbide Corner DCONMS

WEJ Fovnd Miling Heads |

LL

< Dimensions

T .

( ) Designation PRFRAD Tm(® DC DCX® DCONMS NOF® LF THSZMS CSP@ 3
MM ERO0.5/020-5.0-4T04 0.50 05-1.0 5.00 6.00 6.00 4 8.50 T04 0 °
MM ER1.0/040-5.8-4T05 1.00 0.5-1.4 5.80 8.00 8.00 4 10.00 T05 0 °
MM ER1.6/063-6.8-4T06 1.60 0.5-2.5 6.80 10.00 10.00 4 13.00 T06 0 o
MM ER2.0/078-6.0-4T06 2.00 0525 6.00 10.00 10.00 4 13.00 T06 0 °
MM ER2.5/094-5.1-4T06 250 0525 510 10.00 10.00 4 13.00 T06 0 °
MM ER3.0/125-6.5-4T08 3.00 05-3.1 650 12,70 12.70 4 16.50 T08 0 °

* For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection

® For user guide, see pages 13-14

() Specially tailored radius range upon request

() Cutting diameter maximum

3 Number of flutes

(4) 0 - Without coolant supply, 1 - With coolant supply

MULTI-ASTER

MM Dovetail @

Interchangeable Solid DC

Carbide Heads

y
CDX
REA KAPR
o |APMX
Dimensions
3

Designation DC KAPR( CDX®@ APMX RE THSZMS CSP® NOF@ / ‘5
MM TS105-45D-06T04 10.50 135.0 1.33 1.60 0.20 T04 0 6 T-15/3* o
MM TS135-45D-06T05 13.50 136.0 1.75 2.00 0.20 T05 0 6 T-20/3 o
MM TS165-45D-06T06 16.50 135.0 1.75 2.00 0.20 T06 0 6 T-25/3 o
MM TS195-45D-06T08 19.50 135.0 2.55 2.80 0.20 T08 0 6 T-30/3 L .
MM TS225-45D-06T08 22.50 135.0 3.48 3.70 0.20 T08 0 6 T-40/3 L* °
MM TS250-45D-06T10 25.00 135.0 3.68 3.90 0.20 T10 0 6 T-50/3 L* o
MM GRIT 28K-45D-6T10 27.70 135.0 4.00 4.20 0.20 T10 0 6 T-40/3 L* [
MM TS105-60D-06T04 10.50 120.0 0.84 1.70 0.20 T04 0 6 T-15/3 [
MM TS135-60D-06T05 13.50 120.0 1.67 3.10 0.20 T05 0 6 T-20/3* o
MM TS165-60D-06T06 16.50 120.0 2.02 3.70 0.20 T06 0 6 T-25/3 [
MM TS195-60D-06T08 19.50 120.0 2.70 4.80 0.20 T08 0 6 T-30/3 L* o
MM TS225-60D-06T08 22.50 120.0 3.79 6.70 0.20 T08 0 6 T-40/3 L* o
MM TS250-60D-06T10 25.00 120.0 3.85 6.80 0.20 T10 0 6 T-50/3 L* °
MM GRIT 28K-60D-6T10 27.70 120.0 4.00 7.08 0.20 T10 0 6 T-40/3 L* o
MM GRIT 28K-75D-6T10 27.70 105.0 2.20 8.39 0.20 T10 0 6 T-40/3 L* °

* Use carbide shanks for groove milling heads

e For user guide, see pages 13-14

™ Tool cutting edge angle

(2 Cutting depth maximum

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

4 Number of flutes

* Optional, to be ordered separately

Y/

MM GRIT 28K-45D-6T10 MM GRIT 28K-60D-6T10 MM GRIT 28K-75D-6T10

SN ISCAR




MULTI-ASTER

MM HR
Interchangeable 2 Flute
Solid Carbide Corner
Round Milling Heads

DCxh10 DC p—

THSZMS

!

®

T

DCONMS

'

1
PRFRAD PATH // k APMX

-« LF—

ECONOMICAL SOLUTION

CHAMFERING

Dimensions

=
Designation DCX™ PRFRAD Tm@ NOF® DC APMX THSZMS CSP@ DCONMS LF 3
MM HR1.0/047-5.8-2T05 8.00 1.00 r0.5-3.0 2 5.80 7.50 T05 0 7.60 10.60 o
MM HR1.6/063-6.8-2T06 10.00 1.60 10.5-3.0 2 6.80 9.50 T06 0 9.50 12.50 °
MM HR2.0/078-6.0-2T06 10.00 2.00 10.5-3.0 2 6.00 9.50 T06 0 9.50 12.50 .
MM HR2.5/094-5.1-2T06 10.00 2.50 r0.5-3.0 2 5.10 9.50 T06 0 9.50 12.50 o
MM HR3.0/125-6.5-2T08 12.70 3.00 10.5-4.0 2 6.50 12.00 T08 0 11.50 15.60 °
MM HR4.0/156-4.7-2T08 12.70 4.00 10.5-4.0 2 4.70 12.00 T08 0 11.50 15.60 .
MM HR5.0/188-6.2-2T10 16.00 488 r0.5-5.0 2 6.20 15.00 T10 0 15.20 19.10 o
MM HR6.0/236-8.0-2T12 20.00 6.00 10.5-6.0 2 8.00 7.00 T12 0 18.45 17.40 .

e For shanks, see pages 90-98 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection e For user guide, see pages 13-14

() Cutting diameter maximum

2 Specially tailored radius range upon request.

() Number of flutes

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

MULTI-MASTER

MM GRIT 28P-DR
Interchangeable 6 Flute Solid
Carbide Double-Sided Corner
Round Milling Heads

DCX DG
Y L, v
prFRAD bn!

-~ CW
> LF |-
Dimensions
S
Designation PRFRAD CF DCXM DC LF cw NOF@®  THSZMS CSP®  DCONMS / 3
MM GRIT 28P-2.7-DR1.0 1.00 2.70 27.70 24.80 6.00 5.60 6 T10 0 15.30 T-40/3 L* o
MM GRIT 28P-2.6-DR2.0 2.00 2.60 27.70 22.90 7.70 7.30 6 T10 0 15.30 T-40/3 L* °
MM GRIT 28P-2.3-DR3.0 3.00 2.30 27.70 21.10 9.70 8.90 6 T10 0 15.30 T-40/3 L* o
MM GRIT 28P-2.6-DR4.0 4.00 2.60 27.70 19.70 11.70 10.90 6 T10 0 15.30 T-40/3 L* o

® For shanks, see pages 90-98 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection e For user guide, see pages 13-14

() Cutting diameter maximum

) Number of flutes

(3 0 - Without coolant supply, 1 - With coolant supply

* Optional, to be ordered separately

CHAMFERINGLMINEF'.".'.ii
CH45-MM-PNO6

Upper and Bottom Chamfering
Endmills with a MULTI-MASTER

Threaded Adaptation

DRVS | THSZMS

E@*

>
®
%

OAL DCONMS  THSZMS  CICT@ DRVS® DMIN® CSP® &

LF_2
(o R (AR B OER Y [ 11.70 845 660 150 1.50 13.00 9.00 19.75 7.60 T05 1 5.5 10.00 0 0.00
CH45-17/.67-2-MMTO08-PNO6 [RRIR{0RN <Y1 170 N, 0] 1.50 18.00 14.00 2550 1220 T08 2 10.0  17.00 1 0.02
(o3, LR CTACERE VAR R Vo) 1870 1545 1340 1.50 1.50 2000 1600 3130 1530 T10 3 130  19.00 1 0.02

¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation options, see pages 11-12

() Cutting diameter maximum

2 Number of inserts (or edges for solid tool)

@) Torque key size

@ Minimum penetration diameter for back chamfering

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

For inserts: PNMT 0602-TN

For holders, see pages: MM CAB (98) ¢ MM CAB-T-T (97) ® MM CAB-T-T-W (97) ¢ MM GRT (shanks) (92) ® MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93)
e MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) ® MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94)

e MM S-ER (95) ® MM S-ER-H (95) « MM TS-A (92) « MM TS2-A (90)

& i

SR M2.5X5-T7-60 T-7/51

Spare Parts

CH45-MM-PN06

Member IMC Group
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@ MULTI-mASTER
A )
Z MM EPG tF l THSZMS ViewA @
et Single Flute MULTI-MASTER T /
Engraving Tool Head { \
2 ICLE LY L
RE

C | e L) W

Z Dimensions

LL] =
Designation DC RE CF PRFA LF THSZMS CspP@ 3
MM EPG060/60-1T04 6.00 0.20 - 60.00 8.50 T04 0 °
MM EPG080/30-1T05 8.00 0.20 - 30.00 10.00 05 0 °
MM EPG080/45-1T05 8.00 0.20 - 45.00 10.00 T05 0 o
MM EPG080/60-1T05 8.00 0.20 - 60.00 10.00 T05 0 °
MM EPG080/90-1T05 8.00 0.20 = 90.00 10.00 T05 0 [}
MM EPG080/60-F50-1T05 8.00 - 0.50 60.00 10.00 T05 0 o
MM EPG080/60-F75-1T05 8.00 - 0.75 60.00 10.00 T05 0 °
MM EPG080/90-F32-1T05 8.00 - 0.32 90.00 10.00 05 0 °
MM EPG080/90-F50-1T05 8.00 = 0.50 90.00 10.00 T05 0 [}

* For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection

) Front flat

(2 0 - Without coolant supply, 1 - With coolant supply

ok sl O
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HOLEMAKING

Member IMC Group
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@ MULTI-iviASTER - LPR

974 MM SPD-3T . | HeAS E

C— Three-Flute Exchangeable Tf I ﬁ T

x Solid Carbide Dl’llllng Heads DC DCONMS

<C I

2 FHA

LL]

1 Dimensions

O 2

I Designation DC LU LPR PL FHA THSZMS DCONMS CSP S
MM SPD080-08-3T06 8.00 12.10 22,00 1,590 15.0 T06 10.00 0 °
MM SPD085-09-3T06 8.50 12.20 22,00 1.680 15.0 T06 10.00 0 °
MM SPD090-09-3T06 9.00 12.30 22.00 1.780 15.0 T06 10.00 0 o
MM SPD0925-10-3T06 9.25 13.80 22,00 1.830 15.0 T06 10.00 0 °
MM SPD095-10-3T06 9.50 13.90 22,00 1.870 15.0 T06 10.00 0 °
MM SPD100-10-3T08 10.00 15.00 27.00 1.970 15.0 T08 12.00 0 o
MM SPD105-11-3T08 10.50 15.00 27.00 2.050 15.0 08 12.00 0 °
MM SPD1075-11-3T08 10.75 15.10 27.00 2.120 15.0 T08 12.00 0 °
MM SPD110-11-3T08 11.00 15.10 27.00 2.160 15.0 T08 12.00 0 o
MM SPD1125-12-3T08 11.25 16.20 27.00 2.200 15.0 T08 12.00 0 °
MM SPD115-12-3T08 11.50 16.20 27.00 2.260 15.0 T08 12.00 0 o
MM SPD120-12-3T08 12.00 16.60 27.00 2.350 15.0 T08 12.70 0 o
MM SPD125-13-3T08 12.50 16.60 27.00 2.430 15.0 T08 12.70 0 °
MM SPD1275-13-3T10 12.75 20.00 3350 2.500 15.0 T10 16.00 0 °
MM SPD130-13-3T10 13.00 20.00 33.50 2.540 15.0 T10 16.00 0 o
MM SPD140-14-3T10 14.00 19.70 33.50 2.730 15.0 T10 16.00 0 °
MM SPD145-15-3T10 14.50 20.80 33.50 2.810 15.0 T10 16.00 0 o
MM SPD150-15-3T10 15.00 20.40 33.50 2.930 15.0 T10 16.00 0 o
MM SPD1525-16-3T10 15.25 2050 33.50 2.970 15.0 T10 16.00 0 °
MM SPD155-16-3T10 15.50 2050 33.50 3.020 15.0 T10 16.00 0 °
MM SPD160-16-3T12 16.00 25,10 41.00 3.100 15.0 T12 18.43 0 °

e For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

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

288 ISCAR




MULTI-miASTER

MM ECS

Interchangeable Solid Carbide

Centering Dirills (DIN 332)

Designation

MM ECS-A1.00X06-2T04
MM ECS-A1.60X06-2T04
MM ECS-A2.00X06-2T04
MM ECS-A3.15X08-2T05
MM ECS-A4.00X10-2T06
MM ECS-A5.00X12-2T08
MM ECS-A6.30X16-2T10
MM ECS-B3.15X12-2T08
MM ECS-B4.00X127-2T08
MM ECS-B5.00X19-2T12
MM ECS-B6.30X20-2T12
* For shanks, see pages 90-98

&

N

120° DC

I

-

THSZMS

sD_3 |- Fig.2 TypeB

o=@

HOLEMAKING

Fig. 1 Type A

Dimensions
=3
DC DCONMS THSZMS LPR SDL SD_2 SD_3 STA 2 PL Fig. CSP( 3
1.07 6.00 T04 10.00 1.32 414 60.0 0.280 1 0 °
1.65 6.00 T04 10.00 1.97 4.45 60.0 0.430 1 0 °
2.07 6.00 T04 10.00 2.36 6.37 60.0 0.540 1 0 [
3.28 8.00 T05 15.00 375 8.76 60.0 0.850 1 0 °
412 10.00 T06 19.00 483 11.05 60.0 1.070 1 0 °
513 12.00 T08 23.00 5.88 13.23 60.0 1.320 1 0 [
6.46 16.00 T10 28.00 7.25 17.18 - 60.0 1.650 1 0 °
3.24 12.00 T08 23.00 3.55 7.40 8.94 60.0 0.830 2 0 °
4.09 12.70 T08 23.00 453 9.50 10.71 60.0 1.070 2 0 [
5.09 18.45 T12 25.50 5.56 11.70 1417 60.0 1.330 2 0 °
6.41 18.45 T12 25.50 6.95 14.50 16.58 60.0 1.680 2 0 °

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection

e For user guide, see below

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

*Ve x fz [m/min x mm/tooth]
DCX Zj
T
APMX MM ECS- MM ECS- MM ECS- MM ECS- MM ECS- MM ECS- MM ECS-
' A1.00X06-2T04 | A1.60X06-2T04 | A2.00X06-2T04 | A3.15X08-2T05 | A4.00X10-2T06 | A5.00X12-2T08 | A6.30X16-2T10
Boc,| o
DCX=2.12, DCX=3.35, DCX=4.25, DCX=6.70, DCX=8.50, DCX=10.60, DCX=13.20,
ISO APMX=2.5 APMX=3.9 APMX=4.8 APMX=7.60 APMX=9.80 | APMX=12.00 | APMX=14.80
4340 24-29HRC 80x0.020 80x0.025 80x0.025 80x0.030 80x0.040 80x0.050 80x0.060
4340 38-42HRC 65x0.020 65x0.025 65x0.025 65x0.030 65x0.040 65x0.050 65x0.060
316L MAX-215 HB 50x0.015 50x0.020 50x0.020 50x0.025 50x0.030 50x0.040 50x0.040
Inconel 718 15x0.010 156x0.010 156x0.015 15x0.015 15x0.020 156x0.020 15x0.025

* Ve Calculated for @DC

*Ve x fz [m/min x mm/tooth]

AP:'\; MM ECS-A3.15X12-2T08 | MM ECS-A4.00X127-2T08 | MM ECS-A5.00X19-2T12 | MM ECS-A6.30X20-2T12
e
DC, [ [
ISO DCX=10.00, APMX=8.80 | DCX=12.50, APMX=11.00 |DCX=16.00, APMX=13.900| DCX=18.00, APMX=16.80
4340 24-29HRC 75x0.030 75x0.040 75x0.050 75x0.060
4340 38-42HRC 60x0.030 60x0.040 60x0.050 60x0.060
316L MAX-215 HB 45x0.025 45x0.030 45x0.040 45x0.040
Inconel 718 12x0.015 12x0.020 12x0.020 12x0.025

* Ve Calculated for @DC

Member IMC Group
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MULTI-#ASTER
MM ECD R THSZMS @

NC Spot Drills for Accurate
Hole Location without the
need for a Bushing Guide

O
<
X
<
=
L]
_
@)
T

Dimensions
=3

Designation DC LPR THSZMS SIG CSP() 3
MM ECD-06X145-2T04 6.00 8.50 T04 145 0 °
MM ECD-06X90-2T04 6.00 11.00 T04 90 0 °
MM ECD-08X145-2T05 8.00 10.00 T05 145 0 (]
MM ECD-08X90-2T05 8.00 15.00 T05 90 0 °
MM ECD-10X145-2T06 10.00 13.00 T06 145 0 .
MM ECD-10X90-2T06 10.00 19.00 T06 90 0 .
MM ECD-12X145-2T08 12.00 16.50 T08 145 0 .
MM ECD-12X90-2T08 12.00 23.00 T08 90 0 °
MM ECD-16X145-2T10 16.00 20.50 T10 145 0 .
MM ECD-16X90-2T10 16.00 28.00 T10 90 0 [

® For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12

¢ Do not apply lubricant to the threaded connection

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

MULTI-ASTER .

.25x45%, THSZMS

MM EFCB

Interchangeable 4 Flute 30° T N f

Helix Solid Carbide Heads DC § “ i - DCONMS @

for Flat Counter Borin \ }

u ing Ll | |
LAPMX»‘
Recommended
Dimensions Machining
Data
= fz

Designation DC  APMX LF  DCONMS THSZMS NOF®@  FHA  CSP®  KCH CHW 3 (mmt)
MM EFCB110A08-4T06 11.00 8.40 16.50 10.00 T06 4 30.0 0 45.0 0.25 ° 0.03-0.04
MM EFCB140A11-4T08 14.00 11.50 28.00 12.00 T08 4 30.0 0 45.0 0.25 ° 0.04-0.05

* 0.06 mm maximum concavity on the tool’s bottom

e For shanks, see pages 90-98

® For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

* For user guide, see pages 13-14

() e8 tolerance

2 Number of flutes

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

SZAN ISCAR




MULTI-miASTER

MM ECDF

THSZMS

L=

HOLEMAKING

DC hr DCONMS
MULTI-MASTER

Exchangeable Solid Carbide
Flat Bottom Drill Heads F L

Dimensions

=3

Designation DC DCONMS NOF® LU LPR RE FHA THSZMS CSP@ 3
ia 080A100-2T05 8.00 7.70 2 10.00 18.00 0.00 30.0 T05 0 o
c .-‘ 085A120-2T05 8.50 7.70 2 12.00 22,00 0.00 30.0 T05 0 .
ia 090A120-2T05 9.00 7.70 2 12.00 22.00 0.00 30.0 T05 0 o
Fa 095A120-2T06 9.50 9.20 2 12.00 22.00 0.00 30.0 T06 0 o
ﬁ-'l 100A120-2T06 10.00 9.60 2 12.00 22,00 0.00 30.0 T06 0 °
o-.-‘ 105A120-2T06 10.50 9.60 2 12.00 23.00 0.00 30.0 T06 0 .
Oa 110A120-2T06 11.00 9.60 2 12.00 23.00 0.00 30.0 T06 0 o
Fa 115A120-2T06 11.50 9.60 2 12.00 23.00 0.00 30.0 T06 0 o
ﬁa 120A150-2T08 12.00 11.70 2 15.00 27.00 0.00 30.0 T08 0 o
i-'l 125A150-2T08 12.50 12.10 2 15.00 27.00 0.00 30.0 T08 0 .
c .-‘ 130A150-2T08 13.00 12.20 2 15.00 27.00 0.00 30.0 T08 0 °
c .-‘ 135A150-2T08 13.50 12.20 2 15.00 27.00 0.00 30.0 T08 0 .
ia 140A150-2T08 14.00 12.20 2 15.00 27.00 0.00 30.0 T08 0 o
c .-‘ 145A150-2T08 14.50 12.20 2 15.00 27.00 0.00 30.0 T08 0 °
i.-‘ 150A150-2T08 15.00 12.20 2 15.00 27.00 0.00 30.0 T08 0 °
c .-‘ 155A150-2T08 15.50 12.20 2 15.00 27.00 0.00 30.0 T08 0 °
ia 160A200-2T10 16.00 15.30 2 20.00 33.50 0.00 30.0 T10 0 °
ﬁa 165A200-2T10 16.50 156.30 2 20.00 33.50 0.00 30.0 T10 0 o
ﬁ a 17.00 156.30 2 20.00 33.50 0.00 30.0 T10 0 o
C .-‘ 17.50 15.30 2 20.00 33.50 0.00 30.0 T10 0 .
C .-‘ 18.00 15.30 2 20.00 33.50 0.00 30.0 T10 0 °
Fl .-‘ 18.50 18.20 2 25,00 41.00 0.00 30.0 T12 0 .
E a 19.00 18.30 2 25.00 41.00 0.00 30.0 T12 0 o
C .-‘ 19.50 18.30 2 25,00 41.00 0.00 30.0 T12 0 °
CD 20.00 18.45 2 25.00 41.00 0.00 30.0 T12 0 °

For shanks, see pages 90-98 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
Do not apply lubricant to the threaded connection e For user guide, see below

() Number of flutes

(2 0 - Without coolant supply, 1 - With coolant supply

Recommended Machining Conditions for Solid Carbide Endmill Heads DC=8.0-25.4mm

£ Feed vs. Flat-Drill Diameter
2 m
o T .
| B2
oF| 2 (2%
° BE| S |E3 DC=8.0-9.9|DC=10.0-12.9| DC=13.0-15.9| DC=16.0-17.9) DC=18.0-25.4
(22} Material Condition SZ| £ =S| Vm/min frev mm/rev
< 0.25 %C annealed 420 [125] 1
non-alloy steel > 0.25 %C annealed 650 [190] 2
and cast steel, < 0.55 %C [ quenched and tempered | 850 [ 250 3 L w 0z O 11
. 0.10 0.12 0.15 017 0.21
free cutting steel , o 55 9c gl ey 4] |2E0) & 0.12 0.14 0.18 0.20 0.4
e guenched and tempered [1000{ 300| 5 80-105-130 ’ ’ ’ ’ ’
low alloy and cast annealed 600 |200| 6
steel (less than 5% of bl |27
lovi | " quenched and tempered [1000{ 300 | 8 0.06 0.06 0.08 0.10 0.12
leig CEMEnis) 1200[350| 9 | 60-80-100 | 0.08 0.08 0.10 0.12 0.14
high alloyed steel, cast annealed 680|200 | 10 0.10 0.10 0.12 0.14 0.16
steel and tool steel quenched and tempered [1100] 325 | 11
ferritic/martensitic 680|200 | 12 0.01 0.02 0.03 0.04 0.06
stainless steel and cast steel martensitic 820 [ 240! 13 60-80-100 88§ 882 882 882 8857;
0.01 0.02 0.03 0.04 0.06
M| stainless steel and cast steel austenitic, duplex 600 | 180 | 14 | 60-80-100 | 0.02 0.03 0.04 0.05 0.07
0.03 0.04 0.05 0.06 0.08
, ferritic / pearlitic 180] 17
gray cast iron (GG pearlitic / martensitic 260| 18 0.08 010 014 016 018
nodular cast iron (GGG) forl 12 g0-120160 010 | 012 0.16 0.18 0.20
pearlt 0.12 0.14 0.18 0.20 0.22
malleable cast iron e ETa
pearlitic 230 20

B recommended cutting data
Spare Parts

S/

MM ECDF080A100-2T05 MM KEY 6X4*

MM ECDF100A120-2T06 MM KEY 8X5*

MM ECDF120A150-2T08 MM KEY 10X7*

MM ECDF160A200-2T10 MM KEY 13X8*

MM ECDF200A250-2T12 MM KEY 16X9*
* Optional, to be ordered separately

Member IMC Group

(T[Tl 65



SUMOCHAM
DCN-MM LPFC:AL m 'ﬂ{i

Modular Drill Body with ‘7LU4"

Exchangeable Heads, — i

Internal Coolant Holes and 1 &
DCN-DCX THSZMS DCONMS (I

MULTI-MASTER Connection, i @ I M i I~/

Drilling Depth 2xD

DCN® DCX® DCONMS LU LPR PL  OAL THSZMS SSC@ MID® DRVS® CSP® @

O
<
X
<
=
L]
_
@)
T

DCN 040-008-MMTO05-2D (1) ] 4.49 7.60 8.62 2200 0620 2875 T05 4.0 ICP 040 55 1

DCN 045-009-MMT05-2D (1) ¥ 4.99 7.60 9.66 2330  0.660  30.05 T05 45 ICP 045 5.5 1

DCN 050-010-MMT06-2D (1) 0l 5.49 9.60 1078 2725 0730  33.55 T06 5.0 ICP 050 8.0 1

DCN 055-011-MMT06-2D (1) s 5.99 9.60 1181 2750 0810  33.80 T06 55 ICP 055 8.0 1

DCN 060-012-MMT06-2D 6.00 6.49 9.60 1296 27.90 0960  34.20 T06 6.0 ICP 060 8.0 1 K'DCN 6-9.99-Y
DCN 065-013-MMT06-2D 6.50 6.99 9.60 1418 2950 1.180  35.80 T06 6.5 ICP 065 8.0 1 K'DCN 6-9.99-Y
DCN 070-014-MMT06-2D 7.00 7.49 9.60 16.01  30.10  1.010  36.39 T06 7.0 ICP 070 8.0 1 K DCN 6-9.99
DCN 075-015-MMT06-2D 7.50 7.99 9.60 16.01 3110  1.100  37.40 T06 7.0 ICP 075 8.0 1 K'DCN 6-9.99
DCN 080-016-MMT06-2D 8.00 8.49 9.60 1718 3290 1200  39.19 T06 8.0 ICP 080 8.0 1 K'DCN 6-9.99
DCN 085-017-MMT06-2D 8.50 8.99 9.60 1829 3390 1290  40.19 T06 8.0 ICP 085 8.0 1 K DCN 6-9.99
DCN 090-018-MMT08-2D 9.00 9.49 11.60 1935 3740 1350  44.90 T08 9.0 ICP 090 10.0 1 K'DCN 6-9.99
DCN 095-019-MMT08-2D 9.50 9.99 11.60 2044 3840 1440 4590 T08 9.0 ICP 095 10.0 1 K DCN 6-9.99
DCN 100-020-MMT08-2D 10.00 10.49 11.60 2150 3980 1500  47.30 T08 10.0  ICP 100 10.0 1 K'DCN 10-13.99

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

e For shanks, see pages 90-98

() The SK DCN key is supplied with the insert

(2 Cutting diameter minimum

@) Cutting diameter maximum

) Seat size code

6) Master insert identification

(6) Torque key size

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

For inserts: FCP ¢ HCP-IQ ¢ ICK ¢ ICK-2M ¢ |CM ©ICN ¢ |CP e |CP-2M e [HP  QCP-2M

SCRN ISCAR
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@ MULTI-mASTER
THSZMS  RE

Z MM GRIT-3T6 - rﬂv @

=== | Interchangeable Solid ~GDX

50| Carbide Small Diameter . @

O Groove Milling Heads  CDX

- 1

e - v

C

(5 Dimensions

/ =3

Designation DC CW CDXM NOF®@ RE DMIN®) THSZMS CSPH 3
MM GRIT16K150-010-3T6 16.70 1.50 2.80 3 0.10 16.00 T06 0 T-20/3* °
MM GRIT16P150-010-3T6 16.70 1.50 2.80 3 0.10 16.00 T06 0 T-20/3" )
MM GRIT16K157-020-3T6 15.70 1.57 2.80 3 0.20 16.00 T06 0 T-20/3* o
MM GRIT16K200-020-3T6 15.70 2,00 2.80 3 0.20 16.00 T06 0 T-20/3" )
MM GRIT16P220-110-3T6 15.70 2.20 2.80 3 1.10 16.00 T06 0 T-20/3* o
MM GRIT16K239-020-3T6 15.70 2.39 2.80 3 0.20 16.00 T06 0 T-20/3* o
MM GRIT16K250-020-3T6 15.70 2,50 2.80 3 0.20 16.00 T06 0 T-20/3* )
MM GRIT16K300-020-3T6 15.70 3.00 2.80 3 0.20 16.00 T06 0 T-25/3" )
MM GRIT16P300-020-3T6 16.70 3.00 2.80 3 0.20 16.00 T06 0 T-25/3* o
MM GRIT16K317-020-3T6 15.70 317 2.80 3 0.20 16.00 T06 0 T-25/3" )
MM GRIT18K120-005-3T6 17.70 1.20 3.80 3 0.05 18.00 T06 0 T-20/3* o
MM GRIT18P120-060-3T6 17.70 1.20 3.80 3 0.60 18.00 T06 0 T-20/3* o
MM GRIT18K140-005-3T6 17.70 1.40 3.80 3 0.05 18.00 T06 0 T-20/3* )
MM GRIT18K150-010-3T6 17.70 1.50 3.80 3 0.10 18.00 T06 0 T-20/3" )
MM GRIT18K157-020-3T6 17.70 1.57 3.80 3 0.20 18.00 T06 0 T-20/3* °
MM GRIT18K170-005-3T6 17.70 1.70 3.80 3 0.05 18.00 T06 0 T-20/3" )
MM GRIT18K200-020-3T6 17.70 2.00 3.80 3 0.20 18.00 T06 0 T-20/3* o
MM GRIT18P200-100-3T6 17.70 2.00 3.80 3 1.00 18.00 T06 0 T-20/3* o
MM GRIT18P220-110-3T6 17.70 2.20 3.80 3 1.10 18.00 T06 0 T-20/3* )
MM GRIT18K239-020-3T6 17.70 2.39 3.80 3 0.20 18.00 T06 0 T-20/3" )
MM GRIT18K250-020-3T6 17.70 2.50 3.80 3 0.20 18.00 T06 0 T-20/3* o
MM GRIT18K300-020-3T6 17.70 3.00 3.80 3 0.20 18.00 T06 0 T-25/3" )
MM GRIT18P300-150-3T6 17.70 3.00 3.80 3 1.50 18.00 T06 0 T-25/3* o
MM GRIT18K317-020-3T6 17.70 317 3.80 3 0.20 18.00 706 0 T-25/3" )

Recommended for O-rings and retaining rings
Modification options on request

Do not apply lubricant to the threaded connection
For clamping instructions, see pages 11-12

For user guide, see pages 13-14

For shanks, see pages 90-98

e K-Type - For general steel machining

e P-Type - Positive geometry for soft and gummy materials
() Cutting depth maximum

2 Number of flutes

©3) Minimum bore diameter

) 0 - Without coolant supply, 1 - With coolant supply
* Optional, to be ordered separately

SEEN ISCAR




MULTI-mMASTER @

MM GRIT-4T8/6T10 N2 s PE o @ =

Interchangeable Solid Ny “—

Carbide Small Diameter %)X @ >

Groove Milling Heads cox b O

- el ©

o

Dimensions (D
=3
Designation DC cw CDXM NOF®@ RE DMIN® THSZMS CSP4) / S
MM GRIT22K076-000-4T8 21.70 0.76 1.50 4 0.00 22.00 T08 0 T-25/3* °
MM GRIT22K086-000-4T8 21.70 0.86 1.70 4 0.00 22.00 T08 0 T-25/3° .
MM GRIT22K096-000-4T8 21.70 0.96 1.90 4 0.00 22.00 T08 0 T-25/3* o
MM GRIT22K100-005-4T8 21.70 1.00 2,00 4 0.05 22.00 T08 0 T-25/3* .
MM GRIT22P100-005-4T8 21.70 1.00 2.00 4 0.05 22.00 T08 0 T-25/3* o
MM GRIT22K120-005-4T8 21.70 1.20 450 4 0.05 22.00 T08 0 T-25/3* o
MM GRIT22K140-005-4T8 21.70 1.40 450 4 005 22.00 T08 0 T-25/3* .
MM GRIT22K157-000-4T8 21.70 157 450 4 0.00 22.00 T08 0 T-25/3° .
MM GRIT22K170-010-4T8 21.70 1.70 4.50 4 0.10 22.00 T08 0 T-25/3* o
MM GRIT22P170-010-4T8 21.70 1.70 450 4 0.10 22.00 T08 0 T-25/3* .
MM GRIT22K195-020-4T8 21.70 1.95 450 4 0.20 22.00 T08 0 T-25/3* o
MM GRIT22K200-020-4T8 21.70 2.00 4.50 4 0.20 22.00 T08 0 T-25/3* o
MM GRIT22P200-020-4T8 21.70 2.00 450 4 020 22.00 T08 0 T-25/3* .
MM GRIT22K225-020-4T8 21.70 2.25 450 4 0.20 22.00 T08 0 T-25/3* .
MM GRIT22K239-020-4T8 21.70 2.39 4.50 4 0.20 22.00 T08 0 T-25/3* ]
MM GRIT22K250-020-4T8 21.70 2.50 450 4 0.20 22.00 T08 0 T-25/3* .
MM GRIT22P250-020-4T8 21.70 2.50 450 4 0.20 22.00 T08 0 T-25/3* o
MM GRIT22K275-020-4T8 21.70 2.75 4.50 4 0.20 22.00 T08 0 T-25/3* o
MM GRIT22K300-020-4T8 21.70 3.00 450 4 020 22.00 T08 0 T30/3 1 .
MM GRIT22P300-020-4T8 21.70 3.00 450 4 0.20 22.00 T08 0 T303 L .
MM GRIT22K317-020-4T8 21.70 3.17 450 4 0.20 22.00 T08 0 T-30/3 L* o
MM GRIT22K325-020-4T8 21.70 3.25 450 4 0.20 22.00 T08 0 T303 .
MM GRIT22P381-020-4T8 21.70 3.81 450 4 0.20 22.00 T08 0 T-30/3 L* o
MM GRIT22K400-020-4T8 21.70 4.00 4.50 4 0.20 22.00 T08 0 T-30/3 L* o
MM GRIT22P400-020-4T8 21.70 4,00 450 4 020 22.00 T08 0 T30/3 1 .
MM GRIT22P400-200-4T8 21.70 4.00 450 4 2.00 22.00 T08 0 T-30/3 L* o
MM GRIT22K425-020-4T8 21.70 4.25 450 4 0.20 22.00 T08 0 T-30/3 L* o
MM GRIT22K425-120-4T8 21.70 425 450 4 1.20 22.00 T08 0 T303 L .
MM GRIT22K475-020-4T8 21.70 4.75 450 4 0.20 22.00 T08 0 T-30/3 L* o
MM GRIT22K525-020-4T8 21.70 5.25 4.50 4 0.20 22.00 T08 0 T-30/3 L* o
MM GRIT22K600-300-4T8 21.70 6.00 450 4 3.00 22.00 T08 0 T30/3 1 .
MM GRIT28K250-020-6T10 27.70 2.50 6.00 6 0.20 28.00 T10 0 T-40/3 L* o
MM GRIT28K525-020-6T10 27.70 6¥5 6.00 6 0.20 28.00 T10 0 T-40/3 L* o
MM GRIT28P700-350-6T10 27.70 7.00 6.00 6 350 28.00 T10 0 T40/3 " .
MM GRIT28K1000-020-6T10 27.70 10.00 6.00 6 0.20 28.00 T10 0 T-40/3 L* o
MM GRIT28K1100-020-6T10 [EIA() 11.00 6.00 6 0.20 28.00 T10 0 T40/3L* .
MM GRIT28K1200-020-6T10 [REFIAL) 12,00 6.00 6 020 28.00 T10 0 T40/3 1" .
MM GRIT28K1300-020-6T10 [FIAL) 13,00 6.00 6 0.20 28.00 T10 0 T40/3 1" .

¢ Recommended for Orings and retaining rings

e K - for general steel & cast iron machining P - for soft and gummy materials
* Modification options on request

¢ Do not apply lubricant to the threaded connection
e For clamping instructions, see pages 11-12

® For user guide, see pages 13-14

* For shanks, see pages 90-98

() Cutting depth maximum

2 Number of flutes

() Minimum bore diameter

) 0 - Without coolant supply, 1 - With coolant supply
* Optional, to be ordered separately

Member IMC Group
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@ MULTI-ASTER . : | MM TSO77-N...
94 | MM TS-N >, - 45 — THSZMS gy Cwxds” @
— Interchangeable Solid Carbide w FY T T Ty
P> T-SLOT Milling Heads ﬂ . MRS s0 Do =y @
@, | | e
O e/l 10 —»‘ = e @
C
(D Dimensions Tough «<— Hard
K =3
Designation DC  DCTOLL cw NOF" THSZMS CSP@  CDX® RE CHW / / 5 S
MM TS077-NO7A-4T05 7.70 -0.0500 0.70 4 T05 0 1.20 0.20 - MM KEY 6X4* .
MM TS077-NO8A-4T05 7.70 -0.0500 0.80 4 T05 0 1.20 0.20 - MM KEY 6X4* .
MM TS077-N09A-4T05 7.70 -0.0500 0.90 4 T05 0 1.20 0.20 - MM KEY 6X4* .
MM TS077-N10A-4T05 7.70 -0.0500 1.00 4 T05 0 1.20 0.20 - MM KEY 6X4* .
MM TS077-N15A-4T05 7.70 -0.0500 1.50 4 T05 0 1.20 0.20 - MM KEY 6X4* .
MM TS077-N20A-4T05 7.70 -0.0500 2.00 4 T05 0 1.20 0.20 - MM KEY 6X4* .
MM TS105-N20D-06T04 1050  -0.0500 2.00 6 T04 0 2.00 0.40 - T-15/3* .
MM TS.500-NO62P-06TO0S5 [RRPN((RE X0 0] 1.58 6 T05 0 2.25 - 0.15 T-20/3* .
MM TS.500-NO78P-06TOS5 [P/ X0's0)) 1.98 6 T05 0 2.25 - 0.15 T-20/3* (]
MM TS135-N20P-06T05 1350  -0.0500 2.00 6 T05 0 2.65 - 0.20 T-20/3* .
MM TS135-N25P-06T05 1350  -0.0500 2.50 6 T05 0 2.65 - 0.20 T-20/3* .
* For shanks, see pages 90-98
e For tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection
e For user guide, see pages 13-14
() Number of flutes
(2 0 - Without coolant supply, 1 - With coolant supply
@) Cutting depth maximum
* Optional, to be ordered separately
MULTI-MASTER
MM TS-H re @
Interchangeable Solid Carbide r THSZMS. = T%
T-SLOT Milling Heads with B Ea @
Diverse Corner Radii L
el @
Dimensions
3
Designation DC DCTOLL cw CDX™M NOF@ RE CSP® THSZMS / 3
MM TS135-H30D-06T05 13.50 -0.0500 3.00 2.65 6 0.40 0 T05 T-20/3 (]
MM TS135-H40D-06T05 13.50 -0.0500 4.00 2.65 6 0.40 0 T05 T-20/3* (]
MM TS165-H40A-06T05 16.50 -0.0500 4.00 4.25 6 0.20 0 T05 T-20/3 .
MM TS160-H20D-06T06 16.00 -0.0500 2.00 3.00 6 0.40 0 T06 T-20/3 (]
MM TS160-H30D-06T06 16.00 -0.0500 3.00 3.00 6 0.40 0 T06 T-25/3 (]
MM TS160-H40D-06T06 16.00 -0.0500 4.00 3.00 6 0.40 0 T06 T-25/3 .
MM TS165-H20D-06T06 16.50 -0.0500 2.00 325 6 0.40 0 T06 T-20/3 (]
MM TS165-H30D-06T06 16.50 -0.0500 3.00 3.25 6 0.40 0 T06 T-25/3 .
MM TS165-H40D-06T06 16.50 -0.0500 4.00 825 6 0.40 0 T06 T-25/3 .
MM TS195-H60A-06T06 19.50 -0.0500 6.00 4.45 6 0.20 0 T06 T-25/3 (]
MM TS225-H60A-06T06 22.50 -0.0500 6.00 5.95 6 0.20 0 T06 T-25/3* .
MM TS195-H40D-06T08 19.50 -0.0500 4.00 3.45 6 0.40 0 T08 T-30/3 L* .
MM TS195-H50D-06T08 19.50 -0.0500 5.00 3.45 6 0.40 0 T08 T-30/3 L* (]
MM TS195-H60D-06T08 19.50 -0.0500 6.00 3.45 6 0.40 0 T08 T-30/3 L* .
MM TS225-H40D-06T08 22.50 -0.0500 4.00 4.90 6 0.40 0 T08 T-40/3 L* .
MM TS225-H50D-06T08 22.50 -0.0500 5.00 4.95 6 0.40 0 T08 T-40/3 L* (]
MM TS225-H60D-06T08 22.50 -0.0500 6.00 4.95 6 0.40 0 T08 T-40/3 L* .
MM TS225-H80D-06T08 22.50 -0.0500 8.00 4.95 6 0.40 0 T08 T-40/3 L* .
MM TS250-H50D-06T08 25.00 -0.0500 5.00 5.90 6 0.40 0 T08 T-50/3 L* (]
MM TS250-H60D-06T08 25.00 -0.0500 6.00 5.90 6 0.40 0 T08 T-50/3 L* .
MM TS250-H80D-06T08 25.00 -0.0500 8.00 5.90 6 0.40 0 T08 T-50/3 L* .
MM TS250-H50D-06T10 25.00 -0.0500 5.00 4.30 6 0.40 0 T10 T-50/3 L* (]
MM TS250-H60D-06T10 25.00 -0.0500 6.00 4.30 6 0.40 0 T10 T-50/3 L* .
MM TS250-H80D-06T10 25.00 -0.0500 8.00 4.30 6 0.40 0 T10 T-50/3 L* o

¢ Inserts in 5 mm and wider feature chip splitting edges

e For tightening torques and clamping instructions, see pages 11-12
* Do not apply lubricant to the threaded connection

e For shanks, see pages 90-98

* For user guide, see pages 13-14

() Cutting depth maximum

2 Number of flutes

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

* Optional, to be ordered separately

ISCAR




MULTI-mASTER THUB [~ OAL

MM TS-C A
Interchangeable Solid Carbide
Circlip Groove Miling Heads

CW CDX @
LA

THSZMS

MDCOINMS

7

©)
Z
DC E— >
Conform to DIN 471/472 A
L ,QVLLL RO.3 4 t O
ows000 FEZ \T = e 8
Dimensions (D
I
Designation DC CW CDX LF t RE THUB LH OAL DCONMS NOF( CSP@ THSZMS / 3
MM TS127C118T035-6T05 P N(ERNL: 0.35 2.23 0.27 0.05 3.00 2.7 8.43 7.70 6 0 T05 T-20/3 o
MM TS127C118T040-6T05 BN ERRL: 0.40 2.23 0.32 0.05 3.00 2.7 8.43 7.70 6 0 T05 T-20/3* o
MM TS127C118T050-6T05 [RPN(ENRT:] 0.50 2.23 0.42 0.05 3.00 27 8.43 7.70 6 0 T05 T-20/3 .
MM TS127C138T050-6T05 RPN(UEERK':] 0.50 2.23 0.42 0.05 3.00 2.7 8.63 7.70 6 0 T05 T-20/3 o
MM TS225C138T060-6T08 [P XN K} 060  3.08 0.50 0.05 4.50 42 9.48 11.70 6 0 T08 T-40/3 L* o
MM TS225C138T070-6T08 [rrA UMK} 0.70 3.08 0.60 0.05 450 42 9.48 11.70 6 0 T08 T-40/3 L* o
MM TS225C138T085-6T08 [P XN K} 0.85 3.08 0.74 0.05 4.50 4.2 9.48 11.70 6 0 T08 T-40/3 L* o
MM TS225C168T070-6T08 e NN} 0.70 3.23 0.60 0.10 4.50 4.2 9.78 11.70 6 0 T08 T-40/3 L* o
MM TS225C168T085-6T08 VX NERI::] 0.85 3.23 0.74 010 450 42 9.78 11.70 6 0 T08 T-40/3 L* [
MM TS225C168T100-6T0S [P UNERIG:] 1.00 3.23 0.89 0.10 4.50 4.2 9.78 11.70 6 0 T08 T-40/3 L* o
MM TS225C193T100-6T08 [P XN K¢k} 1.00 335 0.89 010 450 42 10.03 11.70 6 0 T08 T-40/3 L* o
MM TS225C193T125-6T08 XA UMK K] 1.25 3.35 1.13 0.10 450 42 10.03 11.70 6 0 T08 T-40/3 L* [
MM TS225C223T150-6T08 [Rr XX} 150 350 1.38 010 450 4.2 10.33 11.70 6 0 T08 T-40/3 L* o
MM TS225C273T150-6T08 e X {NrNK} 1.50 3.77 1.39 0.20 4.50 41 10.83 11.70 6 0 T08 T-40/3 L* o
MM TS225C273T175-6T08 [ X NNK} 1.75 3.77 1.64 020 440 39 10.83 11.70 6 0 T08 T-40/3 L* o
MM TS225C325T175-6T08 [Py 1.75 4.40 1.64 0.20 510 46 11.35 11.70 6 0 T08 T-40/3 L [
® For shanks, see pages 90-98
* For tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection
e For user guide, see pages 13-14
() Number of flutes
() 0 - Without coolant supply, 1 - With coolant supply
* Optional, to be ordered separately
MULTI-mASTER
MM TS-DG g:p?hmo?xc'ut LF
Double Groove Internal A L DRYS THSZMS
Grooving Heads with a ] }
Threaded Connection for Heat v [ DC00° ey DEONMS
Exchanger Tube Sheets . ===
° I = A e ATl -
Dimensions
3
Designation DC DCONMS PHD("  THSZMS  NOF®@ LF L3 L CSP® DRVS / S
MM TS155-04T10-8238 BRI 16.00 15.88 T10 4 33.70 17.80 14.20 0 10.0 MM KEY 10X7* o
MM TS185-04T12-8239 RN 18.45 19.05 T12 4 34.50 18.30 14.50 0 13.0 MM KEY 13X8* o
MM TS245-04T15-8240 2] 23.80 25.40 T15 4 37.20 11.00 14.40 0 20.0 MM KEY 20 o
e For shanks, see pages 90-98
e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection
e For user guide, see pages 13-14
() For minimum tube outer diameter
2 Number of flutes
@3 0 - Without coolant supply, 1 - With coolant supply
4 Clamping wrench size
* Optional, to be ordered separately
S=h" e



MM SS

Interchangeable Solid Carbide
Heads for Milling Involute Spline
Shafts According to DIN 5480

MULTI-mMASTER
f N SN ﬁ

O
=
>
Q
Q
0
©)

Dimensions
=
Designation Module T range(? DC PDX cw NOF®@ THSZMS CSP® 3
MM SS22M100Z1720-4T08 1.00 17-20 21.70 2.8 5.50 4 T08 0 °
MM SS22M100Z2125-4T08 1.00 21-256 21.70 2.3 4.50 4 T08 0 [
MM SS22M150Z1720-4T08 1.50 17-20 21.70 2.7 5.40 4 T08 0 [

e Tightening torque 1500 Nxcm

¢ Do not apply lubricant to the threaded connection
e For clamping instructions, see pages 11-12

® For user guide, see pages 13-14

* For shanks see pages 90-98

() Teeth range

(2 Number of flutes

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

=-SLOT

SD-SP
Interchangeable Solid Carbide
T-SLOT Milling Heads

Dimensions Tough «<— Hard

3
Designation DC Ccw CDX® NOF RE D1 DCONMS OAL CSP6I 3
SD D25-1.5-R0.2-SP11 24,70 1.50 6.50 6 0.20 7.50 11.00 6.60 0 (]
SD D25-2.0-R0.2-SP11 2470 2.00 6.50 6 0.20 7.50 11.00 6.75 0 o
SD D25-2.5-R0.4-SP11 2470 2.50 6.50 6 0.40 7.50 11.00 6.60 0 o
SD D25-3.0-R0.4-SP11 2470 3.00 6.50 6 0.40 7.50 11.00 6.60 0 o
SD D25-3.5-R0.4-SP11 2470 3.50 6.50 6 0.40 7.50 11.00 6.60 0 (]
SD D25-4.0-R0.4-SP11 24.70 4.00 6.50 6 0.40 7.50 11.00 6.75 0 o
SD D25-1.0-R0.2-SP13 2470 1.00 5.50 6 0.20 7.50 13.00 7.15 0 (]
SD D25-2.0-R0.2-SP13 24.70 2.00 5.50 6 0.20 7.50 13.00 7.30 0 o
SD D25-3.0-R0.4-SP13 2470 3.00 5.50 6 0.40 7.50 13.00 7.30 0 o
SD D25-3.5-R0.4-SP13 24.70 3.50 5.50 6 0.40 7.50 13.00 7.30 0 (]
SD D25-4.0-R0.4-SP13 24.70 4.00 5.50 6 0.40 7.50 13.00 8.30 0 o
SD D25-4.5-R0.4-SP13 24.70 4.50 5.50 6 0.40 7.50 13.00 8.30 0 (]
SD D25-5.0-R0.4-SP13 24.70 5.00 5.50 6 0.40 7.50 13.00 8.30 0 o
SD D25-5.5-R0.4-SP13 24.70 5.50 5.50 6 0.40 7.50 13.00 8.30 0 (]
SD D25-6.0-R0.4-SP13 24.70 6.00 5.50 6 0.40 7.50 13.00 8.30 0 °
SD D25-6.5-R0.4-SP13 24.70 6.50 5.50 6 0.40 7.50 13.00 8.30 0 o
SD D25-7.0-R0.4-SP13 24.70 7.00 5.50 6 0.40 7.50 13.00 8.30 0 o
SD D25-7.5-R0.4-SP13 24.70 7.50 5.50 6 0.40 7.50 13.00 8.30 0 o
SD D25-8.0-R0.4-SP13 2470 8.00 5.50 6 0.40 7.50 13.00 8.30 0 (]
SD D32-1.0-R0.2-SP15 31.70 1.00 8.00 8 0.20 8.40 15.00 8.00 0 o
SD D32-1.5-R0.2-SP15 31.70 1.50 8.00 8 0.20 8.40 15.00 8.00 0 (]
SD D32-2.0-R0.2-SP11 31.70 2.00 10.00 8 0.20 7.20 11.00 6.75 0 o
SD D32-2.0-R0.2-SP15 31.70 2.00 8.00 8 0.20 8.40 15.00 8.00 0 (]
SD D32-2.5-R0.4-SP15 31.70 2.50 8.00 8 0.40 8.40 15.00 8.00 0 °
SD D32-3.0-R0.4-SP11 31.70 3.00 10.00 8 0.40 7.20 11.00 6.75 0 o
SD D32-3.0-R0.4-SP15 31.70 3.00 8.00 8 0.40 8.40 15.00 8.00 0 .
SD D32-3.5-R0.4-SP15 31.70 3.50 8.00 8 0.40 8.40 15.00 8.00 0 o
SD D32-4.0-R0.4-SP15 31.70 4.00 8.00 8 0.40 8.40 15.00 8.00 0 °
SD D32-4.0-R1.6-SP15 31.70 4.00 8.00 8 1.60 8.40 16.00 8.00 0 o
SD D32-4.5-R0.4-SP15 31.70 4.50 8.00 8 0.40 8.40 15.00 8.00 0 o
SD D32-5.0-R0.4-SP15 31.70 5.00 8.00 8 0.40 8.40 15.00 8.00 0 o
SD D32-5.0-R1.6-SP15 31.70 5.00 8.00 8 1.60 8.40 15.00 8.00 0 o
SD D32-5.5-R0.4-SP15 31.70 5.50 8.00 8 0.40 8.40 15.00 8.00 0 .
SD D32-6.0-R0.4-SP15 31.70 6.00 8.00 8 0.40 8.40 15.00 8.00 0 o
SD D32-6.0-R1.6-SP15 31.70 6.00 8.00 8 1.60 8.40 15.00 8.00 0 (]
SD D32-6.5-R0.4-SP15 31.70 6.50 8.00 8 0.40 8.40 15.00 8.00 0 o
SD D32-7.0-R0.4-SP15 31.25 7.00 7.75 8 0.40 8.40 15.00 8.00 0 (]
SD D32-7.0-R1.6-SP15 31.70 7.00 7.75 8 1.60 8.40 16.00 8.00 0 o
SD D32-7.5-R0.4-SP15 31.25 7.50 7.75 8 0.40 8.40 15.00 8.00 0 °

* For shanks, see pages 98-101

® For user guide, see page 73

) Maximum feed: 0.04 mm/tooth

@ Maximum feed: 0.1 mm/tooth

() Cutting depth maximum

@) Number of flutes

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

ISCAR




Continued

-SLOT

SD-SP
Interchangeable Solid Carbide
T-SLOT Milling Heads

Dimensions Tough «<— Hard

©)
=
>
o
Q
(T
Q)

Designation DC Ccw CDX® NOF® RE D1 DCONMS OAL CSP6

SD D32-8.0-R0.4-SP15 31.25 8.00 7.75 8 0.40 8.40 15.00 8.00
SD D32-8.0-R1.6-SP15 31.70 8.00 7.75 8 1.60 8.40 15.00 8.00
SD D32-8.5-R0.4-SP15 31.25 8.50 7.75 8 0.40 8.40 15.00 8.00
SD D40-1.0-R0.2SP11 () 39.70 1.00 14.00 10 0.20 7.20 11.00 6.70
SD D40-1.0-R0.2SP13 39.70 1.00 13.00 10 0.20 7.50 13.00 7.30
SD D40-1.5-R0.2SP13 39.70 1.50 13.00 10 0.20 7.50 13.00 7.30
SD D40-2.0-R0.2SP11 39.70 2.00 14.00 10 0.20 7.20 11.00 6.80
SD D40-2.0-R0.2SP13 39.70 2.00 13.00 10 0.20 7.50 13.00 7.30
SD D40-2.5-R0.4SP13 39.70 2.50 13.00 10 0.40 7.50 13.00 7.30
SD D40-3.0-R0.4SP11 39.70 3.00 14.00 10 0.40 7.20 11.00 6.80
SD D40-3.0-R0.4SP13 39.70 3.00 13.00 10 0.40 7.50 13.00 7.30
SD D40-3.5-R0.4SP13 39.70 3.50 13.00 10 0.40 7.50 13.00 7.30
SD D40-4.0-R0.4SP13 @ 39.70 4.00 13.00 10 0.40 7.50 13.00 7.30
SD D40-4.0-R0.4SP17 39.70 4.00 11.00 10 0.40 7.50 17.00 10.00
SD D40-5.0-R0.4SP13 39.70 5.00 13.00 10 0.40 7.50 13.00 7.30
SD D40-5.0-R0.4SP17 39.70 5.00 11.00 10 0.40 9.80 17.00 10.00
SD D40-6.0-R0.4SP17 39.70 6.00 11.00 10 0.40 9.80 17.00 10.00
SD D40-7.0-R0.4SP17 39.70 7.00 11.00 10 0.40 9.80 17.00 10.00
SD D40-8.0-R0.4SP17 39.70 8.00 11.00 10 0.40 9.80 17.00 10.00
SD D40-9.0-R0.4SP17 39.70 9.00 11.00 10 0.40 9.80 17.00 10.00
SD D40-10-R0.4SP17 39.70 10.00 11.00 10 0.40 9.80 17.00 10.00
SD D50-2.0-R0.4-SP19 49.70 2.00 15.00 12 0.40 9.80 19.00 14.00
SD D50-3.0-R0.4-SP19 49.70 3.00 15.00 12 0.40 9.80 19.00 14.00
SD D50-4.0-R0.4-SP19 49.70 4.00 15.00 12 0.40 9.80 19.00 14.00
SD D50-5.0-R0.4-SP19 49.70 5.00 15.00 12 0.40 9.80 19.00 14.00
SD D50-6.0-R0.4-SP19 49.70 6.00 15.00 12 0.40 9.80 19.00 14.00
SD D50-7.0-R0.4-SP19 49.70 7.00 15.00 12 0.40 9.80 19.00 14.00
SD D50-8.0-R0.4-SP19 49.70 8.00 15.00 12 0.40 9.80 19.00 14.00
SD D50-9.0-R0.4-SP19 49.70 9.00 15.00 12 0.40 9.80 19.00 14.00
SD D50-10-R0.4-SP19 49.70 10.00 15.00 12 0.40 9.80 19.00 14.00
SD D50-12-R0.4-SP19 49.70 12.00 15.00 12 0.40 9.80 19.00 14.00

e For shanks, see pages 98-101

e For user guide, see below

() Maximum feed: 0.04 mm/tooth

@) Maximum feed: 0.1 mm/tooth

() Cutting depth maximum

@) Number of flutes

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

Cutting Data for SD-SP Milling Heads

© 0 0000000000000 000000000000 000 0/CI8
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Feed for | Feed for | Feed for | Feed for | Feed for

c'ggs __ Workpiece Material Cutting| SP11 | SP13 | SP15 | SP17 | SP19
DIN/ ISCAR | Typical Representative Speed

ISO 513 mat. AISI/SAE/ Hardness Ve fz fz fz fz fz
Description | group* ASTM DIN W.-Nr. HB m/min | mm/tooth | mm/tooth | mm/tooth | mm/tooth | mm/tooth
non-alloy steel 1 1020 1.0402 130-180 |130-200| 0.06-0.12 | 0.06-0.12 | 0.07-0.15 | 0.07-0.15 | 0.07-0.15
low alloy steel 8 4340 1.6511 260-300 [120-170| 0.06-0.12 | 0.06-0.12 | 0.07-0.15 | 0.07-0.15 | 0.07-0.15
low alloy steel 9 Silel 15710 |HRC 35-40*| 80-120 | 0.02-0.06 | 0.02-0.06 | 0.03-0.12 | 0.04-0.12 | 0.04-0.13
high alloy steel 10 H13 1.2344 200-220 [100-140| 0.04-0.07 | 0.04-0.07 | 0.04-0.12 | 0.04-0.12 | 0.05-0.13
martensitic S.S.| 12 420 1.4021 200 100-140 | 0.03-0.06 | 0.03-0.06 | 0.04-0.12 | 0.04-0.12 | 0.04-0.13
austenitic S.S. 14 304L 1.4306 200 80-120 | 0.02-0.06 | 0.02-0.06 | 0.03-0.10 | 0.03-0.12 | 0.03-0.12
grey cast iron 16 class 40 ;)G%O;; 250 160-200 | 0.05-0.12 | 0.05-0.12 | 0.05-0.20 | 0.06-0.20 | 0.06-0.20

nodular class 0.7050

cast iron 17 65-45-12 (GGG50) 200 140-180| 0.05-0.11 | 0.05-0.11 | 0.05-0.18 | 0.06-0.18 | 0.06-0.20
high 34 inconel 718 24668 |HRC 36-40| 20-30 | 0.02-0.12 | 0.02-0.12 | 0.02-0.12 | 0.02-0.12 | 0.02-0.13
tem;’grya;”re 37 |AMS R56400 (ﬁg /125/) HRC 40-45| 35-45 | 0.02-0.06 | 0.02-0.06 | 0.02-0.12 | 0.02-0.12 | 0.02-0.13

* ISCAR material group in accordance with VDI 3323 standard
** Quenched and tempered
When machining in unstable conditions, the table values should be reduced by 20-30%.

Member IMC Group




= RE
O K SLOT @
Z SD-R-SP CDX
— Interchangeable Solid
> Carbide T-Slot Milling - Dconms DC @
O Heads with Full Radius '
cw 1 @
O OALL*
m Dimensions
0 .
Designation DC CcwW CDX cICT™ RE D1 DCONMS OAL CSP@ 3
D D32-03-R1.5-SP15 31.70 3.00 8.00 8 1.50 8.40 15.00 8.00 0 o
D D32-04-R2.0-SP15 31.70 4,00 8.00 8 2.00 8.40 15.00 8.00 0 o
D D32-05-R2.5-SP15 31.70 5.00 8.00 8 2.50 8.40 15.00 8.00 0 o
D D32-06-R3.0-SP15 31.70 6.00 8.00 8 3.00 8.40 15.00 8.00 0 o
® For shanks, see pages 98-101
* For user guide, see page 73
() Number of inserts (or edges for solid tool)
(2 0 - Without coolant supply, 1 - With coolant supply
T-GEAR =
SD-M-N-SP T
Interchangeable Solid Carbide
Heads for Involute Gear Do
Profile Milling According to l
DIN 3972 Basic Profile Il i
cwW < . OAL
Dimensions
8
Designation Module T range(" DC PDX cw CDX CEDC@ DCONMS D1 OAL CSPG@ 3
SD D32-M0.50-NO3-SP15 0.50 17-20 32.00 1.30 2.60 1.50 8 15.00 8.40 7.80 0 [}
SD D32-M0.50-NO8-SP15 0.50 >134 32.00 1.20 2.40 2.00 8 15.00 8.40 7.70 0 o
SD D32-M1.00-NO1-SP15 1.00 12-13 32.00 2.20 4.40 2.50 8 15.00 8.40 7.70 0 [}
SD D32-M1.00-NO2-SP15 1.00 14-16 32.00 2.20 4.40 2.50 8 15.00 8.40 7.70 0 o
SD D32-M1.25-NO3-SP15 1.25 17-20 32.00 2.20 4.40 3.00 8 15.00 8.40 7.70 0 o
SD D32-M1.25-NO4-SP15 1.25 21-25 32.00 2.20 4.40 3.00 8 15.00 8.40 7.70 0 o
SD D32-M1.50-NO5-SP15 1.50 26-34 32.00 2.20 4.40 3.50 8 15.00 8.40 7.70 0 o
SD D32-M1.50-NO6-SP15 1.50 35-54 32.00 2.20 4.40 3.50 8 15.00 8.40 7.70 0 o
SD D32-M1.75-NO6-SP15 1.75 35-54 32.00 2.70 5.40 4.25 8 15.00 8.40 7.70 0] o
SD D32-M1.75-NO7-SP15 1.75 55-134 32.00 2.70 5.40 4.25 8 15.00 8.40 7.70 0 o
SD D32-M1.75-NO8-SP15 1.75 >134 32.00 2.70 5.40 4.25 8 15.00 8.40 7.70 0 [
SD D32-M2.00-NO4-SP15 2.00 21-25 32.00 3.20 6.40 4.50 8 15.00 8.40 7.70 0 [}
SD D32-M2.00-NO5-SP15 2.00 26-34 32.00 3.20 6.40 4.50 8 15.00 8.40 7.70 0 o
SD D32-M2.00-NO6-SP15 2.00 35-54 32.00 3.20 6.40 4.50 8 15.00 8.40 7.70 0] o
SD D32-M2.25-N06-SP15 225 35-54 32.00 3.20 6.40 5.00 8 15.00 8.40 7.70 0 o
SD D32-M2.25-NO7-SP15 2.25 55-134 32.00 3.20 6.40 5.00 8 15.00 8.40 7.70 0 o
SD D32-M2.50-NO6-SP15 2.50 35-54 32.00 3.70 7.40 5.50 8 15.00 8.40 7.70 0 [

* Tightening torque 4 Nxm

® For user guide, see page 73

* For shanks, see pages 98-101

() Gear teeth range

(2 Number of cutting edges

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

ISCAR




SELFGrir
SGSF/A-MM-JHP
Grooving and Slitting Small
Diameter Cutters with

the MULTI-MASTER
Threaded Adaptor

©

%

&‘1 40
Bar Max

P

CW CDX CICT®") DCONMS THSZMS LF OAL DRVS®  CSPO Insert
SGSF 32-2-MMT08-3Z-JHP 32.00 2.00 9.00 3 11.70 T08 10.60 18.10 10.0 1 GSFN 2... ESG1.4-2*
32.00 3.00 9.00 4 11.70 T08 11.60 19.20 10.0 1 GSAN 3. ESG 1.4-2*
40.00 2.00 11.30 4 16.30 T10 10.60 21.90 13.0 1 GSFN 2. ESG1.4-2*
40.00 3.00 11.30 6 15.30 T10 11.40 22.70 13.0 1 GSAN 3... ESG1.4-2*

* For best performance use internal coolant with “CH” type shanks

() Number of inserts (or edges for solid tool)
@ Torque key size

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

* Optional, to be ordered separately
For inserts: GSAN ¢ GSFN ¢ GSFU

For holders, see pages: MM CAB (98) ¢ MM CAB-T-T (97) ® MM CAB-T-T-W (97) ® MM GRT (shanks) (92) ® MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93)
o MM S-A-BT (97) ® MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) MM S-A-SK (96) ® MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94)
* MM S-ER (95) ® MM S-ER-H (95) * MM TS-A (92) ¢ MM TS2-A (90)

TANGSLIT

TGSF-MM-JHP
Grooving and Slitting Small
Diameter Cutters

with MULTI-MASTER
Threaded Adaptor

%

N

CW CDX CICT" DCONMS THSZMS LF  OAL DRVS® RPMX® CSP® Insert
5000 200  14.00 5 19.00 T12 1070 2400 160 1600 1 TAG2  ETG2
TGSF 50-3-MMT12-5Z-JHP IR 5 19.00 T12 1160 2470 160 6300 1 TAG3  ETG 3-4-SH*

* For best performance use internal coolant with “CH” type shanks
e DC varies slightly due to different chip formers having different lengths
® For precision operations it is recommended to verify diameter offset before machining

() Number of inserts (or edges for solid tool)
@ Torque key size
3 Maximum RPM

4) 0 - Without coolant supply, 1 - With coolant supply

* Optional, to be ordered separately

For inserts: TAG N-A ¢ TAG N-C/W/M e TAG N-J/JS/JT e TAG N-MF
For holders, see pages: MM CAB-T-T (97) ® MM CAB-T-T-W (97) ¢ MM S-A (stepped shanks) (90) ¢ MM S-A (straight shanks) (93) « MM S-A-AV (90) ® MM S-A-BT (97)
e MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-SK (96) * MM S-B (85° conical shanks) (93) ¢ MM S-D (89° conical shanks) (94) ¢ MM S-ER (95) ® MM S-ER-H (95)

o MM TS-A (92) ® MM TS2-A (90)

MINI-TANGSLOT
ETS-LNO08-MM

Grooving and Slitting Cutters
with MULTI-MASTER
Threaded Adaptator

CWN-CWX
CDX

ve nee i
DCONMS  THSZMS
| | .

©

%

y

ETS D32/1.26-4-LN08-MMT10
ETS D40/1.57-4-LN08-MMT12

() Minimum cutting width
2 Maximum cutting width
() Cutting depth maximum
@ Number of flutes

) Torque key size

(6) 0 - Without coolant supply, 1 - With coolant supply
(M Use LNET 0826.. insert with SR 114-018-L3.40 screw
8 Use LNET 0828.. insert with SR 114-018-L.3.40 screw

For inserts: LNET 08

o MM TS2-A (90)
Spare Parts

ETS-LNO8-MM

DRVS l
~LF
e— OAL:

DC CWN®M  CWX@  CDX® NOF® ZEFP DCONMS THSZMS LF OAL DRVS®  CSP®

32.00 4000 4.50 @ 8.20 4 2 15.20 T10 13.00 24.30 13.0 1

40.00 4,000 4500 10.40 6 3 18.20 T12 13.00 26.30 16.0 1
For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ® MM S-A-AV (90) ¢ MM S-A-BT (97) ¢ MM S-A-C# (96) ® MM S-A-HSK (96)
e MM S-A-N (92) « MM S-A-SK (96) * MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ¢ MM S-ER (95) ¢ MM S-ER-H (95) ¢ MM TS-A (92)

SR 114-018-L3.40 1-6/5 T-6/3-L
-Hn C Group

©)
=
>
o
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(D HELISLOT «— OAL —»
LF -
97 | ETS-XNO6-MM @ @ @
== T-SLOT Endmills with a - — i
> MULTI-MASTER Threaded DC THSZMS DCONMS % Q @
O Connection, Mount XNMU q —
0603 Square Inserts JCDX p

O l.ow
C DC CICT)  ZEFP cwW CDX DCONMS THSZMS LF OAL DRVS®  CSP®
(D ETS D032-07-XN06-MMT10 31.70 4 4 7.00 7.70 15.30 T10 16.00 27.30 13.0 1

ETS D040-07-XN06-MMT12 39.80 4 4 7.00 10.00 18.30 T12 16.00 29.30 16.0 1

ETS D050-07-XN06-MMT15 49.80 6 6 7.00 12.50 23.90 T15 19.00 36.00 20.0 1

* For user guide, see below

() Number of inserts (or edges for solid tool)

@ Torque key size

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

For inserts: XNMU 06

For holders, see pages: MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ¢ MM S-A-AV (90) ® MM S-A-BT (97)
o MM S-A-N (92) » MM S-A-SK (96) * MM S-B (85° conical shanks) (93) ® MM S-D (89° conical shanks) (94) ® MM S-ER (95) e
o MM TS2-A (90)

MM S-A-C# (96) ® MM S-A-HSK (96)
MM S-ER-H (95) » MM TS-A (92)

Mounting an XNMU 0603... Insert on Slot Milling Cutters

Bottom Pocket

Top Pocket

The Symbol on the Insert and Tool Body Must Align

Symbol on
Tool Body

Starting Feed Per Tooth f; for HeliSlot 06 Slotting Mills with Inserts XNMU 06...

Workpiece Material Feed f, mm/tooth
ISO Class ISCAR Typical Representstive Grades
DIN/ISO Material Hardness,
513 Description Group** AISI/SAE/ASTM DIN W.-Nr. HB 1C808 1C830
non-alloy steel 1 1020 1.0044 130-180 0.10-0.20 0.10-0.20
alloy steel 8 4340 1.6582 260-300 0.08-0.12 0.08-0.12
alloy steel 9 4340 1.6582 HRC 35-42* 0.08-0.12 0.08-0.12
high alloy steel 10 H13 1.2344 200-220 0.08-0.12 0.08-0.12
martensitic s.s. 12 420 1.4021 200 0.08-0.12 0.08-0.12
austenitic s.s. 14 304L 1.4306 200 0.08-0.12 0.08-0.12
austenitic s.s. 14 316L 1.4404 140 0.08-0.12 0.08-0.12
grey cast iron 16 class 40 0.6025 (GG25) 250 0.10-0.20
nodular cast iron 17 class 65-45-12 0.7050 (GGG5BO) 200 0.08-0.15
hard steel and cast iron 38.1 H11 1.2343 HRC 45-49 0.06-0.12
38.2 P20 1.2330 HRC 50-55 0.05-0.10

* Quenched and tempered

Spare Parts

**ISCAR material group in accordance with VDI 3323 standard

S

7

ETS-XN06 MM

SR M2.5X6-T7-60

T-7/51

76

ISCAR
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MULTI-MASTER
MT-ISO-MM

Carbide Milling Heads with
a Threaded Connection for
Internal ISO Metric Thread

DIN13, 1SO 68-1,
1S0 965 (182)

Application: General engineering
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Dimensions
3

Designation TP MCoarse M Fine DC NOF®@ APMX LF THSZMS  CSP® / 3
MT10D7.5 0.51SO-MMTO05 0.500 = =>14 10.00 4 7.50 12.75 T05 0 MM KEY 6X4* o
MT 10D6 0.751SO-MMTO05 0.750 = =>12 10.00 4 6.00 12.75 T05 0 MM KEY 6X4* o
MT 10D6 1.01SO-MMTO05 1.000 = =>12 10.00 4 6.00 12.76 T05 0 MM KEY 6X4* o
MT 10D5 1.251SO-MMTO05 1.250 = =>14 10.00 4 5.00 12.75 T05 0 MM KEY 6X4* o
MT 10D6 1.51SO-MMTO05 1.500 = =>14 10.00 4 6.00 12.75 T05 0 MM KEY 6X4* o
MT 12D8 0.51SO-MMT06 0.500 o =>16 12.00 4 8.00 14.30 T06 0 MM KEY 8X5* o
MT 12E8 0.751SO-MMT06 0.750 = =>16 12.00 5 8.30 14.30 T06 0 MM KEY 8X5* o
MT 12E8 1.01SO-MMTO06 1.000 = =>16 12.00 5 8.00 14.30 T06 0 MM KEY 8X5* o
MT 12D8 1.251SO-MMT06 1.250 ° =>16 12.00 4 7.50 14.30 T06 0 MM KEY 8X5* °
MT 12D7 1.51SO-MMTO06 1.500 = =>16 12.00 4 7.60 14.30 T06 0 MM KEY 8X5* o
MT 12D7 1.751SO-MMTO06 1.750 = =>16 12.00 4 710 14.30 T06 0 MM KEY 8X5* °
MT12D8 2.0ISO-MMT06 2.000 M16 =>17 12.00 4 8.00 14.30 T06 0 MM KEY 8X5* o
MT 16F12 1.0ISO-MMTO08 1.000 = =>22 16.00 6 12.00 20.00 T08 0 MM KEY 10X7* o
MT 16F12 1.51SO-MMT08 1.500 = =20 16.00 6 12.00 20.00 T08 0 MM KEY 10X7* o
MT 16E12 2.0ISO-MMT08 2.000 ° =>19 16.00 5 12.00 20.00 T08 0 MM KEY 10X7* o
MT15.4E13 2.51SO-MMTO08 2.500 M20 =>22 15.40 5 12.70 20.00 T08 0 MM KEY 10X7* o
MT 16C12 3.01SO-MMTO08 3.000 M24 =>25 16.00 3 12.10 20.00 T08 0 MM KEY 10X7* o
MT20F14 2.01SO-MMTT10 2.000 - =>27 20.00 6 12.00 21.00 T10 0 MM KEY 13X8* .
MT20D12 3.0ISO-MMTT10 3.000 = =>27 20.00 4 12.20 21.00 T10 0 MM KEY 13X8* o
MT20D11 3.51SO-MMTT10 3.500 = =>30 20.00 4 10.60 21.00 T10 0 MM KEY 13X8* o

* Note: Description and dimensions relate to the new products with clamping flats

® For shanks, see pages 90-98

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12

¢ Do not apply lubricant to the threaded connection

() Thread pitch

2 Number of flutes

©3) 0 - Without coolant supply, 1 - With coolant supply

* Optional, to be ordered separately

cutting no. of cuttin . thread connection
MXIS:'II-'II-ER dia. flutes Iengthg D ipsr;;:file size
thread mill o
G (565°)

ISCAR




MULTI-ASTER o —
MT-UN-MM ﬂ PLs ANSIASMEB 1 |
Carbide Milling Heads with T I\Il " m
a Threaded Connection for bC ii|‘|| m\
Internal UN Thread Profile
l_*r APMX L ‘
- Application: General engineering

O
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Dimensions
S
TPIO UNC UNF UNEF DC NOF®@ APMX LF THSZMS  TP® CSP4) 3
0D V * 0 32.0 = - - 10.00 4 6.40 12.75 T05 0.794 0 o
0D6 28 *H ;' 5 28.0 - - 1/2 10.00 4 5.50 12.75 T05 0.907 0 °
0D6 24 ¥uﬁ- 24.0 - - 9/16-5/8 10.00 4 5.30 12.75 T05 1.058 0 [
0D6 20 *Hy’.' 20.0 - 1/2 - 10.00 4 5.10 12.75 T05 1.270 0 .
0D 8 * 05 18.0 - 9/16-5/8  11/8-15/8 10.00 4 5.60 12.75 T05 1.411 0 o
0D7 16 * 0 16.0 - 3/4 - 10.00 4 6.40 12.75 T05 1.588 0 .
D8 24 * 06 240 - - 5/8-11/16 12.00 4 7.40 14.30 T06 1.058 0 °
D8 20 *H' 6 20.0 - - 3/4 -1 12.00 4 7.70 14.30 T06 1.270 0 °
D8 18 ¥"' 6 18.0 - 5/8 =>111/16 12.00 4 7.10 14.30 T06 1.411 0 .
D8 16 * 06 16.0 - 3/4 - 12.00 4 8.00 14.30 T06 1.588 0 °
D8 14 ﬁh 06 14.0 - 7/8 - 12.00 4 7.30 14.30 T06 1.814 0 .
¥H' 8 18.0 - 5/8 =>111/16 16.00 5 11.30 20.00 T08 1.411 0 .
6 4 ¥u0 8 14.0 - 7/8 - 16.00 5) 12.70 20.00 T08 1.814 0 [
5 08 12.0 - 1-11/2 - 16.00 5 12.70 20.00 T08 2.117 0 °
» 0 08 10.0 3/4 - - 15.30 4 12.70 20.00 T08 2.540 0 .
6 9 08 9.0 7/8 - - 16.00 3 11.30 20.00 T08 2.822 0 °
6 8 08 8.0 1.0 - - 16.00 3 12,70 20.00 T08 3.175 0 .
20 0 12.0 - =>1 - 20.00 6 12.70 21.00 T10 2.117 0 °
20D13 8 ¥ 0 8.0 1 - 20.00 4 12.70 21.00 T10 3.175 0 °
MT20D MMTT10 7.0 - 11/8-11/4 - 20.00 4 10.90 21.00 T10 3.629 0 °

* Note: Description and dimensions relate to the new products with clamping flats e For shanks, see pages 90-98

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12 e Do not apply lubricant to the threaded connection
() Threads per inch

@ Number of flutes

@) Thread pitch

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

MULTI-MASTER

MT-W-MM

Carbide Miling Heads with
a Threaded Connection
for Internal and External
55° BSW Thread Profile

v THSZMS

Application: General engineering
fittings and pipe couplings

Dimensions
3
TPIC TDZ DC NOF@ APMX LF THSZMS TPO CSP) S
19.0 G1/4-3/8 10.00 4 5.30 12.75 T05 1.337 0 °
14.0 G1/2-7/8 16.00 4 12.70 20.00 T08 1.814 0 °
11.0 G=>1 16.00 4 11.50 20.00 T08 2.309 0 °
14.0 G3/4-7/8 20.00 6 12.70 21.00 T10 1.814 0 °
11.0 G=>1 20.00 6 11.50 21.00 T10 2.309 0 °
¢ Note: Description and dimensions relate to the new products with clamping flats ¢ For shanks, see pages 90-98
* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection ¢ B.S.84 Internal & External tolerance: Medium class
() Threads per inch
2 Number of flutes
®) Thread pitch
(4) 0 - Without coolant supply, 1 - With coolant supply
’ -
/ > =
Thread Size Key® Torque Wrench® Wrench® Tightening Torque (Nxcm)
T05 MM KEY 6x4 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 6-05 700
T06 MM KEY 8x5 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 8-06 1000
T08 MM KEY 10x7 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 10-08 1500
T10 MM KEY 13x8 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 13-10 2800

™ Order separately
Member IMC Group
.-- ]




MULTI-ASTER "

MM TRD-M

Interchangeable Solid Carbide
Milling Heads for 60° Partial
Profile Thread Milling
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) . Tough
Dimensions <> Hard

TPN_ TPX_ TPIN_ TPIX_ § §

Designation DC NOF( TPN@ TPX® DF24 DF2® TPIN® TPIX? DF2® DF2® RE CF PDX THSZMS TDZ(9 CSPi1| © &}
MM TRD16-M60-05P-3T06 REN N} 0.500 2.000 0.400 2.000 13.00 4800 1600 56.00 -0(2 0.05 1.40 T06 M20 0 o o
S GDEEE R B B DR 1570 3 1500 2000 1.000 1.500 1300 1600 1600 2800 005 - 140  T06 M22 0 . °
(1P PR CI R BV 0 2170 4 3000 4500 2500 4.000 6.00 900 700 1000 020 - 240 T08 M36 0 . °

e For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983)

® For shanks, see pages 90-98

e For clamping instructions, see pages 11-12

e Do not apply lubricant to the threaded connection

* DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g
¢ ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A
() Number of flutes

@ Thread pitch minimum (mm)-internal

@) Thread pitch maximum (mm)-internal

) Thread pitch minimum (mm)-external

) Thread pitch maximum (mm)-external

(6) Threads per inch minimum-internal

() Threads per inch maximum-internal

(8 Threads per inch minimum-external

) Threads per inch maximum-external

(10) Smallest possible thread

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

(12) Flat

Spare Parts

P -

MM TRD16-M60-05P-3T06 MM ECR 16-18* T-25/3"

MM TRD16-M60-15P-3T06 MM EGR 16-18* T-25/3*

MM TRD22-M60-30P-4T08 MM EGR 20-22* T-30/3 1
*  Optional, to be ordered separately

MULTI-WASTER
MM TRD-W

Interchangeable Solid Carbide
Milling Heads for 55° Partial
Profile Thread Milling

. . Tough

Dimensions < Hard

TPIN_  TPIX_ § §

Designation DC NOF RE PDX TPIN® TPIX® DF2¢ DF260 THSZMS  TDZ® Standard CSPO | © [*]
MM TRD22-W55-14P-4T08 AN/ 4 020 20 11.00 1400 1150  16.00 T08 G3/4 DINISO 228, B.S. 84 0 . .

* For shanks, see pages 90-98

e For clamping instructions, see pages 11-12

* Do not apply lubricant to the threaded connection
* B.S.84 Internal & External tolerance: Medium class
() Number of flutes

@ Threads per inch minimum-internal

®) Threads per inch maximum-internal

() Threads per inch minimum-external

) Threads per inch maximum-external

(6) Thread diameter size

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

Spare Parts

%

MM TRD-W T-30/3 L MM EGR 20-22*

* Optional, to be ordered separately

ISCAR




MULTI-MASTER
MM TRF 55°

Interchangeable Solid Carbide
Milling Heads for 55° Partial
Profile Thread Milling

Dimensions
=3
Designation DC NOF() TPIN® TPIX® RE PDX THSZMS TDZH QW) CSP© S
MM TRF12-W55-P11-5T05 11.94 5 11.00 14.00 0.23 1.15 T05 15.875 7.0 0 .
MM TRF12-W55-P19-5T05 11.94 5 19.00 28.00 0.11 0.75 T05 14.287 10.0 0 .
MM TRF16-W55-P8-5T06 15.94 5 8.00 14.00 0.23 1.55 T06 20.637 15.0 0 (]
MM TRF20-W55-P6-6T08 19.94 6 6.00 8.00 0.40 1.95 708 25.4 28.0 0 (]
e For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983)
* For shanks, see pages 90-98
* For clamping instructions, see pages 11-12
e Do not apply lubricant to the threaded connection
() Number of flutes
(2 Threads per inch minimum
@) Threads per inch maximum
4) Smallest possible thread
) Tightening torque
(6) 0 - Without coolant supply, 1 - With coolant supply
Thread Size Tightening Torque (Nxcm)
T05 700
T06 1000
T08 1500
T10 2800

() Order separately

Spare Parts

s

MM TRF12-W55-P11-5T05 BIT SOCKET T20 3/8" DRIVE*
BIT SOCKET T20 3/8" DRIVE*
BIT SOCKET T25 3/8" DRIVE*
BIT SOCKET T40 3/8" DRIVE*

MM TRF12-W55-P19-5T05

MM TRF16-W55-P8-5T06

MM TRF20-W55-P6-6T08
* Optional, to be ordered separately

Member IMC Group
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MULTI-miASTER

MM TRF 60°
Interchangeable Solid Carbide
Milling Heads for 60° Partial
Profile Thread Milling
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Dimensions

S
Designation DC NOF() TPN@ TPX® TPN_DF2¢® TPX_DF2¢) TPIN® TPIX™ TPIN_DF2® TPIX_DF2® CF PDX THSZMS TDZ(® TQ CSP() 3
(1R S PYCIR DGR ) 1194 5 0500 0800 0400 0.800  28.00 56.00 32.00 6400 005 055  T05 Mi4 7.0 0 |e
MM TRF12A60-P175-5T05 [RRKZ T, W00 0N I:i0] 0.800 1.500 1400 28.00 16.00 32.00 0.11 0.96 T05 Mi4 7.0 0 [
("R S PY GO PR Y 1194 5 2000 2500  1.750 2.000 1000 13.00 11.00 1500 022 1.21 T05 Mi6 7.0 0 |e
R GG DGR O] 1594 5 0500 0800  0.400 0.800  28.00 56.00 32.00 6400 005 055  T06 M8 100 0 |e
WL RIGIR T COE A VAR ) 15694 5 1.000 1.750 0.800 1.500 14,00 28.00 16.00 32.00 0.10 1.00 T06 M18  10.0 0 o
LR A GG R O 1594 5 2000 3.000  1.750 2500 800 13.00 10.00 1500 022 1.4 T06 M20 100 0 |e
("1 G D GOEPLD G o)) 1994 6 1.000 2000  0.800 1750  13.00 28.00 15.00 3200 011 095  TO8 M24 100 0 |e
MM TRF20A60-P300-6T0S [REKZ R R0 o RcX00o] 1.750 2.500 8.00 13.00 10.00 15.00 022 1.4 T08 M24  15.0 0 o
("R P GOEZ D o)) 1994 6 3000 4.000 2500 3500 600 9.00 7.00 1000 031 1.8  T08 M25 150 0 |e
L L GG R R0l 2770 5 5000 6.000 4500 5000 400 500 5.00 6.00 057 249  T10 M3 280 0 |e
LR PTG D R0l 2770 6 3000 5000 2500 4500 600 800 6.00 1000 034 247  T10 M33 280 0 |e

For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983)
For shanks, see pages 90-98

For clamping instructions, see pages 11-12

Do not apply lubricant to the threaded connection
() Number of flutes

@ Thread pitch minimum (mm)-internal

©) Thread pitch maximum (mm)-internal

@) Thread pitch minimum (mm)-external

) Thread pitch maximum (mm)-external

(6) Threads per inch minimum-internal

(™ Threads per inch maximum-internal

8 Threads per inch minimum-external

) Threads per inch maximum-external

(10 Smallest possible thread

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

Spare Parts

#

MM TRF12A60-P080-5T05 BIT SOCKET T20 3/8" DRIVE*
MM TRF12A60-P175-5T05 BIT SOCKET T20 3/8" DRIVE®
MM TRF12A60-P250-5T05 BIT SOCKET T20 3/8" DRIVE*
MM TRF16A60-P080-5T06 BIT SOCKET T20 3/8" DRIVE*
MM TRF16A60-P175-5T06 BIT SOCKET T25 3/8" DRIVE*
MM TRF16A60-P300-5T06 BIT SOCKET T25 3/8" DRIVE®
MM TRF20A60-P200-6T08 BIT SOCKET T40 3/8" DRIVE*
MM TRF20A60-P300-6T08 BIT SOCKET T40 3/8" DRIVE®
MM TRF20A60-P400-6T08 BIT SOCKET T40 3/8" DRIVE®
MM TRF28A60-P600-5T10 BIT SOCKET T40 3/8" DRIVE*
MM TRF28A60-P500-6T10 BIT SOCKET T40 3/8" DRIVE*
*  Optional, to be ordered separately

ISCAR




SOLIDTHiREAD | BE

THET
SD TRD-M-SP p— %ﬁ
Interchangeable Solid {i7s 4
Carbide Heads for 60° Partial J

DC i DCONMS j
Profile Thread Miling ﬁ) o )
POX| || Fonx =
OAL L¢ E
Dimensions <DE
= W
Designation DC DIOUT®M  THFT@ TPN® TPX4 TPIN® TPIX® PDX RE DI CDX OAL ZEFPM DCONMS CSP®| & I
SD TRD32-M60-6P-SP15 il 36.00 VP60 4000 6.000 400 600 370 030 840 470 7.70 8 15.00 0 o
SD TRD40-M60-8P-SP17 i) 64.00 VP60 6.000 8000 300 400 450 040 980 620 950 10 17.00 0 o |_
® For shanks, see pages 98-101
e DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 69
e ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A
() Minimum diameter for external threading
2 VPE0=60° partial thread form
@) Thread pitch minimum (mm)
@) Thread pitch maximum (mm)
(8) Threads per inch minimum
(6) Threads per inch maximum
(™ Num. of cutting edges
(8 0 - Without coolant supply, 1 - With coolant supply
SOLIDTHREAD RE
SD TRD-W-SP oA
Interchangeable Solid i C)
Carbide Heads for 55° Partial y ) S N
Profile Thread Miling ‘) @4
> PDX
- OAL”] L¢
Dimensions
S
Designation DC DIOUT® THFT@ THFT_2 TPIN® TPIX®  PDX D1 CDX OAL ZEFP® RE DCONMS  CSP® S
EDRGDEPAVLLTE g AR 3170 3500 VPS5  WH55  4.00 6.00 3.70 8.40 470 7.70 8 0.50 15.00 0 (]
SD TRD40-W55-3T-SP17 [ENOREIA) VP55 WH55 3.00 4.00 4.50 9.80 6.20 9.50 10 0.80 17.00 0 [}

* For shanks, see pages 98-101

e B.S.84 Internal & External tolerance: Medium class
() Minimum diameter for external threading

(2) VP55=55° partial thread forms

@) Threads per inch minimum

4 Threads per inch maximum

6) Num. of cutting edges

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

Member IMC Group
o=
L 4 11 ]




WL MAEAL DRVS THSZMS
MTE-MM r%‘, —

P—
X
Indexable Threading Endmills e = § DCCT)NMS %

with a MULTI-MASTER L N

Shank Connection
= APMX->
le— LF—»
le—— OAL
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MTE D9.9-1-MMTO05-12 9.90 12.00 1 16.20 T05 7.70 32.30 5.5 1.2 0 0.01
MTE D13.7-1-MMTO06-14 13.70 14.00 1 17.00 T06 9.60 23.30 8.0 1.2 1 0.03
MTE D15.8-1-MMT08-14 15.80 14.00 1 17.00 T08 11.70 24.50 10.0 1.2 1 0.02
MTE D20/D0.79-2-MMT10-14 20.00 14.00 2 18.00 T10 15.30 29.30 13.0 1.2 1 0.03
MTE D20/D0.79-3-MMT10-14 20.00 14.00 3 24.00 T10 16.30 36.30 13.0 1.2 1 0.02
MTE D21/D0.82-1-MMT10-21 21.00 21.00 1 25.00 T10 16.30 36.30 13.0 4.8 1 0.12
MTE D30.4/D1.2-2-MMT15-21 30.40 21.00 2 25.00 T15 2390 42.00 20.0 48 1 0.13
MTE D30.4/D1.2-3-MMT15-21 30.40 21.00 3 34.00 T15 23.90 51.00 20.0 4.8 1 0.10
MTE D27-1-MMT12-30 27.00 30.00 1 38.20 T12 18.30 52.00 16.0 9.0 1 0.06

* Tool cutting diameter should not exceed 2/3 of thread bore diameter

() Number of inserts (or edges for solid tool)

@ Torque key size

) Recommended clamping torque

(4) 0 - Without coolant supply, 1 - With coolant supply

For inserts: MT LNH#-ACME (Internal) ® MT LNH#-ISO (Internal) © MT LNH#-NPS  MT LNH#-NPSF e MT LNH#-UN (Internal) ® MT LNH#-W e MT LNHT-ABUT

o MT LNHT-BSPT e MT LNHT-NPT e MT LNHT-NPTF « MT LNHU-ISO (External) ® MT LNHU-NPSM (Int.&Ext.) ® MT LNHU-PG ¢ MT LNHU-UN (External)

o MT LNHU-UNJ (External) ¢ MT LNHU-UNJ (Internal)

For holders, see pages: MM CAB (98) ® MM GRT (shanks) (92) ¢ MM S-A (stepped shanks) (90) ® MM S-A (straight shanks) (93) ®« MM S-A-AV (90) ®« MM S-A-BT (97)
o MM S-A-C# (96) ® MM S-A-HSK (96) ® MM S-A-N (92) » MM S-A-SK (96) » MM S-B (85° conical shanks) (93) * MM S-D (89° conical shanks) (94) * MM S-ER (95)
e MM S-ER-H (95) ® MM TS-A (92) « MM TS2-A (90)

Spare Parts

$ / / S

MTE D9.9-1-MMTO05-12 SR M2.5-T8-MT BLD T08/M7 SW4-SD MM KEY 6X4*
MTE D13.7-1-MMTO06-14 SR M2.6-L6.7-S11 BLD T08/M7 SW4-SD MM KEY 8X5*
MTE D15.8-1-MMT08-14 SR M2.6-L6.7-S11 BLD T08/M7 SW4-SD MM KEY 10X7*
MTE D20/D0.79-2-MMT10-14 SR M2.6-L6.7-S11 BLD T08/M7 SW4-SD MM KEY 13X8*
MTE D20/D0.79-3-MMT10-14 SR M2.6-L6.7-S11 BLD T08/M7 SW4-SD MM KEY 13X8*
MTE D21/D0.82-1-MMT10-21 SR M4-IP15-MT BLD IP15/S7 SW6-SD MM KEY 13X8*
MTE D30.4/D1.2-2-MMT15-21 SR M4-IP15-MT BLD IP15/87 SW6-SD MM KEY 20*

MTE D30.4/D1.2-3-MMT15-21 SR M4-IP15-MT BLD IP15/87 SW6-SD MM KEY 20*

MTE D27-1-MMT12-30 SR M5-IP25-MT-S BLD IP25/57 SW6-T MM KEY 16X9°

* Optional, to be ordered separately

ISCAR




MULTI-MASTER BLANKS

MULTI-MASTER BLANKS



@p MULTI-MASTER

N MM TC-G

Z Interchangeable Cemented

5 Carbide Blank Heads

M

% Dimensions

|_

) o

< Designation DC cwW LF OAL DCONMS DRVS( THSZMS o

E MM TC138N-19-G-T05 13.80 1.90 2.50 9.60 7.60 20.0 T05 °

7 MM TC138N-23-G-T05 13.80 2.30 2.90 10.00 7.60 20.0 T05 .

— MM TC138N-28-G-T05 13.80 2.80 3.40 10.50 7.60 20.0 T05 o

I— MM TC138N-35-G-T05 13.80 3.50 410 11.20 7.60 20.0 T05 °

— MM TC138N-43-G-T05 13.80 430 4.90 12.00 7.60 20.0 05 .

D MM TC171N-19-G-T06 17.10 1.90 2.75 9.40 9.25 25.0 T06 o

E MM TC171N-23-G-T06 1710 2.30 3.15 9.80 9.25 25.0 T06 °
MM TC171N-33-G-T06 17.10 3.30 415 10.80 9.25 25,0 T06 .
MM TC171N-43-G-T06 17.10 4.30 5.15 11.80 9.25 25.0 T06 o
MM TC171N-50-G-T06 17.10 5.00 5.85 12,50 9.25 25,0 T06 °
MM TC234N-27-G-T08 23.40 2.70 3.30 11.25 12.00 40.0 08 .
MM TC234N-42-G-T08 23.40 420 4.80 12.75 12.00 40.0 T08 o
MM TC234N-53-G-T08 23.40 5.30 5.90 13.85 12.00 40.0 T08 .
MM TC234N-66-G-T08 23.40 6.60 7.20 15.75 12.00 40.0 08 .
MM TC234N-82-G-T08 23.40 8.20 8.80 17.35 12.00 40.0 T08 o
MM TC234N-99-G-T08 23.40 9.90 10.50 18.45 12.00 40.0 T08 )
MM TC286N-28-G-T10 28.60 2.80 3.65 15.40 15.30 40.0 T10 .
MM TC286N-36-G-T10 28.60 3.60 4.45 16.20 15.30 40.0 T10 o
MM TC286N-46-G-T10 28,60 4,60 5.45 17.20 15.30 40.0 T10 .
MM TC286N-56-G-T10 28.60 5.60 6.45 18.20 15.30 40.0 T10 .
MM TC286N-66-G-T10 28.60 6.60 7.45 19.20 15.30 40.0 T10 o
MM TC286N-83-G-T10 28,60 8.30 9.15 20.90 15.30 40.0 T10 .
MM TC286N-93-G-T10 28.60 9.30 10.15 21.90 15.30 40.0 T10 .
MM TC286N-103-G-T10 28.60 10.30 11.15 22.90 15.30 40.0 T10 o
MM TC356N-60-G-T12 35.60 6.00 6.55 20.35 18.30 50.0 T2 .
MM TC356N-100-G-T12 35.60 10.00 10.55 24.35 18.30 50.0 T2 .
MM TC356N-120-G-T12 35.60 12.00 12.55 26.35 18.30 50.0 T12 °
MM TC356N-160-G-T12 35.60 16.00 16.55 30.35 18.30 50.0 T12 °

e For shanks, see pages 90-98

e For tightening torques and clamping instructions, see pages 11-12
¢ Do not apply lubricant to the threaded connection

) Torque key size
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MULTI-ASTER

MM ESR BLANKS
Interchangeable Solid
Carbide Blank Heads

Fig. 1 THSZMS Fig. 2 THSZMS

L i
L—LF—»‘ U=

le— LF —d

Dimensions Tough «<— Hard

Designation DC LF THSZMS LH DN Fig.
MM ESR-G 080-10 T05 8.00 10.35 T05 - -

MM ESR-G 080-15 T05 8.00 15.40 T05

MM ESR-G.375-.56T06 9.53 13.35 T06

MM ESR-G.375-.75T06 9.53 19.40 T06

MM ESR-G 100-13 TO5 10.00 13.35 T05

MM ESR-G 100-13 T06 10.00 13.35 T06

MM ESR-G 100-19 T06 10.00 19.45 T06

MM ESR-G 120-17 T06 12.00 17.056 T06

MM ESR-G 120-17 T08 12.00 17.05 T08

MM ESR-G 120-23 T08 12.00 23.40 T08

MM ESR-G.500-.67T06 12.70 17.09 T06

MM ESR-G.500-.67T08 12.70 17.09 T08

MM ESR-G.500-.91T08 12.70 2345 T08

MM ESR-G.625-.83 T10 15.88 20.90 T10

MM ESR-G 160-21 T08 16.00 20.90 T08

MM ESR-G 160-21 T10 16.00 20.90 T10

MM ESR-G 160-28 T08 16.00 28.45 T08

MM ESR-G 160-28 T10 16.00 28.45 T10 - -
MM ESR-G.750-1.02T12 19.06 26.05 T12 17.0 18.45
MM ESR-G 200-26 T12 20.00 28.10 T12 16.6 18.45
MM ESR-G 200-34 T12 20.00 34.50 Ti2 - -
MM ESR-G 222-295 T12 22.00 29.50 T12 17.9 18.45
MM ESR-G 222-295 T10 2222 29.50 T10 17.9 18.45
MM ESR-G 250-25 T15 25.00 25.60 T15 - -
MM ESR-G 250-37 T12 25.00 37.60 T12

MM ESR-G 250-37 T15 25.00 37.60 T15 - -
MM ESR-G 320-55-T21 NECK 32.00 55.80 T21 39.5 30.00

® (IC03
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=
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=

® © 0 06 0 0 0 00 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 o0 o|CO8
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MULTI-ASTER

MM ESR-1.5D BLANKS
Interchangeable Solid
Carbide Blank Heads

Designation

MM ESR-G 080-18.0 T05 08
MM ESR-G.375-.87T06

MM ESR-G 100-22.0 T06
MM ESR-G 120-27.0 T08 08
MM ESR-G.500-1.06T08
MM ESR-G 160-33.5 T10
MM ESR-G.750-1.61T12
MM ESR-G 200-41.0 T12
MM ESR-G 250-52.5 T15
MM ESR-G1.00-2.07T15

ISCAR

THSZMS

Dimensions

=

DC LF THSZMS [}
8.00 18.40 T05 o
9.53 22.40 T06 .
10.00 22.40 T06 °
12.00 27.45 T08 .
12.70 27.45 T08 .
16.00 34.00 T10 o
19.05 4150 T12 .
20.00 41,50 T12 .
25.00 53.00 T15 o
25.40 53.00 T15 .
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(p) MULTI-RASTER onL
L4 MM S-A-AV LEX
Z Anti-Vibration Cylindrical LB
Shanks Mount Interchangeable I T
<E Miling Heads DCONMS vn,,"v“ B;D
¥
C% THSZWS
s THSZWS OAL LBX LB DCONMS BD Csp)
M S-A-L175/120-C20-T12AV T12 175.00 120.00 118.80 20.00 19.70 0
LIJ S-A-L200/145-C20-T12AV T12 200.00 145,00 143.80 20.00 19.70 0
|— M S-A-L210/150-C25-T15AV T15 210.00 150.00 148.60 25.00 24.60 0
CD S-A-L250/190-C25-T15AV T15 250.00 190.00 188.60 25.00 24.60 0
¢ Do not apply lubricant to the threaded connection
% () 0 - Without coolant supply, 1 - With coolant supply
I y 7 y | L .}
|: MULTI-miASTER
MM TS2-A Detail B THSZWS DCONMS LISZWE r
—I Double-Sided Cylindrical Shanks BD
:) for Interchangeable Heads L N
2 503 OAL |
mews  ocows B> A s o M@
MM TS2-A-L050-C06-T04-CH T04 6.00 5.80 50.00 S 1 0.03
MM TS2-A-L050-C08-T05-CH T05 8.00 7.60 50.00 S 1 0.02
MM TS2-A-L060-C10-T06-CH T06 10.00 9.60 60.00 S 1 0.04
MM TS2-A-L070-C12-T08-CH T08 12.00 11.60 70.00 S 1 0.06
MM TS2-A-L080-C16-T10-CH T10 16.00 156.30 80.00 S 1 0.00
MM TS2-A-L090-C20-T12-CH T12 20.00 18.30 90.00 S 1 0.18
e Do not apply lubricant to the threaded connection
() 0 - Without coolant supply, 1 - With coolant supply

MULTI-mASTER () MMS-AL.H

MM S-A (stepped shanks) I ; %@
_ 7%} 77777 DC?NMS N

I C-Cylindrical
.

SAFE-ADCK®
byHAIMER.

Stepped Cylindrical Shanks
Mount Interchangeable <

Milling Heads ‘“

THSZWS DCONMS ~ BD LB LBX  OAL  Shank? Shankm.® CSP®  Fig. RPMX® ﬁ

MM S-A-L050-C08-T04 T04 8.00 5.80 9.90 14.0 50.00 C S 0 = 60000 0.03
MM S-A-L060/20-C08-T04-C T04 8.00 5.80 16.90 20.0 60.00 C C 0 60000 0.03
MM S-A-L060-C08-T05 T05 8.00 7.60 12.50 156.0 60.00 C S 0 60000 0.05
MM S-A-L065/24-SL08T05C T05 8.00 7.60 24.00 25.6 65.00 SL C 0 60000 0.04
MM S-A-L070-C08-T05-C T05 8.00 7.60 18.60 20.0 70.00 C C 0 60000 0.04
MM S-A-L070-C08-T05-W T05 8.00 7.60 18.90 20.0 70.00 C W 0 60000 0.06
MM S-A-L090-C08-T05-C T05 8.00 7.60 38.60 40.0 90.00 C C 0 50160 0.06
MM S-A-L090-C08-T05-W T05 8.00 7.60 38.60 40.0 90.00 C W 0 36090 0.07
MM S-A-L110-C08-T05-C T05 8.00 7.60 57.90 60.0 110.00 C C 0 30600 0.07
MM S-A-L110-C08-T05-W T05 8.00 7.60 58.90 60.0 110.00 C W 0 21060 0.09
MM S-A-L070-C10-T06-C T06 10.00 9.60 18.50 20.0 70.00 C C 0 = 54900 0.08
MM S-A-L070-C10-T06-W-H T06 10.00 9.60 18.90 20.0 70.00 C W 1 1 60000 0.08
MM S-A-L075-C10-T06 T06 10.00 9.60 17.70 20.0 75.00 C S 0 = 60000 0.05
MM S-A-L075-C10-T06-H T06 10.00 9.60 19.40 20.0 75.00 C S 1 1 53940 0.04
MM S-A-L075/12-C10-T06-CH T06 10.00 9.60 10.60 12.0 75.00 C S 1 2 53940 0.04
MM S-A-L075/30-SL10T06C T06 10.00 9.60 30.00 31.7 75.00 SL C 0 53940 0.00
MM S-A-L090-C10-T06-C T06 10.00 9.60 38.60 40.0 90.00 C C 0 = 55170 0.06
MM S-A-L090/040C10T06C-H T06 10.00 9.60 38.60 40.0 90.00 C C 1 1 60000 0.08
MM S-A-L090-C10-T06-W T06 10.00 9.60 17.20 20.0 90.00 C w 0 = 41670 0.12
MM S-A-L090-C10-T06-W-H T06 10.00 9.60 39.00 40.0 90.00 C W 1 1 40860 0.10
MM S-A-L110-C10-T06-C T06 10.00 9.60 57.90 60.0 110.00 C C 0 - 34530 0.1
MM S-A-L110-C10-T06-W-H T06 10.00 9.60 59.00 60.0 110.00 C W 1 1 24840 0.12
MM S-A-L150-C10-T06-C T06 10.00 9.60 98.50 100.0 150.00 C C 0 = 16620 0.16
MM S-A-L070-C12-T08-C T08 12.00 11.60 17.90 20.0 70.00 C C 0 = 60000 0.10
MM S-A-L070-C12-T08-W-H T08 12.00 11.60 18.70 20.0 70.00 C w 1 1 60000 0.1
MM S-A-L085/36-C12T08C T08 12.00 11.60 36.00 37.7 85.00 C C 0 = 60000 0.13
MM S-A-L090/14-C12-T08-CH T08 12.00 11.60 13.00 14.0 90.00 C S 1 2 43000 0.08
MM S-A-L090-C12-T08 T08 12.00 11.60 13.30 16.0 90.00 C S 0 = 43000 0.10

* Do not apply lubricant to the threaded connection

) With Safe-Lock® (by Haimer) pull-out prevention helical grooves

(2) C-Cylindrical, W-Weldon, SL-Safe-Lock® by Haimer, helical grooves that prevent pull-out (available upon request)

() S-steel, C-carbide, W-tungsten

4) 0 - Without coolant supply, 1 - With coolant supply

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

ISCAR




Continued
MULTI-ASTER (*) MM S-A-L.-H @p)
MM S-A (stepped shanks S .
Stepped éylingr'i;‘cal Shanks ) i % = /:I G-yt x
Mount Interchangeable ,./ DC?NMS - Z
Miling Heads \# (HmmsaL.on QY susweroo <
Designation THSZWS DCONMS  BD LB LBX OAL Shank®@ Shankm.®) CSP® Fig. RPMX®) & m
MM S-A-L070/020C12T08C-CH [IIRIG 1200 1160 1800 200  70.00 B e 1 2 43050 0.08 LL]
MM S-A-L090-C12-T08-C T08 1200 1160 3900 400 9000 ® B 0 - 43050 0.12 —
MM S-A-L090-C12-T08-H T08 1200 1160 3870 400  90.00 B s 1 1 41040 0.08 dp)
MM S-A-L090-C12-T08-W-H T08 1200 1160 3870 400 9000 g w 1 1 49800 0.15
MM S-A-L090/040C12T08C-CH [RI(:) 1200 1160 3800 400  90.00 B B 1 2 49800 0.11 <
MM S-A-L090/42-C12-T08-CH T08 1200 1160 4100 420 9000 g s 1 2 41010 0.07 E
MM S-A-L110-C12-TO8-W 108 1200 1160 1700 200 11000 B w 0 - 31350 0.20 |
MM S-A-L110-C12-T08-C T08 1200 1160 5700 600  110.00 ® ® 0 - 41040 0.16 —_—
MM S-A-L110-C12-T08-W-H T08 1200 1160 5870 600 110,00 € w 1 1 30210 0.18 o
MM S-A-L110/060C12T08C-CH (RIS 1200 1160 5800 600  110.00 g ® 1 2 30210 0.12 —
MM S-A-L130-C12-T08-C T8 1200 1160 7860 800 13000 G c 0 - 21960 019 D)
MM S-A-L130-C12-T08-W-H 108 1200 1160 7870 800 130,00 g w 1 1 20100 021
MM S-A-L130/080C12T08C-CH [ 1200 1160 7800 800 13000 B B 1 2 20100 0.17 E
MM S-A-L070-C16-T10-W-H T10 1600 1530 1820 200  70.00 ® w 1 1 60000 0.00
MM S-A-L090-C16-T10-C T10 1600 1580 3800 400 9000 € © 0 - 60000 021
MM S-A-L090-C16-T10-W-H T10 1600 1530 3820 400 9000 g w 1 1 57510 0.27
MM S-A-L090/040C16T10C-CH [BRREL 1600 1580 3800 400  90.00 B B 1 2 57510 0.17
MM S-A-L100-C16-T10 T10 1600 1580 1710 200  100.00 © s 0 - 39000 0.15
MM S-A-L100-C16-T10-H T10 1600 1530 4800 500 10000 B s 1 1 37140 0.13
MM S-A-L100/20-C16-T10-CH T10 1600 1530 1800 200  100.00 ® s 1 2 37140 0.12
MM S-A-L100/42-C16-T10-CH T10 1600 1580 4020 420  100.00 € s 1 2 38040 0.14
MM S-A-L100/48-C16T10C ) T10 1600 1580 4800 503  100.00 ® ® 0 - 38040 0.06
MM S-A-L110-C16-T10-C T10 1600 1530 5820 600 11000 B B 0 - 47010 027
MM S-A-L110-C16-T10-W-H T10 1600 1530 5820 600  110.00 © w 1 1 36030 033
MM S-A-L110/060C16T10C-H T10 1600 1530 5810 600 11000 B B 1 1 60000 0.24
MM S-A-L110/060C16T10C-CH (IR 1600 1530 5800 600  110.00 ® ® 1 2 36030 0.28
MM S-A-L130-C16-T10-C T10 1600 1580 7740 800 130,00 € © 0 2 33510 032
MM S-A-L130-C16-T10-W-H T10 1600 1580 7820 800  130.00 Q w 1 1 24450 0.41
MM S-A-L130/080C16T10C-CH [BRREI! 1600 1530 7800 800 13000 B B 1 2 24450 032
MM S-A-L150-C16-T10-C T10 1600 1580 9740 1000  150.00 g ® 0 - 24660 037
MM S-A-L150-C16-T10-W-H T10 1600 1530 9820 1000  150.00 B w 1 1 17610 0.45
MM S-A-L090-C20-T12-C T12 2000 1830 3720 400 9000 ® c 0 - 60000 027
MM S-A-L090-C20-T12-W-H T12 2000 1830 3690 400 9000 B w 1 1 60000 0.41
MM S-A-L090/040C20T12C-CH [IRIE: 2000 1830 8720 400 9000 @ ® 1 2 60000 030
MM S-A-L110/50-SL20T12C Ti2 2000 1830 5000 533  110.00 s © 0 - 60000 0.41
MM S-A-L120-C20-T12 T2 2000 1830 2030 250 12000 g s 0 - 36000 0.27
MM S-A-L120-C20-T12-H T12 2000 1830 6670 700 12000 B s 1 1 32160 025
MM S-A-L120/25-C20-T12-CH T12 2000 1830 2220 250 12000 ® s 1 2 32160 0.12
MM S-A-L120/48-C20-T12-CH T12 2000 1830 4520 480 12000 B s 1 2 32160 0.20
MM S-A-L130-C20-T12-C T12 2000 1830 7720 800 13000 ® ® 0 - 42360 047
MM S-A-L130-C20-T12-W-H Ti2 2000 1830 7690 800  130.00 € w 1 1 31650 059
MM S-A-L130/080C20T12C-CH [IRIE 2000 1830 7720 800  130.00 g ® 1 2 42360 0.4
MM S-A-L170-C20-T12-C T12 2000 1830 9720 1000 17000 B B 0 - 25170 063
MM S-A-L200-C20-T12-C T12 2000 1830 11650 1200  200.00 ® € 0 - 17790 076
MM S-A-L200-C20-T12-W-H T12 2000 1830 11690 1200  200.00 B w 1 1 12540 092
MM S-A-L200/120C20T12C-CH [IRIE: 2000 1830 11720 1200 20000 ® B 1 2 17790 0.74
MM S-A-L120-C25-T15-C Ti5 2500 2390 5750 600 12000 € © 0 - 49400 0.64
MM S-A-L120-C25-T15-W-H Ti5 2500 2390 5800 600 12000 g w 1 1 44700 0.89
MM S-A-L125/63-C25T15C (1) T5 25,00 24,00 63.00 65.8 125.00 C © 0 - 41700 0.75
MM S-A-L135-C25-T15 T15 2500 2390 3300 350 13500 g s 0 - 28290 047
MM S-A-L135/35-C25-T15-CH Ti5 2500 2390 3300 350 13500 B s 1 2 28230 0.42
MM S-A-L135/50-C25-T15-CH T15 2500 2390 4770 500 13500 ® s 1 2 28230 0.40
MM S-A-L170-C25-T15-C Ti5 2500 2390 9800 1000  170.00 € © 0 27360 096
MM S-A-L175-C25-T15 Ti5 2500 2390 6270 650 17500 ® s 0 16890 0.10
MM S-A-L250-C25-T15-C Ti5 2500 2390 14800 1500 25000 B B 0 - 12690 145
MM S-A-L100-W32-T21-CH 721 3200 3000 : . 100.00 w s 1 2 12690 051
MM S-A-L100/32-C32-T21 T21 3200 3000 3200 353 10000 B s 0 - 12690 056
MM S-A-L130/60-C32-T21-C 721 3200 3000 6000 633 13000 ® ® 0 12690 122
MM S-A-L135/64-C32T21C 721 3200 3000 6400 675 13500 € © 0 12690 102
MM S-A-L150/50-C32-T21 721 3200 3000 5000 535  150.00 ® s 0 - 12690 0.86
MM S-A-L150/50-C32-T21-CH 721 3200 3000 5000 533  150.00 B s 1 2 12690 0.80
MM S-A-L170/100-C32-T21-C 21 3200 3000 10000 1035  170.00 g ® 0 - 12690 122
MM S-A-L170/100C32T21C-CH [BRFA 3200 3000 10000 1035  170.00 B B 1 2 12690 0.00
MM S-A-L250/150-C32-T21-C T21 3200 3000 15000 1535  250.00 ® B 0 12690 250
MM S-A-L300/200-C32-T21-C T21 3200 3000 20000 2085 300.00 B B 0 12690 3.00

* Do not apply lubricant to the threaded connection

() With Safe-Lock® (by Haimer) pull-out prevention helical grooves

(2) C-Cylindrical, W-Weldon, SL-Safe-Lock® by Haimer, helical grooves that prevent pull-out (available upon request)

@) S-steel, C-carbide, W-tungsten

4) 0 - Without coolant supply, 1 - With coolant supply

5) The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used
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) | MUL -fIAS T it
L4 MM S-A-N r
Z Stepped Cylindrical Shanks with DCONMS

Parallel Directed Coolant Mount
<E Interchangeable Milling Heads
L oAL
m THSZWS DCONMS BD LB LBX OAL Shank m.(" CSP@ &
I—IJ MM S-A-L075-C10-T06-N T06 10.00 9.60 18.00 28.0 75.00 S 1 0.04
|_ MM S-A-L090-C12-T08-N T08 12.00 11.60 18.00 30.0 90.00 S 1 0.07
Cf) MM S-A-L100-C16-T10-N T10 16.00 15.30 23.00 35.0 100.00 S 1 0.04
< ¢ Do not apply lubricant to the threaded connection

) S-steel
E @ 0 - Without coolant supply, 1 - With coolant supply

|

—
E MULTI-iAST (1) MMTS-A-L.-H

MM TS-A Detail B ILISZVS

Cylindrical Shanks Mount ap [ T I M@

Interchangeable Milling Heads LH \ BD W———%— DCONMS <

ooy v (2) MMTS-AL.-CH
30 E}‘V OAL M@:Z:::i:::i:::

THSZWS ~ DCONMS BD OAL Shank m.)  RPMX@ CSP® Fig. @

MM TS-A-L070-C08-T04 T04 8.00 5.80 70.00 S - 0 0.03
MM TS-A-L070-C08-T05 T05 8.00 7.60 70.00 S 60000 0 0.03
MM TS-A-L080-C10-T06 T06 10.00 9.60 80.00 S 47400 0 - 0.05
MM TS-A-L080-C10-T06-H T06 10.00 9.60 80.00 S 46920 1 1 0.04
MM TS-A-L090-C12-T08 T08 12.00 11.60 90.00 S 43110 0 - 0.07
MM TS-A-L090-C12-T08-H T08 12.00 11.60 90.00 S 42780 1 1 0.12
MM TS-A-L070-C16-T10-CH T10 16.00 16.30 70.00 S 39420 1 2 0.00
MM TS-A-L100-C16-T10 T10 16.00 15.30 100.00 S 39420 0 - 0.16
MM TS-A-L100-C16-T10-H T10 16.00 16.30 100.00 S 39210 1 1 0.14
MM TS-A-L090-C20-T12-CH T12 20.00 18.30 90.00 S - 1 2 0.20
MM TS-A-L100-C25-T15-CH T15 25.00 23.90 100.00 S 1 2 0.34

e Do not apply lubricant to the threaded connection

) S-steel

) The actual maximum RPM to be calculated by dividing the listed RPM max by the number of the head’s flutes being used

©3) 0 - Without coolant supply, 1 - With coolant supply

MULTI-mASTER

MM GRT (shanks) e MM GRT-...C-T08

Mount Slitting and Grooving =

Interchangeable Milling Heads /

mezus  ocows o sewmn o ]

MM GRT-095-T06 T06 9.52 80.00 C 0 0.07
MM GRT-100-T06 T06 10.00 100.00 C 0 0.10
MM GRT-120C-T08 T08 12.00 100.00 C 1 0.12
MM GRT-127C-T08 T08 12.70 120.00 C 1 0.17

¢ MM GRT... shanks serve mainly for MM GRIT... slitting heads. When mounting other types of milling heads, do not exceed maximum specified depth of cut for the particular
milling head. Since the shank diameter is not relieved, it may touch a wall on the workpiece being machined

* Use carbide shanks for groove milling heads and for applications requiring high rigidity and processes

M) C - Solid carbide

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

ISCAR




MULTI-miASTER

MM S-A (straight shanks)

Shanks Mount Interchangeable e _ A /:II oo
Milling Heads B g 2 PO [E5d wawaeon
¥ THSZWS OAULF 1 :

THSZWS  DCONMS BD OAL Shank®  Shankm.®  RPMX® CSPo) &

@p)
X
Z
<
T
@p)
oC
I
@p)
<
=
~
D)
=

MM S-A-L055-W12-T05 T05 12.00 7.60 55.00 w S 60000 0 0.05
MM S-A-L070-C20T05 T05 20.00 7.60 70.00 C S 60000 0 0.24
MM S-A-L150-C12-T05-B (1) T05 12.00 7.60 150.00 C S 18270 0 0.13
MM S-A-L065-W16-T06 T06 16.00 9.60 65.00 W S 60000 0 0.09
MM S-A-L080-C25T06 T06 25.00 9.60 80.00 C S 60000 0 0.29
MM S-A-L200-C16-T06-B (1 T06 16.00 9.60 200.00 C S 11970 0 0.33
MM S-A-L065-W16-T08 T08 16.00 11.60 65.00 W S 60000 0 0.10
MM S-A-L080-C25T08 T08 25.00 11.60 80.00 C S 60000 0 0.40
MM S-A-L250-C20-T08-B (1) T08 20.00 11.60 250.00 C S 9330 0 0.60
MM S-A-L070-W20-T10 T10 20.00 156.30 70.00 W S 60000 0 017
MM S-A-L080-C32T10 T10 32.00 16.30 80.00 C S 60000 0 0.65
MM S-A-L250-C25-T10-B () T10 25.00 16.30 250.00 C S 11130 0 0.94
MM S-A-L075-W25-T12 T12 25.00 18.30 75.00 W S 60000 0 0.28
MM S-A-L080-C32T12 T12 32.00 18.30 80.00 C S 60000 0 0.65
MM S-A-L100-W32-T15 T15 32.00 23.90 100.00 w S 60000 0 0.30
MM S-A-L100-C40T15 T15 40.00 23.90 100.00 C S 60000 0 0.94
MM S-A-L100-C40T21 T21 40.00 30.00 100.00 C S 60000 0 1.56

e Do not apply lubricant to the threaded connection

() “B” suffix - cylindrical shank which may be shortened

(2 C-Cylindrical, W-Weldon

@) S-steel

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

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

MULTI-mASTER

MM S-B (85° conical shanks) ESZWS B —_— /:l C-Cylindrical

Shanks Mount Interchangeable B*D MmN o %> —DCCjNMS {

Miling Heads [ | [ wwetcon

le—— LB 4—14»‘ ‘ :
«—LBX OAL

THSZWS DCONMS BD BHTA  Shank(" LB LBX OAL Shank m.2  RPMX®  CSP® %
MM S-B-L080/24-C08-T04 T04 8.00 5.80 26 C 5 24.0 80.00 S 60000 0 0.04
MM S-B-L080-C12-T05 T05 12.00 7.60 5.0 C - 25.0 80.00 S 60000 0 0.06
MM S-B-L085/32-C16T05 T05 16.00 7.60 5.0 C 27.00 32.0 85.00 S 41280 0 0.11
MM S-B-L125-C16-T06 T06 16.00 9.60 5.0 C 31.50 31.7 125.00 S 41280 0 0.19
MM S-B-L095/40-C20T06 T06 20.00 9.60 5.0 C 34.00 40.0 95.00 S 41280 0 0.19
MM S-B-L140-C20-T06-W T06 20.00 9.65 5.0 C - 60.3 140.50 w 51180 0 0.62
MM S-B-L140-C16-T08 T08 16.00 11.60 5.0 C 19.30 22.0 140.00 S 25590 0 0.22
MM S-B-L100/48-C20T08 T08 20.00 11.60 5.0 C - 48.0 100.00 S 25590 0 0.32
MM S-B-L140-C20-T10 T10 20.00 16.30 5.0 C - 271.0 140.00 S 31020 0 0.34
MM S-B-L170-C25-T10 T10 25.00 15.30 5.0 C - 56.0 170.00 S 29490 0 0.16
MM S-B-L120/55-C25T10 T10 25.00 15.30 5.0 C - 55.4 120.00 S 29490 0 0.40
MM S-B-L160-C25-T12 T12 25.00 18.30 5.0 C - 40.0 160.00 S 28680 0 0.08
MM S-B-L190-C32-T12 T12 32.00 18.30 5.0 C - 80.0 190.00 S 34890 0 0.56
MM S-B-L150/78-C32T12 T12 32.00 18.30 5.0 C - 78.3 150.00 S 34890 0 0.78
MM S-B-L200-C32-T15 T15 32.00 23.90 5.0 C - 50.0 200.00 S 14160 0 1.19
MM S-B-L180/92-C40T15 T15 40.00 23.90 5.0 C - 92.0 180.00 S 14160 0 0.28
MM S-B-L250-W40-T15 T15 40.00 23.90 5.0 W - 100.0 250.00 S 21840 0 2.12
MM S-B-L150/57-C40T21 T21 40.00 30.00 5.0 C 57.0 150.00 S 21840 0 0.62

¢ Do not apply lubricant to the threaded connection

() C-Cylindrical, W-Weldon

@) S-steel, W-tungsten

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

(4) 0 - Without coolant supply, 1 - With coolant supply

-—




(p) MULTI-RASTER

L& MM S-D (89° conical shanks) ;

Z Shgnks Mount Interchangeable D | bcoNMs

Milling Heads I

<< 8 |

C]f:) THSZWS LBX OALLF

m THSZWS DCONMS  BD LB Shank LBX OAL BHTA  Shankm. CSP("  RPMX@ &

LLJ MM S-D-L100-C12-T05 T05 12.00 7.60 29.60 C 350 100.00 1.0 S 0 52000 0.08

|— MM S-D-L110-C12-T05-C T05 12.00 7.60 55.90 C 60.0 110.00 1.0 C 0 53430 0.13

CD MM S-D-L110-C12-T05-W-H T05 12.00 7.60 55.70 (0 60.0 110.00 1.0 w 1 38460 0.14

< MM S-D-L130-C12-T05-C T05 12.00 7.60 77.30 C 80.0 130.00 1.0 C 0 36420 0.15
MM S-D-L130-C12-T05-W-H T05 12.00 7.60 76.40 C 80.0 130.00 1.0 w 1 26160 0.16

2 MM S-D-L150-C16-T05-C T05 16.00 7.60 91.50 (0 100.0 150.00 1.0 0 0 29700 0.26

1 MM S-D-L110-C12-T06-W-H T06 12.00 9.60 58.80 C 60.0 110.00 1.0 W 1 36990 0.17

|: MM S-D-L130-C16-T06-W-H T06 16.00 9.60 7340 C 80.0 130.00 1.0 w 1 29490 0.28

_I MM S-D-L150-C16-T06-C T06 16.00 9.60 95.40 C 100.0 150.00 1.0 C 0 30150 0.27
MM S-D-L150-C16-T06-W-H T06 16.00 9.60 93.80 C 100.0 150.00 1.0 W 1 21660 0.33

:) MM S-D-L160-C16-T06 T06 16.00 9.60 46.80 C 55.0 160.00 1.0 S 0 23370 0.12

E MM S-D-L170-C16-T06-C T06 16.00 9.60 116.90 © 120.0 170.00 1.0 C 0 23400 0.11
MM S-D-L170-C16-T06-W T06 16.00 9.60 46.30 C 55.0 170.00 1.0 W 0 21210 0.48
MM S-D-L130-C16-T08-C T08 16.00 11.60 77.20 C 80.0 130.00 1.0 C 0 39870 0.28
MM S-D-L130-C16-T08-W-H T08 16.00 11.60 76.40 C 80.0 130.00 1.0 w 1 29040 0.32
MM S-D-L150-C16-T08-C T08 16.00 11.60 97.80 C 100.0 150.00 1.0 C 0 29970 0.33
MM S-D-L150-C16-T08-W-H T08 16.00 11.60 98.30 c 100.0 150.00 1.0 w 1 21540 0.38
MM S-D-L170-C20-T08 T08 20.00 11.60 69.70 © 80.0 170.00 1.0 S 0 22680 0.30
MM S-D-L170-C20-T08-C T08 20.00 11.60 112.00 C 120.0 170.00 1.0 C 0 26250 0.47
MM S-D-L170-C20-T08-W T08 20.00 11.60 69.70 C 80.0 170.00 1.0 w 0 24900 0.65
MM S-D-L170-C20-T08-W-H T08 20.00 11.60 113.10 C 120.0 170.00 1.0 w 1 18750 0.53
MM S-D-L150-C20-T10-C T10 20.00 15.30 97.50 C 100.0 150.00 1.0 C 0 35610 0.10
MM S-D-L150-C20-T10-W-H T10 20.00 15.30 96.80 C 100.0 150.00 1.0 w 1 25800 0.60
MM S-D-L170-C20-T10-C T10 20.00 15.30 118.30 C 120.0 170.00 1.0 C 0 28140 0.61
MM S-D-L170-C20-T10-W-H T10 20.00 15.30 118.00 C 120.0 170.00 1.0 W 1 20100 0.73
MM S-D-L190-C20-T10 T10 20.00 15.30 73.70 C 80.0 190.00 1.0 S 0 15780 0.42
MM S-D-L190-C20-T10-C T10 20.00 15.30 - C 140.0 190.00 1.0 C 0 22830 0.68
MM S-D-L190-C20-T10-W-H T10 20.00 156.30 = C 140.0 190.00 1.0 W 1 16170 0.83
MM S-D-L210-C20-T10-C T10 20.00 15.30 - C 160.0 210.00 1.0 C 0 18270 0.75
MM S-D-L210-C20-T10-W-H T10 20.00 156.30 - C 160.0 210.00 1.0 W 1 12870 0.93
MM S-D-L180-C25-T12-C T2 25.00 18.30 116,70 C 120.0 180.00 1.0 C 0 29460 091
MM S-D-L180-C25-T12-W-H T2 25.00 18.30 114.60 C 120.0 180.00 1.0 w 1 20940 1.15
MM S-D-L200-C25-T12-W-H T2 25.00 18.30 146.60 C 150.0 200.00 1.0 w 1 16560 1.21
MM S-D-L210-C25-T12 T2 25.00 18.30 94.60 C 100.0 210.00 1.0 S 0 15540 0.66
MM S-D-L250-C25-T12-C T2 25.00 18.30 135.60 C 140.0 250.00 1.0 C 0 16170 1.40
MM S-D-L250-C25-160T12W-H T2 25.00 18.30 157.20 C 160.0 250.00 1.0 W 1 11310 1.76
MM S-D-L250-C25-T12-W-H T2 25.00 18.30 135.60 C 140.0 250.00 1.0 w 1 11300 1.80
MM S-D-L250-C32-T15 T15 32.00 23.90 90.10 C 100.0 250.00 1.0 S 0 14160 1.00
MM S-D-L250-C32-T15-C T15 32.00 23.90 143.30 C 150.0 250.00 1.0 C 0 20370 1.88
MM S-D-L300-C32-T15-C T15 32.00 23.90 195.70 C 200.0 300.00 1.0 c 0 16000 2,62

® Shank material (Shank m.): S-steel, C-carbide, W-tungsten

* Do not apply lubricant to the threaded connection

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

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

ISCAR




rryv.t J/_ /.
MULTI-MASTER Fig 1 oL Fig 2 @)
MM S-ER = BHTA K
Shanks that Mount I‘ . o =
MULTI-MASTER Solid I‘ B iH,?SZWS BD BD2
Carbide Heads with an le— LB —» r <E
i LBX—
ER Collet Adaptation - I
OAL CD
SS  THSZWS BHTA BD BD_2 LB LBX LF OAL Fig. CSP() & o
MM S-A-H004-ER11-T04 ER11 T04 - 5.80 - - 4.0 9.60 22.00 1 1 0.01 I_l_l
MM S-A-H004-ER11-T05 ER11 T05 - 7.60 - - 4.0 9.60 22.00 1 0 0.01 l—
MM S-A-H10.5-ER11-T05 ER11 T05 - 7.60 - - 10.5 16.10 28.50 1 0 0.01 CD
MM S-A-H10.5-ER16-T05 ER16 T05 - 7.60 - - 105 18.10 38.00 1 0 0.03 <
MM S-A-H10.5-ER16-T06 ER16 T06 - 9.25 - - 10.5 18.10 38.00 1 0 0.04
MM S-A-H004-ER16-T08 ER16 T08 - 11.60 - - 40 11.60 31.50 1 1 0.03 2
MM S-A-HO013-ER16-T08 ER16 T08 = 11.60 - - 14.0 20.60 40.50 1 1 0.02 1
MM S-A-H10.5-ER20-T06 ER20 T06 - 9.25 - - 10.5 19.10 42.00 1 0 0.05 T
MM S-A-H004-ER20-T10 ER20 T10 = 15.30 = = 4.0 12.60 36.50 1 1 0.05 I:I
MM S-A-HO016-ER20-T10 ER20 T10 - 16.30 - - 16.0 24.60 47.50 1 1 0.06
MM S-A-HO004-ER25-T12 ER25 T12 - 18.30 - - 4.0 13.10 38.00 1 1 0.08 :)
MM S-A-H10.5-ER25-T12 ER25 T12 - 18.30 - - 10.5 19.60 44.50 1 1 0.06 E
MM S-A-H025-ER32-T06 ER32 T06 - 9.25 10.00 18.00 25.0 35.10 65.00 2 0 0.15
MM S-B-H025-ER32-T06 ER32 T06 5.0 9.60 13.50 22.30 25.0 35.10 65.00 2 0 0.16
MM S-B-H050-ER32-T06 ER32 T06 5.0 9.60 17.90 47.30 50.0 60.10 90.00 2 0 0.20
MM S-D-H050-ER32-T06 ER32 T06 1.0 9.60 11.20 45.00 50.0 60.10 90.00 2 0 0.17
MM S-B-H075-ER32-T06 ER32 T06 5.0 9.60 22.60 74.10 75.0 85.10 115.00 2 0 0.25
¢ Do not apply lubricant to the threaded connection
* For adaptation see page 9
* When arigid ER collet is assembled in an ER holder, the actual protruding length of the holder becomes shorter by 2.0 mm for ER20 and by 3.0 mm for ER25/ER32
M 0 - Without coolant supply, 1 - With coolant supply
MULTI-RASTER Fig. 1 Fig. 2
MM S-ER-H = THszws r
Shanks that Mount —
MULTI-MASTER Solid Carbide BD
Heads with an ER Collet 1
Adaptation and Coolant Holes o LBX
LF
OAL
SS THSZWS BD LBX LF OAL Fig. CSP( ﬁ
MM S-A-H004-ER16-T05-H ER16 T05 7.60 40 11.60 31.50 1 1 0.03
MM S-A-H004-ER16-T06-H ER16 T06 9.25 4.0 11.60 31.50 1 1 0.03
MM S-A-H004-ER20-T05-H ER20 T05 7.60 40 12.60 35.50 1 1 0.06
MM S-A-H10.5-ER20-T05-H ER20 T05 7.60 105 19.10 42.00 1 1 0.04
MM S-A-H004-ER20-T06-H ER20 T06 9.25 4.0 12.60 35.50 1 1 0.06
MM S-A-H004-ER20-T08-H ER20 T08 11.60 4.0 12.60 35.50 1 1 0.04
MM S-A-HO013-ER20-T08-H ER20 T08 11.60 13.0 21.60 44.50 1 1 0.07
MM S-A-H004-ER25-T05-H ER25 T05 7.60 4.0 13.10 38.00 1 1 0.08
MM S-A-H10.5-ER25-T05-H ER25 T05 7.60 105 19.60 44.50 1 1 0.08
MM S-A-H004-ER25-T06-H ER25 T06 9.25 4.0 13.10 38.00 1 1 0.07
MM S-A-H10.5-ER25-T06-H ER25 T06 9.25 10.5 19.60 44.50 1 1 0.12
MM S-A-H004-ER25-T08-H ER25 T08 11.60 40 13.10 38.00 1 1 0.11
MM S-A-H10.5-ER25-T08-H ER25 T08 11.60 105 19.60 44.50 1 1 0.06
MM S-A-H004-ER25-T10-H ER25 T10 15.30 4.0 13.10 38.00 1 1 0.10
MM S-A-H10.5-ER25-T10-H ER25 T10 16.30 105 19.60 44.50 1 1 0.10
MM S-A-H004-ER32-T05-H ER32 T05 7.60 4.0 14.10 44.00 1 1 0.14
MM S-A-H025-ER32-T05-H ER32 T05 7.60 25.0 35.10 65.00 1 1 0.14
MM S-A-H040-ER32-T05-H ER32 T05 7.60 40.0 50.10 80.00 1 1 0.15
MM S-A-H004-ER32-T06-H ER32 T06 9.60 40 14.10 44,00 1 1 0.14
MM S-A-H025-ER32-T06-H ER32 T06 9.25 25.0 35.10 65.00 1 1 0.14
MM S-A-H040-ER32-T06-H ER32 T06 9.25 40.0 50.10 80.00 1 1 0.22
MM S-A-H004-ER32-T08-H ER32 T08 11.60 4.0 14.10 44.00 1 1 0.16
MM S-A-H025-ER32-T08-H ER32 T08 11.60 25.0 35.10 65.00 1 1 0.16
MM S-A-H050-ER32-T08-H ER32 T08 11.60 50.0 60.10 90.00 2 1 0.23
MM S-A-H004-ER32-T10-H ER32 T10 15.30 4.0 14.10 44.00 1 1 0.14
MM S-A-H025-ER32-T10-H ER32 T10 15.30 25.0 35.10 65.00 1 1 0.20
MM S-A-H050-ER32-T10-H ER32 T10 16.20 50.0 60.10 90.00 2 1 0.25
MM S-A-H004-ER32-T12-H ER32 T12 18.30 4.0 14.10 44.00 1 1 0.14
MM S-A-H025-ER32-T12-H ER32 T12 18.30 25.0 36.10 65.00 1 1 017
MM S-A-H050-ER32-T12-H ER32 T12 18.30 50.0 60.10 90.00 2 1 0.22
MM S-A-H004-ER32-T15-H ER32 T15 23.90 4.0 14.10 44.00 1 1 0.16
MM S-A-H025-ER32-T15-H ER32 T15 23.90 25.0 35.10 65.00 2 1 0.21
MM S-A-H050-ER32-T15-H ER32 T15 23.90 50.0 60.10 90.00 2 1 0.25
¢ Do not apply lubricant to the threaded connection
* For adaptation see page 9
™) 0 - Without coolant supply, 1 - With coolant supply
——s




@p) HSK MULTI-mASTER PR p—
4| MM S-A-HSK BE  Irhszws r
Z MULTI-MASTER Threaded — 7
Connection Shanks with an DCONMS - BD
<€ | Integral HSK DIN 69893 Form !
I A Tapered Adaptation Lopd
CD l«— LBX—»
m DCONMS  THSZWS BD LPR LBX LU RE DCP( CSP@ &
I—IJ MM S-A-H035-HSK A40-T05 40.00 T05 7.60 35.00 15.0 10.00 5.0 1 0 0.20
|— MM S-A-H040-HSK A40-T06 40.00 T06 9.25 40.00 20.0 15.00 5.0 1 0 0.28
CD MM S-A-H045-HSK A40-T08 40.00 T08 11.60 45.00 25.0 20.00 5.0 1 0 0.24
MM S-A-H050-HSK A40-T10 40.00 T10 15.30 50.00 30.0 25.00 5.0 1 0 0.23
< MM S-A-H050-HSK A40-T12 40.00 T12 18.30 50.00 30.0 25.00 5.0 1 0 0.27
E MM S-A-H050-HSK A63-T06 63.00 T06 9.25 50.00 240 18.00 6.0 1 0 0.70
MM S-A-H050-HSK A63-T08 63.00 T08 11.60 50.00 24.0 18.00 6.0 1 0 0.72
1 MM S-A-H055-HSK A63-T10 63.00 T10 15.30 55.00 29.0 23.00 6.0 1 0 0.73
I_ MM S-A-H055-HSK A63-T12 63.00 T12 18.30 55.00 29.0 23.00 6.0 1 0 0.40
_| MM S-A-H055-HSK A63-T21 63.00 T21 30.00 55.00 29.0 19.00 10.0 1 0 0.83
MM S-A-H060-HSK A63-T15 63.00 Ti5 23.90 62.00 34.0 28.00 6.0 1 0 0.76
:) MM S-A-H080-HSK A63-T21 63.00 T21 30.00 80.00 54.0 44.00 10.0 1 0 0.94
E * Do not apply lubricant to the threaded connection

e For adaptation options, see page 9
() 1 - Slot for data chip, 0 - Without slot for data chip
(2 0 - Without coolant supply, 1 - With coolant supply

DIN69871
MULTI-MASTER

MM S-A-SK

DIN 69871 Integral Tapered
Shanks Mount MULTI-
MASTER Milling Heads

ss CRKS  THSZWS BD LPR LBX L RE cspt) ﬁ

MM S-A-H040-SK 40-T06 40 M16 T06 9.25 40.00 21.0 16.00 6.0 1 0.86
MM S-A-H045-SK 40-T08 40 M16 T08 11.60 45.00 26.0 20.00 6.0 1 0.87
MM S-A-H050-SK 40-T10 40 M16 T10 15.30 50.00 31.0 25.00 6.0 1 0.83
MM S-A-H050-SK 40-T12 40 M16 T2 18.30 50.00 31.0 25.00 6.0 1 0.90
MM S-A-H050-SK 40-T15 40 M16 T15 23.90 50.00 31.0 25.00 6.0 1 0.09

e Do not apply lubricant to the threaded connection
e For adaptation, see page 9
() 0 - Without coolant supply, 1 - With coolant supply

CAMFIX
MULTI-miASTER — 1 p
DCON| THSZWS 8D
MM S-A-Ci — 3
MULTI-MASTER Threaded
Connection Shanks with
a CAMFIX (ISO 26623-1) SR
Exchangeable Adaptation
DCONMS THSZWS BD LPR LBX LU DCP( & CSp@
M S-A-H035-C3-T05 32.00 T05 7.60 35.00 20.0 15.00 0 0.12 0
S-A-H035-C3-T06 32.00 T06 9.25 35.00 20.0 15.00 1 0.12 0
M S-A-H040-C3-T08 32.00 T08 11.60 40.00 25.0 20.00 1 0.13 0
S-A-H040-C3-T10 32.00 T10 15.30 40.00 25.0 20.00 1 0.15 0
M S-A-H045-C3-T12 32.00 T12 18.30 45.00 30.0 25.00 1 0.16 0
S-A-H045-C4-T06 40.00 T06 9.25 45.00 25.0 20.00 1 0.25 0
M S-A-H045-C4-T08 40.00 T08 11.60 45.00 25.0 20.00 1 0.25 0
S-A-H050-C4-T10 40.00 T10 15.30 50.00 30.0 25.00 1 0.28 0
M S-A-H055-C4-T12 40.00 T12 18.30 56.00 35.0 30.00 1 0.22 0
S-A-H055-C4-T15 40.00 T15 23.90 56.00 36.0 30.00 1 0.35 0
M S-A-H060-C5-T10 50.00 T10 15.30 60.00 40.0 35.00 1 0.22 0
S-A-H060-C5-T12 50.00 T12 18.30 60.00 40.0 35.00 1 0.48 0
M S-A-H060-C5-T15 50.00 T15 23.90 60.00 40.0 35.00 1 0.58 0
S-A-H065-C6-T12 63.00 T12 18.30 65.00 43.0 38.00 1 0.80 0
M S-A-H065-C6-T15 63.00 T15 23.90 65.00 43.0 38.00 1 0.84 0
S$-A-H070-C8-T15 80.00 T15 23.90 70.00 40.0 35.00 1 1.83 0

¢ Do not apply lubricant to the threaded connection
* For adaptation options, see page 9

() 1 - Slot for data chip, 0 - Without slot for data chip
(2 0 - Without coolant supply, 1 - With coolant supply

ISCAR




BT MAS
THSZWS %’i
MULTI-MIASTER e
MM S-A-BT
BT Integral Tapered Shanks
Mount MULTI-MASTER SRKS]
Milling Heads
Ss CRKS THSZWS BD LPR LBX RE CSP

MM S-A-H040-BT30-T06-H 30 M12 T06 9.60 40.00 18.0 6.0
MM S-A-H045-BT30-T08-H 30 M12 T08 11.60 45.00 23.0 6.0
MM S-A-H050-BT30-T10-H 30 M12 T10 16.30 50.00 28.0 6.0
MM S-A-H050-BT30-T12-H 30 M12 T12 18.30 50.00 28.0 6.0
MM S-A-H050-BT30-T15-H 30 M12 T15 23.90 50.00 28.0 3.0

* Do not apply lubricant to the threaded connection

e For adaptation, see page 9

() 0 - Without coolant supply, 1 - With coolant supply
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MULTI-MASTER
MM CAB-T-T THEAMS DRVS
MULTI-MASTER
Shank Extensions
- - . BD
e 1IF— | \THSZWS

BD THSZWS THSZMS LF DRVS!! CSP® 3]

MM CAB T04T04-20/.78-C 5.80 T04 T04 20.00 4.0 0 0.01
MM CAB T05T05-25/1.0-C 7.60 T05 T05 25.40 6.0 0 0.02
MM CAB T06T06-25/1.0-C 9.30 T06 T06 25.40 8.0 0 0.02
MM CAB T08T08-25/1.0-C 11.50 T08 T08 25.40 10.0 0 0.02
MM CAB T10T10-38/1.5-C 16.20 T10 T10 38.10 13.0 0 0.08
MM CAB T12T12-38/1.5-C 18.45 T12 T12 38.10 16.0 0 0.11
MM CAB T15T15-45/1.77-C 23.90 T15 T15 45.00 20.0 0 0.21

e Clamping key to be ordered separately

* For adaptation, see page 9

() Clamping wrench size

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

MULTI-MASTER LPR —q

MM CAB-T-T-W > -

MULTI-MASTER Shank Reducers m M !

DCONMS g ‘H‘ jD
THSZMS | prvs THSZWS

DCONMS THSZMS THSZWS BD LB LPR DRVS( CSP@ ﬁ
MM CAB T05T04-14.0/.55-W 7.60 T05 T04 5.80 8.20 14.00 53 0 0.00
MM CAB T06T05-15.0/.59-W 9.60 T06 T05 7.60 9.00 15.00 8.0 0 0.03
MM CAB T08T06-16.0/.63-W 11.60 T08 T06 9.60 9.00 16.00 10.0 0 0.04
MM CAB T10T08-19.0/.75-W 15.30 T10 T08 11.60 10.00 19.00 13.0 0 0.07
MM CAB T12T10-24.0/.94-W 18.30 T12 T10 15.30 16.00 24.00 16.0 0 0.12
MM CAB T15T12-30.0/1.18-W 23.90 T15 T12 18.30 17.50 30.00 20.0 0 0.24

e Clamping key to be ordered separately

* For adaptation, see page 9

™) Torque key size

(2 0 - Without coolant supply, 1 - With coolant supply

Member IMC Group




MULTI-miASTER

MM CAB

Adapters for Connecting

FLEX-FIT Shanks and DCONMS  THSZMS \\\\\

MULTI-MASTER Milling Heads l v —
e— LSCMS —>l=—— LPR —»

THSZWS THSZMS  LPR L BD DCONMS LSCMS DRVS® BHTA  TQ 3?2  CSP® &

MM CAB TO6MO06-16/.63 T06 M06 16.00 11.60 9.30 9.70 14.50 8.0 1.5 15 0 0.01
MM CAB TO6MO08-16/.63 T06 M08 16.00 13.70 9.60 13.00 17.50 11.0 6.0 20 0 0.02
MM CAB TO6M08-25/1.0 T06 M08 25.00 11.30 9.30 13.00 17.50 11.0 1.5 20 0 0.02
MM CAB TO6M10-25/1.0 T06 M10 25.00 16.60 9.60 18.00 20.00 11.0 5.0 29 0 0.04
MM CAB TO8MO08-16/.63 T08 M08 16.00 5.40 11.70 13.00 17.50 11.0 1.4 20 0 0.02
MM CAB T08M08-25/1.0 T08 M08 25.00 19.50 11.70 13.00 17.50 11.0 1.5 20 0 0.02
MM CAB T08M10-20/.75 T08 M10 20.00 11.30 11.70 18.00 20.00 13.0 7.0 29 0 0.04
MM CAB T0O8M10-25/1.0 T08 M10 25.00 14.20 11.70 18.00 20.00 11.0 1.5 29 0 0.03
MM CAB T08M12-20/.75 T08 M12 20.00 9.30 11.70 21.00 22.00 13.0 7.0 33 0 0.05
MM CAB T08M12-25/1.0 T08 M12 25.00 12.50 11.70 21.00 22.00 13.0 1.5 33 0 0.04

* Do not apply lubricant to the threaded connection

¢ \When mounting items with FLEX-FIT threaded adaptation to their holders, the mating surfaces and threaded areas must be thoroughly cleaned. Apply appropriate tightening
torque to eliminate a gap between the mating faces. Estimated torque values are specified in the TQ_3 parameter

() Clamping wrench size

(@ Tool tightening torque Nxm (Ibfxin)

() 0 - Without coolant supply, 1 - With coolant supply
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-SLOT OAL

SD S-A-C-H-SP DS L ,ﬂ

Stepped Cylindrical Carbide LDRED j Brazed Joint

Shanks with Brazed Steel THSZWS | | ’4 A

Segment for Interchangeable DCONWS DCONMShE

Solid Carbide Miling Heads ] [} Z |

DCONMS DCONWS  THSZWS LDRED LB LF OAL Shank m. CSP) &
SD S-A-L110-C16-C-H-SP11 16.00 11.00 M4x0.5 10.5 14.80 110.00 113.80 C 1 0.30
SD S-A-L130-C16-C-H-SP13 16.00 13.00 M4x0.5 13.0 16.60 130.00 134.30 C 1 0.35
SD S-A-L130-C16-C-H-SP15 16.00 15.00 M5x0.5 16.0 18.20 130.00 134.90 © 1 0.35
SD S-A-L140-C20-C-H-SP17 20.00 17.00 M6x0.5 20.2 23.80 140.00 146.00 C 1 0.60
SD S-A-L160-C25-C-H-SP19 25.00 19.00 M6x0.5 20.0 24,60 160.00 168.50 © 1 1.08

e Apply lubricant to the clamping screw

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

Spare Parts

& / g
SD S-A-L110-C16-C-H-SP11 SR M4X0.5-SP11 HG BLD T15/S7 SW6-T-SH
SD S-A-L130-C16-C-H-SP13 SR M4X0.5-SP13-IP15-HG BLD IP15/S7 SW6-T-SH
SD S-A-L130-C16-C-H-SP15 SR M5X0.5-SP15-IP20-HG BLD IP20/S7 SW6-T-SH
SD S-A-L140-C20-C-H-SP17 SR M6X0.5-SP1719-IP25-HG BLD IP25/S7 SW6-T
SD S-A-L160-C25-C-H-SP19 SR M6X0.5-SP1719-IP25-HG BLD IP25/S7 SW6-T

ISCAR




-SLOT on @p)
SD S-A-SP e LF '
Stepped Cylindrical Shanks CORED Z
for Interchangeable Solid f ' [
Carbide Miling Heads DCONWS THSW DCONMSh6 <E
P ) T
N
DCONMS DCONWS  THSZWS LDRED LB LF OAL Shank m.(" CSP@ & m
SD S-A-L90-C12-SP11 12.00 11.00 M4x0.5 10.50 127 90.00 94.00 S 0 0.08 I—I—I
SD S-A-L100-C16 SP13 16.00 13.00 M4x0.5 13.00 16.6 100.00 104.00 S 0 0.15 I_
SD S-A-L100-C16-SP15 16.00 15.00 M5x0.5 16.00 18.2 100.00 105.00 S 0 0.16 CD
SD S-A-L130-C16-SP15 16.00 15.00 M5x0.5 16.00 18.2 130.00 135.00 S 0 0.20 <
SD S-A-L130-C16-SP15-C 16.00 15.00 M5x0.5 16.00 182 130.00 135.00 C 0 0.36
SD S-A-L150-C16-SP15-C 16.00 15.00 M5x0.5 16.00 18.2 150.00 155.00 C 0 0.41 2
SD S-A-L140-C20 SP17 20.00 17.00 M6x0.5 20.20 23.8 140.00 146.00 S 0 0.33 1
SD S-A-L150-C25-SP19 25.00 19.00 M6x0.5 20.00 27.9 150.00 158.50 S 0 0.55 |:
e Apply lubricant to the clamping screw _l
() S-steel C-solid carbide
2 0 - Without coolant supply, 1 - With coolant supply :2)
Spare Parts
S / g
SD S-A-L90-C12-SP11 SR M4X0.5-SP11 HG BLD T15/S7 SW6-T-SH
SD S-A-L100-C16 SP13 SR M4X0.5-SP13-IP15-HG BLD IP15/S7 SW6-T-SH
SD S-A-L100-C16-SP15 SR M5X0.5-SP15-1P20-HG BLD IP20/S7 SW6-T-SH
SD S-A-L130-C16-SP15 SR M5X0.5-SP15-IP20-HG BLD IP20/S7 SW6-T-SH
SD S-A-L130-C16-SP15-C SR M5X0.5-SP15-1P20-HG BLD IP20/S7 SW6-T-SH
SD S-A-L150-C16-SP15-C SR M5X0.5-SP15-1P20-HG BLD IP20/S7 SW6-T-SH
SD S-A-L140-C20 SP17 SR M6X0.5-SP1719-IP25-HG BLD IP25/S7 SW6-T
SD S-A-L150-C25-SP19 SR M6X0.5-SP1719-IP25-HG BLD IP25/S7 SW6-T
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NEOCOLLET

SD-S-A-ER-SP
Solid ER Collets with SD
Spline Connection (SP)

Section view A-A

!

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

- ' pconws
‘ = THSZWS |
e LBx_.| |.Lscws
-~ LF—
oAL
SS LBX( LF DCONWS THSZWS LSCWS OAL CSpP@ &
ER16 5.00 12.60 11.00 M4X0.5 3.85 36.35 1 0.03
ER16 20.00 27.60 11.00 M4X0.5 385 5135 1 0.04
ER20 5.00 13,60 11.00 M4X0.5 3.85 30.85 1 0.05
ER20 5.00 13.60 13.00 M4X0.5 4.35 40.35 1 0.05
ER20 5.00 13.60 15.00 M5X0.5 490 40.90 1 0.05
ER20 20,00 28.60 11.00 M4X0.5 3.85 54.85 1 0.0
ER20 20.00 28.60 13.00 M4X0.5 435 556.35 1 0.07
ER20 20.00 28.60 15.00 M5X0.5 490 55.90 1 0.08
ER25 5.00 14.10 11.00 M4X0.5 3.85 42.85 1 0.09
ER25 500 14.10 13.00 M4X0.5 435 4335 1 0.09
ER25 5.00 14.10 15.00 M5X0.5 490 43.90 1 0.09
ER25 5.00 14.10 17.00 M6X0.5 6.00 45.00 1 0.09
ER25 5.00 14.10 19.00 MBX0.5 8.50 47.50 1 0.09
ER25 20.00 29.10 11.00 M4X0.5 385 57.85 1 0.10
ER25 20,00 29.10 13.00 M4X0.5 435 58.35 1 0.10
ER25 20.00 29.10 15.00 M5X0.5 490 58.90 1 0.11
ER25 20.00 29.10 17.00 MBX0.5 6.00 60.00 1 0.12
ER25 20,00 29.10 19.00 M6X0.5 8.50 62.50 1 0.18
ERS2 5.00 16,10 13.00 M4X0.5 435 4935 1 0.14
ER32 5.00 15.10 15.00 M5X0.5 4.90 4990 1 0.15
ER32 5.00 16.10 17.00 M6X0.5 6.00 51.00 1 0.15
ER32 5.00 156.10 19.00 MBX0.5 8.50 53.50 1 0.10
ER32 20.00 30.10 13.00 M4X0.5 435 64.35 1 0.16
ER32 20,00 30.10 16.00 MBX0.5 4.90 64.90 1 0.16
ER32 20.00 30.10 17.00 MBX0.5 6.00 66.00 1 0.17
ER32 20.00 30.10 19.00 M6X0.5 8.50 68.50 1 0.18
ER40 5.00 17.20 17.00 M6X0.5 6.00 57.00 1 0.26
ER40 5.00 17.20 19.00 MBX0.5 8.50 59.20 1 0.27
ER40 20.00 32.20 17.00 MBX0.5 6.00 72.00 1 0.29
ER40 20.00 32.20 19.00 M6X0.5 8.50 74.50 1 0.30

¢ Apply lubricant to the slotting head and its clamping screw

) After the nut is mounted

2 0 - Without coolant supply, 1 - With coolant supply

Spare Parts

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

ISCAR
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SR M4X0.5-SP11 HG
SR M4X0.5-SP11 HG
SR M4X0.5-SP11 HG
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-SP15-IP20-HG
SR M4X0.5-SP11 HG
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-SP15-IP20-HG
SR M4X0.5-SP11 HG
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-SP15-IP20-HG
SR M6X0.5-SP1719-IP25-HG
SR M6X0.5-SP1719-IP25-HG
SR M4X0.5-SP11 HG
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-SP15-IP20-HG
SR M6X0.5-SP1719-IP25-HG
SR M6X0.5-SP1719-IP25-HG
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-SP15-IP20-HG
SR M6X0.5-SP1719-IP25-HG
SR M6X0.5-SP1719-IP25-HG
SR M4X0.5-SP13-IP15-HG
SR M5X0.5-SP15-IP20-HG
SR M6X0.5-SP1719-IP25-HG
SR M6X0.5-SP1719-IP25-HG
SR M6X0.5-SP1719-IP25-HG
SR M6X0.5-SP1719-IP25-HG
SR M6X0.5-SP1719-IP25-HG
SR M6X0.5-SP1719-IP25-HG

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

BLD T15/87
BLD T15/57
BLD T15/87
BLD IP15/87
BLD IP20/S7
BLD T15/87
BLD IP15/87
BLD IP20/S7
BLD T15/87
BLD IP15/87
BLD IP20/S7
BLD IP25/57
BLD IP25/87
BLD T15/57
BLD IP15/57
BLD IP20/S7
BLD IP25/87
BLD IP25/57
BLD IP15/87
BLD IP20/S7
BLD IP25/87
BLD IP25/S7
BLD IP15/87
BLD IP20/S7
BLD IP25/87
BLD IP25/S7
BLD IP25/87
BLD IP25/S7
BLD IP25/87
BLD IP25/87




MULTI-ZASTER
SD CAB £
Adapters for Connecting DCONMS DCONWS - - THSZMS DRVS| | [ THSZWS
SD Solid Carbide T-Slot s l
Miling Heads and Li‘ *J YN
MULTI-MASTER Shanks LDRED, e LFal
OAL ——

THSZWS ~ THSZMS LF LDRED OAL  DCONWS DCONMS  DRVS!  CSP® &

SD CAB T10-14/0.55-SP11 M4x0.5 T10 14.00 39 29.15 11.00 15.20 13.0 0 0.02

@p)
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SD CAB T12-14/0.55-SP13 M4x0.5 T12 14.00 43 31.65 13.00 18.30 16.0 0 0.04
SD CAB T12-14/0.55-SP15 M5x0.5 T12 14.00 49 32.70 15.00 18.30 16.0 0 0.04
SD CAB T15-14/0.55-SP17 M6x0.5 T15 14.00 6.0 37.00 17.00 23.90 20.0 0 0.11
SD CAB T15-14/0.55-SP19 M6x0.5 T15 14.00 8.5 39.50 19.00 23.90 20.0 0 0.07

e Apply Lubricant to the Screw Head and Threads

) Clamping wrench size

(2) 0 - Without coolant supply, 1 - With coolant supply

Spare Parts

S / 7 Vs
SD CAB T10-14/0.55-SP11 SR M4X0.5-SP11 HG BLD T15/S7 SW6-T-SH MM KEY 13X8*

SD CAB T12-14/0.55-SP13 SR M4X0.5-SP13-IP15-HG BLD IP15/S7 SW6-T-SH
SD CAB T12-14/0.55-SP15 SR M5X0.5-SP15-IP20-HG BLD IP20/S7 SW6-T-SH
SD CAB T15-14/0.55-SP17 SR M6X0.5-SP1719-IP25-HG BLD IP25/S7 SWe-T
SD CAB T15-14/0.55-SP19 SR M6X0.5-SP1719-IP25-HG BLD IP25/S7 SW6-T

* Optional, to be ordered separately

Member IMC Group.
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Israel

Headquarters

Tel +972 (0)4 997 0311
Fax+972 (0)4 987 3741
headquarter@iscar.co.il

Argentina

ISCAR TOOLS ARGENTINA SA

Tel +54 114 912 2200
Fax+54 114 912 4411
admin@iscararg.com.ar

Australia

ISCAR AUSTRALIA PTY. LTD
Tel +61 (0) 2 8848 3500
Fax+61 (0) 2 8848 3511
iscaraus@iscar.com.au

Austria

ISCAR AUSTRIA GmbH
Tel +43 7252 71200-0
Fax+43 7252 71200-999
office@iscar.at

Belarus

JV ALC “TWING-M”
Tel/Fax: +375 17 511 82 91
Tel/Fax: +375 17 511 82 93
Tel/Fax: +375 17 511 82 95
info@twing.by
www.twing.by

Belgium

n.v. ISCAR Benelux s.a.
Tel +32 (0) 2 464 2020
Fax+32 (0) 2 522 5121
info@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

Bulgaria

ISCAR BULGARIA
Tel/Fax +359 431 62557
aa_iscar@infotel.bg

Canada

ISCAR TOOLS INC.
Tel +1 905 829 9000
Fax+1 905 829 9100
admin@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

Colombia

ISCAR Andina

Tel +57 310 380 9932
Tel/fax +57 1 896 65 78
iscar@iscar.com.co

Croatia

ISCAR ALATI d.o.o.

Tel +385 (0) 1 33 23 301
Fax+385 (0) 1 33 76 145
podrska@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

Denmark

KJ VAERKTOEJ AS/ISCAR DENMARK

Tel +45 70 11 22 44
Fax+45 46 98 67 10
ki@kj.dk

Ecuador

ISCAR Andina

Tel/fax +57 1 821 93 38
iscar@iscar.com.co
atencioncliente@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

France

ISCAR FRANCE SAS

Tel +33 (0)1 30 12 92 92
info@iscar.fr

Germany

ISCAR Germany GmbH
Tel +49 (0) 72 43 9908-0
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

India

ISCAR India Ltd.

Tel +91 77009 63707
sales@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

Japan

ISCAR JAPAN LTD.
Tel +81 6 6835 5471
Fax+81 6 6835 5472
iscar@iscar.co.jp

Kazakhstan

ISCAR Kazakhstan Ltd.
Tel: +7 717 299 9835,
Tel: +7 700 021 9835
Tel: +7 707 850 1027
info@iscar.kz

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

Morocco

2 rue des

Fauvettes Oasis

20103 Casablanca

Tel +212 (0) 7 62 23 48 56
hachem@iscar.ma

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

Portugal

ISCAR Portugal, SA
Tel +351 256 579950
Fax+351 256 586764
info@iscarportugal.pt

Romania

ISCAR Tools SRL

Tel +40 (0)312 286 614
Fax+40 (0)312 286 615
iscar-romania@iscar.com

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

Slovenia

ISCAR SLOVENIJA d.o.0.
Tel +386 1 580 92 30
Fax+386 1 562 21 84
info@iscar.si

www.iscar.com

Check ISCAR’s online catalog for the most current technical information regarding our products

South Africa

ISCAR SOUTH AFRICA (PTY) LTD.
ShareCall 08600-47227

Tel +27 11 997 2700

Fax+27 11 388 9750
iscar@iscarsa.co.za

South Korea
ISCAR KOREA
Tel +82 53 760 7594
Fax+82 53 760 7500
leeyj@taegutec.co.kr

Spain

ISCAR IBERICA SA
Tel +34 93 594 6484
Fax+34 93 582 4458
iscar@iscarib.es

Sweden

ISCAR SVERIGE AB

Tel +46 (0) 18 66 90 60
Fax+46 (0) 18 122 920
info@iscar.se

Switzerland
ISCAR HARTMETALL AG
Tel +41 (0) 52 728 0850
Fax+41 (0) 52 728 0855
office@iscar.ch

Taiwan

ISCAR Taiwan Ltd.

Tel +886 (0)4-24731573
Fax+886 (0)4-24731530
iscar.taiwan@msa.hinet.net

Thailand

ISCAR Thailand Ltd.

Tel +66 (2) 7136633-8
Fax+66 (2) 7136632
iscar@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

Ukraine

ISCAR UKRAINE LLC
Tel +38 (050) 440 23 91
info@iscar.com.ua

United Arab Emirates
ISCAR GULF TRADING LLC
Tel +971 4 886 4547
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

United States

ISCAR USA

Arlington

USA Headquarters

300 Westway Place
Arlington, TX 76018

Tel +1 817-258-3200
usmarketing@iscarusa.com

Charlotte

Productivity Center

3020 Whitehall Park Drive
Charlotte, NC 28273

Tel +1 817 258-3202
usmarketing@iscarusa.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
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