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Find The NEO ' ' 'AL Tool
For Your Application!

 The virtual tool advisor features advanced Al

.+ Features online service 24/7 in more than 30 |

and ‘Big Data’ analytics
» Supports with complicated machining tasks and challenge
+ Offers a wide range of functions and recommendations
to operate machining centers '

- Functions according to ISO 13399
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Endmills 90°
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ISCAR#iiii SELECTION GUIDE

Endmills 90° Selection Guide
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Tool Pages - - a Inserts
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E90S0-04 1" . . . . SOMT/CT 0402
E90SO-MM-04 SOMT 0402-FF
gj.qﬁ
$890 ESZ-R08 15 . o J $890 SZMU 0804
\———
SOMT 06...
XOMT 06..
E90SP 19 i QOMT 06..
Eoox 15 ejojoiojo|e . o e 8 XPMT 10..
SPMT 10..
QPMT 10..
T290 ELN-05 14 Sl
T varas | el 1ol L] Lol 1ol | [o] | (O mmmummes
T290 ELN-10 19 =

. . . . . HP ANKT 0702

HP E90AN-07 16
HP E90AN-MM-07

HM90 E90A-10 21-22
HM90 E90A-MM-10 |23
L HM90 E90A-M-10 |24

HM90 E90AD-15 26
Yo HP E90AT-19 29

HM90 APKT 10
HM90 AD..15
HP AD..19




ISCAR®iiii SELECTION GUIDE

Endmills 90° Selection Guide
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Tool Pages - - - - A Inserts
WNMU 0403
H690 EWN 12,15 . . oo WNMU 0705
HM390 ETP-04 13 HM390 TPKR
HM390 ETP-MM-04 |13 0401
HM390 ETP-05 13 HM390 TPKT
HM390 ETP-MM-05 |14 0502
HM390 ETC-07 17 HM390 TCKT
HM390 ETC-MM |17 e * * * ° *1°° 0703
HM390 ETP-10 19 HM390 TPKT
HM390 ETP-MM 13 1003
HM390 ETP-C#-10 |20 HM390 TDKT
HM390 ETD-15 25 1505
i H490 E90AX-09 18 H490 ANKX 09
— H490 E90AX- 12 25 . . . o|e H490 ANKX 1205
= H490 E90AX-17 27 H490 AN.. -17
P290 ACCT 1204
P290 EPW 28-29 . . ole P290 ACCT 1806
P290 EPW-M 30 P290 ACKT 1204
P290 ACKT 1806
HB90 E90AX-10 24 . . o|e HB90 TNKX 1005
T490 ELN-08 17
T490 ELN-M-08 18 . T490 LN..0804
T490 ELN-MM-08 |18 T490 LN..1106
T490 ELN-11 24 o Il e I R IA T490 LN..1306
5 T490 ELN-13 25 = T490 LN..1607
T490 ELN-16 27
L HTR
HCE- MM 20 L O O HCC
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SELiEMILL DCONMS -
E90S0-04 (A }:t:zé B ;—r—oJ % Q @
Endmills Carrying Square —
Inserts for Shouldering and T OAL &= @ /1
Fast Feed Milling Applications . Lu APMX_2

B [ r

DC—+ DC2 [ K 4
DCX_2

O
DC APMX DC 2 DCX_ 2 APMX 2 LU OAL DCONMS Shank(") CICT® RMPX°®) MIID® MIID_26)

E90SO D.38-02-C.38-04-C ¢ 1380 134 382 0200 .7500 3.000 375 C 2 6.0 SOMT 040204 PNTR ~ SOMT 040208 PNR-FF .07
E90SO D.50-03-C.50-04-C ¢ 1380 259 506 0200 .7500 3.500 .500 C 3 3.0 SOMT 040204 PNTR ~ SOMT 040208 PNR-FF .17
E90S0 D.62-05-C.62-04-C W 1380 384 631 0200 1.0000 3.500 .625 C 5 2.0 SOMT 040204 PNTR ~ SOMT 040208 PNR-FF .13
E90SO D.75-06-W.75-04-C |§ 1380 509 756 0200 1.0000 3.500 .750 W 6 1.0 SOMT 040204 PNTR ~ SOMT 040208 PNR-FF .44

* A - with SOMT/CT 0402 insert ¢ B - with SOMT 0402-FF insert e Tightening torque 4.4 Ibf‘in

() When using SOMT 0402-FF inserts, the seat pocket is to be modified

(2 C-Cylindrical, W-Weldon

() Number of inserts

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

5) Master insert identification

For inserts, see pages: SOMT 0402-FF (541) ¢ SOMT/CT 0402 (540)

Spare Parts
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E90S0-04 TS 18041/HG T-6IP/51
HE? fEMILL N DCONMS
HM490 LINE e o e THSZMS % Q
MULTI-mASTER o i a
E90SO-MM-04 2= @ %/

Endmills with a MULTI-MASTER

Connection Carrying Inserts
for Shouldering and Fast ﬂ\ﬁ
Feed Applications

O
DC APMXDC_2DCX_2 APMX_2 LF OAL CICT(") DCONMS THSZMS DRVS® RMPX*®  MIID® MIID_26)
01

[=lo i o Mo e B P BT | R 0GR Bl 375 1380 .134 382 0200 526 770 2 .361 T06 315 6.0  SOMT 040204 PNTR SOMT 040208 PNR-FF .
E90SO D.50-03-MMT08-04-C [ERAK: R G 0200 .630 .940
E90SO D.62-05-MMT10-04-C RGrE IR R SR 0200 .750 1.200 .600 T10 512 20  SOMT 040204 PNTR SOMT 040208 PNR-FF .06
E90SO D.75-06-MMT12-04-C RERAK: NG 0200 980 1.500 730 T12 630 1.0 ~ SOMT 040204 PNTR SOMT 040208 PNR-FF .11
e A - with SOMT/CT 0402 insert ¢ B - with SOMT 0402-FF insert (pocket seat must be modified) e Tightening torque 4.4 Ibf‘in

() Number of inserts

@ Torque key size

@) Maximum ramping angle - valid only with SOMT 040208 PNR-FF insert

4 Master insert identification

5) Master insert identification 2

For inserts, see pages: SOMT 0402-FF (541) ¢ SOMT/CT 0402 (540)

For holders, see pages: MM CAB (733) ® MM CAB-T-T (90) ¢ MM GRT (shanks) (85) ® MM S-A (stepped shanks) (83) ® MM S-A (straight shanks) (86)

o MM S-A-C# (84) ® MM S-A-HSK (672) * MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ® MM S-ER (88)

¢ MM S-ER-H (89) * MM TS-A (85)

450 T08 .394 30  SOMT 040204 PNTR SOMT 040208 PNR-FF .03

o o1 W

Spare Parts

s %

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

Member IMC Group
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HEZIDO
H690 EWN-04 T%

Y%
Sl

Double-Sided Trigonal Inserts

90° Endmills Carrying DC ‘, ‘, ’_u DCONMS
HB90 WNMU 0403 ng \_“J

with 6 Helical Cutting Edges M’i LH—]
OAL
Designation DC clcT APMX OAL LH DCONMS Shank®@ RMPX°® Lbs]
H690 EWN D0.75-2-W0.75R04 750 2 167 3.1256 1.000 .750 W 1.6 31
H690 EWN D0.75-3-C0.75R04 750 3 157 3125 1.000 750 @ 16 34
H690 EWN DO0.75-3-W0.75R04 750 8 157 3.1256 1.000 .750 W 16 .31
H690 EWN D1.00-4-W0.75R04 1.000 4 157 3.500 1.250 .750 W 1.1 A1
H690 EWN D1.00-5-W0.75R04 1.000 5 157 3,500 1.250 750 W 14 76
H690 EWN D1.00-5-W1.00R04 1.000 5 157 3.500 1.250 1.000 W 1.1 .70
H690 EWN D1.25-5-W1.25R04 1.250 5 157 4.250 1500 1.250 W 8 1.19
H690 EWN D1.25-6-W1.25R04 1.250 6 157 4.250 1.500 1.250 W .8 1.19

e Insert clamping screw must be lubricated every indexing. e Tightening torque 8 Ibfxin e For user guide see pages 586-592
) Number of inserts

(2 C-cylindrical, W-Weldon

) Maximum ramping angle

For inserts, see pages: H690 WNMU 04083 (511)

Spare Parts

» %

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

o
I
@)
<
=
~
D)
=
(]
LLI
o)
2l
oC
<C
O
QO
—
@)
@)
([
@)
—1
—
=
QO
Z
LLJ

HELil
TRIGON LINE |
MULTI-mASTER

H690 EWN-MM-04
90° Endmills with a MULTI-MASTER

S0
s[olF

Threaded Connection Carrying
H690 WNMU 0403 Double-Sided
Trigonal Inserts

O
DC  APMX  CICT® LF  DCONMS THSZMS OAL  DRVS® RMPX°® TQ 39

H690 EWN D20-3-MMT12-R04 787 167 3 787 .720 T12 1.299 630 1.5 248 16
H690 EWN D25-5-MMT15-R04 984 157 5 984 941 T15 1.654 787 1.1 354 26

* |nsert clamping screw must be lubricated every indexing. e For adaptation see page 37 e For user guide see pages 586-592
) Number of inserts

(2) Clamping wrench size

) Maximum ramping angle

@) Tool tightening torque Nxm (lofxin)

For inserts, see pages: H690 WNMU 0403 (511)

For holders, see pages: MM S-A (stepped shanks) (83) ® MM S-A (straight shanks) (86) ® MM S-A-C# (84) ¢ MM S-A-HSK (672)
¢ MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ® MM S-ER (88) ¢ MM S-ER-H (89) « MM TS-A (85)

Spare Parts

& 7

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

(@ Tightening torque 8 Ibfxin

ISCAR




NMILL

NANO ENDMILL

HM390 ETP-04

90° Small Diameter
Endmills Carrying
HM390 TPKR 0401
Triangular Inserts with 3
Helical Cutting Edges

=

-t 1 DCONMS

APMX |

-~ |H —»

OAL=

®

Designation

DC

APMX clcTt OAL

LU

LH

DCONMS

Shank®@

RMPX°@)

O
Lbs|

313
375

HM390 ETP D.31-2-C.31-04
HM390 ETP D.38-3-C.38-04

1200 2
1200 3

2.500
3.000

3740
4685

470
560

313
375

C 3.0
C 2.6

.05
.09

e Tightening torque 4 lofx*in

() Number of inserts

() C-Cylindrical

3 Maximum ramping angle

For inserts, see pages: HM390 TPKR 0401 (486)

Spare Parts

&

Designation

>

SR M2X0.4-3 T6

HM390 ETP-04

T-6/5 MAGNET 3X3

NMILL

HM390 ETP-MM-04

90° Endmills with a
MULTI-MASTER Threaded
Adaptation Carrying HM390
TPKR 0401... Triangular Inserts

DRVS

|

AN e

DC

APMX
ﬂ.JLF

L]

P

M THSfMS DCTNMS

4"

OAL:

=

®

DC

APMX clcTt LF

DCONMS

THSZMS

OAL

DRVS®

RMPX°()

=

HM390 ETP D.31-2-MMT05-04
HM390 ETP D.38-3-MMT06-04

313
375

1200 2 .380
1200 3 .500

.300
.360

T05
T06

850
740

217 3.0
315 2.5

01
02

¢ Tightening torque 4 Ibf*in e For adaptation, see page 37

() Number of inserts

() Clamping wrench size

) Maximum ramping angle

For inserts, see pages: HM390 TPKR 0401 (486)

® For user guide, see pages 586-592

For holders, see pages: MM CAB (733) ¢ MM CAB-T-T (90) ® MM GRT (shanks) (85) ® MM S-A (stepped shanks) (83) ¢ MM S-A (straight shanks) (86)
o MM S-A-C# (84) * MM S-A-HSK (672) * MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ® MM S-ER (88)

o MM S-ER-H (89) » MM TS-A (85)

Spare Parts

&

b4

gnation
HM390 ETP-MM-04

SR M2X0.4-3 T6

T-6/5 MAGNET 3X3

£ iGMILL
HM390 ETP-05

90° Endmills Carrying
HMS390 TPKT 0502
Triangular Inserts with 3
Helical Cutting Edges

T

DCONMS

|

%
®

@)%

P

APMX clcT

OAL

LH

DCONMS

Shank@

RMPX°0)

HM390 ETPD.50-03-C.50-05C 500
HM390 ETPD.62-04-C.62-05C 625

.1380 3
.1380 4

3.500
3.500

.750
1.000

.500
625

C 1.5
C 1.5

e Tightening torque 4.42 Ibfin e For user guide, see pages 586-592

) Number of inserts

(2 C-Cylindrical

) Maximum ramping angle

For inserts, see pages: HM390 TPKT/CT 0502 (487)

Spare Parts

&

7

HM390 ETP-05 TS 180411/HG

T-6IP/51
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AL ;ML RS

MULTI-MASTER

&

HM390 ETP-MM-05
90° Endmills with a

©®
9 F

MULTI-MASTER Threaded
Adaptation Carrying HM390
TPKT 0502... Triangular Inserts

DC APMX  CICT®) LF DCONMS THSZMS  OAL DRVS®  RMPX°® &

HM390 ETPD.50-03-MMTO08-05 500 1380 3 650 480 T08 .950 394 1.5 20
HM390 ETPD.62-04-MMT10-05 625 1380 4 .740 610 T10 1.200 512 1.5 01

¢ |nsert tightening torque 4.42 Ibf‘in e For adaptation, see page 37 e For user guide, see pages 586-592

) Number of inserts

(2) Clamping wrench size

) Maximum ramping angle

For inserts, see pages: HM390 TPKT/CT 0502 (487)

For holders, see pages: MM CAB (733) « MM CAB-T-T (90) ® MM GRT (shanks) (85) ® MM S-A (stepped shanks) (83) ¢ MM S-A (straight shanks) (86)
¢ MM S-A-C# (84) * MM S-A-HSK (672) * MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ® MM S-ER (88)

e MM S-ER-H (89) MM TS-A (85)

Spare Parts

& 7

HM390 ETP-MM-05 TS 180411/HG T-6P/51

SUMOiniiii

Endmills Carrying Tangentially
Clamped Inserts

200 ELN.05 ‘ L
= " 9| F

OAL
(@]

DC cicTt) OAL LH APMX  DCONMS  Shank? & /
T290 ELN D.38-02-C.38-05 375 2 3.000 .790 197 375 C .07 SR 10503833-S T-7/51
T290 ELN D.50-02-C.50-05 .500 2 3.250 .790 197 .500 C 15 SR 10503833 T-7/51
T290 ELN D.50-03-C.50-05 500 3 3.250 .790 197 .500 C 15 SR 10503833 T-7/51
T290 ELN D.62-04-C.62-05 625 4 3.110 1.000 197 .625 C 22 SR 10503833 T-7/51
T290 ELN D.62-05-C.62-05 625 5 3.110 1.000 197 625 C 22 SR 10503833 T-7/51

* For user guide, see pages 586-592

() Number of inserts

(2 C-Cylindrical

For inserts, see pages: T290 LNMT/LNHT 0502 (516)

SUMOiniiii

290 LINE

MULTI-RASTER

9@

T290 ELN-MM-05
Endmills with a

%
®

MULTI-MASTER Adaptation
Carrying Tangentially

Clamped Inserts

0
P o oo ew ooows mems v on owe B8 &

T290 ELN D.38-02-MMTO06 375 2 197 340 T06 520 790 315 01 SR 10503833-S T-7/51
T290 ELN D.50-03-MMT08-05 500 3 197 450 T08 630 940 394 .03 SR 10503833 T-7/51

¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation options, see page 37 e For user guide, see pages 586-592
() Number of inserts

(2 width across flats (wrench should be ordered separately)

For inserts, see pages: T290 LNMT/LNHT 0502 (516)

For holders, see pages: MM CAB (733) ® MM S-A (stepped shanks) (83) ® MM S-A (straight shanks) (86) ® MM S-A-C# (84) ¢ MM S-A-HSK (672)
¢ MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ® MM S-ER (88) ¢ MM S-ER-H (89) « MM TS-A (85)

ISCAR
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NEG 1

$890 ESZ-R08 T % @ 4‘\@

Endmills Carrying Double- DC DCONMS

Sided Square Inserts

with 8 Cutting Edges l

9Q14|_ APMX
LA OAL

DC APMX CICcTM LH OAL d Shank MIID®@
$890 ESZ D1.00-3-C1.00R08 1.000 .2000 3 1.500 4.750 1.000 C S890 SZMU 0804
$890 ESZ D1.00-3-W1.00R08 1.000 .2000 3 1.500 4.000 1.000 W $890 SZMU 0804
$890 ESZ D1.25-4-C1.25R08 1.250 .2000 4 1.750 5.000 1.250 C S890 SZMU 0804
$890 ESZ D1.25-4- RO8 1.250 .2000 4 1.750 4.250 1.250 W 5890 SZMU 0804

® For user guide see pages 586-592

() Number of inserts

(2 G-Cylindrical, W-Weldon

For inserts, see pages: S890 SZMU-0804PN (544)

Spare Parts
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SR M3X0.5-L7.4 P9 IP-0/151
HELIQUAD
E90X f @ E t\ t % @ i
Endmills Carrying Square RO DCONMS
Q/S/XOMT Inserts || % i
APMX L
e LU —»|
OAL
Designation DC CICT  APMX LU OAL  DCONMS RMPX°@ Shank® HEB & /‘y
E90X D.31-W .50-06 312 1 220 63 2.750 .500 & W 13 SR 34-508 M2.2X0.45 T-7/51
E90X D.38-W .50-06 375 1 220 .75 2.750 .500 1.0 W 12 SR 34-508 M2.2X0.45 T-7/51
E90X D.44-W .62-06 440 1 220 .75 2.750 625 1.0 W 19 SR 34-508 M2.2X0.45 T-7/51
E90X D.50-W .50-06 .500 1 220 .87 2.750 .500 90.0 w 13 SR 34-508 M2.2X0.45 T-7/51
E90X D.56-W .62-06 562 2 220 .87 2.750 .625 = W 19 SR 34-508 M2.2X0.45 T-7/51
E90X D.62-W .62-06 625 2 220 87 2.750 625 35 W 21 SR 34-508/L T-7/51
E90X D.75-W .75-06 .750 3 220 .87 3.000 .750 3.0 w .33 SR 34-508/L T-7/51
E90X D1.00-W .75-06 1.000 4 220 92 3.000 .750 25 W .39 SR 34-508/L T-7/51
E90X D1.25-W1.00-06 1.250 5 220 .92 3.500 1.000 3.8 W 17 SR 34-508/L T-7/51

e For user guide see pages 586-592

) Number of inserts

(2) Maximum ramping angle

@) W-Weldon

For inserts, see pages: QOMT-HQ (535) ® SOMT-HQ (535) ® XOMT-HQ (535)

HELIDO

TRIGON LINE
H690 EWN-07 T&% — (—uj %
DiC | \—ﬂiCENMS

HB90 WNMU 0705

®
y

@
&

90° Endmills Carrying g

Double-Sided
APMX
Trigonal Inserts with 6 7 LLH
Helical Cutting Edges OAL

O
DC CICT" APMX OAL  LH DCONMS Shank?® RMPX*® [FB @ / &

1.25R07 1.250 2 275 4.250 1.750 1.250 w 2.0 121 SRM4X0.7IP15 BLDIP15/S7  SW6-T-SH
H690 EWN D1.5 1.50R07 1.500 4 275 4.250 1.500 1.500 W 15 1.74  SRM4X0.7IP15 BLD IP15/S7  SW6-T-SH
e For user guide see pages 586-592
) Number of inserts
(2) W-Weldon
) Maximum ramping angle
For inserts, see pages: H690 WNHU/WNMU 0705 (511)

Member IMC Group




HELIPLUS

HP E90AN-07 D*: = | — DC(;NMS % @
v @

Endmills with HELIPLUS T

@ 2
<&

le— | J —>

le— | H—

' OAL

HP ANKT 0702.. Inserts ﬂ |.APMX

DC CICT®) APMX LH LDRED OAL RMPX°® RMPX°_29 RPMX® DCONMS CSP® Shank(e)& & /y

HP E90AN-D.38-1-C.38-7C If 1 303 640 67 3000 25 - 69730 375 1 C .07 SR34-533/UHG  T-6/51
HP E90AN-D.38-1-W.38-7 375 1 303 .640 57  3.000 2.5 . 69730 375 0 W .08 SR34-533/UHG  T-6/51
HP E90AN-D.50-2-C.50-7C lil) 2 303 750 67 3270 27 35 54310 .500 1 C 15 SR 34-533//HG  T-6/51
HP E90AN-D.50-2-W.50-7 .500 2 303 750 67  3.250 2.7 35 54310 .500 0 W 16 SR 34-533//HG  T-6/51
HP E90AN-D.62-3-C.62-7C [V 3 303 1000 .92 3500 32 6.0 45340 625 1 C .23 SR 34-533//HG  T-6/51
HP E90AN-D.62-3-W.625-7 74 3 303 1000 .92 3250 32 6.0 45340 625 0 W 143 SR34-533/UHG T-6/51
HP E90AN-D.62-4-C.62-7C [ 4 303 1.000 92 3500 32 6.0 45340 625 1 C .23 SR 34-533//HG  T-6/51
HP E90AN-D.62-4-W.625-7 G4 4 303 1.000 92 3250 32 6.0 45340 625 0 W 24 SR34-533/UHG  T-6/51
HP E90AN-D.75-4-C.75-7C LN 4 303 1.000 93 4000 24 45 40230 .750 1 C 41 SR34-533/UHG  T-6/51
HP E90AN-D.75-4-W.75-7 .750 4 303 1.000 .93 3.500 2.4 4.5 40230 .750 0 W 00 SR34-533/UHG  T-6/51
HP E90AN-D.75-5-C.75-7C [ 5 303 1.000 93 4000 24 4.5 40230 .750 1 C 42 SR34-533//HG  T-6/51
HP E90AN-D.75-5-W.75-7 750 5 303 1.000 .93 3500 2.4 45 40230 .750 0 W 39 SR 34-533/UHG  T-6/51
HP E90AN-D1.00-5-C. 1000 5 303 1.000 = 4500 20 3.0 33110 .750 1 C .54 SR34-633//HG  T-6/51
HP ES0AN-D1.0-7-W.7 1000 7 303 1.000 = 3.500 2.0 3.0 33110 .750 0 W 47 SR34-533/UHG  T-6/51
HP E90AN-D1.00-7-C.75-7C RN 303 1.000 = 4500 20 3.0 33110 .750 1 C .55 SR 34-633//HG  T-6/51

* Insert tightening torque: 5.5 Ibfxin. e For user guide see pages 586-592

() Number of inserts

(2 Maximum ramping angle

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

@ Maximum RPM

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

(6) C-Cylindrical, W-Weldon

For inserts, see pages: HP ANCR 0702PNFR (484) ¢ HP ANKT 0702...-FF (485) ® HP ANKT/ANCT 0702..PN-R/PNTR (484) » HP ANKW 070204PNTR (484)
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HELiPLUS 1
MULTI-MASTER

HP E90AN-MM-07
90° Endmills with a

9%
®

@ 2
<&

MULTI-MASTER Threaded
Adaptation Carrying HELIPLUS
HP ANKT 0702.. Inserts

DC DCONMS CICT® LF OAL APMX RMPX°® RMPX° 2% RPMX® THSZMS DRVS® % & /

HP E90AN-D.50-2-MMTO08 [} 450 2 650 960  .308 2.7 3.5 54310 T08 394 03 SR34-533//HG  T-6/51
HP E90AN-D.62-3-MMT10 s 580 3 750 1210 .308 3.2 6.0 45100 T10 512 06 SR34-533/UHG  T-6/51
HP E90AN-D.62-4-MMT10 Gz 580 4 750 1210 .308 32 6.0 45100 T10 512 05 SR34-533//HG  T-6/51
HP E90AN-D.75- .750 690 5 850 1.390 .30 2.4 45 40230 T12 630 09 SR34-533/UHG  T-6/51

¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 37 e For user guide see pages 586-592

() Number of inserts

@ Maximum ramping angle

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

@) Maximum RPM

) Width across flats (wrench should be ordered separately)

For inserts, see pages: HP ANCR 0702PNFR (484) ¢ HP ANKT 0702...-FF (485) ¢ HP ANKT/ANCT 0702..PN-R/PNTR (484) ¢ HP ANKW 070204PNTR (484)
For holders, see pages: MM CAB (733) ¢ MM GRT (shanks) (85) ® MM S-A (stepped shanks) (83) ¢ MM S-A (straight shanks) (86)

o MM S-A-C# (84) ® MM S-A-HSK (672) ® MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ¢ MM S-ER (88)

e MM S-ER-H (89) ® MM TS-A (85)

ISCAR
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90° Endmills Carrying DC - DCONMS =

HM390 TCKT 0703 i .

Triangular Inserts with 3 &,

Helical Cutting Edges APMX,| |

Y oa
0

DC  APMX CICT®  OAL LH  DCONMS Shank? RMPX°® & /
HM390 ETC D.625-2W.625-07 625 200 2 3.000 1.000 .625 w 19 .19 SRM2.5X5-T7-60  T-7/51
HM390 ETC D0.75-3W0.75-07 750 200 3 3.500 1.250 .750 W 1.5 .38 SR M2.5X5-T7-60  T-7/51
HM390 ETC D1.00-4W0.75-07 1.000 200 4 3.500 1.250 .750 w 1.0 .39 SRM2.5X6-T7-60  T-7/51
HM390 ETC D1.00-4W1.00-07 1.000 .200 4 4.000 1.500 1.000 W 1.0 .69 SR M2.5X6-T7-60  T-7/51
HM390 ETC D1.25-5W1.25-07 1.250 .200 5 4.250 1.750 1.250 W 8 118  SRM2.5X6-T7-60  T-7/51

* Insert clamping screw must be lubricated every indexing. e Tightening torque .66 Ibfxft. e For user guide see pages 586-592
) Number of inserts

(2) W-Weldon

) Maximum ramping angle

For inserts, see pages: HM390 TCKT/CT 0703 (487)

AIEY ’3,
P rrd ILL DRVS  THSZMS

MULTI-#ASTER fﬂ@q@ i bl
Y

HM390 ETC-MM DC - DCONMS
90° Endmills with a
MULTI-MASTER Threaded APMX L J
Adaptation Carrying HM390

TCKT 0708 Triangular Inserts

T —— Y

HM390 ETC D.625-2MMT10-07 625 200 2 625 .600 T10 1.070 512 1.9 04 SR M25X5-T7-60 T-7/51
HM390 ETC D0.75-3MMT12-07 750 200 3 .750 .720 T12 1.270 .630 149 08 SR M2.5X5-T7-60 T-7/51
HM390 ETC D1.00-4MMT15-07 1.000 .200 4 1.000 941 T15 1.670 187 1.0 19 SRM2.5X6-T7-60 T-7/51

* Insert clamping screw must be lubricated every indexing. ¢ Tightening torque .66 Ibfxft. e For adaptation see page 37

e For user guide see pages 586-592

() Number of inserts

(2 Clamping wrench size

(8 Maximum ramping angle

For inserts, see pages: HM390 TCKT/CT 0703 (487)

OAL———

HELiTANG
T490 ELN-08 = i % @ Q
90° Endmills Carrying Tangentially oDCtH——"—H————- H—— DCONMS —
Clamped Inserts with 4 Helical, | = ‘
8 mm Long Cutting Edges APMX_|
D
OAL
o
DC CICT® LH LU OAL APMX DCONMS Shank?® CSP® RMPX®®@ RMPX°_26 IE & /
T490 ELN D.62-2-W.62-08 625 2 1050 100 3250 815 625 W 0 20 11 25 SR10502813HGSM  IP-7/51
T490 ELN D.62-2-W.62-08C 625 2 1.050 1.00 3.250 315 625 W 1 2.0 11 .23 SR 10502813-HGSM IP-7/51
T490 ELN D.75-2-C.75-08B 750 2 1.650 1.57 6.000 1) 750 W 1 1.8 8 63 SR 10502813-HG-M IP-7/51
T490 ELN D.75-2-W.75-08C 750 2 1.080 1.00 3.380 315 750 W 1 1.8 8 34 SR 10502813-HG-M IP-7/51
T490 ELN D.75-3-W.75-08 750 3 1080 100 3380 315 750 w 0 18 8 37 SR10502813-HG-M  IP-7/51
T490 ELN D.75-3-W.75-08C 750 3 1.080 1.00 3.380 35 750 W 1 1.8 8 .34 SR 10502813-HG-M |P-7/51
T490 ELN D1.00-3-C1.0-08B [RHel] & 1650 157 7.870 315 1.000 C 1 5 151 SR 10502813-HG-M IP-7/51
T490 ELN D1.00-3-W.75-08C [RHE«tl) 3 - 1.00 3.380 315 .750 W 1 & 41 SR 10502813-HG-M IP-7/51
T490 ELN D1.00-4-W.75-08 1.000 4 1.00 3.380 35 .750 W 0 & 46 SR 10502813-HG-M IP-7/51
T490 ELN D1.00-4-W.75-08C [RRel] 4 - 1.00 3.380 315 750 W 1 & 42 SR 10502813-HG-M IP-7/51
T490 ELND1.25-3-C1.25-08B RWil) 3 1650 157 7.870 315 1.250 C 1 A4 244 SR 10502813-HG-M IP-7/51
T490 ELND1.25-3-W1.00-08C Wl 3 - 1.20 4.000 35 1.000 W 1 4 80 SR 10502813-HG-M |P-7/51
T490 ELND1.25-5-W1.00-08C RWil) 5 1.20 4.000 315 1.000 W 1 A4 81 SR 10502813-HG-M IP-7/51
T490 ELND1.50-4-W1.00-08C RE) 4 1.20 4.000 315 1.000 W 1 i3 1.01 SR 10502813-HG-M IP-7/51
T490 ELND1.50-6-W1.00-08C [ERNS 120 4000 315 1000 W 1 3 104 SR10502813-HGM  IP-7/51

e "B" suffix for long cylindrical shank which may be shortened. e For user guide, see pages 586-592
) Number of inserts

(2) C-Cylindrical, W-Weldon

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

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

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

For inserts, see pages: T490 LNAR-P (522) e T490 LNMT/LNHT 0804 (518)

Member IMC Group
(| I
L 4 111]
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HELiTANnG FLEXFiT

90° Endmills with a FLEXFIT

T490 ELN-M-08 o r'r%m ¥ § % @ Q
F

THSZMS DCONMS -
Threaded Adaptation Carrying k‘—rl 1 { f/
Tangentially Clamped Inserts Apr
<—LU
e LF—
OAL
O
DC CICT® APMX DCONMS LU LF OAL THSZMS DRVS® RMPX°® RMPX°_2¢ TQ_39 & /
T490 ELN D.75-3-M10 HE0 3 315 710 1.00 1.180 1970  M10 591 1.8 5 260 A1 SR 10502813-HG-M  IP-7/51
T490 ELN D1.00-4-M12 REm 315 .830 - 1100 1.970 M12 669 - 4 295 A7 SR 10502813-HG-M  IP-7/51
T490 ELN D1.25-5-M16 FFUNEE 315 1.140 - 1180 2160  M16 984 - 3 355 34 SR 10502813-HG-M  IP-7/51

* For adaptation see page 37 e For user guide see pages 586-592¢ When mounting items with FLEXFIT 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

() Number of inserts

@ Torque key size

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

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

) Tool tightening torque Nxm (Ibfxin)

For inserts, see pages: T490 LNAR-P (522) e T490 LNMT/LNHT 0804 (518)

For holders, see pages: BT-ODP (FLEXFIT) (356) ® C#-ODP (FLEXFIT) (356) ® CAB M-M (FLEXFIT) (354) ¢ CAT-ODP (FLEXFIT) (360)

e ER-ODP (358) ® HSK A-ODP (FLEXFIT) (359) ® S M (354) ¢ S M-CF (355)

HELITANG DRVS

T490 LINE T

MULTHHASTER - e - S SY®
Uy l

T490 ELN-MM-08 i (I
90° Endmills with a
MULTI-MASTER Threaded e

Adaptation Carrying OAL
Tangentially Clamped Inserts

DC CICT" APMX DCONMS LF  OAL THSZMS DRVS® RMPX°(3) RMPX° 24 i & /

T490 ELN D.62-2-MMT10 Rz 2 315 570 780 1.260 T10 512 06 SR 10502813-HGSM  IP-7/51
T490 ELN D.75-3-MMT12 REY 3 315 .690 846 1.370 T12 630 1.8 .8 10 SR 10502813-HG-M  IP-7/51

e Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 37 e For user guide see pages 586-592
() Number of inserts

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

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

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

For inserts, see pages: T490 LNAR-P (522) e T490 LNMT/LNHT 0804 (518)

For holders, see pages: MM S-A (stepped shanks) (83) ® MM S-A (straight shanks) (86) ® MM S-A-C# (84) ¢ MM S-A-HSK (672)

* MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ® MM S-ER (88) ® MM S-ER-H (89) ® MM TS-A (85)

fELiDO
H490 E90AX-09 g— — % @ @
90° Endmills Carrying DC DCOLMS
H490 ANKX 09... | Q &= r
Double-Sided Rectangular Inserts APMX
with 4 Helical Cutting Edges L LU—»

OAL

(R
DC CICT!)  APMX  OAL LU  DCONMS Shank?® OB & / v

H490 E90AX D.62-2-W.62-09 625 2 315 3.250 1.000 625 w .23 SR 10508082-HG BLD T08/M7 ~ SW4-SD
H490 E90AXD.62-2-C.62-09B 625 2 315 6.000 1.500 625 C 45 SR 10508082-HG BLD T08/M7 ~ SW4-SD
H490 E90AX D.75-2-W.75-09 750 2 315 3.380 1.000 750 W 34 SR10608082-HG BLD T08/M7 ~ SW4-SD
H490 E90AXD.75-2-C.75-09B .750 2 315 6.000 1.670 750 C 63 SR10508082-HG BLD T08/M7  SW4-SD
H490 E90AX D.75-3-W.75-09 750 3 315 3.380 1.000 750 w 34 SR10508082-HG BLD T08/M7 ~ SW4-SD
H490 E90AX D1.0-3-W.75-09 1.000 3 315 3.380 1.240 750 W 44 SR10608082-HG BLD T08/M7 ~ SW4-SD
H490 E90AXD1.0-3-C1.0-09B 1.000 3 315 7.870 1.570 1.000 C 1.50 SR 10508082-HG BLD T08/M7  SW4-SD
H490 E90AX D1.0-4-W.75-09 1.000 4 315 3.380 1.240 .750 W 39 SR 10508082-HG BLD T08/M7 ~ SW4-SD
H490 E90AX D1.25-4W1.0-09 1.250 4 315 4.000 1.480 1.000 W 80 SR 10508082-HG BLD TO8/M7 ~ SW4-SD
H490 E90AXD1.25-4C1.25-9B 1.250 4 315 7.870 1.670 1.250 C 2.45 SR 10508082-HG BLD T08/M7  SW4-SD
H490 E90AX D1.25-5W1.0-09 1.250 5 315 4.000 1.480 1.000 w .79 SR 10508082-HG BLD T08/M7  SW4-SD
H490 E90AX D1.50-5W1.0-09 1.500 5 315 4.000 1.520 1.000 W 88 SR10608082-HG BLD T08/M7  SW4-SD
H490 E90AX D1.50-6W1.0-09 1.500 6 315 4.000 1.520 1.000 W 89 SR 10508082-HG BLD T08/M7 ~ SW4-SD

e For user guide, see pages 586-592 e "B" Suffix cylindrical shank which may be shortened
() Number of inserts

() C-Cylindrical, W-Weldon

For inserts, see pages: H490 ANKX 0904-FF (512) ® H490 ANKX/ANCX-09 (512)

ISCAR



HE!;QUAD — s
E9OSP F O } % @ Q LL
Endmills Carrying Square R DCONMS |—
S/XPMT Inserts L%A ' D)
APMX L <
™ oa z
0
o —
DC  CICT® APMX LU OAL DCONMS RMPX°@ Shank® B8 & / 4 —J
E90SP D1.00-02-W.75-10 1.000 2 .380 1.06 3.000 .750 3.0 W 20 SR 10514114  BLD IP15/M7  SW6-T-SH D
E90SP D1.00-02-W1.00-10 1.000 2 .380 1.26 3.750 1.000 3.0 W .66 SR 10514114 BLD IP15/M7 ~ SW6-T-SH E
E90SP D1.00-03-W.75-10 1.000 3 .380 1.06 3.000 .750 3.0 W .32 SR 10514114  BLD IP15/M7  SW6-T-SH
E90SP D1.00-03-W1.00-10 1.000 3 .380 1.26 3.750 1.000 3.0 W 1.10 SR 10514114  BLD IP15/M7  SW6-T-SH [ ]
E90SP D1.25-03-W1.00-10 1.250 3 .380 1.25 3.750 1.000 2.0 W 7 SR 10514114  BLD IP15/M7 ~ SW6-T-SH LLI
E90SP D1.25-04-W1.00-10 1.250 4 .380 1.25 3.750 1.000 2.0 W 40 SR 10514114  BLD IP15/M7  SWB-T-SH D
E90SP D1.50-04-W1.25-10 1.500 4 .380 1.50 4.500 1.250 15 W 1.10 SR 10514114  BLDIP15/M7  SW6-T-SH f—
E90SP D1.50-05-W1.25-10 1.500 5 .380 1.50 4.500 1.250 jii6) W 07 SR 10514114  BLD IP15/M7  SWB-T-SH m
® For user guide see pages 586-592 m
() Number of inserts
2 Maximum ramping angle <
) W-Weldon Q
For inserts, see pages: QPMR 1004-HQ-M (536) ® SPCT/SPMR PDR (537) ® XPMT-HQ (537) D
SUMO#iii 5
T290 ELN-10 — D % @ Q
Endmills Carrying Tangentially DC {;, y CD
Clamped Inserts t v S r ®
APMX, | |
l— | H — U)
OAL 1
—
DC cicT® OAL LH APMX DCONMS  Shank®@ % & / ﬁ %
T290 ELN D.75-2W.75 .750 2 4.750 1.220 394 .750 W 49 SR 10504970  BLD IP15/M7 ~ SW6-T-SH
T290 ELN D.75-03-W.75-10 .750 3 3.500 1.220 .394 .750 W .35 SR 10504972  BLD IP15/M7 ~ SW6-T-SH Z
T290 ELN D1.0-3W1.0-10-XL 1.000 3 5.000 1.220 .394 1.000 W .95 SR 10504970  BLD IP15/M7  SW6-T-SH LIJ
T290 ELN D1.0-04-W1.0-10 1.000 4 4.000 1.220 .394 1.000 W .73 SR 10504970  BLD IP15/M7 ~ SW6-T-SH
T290 ELN D1.50-06-W125*10 1.500 6 4.000 1.180 394 1.250 W 1.25 SR 10504970 BLD IP15/M7 ~ SW6-T-SH
e For user guide, see pages 586-592
() Number of inserts
(2 W-Weldon
For inserts, see pages: T290 LNMT/LNHT 1004 (516)
HELISMILL
HM390 ETP-10 % @ f‘)
90° Endmills Carrying DCONMS =
HM390 TPKT 1003 i @ r
Triangular Inserts with 3
Helical Cutting Edges
OAL

Q
I — & /7

HM390 ETP D1.00-2-C1.0-B 1.000 315 2 7.870 1.570 1.000 C 29 1.50 SR 14-562/S BLDT10/S7  SW6-SD
HM390 ETP D1.00-2-W1.0-10 R 315 2 3.750 1.000 1.000 w 29 77 SR 14-562/S BLD T10/S7  SW6-SD
HM390 ETP D1.00-3-C1.0-B 1.000 315 3 7.870 1.570 1.000 C 29 1.49 SR 14-562/S BLDT10/S7  SW6-SD
HM390 ETP D1.00-3-W.75-10 [EERE] 315 3 3.380 1.350 750 w 2.9 37 SR 14-562/S BLD T10/S7  SW6-SD
HM390 ETP D1.00-3-W1.0-10 [SRH0; 315 3 3.750 1.000 1.000 w 29 .69 SR 14-562/S BLDT10/S7  SW6-SD
HM390 ETP D1.25-3-C1.25-B 1.250 315 3 7.870 1.570 1.250 C 2.1 2.41 SR 14-562/S BLDT10/S7  SW6-SD
HM390 ETP D1.25-3-W1.0-10 R 315 3 4.000 1.000 1.000 w 241 77 SR 14-562/S BLDT10/S7  SW6-SD
HM390 ETP D1.25-4-C1.25-B 1.250 315 4 7.870 1.570 1.250 C 241 2.39 SR 14-662/S BLDT10/S7  SW6-SD
HM390 ETP D1.25-4-W1.0-10 P 315 4 4.000 1.000 1.000 W 21 .76 SR 14-562/S BLDT10/S7 SW6-SD
HM390 ETP D1.50-5-C1.5-B 1.500 315 5 9.840 1.670 1.500 C 1.6 452 SR 14-562/S BLD T10/S7  SW6-SD
HM390 ETP D1.50-5-W1.0-10 [ERE 315 5 4.000 1.250 1.000 W 1.6 87 SR 14-562/S BLDT10/S7 SW6-SD

e For user guide, see pages 586-592

() Number of inserts

(2) C-Cylindrical, W-Weldon

@) Maximum ramping angle

For inserts, see pages: HM390 TPKT/CT 1003 (488)

Member IMC Group
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:5“’;;5!’3"”-’- DRVS

= NS
MULTI-ASTER P |
HM390 ETP-MMT 0C g I THEZMS DCONMS @? r
90° Endmills with a | e |
MULTI-MASTER Threaded T
Adaptation Carrying HM390 *‘.7%‘
TPKT 1008... Triangular Inserts oL

o
A e —— Y A

HM390 ETP-D1.0-3-MMT15-10 JERH0) 315 3 1.100 .960 T15 1.770 787 1.0 21 SR14-562/S BLDT10/S7 SW6-SD

* For adaptation, see page 37 e For user guide, see pages 586-592

) Number of inserts

(2) Clamping wrench size

@) Maximum ramping angle

For inserts, see pages: HM390 TPKT/CT 1003 (488)

For holders, see pages: MM S-A (stepped shanks) (83) ® MM S-A (straight shanks) (86) ® MM S-A-C# (84) ¢ MM S-A-HSK (672)
¢ MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ® MM S-ER-H (89)

KT ;SMILL CAMFIX

HM390 LINE Shank Rd
HM390 ETP-C#-10 14 % @ d
9®

90° Endmills Carrying i (I:D
HM390 TPKT 1003 DG E DOONMS p
Triangular Inserts with 3 ¥
Helical Cutting Edges APMX | \m @
LF
o
Designation DCONMS DC APMX CICT®M LU LF RMPX°@ Shank CDI® & / f
HM390 ETP D25-3-L39-C3-10 1.260 .984 315 3 1.54 2.165 29 CAMFIX 0 46 SR 14-562/S BLDT10/S7  SW6-SD

® For user guide see pages 586-592

) Number of inserts

2 Maximum ramping angle

() 1 - Slot for data chip, 0 - Without slot for data chip
For inserts, see pages: HM390 TPKT/CT 1003 (488)

BALLFLGS

MULTI-mASTER

9%

HCE-MM

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

9
&

De DC OAL LF APMX THSZMS DCONMS DRVS! TQ & § / ﬂ

HCE D12/.50-MMT08 472 1.102 .787 3189 T08 453 .394 132.76 .03 SR34-540 BLDT15/87  SW6-T
HCE D16/.62-MMT10 630 1.447 .984 4055 T10 598 512 247.82 .06 SR 10503579 BLDT20/S7  SW6-T
HCE D20/.75-MMT12 787 1.921 1.378 5039 T12 728 591 247.82 13 SR 1052964 BLDT25/S7  SW6-T

e For undercutting use HTR inserts only e The dimensions are for HCC inserts with re=.02" ¢ Do not apply lubricant to the MULTI-MASTER threaded connection
e For adaptation options, see page 37 e For user guide, see pages 586-592

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

For inserts, see pages: HCC-QF (578)

For holders, see pages: MM CAB (733) ¢ MM GRT (shanks) (85) ® MM S-A (stepped shanks) (83) ¢ MM S-A (straight shanks) (86)

o MM S-A-C# (84) * MM S-A-HSK (672) * MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ¢ MM S-ER (88)

e MM S-ER-H (89) * MM TS-A (85)

ISCAR



HELi2000 C
HM90 E90A-10 & B DocRM % @ ® LL
Endmills Carrying ' ! Sl = |—
HMQ0 AP.. 1003... Inserts APMX, | | x @ Q D)
f— | J—>
f«— LH— <
OAL: @=7 2
I
—
DC_ CICT  APMX  OAL LH W AMPCT DCONMS Sham® oo BB —
HM90 E90A-D.38-1-C.50-LB 75 i 8% 6000 1000 3 50 500 c 0 0 -
HM90 E90A-D.38-1-W.50 375 1 .394 3.000 .640 43 5.0 .500 W 0 14 E
HM90 E90A-D.38-1-W.50-C 375 1 .394 3.000 .640 43 50 .500 W 1 13
HM90 E90A-D.44-1-W.62 440 1 .394 3.250 .750 50 50 .625 W 0 24 (]
HM90 E90A-D.44-1-W.62-C 440 1 .394 3.250 .750 .50 50 .625 w 1 22
HM90 E90A-D.50-1-W.62 500 1 .394 3.250 .750 55 32.0 .625 W 0 24 LLI
HM90 E90A-D.50-1-W.62-C .500 1 .394 3.250 1.030 .55 32.0 .625 w 1 22 D
HM90 E90A-D.56-1-W.62 562 1 .394 3.250 .900 59 7.0 .625 W 0 24 E
HM90 E90A-D.62-2-C.62-LB 625 2 .394 7.000 1.500 1.44 15.0 .625 C 0 56
HM90 E90A-D.62-2-W.62 625 2 .394 3.250 1.000 94 15.0 .625 w 0 24 m
HM90 E90A-D.62-2-W.62-C 625 2 .394 3.250 1.000 .94 15.0 .625 w 1 22 <
HM90 E90A-D.70-2-W.75 .700 2 .394 3.380 1.000 .96 75 .750 w 0 35 Q
HMS90 E90A-D.70-2-W.75-C .700 2 .394 3.380 1.000 .96 75 .750 w 1 37
HM90 E90A-D.75-2-C.75-B .750 2 .394 6.000 1.570 1.53 75 .750 C 0 69 D
HM90 E90A-D.75-2-C.75-LB .750 2 .394 8.000 1.570 .82 75 .750 C 0 94 —_
HM90 E90A-D.75-2-W.75-C .750 2 .394 3.380 1.000 94 35 .750 w 1 .34 —l
HM90 E90A-D.75-2-W.75-XL 750 2 894 4TS 2000 19 75 750 w 0 52 @)
HM90 E90A-D.75-3-W.75 .750 3 .394 3.380 1.000 .96 75 .750 w 0 37 CD
HM90 E90A-D.75-3-W.75-C 750 8 594 330 1000 % 75 750 w 1 R
HM90 E90A-D.88-3-W.75 875 3 59 330 1000 % 75 750 w 0 39 °
HM90 E90A-D.88-3-W.75-C 875 3 594 330 1000 % 75 750 w 1 36
HM90 E90A-D1.00-2-W.75-C  [JRECLS 2 34 330 1000 : 25 750 w 1 2 )]
HM90 E90A-D1.00-2-W1.00 1,000 2 34 370 1000 9% 25 1,000 w 0 74 —l
HM90 E90A-D1.00-3-C1.00-B [JRELS 3 %4 780 1500 188 25 1,000 c 0 1,64 —
HM90 E90A-D1.00-3-C1.00LB [RKIY 3 410000 1570 94 25 1,000 c 0 211 S
HM90 E90A-D1.00-3-W.75 1000 3 89 330 1000 . 25 750 w 0 3
HM90 E90A-D1.00-3-W.75-C  JRKIY 3 894 330 1000 . 25 750 w 1 3 N
HM90 E90A-D1.00-3-W1.00 1000 3 29 3750 1000 % 25 1,000 w 0 72 =
HM90 E90A-D1.00-3-W1.00-C [RHI 3 84 870 1000 9% 25 1,000 w 1 9 Tn
HM90 E90A-D1.00-3-W1.00XL RIS 3 34 5510 310 31 25 1,000 w 0 104
HM90 E90A-D1.00-4-W.75 1000 4 54 330 1000 : 25 750 w 0 43
HM90 E90A-D1.00-4-W.75-C  [RRECLS 4 34 330 1000 : 25 750 w 1 K
HM90 E90A-D1.00-4-W1.00 1000 4 34 370 1000 % 25 1,000 w 0 73
HM90 E90A-D1.00-4-W1.00-C 1.000 4 .394 3.750 1.000 .96 25 1.000 w 1 69
HM90 E90A-D1.125-4-W1.0 112 4 24 3750 1000 ; 20 1,000 w 0 7
HM90 E90A-D1.25-3-W.75-C 1.250 3 .394 3.500 1.200 - 3.0 .750 W 1 54
HM90 E90A-D1.25-3-W1.00 1250 3 894 4000 1200 . 30 1,000 w 0 2
HM90 E90A-D1.25-3-W1.00-C 1.250 3 .394 4.000 1.200 - 3.0 1.000 W 1 85
HM90 E90A-D1.25-3-W1.25XL 1.250 3 .394 6.300 4.000 3.96 3.0 1.250 W 0 1.90
HM90 E90A-D1.25-4-C1.25-B 1.250 4 .394 7.870 1.570 1.45 3.0 1.250 C 0 2.57
HM90 E90A-D1.25-4-C1.25LB 1.250 4 .394 10.000 1.570 1.37 3.0 1.250 C 0 3.31
HM90 E90A-D1.25-4-W.75 1.250 4 .394 3.500 1.200 ° 3.0 .750 W 0 55
HM90 E90A-D1.25-4-W.75-C 1.250 4 .394 3.500 1.200 = 3.0 .750 w 1 .66
HM90 E90A-D1.25-4-W1.00 1.250 4 .394 4.000 1.200 ° 3.0 1.000 W 0 .88
HM90 E90A-D1.25-4-W1.00-C 1.250 4 .394 4,000 1.200 = 3.0 1.000 W 1 .83
HM90 E90A-D1.25-5-W.75 1.250 5 .394 3.500 1.200 ° 3.0 .750 W 0 56
HM90 E90A-D1.25-5-W.75-C 1.250 5 .394 3.500 1.200 s 3.0 .750 w 1 .52
HM90 E90A-D1.25-5-W1.00 1.250 5 .394 4,000 1.200 ° 3.0 1.000 W 0 .89
HM90 E90A-D1.25-5-W1.00-C 1.250 5 .394 4,000 1.200 s 3.0 1.000 w 1 .84
HM90 E90A-D1.50-3-W1.00 1.500 3 .394 4,000 1.200 ° 2.7 1.000 W 0 1.03
HM90 E90A-D1.50-3-W1.50XL 1.500 3 .394 7.750 5.000 4.92 2.7 1.500 w 0 3.42
HM90 E90A-D1.50-5-C1.50-B 1.500 5 .394 9.840 1.570 1.43 2.7 1.500 C 0 4.70
HM90 E90A-D1.50-5-W1.00 1.500 5 .394 4.000 1.200 ° 2.7 1.000 w 0 1.01
HM90 E90A-D1.50-5-W1.00-C 1.500 5 .394 4,000 1.200 ° 2.7 1.000 w 1 95
HM90 E90A-D1.50-5-W1.25-C 1.500 5 .394 4.300 1.200 o 2.7 1.250 w 1 141
HM90 E90A-D1.50-6-W1.00 1.500 6 .394 4.000 1.200 ° 2.7 1.000 w 0 1.00
HM90 E90A-D1.50-6-W1.00-C 1.500 6 .394 4,000 1.200 o 2.7 1.000 w 1 .94
HM90 E90A-D1.50-6-W1.25 1.500 6 .394 4.300 1.200 - 2.7 1.250 W 0 1.47

e For user guide, see pages 586-592

) Number of inserts

(2) Maximum ramping angle

() C-Cylindrical, W-Weldon

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

For inserts, see pages: APCR 1003PDFR-P (492) » APCT 1003PDR-HM (492) » APKR 1003PDR-HM (492) » APKT 1003..R (494) » APKT 1003..TR-RM (494)
e APKT 1003PDR-HM (493) e APKT 1003PDTR-76 (494) e APKT 1003PDTR/L-RM (493) e APKT 1003R8T-FF (496) ® APKW 100304 PDR (PCD) (491)

e HM90 APCR 100304PDFR-P/DP (491) ® HM90 APCT 1003 (490) ® HM90 APKT 1003 (490) * HM90 APKT 1003PD-W (495) ¢ HM90 APKW 1003PDR (495)

Member IMC Group
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Spare Parts

Designation

&

7

d

/

HM90 E90A-D.38-1-C.50-LB
HM90 E90A-D.38-1-W.50
HM90 E90A-D.38-1-W.50-C
HM90 E90A-D.44-1-W.62
HMO90 E90A-D.44-1-W.62-C
HM90 E90A-D.50-1-W.62
HM90 E90A-D.50-1-W.62-C
HM90 E90A-D.56-1-W.62
HM90 E90A-D.62-2-C.62-LB
HM90 E90A-D.62-2-W.62
HM90 E90A-D.62-2-W.62-C
HM90 E90A-D.70-2-W.75
HM90 E90A-D.70-2-W.75-C
HM90 E90A-D.75-2-C.75-B
HM90 E90A-D.75-2-C.75-LB
HM90 E90A-D.75-2-W.75-C
HM90 E90A-D.75-2-W.75-XL
HM90 E90A-D.75-3-W.75
HM90 E90A-D.75-3-W.75-C
HM90 E90A-D.88-3-W.75
HM90 E90A-D.88-3-W.75-C
HM90 E90A-D1.00-2-W.75-C
HM90 E90A-D1.00-2-W1.00
HM90 E90A-D1.00-3-C1.00-B
HM90 E90A-D1.00-3-C1.00LB
HM90 E90A-D1.00-3-W.75
HM90 E90A-D1.00-3-W.75-C
HM90 E90A-D1.00-3-W1.00
HM90 E90A-D1.00-3-W1.00-C
HM90 E90A-D1.00-3-W1.00XL
HM90 E90A-D1.00-4-W.75
HM90 E90A-D1.00-4-W.75-C
HM90 E90A-D1.00-4-W1.00
HM90 E90A-D1.00-4-W1.00-C
HM90 E90A-D1.125-4-W1.0
HM90 E90A-D1.25-3-W.75-C
HM90 E90A-D1.25-3-W1.00
HM90 E90A-D1.25-3-W1.00-C
HM90 E90A-D1.25-3-W1.25XL
HM90 E90A-D1.25-4-C1.25-B
HM90 E90A-D1.25-4-C1.25LB
HM90 E90A-D1.25-4-W.75
HMO90 E90A-D1.25-4-W.75-C
HM90 E90A-D1.25-4-W1.00
HM90 E90A-D1.25-4-W1.00-C
HM90 E90A-D1.25-5-W.75
HM90 E90A-D1.25-5-W.75-C
HM90 E90A-D1.25-5-W1.00
HM90 E90A-D1.25-5-W1.00-C
HM90 E90A-D1.50-3-W1.00
HM90 ES0A-D1.50-3-W1.50XL
HM90 E90A-D1.50-5-C1.50-B
HM90 E90A-D1.50-5-W1.00
HM90 E90A-D1.50-5-W1.00-C
HM90 E90A-D1.50-5-W1.25-C
HM90 E90A-D1.50-6-W1.00
HM90 E90A-D1.50-6-W1.00-C
HM90 E90A-D1.50-6-W1.25

SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG
SR 34-505/HG

T-8/53
T-8/53

T-8/53
T-8/53
T-8/53
T-8/63
T-8/53
T-8/53

T-8/53

T-8/63

T-8/53

T-8/53
T-8/53
T-8/53
T-8/53

T-8/53
T-8/53

T-8/53
T-8/53
T-8/53

T-8/53
T-8/63
T-8/53
T-8/53
T-8/53
T-8/53
T-8/53
T-8/63
T-8/53
T-8/53
T-8/53
T-8/53
T-8/53

T-8/53
T-8/53
T-8/53
T-8/53
T-8/53
T-8/63
T-8/53
T-8/53
T-8/63
T-8/53
T-8/53
T-8/63
T-8/53

SW4-SD

SW4-SD
SW4-SD
SW4-SD
SW4-SD
SW4-SD

SW4-SD
SW4-SD

SW4-SD

SW4-SD

SW4-SD

SW4-SD

BLD T08/M7

BLD T08/M7
BLD T08/M7
BLD TO8/M7
BLD T08/M7
BLD TO8/M7

BLD T08/M7
BLD T08/M7

BLD T08/M7

BLD T08/M7

BLD T08/M7

BLD T08/M7
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I

MULTI-MASTER !

HM90 E90A-MM-10 +- DCONMS n
90° Endmills with a |
MULTI-MASTER Threaded
Adaptation Carrying HM90
AP.. 1003... Inserts

o
DC CICTO ~ APMX  THSZMS  LF OAL  DCONMS DRVS®  RMPX°®  RPMX“
HM90 E90A-D.62-2-MMT10 625 2 .39%4 T10 .870 1.330 .600 512 3.2 66667 .06
HM90 E90A-D.75-2-MMT12 .750 2 394 T12 .960 1.510 720 630 24 57307 .10
750 3 394 Ti2 960 1510 720 630 2.4 57307 09
¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 37 e For user guide see pages 586-592
() Number of inserts
) Clamping wrench size
) Maximum ramping angle
@) Maximum RPM
For inserts, see pages: APCR 1003PDFR-P (492) ¢ APCT 1003PDR-HM (492) ¢ APKR 1003PDR-HM (492) * APKT 1003..R (494) » APKT 1003..TR-RM (494)
e APKT 1003PDR-HM (493) ® APKT 1003PDTR-76 (494) ¢ APKT 1003PDTR/L-RM (493) ® APKT 1003R8T-FF (496) ® HM90 APCR 100304PDFR-P/DP (491)
e HM90 APCT 1003 (490) ® HM90 APKT 1003 (490) ® HM90 APKT 1003PD-W (495)  HM90 APKW 1003PDR (495)
For holders, see pages: MM S-A (stepped shanks) (83) ® MM S-A (straight shanks) (86) ® MM S-A-C# (84) ¢« MM S-A-HSK (672)
* MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ® MM S-ER (88) ® MM S-ER-H (89) ® MM TS-A (85)

&

LS

%
s

®
®
&

Spare Parts

S 7
HM90 E90A-MM-10 SR 34-505/HG T-8/53

DC  CICT APMX OAL RMPX® LF THSZMS TQ.39 DRVSY DCONMS  MID®)

HM90 E90A D16-2-MMT10-JHP 630 2 3937 1.370 15.0 921 T10 248 512 614 APKT 1003PDR-HM
HM90 E90A D20-3-MMT12-JHP 787 3 .3937 1.516 7.5 1.004 T2 248 630 776 APKT 1003PDR-HM 32
HM90 E90A D25-4-MMT15-JHP 984 4 .3937 1.850 7.5 1.181 T15 354 .787 972  APKT 1003PDR-HM A1

e Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 37 e For user guide see pages 586-592

() Number of inserts

2 Maximum ramping angle

®) Tool tightening torque Nxm (Ibfxin)

@ Torque key size

8) Master insert identification

For inserts, see pages: APCR 1003PDFR-P (492) ¢ APCT 1003PDR-HM (492) ¢ APKR 1003PDR-HM (492) ¢ APKT 1003..R (494) » APKT 1003..TR-RM (494)
e APKT 1003PDR-HM (493) e APKT 1003PDR-HM-CS (493) ® APKT 1003PDTR-76 (494)  APKT 1003PDTR/L-RM (493) ¢ APKT 1003R8T-FF (496)

¢ HM90 APCR 100304PDFR-P/DP (491) ¢ HM90 APCT 1003 (490) * HM90 APKT 1003 (490) * HM90 APKT 1003PD-W (495) ¢ HM90 APKW 1003PDR (495)
For holders, see pages: MM S-A (stepped shanks) (83) ® MM S-A (straight shanks) (86) ® MM S-A-C# (84) ® MM S-A-HSK (672)

¢ MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ¢ MM S-ER (88) ¢ MM S-ER-H (89) ¢ MM TS-A (85)

HELi2000 DRVS —
MULTI-MASTER T ot VAR ALY
HM90 E90A-MM-10-JHP e . | DCONMS o @? Q
90° JHP Endmills with a l l
MULTI-MASTER Threaded AR L
Adaptation Carrying HELI2000 = = |_F4J ‘
and HELIMILL Inserts OAL |
Q.
22

Spare Parts

$
(VTN =CTo SRR (R [ B SR 34-505/HGE  BLDTO8/M7  SW4-SD

@ Recommended tightening torque for this item: 10.6 lbfxin

Member IMC Group
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HELI2000 FLEXFit

DRVS
HM90 E90A-M-10 — 5 % @
S

90° Endmills with a FLEXFIT DC A THSZMS DCONMS R
Threaded Adaptation Carrying ' 4 ¥ /}
HM90 AP.. 1008... Inserts APMX, | |

Q@

O
DC  CICT® DCONMS THSZMS  LH LF OAL  APMX RMPXx°@ TQ 38 [EB & /"

HM90 E90A-D1.00-4-M 1.000 4 830 M12 1.22 1.380 2.240 .394 2.5 295 19 SR34-505HG  T-8/53

* For adaptation see page 37 ® For user guide see pages 586-592 ¢ When mounting items with FLEXFIT 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

) Number of inserts

2) Maximum ramping angle

() Tool tightening torque Nxm (Ibfxin)

For inserts, see pages: APCR 1003PDFR-P (492) ¢ APCT 1003PDR-HM (492)  APKR 1003PDR-HM (492) ¢ APKT 1003..R (494) ¢ APKT 1003..TR-RM (494)

e APKT 1003PDR-HM (493) ® APKT 1003PDTR-76 (494) ¢ APKT 1003PDTR/L-RM (493) ® APKT 1003R8T-FF (496) ® APKW 100304 PDR (PCD) (491)

¢ HM90 APCR 100304PDFR-P/DP (491) ® HM90 APCT 1003 (490) ® HM90 APKT 1003 (490) ® HM90 APKT 1003PD-W (495) « HM90 APKW 1003PDR (495)

For holders, see pages: BT-ODP (FLEXFIT) (356) e C#-ODP (FLEXFIT) (356) ¢ CAB M-M (FLEXFIT) (354) ® CAT-ODP (FLEXFIT) (360)

e ER-ODP (358) ® HSK A-ODP (FLEXFIT) (359) * S M (354) » S M-CF (355)

HELiDO
H690 E90AX-10 ﬂ ° T @ % @@
90° Endmills Carrying oc DCONMS —
HB90 TNKX 1005.. ) ﬂ
Triangular Inserts with 6 L J
Helical Cutting Edges APMX | W
OAL
fe
DC  CICT!) APMX OAL LU DCONMS Shank?® RMPX® EB & / f
H690 E90AX D.75-2-W.75-10 .750 2 310 3.380 1.000 .750 W 28 34 SR10508082-HG  BLD T0O8/M7  SW4-SD
H690 E90AX D1.0-3-W.75-10 1.000 3 310 3.380 1.240 .750 W 2.6 38 SR 10508082-HG  BLD TO8/M7 ~ SW4-SD
H690 E90AX D1.0-4-W.75-10 1.000 4 310 3.380 1.240 .750 W 26 39 SR10508082-HG  BLD T0O8/M7  SW4-SD
H690 E90AX D1.25-4W1.0-10 sl 4 310 4.000 1.480 1.000 W 1.6 79 SR10508082-HG  BLD T08/M7  SW4-SD
H690 E90AX D1.25-5W1.0-10 WA 5 310 4,000 1.480 1.000 W 1.6 .79 SR 10508082-HG  BLD T08/M7  SW4-SD
H690 E9O0AX D1.50-5W1.0-10 ] 5 310 4.000 1.520 1.000 w 1.3 90 SR 10508082-HG  BLD TO8/M7  SW4-SD
H690 E9O0AX D1.50-6W1.0-10 0] 6 310 4,000 1.520 1.000 W 1.3 90 SR 10508082-HG  BLD T08/M7 ~ SW4-SD
® For user guide see pages 586-592
) Number of inserts
2 W-Weldon
3 Maximum ramping angle
For inserts, see pages: H690 TNKX/TNCX 1005 (514)
FENA AN
HELITANG
T490 ELN-11 = ! % @ Q
90° Endmills Carrying [lef ——-—{—-—-—= H—— DCONMS
T490 LN#T 11... Tangentially v ’F
Clamped Inserts APMX | |
e LU—>
e LH —>
OAL

DC CICT® LH LU APMX OAL DCONMS Shank® RMPX°(4) s & / Va

T490 ELN D1.00-3-C1.0-11B (1) BRK) 3 1500 1.42 350 8.000 1.000 160 SR34-535/L9.5-SN BLD T15/57 SW6-SD
T490 ELN D1.00-3-C1.00-11 1.000 3 1500 1.42 350 5.000 1.000 1.7 97 SR 34-535/L9.5-SN BLD T15/S7  SW6-SD
T490 ELN D1.00-3-W1.00-11 1.000 3 1500 1.42 350 4.000 1.000 1.7 .76 SR 34-535/L9.5-SN BLD T15/S7  SW6-SD
T490 ELN D1.25-3-C125-11B 1.250 3 1500  1.42 350 8.000 1.250 1.5 338  SR34-535-SN  BLDT15/S7 SW6-SD
3
4

=y

T490 ELN D1.25-3-W1.25-11 1.250 1500 1.42 350 4.250 1.250 1.5 128  SR34-535-SN  BLDT15/87 SW6-SD
T490 ELN D1.25-4-W1.25-11 1.250 1500 1.42 350 4.250 1.250 1.5 127~ SR34-535-SN  BLDT15/S7 SW6-SD
T490 ELN D1.50-4-W1.25-11 1.500 4 1.620 = 350 4.500 1.250 1.4 156  SR34-535-SN  BLDT15/57 SW6-SD

Sl=EloElcoE

® |mportant: Maximum clamping torque 28.3 Ibf*in e For user guide see pages 586-592
() Long cylindrical shank

(2 Number of inserts

@) C-Cylindrical, W-Weldon

4 Maximum ramping angle - valid only with T490 LNHT 1106PNTR-RD insert

For inserts, see pages: T490 LNMT/LNHT 1106 (519)

ISCAR



HELIDO

490 LINE

H490 E90AX-12
90° Endmills Carrying

H490 ANKX 12... bC 4 DCONMS

Double-Sided Rectangular i ©

Inserts with 4 Helical APMX

Cutting Edges D OAL

%@
®| ez

5
"

o
DC CICTH APMX OAL  LH DCONMS Shank?® RMPX°®

& ¢/

H490 E90AXD1.00-2-C1.0-12 1.000 2 472 7.874 1.970 1.000 C 15 156 SR 14-544/S SW6-T  BLD T15/M7
H490 E90AXD1.00-2-W1.0-12 1.000 2 472 4.000 1.500 1.000 w 1.5 T4 SR 14-544/S SW6-T  BLD T15/M7
H490 E90AXD1.25-3W1.25-12 ERRWi0] 3 472 4.250 1.500 1.250 w 4.0 1.26 SR 14-544 SWe-T  BLD T15/M7
H490 E90AXD1.50-4W1.25-12 Rk] 4 472 4.250 1.500 1.250 w 15 1.43 SR 14-544 SW6-T  BLD T15/M7
e For user guide see pages 586-592
() Number of inserts
(2 C-Cylindrical, W-Weldon
() Maximum ramping angle - valid only when the H490 ANKX1205R 15T-FF insert is used
For inserts, see pages: H490 ANKX/ANCX 1205-FF (513) ¢ H490 ANKX/ANCX-12 (512)
ELITANG
T490 ELN-13 % @ @
90° Endmills Carrying Tangentially DC — ] I DCONMS
Clamped Inserts with 4 Helical, | Q &= r
490" Long Cutting Edges APMX \%
f— LU—>
l— LH—+
OAL

& /@

O
DC CICT® OAL LH LU APMX DCONMS Shank® RMPX°¢)

T490 ELN D1.00-2-C1.0-13B (1) BRK} 2 7870 1970 185 490 1.000 © 1.54
T490 ELN D1.00-2-W1.00-13 1.000 2 4000 1500 140 490 1.000 w - 73
T490 ELN D1.25-2-W1.25-13 1.250 2 4250 1500 140 490 1.250 W 2.1 1.25
T490 ELN D1.25-3-C125-13B (1) gRiL 3 9840 1970 185 490 1.250 © 2.1 3.14
T490 ELN D1.25-3-W1.25-13 1.250 3 4250 1500 140 490 1.250 W 2.1 1.27
T490 ELND1.25-3-W125-13XL [RIXl) 3 6250 3250 313 490 1.250 W 2.1 1.89
T490 ELN D1.50-3-C150-13B (1) BRK0) 3 9840 1970 190 490 1.500 © 15 448
T490 ELN D1.50-3-W1.25-13 1.500 3 4500 1660 - 490 1.250 w 15 1.48
T490 ELND1.50-3-W150-13XL BRI 3 7750 5000 490 490 1,500 W 15 3.33
T490 ELN D1.50-4-W1.25-13 1.500 4 4500 1660 - 490 1.250 w 15 1.48

SR M4.5-10507218 BLD T15/87
SR M4.5-10507218 BLD T15/57

SR 34-535-SN
SR 34-535-SN
SR 34-535-SN
SR 34-535-SN
SR 34-535-SN
SR 34-535-SN
SR 34-535-SN
SR 34-535-SN

BLD T15/87
BLD T15/S7
BLD T15/87
BLD T15/87
BLD T15/57
BLD T15/87
BLD T15/87
BLD T15/87

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

® For user guide see pages 586-592

() "B" suffix for long cylindrical shank which may be shortened.

2 Number of inserts

@) C-Cylindrical, W-Weldon

4 Maximum ramping angle - valid only when T490 LNHT 1306 PNTR-RD insert is used
For inserts, see pages: T490 LNAR-P (522) e T490 LNMT 1306PNR-FF (521) ® T490 LNMT 1306PNTR-FW (521) e T490 LNMT/LNHT/LNAR 1306 (520)

SIEL iMILL

HM390 LINE

HM390 ETD-15

90° Endmills Carrying DC - DCONMS

HM390 TDKT 1505 l
Triangular Inserts with 3
Helical Cutting Edges APMX -

fe—LH—

OAL

@@
o

o
DC  APMX  CICT®  OAL LH  DCONMS RMPX°®

& /S ¢

HM390 ETD D1.5-3-W1.25-15 1.500 512 3 4.000 1.180 1.250 241 1.14
HM390 ETD D1.5-4-W1.25-15 1.500 512 4 4.000 1.180 1.250 2.1 1.17

SR 10611869
SR 10511869

BLD IP20/S7
BLD IP20/S7

SW6-T
SW6-T

* When assembled the HM390 TDKT 1505PDR-FW insert, tool diameter enlarges by .04" e For user guide, see pages 586-592
() Number of inserts

(2 Maximum ramping angle

For inserts, see pages: HM390 TDCR 1505 (489) ¢ HM390 TDKT/CT 1505 (488)

Member IMC Group
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HELi2000

HM90 E90AD-15 — ] i
ob =

@
S

L R
ADKT-1505... Inserts T v ®§

e For user guide, see pages 586-592

() Number of inserts

(2 Maximum ramping angle

@) C-Cylindrical, W-Weldon

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

For inserts, see pages: ADCR 1505PDFR (499) ¢ ADCT 1505PDFR-HM (499) » ADKR 1505PDR/L (499) e ADKT 1505-FF (502) ® ADKT 1505..R/L-HM (502)

o ADKT 1505PD-W (503) » ADKT 1505PDR/L-HM (500) » ADKT 1505PDTR-76 (501) » ADKT 1505PDTR/L-RM (501)  ADKW (CBN) (500) ® ADKW (PCD) (500)
o ADMT 1505PDR-HS (501) ® HM90 ADCR 1505PDFR-P (498) ¢ HM90 ADCT 1505 (497) ® HM90 ADCT 1505PDR-CF (498) « HM90 ADKT 1505 (497)

e HM90 ADKT 1505PD-W (502) ¢ HM90 ADKW 1505PDR (504)

C

LL] ®

C|7) 90° Endmills Carrying HM90 DCONMS

<E T Q

E o &=

Ll

|_

—l DC CICT!  APMX  OAL LH LU  RMPX°® DCONMS Shank®  CSP¥ &

D) HM90 E90AD-D.75-1-W.75-XL 750 1 560 5.000 1.500 1.47 3.0 750 w 0 55

E HM90 E90AD-D1.0-2-W1.00 1,000 2 560 4,000 1.500 1.47 15 1,000 w 0 76
HM90 E90AD-D1.0-2-W1.00-C 1.000 2 560 4,000 1,500 1.47 15 1,000 W 1 70

® HM90 E90AD-D1.00-2-C1.00B 1,000 2 560 7.870 1.970 1.91 15 1.000 € 0 161

LL] HM90 E90AD-D1.00-2W1.00XL RN 2 560 5.600 3.150 3.1 115 1.000 w 0 1.08

N HM90 E90AD-D1.25-2-W1.25 1.250 2 560 4,250 1.500 1.45 53 1.250 W 0 127

= HM90 E90AD-D1.25-3-C1.25B 1.250 3 560 9.840 1.970 1.90 53 1.250 © 0 3.19

m HM90 E90AD-D1.25-3-W1.25 1.250 3 560 4250 1500 146 53 1250 w 0 125

o HM90 E90AD-D1.25-3-W1.25C [PX)) 3 560 4,250 1,500 1.46 53 1.250 W 1 1.19

< HM90 E90AD-D1.25-3W1.25XL [IRES) 3 560 6.250 3.250 320 53 1.250 w 0 191
HM90 E90AD-D1.5-2-W1.25 1500 2 560 4500 1500 - 40 1.250 w 0 1,59

Q HM90 E90AD-D1.5-3-W1.25 1.500 3 .560 4.500 1.500 = 4.0 1.250 W 0 1.53

D HM90 ES0AD-D1.5-3-W1.25-C 1.500 3 .560 4.500 1.500 - 4.0 1.250 W 1 1.46

—_— HM90 E90AD-D1.50-3-C1.50B 1.500 3 .560 9.840 1.970 1.89 4.0 1.500 C 0 4.67

_I HM90 E90AD-D1.50-3W1.50XL 1.500 3 .560 7.750 5.000 4.96 4.0 1.500 W 0 3.43

O HM90 E90AD-D1.5-4-W1.25 1.500 4 .560 4.500 1.500 - 4.0 1.250 w 0 1.50

CD HM90 E90AD-D1.5-4-W1.25-C 1.500 4 .560 4.500 1.500 = 4.0 1.250 W 1 1.42

[

P

—

—

=

O

Z
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Spare Parts

» / /

HM90 ESO0AD-D.75-1-W.75-XL SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D1.0-2-W1.00 SR 14-544/S SW6-SD BLD T15/M7
HM90 ES0AD-D1.0-2-W1.00-C SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D1.00-2-C1.00B SR 14-544/S SW6-SD BLD T15/M7
HM90 ESOAD-D1.00-2W1.00XL SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D1.25-2-W1.25 SR 14-544/S SW6-SD BLD T15/M7
HM90 ES0AD-D1.25-3-C1.25B SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D1.25-3-W1.25 SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D1.25-3-W1.25C SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D1.25-3W1.25XL SR 14-544/S SW6-T-SH BLD T15/M7
HM90 ESOAD-D1.5-2-W1.25 SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D1.5-3-W1.25 SR 14-544/S SW6-SD BLD T15/M7
HM90 ES0AD-D1.5-3-W1.25-C SR 14-544/8 SW6-SD BLD T15/M7
HM90 E90AD-D1.50-3-C1.50B SR 14-544/S SW6-SD BLD T15/M7
HM90 ES0AD-D1.50-3W1.50XL SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D1.5-4-W1.25 SR 14-544/S SW6-T-SH BLD T15/M7
HM90 E90AD-D1.5-4-W1.25-C SR 14-544/S SW6-SD BLD T15/M7

ISCAR




HELI2000 FLEXFiT

HM90 E90AD-M-15-JHP

90° JHP Endmills With a FLEXFIT
Threaded Adaptation Carrying
HELI2000 and HELIMILL Inserts

THSZMS DCONMS
L

— @@
&

®
®
r

o

DC CICT® APMX OAL RMPX°® LF THSZMS DRVS® DCONMS TQ3%  MID® MIID_26

HM90 ESOAD D32-3-M16-JHP RFEN 3 5630 2.559 5.3 1575 M16 984 1.201 355  ADKT 1505PDTR ADCT 1505R8T-FF .37

e For adaptation, see page 37 e For user guide, see pages 586-592 e When mounting items with FLEXFIT 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

) Number of inserts

2 Maximum ramping angle

@) Torque key size

@ Tool tightening torque Nxm (Ibfxin)

(5) Master insert identification

(6) Master insert identification 2

For inserts, see pages: ADCR 1505PDFR (499) ¢ ADCT 1505PDFR-HM (499) ¢ ADKR 1505PDR/L (499) ¢ ADKT 1505-FF (502) ¢ ADKT 1505..R/L-HM (502)

e ADKT 1505PD-W (503) ® ADKT 1505PDR/L-HM (500) ® ADKT 1505PDTR-76 (501) ® ADKT 1505PDTR/L-RM (501) ® ADKW (CBN) (500) ® ADKW (PCD) (500)

e ADMT 1505PDR-HS (501) ® HM90 ADCR 1505PDFR-P (498) ® HM90 ADCT 1505 (497) ® HM90 ADCT 1505PDR-CF (498) ¢ HM90 ADKT 1505 (497)

e HM90 ADKT 1505PD-W (502) ¢ HM90 ADKW 1505PDR (504)

For holders, see pages: BT-ODP (FLEXFIT) (356) ® C#-ODP (FLEXFIT) (356) ® CAB M-M (FLEXFIT) (354) ¢ DIN69871-ODP (Metric) (357)

o ER-ODP (358) » HSK A-ODP (FLEXFIT) (359) ® S M (354) ® S M-CF (355)

Spare Parts

PN 0 v

HM90 E90AD-M-15-JHP SR 14-544/S@ BLD T15/M7 SW6-T-SH

(8 Recommended tightening torque for this item: 42.5 Ibfxin

HELITANG

T490 ELN-16 I @ @ %

90° Endmills Carrying Tangentially DC DCONMS
Clamped Inserts with 4 Helical, i

.630" Long Cutting Edges A

e LH —»

OAL

oo com ww  w o ooows s B & /S F
T490 ELN D1.25-2-W1.00-16 1.250 2 630 1.670 4.000 1.000 w 77 SR14-501-S BLD T20/M7 SW6-T
T490 ELN D1.50-3-W1.00-16 1.500 3 630 1.720 4.000 1.000 W 88 SR 14-591  BLD T20/M7 SW6-T

* For user guide see pages 586-592
) Number of inserts

(2) W-Weldon
For inserts, see pages: T490 LNAR-P (522) e T490 LNMT/LNHT 1607 (522)

HELiDO

H490 E90AX-17 L . T % @ ®
90° Endmills Carrying H490 d @ R Q

ANKX 17... Double-Sided 5
Rectangular Inserts with 4 APMIX .
Helical Cutting Edges — L H —]
OAL &=
o)
DC CICT®  APMX  OAL LH DCONMS Shank? RMPXx® OF & ﬁ /
H490 E90AXD1.25-2W1.25-17 [RF0) 2 630 4,000 1.200 1.250 w 65 114 SR14-591  SWBT  BLDT20/M7
H490 E90AXD1.5-3-W1.25-17 R 8 630 4.000 1.200 1.250 w 44 120  SR14-591  SW6T  BLD T20/MM7

¢ Rampdown angle is valid only when the H490 ANKX 1706R15T-FF insert is used and tool diameter is .06" larger. e For user guide, see pages 586-592
() Number of inserts

) W-Weldon

) Maximum ramping angle

For inserts, see pages: H490 ANKX 1706-FF (514) ¢ H490 ANKX/ANCX-17 (513)

Member IMC Group
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mikLSHRED

P290 EPW s %
Long Reach Endmills | T
Carrying .472 and .708"

Long Edged Inserts

OAL

DC APMX cIcT LH OAL DCONMS  Shank®  RMPX°®
P290 EPW.75-2-4.0-W.75-12 .750 472 2 1.570 4,000 .750 W 2.0 40
P290 EPW100-3-5.1-W1.0-12 1,000 472 3 2.760 5100 1,000 w 14 90
P290 EPW100-3-6.3-W1.0-12 1.000 472 3 3.540 6.300 1.000 W 14 1.12
P290 EPW100-3-8.0-W1.0-12 1.000 472 3 4.720 8.000 1.000 W 1.4 1.44
P290 EPW125-4-4.-W1.00-12 1.250 472 4 4720 1,000 w 10 80
P290 EPW125-4-6.-W1.00-12 1.250 472 4 = 6.000 1.000 W 1.0 1.22
P290 EPW100-2-4.8-W100-18 1.000 .708 2 2.400 4.800 1.000 W 25 .83
P290 EPW125-3-6.5-W125-18 [JERPLY 708 3 4,000 6.500 1250 w 20 177
P290 EPW125-3-8.0-W125-18 1.250 .708 3 5.000 8.000 1.250 W 2.0 2.22
P290 EPW125-3-9.0-W125-18 1.250 .708 3 6.000 9.000 1.250 W 2.0 2.50
P290 EPW150-4-6.5-W125-18 [N 708 4 . 6.500 1250 w 15 196
P290 EPW150-4-8.0-W125-18 1.500 .708 4 = 8.000 1.250 W 15 2.45
P290 EPW150-4-10.-W150-18 1.500 .708 4 6.000 10.000 1.500 W 15 4.20

* For user guide, see pages 586-592

() Number of inserts

) W-Weldon

@) Maximum ramping angle

For inserts, see pages: P290 ACCT/KT (503) e P290 ACKT (503)
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Spare Parts

£ / / a

P290 EPW.75-2-4.0-W.75-12 SR M3X0.5-L7.4 [P IP-9/151
P290 EPW100-3-5.1-W1.0-12 SR M3X0.5-L7.4 IP9@ IP-9/151
P290 EPW100-3-6.3-W1.0-12 SR M3X0.5-L7.4 [P IP-9/151
P290 EPW100-3-8.0-W1.0-12 SR M3X0.5-L7.4 IP9@ IP-9/151
P290 EPW125-4-4.-W1.00-12 SR M3X0.5-L7.4 IP9@ IP-9/151
P290 EPW125-4-6.-W1.00-12 SR M3X0.5-L7.4 [P IP-9/151
P290 EPW100-2-4.8-W100-18 SR 14-544/8 BLD T15/M7 SWe-T
P290 EPW125-3-6.5-W125-18 SR 14-544/S BLD T15/M7 SWe-T
P290 EPW125-3-8.0 SR 14-544/S BLD T15/M7 SWe-T
P290 EPW125-3-9.0-W125-18 SR 14-544/8 BLD T15/M7 SWe-T
P290 EPW150-4-6.5-W125-18 SR 14-544/8 BLD T15/M7 SWe-T
P290 EPW150-4-8.0-W125-18 SR 14-544/S BLD T15/M7 SWe-T
P290 EPW150-4-10.-W150-18 SR 14-544/S BLD T15/M7 SW6-T

(@ Recommended tightening torque:20.0lbf*in

ISCAR




FLEXFiT T SNl ;| Y
P290 EPW-M DC £ =P I THSZMS DCONMS
Endmills with FLEXFIT Threaded l < _ i
Adaptation, Carrying .472 and | A DRVS
.708" Long Edged Inserts *HAPMX F
OAL

o
DC  APMX  CICT( LF OAL  THSZMS DCONMS DRVS® RMPX°® CSP®  TQ_ 36
P290 EPW DO0.75-2-M10-12 .750 472 2 1.770 1.970 M10 .700 .590 2.0 0 260 .09
P290 EPW D1.00-3-M12-12 1.000 AT2 3 1.180 2.047 M12 820 .750 14 1 295 15
1500 708 4 1575 2.559 M16 1142 984 2.0 1 355 41
* For adaptation see page 37 e For user guide, see pages 586-592 ¢ When mounting items with FLEXFIT 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
() Number of inserts
) Clamping wrench size
) Maximum ramping angle
) 0 - Without coolant supply, 1 - With coolant supply
) Tool tightening torque Nxm (Ibfxin)
For inserts, see pages: P290 ACCT/KT (503) e P290 ACKT (503)
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Spare Parts

& / / 7
P290 EPW D0.75-2-M10-12 SR M3X0.5-L7.4 IP9@) IP-9/151
P290 EPW D1.00-3-M12-12 SR M3X0.5-L7.4 IP9@) IP-9/151

P290 EPW D1.50-4-M16-18 SR 14-544/S BLD T15/M7 SW6-T-SH
(a)
HELIPLUS
HP E90AT-19 % @ %

90° Endmills Carrying HP
AD.. 1906.. Inserts

i
l Sk

DC CICT® APMX OAL LU  DCONMS RMPX°@ RPMX® Shank® é & / /
HP E90AT-D1.00-2-W1.00-19 K] 2 .736 4.000 1.70 1.000 14.0 27600 W 68  SR14-571/L SW6-SD BLD T10/S7
HP E90AT-D1.25-3-W1.25-19 gRPL 3 124 4.000 1.70 1.250 7.0 18405 w 107 SR14-571/L SW6-SD BLD T10/S7
HP E90AT-D1.50-3-W1.25-19 ki) 3 720 4.000 1.70 1.250 6.0 16800 W 117 SR14-571/L SW6-SD BLD T10/S7

* First loosely attach the inner clamping screw, then the outer one. In the same order tighten them both. e For user guide, see pages 586-592

() Number of inserts

2 Maximum ramping angle

3 Maximum RPM

@) W-Weldon

For inserts, see pages: HP ADCR 1906 (506) ¢ HP ADKT/ADCT 1906 (506)

Member IMC Group
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ISCAR#wii.i.
E30
30° Chamfering Endmills

-1 30°
oA
DCX DC

ey

APMX

=

‘¢O *‘

A |
|~ LH -

DCONMS
L

OA

bt

DCX CICcT® APMX OAL LH DCONMS

Shank®

= A

62-W .75 1.610 3 270 3.540 1510 750

W .63 SR 14-541 T-15/51

® For user guide see pages 586-592
() Cutting diameter maximum

2 Number of inserts

3 W-Weldon

For inserts, see pages: TPMT (510)

MF i

CHAMFERING LINE

CH45-PN06

Upper and Bottom
Chamfering Endmills Carrying
Pentagonal Inserts

=
fffffffff L DCONiVIS @

%

DC_2 DC APMX  APMX_2 DCONMS CICT® LU

O
DMIN®  ER

LU_2 OAL

CH45-.39-1.2-1-C.50-PN06 458
CH45-.67-2.5-2-C.63-PN06 655
734

.330
527
.606

.260
449
.528

.0590
.0590
.0590

0690 500 1 1.1670
.0590 625 2 1.1670
0590 750 3 1.1670

CH45-.75-3.2-3-C.75-PN06

1.0000
1.0000
1.0000

4.000
4.500
5.250

.390 A7
670 .29
770 .00

() Cutting diameter maximum

2 Number of inserts

() Minimum penetration diameter for back chamfering
For inserts, see pages: PNMT 0602-TN (583)

Spare Parts

&

SR M2.5X5-T7-60

T-7/51

CH45-PN06

CHAMFERING LINE

THSZMS

MULTI-iiAS TER
CH45-MM-PNO6

Upper and Bottom Chamfering
Endmills with MULTI-MASTER
Threaded Adaptation

DCONMS

!

DC  APMX APMX_2

LF LF2 OAL DCONMS THSZMS CICT@ DRVS® DMIN® é

CH45-10/.39-1-MMT05-PN06 461 .333
CH45-17/.67-2-MMT08-PN06 657 .530 449 0590 0590 .709 551 1.004
.736 .608 528 0590 0590 787 630 1.232

.260 0590 0590 512 .354 178 299

480
602

CH45-19/.75-3-MMT10-PN06

T05 1
T08 2
T10 3

217
.394
512

.394 01
.669 .05
748 .05

¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation options, see page 37
() Cutting diameter maximum

2 Number of inserts

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

@ Minimum penetration diameter for back chamfering

For inserts, see pages: PNMT 0602-TN (583)

For holders, see pages: MM CAB (733) ® MM CAB-T-T (90) ® MM GRT (shanks) (85) ® MM S-A (stepped shanks) (83) ¢ MM S-A
o MM S-A-C# (84) * MM S-A-HSK (672) * MM S-B (85° conical shanks) (86) ® MM S-D (89° conical shanks) (87) ® MM S-ER (88)
¢ MM S-ER-H (89) * MM TS-A (85)

Spare Parts
S 7
CH45-MM-PN06 SR M2.5X5-T7-60 T-7/51

ISCAR

* For user guide, see pages 586-592

(straight shanks) (86)




HELiDO

800 LINE

SOE45 8/16
Multifunctional Endmills

for Octagonal, Square and
Round Insert Contours with
Several Entry Angles

DC DC2 DC3 DC4 DC5 DCX DCX3 DCX4 BD4 APMX APMX 2 APMX.3 APMX 4

SOE45 8/1 . b 1.000 .907 835 813 1.046 1.409 1.451 1.221 1.425 138 236 311 047

SISl
il

1.250 1.157 1.080 1.043 1.287 1.659 1.695 1.467 1.669 138 236 311 047
SOE45 8/16-D1.5-04-W1.25R RE 1.407 1.317 1.287 1.632 1.909 1.942 1.714 1.916 138 236 311 047
Q.
Designation APMX_5 DCONMS cicT®@ OAL OAL 2 OAL_3 OAL 4 OAL 5 RMPX°®)
SOE45 8/16-D1.00-02-W.75R 114 .750 2 4.000 4.047 4.063 4.051 4.047 3.1 52
SOE45 8/16-D1.25-03-W1.0R 114 1.000 3 4.000 4.047 4.063 4.051 4.047 4.2 87
SOE45 8/16-D1.5-04-W1.25R 114 1.250 4 4.500 4.547 4.563 4.551 4.547 3.7 1.54

e A- with ONMU 0505... insert e B- with S845 SNMU 1305... insert o C- with RXMT 1607N insert e D- with OXMT 0507R08-FF insert

e E- with OXMT 050705-R-HP insert e Use only Torx Plus keys e For user guide see pages 586-592

() Cutting diameter maximum

) Number of inserts

() Maximum ramping angle - valid only with RXMT 1607N insert

For inserts, see pages: ONHU 0505-W (545) ¢ ONHU/ONMU-05 (545) ® OXMT 0507 (546) ® RXMT 1607 (570) ® S845 SNHU 1305-W (541)
e 5845 SNMU/SNHU-13 (541)

Spare Parts

& / &
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SR 11800745 BLD IP15/S7 SW6-T-SH
HELIQUAD
E45X DX e i ) 1 @ @ @
45° Chamfering Endmills l VAT T DC%NMS
Carrying X/Q/SOMT 06 Inserts APVIX L\/
| 45°
l— LH—»
OAL

o
D e ewd W G0 D oo &/
E45X D .25-W .50-06 250 570 1 150 .800 2.750 500 W 13 SR 34-508 M2.2X0.45 T-7/51
E45X D .31-W .62-06 312 630 1 180 1.000 3.250 625 W 24 SR 34-508/L T-7/51

e For user guide, see pages 586-592
() Cutting diameter maximum
(2 Number of inserts

(@) W-Weldon
For inserts, see pages: QOMT-HQ (535) ® SOMT-HQ (535) ® XOMT-HQ (535)

' ¥V [/ i
ISCARR®iILL E45 D.50 E45 D.62 E45 D1.20

E45
45° Chamfering Endmills

D& |S

(@]
DC DCX  CICT®  APMX  OAL LH  DCONMS Shank® & /

E45 D.50-W.75 AT2 910 1 220 3.940 1.180 .750 w 41 SR 14-541 T-15/51
E45 D.62-W.75 625 1.410 2 270 3.540 1.300 .750 w 46 SR 14-541 T-15/51
E45 D1.20-W1.00 1.200 1.815 3 310 3.750 1.380 1.000 W .80 SR 16-212 T-20/51

® For user guide see pages 586-592

() Cutting diameter maximum

) Number of inserts

3 W-Weldon

For inserts, see pages: SCMT-19 (555) ¢ SDMT-AD-N (555) ® TPMT (510)

Member IMC Group
(| I
L 4 111]




ISCARmiii

E60 ‘60}0 @ @

60° Chamfering Endmills { 7
DCx DG —BDC%NMS
APMX
OAL
o oon  oom ax ow  w ocows swe B & 7
E60 D1.00-W .75 1.000 1.560 2 480 3.540 1.460 750 W .60 SR 14-541 T-15/51

® For user guide see pages 586-592
() Cutting diameter maximum

2 Number of inserts

@) W-Weldon

For inserts, see pages: TPMT (510)
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INDEXABLE SOLID CARBIDE LINE

Indexable Solid Carbide Milling Heads

Table of Contents

USER GUIDE

MM HC

MM EC-3

MM EC-6
MM EC-D

MM EC-8/10

MM HCR
MM HRF

No. of Diameter
Helix Angle | Flutes Range Remarks Page
100 2 .312-.630 | Slot Drill Milling Heads 69 B m
45° 2,3 .312-.787 High Speed Machining on Aluminum 79 b
was | s | oz |1 e I
38° 3 .303-.776 | For Keyways (DIN 6885) 69 m
450 3 .312-.500 70 N
30°, 38°,45° 4 .187-1.250 71 m
30;,O 45° 6‘86:10 g]g?gg For Machining Titanium Alloys 72 w
35°, 38° 5,6 .312-1.250 | For Machining Titanium Alloys 75 '
30°, 45° 8,10 .625-1.000 73 y o
45° 4 .312-1.000 | Finishred 7 ﬁ‘
3g° 4 250-1.000 ESZ;‘?SRFREE 77 W i
33204%2800 4753 2 .312-1.000 | CHATTERFREE 74 w
45° 3 .312-.750 Rough Machining on Aluminum 79 W
‘:250 . 4,56 | .312-1.000 | Rough Miling 78 w
40°-47
45° 2 .312-1.000 | Ball Nose for Machining Aluminum 68 ”
- 1 315 Engraving 44 m
- 6 472-.984 | Face Mill 56 '
igz 2’44 16%021708070 Ball Nose Milling g; m
— 4 - Oval-Shaped (Barrel) 56 @
— 4 - Lens-Shaped (Barrel) 56 w
— 2 .312-.625 | Ball Nose for General Finishing 66 B W

m
Q
e}
=1
s}
3
9
®

°
@

m

ISCAR



TI-mAS TER USER GUIDE

INDEXABLE SOLID CARBIDE LINE

Indexable Solid Carbide Milling Heads
Table of Contents

s
LLI
|_
2
No. of Diameter z
Type Helix Angle | Flutes Range Remarks Page |
Center Cutting 240° —
B g LY Spherical Cutting Profile o7 E) & lj
2
MM HT — 2 .394-787 | Torodial 4 B S
e .
— 2 375-.787 | Feed Mil 2 O . iy LLI
,_, A
= 4,6 .315-1.000 | Feed Mill 63 m E
. o
30" 6 315-625 | Torodial 65 u_:; <
MM ET — 8, 12 472-630 | For Finishing Operations 65 m 0O
2 315-.787 =
— o Corner Rounding 43 E | - @)
4 .236-.500
= D
. ) Chamfering, Countersinking and ‘ - PS
i 2 S15-.787 Spot Drilling for DIN 74 Screw 58 B B Y 2V
. n
— 4,6 .375-.984 | Chamfering and Countersinking 39 im :,I
MM ECS — 2 .042-.653 | Centering Drills (DIN 332) 45 Q %
. Z
= 2 .236-.630 | Spot Drill 46 LLJ
MM ECDF 30° 2 315-0.787 | Flat Bottom Dril Heads 46 »
= 4,6 .303-.531 T-Slot 48 ?’
MM TS-C — 6 .500-.886 | Circlip Groove 49 ?
— 2 | .386-618 | Double chamfering 40 "j
m = 3 .291-.457 | Double chamfering 40 @
_ 4 303 | Chamfering Head 40 m
MM TS-H = 6 .500-1.000 49 wf
= 4,6 .854-1.091 | Groove Miling 54 H: '
MM GRIT-16K/ o
P 18K/P 3T6 — 3 618-697 | Groove Miling 52 *
= 4,6 .854-1.091 | Groove Milling 53 Q

E = Economical

Member IMC Group
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INDEXABLE SOLID CARBIDE LINE

Indexable Solid Carbide Milling Heads

USER GUIDE

No. of Diameter
Type Helix Angle | Flutes Range Remarks
m — 4 .854 Involute Spline

— 3,4,6 .697-1.091 | 45° Chamfering
MM GRIT-K/P-45 _ 3,4,6 | .697-1.091 | 45° Chmfering Double-Sided
MM GRIT 28P-DR 6 1.091 Corner Rounding Milling

— 6 1.091
MM TS-DG 4 .610-.965

= 5,6 .470-.785 55° Partial Profile Thread Milling
MM TRF 60 — 5,6 470-1.091 | 60° Partial Profile Thread Milling

. 3,4 .618-.854 | 55°-DIN ISO 228, B.S 84

3-6 .394-.787 | 60°-ISO 68, DIN13

= = .543-1.402 | Blank Heads

= = .315-1.260 | Blank Heads
MM ESH-1.50 — — .315-984 | Blank Heads

BLANKS

E = Economical

ISCAR



MULTI-MASTER and FLEXFIT Connection Options

USER GUIDE

MILLING HEADS

e i
Ol

il

A
AV

Features

ADAPTERS

FLEXFIT (M)

N

W\‘w\

MULTI-MASTER (MM)

SHANKS

N

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

Member IMC Group
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ol MULTI-HASTER |
WEEN MM HeD ~ @ @ @
sl Interchangeable 2 Flute Solid = { A % ‘il N
CD Carbide Heads for Chamfering, > ‘
<E Countersinking and Spot Drilling
§| Economical solution
|j Dimensions
D)
E =3
o Designation DCX4 DCXTOL NOF®) LU THSZMS DCONMS LF APMX DC KAPR® 5
LLI MM HCD080-090-2T05 (1) 315 29 2 276 T05 299 384 124 039 450 °
D MM HCD083-090-2T05 (1) 327 29 2 295 105 299 394 140 039 450 .
—_— MM HCD.375-080-2T06 374 29 2 354 T06 362 465 197 079 50.0 o
CD MM HCD.375-100-2T06 (2 374 29 2 382 T06 374 528 142 079 40.0 °
oC MM HCD100-060-2T06 394 h10 2 366 T06 374 463 299 059 60.0 °
<]: MM HCD100-120-2T06 394 h10 2 374 T06 374 500 106 059 300 °
Q MM HCD100-090-2T06-N (1) 394 29 2 398 T06 374 551 A77 059 45,0 °
MM HCD104-090-2T06 (1) 409 29 2 354 T06 374 463 181 059 450 .
D MM HCD120-060-2T08 472 h10 2 433 08 453 606 364 059 60.0 °
— MM HCD120-120-2T08 472 h10 2 459 T08 453 598 138 059 30.0 °
— MM HCD120-090-2T08 (1) A72 79 2 A72 T08 453 610 209 059 45,0 °
O MM HCD124-090-2T08 (1) 488 29 2 465 T08 453 610 217 059 45,0 .
@) MM HCD.500-080-2T08 500 29 2 437 T08 480 610 268 059 50.0 .
MM HCD.500-100-2T08 (2 500 29 2 429 T08 453 579 193 059 40.0 .
o MM HCD.625-080-2T10 626 29 2 598 T10 591 740 346 079 50.0 °
(f) MM HCD.625-100-2T10 (2 626 29 2 587 T10 594 748 244 079 40.0 °
1 MM HCD160-060-2T10 630 h10 2 638 Ti0 598 79 472 098 60.0 °
| MM HCD160-120-2T10 630 h10 2 610 Ti0 598 783 173 059 300 °
— MM HCD160-090-2T10-N 630 29 2 618 T10 598 787 291 059 45.0 °
2 MM HCD165-090-2T10 (1 650 79 2 587 T10 598 740 280 059 45,0 .
D MM HCD.750-080-2T12 750 29 2 772 T12 726 972 433 079 50.0 °
Z MM HCD.750-100-2T12 (2 750 29 2 728 T12 720 929 295 059 40.0 °
MM HCD200-060-2T12 787 h10 2 717 T2 726 972 610 098 60.0 °
LL MM HCD200-120-2T12 787 h10 2 577 T12 726 833 217 059 300 °
MM HCD200-090-2T12 (1) 787 29 2 717 T12 726 972 370 059 45,0 °

e For shanks, see pages 83-90 e Clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

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

(2 May be used for 100° countersink according to 1SO 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

ISCAR




MULTI-ASTER . as
I&D&XAEELCEFSOLID CARBIDE LINE <: LF;"i THSZMS @ @ LIJ
Interchangeable Solid Carbide - v A‘ BCONMS |—
Heads for Chamferin N
and Countersinking ° Ji Il I ¢ C</E)
APMX %
|« KAPR §|
Dimensions lj
D
. =
Designation KAPR(" DCX@ NOF® DC APMX THSZMS DCONMS LF 5 o
MM ECF120-08/375-4T06 30.0 375 4 079 083 T06 375 512 . L[_]
MM ECF120-02/100-4T06 30.0 394 4 079 091 T06 394 512 (] D
MM ECF120-02/120-4T08 30.0 472 4 079 114 T08 472 650 . —_—
MM ECF120-08/500-4T08 30.0 500 4 079 122 T08 .500 .650 o m
MM ECF120-03/160-6T10 30.0 .630 6 118 146 T10 .630 .807 o m
MM ECF120-05/200-6T12 30.0 787 6 197 169 T12 726 1.004 (] <
MM ECF120-06/250-6T15 30.0 .984 6 236 213 T15 .984 .984 o Q
MM ECF45-.375-4T06 45.0 375 4 073 150 T06 375 512 o
MM ECF45-.500-4T08 45.0 500 4 077 197 T08 500 650 . D
MM ECF45-160-6T10 45.0 630 6 118 256 T10 .630 .807 o —
MM ECF45-200-6T12 45.0 787 6 197 295 T12 726 1.004 o —l
MM ECF45-250-6T15-M 45.0 .984 6 197 394 T15 .984 .984 o O
MM ECF60-08/375-4T06 60.0 375 4 079 258 T06 375 512 o CD
MM ECF60-02/100-4T06 60.0 394 4 079 272 T06 394 512 .
MM ECF60-03/120-4T08 60.0 472 4 118 307 T08 472 650 . o
MM ECF60-12/500-4T08 60.0 500 4 118 256 T08 .500 .650 o U)
MM ECF60-04/160-6T10 60.0 .630 6 157 394 T10 .630 .807 o _|
MM ECF60-05/200-6T12 60.0 787 6 197 512 T12 726 1.004 . 1
MM ECF60-08/250-6T15 60.0 984 6 315 551 T15 984 984 . p—
® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92 2
* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228 D
M) Tool cutting edge angle
(2) Cutting diameter maximum Z
@) Number of flutes Lu

e ol 7

bl o L

Member IMC Group
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MM HDF

Interchangeable 2 Flute Solid
Carbide Heads for Upper
and Bottom Chamfering

Designation

MM HDF100-090-2T05

MM HDF120-090-2T06

MM HDF160-090-2T08
* For shanks, see pages 83-90 e Clamping keys to be ordered separately
¢ Do not apply lubricant to the threaded connection e For user guide, see pages 37,219-228

() Cutting diameter maximum
2 Number of flutes

*  Optional, to be ordered separately

l- T rywv. vy /

MULTI-miAS T Ein

INDEXABLE SOLID CARBIDE LINE

MM EDF

Interchangeable 3 Flute Solid
Carbide Heads for Upper
and Bottom Chamfering

Designation

MM EDF074-090-58-3T04
MM EDF094-090-76-3T05
MM EDF116-090-95-3T06

e Do not apply lubricant to the threaded connection.

() Number of flutes

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE

Dimensions

3
DC DCONMS NOF(® L6 L7 THSZMS 3
291 228 3 .035 .039 T04 o
370 299 3 .035 .039 T05 °
457 378 3 .039 .039 T06 [}

e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
* For user guide, see pages 37,219-228
~R THSZMS

MM TS-45
Interchangeable Solid
Carbide Small Diameter
45° Chamfering Heads

Designation

MM TS077-45-20A-4T05

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92 e Do not apply lubricant to the threaded connection
() Tool cutting edge angle
() Cutting depth maximum
(3 Number of flutes

ISCAR

e— | F —
THSZMS J% @ @
W DCONMS -7
Le
Economical solution
Dimensions
3
DCX™ NOF®@ L5 L6 FW DC THSZMS DCONMS LF / S
.386 2 169 .035 .098 047 T05 299 425 MM KEY 8X5* o
465 2 .209 .047 079 047 T06 .366 A4 MM KEY 10X7* o
618 2 .280 .087 .079 059 T08 453 .55 MM KEY 13X8* o

e For tightening torques and clamping instructions, see pages 91-92

THSZMS

DRVS

KAPR

AN

. DC
w 1]
cDx4

T

- DCONMS

l

DC KAPR(!) CDX® RE

Dimensions

NOF® |

THSZMS DCONMS

LU

LF

® (1C908

.303 45.0 047 .0079

4 598

T05

315

406

.545




INDEXABLE S;LID CAHBIgEELIﬂ CDX RE/FW I~y
MM GRIT-45A [ S I | | &
Interchangeable Solid ThapRS >KAPR /
Carbide Small Diameter
45° Chamfering Heads
THSZMS N o
Dimensions
S
Designation DC KAPR( CDX@ RE FW cw THSZMS NOF® / 5
MM GRIT18K-45A-3T6 .697 450 .055 .0039 - 137 T06 3 T-25/3* °
MM GRIT18P-45A-3T6 .697 45.0 .055 .0039 - 137 T06 8 T-25/3* °
MM GRIT22K-45A-4T8 854 45.0 .067 - .059 219 T08 4 T-30/3 L* .
MM GRIT28K-45A-6T10 1.091 45.0 167 - .020 .386 T10 6 T-40/3 L* [

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. e For clamping instructions, see pages 91-92 e For shanks, see pages 83-90

M) Tool cutting edge angle

(2) Cutting depth maximum

@) Number of flutes

* Optional, to be ordered separately
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INDEXABLE s;m;qs/gﬁﬂ 1 CDX RE/FW -
MM GRIT-K/P-45A — @ @
Interchangeable Solid 4 kapr -
Carbide Small Diameter '
45° Chamfering Heads
THSZMS / N
Dimensions
2
Designation DC KAPR( CDXx®@ RE FW cw THSZMS NOF® / 5
MM GRIT 18K-45A 697 45.0 .055 .0039 - 134 T06 3 MM EGR 16-18* o
MM GRIT 18P-45A 897 45.0 .055 .0039 - 134 T06 3 MM EGR 16-18* o
MM GRIT 22K-45A 854 45.0 067 - .059 217 T08 4 MM EGR 20-22* o
MM GRIT 22P-45A .854 45,0 .067 - .059 217 T08 4 MM EGR 20-22* °
MM GRIT 28K-45A 1.091 45,0 157 - .020 .386 T10 6 T-40/3 L* o

Use carbide shanks for groove milling heads. ¢ Keys for other milling heads must be ordered separately. ® MM GRT.. shanks serve mainly for MM GRIT.. slitting heads.
e K-Type - For general steel machining. e P-Type - Positive geometry for soft and gummy materials. e For user guide, see pages 37,219-228

™ Tool cutting edge angle

(2 Cutting depth maximum

3 Number of flutes

* Optional, to be ordered separately

Member IMC Group
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UERR MM GRIT Dovetail @ @
I— Interchangeable Solid DC
[@P Carbide Heads
< B
CDX

=
U
|j Dimensions Tough «<— Hard
= I

. /| B | B

Designation DC KAPR® CDX@ APMX RE THSZMS NOF® e e
LIJ MM GRIT 28K-45D-6T10 1.001 135.0 157 197 .0079 T10 6 T-40/3 L* o o
0O MM GRIT 28K-60D-6T10 1,091 120.0 157 307 0079 T10 6 T-40/3 L . .
—_— MM GRIT 28K-75D-6T10 1.091 106.0 .087 .398 .0079 T10 6 T-40/3 L* o [}
m * Use carbide shanks for groove milling heads e For user guide, see pages 37,219-228
m ™ Tool cutting edge angle
< (@ Cutting depth maximum
) Number of flutes

Q *  Optional, to be ordered separately
—

([
Cﬂ MM GRIT 28K-45D-6T10 MM GRIT 28K-60D-6T10 MM GRIT 28K-75D-6T10
—
LL]

Tl-miAaS 7 =i

INDEXABLE SOLID CARBIDE LINE 1 THSZMS
MM GRIT 28P-DR e
Interchangeable 6 Flute Solid DCX DC DCONMS
Carbide Double-Sided Corner = |
Rounding Milling Heads

| N
PRERAD_{» Lllcr

%

CW =
»| LF e
Dimensions Tough <— Hard

/| 8|8
Designation PRFRAD CF DCX™ DC LF CcwW NOF@  THSZMS DCONMS o [&]
MM GRIT 28P-2.7-DR1.0 .039 106 1.091 976 .236 220 6 T10 .602 T-40/3 L* [ o
MM GRIT 28P-2.6-DR2.0 079 102 1.091 902 .303 287 6 T10 .602 T-40/3 L* o o
MM GRIT 28P-2.3-DR3.0 118 091 1.091 831 .382 .350 6 T10 .602 T-40/3 L* o [}
MM GRIT 28P-2.6-DR4.0 157 102 1.091 776 461 429 6 T10 .602 T-40/3 L* o o

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

() Cutting diameter maximum

2 Number of flutes

*  Optional, to be ordered separately

ISCAR




MULTI-ASTER . as
INDEXABLE SOLID CARBIDE LINE THSZMS
MM HR = - @ LI
Interchangeable 2 Flute 1 —
Solid Carbide Corner BeXblY Df N DOCNE D)
Rounding Miling Heads ' -, ' <E
PRFRAD PATH /|, Appix o
- LF— . . z
Economical solution ]
Dimensions lj
D
=
g o
Designation DCX™ PRFRAD Tm@ NOF® DC APMX THSZMS DCONMS LF Qo
MM HR1.0/047-5.8-2T05 315 0394 10.5-3.0 2 208 295 T05 299 417 . L
MM HR1.6/063-6.8-2T06 .394 .0630 r0.5-3.0 2 .268 374 T06 374 492 o D
MM HR2.0/078-6.0-2T06 394 0787 r0.5-3.0 2 .236 374 T06 374 492 o —_—
MM HR2.5/094-5.1-2T06 .394 .0984 10.5-3.0 2 201 374 T06 374 492 . m
MM HR3.0/125-6.5-2T08 500 1181 r0.5-4.0 2 .256 AT2 T08 453 614 o m
MM HR4.0/156-4.7-2T08 500 1575 r0.5-4.0 2 185 AT72 T08 453 614 o <
MM HR5.0/188-6.2-2T10 630 1969 r0.5-5.0 2 244 591 T10 598 752 ° Q
MM HR6.0/236-8.0- 787 .2362 10.5-6.0 2 315 276 T12 726 .685 °
* For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92 D
* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228 —
() Cutting diameter maximum 1
(2 Specially tailored radius range upon request. O
() Number of flutes CD
[
o))
—
—
=
O
Z
LL
MULTI-mASTER .
INDEXABLE SOLID CARBIDE LINE THSZMS
MM ER 5 @
Interchangeable 4 Flute : I
Solid Carbide Corner DCONMS
Rounding Milling Heads
Economical solution
Dimensions
3
Designation PRFRAD Tm(® DC DCX®@ DCONMS NOF® LF THSZMS 3
MM ERO0.5/020-5.0-4T04 .0197 05-1.0 197 236 .236 4 .335 T04 .
MM ER1.0/040-5.8-4T05 .0394 05-14 228 315 315 4 394 T05 L]
MM ER1.6/063-6.8-4T06 .0630 05-2.5 .268 .39%4 .394 4 512 T06 °
MM ER2.0/078-6.0-4T06 .0787 05-2.5 .236 .394 .394 4 512 T06 L]
MM ER2.5/094-5.1-4T06 .0984 0.5-2.5 .201 394 .394 4 512 T06 .
MM ER3.0/125-6.5-4T08 1181 0.5-3.1 .256 500 .500 4 650 T08 [

For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

) Specially tailored radius range upon request.

(2) Cutting diameter maximum

@) Number of flutes

Member IMC Group
(| I
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MULTI-mASTER
INDEXABLE SOLID CARBIDE LINE LF A View A
| sz @a

MM EPG
Single Flute MULTI-MASTER T
Engraving Tool Head

O /T
N ] AU S R

Dimensions

3
Designation DC RE CF( PRFA LF THSZMS ©
MM EPG060/60-1T04 236 .0079 - 60.00 .335 T4 .
MM EPG080/30-1T05 315 .0079 - 30.00 .394 T05 o
MM EPG080/45-1T05 315 .0079 - 45,00 .394 T05 .
MM EPG080/60-1T05 315 .0079 - 60.00 .394 T05 o
MM EPG080/90-1T05 315 .0079 - 90.00 .394 T05 o
MM EPG080/60-F50-1T05 315 - 020 60.00 .394 T05 .
MM EPG080/60-F75-1T05 315 - 030 60.00 .394 T05 .
MM EPG080/90-F32-1T05 315 - 013 90.00 394 T05 o
MM EPG080/90-F50-1T05 315 = 020 90.00 .394 T05 o

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
* Do not apply lubricant to the threaded connection
) Front flat
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SOLIDS i i
MULTI-MASTER
MM ECS
Interchangeable Solid

Carbide Centering Drills
(ANSI B94.11M / DIN 332)

—

N

THSZMS

@
3

Fig. 1 Type A
Dimensions
=3
Designation DC DCONMS  THSZMS LPR SDL SD_2 SD_3 STA 2 PL Fig. §
MM ECS-A1.00X06-2T04 .042 .236 To4 .39%4 .0520 .1630 60.0 01102 1 o
MM ECS-A1.60X06-2T04 .065 .236 To4 394 0775 1752 60.0 01692 1 o
MM ECS-A2.00X06-2T04 .081 236 To4 394 0929 .2508 60.0 02125 1 o
MM ECS-A3.15X08-2T05 129 315 T05 591 1476 .3449 60.0 .03346 1 o
MM ECS-A125X312-2T05 130 310 T05 590 1323 .3280 60.0 .03270 1 o
MM ECS-A4.00X10-2T06 162 394 T06 748 1902 4350 60.0 04212 1 °
MM ECS-A188X500-2T08 193 .500 T08 .906 2189 .5346 60.0 .04960 1 o
MM ECS-A5.00X12-2T08 202 472 T08 .906 2315 5209 60.0 05196 1 o
MM ECS-A219X500-2T08 220 500 T08 .906 2488 .5496 60.0 05750 1 o
MM ECS-A6.30X16-2T10 254 630 T10 1.102 .2854 6764 - 60.0 .06496 1 o
MM ECS-B3.15X12-2T08 128 472 T08 .906 1398 2913 .362 60.0 .03267 2 o
MM ECS-B4.00X127-2T08 161 500 T08 .906 1783 3740 422 60.0 04212 2 °
MM ECS-B5.00X19-2T12 .200 726 T2 1.004 2189 .4606 .568 60.0 .05236 2 o
MM ECS-B6.30X20-2T12 252 726 T2 1.004 2736 5709 653 60.0 06614 2 o
* For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
DCX Zj
I 1C908
APMX
¥ *Vexfz [SFM x Inch/Tooth]
MM ECS- MM ECS- MM ECS- MM ECS- MM ECS- MM ECS- MM ECS-
DC A1.00X06-2T04|A1.60X06-2T04|A2.00X06-2T04|A3.15X08-2T05(A4.00X10-2T06|A5.00X12-2T08 |A6.30X16-2T10
— -—
DCX=.083, DCX=.131, DCX=.167, DCX=.263, DCX=.334, DCX=.417, DCX=.519,
18O APMX=.098 | APMX=.153 | APMX=.189 | APMX=.299 | APMX=.385 | APMX=.472 APMX=.582
4340 24-29HRC 262x.0008 262x.0010 262x.0010 262x.0012 262x.0016 262x.0020 262x.0024
4340 38-42HRC 213x.0008 213x.0010 213x.0010 213x.0012 213x.0016 213x.0020 213x.0024
M 316L MAX-215 HB 164x.0006 164x.0008 164x.0008 164x.0010 164.0012 164x.0016 164x.0016
Inconel 718 49x.0004 49x.0004 49x.0006 49x.0006 49x.0008 49x.0008 49x.0010
* Ve Calculated for @DC
DCX l) [J
! 1C908
APAI\; *Vexfz [SFM x Inch/Tooth]
v ] MM ECS- MM ECS- MM ECS- MM ECS-
A3.15X12-2T08 |A4.00X127-2T08| A5.00X19-2T12 | A6.30X20-2T12
DC .| 1« DCX=.393, DCX=.492, DCX=.629, DCX=.708,
I1SO APMX=.346 APMX=.433 APMX=.547 APMX=.661
4340 24-29HRC 75x.0012 246x.0016 246x.0020 246x.0024
4340 38-42HRC 60x.0012 196x.0016 196x.0020 196x.0024
M 316L MAX-215 HB 45x.0010 147x.0012 147x.0016 147x.0016
Inconel 718 12x.0006 39x.0008 39x.0008 39x.0010

* Ve Calculated for @DC

Member IMC Group
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SOLIDSmiii
MULTI-MASTER

MM ECD

NC Spotting Dirills for Accurately
Locating a Hole without

Using a Bushing Guide.

Designation

Dimensions

MM ECD-250X145-2T04
MM ECD-312X145-2T05
MM ECD-375X145-2T06
MM ECD-500X145-2T08
MM ECD-625X145-2T10

[<e)

o

DC LPR THSZMS SIG 3
6.350 8.500 T04 145 °
7.938 10.000 T05 145 (]
9.525 13.000 T06 145 °
12.700 16.500 T08 145 )
15.875 20.500 T10 145 °

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection

SOLIDS i i
MULTI-miASTER

MM ECDF
MULTI-MASTER

Exchangeable Solid Carbide
Flat Bottom Drill Heads

THSZMS

Designation

MM ECDF315A394-2T05
MM ECDF335A472-2T05
MM ECDF354A472-2T05
MM ECDF374A472-2T06
MM ECDF394A472-2T06
MM ECDF413A472-2T06
MM ECDF433A472-2T06
MM ECDF453A472-2T06
MM ECDF472A590-2T08
MM ECDF492A590-2T08
MM ECDF512A590-2T08
MM ECDF531A590-2T08
MM ECDF551A590-2T08
MM ECDF571A590-2T08
MM ECDF590A590-2T08
MM ECDF610A590-2T08
MM ECDF630A787-2T10
MM ECDF650A787-2T10
MM ECDF669A787-2T10
MM ECDF689A787-2T10
MM ECDF709A787-2T10
MM ECDF728A787-2T12
MM ECDF748A984-2T12
MM ECDF768A984-2T12
MM ECDF787A984-2T12

Dimensions

8
DC DCONMS NOF(® LU LPR RE FHA THSZMS 3
315 .303 2 A724 .866 .0000 30.0 T05 o
335 308 2 4724 866 .0000 30.0 T05 °
354 303 2 4724 866 .0000 30.0 T05 .
374 .362 2 A724 .866 .0000 30.0 T06 o
.394 378 2 A724 .866 .0000 30.0 T06 o
413 378 2 4724 906 .0000 30.0 T06 .
433 378 2 A724 .906 .0000 30.0 T06 o
453 378 2 4724 906 .0000 30.0 T06 .
A72 461 2 .5906 1.063 .0000 30.0 T08 .
492 476 2 .5906 1.063 .0000 30.0 T08 o
512 480 2 .5906 1.063 .0000 30.0 T08 o
531 480 2 5906 1.063 .0000 30.0 T08 .
.551 480 2 .5906 1.063 .0000 30.0 T08 o
571 480 2 5906 1.063 .0000 30.0 T08 .
591 480 2 5906 1.063 .0000 30.0 T08 .
.610 480 2 .5906 1.063 .0000 30.0 T08 o
630 602 2 7874 1.319 .0000 30.0 T10 .
650 602 2 7874 1.319 .0000 30.0 T10 .
.669 602 2 7874 1.319 .0000 30.0 T10 o
689 602 2 7874 1.319 .0000 30.0 T10 .
709 602 2 7874 1.319 .0000 30.0 T10 .
728 717 2 9842 1.614 .0000 30.0 T12 .
748 720 2 9842 1.614 .0000 30.0 T12 .
768 720 2 9842 1.614 .0000 30.0 T12 .
787 726 2 9842 1.614 .0000 30.0 T12 .

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
¢ Do not apply lubricant to the threaded connection.

() Number of flutes

ISCAR

e For user guide, see pages 37,219-228




ISO

Feed vs. Flat-Drill Diameter

Tensile Material
Strength| Hardness| Group 314-.380].393-.507].511-.625.630-.704| .708-1.0
Material Condition [ksi] HB No. Ve SFM frev mm/rev
<0.25% C Annealed 61 125 1
Non-alloy  >0.25% C Annealed 94 190 2
iges‘:' ;22| <0.55% C Q“t‘z’;fggfesnd 123 250 3 |262:860-4%9 | 0031 | 0039 | .0047 | .0055 | .0070
freo cuttin‘g Annealed 109 550 7 .0039 .0047 .0060 .0066 .0082
steel 20.55% C Quenched and 145 — - .0047 | .0055 | .0070 | .0078 | .0094
tempered 262-344-426
Low alloy and cast Annealed 18375 ggg 673
steel (less than 5% of Quenched and Ti5 30 5
alloying elements) tempered 174 350 9 0023 | .0023 | .0031 | .0039 | .0047
196-262-328 | .0031 .0031 .0039 .0047 .0055
. Anneal 2 1
High alloyed steel, cast nnﬁajd . % % 0 0039 | 0039 | 0047 | 0055 | .0062
steel and tool steel UEineinislel el 160 325 11
tempered
Stainless steel Ferritic/martensitic 99 200 12 .0004 .0004 .0011 .0015 .0023
and cast steel 196-262-328 | .0008 .0008 .0015 .0019 .0027
Martensitic 119 240 13 .0011 .0011 .0019 .0023 .0031
Stainless steel .0004 .0004 .0011 .0015 .0023
and cast steel Austenitic, duplex 87 180 14 196-262-328 | .0008 .0008 .0015 .0019 .0027
.0011 .0011 .0019 .0023 .0031
] Ferritic / pearlitic 180 17
SRy Elen s Pearii CF/ mt.a“e”S‘“C ?gg 12 0031 | 0039 | .0055 | .0062 | .0070
Nodular cast iron (GGG) = o5 18— 262-393-524 | 0039 | .0047 | (0062 | .0070 | .0078
: Foritc T30 19 0047 | 0055 | .0070 | .0078 | .0086
Malleable cast iron Eoariic 230 20

B recommended cutting data

Member IMC Group
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MULTI-mASTER
INDEXABLE SOLID CARBIDE LINE T e | 0.25x45° e LF——=

R THSZMS
MM EFCB

Interchangeable 4 Flute 30°
Helix Solid Carbide Heads
for Flat Counter Boring

) . Recommended
PILEEETS Machining Data
8 fe
Designation DCt APMX LF DCONMS  THSZMS NOF®@ FHA CHW KCH 3 (mm/t)
MM EFCB110A08-4T06 11.00 8.40 16.50 10.00 T06 4 30.0 0.25 45.0 [ 0.03-0.04
MM EFCB140A11-4T08 14.00 11.50 28.00 12.00 T08 4 30.0 0.25 45.0 ° 0.04-0.05

e 0.06 mm maximum concavity on the tool's bottom e For shanks, see pages 83-90

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

() e8 tolerance

(2 Number of flutes
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TI-niAS T Eir _ MM TSO77-N...
INDEXABLE SOLID CARBIDE LINE | 590 .
MM TS-N e TS gy WS @
Interchangeable Solid Carbide FTY T r Ty
T-Slot Milling Heads o \\ - -SIS DL @M @ @
M 394 ‘ - Lo @
Dimensions Tough «<— Hard
g(g8|8
™ [=2] (=23
Designation DC  DCTOLL CW NOF®  THSZMS  CDX® RE CHW / / e (e
MM TS077-NO7A-4T05 .303 -0.0020 .028 4 T05 .047 .0079 - MM KEY 6X4* °
MM TS077-NO8A-4T05 .303 -0.0020 .031 4 T05 .047 .0079 = MM KEY 6X4* o
MM TS077-N09A-4T05 .303 -0.0020 .035 4 T05 .047 .0079 - MM KEY 6X4* )
MM TS077-N10A-4T05 .303 -0.0020 .039 4 T05 .047 .0079 - MM KEY 6X4* °
MM TS077-N15A-4T05 303 -0.0020 059 4 05 047 0079 - MM KEY 6X4* .
MM TS077-N20A-4T05 .303 -0.0020 .079 4 T05 .047 .0079 - MM KEY 6X4* ()
MM TS105-N20D-06T04 413 -0.0020 .079 6 T04 .079 .0157 - T-15/3* °
MM TS.500-N062P-06T05 [ -0.0020 062 6 05 089 - 006 T203 | e .
MM TS.500-NO78P-06TO05 [ R Y007 078 6 05 089 - 006 T203 | e .
MM TS135-N20P-06T05 531 -0.0020 079 6 05 104 . 008 T203 | e .
MM TS135-N25P-06T05 531 -0.0020 098 6 05 104 = 008 T203 | e .

e For shanks, see pages 83-90 e For tightening torques and clamping instructions, see pages 91-92 ¢ Do not apply lubricant to the threaded connection
* For user guide, see pages 37,219-228

() Number of flutes

() Cutting depth maximum

* Optional, to be ordered separately

MM TS077-N...

ISCAR




TI-miAS § =i

/Mgés SOLID CARBIDE LINE 1 @ @ @
RE
MM TS-H ' THSZMS - ‘RCW

Interchangeable Solid Carbide T .

T-Slot Milling Heads with DG jCDX

Various Corner Radii l

e
Dimensions Tough «<— Hard
& =3

Designation DC DCTOLL oW DX NOF@ RE THSZMS / 8 3
MM TS.500-H125D-06T05 .500 -0.0020 125 .088 6 .0150 T05 T-20/3* o o
MM TS.625-H056D-06T06 625 -0.0020 .056 125 6 .0160 T06 T-20/3* o o
MM TS.625-H063D-06T06 .625 -0.0020 .063 125 6 .0160 T06 T-20/3* o °
MM TS.625-H068D-06T06 625 -0.0020 .068 125 6 .0160 T06 T-20/3* o o
MM TS.625-H078D-06T06 .625 -0.0020 .078 125 6 .0160 T06 T-20/3* o L]
MM TS.625-H086D-06T06 625 -0.0020 .086 125 6 .0160 T06 T-20/3 [ [
MM TS.625-H105D-06T06 .625 -0.0020 .105 125 6 .0160 T06 T-25/3* o o
MM TS.625-H125D-06T06 625 -0.0020 125 125 6 .0160 T06 T-25/3 o L]
MM TS.625-H156D-06T06 625 -0.0020 156 125 6 .0160 T06 T-25/3 . .
MM TS.750-H156D-06T08 750 -0.0020 .156 120 6 .0160 T08 T-30/3 L* o o
MM TS.750-H187D-06T08 .750 -0.0020 187 120 6 .0160 T08 T-30/3 L* o L]
MM TS.750-H250D-06T08 .750 -0.0020 .250 120 6 .0160 T08 T-30/3 L [ [
MM TS.875-H187D-06T08 875 -0.0020 187 190 6 .0160 T08 T-40/3 L* o o
MM TS.875-H250D-06T08 875 -0.0020 .250 190 6 0150 T08 T-40/3 L o L]
MM TS.875-H312D-06T08 875 -0.0020 312 190 6 .0150 T08 T-40/3 * . .
MM TS1.00-H187D-06T10 1.000 -0.0020 187 A77 6 0150 T10 T-50/3 L* o o
MM TS1.00-H250D-06T10 1.000 -0.0020 .250 Arr 6 .0150 T10 T-50/3 L* o .
MM TS1.00-H375D-06T10 1.000 -0.0020 375 A77 6 .0150 T10 T-50/3 L* o o

e Inserts in .197" and wider feature chip splitting edges e For tightening torques and clamping instructions, see pages 91-92

¢ Do not apply lubricant to the threaded connection e For shanks, see pages 83-90 e For user guide, see pages 37,219-228
() Cutting depth maximum

@ Number of flutes

* Optional, to be ordered separately

MULTI-MASTER s [~ OAL
L H=
MM TS-C W THSZMS CDX @
Interchangeable Solid Carbide e
Circlip Groove Milling Heads DC DCONMS LA
According to DIN 471/472 ' [
NS '

Cw=.0008 RE

—|

‘+ LF [ CDX

Dimensions

K
Designation DC CwW  CDX LF t RE THUB LH OAL  DCONMS  NOFM  THSZMS / 3
MM TS127C118T035-6T05 500 .046 .014 .088 .01 .0020 118 .106 332 .303 6 T05 T-20/3* o
MM TS127C118T040-6T05 .500 .046 016 .088 .013 .0020 118 106 332 .303 6 T05 T-20/3* °
MM TS127C118T050-6TO05 [R:i] .046 .020 .088 017 .0020 118 106 332 303 6 T05 T-20/3* o
MM TS127C138T050-6T05 .500 054 .020 .088 017 .0020 118 106 .340 .303 6 T05 T-20/3* o
MM TS225C138T060-6T08 .886 054 .024 121 .020 .0020 Ar7 .165 373 461 6 T08 T-40/3 L* o
MM TS225C138T070-6T08 [ 054 028 121 .024 .0020 A77 165 373 461 6 T08 T-40/3 L* o
MM TS225C138T085-6T08 .886 054 .033 121 .029 .0020 Ar7 .165 373 461 6 T08 T-40/3 L* o
MM TS225C168T070-6T08 .886 .066 028 27 .024 .0039 A77 .165 .385 461 6 T08 T-40/3 L* °
MM TS225C168T085-6T08 [R::l) .066 .033 127 .029 .0039 A77 165 .385 461 6 T08 T-40/3 L* o
MM TS225C168T100-6T08 .886 .066 .039 127 .035 .0039 Ar7 .165 .385 461 6 T08 T-40/3 L* o
MM TS225C193T100-6T08 .886 076 .039 132 .035 .0039 A77 165 .395 461 6 T08 T-40/3 L* [
MM TS225C193T125-6T08 [::i 076 .049 132 .044 .0039 A77 165 .395 461 6 T08 T-40/3 L* o
MM TS225C223T150-6T08 .886 .088 .059 138 .054 .0039 Ar7 .165 407 461 6 T08 T-40/3 L* o
MM TS225C273T150-6T08 .886 107 .059 .148 .055 .0079 A77 161 426 461 6 T08 T-40/3 L* °
MM TS225C273T175-6T08 [::l) 107 .069 .148 .065 .0079 A73 154 426 461 6 T08 T-40/3 L* o
MM TS225C325T175-6T08 .886 128 .069 173 .065 .0079 201 181 447 461 6 T08 [

e For shanks, see pages 83-90 e For tightening torques and clamping instructions, see pages 91-92 e Do not apply lubricant to the threaded connection

e For user guide, see pages 37,219-228

() Number of flutes

*  Optional, to be ordered separately s e o
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rrywv.v J/ _J_ )
= 1 Er
INDEXABLE SOLID CARBIDE LINE ,018max,
MM TS-DG depth of cut LF
Double Groove Internal A i L DRVS THSZMS
Grooving Heads with a : Ny
Threaded Connection for Tube v : DC=0.0019 = DCONMS
Sheets of Heat Exchangers 1 ﬂ‘ Lﬂﬂ* J LF{E.mz Typx4 | ——
-l 118 236 — 118 A Ls |-
Dimensions
S
Designation DC DCONMS  PHD"  THSZMS  NOF®@ LF L3 L DRVS® / 3
MM TS155-04T10-8238 .610 .630 625 T10 4 1.327 .701 .559 394 MM KEY 10X7* [
MM TS185-04T12-8239 728 726 .750 T12 4 1.358 .720 571 512 MM KEY 13X8* o
MM TS245-04T15-8240 .965 .937 1.000 T15 4 1.465 433 .567 787 MM KEY 20* [

¢ For shanks, see pages 83-90 ¢ For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
¢ Do not apply lubricant to the threaded connection e For user guide, see pages 37,219-228

) For minimum tube outer diameter

2 Number of flutes

() Clamping wrench size

*  Optional, to be ordered separately
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TI-miAS T e C
INDEXABLE SOLID CARBIDE LINE THSZMS RE
MM GRIT-16K/P,18K/P 12, @ @ @ LL
Interchangeable Solid DX |—
Carbide Small Diameter y D)
Groove Milling Heads ~ CoDX <E
L
Cw 2
|
Dimensions lj
D
. =
Designation DC cw CDX@ NOF® RE DMIN® THSZMS 5 o
MM GRIT 16K-1.50-0.10 618 059 110 3 0039 630 T06 MM EGR 16-18* ° L
MM GRIT 16P-1.50-0.10 618 059 110 3 0039 630 T06 MM EGR 16-18* ° 0O
MM GRIT 16K-1.57-0.20 618 062 110 3 0079 630 T06 MM EGR 16-18* ° —_
MM GRIT 16K-2.00-0.20 618 079 110 3 0079 630 T06 MM EGR 16-18* . af)]
MM GRIT 16P-2.20-1.10 618 087 110 3 0433 630 T06 MM EGR 16-18* ° oC
MM GRIT 16K-2.39-0.20 618 094 110 3 0079 630 T06 MM EGR 16-18* ° <]:
MM GRIT 16K-2.50-0.20 618 098 110 3 0079 630 T06 MM EGR 16-18* ° Q
MM GRIT 16K-3.00-0.20 618 118 110 3 0079 630 T06 MM EGR 16-18* °
MM GRIT 16P-3.00-0.20 618 118 110 3 0079 630 T06 MM EGR 16-18* ° 0O
MM GRIT 16K-3.17-0.20 618 125 110 3 0079 630 T06 MM EGR 16-18* . —
MM GRIT 18K-1.20-0.05 () 697 047 150 3 0020 709 T06 MM EGR 16-18* ° —
MM GRIT 18P-1.20-0.60 697 047 150 3 0236 709 T06 MM EGR 16-18* (] O
MM GRIT 18K-1.40-0.05 () 697 085 180 3 0020 709 T06 MMEGR 16-18"| @ @p)
MM GRIT 18K-1.50-0.10 697 059 150 3 .0039 709 T06 MM EGR 16-18* °
MM GRIT 18K-1.57-0.20 697 062 150 3 0079 709 T06 MM EGR 16-18* o o
MM GRIT 18K-1.70-0.05 (1) 697 067 150 3 0020 709 T06 MM EGR 16-18" ° C/)
MM GRIT 18K-2.00-0.20 697 079 150 3 0079 709 T06 MM EGR 16-18* ° 1
MM GRIT 18P-2.00-1.00 697 079 150 3 0394 709 T06 MM EGR 16-18* ° 1
MM GRIT 18P-2.20-1.10 697 087 150 3 0433 709 T06 MM EGR 16-18* ° -—
MM GRIT 18K-2.39-0.20 697 094 150 3 0079 709 T06 MM EGR 16-18* ° 2
MM GRIT 18K-2.50-0.20 697 098 150 3 0079 709 T06 MM EGR 16-18* ° 0O
MM GRIT 18K-3.00-0.20 697 118 150 3 0079 709 T06 MM EGR 16-18* . =
MM GRIT 18P-3.00-1.50 697 118 150 3 0590 709 T06 MM EGR 16-18* °
MM GRIT 18K-3.17-0.20 697 125 150 3 0079 709 T06 MM EGR 16-18* ° LL

* Recommended for O-rings and retaining rings ® MM EGR clamping key is supplied with each MM GRT... shank e Modification options on request
* Do not apply lubricant to the threaded connection e For clamping instructions, see pages 91-92 e For user guide, see pages 37,219-228

e For shanks, see pages 83-90 e K - For general steel machining e P - Positive geometry for soft and gummy materials

() For circle clips according to DIN 471/472 and ANSI B27.7M
(@) Cutting depth maximum

() Number of flutes

@ Minimum bore diameter

* Optional, to be ordered separately

Member IMC Group
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INDEXABLE SOLID CARBIDE LINE 1 DC

MM GRIT-16K/P,18K/P 3T6

Interchangeable Solid
Carbide Small Diameter
Groove Milling Heads

JLow’

R THSZMS RE
p =N\ sar cwW ﬁ @
DUN q ~CDX
\ / % ' L)
Sl CDX

Dimensions

S
Designation DC cw CDX( NOF®@ RE DMIN® THSZMS / 3
MM GRIT16K150-010-3T6 618 .059 110 3 .0039 630 T06 T-20/3* .
MM GRIT16P150-010-3T6 618 059 110 3 .0039 630 T06 T-20/3* .
MM GRIT16K157-020-3T6 618 062 110 3 .0079 630 T06 T-25/3 °
MM GRIT16K200-020-3T6 618 079 110 3 .0079 630 T06 T-20/3 .
MM GRIT16P220-110-3T6 618 .087 110 3 .0433 .630 T06 T-20/3 [
MM GRIT16K239-020-3T6 618 094 110 3 .0079 630 T06 T-25/3* °
MM GRIT16K250-020-3T6 618 098 110 3 .0079 630 T06 T-25/3 °
MM GRIT16K300-020-3T6 618 118 110 3 .0079 .630 T06 T-25/3 [
MM GRIT16P300-020-3T6 618 118 110 3 .0079 630 T06 T-25/3 °
MM GRIT16K317-020-3T6 618 125 110 3 .0079 630 T06 T-25/3 .
MM GRIT18K120-005-3T6 697 .047 .150 3 .0020 .709 T06 T-20/3 o
MM GRIT18P120-060-3T6 697 047 150 3 0236 709 T06 T-20/3* .
MM GRIT18K140-005-3T6 697 1055 150 3 .0020 709 T06 T-20/3 .
MM GRIT18K150-010-3T6 697 .059 .150 3 .0039 .709 T06 T-20/3* o
MM GRIT18K157-020-3T6 697 062 150 3 .0079 709 T06 T-20/3 °
MM GRIT18K170-005-3T6 697 067 150 3 .0020 709 T06 T-20/3 .
MM GRIT18K200-020-3T6 697 .079 .150 3 .0079 .709 T06 T-20/3 [
MM GRIT18P200-100-3T6 697 079 150 3 0394 709 T06 T-20/3* .
MM GRIT18P220-110-3T6 697 .087 150 3 0433 709 T06 T-20/3 .
MM GRIT18K239-020-3T6 697 094 .150 3 .0079 .709 T06 T-20/3* o
MM GRIT18K250-020-3T6 697 .098 150 3 .0079 709 T06 T-20/3 °
MM GRIT18K300-020-3T6 697 118 150 3 .0079 709 T06 T-25/3 .
MM GRIT18P300-150-3T6 697 118 .150 3 .0591 .709 T06 T-25/3 o
MM GRIT18K317-020-3T6 697 125 150 3 0079 .709 T06 T-25/3 .

e Recommended for O-rings and retaining rings ® Modification options on request ¢ Do not apply lubricant to the threaded connection

* For clamping instructions, see pages 91-92 e For user guide, see pages 37,219-228 e For shanks, see pages 83-90 ¢ K-Type - For general steel machining
e P-Type - Positive geometry for soft and gummy materials

) Cutting depth maximum

(2) Number of flutes

@) Minimum bore diameter

*  Optional, to be ordered separately

ISCAR




INDEXAEI!:ﬁCA:Hsngﬁ m
MM GRIT-4T8 om0t s PE ou il LU
Interchangeable Solid Ty —
Carbide Small Diameter %DX @ D)
Groove Milling Heads v <E
o v B
U
Dimensions lj
D)
. =
Designation DC cw CDX(" NOF@ RE DMIN® THSZMS / 5 o
MM GRIT22K076-000-4T8 854 .030 .059 4 ,0000 866 T08 T-25/3* . Ll_]
MM GRIT22K086-000-4T8 854 .034 .067 4 .0000 .866 T08 T-25/3 o D
MM GRIT22K096-000-4T8 854 .038 075 4 ,0000 866 T08 T-25/3* . —
MM GRIT22K100-005-4T8 .854 .039 .079 4 .0020 .866 T08 T-25/3* o m
MM GRIT22P100-005-4T8 854 .039 .079 4 .0020 .866 T08 T-25/3 o m
MM GRIT22K120-005-4T8 854 047 A77 4 ,0020 866 T08 T-25/3* . <
MM GRIT22K140-005-4T8 .854 .055 A77 4 .0020 .866 T08 T-25/3* ° Q
MM GRIT22K157-000-4T8 854 .062 A77 4 .0000 .866 T08 T-25/3 o
MM GRIT22K170-010-4T8 854 067 A77 4 ,0039 866 T08 T-25/3* . D
MM GRIT22P170-010-4T8 .854 .067 A77 4 .0039 .866 T08 T-25/3* ° —
MM GRIT22K195-020-4T8 854 077 A77 4 .0079 .866 T08 T-25/3 o —l
MM GRIT22K200-020-4T8 854 079 A77 4 0079 866 T08 T-25/3* . O
MM GRIT22P200-020-4T8 854 079 77 4 .0079 .866 T08 T-25/3* ° CD
MM GRIT22K225-020-4T8 854 .089 Ar7 4 .0079 .866 T08 T-25/3* o
MM GRIT22K239-020-4T8 854 .094 A77 4 0079 866 T08 T-25/3* . o
MM GRIT22K250-020-4T8 .854 .098 77 4 .0079 .866 T08 T-25/3* ° U)
MM GRIT22P250-020-4T8 854 .098 A77 4 .0079 866 T08 T-25/3* . 1
MM GRIT22K275-020-4T8 .854 .108 A7 4 .0079 .866 T08 T-25/3* o _I
MM GRIT22K300-020-4T8 854 118 A77 4 .0079 .866 T08 T-30/3 L* ° —
MM GRIT22P300-020-4T8 854 118 77 4 .0079 .866 T08 T-30/3 L o 2
MM GRIT22K317-020-4T8 854 125 A77 4 0079 866 T08 T-30/3 L* . D
MM GRIT22K325-020-4T8 854 128 77 4 .0079 .866 T08 T-30/3 L* ° Z
MM GRIT22P381-020-4T8 854 150 A77 4 .0079 .866 T08 T-30/3 L* o
MM GRIT22K400-020-4T8 .854 167 77 4 .0079 .866 T08 T-30/3 L* (] LIJ
MM GRIT22P400-020-4T8 854 157 77 4 .0079 .866 T08 T-30/3 L* °
MM GRIT22P400-200-4T8 854 167 77 4 .0787 .866 T08 T-30/3 L o
MM GRIT22K425-020-4T8 854 167 A7 4 .0079 .866 T08 T-30/3 L* o
MM GRIT22K425-120-4T8 .854 167 77 4 0472 .866 T08 T-30/3 L* °
MM GRIT22K475-020-4T8 854 187 A77 4 .0079 866 T08 T-30/3 L* .
MM GRIT22K525-020-4T8 .854 207 77 4 .0079 .866 T08 T-30/3 L* (]
MM GRIT22K600-300-4T8 854 236 77 4 1181 .866 T08 T-30/3 L* °
MM GRIT28K250-020-6T10 1.091 .098 .236 6 .0079 1.102 T10 T-40/3 L* .
MM GRIT28K525-020-6T10 1.091 207 .236 6 .0079 1.102 T10 T-40/3 L* o
MM GRIT28P700-350-6T10 1.091 276 .236 6 1378 1.102 T10 T-40/3 * °
MM GRIT28K1000-020-6T10 1.091 .394 .236 6 .0079 1.102 T10 T-40/3 L* o
MM GRIT28K1100-020-6T10 1.091 433 .236 6 .0079 1.102 T10 T-40/3 X °
MM GRIT28K1200-020-6T10 1.091 AT2 .236 6 .0079 1.102 T10 T-40/3 L* °
MM GRIT28K1300-020-6T10 1.091 512 .236 6 .0079 1.102 T10 T-40/3 X °

e Recommended for O-rings and retaining rings ® 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 91-92
e For user guide, see pages 37,219-228 e For shanks, see pages 83-90

() Cutting depth maximum

2 Number of flutes

@) Minimum bore diameter

* Optional, to be ordered separately

Member IMC Group




m INDEXABLE S::D‘C‘AR‘BIZ%ﬁ CW< 047
WERN Vv GRIT-22K/P,28K/P Trszvs BE_ow @
sl Interchangeable Solid Ty
(@PI Carbide Small Diameter &?X @
<E Groove Milling Heads v
> o S
0
|j Dimensions
D)
E X
o Designation DC cw CDX®@ NOF® RE DMIN® THSZMS / §
LLI MM GRIT 22K-0.76-0.00 (1) 854 .030 059 4 .0000 866 T08 MM EGR 20-22* .
D MM GRIT 22K-0.86-0.00 (1) 854 034 067 4 .0000 866 T08 MM EGR 20-22* °
—_— MM GRIT 22K-0.96-0.00 (1) 854 038 075 4 .0000 866 T08 MM EGR 20-22* °
CD MM GRIT 22K-1.00-0.05 854 039 079 4 0020 866 08 MM EGR 20-22* °
m MM GRIT 22P-1.00-0.05 854 039 079 4 0020 866 08 MM EGR 20-22* °
<E MM GRIT 22K-1.20-0.05 (1) 854 047 A77 4 0020 866 T08 MM EGR 20-22* °
Q MM GRIT 22K-1.40-0.05 (1) 854 055 A77 4 0020 866 T08 MM EGR 20-22* .
MM GRIT 22K-1.57-0.00 854 062 A77 4 .0000 866 T08 MM EGR 20-22* °
D MM GRIT 22K-1.70-0.10 (1) 854 067 77 4 0039 866 08 MM EGR 20-22* °
= MM GRIT 22P-1.70-0.10 (1) 854 067 A77 4 0039 866 T08 MM EGR 20-22* .
—J MM GRIT 22K-1.95-0.20 (1) 854 077 A77 4 0079 866 08 MM EGR 20-22* °
O MM GRIT 22K-2.00-0.20 854 079 A77 4 0079 866 T08 MM EGR 20-22* °
U) MM GRIT 22P-2.00-0.20 854 079 77 4 0079 866 T08 MM EGR 20-22* °
MM GRIT 22K-2.25-0.20 (1) 854 089 A77 4 0079 866 08 MM EGR 20-22* °
o MM GRIT 22K-2.39-0.20 854 094 77 4 0079 866 T08 MM EGR 20-22* °
(f) MM GRIT 22K-2.50-0.20 854 098 A77 4 0079 866 08 MM EGR 20-22* °
| MM GRIT 22P-2.50-0.20 854 098 A77 4 0079 866 08 MM EGR 20-22* °
1 MM GRIT 22K-2.75-0.20 (1) 854 108 77 4 0079 866 T08 MM EGR 20-22* °
— MM GRIT 22K-3.00-0.20 854 118 A77 4 0079 866 08 MM EGR 20-22* °
2 MM GRIT 22P-3.00-0.20 854 118 A77 4 0079 866 T08 MM EGR 20-22* °
D MM GRIT 22K-3.17-0.20 854 125 77 4 0079 866 T08 MM EGR 20-22* °
Z MM GRIT 22K-3.25-0.20 (1) 854 128 A77 4 0079 866 T08 MM EGR 20-22* .
LL] MM GRIT 22P-3.81-0.20 854 150 A77 4 0079 866 08 MM EGR 20-22* °
MM GRIT 22K-4.00-0.20 854 157 77 4 0079 866 T08 MM EGR 20-22* °
MM GRIT 22P-4.00-0.20 854 157 77 4 0079 866 08 MM EGR 20-22* °
MM GRIT 22P-4.00-2.00 854 157 A77 4 0787 866 08 MM EGR 20-22* °
MM GRIT 22K-4.25-0.20 (1) 854 167 A77 4 0079 866 T08 MM EGR 20-22* .
MM GRIT 22K-4.25-1.20 (1) 854 167 A77 4 0472 866 T08 MM EGR 20-22* .
MM GRIT 22K-4.75-0.20 854 187 A77 4 0079 866 08 MM EGR 20-22* °
MM GRIT 22K-5.25-0.20 (1) 854 207 77 4 0079 866 T08 MM EGR 20-22* °
MM GRIT 22K-6.00-3.00 854 236 77 4 1181 866 08 MM EGR 20-22* °
MM GRIT 28K-2.50-0.2 1.001 098 236 6 0079 1102 T10 T-40/3 L °
MM GRIT 28K-5.25-0.2 1.091 207 236 6 0079 1.102 T10 T-40/3 L °
MM GRIT 28P-7.0-3.5 1.001 276 224 6 1378 1.102 T10 T-40/3 L °
MM GRIT 28K-10.0-0.2 1.091 394 236 6 0079 1.102 T10 T-40/3 L °

e Recommended for O-rings and retaining rings ¢ 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 91-92
e For user guide, see pages 37,219-228 e For shanks, see pages 83-90

M) For circle clips according to DIN471/472 and ANSI B27.7M

(2 Cutting depth maximum

@) Number of flutes

@) Minimum bore diameter

* Optional, to be ordered separately

ISCAR




SOLIDinviii.

PREMJUM LIiNE

MULTI-MASTER

Machining Data for MULTI-MASTER Groove Milling Heads

USER GUIDE

MM-TS MM-GRIT K-TYPE | MM-GRIT P-TYPE
Feed Feed Feed
Tensile Material| Speed |[Inch/Tooth]| Speed |[[Inch/Tooth]| Speed |[Inch/Tooth]
o Strength | Hardness | Group F: | F; F: | F; F; | F;
@ Material Condition [ksi] HB No. V (SFM) | min) | (max) | V (SFM) | (min) | max) | V (SFM) | (min) | (max)
<0.25% C| Annealed 61 125 1| 360-460 |.0031|.0079] 360-520 |.0020[.0059] - - -
Non-aloy ~ 0.25% C| Annealed 94 190 2 | 330-390 |.0031.0071] 330-490 [.0020[.0050] - - |-
SESIEME oy @ CUSRETCRIERE] | oy 250 3 | 230-330 |.0031|.0059| 260-330 |.0020|.0059| - .
cast steel, tempered
free cutting Annealed 109 220 4 | 230-330 |.0031|.0059| 260-330 |.0020[.0059] - -
sed =0.55% G} Quenched and | 5 300 5 | 200-260 |.0031.0059| 200-260 |.0020(.0059| - -l -
tempered
Low alloy and cast steel|—21e8% 87 200 6 | 330-390 |.0031|.0059| 360-490 |.0020|.0050] - - -
foss thom 5% of Quenched and 1% 275 7 | 300-390 |.0031].0059| 330-390 |.0020[.0059] - -
alloying dlements) ermpered 145 300 8 | 260-360 |.0031.0059] 230-360 |.0020[.0059| - |-
174 350 9 | 230-330 |.0020{.0047| 230-330 |.0020[.0059] - -
. Annealed 99 200 10 | 200-260 |.0020.0071| 200-260 [.0020[.0059| - -
High alloyed steel, cast Quenched and
steel and tool steel 160 325 11 | 180-230 |.0031|.0059| 180-230 |.0020{.0059| - -
tempered
Stainless steel mgf{;';';iic 99 200 12 | 330-430 |.0024|.0047| 330-430 |.0012|.0059| 330-430 |.0012.0039
and cast steel Martensiic | 119 240 13| 330-390 |.0031[.0059| 330-430 |.0012].0059] 330-430 |.0012].0039
| Stainiess steel Austenitc, | g 180 | 14 | 260-390 |.0020|.0039| 300-390 |.0012|.0047| 300-390 |.0012|.0039
and cast steel duplex
Eeer;':l'; C/ 180 15 | 330-460 |.0039].0079| - - - - - -
Gray cast iron (GG) Poarliic /
e tonsic 260 16 | 260-330 |.0039|.0059| - - - - - -
Noduar cast ron (GGG —Fete 160 17 | 520-720 |.0039.0079] 520-720 [.0012[.0047] - -
Pearlitic 250 18 | 390-660 |.0039|.0059] 390-660 [.0012[.0047| - -
Vialleable cast iron Ferritic 130 19 | 590-820 |.0039.0079] 590-820 [.0012[.0059| - -
Pearlitic 230 20 | 520-720 |.0039].0059 520-720 |.0012[.0059] - -
Aluminum- Not hardenable 60 21 |2620-3940|.0039].0079 - - | - [2620-3940[.0020|.0059
wrought alloys Hardenable 100 22 |2620-3940|.0039[.0079] - — | - [2620-3940[.0020] 0059
_ip9s g |Nothardenable 75 23 - - - - | - [1970-3280[ 0020|0059
Aluminum- Hardenable 90 24 - - - - - - [1640-3280(.0020|.0059
cast alloys . High
>12% Si 130 25 - - - - - | - |660-1310 |.0020|.0059
temperature
>1% Pb Free cutting 110 26 - - - - - - - - -
Copper Brass 90 27 - - - - - - - - -
alloys Electrolytic 100 08 ) ) ) ) ) ) i i )
copper
Duroplastics, o9 ) ) ) ) ) ) ) ) )
Non metallic fiber plastics
Hard rubber 30 - - - - - - - -
o based | Annealed 200 31 - — | - [100-130 [.0008].0047] - |-
High Hardened 280 32 | 80-110 |.0020|.0047| 80-130 |.0008|.0047| - -
temperature Annealed 250 33 80-110 |.0020].0047| 80-130 - - - .0004|.0047
alloys E;;’; dCO Hardened 350 34 | 80-110 |.0020|.0047| 80-130 | - | - — |.0004].0047
Cast 320 35 | 130-200 |.0020|.0047| 80-130 | - | - - [.0004|.0047
Pure 58 190 36 | 130-200 |.0020|.0047| 130200 | - | - - [.0020.0047
L Alpha+Beta
Titanium alloys alloys, 152 310 37 | 130200 |.0020|.0039| 130200 | - | - - |.0020{ 0039
hardened
Hardened 55 HRC 38
Hardened steel Hardened 60HRC | 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 41

Member IMC Group
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INDEXABLE SOLID CARBIDE LINE

NEOBARREL

PROFILE MILLING

MM ELB

Interchangeable Lens
Shaped (Barrel) Solid Carbide
Heads for 3D Profiling

APMX
RAELLALN

THSZMS

DCONMS

=

Designation DC BSR

RE

Dimensions

LU

APMX THSZMS  DCONMS NOF()

LF

MM ELB312R625A19-4T05
MM ELB375R750A27-4T06
MM ELB500R1.0A35-4T08

312
375
.500

6250
.7500
1.0000

.0200
.0390
.0390

.1900
2700
.3500

0351
10548
0626

T05
T06
T08

312 4
375 4
.500 4

.394
512
650

e o o |C908

* For user guide, see pages 37,219-228
() Number of flutes

TI-miAS § =i

INDEXABLE SOLID CARBIDE LINE

NEOBARREL

PROFILE MILLING

MM EOB

Interchangeable Oval-Shaped
(Barrel) Solid Carbide

Heads for 3D Profiling

i
m !

RE

PRFRAD f ;
00078

_m“ DCONMS  |PRFA

il

THSZMS

Designation PRFRAD

RE

APMX

PRFA

Dimensions

THSZMS NOF(® DCONMS

MM EOB312R060R315A53-4T05
MM EOB375R123R295A62-4T06
MM EOB500R157R750A82-4T08

3.150
2.950
7.500

.0600
1230
1570

5300
6000
8200

24,00
16.00
16.00

T05 4
T06 4
T08 4

312
375
500

.709
.866
1.063

,_
o
e o o(|C908

e For user guide, see pages 37,219-228
() Number of flutes

TI-miAS § =i

MM FM

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

@

Designation DC APMX

RE

Dimensions

NOF(®

4

THSZMS LF

Recommended
Machining Data

fz
(inch/t)

MM FM100-36R0.2-06T05
MM FM120-36R0.2-06T05
MM FM160-48R0.4-06T06
MM FM200-60R0.4-06T08
MM FM250-75R0.4-06T10

.394
472
630
787
.984

A47
A417
1890
2362
2953

0079
.0079
0167
0157
0157

oD O O O O

T05 A73
T05 A73
T06 220
T08 268
T10 331

T-20/3*
T-20/3
T-25/3*
T-40/3 L
T-50/8 L

® o o o o/[C908

.0016-.0039
.0016-.0039
.0020-.0039
.0020-.0039
.0020-.0039

() Number of flutes
* Optional, to be ordered separately

ISCAR




L/
INDEXABLE SOLID CARBIDE LINE

MM SS

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

Dimensions
&
Designation Module(® T range® DC PDX cw NOF® THSZMS 8
MM SS22M100Z1720-4T08 1.00 17-20 .854 1 217 4 T08 MM EGR 20-22* [
MM SS22M100Z22125-4T08 1.00 21-25 .854 .09 A77 4 T08 MM EGR 20-22* [
MM SS22M150Z1720-4T08 1.50 17-20 .854 A1 213 4 T08 MM EGR 20-22* o

MM EGR 20-22 clamping keys are supplied with each MM GRT... shanks e Tightening torque 130 Lbfxin e Do not apply lubricant to the threaded connection.
e For clamping instructions, see pages 91-92 e For user guide, see pages 37,219-228 e For shanks, see pages 83-90

™) Value in mm

(@) Teeth range

3 Number of flutes

* Optional, to be ordered separately

SOLIDTriRnEAD

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE

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

s
I
@p)
<
=
S
D)
=
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M
oC
<
O
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Dimensions
S
Designation DC NOF(® TPIN®@ TPIX® RE PDX THSZMS TDZ® DMIN TQ® 3
MM TRF12-W55-P11-5T05 470 5 11.00 14.00 .0091 .0452 T05 15.875 .535 61.96 o
MM TRF12-W55-P19-5T05 470 5 19.00 28.00 .0043 0295 105 14,287 516 88.51 °
MM TRF16-W55-P8-5T06 628 5 8.00 14.00 0091 0610 T06 20.637 720 132.76 .
MM TRF20-W55-P6-6T08 785 6 6.00 8.00 0157 0767 T08 25.4 839 247.82 °

For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983) e For shanks, see pages 83-90 e For clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection.

() Number of flutes

(@ Threads per inch minimum

® Threads per inch maximum

(4) Smallest possible thread

) Tightening torque

Spare Parts

/

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

MM TRF12-W55-P19-5T05 BIT SOCKET T20 3/8" DRIVE*

MM TRF16-W55-P8-5T06 BIT SOCKET T25 3/8" DRIVE*

MM TRF20-W55-P6-6T08 BIT SOCKET T40 3/8" DRIVE*
* Optional, to be ordered separately

Member IMC Group
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SOLIDTHiREAD

MUL =

INDEXABLE SOLID CARBIDE LINE

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

Dimensions

TPIN_ TPIX_ §
Designation DC NOF® TPN (mm)®@ TPX (mm)® TPN_DF2¢ TPX_DF26) TPIN® TPIX? DF2® DF2® CF PDX THSZMSTDZ' TQ DMIN|S
MM TRF12A60-P080-5T05 [RY(NN:] 500 .800 400 800 2800 56.00 3200 6400 002 0216 T05 M4 61.96 531 |e
MM TRF12A60-P175-5T05 Ry 1.000 1.750 800 1.500 1400 2800 1600 3200 .004 0377 T05 Mi4 6196 512 |e
MM TRF12A60-P250-5T05 [R:7/REN:) 2.000 2.500 1.750 2.000 1000 13.00 11.00 15.00 .009 .0476 TO05 M16 6196 .551 | @
MM TRF16A60-P080-5T06 7 s 500 800 400 800 2800 56.00 3200 6400 .002 0216 T06 M8 8851 .689 |e
MM TRF16A60-P175-5T06 B2 1.000 1.750 .800 1.500 1400 28.00 16.00 3200 .004 .0393 T06 M18 8851 .669 | @
MM TRF16A60-P300-5T06 [ 2.000 3,000 1.750 2.500 800 1300 10.00 1500 .009 .0555 T06  M20 8851 .709 | @
MM TRF20A60-P200-6T08 [/ 1.000 2,000 800 1.750 1300 2800 1500 3200 .004 0374 T08  M24 8851 .906 | e
MM TRF20A60-P300-6T08 [£I:] 2.000 3.000 1.750 2.500 800 1300 1000 1500 .009 .0555 TO8 M24 132.76 .866 | ®
MM TRF20A60-P400-6T08 BN 3.000 4.000 2.500 3.500 6.00 9.00 7.00 1000 .012 .0732 T08 M25 132.76 .866 | ®
MM TRF28A60-P600-5T10 Rt 5.000 6.000 4.500 5.000 400 500 500 600 .022.0080 Ti0  M38 247.82 1299 |
MM TRF28A60-P500-6T10 JECIING 3.000 5.000 2.500 4.500 6.00 800 600 1000 .013.0854 Ti0  M33 247.82 1.181 | ®

e For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983) e For shanks, see pages 83-90 e For clamping instructions, see pages 91-92
e 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

(19) Smallest possible thread
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Thread Size Tightening Torque (Nxcm) Tightening Torque (Lbfxinch)
T05 700 60
T06 1000 90
T08 1500 130
T10 2800 250

Spare Parts

() Order separately

MM TRF12A60-P080-5T05
MM TRF12A60-P175-5T05
MM TRF12A60-P250-5T05
MM TRF16A60-P080-5T06
MM TRF16A60-P175-5T06

MM TRF16A60-P300-5T06
MM TRF20A60-P200-6T08
MM TRF20A60-P300-6T08
MM TRF20A60-P400-6T08
MM TRF28A60-P600-5T10
MM TRF28A60-P500-6T10
*  Optional, to be ordered separately

ISCAR

s

BIT SOCKET T20 3/8" DRIVE*
BIT SOCKET T20 3/8" DRIVE*
BIT SOCKET T20 3/8" DRIVE®
BIT SOCKET T20 3/8" DRIVE®
BIT SOCKET T25 3/8" DRIVE*
BIT SOCKET T25 3/8" DRIVE®
BIT SOCKET T25 3/8" DRIVE®
BIT SOCKET T40 3/8" DRIVE*
BIT SOCKET T25 3/8" DRIVE®
BIT SOCKET T40 3/8" DRIVE®
BIT SOCKET T40 3/8" DRIVE®




SOLI

MM TRD-M

Interchangeable Solid Carbide
Milling Heads for 60° Partial
Profile Thread Milling

60

Designation

TPN TPX TPN_ TPX_
DC NOF( (mm)@ (mm)® DF24 DF26 TPIN® TPIX™ DF2®

Dimensions

TPIN_

TPIX_
DF20)

RE CF PDX THSZMS TDZ19 DMIN

Tough «—

Hard

MM TRD16-M60-05P-3T06
MM TRD16-M60-15P-3T06
MM TRD22-M60-30P-4T08 T3

618
618

500
1.500
3.000

2.000
2.000
4500 2.500 4.000

1.000

400 2.000
1.500

13.00 48.00
16.00
9.00

16.00
16.00
7.00

56.00
28.00
10.00

-1
.0020
0079

002

.06
.06
.09

T06 M20 .750
T06 M22 .750
T08 M36  1.220

® o o |C528

e o o (|C908

e For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983) e For shanks, see pages 83-90

e Do not apply lubricant to the threaded connection.

) Number of flutes

(2 Thread pitch minimum (mm)-internal
@) Thread pitch maximum (mm)-internal
@) Thread pitch minimum (mm)-external
8) 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) flat

Spare Parts

Designatio

i

MM TRD16-M60-05P-3T06

MM TRD16-M60-15P-3T06
MM TRD22-M60-30P-4T08

MM EGR 16-18*
MM EGR 16-18*
MM EGR 20-22*

T-25/3*
T-25/3*
T-30/3 L

* Optional, to be ordered separately

e For clamping instructions, see pages 91-92

SOLII

L/
INDEXABLE SOLID CARBIDE LINE

MM TRD-W

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

Dimensions

TPIN_ .
Designation DC NOF RE PDX TPIN® TPIX® DF2®  DF20

TPIX

THSZMS TDZ DMIN

Standard

Tough «<— Hard

MM TRD22-W55-14P-4T08 sl 4 0079 .08 11.00  14.00 11.50 16.00 T08 G3/4

.953 DINISO 228, B.S. 84

® (IC528
® |1C908

® For shanks, see pages 83-90 e For clamping instructions, see pages 91-92 e Do not apply lubricant to the threaded connection.
) Number of flutes

@ Threads per inch minimum-internal

() Threads per inch maximum-internal

) Threads per inch minimum-external

(8) Threads per inch maximum-external

Spare Parts

Designation

MM TRD-W

* Optional, to be ordered separately

4

T-30/3 L*

MM EGR 20-22*

Member IMC Group
(| I
L 4 111]
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Identification Code

i il O o m oo

Cutting No. of Cutting Threa Connection
MULTI-
MASTER Dia. Flutes Length A Prof||e Size
. ISO
Thread Mill ON
W (55°)
SOLIDTrimEAD .
U THSZMS
MULTI-mASTER A,

MT-1ISO-MM
Carbide Milling Heads with
a Threaded Connection for
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Internal ISO Metric Thread -~ LF—
Application: General engineering
Dimensions

TP M / f / 8

Designation mm(  Coarse MFine DC NOF® APMX LF THSZMS o
MT10D7.5 0.51SO-MMTO05 .500 = =>14 .394 4 295 502 T05 MM KEY 6X4* o
MT 10D6 0.751SO-MMTO05 .750 = =>12 394 4 236 502 T05 MM KEY 6X4* °
MT 10D6 1.01SO-MMTO05 1.000 = =>12 .394 4 .236 502 T05 MM KEY 6X4* o
MT 10D5 1.251SO-MMTO05 1.250 = =>14 .394 4 197 502 T05 MM KEY 6X4* o
MT 10D6 1.51SO-MMTO05 1.500 = =>14 .394 4 .236 502 T05 MM KEY 6X4* o
MT 12D8 0.51SO-MMT06 500 - =>16 472 4 315 563 T06 MM KEY 8X5* °
MT 12E8 0.751SO-MMTO06 .750 = =>16 AT2 5 327 563 T06 MM KEY 8X5* °
MT 12E8 1.0ISO-MMTO06 1.000 = =>16 AT72 5 315 563 T06 MM KEY 8X5* °
MT 12D8 1.251SO-MMTO06 1.250 = =>16 AT2 4 295 563 T06 MM KEY 8X5* o
MT 12D7 1.51SO-MMT06 1.500 = =>16 AT2 4 299 563 T06 MM KEY 8X5* o
MT 12D7 1.751SO-MMTO06 1.750 - =>16 AT72 4 .280 563 T06 MM KEY 8X5* o
MT12D8 2.0I1SO-MMTO06 2.000 M16 =>17 AT2 4 315 563 T06 MM KEY 8X5* °
MT 16F12 1.0I1SO-MMTO08 1.000 = =>22 .630 6 A72 787 T08 MM KEY 10X7* o
MT 16F12 1.51SO-MMTO08 1.500 = =>20 .630 6 AT72 787 T08 MM KEY 10X7* °
MT 16E12 2.0ISO-MMT08 2.000 - =>19 630 5 472 787 T08 MM KEY 10X7* .
MT15.4E13 2.51SO-MMTO0S PA] M20 =>22 606 5 .500 787 T08 MM KEY 10X7* o
MT 16C12 3.01SO-MMTO08 3.000 M24 =>25 .630 3 AT6 787 T08 MM KEY 10X7* °
MT20F14 2.0ISO-MMTT10 2.000 = =27 787 6 AT2 827 T10 BIT SOCKET T30 3/8" DRIVE*  T-40/3 L* (]
MT20D12 3.0I1SO-MMTT10 [ReXolol] - =27 787 4 480 827 T10 BIT SOCKET T40 3/8" DRIVE*  T-40/3 L* o
MT20D14 3.51SO-MMTT10 JEE0] = =>30 787 4 A7 827 T10 BIT SOCKET T40 3/8" DRIVE*  T-40/3 L* [

¢ Note: Description and dimensions relate to the new products with clamping flats. e For shanks, see pages 83-90 e For clamping keys (to be ordered separately),
tightening torques and clamping instructions, see pages 91-92

¢ Do not apply lubricant to the threaded connection

™) Thread pitch

2 Number of flutes

* Optional, to be ordered separately

ISCAR




SOLIDTrHiREAD -
MULTI-#ASTER 7 LU
INDEXABLE SOLID CARBIDE LINE |—
MT-UN-MM DC — CD
Carbide Milling Heads with L <
a Threaded Connection for B
Internal UN Thread Profile -] >
Application: General engineering 1
f f f Dimensions lj
s D)
=
SCREW o
Designation TPIO UNC UNF UNEF DC NOF®@ APMX LF THSZMS TP mm® S o
MT 10D7 32UN-MMTO05 32.0 = = = .394 4 262 502 T05 794 o L[_]
MT 10D6 28UN-MMTO05 280 - 1/2 - 394 4 217 502 T05 907 ° 0O
MT 10D6 24UN-MMTO05 24.0 ° - 9/16-5/8 .394 4 209 502 T05 1.058 [ ——
MT 10D6 20UN-MMTO05 20.0 = 1/2 - 394 4 201 502 T05 1.270 o m
MT 10D5 18UN-MMTO05 18.0 = 9/16-5/8 11/8-15/8 .394 4 220 502 T05 1.411 o m
MT 10D7 16UN-MMTO05 16.0 . 3/4 - 394 4 252 502 T05 1.588 . <E
MT 12D8 24UN-MMTO06 24.0 = - 5/8-11/16 472 4 291 563 T06 1.058 L] O
MT 12D8 20UN-MMTO06 20.0 - = 3/4 -1 472 4 .308 563 T06 1.270 o
MT 12D8 18UN-MMTO06 18.0 ° 5/8 =>111/16 472 4 .280 563 T06 1.411 [ D
MT 12D8 16UN-MMTO06 16.0 = 3/4 - 472 4 315 563 T06 1.588 [ —
MT 12D8 14UN-MMTO06 14.0 = 7/8 = 472 4 .287 563 T06 1.814 o —l
MT 16E11 18UN-MMTO08 18.0 . 5/8 =>111/16 630 B 445 787 T08 1.411 . O
MT 16E13 14UN-MMTO08 14.0 = 7/8 - .630 5 .500 787 T08 1.814 [ CD
MT 16E13 12UN-MMTO08 12.0 - 1-11/2 - .630 5 .500 787 T08 2117 o
MT 15.3D13 10UN-MMTO8 10.0 3/4 o - 602 4 500 787 T08 2.540 (] o
MT 16C11 SUN-MMTO8 9.0 7/8 = - .630 3 445 787 T08 2.822 L] U)
MT 16C13 8UN-MMTO08 8.0 1.0 = = .630 3 .500 787 T08 3.175 o _|
MT20F13 12UN-MMTT10 12.0 . =>1 o 787 6 500 827 T10 2117 (] 1
MT20D13 8UN-MMTT10 8.0 1 - 787 4 .500 827 T10 3.175 L] —
MT20D15 7UN-MMTT10 7.0 = 11/8-11/4 - 787 4 429 827 T10 3.629 [ 2
¢ Note: Description and dimensions relate to the new products with clamping flats e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening D
torques and clamping instructions, see pages 91-92 Z
e Do not apply lubricant to the threaded connection
() Threads per inch LIJ

2 Number of flutes

Member IMC Group
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SOLIDTHiREAD

INDEXABLE SOLID CARBIDE LINE
MT-W-MM

Carbide Milling Heads with
a Threaded Connection for
Internal and External 55°

BSW Thread Profile Application: General engineering fittings and pipe couplings
g NuT Dimensions
RE=0.137TP
SCREW =)
Designation TPIM TDZ DC NOF®@ APMX LF THSZMS TP mm® §
MT 10D6 19W-MMTO05 19.0 G1/4-3/8 394 4 209 502 T05 1.337 .
MT 16D13 14W-MMT08 14.0 G1/2-7/8 630 4 500 787 T08 1.814 .
MT 16D11 11W-MMTO8 1.0 G=>1 630 4 453 787 T08 2.309 .
MT20F15 14W-MMTT10 14.0 G3/4-7/8 787 6 .500 827 T10 1.814 [
MT20F14 11W-MMTT10 1.0 G=>1 787 6 453 827 T10 2.309 (]

¢ Note: Description and dimensions relate to the new products with clamping flats e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening
torques and clamping instructions, see pages 91-92

¢ Do not apply lubricant to the threaded connection

() Threads per inch

(2 Number of flutes

@) Thread pitch

Thread Size Key @ Torque Wrench ® Wrench ® Tightening Torque (Nxcm)  Tightening Torque (Lbfxinch)
T05 MM KEY 6x4 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 6-05 700 60
T06 MM KEY 8x5 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 8-06 1000 90
T08 MM KEY 10x7 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 10-08 1500 130
T10 MM KEY 13x8 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 13-10 2800 250
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™ To Be Ordered Separately

FEED--‘A—-—
MULTI :mau:n . CAPR THSZMS ol o
Elmmun =

SOLID™ ki ﬁg - =7 Qj §§j7 @
MM FF oc ph— : @ @ ®
Interchangeable 2 Flute FEEDMILL
Solid Carbide Heads for Milling at Rg
Very Fast Feeds and Small D.O.C. ,&M

LF— Economical solution

’ . Recommended
Dimensions Tough «<— Hard Machining Data
© ™ f,
=3 S

Designation DC NOF®  APMX Rg®  THSZMS DCONMS  LF KAPR® RMPX°® | O o (inch/t)
MM FF375R06-L49-2T06 375 2 .020 .059 T06 .360 490 100.0 7.0 [} .0118-.0236
MM FF100R1.5-L12-2T06 .394 2 024 079 T06 378 492 97.0 7.0 [ .0118-.0236
MM FF120R2.0-2T08 AT2 2 027 098 T08 453 437 97.0 7.0 ° . .0197-.0394
MM FF500R08-L59-2T08 .500 2 027 .098 T08 453 591 95.0 7.0 o .0197-.0394
MM FF160R2.0-2T10 .630 2 .043 118 T10 598 531 97.0 7.0 o .0216-.0433
MM FF.750R.08-2T12 .750 2 .056 079 T12 726 .685 100.0 7.0 o .0295-.0591
MM FF200R2.0-2T12 787 2 059 134 T12 726 685 95.0 7.0 o .0295-.0590

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

) Number of flutes

(2) Radius for programming

@) Tool cutting edge angle

4 Maximum ramping angle

ISCAR




MULTI” 5%4AS7ER il (C
Elmmen § ILSZVS @ @ @ LIJ
SOLID™" fiiL.L. =
MM EFF @? @ @ N
4, 6 Flute Solid Carbide Heads <
for Milling at Very
Fast Feeds and Small D.O.C. N >
|
Dimensions Tough «<— Hard azzﬁmgng:ti g
] 8 fz =
Designation DC NOF® APMX THSZMS DCONMS LF RMPX°® KAPR® Rg®  CSPM S S (inch/t) L
MM EFFO80T3R1.62-4T05 315 4 016 T05 295 .394 5.0 97.0 .064 0 ° .0047-.0189 L[_]
MM EFF100T4R2.01-4T06 .394 4 .020 T06 374 512 5.0 97.0 079 0 ° .0063-.0224 D
MM EFF100T2R1.0-6TO6H (1) kLY 6 018 T06 374 394 30 97.0 039 1 o .0063-.0185 —_—
MM EFF120T4R1.8-4TO8H (1) v 4 024 T08 453 650 5.0 97.0 071 1 ° .0063-.0264 M
MM EFF120T4R2.47-4T08 472 4 024 T08 453 650 5.0 97.0 .097 0 (] .0063-.0264 m
MM EFF120T2R1.2-6TO8H (1) g 6 026 T08 453 492 3.0 97.0 047 1 ° .0063-.0213 <]:
MM EFF127T4R2.59-4T08 .500 4 024 T08 480 650 5.0 97.0 102 0 ° .0063-.0264 Q
MM EFF127T4R1.3-6TO8H .500 6 .028 T08 480 .500 3.0 97.0 .051 1 o .0063-.0264
MM EFF160T5R2.2-4T10H (1) RG] 4 .031 T10 606 807 5.0 97.0 087 1 o .0079-.0295 0O
MM EFF160T5R3.25-4T10 .630 4 .031 T10 606 807 5.0 97.0 128 0 . .0079-.0295 -
MM EFF160T4R2.0-6T10H (1) X)) 6 041 T10 606 630 3.0 97.0 079 1 (] .0079-.0256 —
MM EFF200T6R4.02-4T12 787 4 .039 T2 726 1.004 5.0 97.0 158 0 (] .0079-.0354 O
MM EFF200T5R2.2-6T12H (1) WY 6 .049 T2 726 787 3.0 97.0 .087 1 ° .0079-.0315 Cf)
MM EFF250A7R3.1-6T15 (2 [ei! 6 047 T15 94 984 5.0 97.0 122 0 ° .0098-.0394
MM EFF254A7R3.1-6T15 (@ 1.000 6 047 T15 941 .984 5.0 97.0 122 0 . .0098-.0394 L
* For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92 CD
* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228 _|
M With a central coolant hole 1
(2 Cannot be used for plunging application —_—
3 Number of flutes 2
4 Maximum ramping angle
) Tool cutting edge angle Q
(6) Radius for programming Z
(™ 0 - Without coolant supply, 1 - With coolant supply Lu
Machining Recommendations
VDI Material 7 fz (ipt) vs. Tool Diameter (inch)
3323 Group(! (sfm) ap ae .315 .394 472 .630 787 .984
1 590 .045xD .7xD .019 .022 .026 .030 .035 .039
2 520 .045xD .7xD .019 .022 .026 .030 .035 .039
8 520 .045xD .7xD .019 .022 .026 .030 .035 .039
4 520 .045xD .7xD .019 .022 .026 .030 .035 .039
S 490 .045xD .7xD .017 .020 .022 .026 .030 .034
6 490 .045xD .7xD .013 .016 .019 .022 .026 .031
7 460 .045xD .7xD .013 .016 .019 .022 .026 .031
8 460 .045xD .7xD .012 .014 .017 .020 .024 .028
9 460 .045xD .7xD .012 .014 .017 .020 .024 .028
10 430 .04xD .6xD .011 .013 .015 .019 .022 .026
11 390 .04xD .6xD .010 .012 .014 .017 .020 .024
12, 13 390 .04xD .6xD 012 .014 .017 .020 .024 .028
15-16 590 apmax .7xD .018 .020 .024 .028 .031 .035
17-18 520 apmax .7xD .015 .018 .020 .024 .028 .031
38.1@ 330 .035xD 45xD .008 .010 .013 .016 .019 .022
38.20) 260 .03xD .3xD .006 .009 .012 .015 .018 .020
394 200 .02xD .25xD .005 .006 .006 .008 .008 .010
) ISCAR material group in accordance with VDI 3323 standard
@ HRC 45-49
(@) HRC 50-55 ap - Depth of cut
(4) HRC 56-63 ae - Width of cut

Member IMC Group
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WEEN VM HT P - Qﬂ @ @
I— Torodial 2 Flute Interchangeable ocne ‘
[@pll Soid Carbide Miling Heads } I ® @ @
<E M(
2 APMX @
1 Economical sCrawrorr
lj Dimensions Tough «<— Hard
D)
z S S
® Designation DC NOF  APMX RE Tm®  THSZMS DCONMS  LF KAPR® | &8 3
LLI MM HT100C08R0.5-2T06 394 2 276 0196 10-.040 06 374 490 95.0 .
0O MM HT100C08R1.0-2T06 394 g 276 0393 10-.040 06 374 490 9.0 .
—_— MM HT100NO6R2.0-2T06 394 2 .236 0787 10-.118 T06 374 488 97.0 °
) MM HT100NO7R0.5-2T06 304 2 272 0196 10-.040 06 374 441 95.0 .
oC MM HT100NO7R1.0-2T06 394 2 272 0393 10-.040 06 374 441 95.0 .
< MM HT100NO7R2.0-2T06 394 2 272 0787 10-118 06 374 441 95.0 .
@) MM HT100NO7R3.0-2T06 304 2 212 1181 r106-.157 06 374 441 95.0 .
MM HT120NO6R3.0-2T06 472 2 213 1181 106-.157 06 358 358 97.0 .
D MM HT120N0O6R4.0-2T06 472 2 .201 1574 r.106-.157 T06 453 .358 97.0 .
— MM HT120NO6R1.6-2T08 472 2 224 0629 r051-106 08 453 437 97.0 . .
—J MM HT120N06R2.0-2T08 472 2 232 0787 r051-108 08 453 437 97.0 . .
O MM HT120NO6R2.5-2T08 472 2 217 0984 r051-157 T08 453 437 97.0 .
D) MM HT120NO6R3.0-2T08 472 2 217 1181 r106-.173 T08 453 437 97.0 . .
MM HT120NO6R4.0-2T08 472 2 220 574 1r106-173 08 453 437 97.0 .
o MM HT.625N31R187-2T10 625 2 .310 .1900 r.190-.250 T10 600 795 97.0 .
@D MM HT160NO7R2.0-2T10 630 2 272 0787 r.059-.157 10 598 516 970 .
1 MM HT160NO7R3.0-2T10 630 2 283 1181 1059-.157 T10 598 508 97.0 .
| MM HT160NO7R4.0-2T10 630 2 280 574 1.059-157 T10 598 528 970 .
- MM HT160NO8R5.0-2T10 630 2 315 1968 r.106-173 10 598 795 97.0 . .
2 MM HT.750N45R250-2T12 750 2 450 2500 r120-310 T12 726 680 97.0 .
D MM HT.750N45R312-2T12 750 2 450 3120 r.120-.310 T12 726 .680 97.0 °
= MM HT200N11R3.0-2T12 787 2 425 1181 r120-310 T12 726 669 970 .
0 MM HT200N11R4.0-2T12 787 2 437 574 r118-315 T12 726 681 97.0 .
MM HT200N11R5.0-2T12 787 2 437 1968 1r120-310 12 726 681 970 .
MM HT200N11R6.0-2T12 787 2 433 2362 r118-315 T12 726 681 970 .
MM HT200N11R8.0-2T12 787 2 429 3149 r120-310 12 726 681 970 .

e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

() Number of flutes

(2 Specially tailored radius range upon request

® Tool cutting edge angle

ISCAR




MULTI-miAS TER . K -
JNDEXABLE SOLID CARBIDE LINE 7 THSZMS gl
MM ETR AT ‘ j

Torodial 6 Flute Interchangeable I

Solid Carbide Milling Heads
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Dimensions Tough «<— Hard

S ]
Designation DCX™ NOF®@ APMX RE THSZMS DCONMS LF FHA RMPX°@) 3 3
MM ETR.312A16R078-6T05 90 312 6 .160 .0780 T05 .300 .390 30.0 9.0 [
MM ETR080A4R05CF-6T05 315 6 157 .0197 T05 .303 394 30.0 9.0 o
MM ETR0O80A4R10CF-6T05 315 6 157 .039%4 T05 308 .394 30.0 9.0 [
MM ETR.375A19R031-6T06 90 375 6 190 .0310 T06 .360 .510 30.0 9.0
MM ETR.375A19R125-6T06 90 375 6 .190 .1250 T06 .360 .510 30.0 9.0 °
MM ETR100A5R05CF-6T06 394 6 197 0197 T06 378 512 30.0 9.0 °
MM ETR100A5R10CF-6T06 .394 6 197 .0394 T06 378 512 30.0 9.0 o
MM ETR120A7R05CF-6T08 472 6 276 .0197 T08 A72 .669 30.0 9.0 [}
MM ETR120A7R10CF-6T08 AT72 6 276 .0394 T08 AT2 .669 30.0 9.0 o
MM ETR.500A27R062-6T08 90 .500 6 270 .0620 T08 480 .650 30.0 9.0 o
MM ETR.500A27R125-6T08 90 .500 6 .270 1250 T08 480 .650 30.0 9.0 [
MM ETR.500A27R156-6T08 90 500 6 270 11560 T08 480 650 30.0 9.0 °
MM ETR.625A35R200-6T10 90 .625 6 .350 .2000 T10 .600 .807 30.0 9.0 o

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

() Cutting diameter maximum

2 Number of flutes

) Maximum ramping angle

MULTI-miAS TiER . LF
INDEXABLE SOLID CARBIDE LINE RE ‘820 THSZMS |
MM ET Y
Solid Carbide Tapered Heads M
with 20/30° Helix, Variable r
’ DC IHit-{ DcoNms
Pitch and Coolant Holes || M\\ E—
for CHATTERFREE -
Finishing Operations ,J | APMX
Dimensions Recommended
Machining Data
8 f
Designation DC RE NOF® APMX  THSZMS  DCONMS LF RMPX-2 | & (inch/t)
MM ET11/8H4R10CF-8TO8H 433 0394 8 138 T08 472 650 3.0 L] .0016-.0039
MM ET15/8H4R10CF- OH 591 0394 12 138 T10 630 807 3.0 L .0020-.0043

e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

() Number of flutes

2 Maximum ramping angle

Member IMC Group




MM HCR THSZMS @
Interchangeable 2 Flute Solid
Carbide Ball Nose Miling Heads DCth = DCOI‘MS
p
< APMX—]
e LF J
Economical solution
Dimensions
S
Designation DCX™ NOF®@ APMX THSZMS DCONMS LF S
MM HCR.312-2T05 312 2 310 T05 .300 .390 .
MM HCR.375-2T06 375 2 .380 T06 .360 A78 °
MM HCR.500-2T08 .500 2 508 T08 480 646 .
MM HCR.625-2T10 .625 2 630 T10 600 .750 [

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

M) Cutting diameter maximum

2 Number of flutes
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MULTI-miASTER
INDEXABLE SOLID CARBIDE LINE THSZMS
MM HRF —
Interchangeable 2 Flute T ?
Solid Carbide Ball Nose DCXn7 DCONMS
Finishing Milling Heads.
[~ APMX |
le— L F—»!
Dimensions
g
Designation DCX™ NOF@ APMX THSZMS DCONMS LF g
MM HRF.312-2T05 312 2 312 T05 .300 .390 o
MM HRF.375-2T06 375 2 .380 T06 360 480 .
MM HRF.500-2T08 .500 2 500 T08 480 .640 [}
MM HRF.625-2T10 625 2 630 T10 598 752 .

e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

() Cutting diameter maximum

2 Number of flutes

ISCAR




TI-miAS § =i

MUL .

INDEXABLE SOLID CARBIDE LINE

MM HBR E 1SS Qﬂ
Interchangeable 2 Flute High At

Precision Ball Nose Solid 2
Carbide Milling Heads

Economical solution

Dimensions

3
Designation DCX™ NOF®@ THSZMS DCONMS LF / ©
MM HBR080-2T04 315 2 T04 .228 .324 MM KEY 6X4* .
MM HBR.375-2T05 375 2 T05 .300 .389 MM KEY 6X4* o
MM HBR100-2T05 .394 2 T05 .299 .394 MM KEY 6X4* .
MM HBR.500-2T06 .500 2 T06 .362 482 MM KEY 10X7* o
MM HBR.625-2T08 625 2 T08 480 .606 MM KEY 13X8* [
MM HBR160-2T08 .630 2 T08 480 .606 MM KEY 13X8* o
MM HBR.750-2T10 .750 2 T10 .600 .710 MM KEY 13X8* o
MM HBR200-2T10 787 2 T10 598 724 MM KEY 13X8* °
MM HBR1.00-2T12 1.000 2 T12 .720 921 MM KEY 16X9* o

e For shanks, see pages 83-90 e For tightening torques and clamping instructions, see pages 91-92 e Do not apply lubricant to the threaded connection.
* For user guide, see pages 37,219-228

() Cutting diameter maximum

@ Number of flutes

*  Optional, to be ordered separately

INDEXABIIS;{.Iq.CAa‘AHnBlng"'-E 1 °

MM EB TRl s \ o

Interchangeable Solid Carbide T

Ball Nose Milling Heads — DCONMS

Dimensions
=]

Designation DCX™ NOF®@ APMX RE THSZMS DCONMS LF FHA 3
MM EB.187E27-4T05 190 4 .280 .0900 T05 .320 .590 38.0 .
MM EB.250E15-4T04 .250 4 .165 1240 T04 .228 .335 38.0 o
MM EB.250E20-4T05 .250 4 .200 1300 T05 .300 .390 38.0 [
MM EB.312A20-2T05 .310 2 .200 .1600 T05 .300 .350 30.0 o
MM EB.312A20-4T05 .310 4 .200 .1600 T05 .300 .350 30.0 o
MM EB.375A27-2T06 .380 2 .280 .1900 T06 .360 .510 30.0 L]
MM EB.375A27-4T06 .380 4 .280 .1900 T06 .360 510 30.0 o
MM EB.500A37-2T08 .500 2 374 2490 T08 488 .650 30.0 o
MM EB.500A37-4T08 500 4 374 2490 T08 488 650 30.0 °
MM EB.625A47-4T10 .630 4 AT70 .3100 T10 .600 .800 30.0 o
MM EB.750A62-4T12 .750 4 .620 .3800 T12 .730 1.000 30.0 o
MM EB200A15-4T12 787 4 591 3925 T2 726 1.004 30.0 °
MM EB250A22-4T15 .984 4 .866 4909 T15 941 1.457 30.0 o
MM EB1.00A86-4T15 1.000 4 .860 .5000 T15 940 1.450 30.0 o

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

() Cutting diameter maximum

2 Number of flutes

Member IMC Group
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L/
INDEXABLE SOLID CARBIDE LINE

MM EBC
Interchangeable Solid Carbide
Ball Nose Milling Heads

Dimensions
8
Designation DCX( NOF®@ APMX RE THSZMS DCONMS LF FHA / §
MM EBC.312B20-4T05CF 312 4 .200 .1660 T05 .300 .390 45.0 MM KEY 6X4* [
MM EBC080B05-4T0O5CF 316 4 213 1567 T05 .303 394 45.0 MM KEY 6X4* o
MM EBC.375B27-4T06CF 375 4 290 .1870 T06 .360 510 45.0 MM KEY 8X5* o
MM EBC100B07-4TO6CF 394 4 291 1961 T06 378 512 45.0 MM KEY 8X5* o
MM EBC120B09-4T08CF 472 4 .366 .2354 T08 461 .650 45.0 MM KEY 10X7* o
MM EBC.500B37-4TO8CF .500 4 370 2500 T08 490 650 45.0 MM KEY 10X7* °
MM EBC.625B47-4T10CF 625 4 480 .3130 T10 .600 .800 45.0 MM KEY 13X8* o
MM EBC160B12-4T10CF .630 4 488 3142 T10 .602 807 45.0 MM KEY 13X8* [
MM EBC.750B62-4T12CF .750 4 620 .3750 T12 .730 1.000 45.0 MM KEY 16X9* o
MM EBC200B15-4T12CF 787 4 .630 .3925 T12 726 1.004 45.0 MM KEY 16X9 [
® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
M) Cutting diameter maximum
(2 Number of flutes
*  Optional, to be ordered separately
rrywv. v J _J_ )
INDEXABLE S;LID CAgIgEEﬂ RE THSZMS
MM EBA Qﬂ
Interchangeable 2 Flute High
Precision Solid Carbide Ball Nose
Heads for Machining Aluminum <
- APMX+\
| LF
DN ALUMINUM
Dimensions
(==}
Designation DCX™ NOF®@ APMX RE RETOL® THSZMS  DCONMS LF FHA 3
MM EBA.312B20-2T05 312 2 .200 .1560 .0004 T05 .300 .390 45.0 o
MM EBA.375B27-2T06 375 2 .270 .1870 .0004 T06 .360 510 45.0 o
MM EBA.500B37-2T08 500 2 374 .2500 .0005 T08 488 .650 45.0 o
MM EBA.625B47-2T10 625 2 AT70 3120 .0005 T10 600 .800 45.0 o
MM EBA.750B50-2T12 .750 2 .500 .3740 .0005 T12 726 1.000 45.0 [
MM EBA250B22-2T15 .984 2 .866 4921 .0005 T15 941 1.457 45.0 o
MM EBA1.00B86-2T15 1.000 2 .860 14980 .0005 T15 .940 1.450 45.0 [

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e For user guide, see pages 37,219-228

¢ Do not apply lubricant to the threaded connection.

() Cutting diameter maximum
2 Number of flutes
() Corner radius tolerance (+/-)

ISCAR




MULTI-#ASTER . =
INDEXABLE SOLID CARBIDE LINE THSZMS Rd)
Intbrchangeable Solid Garbid ! } | % @a E
nterchangeanle SOoli aroiae 1 S 2 I
Slot Dril l\g/IiIIing Heads with bene G coows (LE 7L @? @ @ d))
Two 10° Helix Flutes b ' v G <
RE/ apwix ] 2
le— LF — ; i
Economical solution ]
Dimensions Tough <— Hard agzz::mzng:ti g
g8 | g f. =
Designation DC NOF®  APMX RE Tm®  THSZMS DCONMS  LF FHA 3 3 (inch/t) L
MM HC.312C31R016-2T05 312 2 .310 .0160 r0-r.064 T05 297 .390 10.0 ° .0010-.0040 L[_]
MM HC.375C38R016-2T06 .375 2 .380 .0160 10-r.078 T06 .360 485 10.0 o .0010-.0040 D
MM HC100C10R0.4-2T06 .394 2 .354 .0157 r0-3.0 T06 374 486 10.0 o ° .0012-.0039 —=
MM HC100C10R1.0-2T06 .394 2 .354 .0393 10-3.0 T06 374 486 10.0 ° ° .0012-.0039 m
MM HC100C10R2.0-2T06 .394 2 .354 0787 10-3.0 T06 374 486 10.0 o ° .0012-.0039 m
MM HC117C13R0.3-2T08 461 2 .394 0118 r0-3.0 T08 453 559 10.0 o .0016-.0043 <
MM HC120C13R0.4-2T08 AT2 2 .394 0167 10-3.0 T08 453 559 10.0 ° ° .0016-.0043 Q
MM HC120C13R1.0-2T08 472 2 .394 .0393 10-3.0 T08 453 559 10.0 o o .0016-.0043
MM HC120C13R2.0-2T08 AT2 2 .394 .0787 r0-3.0 T08 453 559 10.0 o ° .0016-.0043 D
MM HC.500C55R016-2T08 .500 2 433 .0160 r0-r.126 T08 453 600 10.0 o .0016-.0043 =
MM HC.562C43R016-2T08 .562 2 460 .0100 r0-r.150 T08 450 590 10.0 ° .0020-.0050 —l
MM HC.625C63R016-2T10 .625 2 .600 .0160 r0-r.187 T10 600 750 10.0 o .0020-.0050 O
MM HC.625C63R032-2T10 .625 2 .600 .0320 r0-r.187 T10 600 750 10.0 o .0020-.0050 CD
MM HC160C16R0.4-2T10 .630 2 .587 0157 10-4.0 T10 598 .750 10.0 o ° .0020-.0051
MM HC160C16R0.8-2T10 630 2 587 0314 10-4.0 T10 596 750 10.0 . . .0020-.0051 o
® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92 U)
* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228 _|
() Number of flutes _|
(2 Specially tailored radius range, available upon request. §
O
Z
LL

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE 1 Rd1
MM ECU % @ ®>
Interchangeable 3 Flute \ \ = ®

Undersized Solid Carbide Heads
for Keyways (DIN 6885)

Dimensions Recommended
Machining Data
8 f
Designation DC NOF® APMX RE THSZMS  DCONMS LF FHA 3 (inch/t)
MM ECU077E04R020-3T05 .308 3 157 .0079 T05 .303 394 38.0 o .0012-.0031
MM ECU097E05R030-3T06 .382 3 197 0118 T06 378 512 38.0 o .0012-.0035
MM ECU117E07R030-3T08 461 3 276 0118 T08 453 650 38.0 o .0012-.0039
MM ECU157E08R030-3T10 618 3 315 0118 T10 .602 .807 38.0 o .0016-.0047
MM ECU197E12R040-3T12 776 3 AT2 .0157 T12 726 1.004 38.0 [ .0020-.0051

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
() Number of flutes

Member IMC Group




TI-miAS § =i

Solid Carbide Endmill

IMQ&LE SOLID CARBIDE LINE 1 THSZMS Rd
MM EC-3 T N T % @
sl

Interchangeable 3 Flute ®

Heads with 45° Helix

’ . Recommended
PRI Machining Data
=] f
Designation DC NOF® APMX RE THSZMS LF FHA DCONMS | & (inch/t)
MM EC.312B20R000-3T05 312 3 200 .0000 T05 .390 45.0 .300 o .0010-.0040
MM EC.312B20R030-3T05 312 3 .200 .0300 T05 .390 45.0 .300 (] .0010-.0040
MM EC.375B27R000-3T06 375 3 275 .0000 T06 512 45,0 370 . .0010-.0040
MM EC.375B27R015-3T06 375 3 275 .0150 T06 512 45.0 370 o .0010-.0040
MM EC.375B27R031-3T06 375 3 275 .0310 TO06 512 45.0 .370 [ .0010-.0040
MM EC.375B27R062-3T06 375 3 275 0620 T06 512 45.0 370 ° .0010-.0040
MM EC.500B37R000-3T08 .500 3 374 .0000 T08 650 45.0 488 o .0020-.0039
MM EC.500B37R015-3T08 .500 3 374 .0160 T08 650 45.0 488 . .0020-.0039
MM EC.500B37R031-3T08 500 8 374 0310 T08 650 45,0 488 . .0020-.0039
MM EC.500B37R062- 8 .500 3 374 .0630 T08 650 45.0 488 [ .0020-.0039

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
) Number of flutes
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INDEXABL s!:m/gﬁﬂ DC=.187 and .250 % R m
MM EC-4 % @ @ LLI
Interchangeable 4 Flute = |—
Solid Carbide Endmill Heads @ @ ® (D
with 30° and 45° Helix and <E
Various Corner Radii E
0
' . Recommended |_
PLIETEES Machining Data 5'
] e =
Designation DC RE FHA NOF) APMX THSZMS  DCONMS LF 3 (inch/t) L
MM EC.187B27R000-4T05 187 .0000 45.0 4 270 T05 315 .591 o .0008-.0024 Ll_]
MM EC.250B20R000-4T05 .250 .0000 45.0 4 200 T05 .300 .390 ° .0010-.0030 D
MM EC.312B20R000-4T05 312 .0000 45.0 4 .200 T05 .300 .390 ° .0010-.0030 —=
MM EC.312A20R015-4T05 312 .0150 30.0 4 200 T05 .300 .390 o .0010-.0040 m
MM EC.312B20R015-4T05 312 .0150 45.0 4 .200 T05 .300 .390 [ .0010-.0030 m
MM EC.312B20R030-4T05 312 .0300 45.0 4 .200 T05 .300 .390 [ .0010-.0030 <
MM EC.312A20R060-4T05 312 .0600 30.0 4 .200 T05 .300 .390 o .0010-.0040 Q
MM EC.312B20R060-4T05 312 .0600 45.0 4 .200 T05 .300 .390 [ .0010-.0030
MM EC.375B27R000-4T06 375 .0000 45.0 4 275 T06 370 512 ° .0010-.0040 D
MM EC.375B47R000-4T06 375 .0000 45.0 4 AT75 T06 370 512 ° .0010-.0040 —
MM EC.375A27R015-4T06 375 .0150 30.0 4 275 T06 370 512 . .0010-.0040 —
MM EC.375B27R015-4T06 375 .0150 45.0 4 275 T06 370 512 [ .0010-.0040 O
MM EC.375A27R030-4T06 375 .0300 30.0 4 275 T06 370 512 o .0010-.0040 CD
MM EC.375B27R031-4T06 375 .0310 45.0 4 275 T06 370 512 o .0010-.0040
MM EC.375B27R062-4T06 375 .0620 45.0 4 275 T06 370 512 ° .0010-.0040 o
MM EC.500B37R000-4T08 .500 .0000 45.0 4 374 T08 488 .650 o .0020-.0040 U)
MM EC.500A37R015-4T08 .500 .0150 30.0 4 374 T08 488 .650 o .0020-.0040 _|
MM EC.500B37R015-4T08 .500 .0150 45.0 4 374 T08 488 .650 o .0020-.0040 _|
MM EC.500A37R030-4T08 .500 .0300 30.0 4 374 T08 488 .650 o .0020-.0040 —
MM EC.500B37R031-4T08 .500 .0310 45.0 4 374 T08 488 .650 o .0020-.0040 2
MM EC.500B37R062-4T08 .500 .0620 45.0 4 374 T08 488 .650 o .0020-.0040 D
MM EC.625B47R000-4T10 .625 .0000 45.0 4 470 T10 .600 .810 o .0020-.0050 Z
MM EC.625A47R015-4T10 .625 .0150 30.0 4 470 T10 .600 .810 (] .0020-.0050
MM EC.625A47R030-4T10 .625 .0300 30.0 4 470 T10 .600 .810 o .0020-.0050 Lu
MM EC.625B47R031-4T10 .625 .0310 45,0 4 470 T10 .600 .810 o .0020-.0050
MM EC.625A47R060-4T10 .625 .0600 30.0 4 470 T10 .600 .810 o .0020-.0050
MM EC.750B62R000-4T12 .750 .0000 45.0 4 .620 T12 726 1.000 o .0020-.0050
MM EC.750A62R015-4T12 .750 .0150 30.0 4 620 T12 .726 1.000 o .0020-.0050
MM EC.750A62R030-4T12 .750 .0300 30.0 4 .620 T12 726 1.000 o .0020-.0050
MM EC.750B62R031-4T12 .750 .0310 45.0 4 620 T12 726 1.000 o .0020-.0050
MM EC.750A62R060-4T12 .750 .0600 30.0 4 .620 T12 .726 1.000 o .0020-.0050
MM EC.875B63R015-4T12 875 .0150 45.0 4 630 T12 726 1.140 o .0020-.0050
MM EC125H1.5C024-4T21 1.250 = 38.0 4 1.500 T21 1.181 2.165 ° .0020-.0070

e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
() Number of flutes

Member IMC Group




aslll MULTI-#iASTER . :
LIJ I&DG(AEELCE-ZLID CARBIDE LINE ) THSZMS % @ nay
I— Interchangeable 6 Flute T ( Il T
CD Solid Carbide Endmill Heads NN
<E with 30° and 45° Helix and s ‘

Various Corner Radii
§| ’Li LF —J
I— . . Recommended
5' EIEEETS Machining Data
E < f;

L Designation DC NOF™  APMX RE  THSZMS DCONMS LF FHA  RMPX°@| & (inchrt)
LU MM EC.312A20R015-6T05 312 6 .200 .0150 T05 .300 .39%4 30.0 3.0 ° .0010-.0040
D MM EC.312B20R000-6T05 312 6 .200 .0000 T05 .300 394 45.0 3.0 o .0010-.0040
—_— MM EC.312B20R030-6T05 312 6 200 .0300 T05 .300 .394 30.0 3.0 o .0010-.0040
CD MM EC.375A27R015-6T06 375 6 275 .0150 T06 370 512 30.0 5.0 ° .0010-.0040
m MM EC.375A27R030-6T06 375 6 275 .0300 T06 .370 512 30.0 5.0 o .0010-.0040
< MM EC.375B27R000-6T06 375 6 275 .0000 T06 370 512 45.0 5.0 o .0010-.0040
Q MM EC.375B27R015-6T06 375 6 275 .0150 T06 370 512 45.0 5.0 ° .0010-.0040

MM EC.375B27R031-6T06 375 6 275 .0310 T06 370 512 45.0 5.0 o .0010-.0040
D MM EC.375B27R060-6T06 375 6 275 .0600 T06 370 512 45.0 5.0 . .0010-.0040
- MM EC.500A37R015-6T08 500 6 374 .0160 T08 488 .650 30.0 6.0 ° .0016-.0043
—I MM EC.500A37R030-6T08 500 6 374 .0300 T08 488 .650 30.0 6.0 o .0016-.0043
O MM EC.500B37R000-6T08 500 6 374 .0000 T08 488 .650 45.0 5.0 o .0016-.0043
CD MM EC.500B37R015-6T08 500 6 374 .0160 T08 488 .650 45.0 5.0 ° .0016-.0043

MM EC.500B37R031-6T08 500 6 374 .0310 T08 488 .650 45.0 5.0 o .0016-.0043

o MM EC.500B37R060-6T08 500 6 374 .0690 T08 488 .650 45.0 5.0 ° .0016-.0043
Cf) * For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
_| ¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
1 ) Number of flutes
§ 2) Maximum ramping angle
O
Z
LL

Tl-miAS T Eirs

IMQ&.E SOLID CARBIDE LINE 1 ¥ _ THSZMS n)
MM EC-D CHWx45 _ j

Interchangeable 6, 8, 10 =]
Flute Solid Carbide Endmill - DCONMS @
’Lﬂx L\\zFHA

Heads with 50° Helix for
LF——

Machining Hardened Steel

) . Recommended
P ST Machining Data
= f
Designation DC NOF™  APMX CHW KCH  THSZMS DCONMS LF FHA  RMPX°@ '3 (inch/t)
MM EC.312D20C004-6T05 312 6 200 .004 45.00 T05 .300 .390 50.0 2.0 ° .0010-.0040
MM EC.375D27C004-6T06 375 6 270 .004 45.00 T06 370 510 50.0 2.0 o .0010-.0040
MM EC.500D37C004-6T08 .500 6 370 .004 45.00 T08 480 650 50.0 3.0 o .0020-.0040
MM EC.625D47C008-8T10 625 8 470 .008 45.00 T10 600 .800 50.0 3.0 o .0020-.0050
MM EC.750D62C008-10T12 .750 10 620 .008 45.00 T12 726 1.000 50.0 3.0 o .0020-.0050

e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

) Number of flutes

2 Maximum ramping angle

ISCAR




TI-miAS § =i

/Mgﬁs SOLID CARBIDE LINE Rd"
THSZMS
MM EC-8/10 o =2 J yr % @ ®1
e { Ko T
AN

Interchangeable 8, 10 Flute
Solid Carbide Endmill Heads
with 30° and 45° Helix and "

Various Corner Radii

! . Recommended
LIEGEEID Machining Data
2 fz
Designation DC NOF®) APMX RE THSZMS DCONMS LF FHA RMPX°@ 3 (inch/t)
MM EC.625A47R000-8T10 625 8 AT70 .0000 T10 .600 810 30.0 5.0 [} .0020-.0050
MM EC.625A47R015-8T10 625 8 470 .0150 T10 .600 810 30.0 5.0 o .0020-.0050
MM EC.625A47R030-8T10 625 8 470 .0300 T10 .600 810 30.0 5.0 ° .0020-.0050
MM EC.625A47R060-8T10 625 8 AT70 .0600 T10 .600 810 30.0 5.0 o .0020-.0050
MM EC.625B47R031-8T10 625 8 470 .0310 T10 .600 810 45.0 5.0 o .0020-.0050
MM EC.625B47R062-8T10 625 8 470 .0620 T10 .600 .810 45,0 5.0 o .0020-.0050
MM EC.750A62R032-10T12 .750 10 .620 .0320 T12 .726 1.000 30.0 3.0 [} .0020-.0050
MM EC.750A62R064-10T12 .750 10 .620 .0640 T12 .726 1.000 30.0 3.0 o .0020-.0050
MM EC.750B62R031-10T12 750 10 620 0310 T12 726 1.000 45.0 30 ° .0020-.0050
MM EC.750B62R062-10T12 .750 10 .620 .0620 T12 .726 1.000 45,0 3.0 o .0020-.0050
MM EC1.0A86R031-10T15 1.000 10 .860 .0310 T15 940 1.456 30.0 3.0 o .0020-.0050

e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

() Number of flutes

) Maximum ramping angle
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Tl-miAaS 7 e

INDEXABLE SOLID CARBIDE LINE
MM EC-CF-2Z7/9-1.5xD
Interchangeable 7, 9 Flute
Solid Carbide Endmill Heads
with 36° Helix and 1.5xD
Flute Lengths

THSZMS % @;

DCONMS

'

FHA
) . Recommended
RREe Machining Data
2 fz
Designation DC APMX RE NOF"  THSZMS DCONMS LF FHA RMPX°@ § (inch/t)
MM EC312H47R015-7T05 312 4690 0150 7 T05 .303 .709 36.0 3.0 ° .0011-.0039
MM EC375H56R015-7T06 375 5630 .0150 7 T06 .366 .866 36.0 3.0 o .0015-.0039
MM EC500H75R015-7T08 .500 .7500 .0150 7 T08 488 1.063 36.0 3.0 o .0015-.0039
MM EC625H94R031-9T10 .625 .9380 .0310 9 T10 .602 1.319 36.0 1.0 o .0019-.0039
MM EC750H112R031-9T12 750 1.1250 0310 9 T12 726 1.614 36.0 1.0 . .0019-.0039
MM EC1.0H150R031-9T15 1.000 1.5000 .0310 9 T15 941 2.067 36.0 1.0 [ .0019-.0039

For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
¢ Do not apply lubricant to the threaded connection e For user guide, see pages 37,219-228

() Number of flutes

2 Maximum ramping angle

Member IMC Group
(| I
L 4 111]




m INDEXABI!:ﬁéRsBlzgﬁ |
THSZMS

wll CHATTERFREE R - “, @@
ppl MM EC-CF - I BC chwwasore DCONMS %?Rdl @?
< Interchangeable Solid ¢ e

Carbide Endmill Headslfor —r<APM><>‘ I T @ ®
> CHATTERFREE Roughing e [o=oa)
_ and Finishing Operations
|_ . . Recommended
5' LITEIEEIE Machining Data
E 3 f;

o Designation DC RE  NOF"  APMX THSZMS DCONMS LF FHA CHW KCH | 8 (inch/t)
LLI MM EC312E20C12CF-4T05 312 - 4 220 T05 303 393 38.0 012 4500 | @ .0010-.0040
D MM EC312E20R0-CF-4T05 312 - 4 220 T05 .303 393 38.0 ° .0010-.0040
—_— MM EC312E20R15CF-4T05 312 0150 4 220 T05 .303 393 38.0 ° .0010-.0040
CD MM ECO80EO5ROCF-4T05 315 4 197 T05 .303 394 38.0 - - ° .0011-,0035
m MM EC375E27C16CF-4T06 375 4 299 T06 .370 512 38.0 .016 45.00 . .0010-.0040
<E MM EC375E27R0-CF-4T06 375 - 4 299 T06 370 512 38.0 ° .0010-,0040
Q MM EC375E27R15CF-4T06 375 0150 4 299 T06 370 512 38.0 ° .0010-,0040

MM EC120E09R00CF-4T08 472 - 4 .354 T08 461 650 38.0 . .0015-.0043
D MM EC120E09R02CF-4T08 4720079 4 354 T08 461 650 38.0 ° .0015-,0043
— MM EC120E09R04CF-4T08 4720157 4 354 T08 461 650 38.0 ° .0015-,0043
—I MM EC120E09R15CF-4T08 472 .0590 4 .354 T08 461 650 38.0 - - . .0015-.0043
O MM EC500E37C20CF-4T08 500 - 4 374 T08 488 650 38.0 020 .00 ° .0015-,0043
C[) MM EC500E37R0-CF-4T08 .500 - 4 374 T08 488 650 38.0 ° .0015-,0043

MM EC500E37R15CF-4T08 .500 0150 4 374 T08 488 650 38.0 . .0015-.0043

® MM EC500E37R31CF-4T08 500 0310 4 374 T08 488 650 38.0 ° .0015-,0043
(f) MM EC500E37R62CF-4T08 500 0610 4 374 T08 488 650 38.0 - - ° .0015-,0043
_| MM EC625E47C24CF-4T10 625 = 4 .500 T10 .602 810 38.0 024 45.00 . .0020-.0050
| MM EC625E47R31CF-4T10 625 0310 4 500 T10 602 810 38.0 - - ° .0020-,0050
— MM EC750E62C24CF-4T12 750 - 4 629 T12 726 1.004 38.0 024 4500 | @ .0020-,0070
2 MM EC750E62R31CF-4T12 .750 .0310 4 .629 T12 726 1.004 38.0 - - . .0020-.0070
D MM EC250E28C6CF-12T15 984 - 12 1.102 T15 941 1.693 38.0 024 4500 | @ .0023-.0051
Z MM EC250E28C6CF-4T15 984 4 1.102 Ti5 941 1.693 38.0 024 4500 | @ .0023-,0066
LIJ MM EC1.00E86C6CF-4T15 1.000 - 4 .893 T15 .940 1.456 38.0 024 45.00 . .0020-.0070

MM EC1.0E86R15CF-4T15 1.000 0150 4 893 T15 .940 1.456 38.0 ° .0020-,0070
MM EC1.0E86R250CF-5T15 90 [ H/(/t R0l 5 893 Ti5 940 1.456 38.0 ° .0020-,0070
MM EC1.0E86R31CF-4T15 1.000 .0310 4 .893 T15 .940 1.456 38.0 . .0020-.0070
MM EC125E1.5R04CF-4T21 1250 0400 4 1.500 T21 1.181 2.165 38.0 ° .0023-,0070

e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
) Number of flutes

ISCAR




TI.--“--_
INDEXABLE somg/gﬁﬂ Rdy S
MM ECK-CF % ®1 @

Five and Six-Flute Heads
with 35°/38° Helix Featuring
Different Corner Radii For
Machining Titanium Alloys

DC 68 N LIl pconms

el

. . Recommended
PLIETESTS Machining Data
= f:
Designation DC RE NOF(® APMX  THSZMS DCONMS LF RMPX°@ | S (inch/t)
MM ECK.312H20R015-6TO5CF 312 0150 6 .2000 T05 .303 .39%4 5.0 o .0016-.0031
MM ECK.375H27R020-6TO6CF 375 .0200 6 2700 T06 .366 512 5.0 o .0016-.0031
MM ECK.500H37R020-6TO8CF 500 .0200 6 .3700 T08 488 650 5.0 . .0016-.0031
MM ECK.625H47R030-6T10CF 625 .0300 6 4700 T10 .602 .807 50 ° .0028-.0047
MM ECK.750H62R040-6T12CF .750 .0400 6 .6200 T12 7126 1.004 50 ° .0028-.0047
MM ECK1.00H86R040-6T15CF 1.000 .0400 6 .8600 T15 941 1.457 50 o .0028-.0047
MM ECK125H1.5R060-5T21 1.250 .0600 5 1.5000 T21 1.181 2.165 15 o .0020-.0070
MM ECK125H1.5R120-5T21 1.250 1200 5 1.5000 T21 1.181 2.165 1.3 o .0020-.0070
MM ECK125H1.5R250-5T21 1.250 2500 5 1.5000 T21 1.181 2.165 7 ° .0020-.0070
MM ECK125H1.5R375-5T21 1.250 3750 5 1.5000 T21 1.181 2.165 5 [ .0020-.0070

* For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228

) Number of flutes

(2) Maximum ramping angle

1T-niAS TR . CHWx45°

INDEXABLE SOLID CARBIDE LINE
MM EC-H-4-CF
Interchangeable Carbide Endmill

T @)
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it DCONMS % e =
Heads for CHATTERFREE i : S &
Milling Alloyed Steel 4{ as | as
FHA (46-48°) Sl ®
’ . Recommended
RiErsons Machining Data
8 fz
Designation DC NOF() APMX THSZMS  DCONMS LF CHW KCH 3 (inch/t)
MM EC.312H20C12-4TO5CF 312 4 210 T05 303 393 012 4500 | e .0010-,0030
MM EC.375H27C16-4TO6CF 375 4 291 T06 .364 .510 016 45.00 [ .0010-.0040
MM EC.500H37C20-4TO8CF 500 4 366 08 488 650 020 4500 | ® .0016-.0040
MM EC.625H47C24-4T10CF 625 4 488 T10 600 810 024 4500 | ® .0020-.0040
MM EC.750H62C24-4T12CF 750 4 630 12 726 1.004 024 4500 | ® .0020-.0040

e For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
() Number of flutes

Member IMC Group




oC TI-miAS TER :
INDEXABLE SOLID CARBIDE LINE Rd}

wll CHATTERFREE 9%

@pl| MM EC-Z4-1.5xD @‘? SIS

< Interchangeable Solid Carbide
Endmill Heads with 1.5xD Flute

Bl | gihs for CHATTERFREE

_ Roughing and Finishing

I— . . Recommended

5' PIETEETS Machining Data

=] f
L Designation DC NOF® APMX RE THSZMS  DCONMS LF FHA | 8 (inch/t)

LU MM EC312H47R015CF-4T05 312 4 4690 .0150 T05 .303 .709 46.5 o .0011-.0035

0O MM EC375H56R015CF-4T06 375 4 5630 0150 06 366 866 465 | e 0011-.0039

— MM EC500H75R015CF-4T08 500 4 7500 0150 T08 488 1.063 46.5 . .0015-.0043

CD MM EC625H94R015CF-4T10 .625 4 .9380 .0150 T10 602 1.319 46.5 ° .0019-.0051

oC MM EC750H112R031CF-4T12 750 4 1.1250 0310 T12 726 1.614 465 | o .0019-.0066

< MM EC1.0H150R031CF-4T15 1.000 4 1.5000 .0310 T15 941 2.067 46.5 o .0023-.0066

Q ® For shanks, see pages 83-90 e Do not apply lubricant to the threaded connection e For user guide, see pages 37,219-228
) Number of flutes

—

o

—

—

% TI-MASTER — — :
INDEXABLE SOLID CARBIDE LINE a2° Rd}
MM EC-H-5-CF — — % @ 7

Z Interchangeable Carbide Endmill T a1°/<'~ >\aa° =

WP Heads for CHATTERFREE Milling DgE RECRES %, 9 @9
of High Temperature Alloys ¢ ‘7¢ Yo
such as titanium and Inconel CHWx45° || J FHA (35 - 41°) \L/a"“

. . Recommended
Dimensions Tough «<— Hard Machining Data
g | 8 fz

Designation DC NOF®"  APMX THSZMS DCONMS LF RMPX°@  CHW KCH § 5 (inch/t)
MM EC.312H20C12-5T05CF 312 5 210 T05 312 393 5.0 012 45.00 [ [ .0010-.0030
MM EC080H05C3-5T05CF 315 5 197 T05 .303 394 5.0 012 45,00 o .0012-.0035
MM EC.375H27C16-5T06CF 375 & 287 T06 364 510 5.0 016 45,00 [} o .0010-.0040
MM EC100H07C4-5T06CF .394 5 276 T06 378 512 5.0 016 45.00 o .0012-.0039
MM EC120H09C5-5T08CF AT2 5 354 T08 461 650 4.0 .020 45,00 o .0016-.0043
MM EC.500H37C20-5T08CF 500 & 374 T08 488 650 40 .020 45,00 o ° .0016-.0040
MM EC.625H47C24-5T10CF .625 5 492 T10 600 810 40 024 45.00 o o .0020-.0040
MM EC160H12C6-5T10CF 630 5 472 T10 .602 .807 4.0 024 45,00 o ,0020-.0051
MM EC.750H62C24-5T12CF .750 5 630 T12 7126 1.004 3.0 024 45,00 o o .0020-.0040
MM EC200H15C6-5T12CF 787 5 591 T12 726 1.004 3.0 024 45.00 o .0020-.0067
MM EC250H22C6-5T15CF .984 5 .866 T15 941 1.457 3.0 024 45,00 o .0024-.0067
MM EC1.00H86C24-5T15CF [l 5 894 T15 940 1.457 3.0 024 45,00 o ° .0024-.0043
® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92

e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
) Number of flutes
@ Maximum ramping angle

ISCAR




TI-mAS T Er
INDEXABLE SOLID CARBIDE LINE | CHWx45° THSZMS % @ %}
FINISHRED
MM EFS - SealE @? @ ®
Combination of Interchangeable
Solid Carbide Endmill Heads -
for Roughing and Finishing = i 4,]
’ . Recommended
LILERHETE Machining Data
8 fz
Designation DC NOF® APMX THSZMS DCONMS LF FHA CHW KCH S (inch/t)
MM EFS.312B20-4T05 312 4 200 T05 .300 393 45.0 012 45.00 ° .0010-.0030
MM EFS.375B27-4T06 375 4 275 T06 .360 512 45.0 012 45.00 ° .0010-.0040
MM EFS.500B37-4T08 .500 4 370 T08 488 .650 45.0 .015 45.00 ° .0016-.0000
MM EFS.625B47-4T10 625 4 470 T10 600 .800 45.0 .024 45.00 ° ,0020-.0040
MM EFS.750B62-4T12 .750 4 620 T12 7126 1.004 45.0 .024 45.00 o .0020-.0040
MM EFS200B15-4T12 787 4 591 T12 726 1.004 45.0 .024 45.00 L] .0020-.0043
MM EFS1.00B86-4T15 1.000 4 .866 T15 941 1.457 45.0 .024 45.00 [ .0000-.0000
® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92

* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
() Number of flutes
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CHWx45° -

MULTI-MASTER LINE ﬁ % @ %ﬁdl

CHATTERFREE

MULTI-MASTER LINE

MM EFS-CF @? @ @

4 Flute Solid Carbide Heads

with 38° Helix and Variable Pitch

for CHATTERFREE Roughin

and Finishing Applicatiogs o

Dimensions Recommended
Machining Data
8 f2

Designation DC NOF( APMX CHW KCH THSZMS DCONMS LF FHA 3 (inch/t)
MM EFS.250E20-4T05 CF .250 4 210 010 45.00 T05 312 393 38.0 o .0010-.0030
MM EFS.312E20-4T05 CF 312 4 210 012 45,00 T05 312 .393 38.0 o .0010-.0030
MM EFS.375E27-4T06 CF 375 4 .287 016 45.00 T06 .364 510 38.0 [} .0010-.0040
MM EFS.500E37-4T08 CF .500 4 374 020 45.00 T08 488 650 38.0 o .0016-.0039
MM EFS.625E47-4T10 CF 625 4 492 024 45,00 T10 .600 810 38.0 o .0020-.0040
MM EFS.750E62-4T12 CF .750 4 630 024 45,00 T12 726 1.004 38.0 o .0020-.0040
MM EFS200E15-4T12 CF 787 4 .630 024 45.00 T12 726 1.004 38.0 o .0020-.0043
MM EFS1.00E86-4T15 CF 1.000 4 894 024 45.00 T15 .940 1.457 38.0 o .0024-.0043

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
() Number of flutes

Member IMC Group




* Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228
() With a central coolant hole

(2 Number of flutes

(3 Maximum ramping angle

| ryv. v J/ _/_ )
/Myﬁlzzmg/gﬁﬂ 1 CHW ’47 APMX H‘ THSZMS % @ o
MM ERS-1.5xD , ¥ -
Interchangeable Solid Garbide ' Wm
Rough Milling Heads with DCeo

=
DCONMS @

E MM ERS THSZ“:S % @@ @
Interchangeable Solid Carbide | )

CD Rough Milling Heads for High — DCONMS @?

<l: Metal Removal Rates

E FHA

0

— o Recommended

5' BRI Machining Data

° g .
Designation DC NOF® APMX  THSZMS DCONMS LF FHA RMPX°®  CHW  KCH 5 (inch/t)

Lu MM ERS.312B20-4T05 312 4 .200 T05 .300 .390 45.0 5.0 .010 4500 | ® .0012-.0032

D MM ERS.375B27-4T06 375 4 270 T06 .360 512 45.0 5.0 012 4500 | ® .0013-.0036

E MM ERS.500B37-4T08 500 4 374 08 488 650 45.0 5.0 014 4500 | 0016-.0040
MM ERS.625B47-5T10 .625 5 470 T10 .600 .800 45.0 5.0 016 4500 | ® .0016-.0042

m MM ERS160B12-5T10H (1) .630 5 A72 T10 .602 .807 45,0 5.0 .016 4500 | ® .0020-.0042

<E MM ERS.750B62-6T12 .750 6 590 T12 726 1.000 45.0 3.0 016 4500 | ® .0020-.0044

Q MM ERS200B15-6T12 187 6 .591 T12 726 1.004 45.0 3.0 .016 4500 | ® .0020-.0044
MM ERS1.00B86-6T15 1.000 6 .866 T15 941 1.457 45.0 3.0 020 4500 | ® .0020-.0045

9 ® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92

—

o

—1

—1

LL]

1.5xD Flute Lengths for High i N MU i
Metal Removal Rates —
| LF | FHA
Dimensions Re°°!“!“e“ded
Machining Data
S f,
Designation DC NOF®  APMX CHW KCH THSZMS DCONMS LF FHA RMPX® | & (inch/t)
MM ERS312B47-4T05 312 4 4690 010 45.00 T05 303 .709 46.0 5.0 o .0011-.0031
MM ERS375B56-4T06 375 4 5630 012 45.00 T06 .366 .866 46.0 5.0 o .0011-.0035
MM ERS500B75-4T08 .500 4 .7500 014 4500 T08 488 1.063 46.0 5.0 o .0015-.0039
MM ERS625B94-5T10 625 5 .9380 016 45.00 T10 602 1.319 40.0 5.0 o .0015-.0039
MM ERS750B112-6T12 .750 6 1.1250 016 45.00 T12 726 1.614 47.0 3.0 o .0019-.0043
MM ERS1.0B150-6T15 1.000 6 1.5000 020 45.00 T15 941 2.067 47.0 3.0 o .0019-.0043

For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection e For user guide, see pages 37,219-228

() Number of flutes

(2) Maximum ramping angle

Spare Parts

S/

MM ERS312B47-4T05 MM KEY 6X4*

MM ERS375B56-4T06 MM KEY 8X5*

MM ERS500B75-4T08 MM KEY 10X7*

MM ERS625B94-5T10 MM KEY 13X8*

MM ERS750B112-6T12 MM KEY 16X9*

MM ERS1.0B150-6T15 MM KEY 20*
* Optional, to be ordered separately

ISCAR




MULTI-##ASTER . =
/INWDIG(AEBLREASOL/D CARBIDE LINE RE THEZMS % @ %X LIJ
Interchangeable Solid Carbide ; = —
Rough Miling Heads for DCe8 - il - DCONMS @ @ ® @p)
Machining Aluminum at High <E
Metal Removal Rates | APt~ E
S ALUMINUM .
. . Recommended |—
LITEIEENE Machining Data 5'
© f, E
Designation DC NOF( APMX RE THSZMS  DCONMS LF FHA | 8 (inch/t) L
MM ERA.312B20R008-3T05 08 312 3 210 .0080 T05 .300 390 45.0 ° .0010-.0060 L[_]
MM ERA.375B23R008-3T06 08 375 3 250 .0080 T06 .360 510 45.0 ° .0020-.0080 D
MM ERA.500B31R008-3T08 08 500 3 .330 .0080 T08 480 650 45.0 ° .0030-.0090 -
MM ERA.625B39R008-3T10 08 625 3 420 .0080 T10 600 810 45.0 ° .0030-.0100 m
MM ERA.750B47R008-3T12 08 .750 3 500 .0080 T12 719 1.004 45,0 o .0030-.0100 m
® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92 <
e Do not apply lubricant to the threaded connection. e For user guide, see pages 37,219-228 Q
() Number of flutes
O
MULTI-miAST v _ - ]
INDEXABLE SOLID CARBIDE LINE THSZMS % @ Rd) O
MM EA y 1
Interchangeable Solid Carbide 3 A T = N
Slot Drill Milling Heads for \ i D @ @ ®
Machining Aluminum l o
o))
—
. . Recommended —
LIGEUET Machining Data 2
O
- f, Z
Designation DC NOF®) APMX RE THSZMS  DCONMS LF FHA 3] (inch/t) LL
MM EA.312B20R020-3T05 312 3 .200 .0200 T05 .300 390 45.0 o .0010-.0040
MM EA080BO5R0.5-2T05 315 2 197 0197 T05 .303 .394 45.0 . .0012-.0035
MM EA.375B27R000-2T06 375 2 270 .0000 T06 .360 510 45.0 ° .0010-.0040
MM EA.375B27R020-2T06 375 2 270 .0200 T06 .360 512 45.0 . .0010-.0040
MM EA.375B23R031-3T06 375 3 .230 0310 T06 .360 510 45.0 [ .0010-.0040
MM EA.375B23R062-3T06 375 3 .230 .0620 T06 .360 510 45.0 . .0010-.0040
MM EA120B09R1.0-2T08 472 2 354 .039%4 T08 461 650 45.0 ° .0016-.0043
MM EA120B08R3.0-3T08 472 3 315 1181 T08 461 650 45.0 . .0016-.0043
MM EA.500B37R000-2T08 500 2 374 .0000 T08 488 650 45.0 o .0016-.0043
MM EA.500B37R020-2T08 500 2 374 .0200 T08 488 650 45.0 . .0016-.0043
MM EA.500B31R031-3T08 500 3 315 0310 T08 488 650 45.0 [ .0016-.0043
MM EA.500B31R062-3T08 500 3 315 .0630 T08 488 650 45.0 . .0016-.0043
MM EA.500B31R094-3T08 500 3 315 .0940 T08 488 650 45.0 ° .0016-.0043
MM EA.500B31R125-3T08 500 3 315 1260 T08 488 650 45.0 . .0016-.0043
MM EA.625B39R000-3T10 625 3 .390 .0000 T10 .600 .800 45.0 o .0020-.0040
MM EA.625B39R031-3T10 625 3 .390 0310 T10 600 810 45,0 . .0020-.0040
MM EA.625B39R062-3T10 625 3 .390 0620 T10 .600 810 45.0 [ .0020-.0040
MM EA.625B39R094-3T10 625 3 .390 .0940 T10 600 810 45.0 . .0020-.0040
MM EA.625B39R125-3T10 625 3 .390 1250 T10 .600 810 45.0 ° .0020-.0040
MM EA160B10R3.0-3T10 630 3 .394 1181 T10 602 807 45.0 . .0020-.0051
MM EA160B10R4.0-3T10 630 3 394 1575 T10 .602 807 45.0 ° .0020-.0051
MM EA.750B47R062-3T12 .750 3 470 .0620 T2 726 1.000 45.0 . .0020-.0040
MM EA.750B47R094-3T12 750 3 470 .0940 T2 726 1.000 45.0 [ .0020-.0040
MM EA.750B47R125-3T12 .750 3 470 1250 T2 726 1.000 45.0 . .0020-.0040
MM EA.750B50R008-3T12 .750 3 .500 .0080 T12 726 1.004 45,0 ° .0020-.0040
MM EA.750B50R020-3T12 750 3 .500 .0200 T2 726 1.004 45.0 . .0020-.0040
MM EA200B12R0.5-3T12 787 3 472 0197 T2 726 1.004 45.0 ° .0020-.0051
MM EA200B12R1.0-3T12 787 3 472 .039%4 T2 726 1.004 45,0 . .0020-.0051
MM EA200B12R2.0-3T12 787 3 472 0787 T2 726 1.004 45.0 o .0020-.0051
MM EA200B12R3.0-3T12 787 3 472 1181 T2 726 1.004 45.0 . .0020-.0051
MM EA200B12R4.0-3T12 787 3 472 1575 T2 726 1.004 45.0 o .0020-.0051

® For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92
e Do not apply lubricant to the threaded connection.
() Number of flutes

Member IMC Group
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CHATTERFREE

MULTI-MASTER LINE

MM EA-CF

Interchangeable Solid Carbide
Endmill Heads with Different
Helix for Machining Aluminum

Designation

MM EA080HO8ROCF-4T05
MM EA.375H375R000-3T06
MM EA.375H375R030-3T06
MM EA.375H375R060-3T06
MM EA100H10ROCF-4T06
MM EA120H12R0.2CF-3T08
MM EA120H12ROCF-4T08
MM EA.500H500R000-3T08
MM EA.500H500R030-3T08
MM EA.500H500R060-3T08
MM EA.500H500R090-3T08
MM EA.500H500R123-3T08
MM EA.625H625R000-3T10
MM EA.625H625R030-3T10
MM EA.625H625R060-3T10
MM EA.625H625R090-3T10
MM EA.625H625R123-3T10
MM EA160H16R0.0CF-3T10
MM EA160H16R0.2CF-3T10
MM EA160H16R0.5CF-3T10
MM EA160H16R2.5CF-3T10
MM EA160H16ROCF-4T10
MM EA.750H750R000-3T12
MM EA.750H750R030-3T12
MM EA.750H750R060-3T12
MM EA.750H750R090-3T12
MM EA.750H750R123-3T12
MM EA.750H750R190-3T12
MM EA.750H750R250-3T12
MM EA200H20R0.0CF-3T12
MM EA200H20R0.2CF-3T12
MM EA200H20R0.5CF-3T12
MM EA200H20R2.5CF-3T12
MM EA250H19R0.5-3T15
MM EA250H19R1.0-3T15
MM EA250H19R3.0-3T15
MM EA1.0H1.0R000-3T15
MM EA1.0H1.0R030-3T15
MM EA1.0H1.0R060-3T15
MM EA1.0H1.0R090-3T15
MM EA1.0H1.0R123-3T15
MM EA1.0H1.0R190-3T15
MM EA1.0H1.0R250-3T15
MM EA1.0H75R02-3T15
MM EA1.25H125R000-3T21
MM EA1.25H125R030-3T21
MM EA1.25H125R060-3T21
MM EA1.25H125R090-3T21
MM EA1.25H125R123-3T21
MM EA1.25H125R190-3T21
MM EA1.25H125R250-3T21
MM EA1.25H125R375-3T21

P

THSZMS
. =)
4 « CIEE
DCONMS
L]
. . Recommended
DR Machining Data
© f,
DC NOF) APMX RE THSZMS ~ DCONMS LF FHA 3 (inch/t)
315 4 315 .0000 T05 .303 591 40.0 o .0011-.0035
375 3 375 .0000 T06 .366 748 45.0 ° .0011-.0039
375 3 375 .0300 T06 .366 748 45.0 o .0011-.0039
375 3 375 .0600 T06 .366 748 45.0 o .0011-.0039
.394 4 .394 .0000 T06 378 748 40.0 . .0011-.0039
472 3 AT2 .0078 T08 461 .906 40.0 o .0015-.0043
472 4 AT2 .0000 T08 461 .906 40.0 [ .0015-.0043
500 3 .500 .0000 T08 488 .906 45.0 . .0015-.0043
500 3 500 .0300 T08 488 906 45.0 o .0015-.0043
.500 3 .500 .0600 T08 488 .906 45.0 o .0015-.0043
500 3 500 .0900 T08 488 .906 45.0 . .0015-.0043
.500 3 .500 1230 T08 488 .906 45.0 o .0015-.0043
625 3 625 .0000 T10 613 1.319 45.0 o .0019-.0051
625 3 625 .0300 T10 613 1.319 45.0 . .0019-.0051
625 3 625 .0600 T10 613 1.319 45.0 ° .0019-.0051
625 3 625 .0900 T10 613 1.319 45.0 o .0019-.0051
625 3 625 1230 T10 613 1.319 45.0 . .0019-.0051
630 3 630 .0000 T10 602 1.102 40.0 o .0019-.0051
630 3 .630 .0078 T10 602 1.102 40.0 o .0019-.0051
630 3 .630 0196 T10 602 1.102 40.0 . .0019-.0051
630 3 630 0984 T10 602 1.102 40.0 . .0019-.0051
630 4 .630 .0000 T10 602 1.024 40.0 o .0019-.0047
750 3 .750 .0000 T2 726 1.339 45.0 . .0019-.0051
.750 3 .750 .0300 T2 726 1.339 45.0 o .0019-.0051
.750 3 .750 .0600 T12 726 1.339 45.0 [ .0019-.0051
750 3 .750 .0900 T2 726 1.339 45.0 . .0019-.0051
.750 3 .750 1230 T2 726 1.339 45.0 o .0019-.0051
.750 3 .750 .1900 T12 726 1.339 45.0 o .0019-.0051
750 3 .750 2500 T2 726 1.339 45.0 . .0019-.0051
787 3 .87 .0000 T2 726 1.339 40.0 o .0019-.0051
787 3 187 .0078 T12 726 1.339 40.0 [ .0019-.0051
787 3 787 0196 T2 726 1.339 40.0 . .0019-.0051
787 3 .87 0984 T2 726 1.339 40.0 o .0019-.0051
984 3 748 0196 T15 941 1.457 40.0 o .0023-.0062
984 3 748 .0393 T15 941 1.457 40.0 . .0023-.0062
984 3 748 1181 T15 941 1.457 40.0 o .0023-.0062
1.000 3 1.000 .0000 T15 941 1.032 45.0 o .0024-.0063
1.000 3 1.000 .0300 T15 941 1.032 45.0 . .0024-.0063
1.000 3 1.000 .0600 T15 941 1.032 45.0 o .0024-.0063
1.000 3 1.000 .0900 T15 941 1.032 45.0 o .0024-.0063
1.000 3 1.000 1230 T15 941 1.032 45.0 . .0024-.0063
1.000 3 1.000 .1900 T15 941 1.032 45.0 o .0024-.0063
1.000 3 1.000 2500 T15 941 1.032 45.0 o .0024-.0063
1.000 3 .750 .0200 T15 940 1.440 40.0 . .0024-.0063
1.250 3 1.250 .0000 T21 118 2.165 45.0 o .0019-.0051
1.250 3 1.250 .0300 T21 118 2.165 45.0 o .0019-.0051
1.250 3 1.250 .0600 T21 118 2.165 45.0 . .0019-.0051
1.250 3 1.250 .0900 T21 118 2.165 45.0 o .0019-.0051
1.250 3 1.250 1230 T21 118 2.165 45.0 o .0019-.0051
1.250 3 1.250 .1900 T21 118 2.165 45.0 o .0019-.0051
1.250 3 1.250 2500 T21 118 2.165 45.0 o .0019-.0051
1.250 3 1.250 3750 T21 118 2.165 45.0 o .0019-.0051

* For shanks, see pages 83-90 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 91-92

e Do not apply lubricant to the threaded connection.

) Number of flutes

ISCAR

e For user guide, see pages 37,219-228




TI-niAS 7 e C
INDEXABLE SOLID CARBIDE LINE DRVS
MM TC-G L]
Interchangeable Cemented I—
Carbide Blank Heads B C</E)
=
Dimensions Tough «<— Hard lj
D)
=
[=e] (=)
Designation DC cw LF OAL DCONMS DRVS() THSZMS 12} 3 o
MM TC138N-19-G-T05 543 075 098 378 299 787 105 . L
MM TC138N-23-G-T05 543 091 114 394 299 787 05 . 0O
MM TC138N-28-G-T05 543 110 134 413 .299 787 T05 ) —_—
MM TC138N-35-G-T05 543 138 161 441 29 787 T05 . af)]
MM TC138N-43-G-T05 543 169 193 472 299 787 05 . oC
MM TC171N-19-G-T06 673 075 108 370 364 984 06 . <]:
MM TC171N-23-G-T06 673 091 124 386 364 984 06 ° Q
MM TC171N-33-G-T06 673 130 163 425 364 984 06 .
MM TC171N-43-G-T06 673 169 203 465 364 984 T06 . D
MM TC171N-50-G-T06 673 197 230 492 364 984 06 ° p—
MM TC234N-27-G-T08 921 106 130 443 472 1575 08 o —
MM TC234N-42-G-T08 921 165 189 502 472 1575 T08 . O
MM TC234N-53-G-T08 921 209 232 545 472 1,575 T08 ° @p)
MM TC234N-66-G-T08 921 260 283 620 472 1575 T08 .
MM TC234N-82-G-T08 o2 a2 246 683 472 1575 T08 . o
MM TC234N-99-G-T08 921 .390 413 750 472 1.575 T08 . C[)
MM TC286N-28-G-T10 1126 110 144 606 602 1575 T10 . 1
MM TC286N-36-G-T10 1.126 142 175 638 602 1575 T10 . B
MM TC286N-46-G-T10 1126 181 215 677 602 1,575 T10 ° =
MM TC286N-56-G-T10 1126 220 254 717 602 1575 T10 . . 2
MM TC286N-66-G-T10 1.126 260 293 756 602 1,575 T10 ° 0O
MM TC286N-83-G-T10 1126 327 360 823 602 1,575 T10 ° =
MM TC286N-93-G-T10 1126 366 400 862 602 1575 T10 o
MM TC286N-103-G-T10 1.126 406 439 902 602 1,575 T10 . LL
MM TC356N-60-G-T12 1.402 236 258 801 720 1.968 12 °
MM TC356N-100-G-T12 1.402 394 415 959 720 1.968 T12 ° °
MM TC356N-120-G-T12 1.402 472 494 1,087 720 1.968 T12 °
MM TC356N-160-G-T12 1.402 .630 652 1.195 720 1.968 T2 .

® For shanks, see pages 83-90e For tightening torques and clamping instructions, see pages 91-92 ¢ Do not apply lubricant to the threaded connection
e For user guide, see pages 37,219-228
() Torque key size

Member IMC Group




A MULTI-mASTER . _ ]
INDEXABLE SOLID CARBIDE LINE Flg. 1 THSZMS Flg. 2 THSZMS
MERN MM ESR BLANKS
el nterchangeable | T 1 1
(@P Solid Carbide Blank Heads DG -T———1- DG - m DN
< [ | |
E L LF 4.‘ = U=
1 fe— LF —
lj Dimensions Tough «<— Hard
D)
=
o . . ) =3 S
Designation DC LF THSZMS LH DN Fig. &} o
LLI MM ESR-G 080-10 T05 315 407 105 : - 1 . °
D MM ESR-G 080-15 T05 315 606 T05 1 °
— MM ESR-G.375-.56T06 375 526 06 1 .
(M ¥ MM ESR-G.375-.75T06 75 764 T06 : R
oC MM ESR-G 100-13 T05 394 526 T05 1 .
<]: MM ESR-G 100-13 T06 394 526 T06 1 ° °
@) MM ESR-G 100-19 T06 304 766 06 1 .
MM ESR-G 120-17 T06 472 871 06 1 .
O MM ESR-G 120-17 T08 A72 671 T08 1 o
7 MM ESR-G 120-23 T08 472 921 08 1 .
MM ESR-G.500-.67T06 500 673 06 1 .
O MM ESR-G.500-.67T08 500 673 08 1 . o
@p)] MM ESR-G.500-.91T08 500 93 T08 1 .
° MM ESR-G.625-.83 T10 625 823 T10 1 .
MM ESR-G 160-21 T08 630 823 08 1 .
(/) | MM ESR-G 160-21 T10 630 823 710 : . .
1 MM ESR-G 160-28 T08 630 1.120 08 1 .
—| | wmm Esr-G 160-28 T10 30 1,120 ™0 : : : .
2 MM ESR-G.750-1.02T12 750 1.026 T12 670 726 2 .
MM ESR-G 200-26 T12 787 1.106 12 654 726 2 . .
A MM ESR-G 200-34 T12 787 1.358 T12 2 - 1 .
Z MM ESR-G 222-295 T12 866 1.161 12 706 726 2 .
LL] MM ESR-G 222-295 T10 875 1.161 T10 705 726 2 .
MM ESR-G 250-25 T15 984 1.008 15 1 . .
MM ESR-G 250-37 T12 984 1.480 T12 1 .
MM ESR-G 250-37 T15 984 1.480 15 - - 1 .
MM ESR-G 320-55-T21 NECK 1.260 2197 21 1555 1.181 2 .
(rywv.y / _J_ )
INDEXABLE SZLID CAHEIDE‘LIﬂ 1 THSZMS
MM ESR-1.5D BLANKS
Interchangeable I
Solid Carbide Blank Heads DC -
'
L— LF —
Dimensions
(=)
Designation DC LF THSZMS 8
MM ESR-G 080-18.0 T05 08 315 724 05 o
MM ESR-G.375-.87T06 375 882 06 .
MM ESR-G 100-22.0 T0O6 394 882 06 .
MM ESR-G 120-27.0 T08 08 472 1.081 08 .
MM ESR-G.500-1.06T08 500 1.081 08 o
MM ESR-G 160-33.5 T10 630 1339 T10 .
MM ESR-G.750-1.61T12 750 1,634 12 .
MM ESR-G 200-41.0 T12 787 1634 12 o
MM ESR-G 250-52.5 T15 984 2,087 15 .
MM ESR-G1.00-2.07T15 1,000 2,087 15 o

ISCAR




MULTI-#ASTER (D mMMsAL.H o
MM S-A (stepped shanks) [HSZWS = o LL
Stepped C(ylingr'i::al Shanks ) I } /:I ¢-Oyinaria! —
Carrying Interchangeable BP 1 T ”*’ﬁ} ***** e (f)
Milling Heads R (2) MM S-A-L..-CH m SL-Safe-Lock® <C
f«— LBX—! 1 cooallo SAFE-ADCK®
OAL %@:----"- byHAIMER. z
1
THSZWS DCONMS BD LB LBX  OAL  Shank® Shankm® CSP® Fig. RPMX® Lbs Ij
MM S-A-L2.5/09-C312T05C T05 312 299 .901 .96 2.500 C C 0 - 60000 .08
MM S-A-L2.5/09-SL312T05C T05 312 299 .902 .96 2.500 SL C 0 60000 .03 D
MM S-A-L2.50-C.312-T05 T05 312 299 510 60 2.500 C S 0 60000 .06 E
MM S-A-L3.0-C.312-T05-W T05 312 299 .980 1.00 3.000 C W 0 60000 13
MM S-A-L3.00-C.312-T05-C T05 312 299 .950 1.00 3.000 C C 0 60000 12 o
MM S-A-L3.50-C.312-T05-C T05 312 299 1.450 1.50 3.500 C C 0 50160 18 LL]
MM S-A-L4.00-C.312-T05-C T05 312 299 1.950 2.00 4.000 C C 0 40000 15 D
MM S-A-L40/20-C312-T05-W T05 312 299 1.949 2.00 4,000 C W 0 22650 .20 p—
MM S-A-L3.0/12-SL375T06C T06 375 364 1.200 1.26 3.000 SL C 0 999 A4 m
MM S-A-L3.00-C.375-T06 T06 375 .364 510 .60 3.000 C S 0 - 60000 .09 m
MM S-A-L30/06-C375T06-CH T06 375 364 .600 67 3.000 C S 1 2 999 .08 <
MM S-A-L30/10-C375-T06-WH T06 375 364 980 1.00 3.000 C W 1 1 47670 22
MM S-A-L3.55-C.375-T06-W T06 375 .364 .680 .80 3.550 C W 0 41670 23 Q
MM S-A-L4.00-C.375-T06-C T06 375 364 1.200 1.30 4,000 C C 0 - 50000 22 D
MM S-A-L40/12-C375T06C-CH TO06 375 364 1.200 1.27 4.000 C C 1 2 999 .00 —_—
MM S-A-L40/20-C375-T06-WH T06 375 364 1.980 2.00 4,000 C W 1 1 24420 24 _l
MM S-A-L4.75-C.375-T06-C T06 375 364 1.950 2.00 4.750 C C 0 - 34530 .00 O
MM S-A-L30/10-C500-T08-WH T08 .500 480 .966 1.00 3.000 C W 1 1 60000 .33 CD
MM S-A-L3.5/.63C50T08- CH T08 .500 480 .590 .60 3.500 C S 1 2 42000 22
MM S-A-L3.5/14-C500T08C T08 .500 480 .590 1.47 3.500 C C 0 999 .35 [ ]
MM S-A-L3.50-C.500-T08 T08 .500 480 .530 60 3.540 C S 0 - 42000 19 U)
MM S-A-L4.0/1.5C50T08C-CH T08 .500 480  1.430 1.50 4,000 C C 1 2 42000 .00 _l
MM S-A-L4.00-C.50-T08-M-C T08 .500 460 1.400 1.50 4.000 C C 0 42000 .35 _l
MM S-A-L4.00-C.500-T08-C T08 .500 480 1.400 1.50 4,000 C C 0 42000 .00 —_—
MM S-A-L4.25-C.500-T08-W T08 .500 480 530 .60 4.250 C W 0 - 31350 .50 2
MM S-A-L50/30-C500-T08-WH T08 500 480 2.966 3.00 5.000 C W 1 1 20610 .00 D
MM S-A-L5.5/2.5C50T08C-CH T08 .500 480 2430 2.50 5.500 C C 1 2 27960 AT
MM S-A-L5.50-C.50-T08-M-C T08 .500 460 2.450 2.50 5.500 C C 0 27960 48 Z
MM S-A-L5.50-C.500-T08-C T08 .500 480 2.450 2.50 5.500 C C 0 - 27960 .50 LIJ
MM S-A-L30/10-C625-T10-WH T10 625 .602 .954 1.00 3.000 C W 1 1 60000 51
MM S-A-L3.25-C.625-T10-C T10 625 602 1.180 1.25 3.250 C C 0 60000 19
MM S-A-L4.0/19-C625T10C T10 625 602 780.000  2.00 4.000 C C 0 999 14
MM S-A-L4.00-C.625-T10 T10 625 602 .680 .80 4.000 C S 0 - 39000 .37
MM S-A-L40/08-C625T10-CH T10 625 602 .800 .89 4,000 C S 1 2 999 .31
MM S-A-L40/20-C625-T10-WH T10 625 602 1.954 2.00 4.000 C W 1 1 35730 .68
MM S-A-L4.50-C.625-T10-C T10 625 602 2430 2.50 4.500 C C 0 - 47010 .61
MM S-A-L50/20-C625T10C-CH T10 625 602 2.000 2.09 5.000 C C 1 2 999 .00
MM S-A-L5.50-C.625-T10-C T10 625 602 3430 3.50 5.500 C C 0 - 33510 .04
MM S-A-L60/40-C625-T10-WH T10 625 602 3.954 4.00 6.000 C w 1 1 15030 1.05
MM S-A-L7.00-C.625-T10-C T10 625 602 4.930 5.00 7.000 C C 0 22000 .04
MM S-A-L4.00-C.750-T12-C T12 .750 720 1.430 1.50 4.000 C C 0 - 50000 .76
MM S-A-L40/20-C750-T12-WH T12 750 720 1.925 2.00 4,000 C W 1 1 39480 .00
MM S-A-L4.5/20-SL750T12C T12 .750 720 1.000 2.09 4.500 SL C 0 999 15
MM S-A-L5.00-C.750-T12 T12 750 720 .880 1.00 5.000 C S 0 - 36600 .58
MM S-A-L50/10-C750T12-CH T12 .750 720 1.000 1.09 5.000 C S 1 2 999 .58
MM S-A-L5.50-C.750-T12-C T12 .750 720 2.930 3.00 5.500 C C 0 - 42360 1.08
MM S-A-L55/25-C750T12C-CH T12 .750 720 2.500 2.59 5.500 C C 1 2 999 .00
MM S-A-L6.70-C.750-T12-C T12 .750 720 3.860 3.90 6.700 C C 0 25170 1.32
MM S-A-L8.00-C.750-T12-C T12 750 720 4.430 4.50 8.000 C C 0 - 17790 1.63
MM S-A-L80/50-C750-T12-WH T12 .750 720 4.925 5.00 8.000 C W 1 1 9660 .00
MM S-A-L5.0/25-C1.0T15C T15 1.000 940 2.500 2.66 5.000 C C 0 999 1.70
MM S-A-L5.00-C1.00-T15-C T15 1.000 940 2.400 2.50 5.000 C C 0 - 42360 1.56
MM S-A-L50/20-C1.0-T15-WH T15 1.000 940 1.909 2.00 5.000 C W 1 1 29820 .00
MM S-A-L5.30-C1.00-T15 T15 1.000 940 1.300 1.40 5.300 C S 0 - 28200 1.46
MM S-A-L55/15-C100T15-CH T15 1.000 941 1.500 1.62 5.500 C S 1 2 999 1.1
MM S-A-L7.00-C1.00-T15 T15 1.000 940 2.400 2.50 7.000 C S 0 16890 1.63

e Do not apply lubricant to the threaded connection e SL-Safe-Lock® by Haimer - helical grooves that prevent pull-out (available upon request for carbide shanks only)
() C-Cylindrical, SL-Safe-Lock® (by Haimer)

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

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

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

Member IMC Group




Continued

MULTI-iiAS TER (1) MM S-A-L..-H

MM S-A (stepped shanks, [HSZWS s L

Stepped C(ylinc?r'i?:al Shanks ) O 1 E%@ /:ﬂ ©Cvinaneal

Carrying Interchangeable B*D 1 ’*”’*’%} ***** BEoNE

Miling Heads DA (D) MM SAL.. IR sessetons

|e— LBX—! 1 cooelleo SAFE-AOCK®
OAL %@’ by HAIMER.

THSZWS DCONMS BD LB LBX  OAL  Shank® Shankm® CSP® Fig. RPMX® Lbs
MM S-A-L70/25-C100T15C-CH T15 1.000 941 2,500 2.62 7.000 C C 1 2 19740 .00
MM S-A-L10.00-C1.00-T15-C T15 1.000 940 5.900 6.00 10.000 C C 0 12690 3.32
MM S-A-L4/1.2-C1.25-T21 T21 1.250 1181 1.200 1.32 4.000 C S 0 12690 123
MM S-A-L5/2.5-C1.25-T21-C T21 1.250 1181 2.500 2.63 5.000 C C 0 12690 2.56
MM S-A-L5.3/25-C125T21-C T21 1.250 1181 2.500 2.63 5.300 C C 0 999 2.76
MM S-A-L6.0/1.5-C1.25-T21 T21 1.250 1181 1.500 1.63 6.000 C S 0 12690 .00
MM S-A-L7/4.0-C1.25-T21-C T21 1.250 1181 4.000 413 7.000 C C 0 12690 3.75
MM S-A-L9/5.0-C1.25-T21-C T21 1.250 1181 5.000 5.13 9.000 C C 0 16320 .00
MM S-A-L11/8-C1.25-T21-C T21 1.250 1181  8.000 8.13 11.000 C C 0 12690 6.09

¢ Do not apply lubricant to the threaded connection e SL-Safe-Lock® by Haimer - helical grooves that prevent pull-out (available upon request for carbide shanks only)
() C-Cylindrical, SL-Safe-Lock® (by Haimer)

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

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

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

MULTI-miASTER

CAMFIX

MM S-A-C#
MULTI-MASTER Threaded
Connection Shanks with
a CAMFIX (ISO 26623-1)

s
I
@p)
<
=
-
D)
=
(]
LLI
o)
)
oC
<C
O
QO
—
@)
@)
o
@)
—1
—
=
A
Z
LLJ

Exchangeable Adaptation
Designation DCONMS THSZWS BD LPR LBX W cDIM Lbs!
MM S-A-H035-C3-T05 1.260 T05 299 1.378 79 591 0 26
MM S-A-H035-C3-T06 1.260 06 364 1.378 79 591 0 27
MM S-A-H040-C3-T08 1.260 T08 457 1.575 .98 787 0 .28
MM S-A-H040-C3-T10 1.260 T10 602 1.575 .98 787 0 33
MM S-A-H045-C3-T12 1.260 T12 720 1.772 1.18 .984 0 .35
MM S-A-H045-C4-T06 1.575 T06 .364 1.772 .98 787 0 55
MM S-A-H045-C4-T08 1.575 T08 457 1.772 .98 787 0 .55
MM S-A-H050-C4-T10 1,575 T10 602 1.968 1.18 984 0 62
MM S-A-H055-C4-T12 1.575 T12 .720 2.165 1.38 1.181 0 .66
MM S-A-H055-C4-T15 1.575 T15 941 2.165 1.38 1.181 0 g7
MM S-A-H060-C5-T10 1.968 10 602 2.362 157 1.378 0 00
MM S-A-H060-C5-T12 1.968 T12 .720 2.362 1.57 1.378 0 1.06
MM S-A-H060-C5-T15 1.968 T15 941 2.362 1.57 1.378 0 1.28
MM S-A-H065-C6-T12 2.480 T12 720 2.559 1.69 1.496 0 1.76
MM S-A-H065-C6-T15 2.480 T15 941 2.559 1.69 1.496 0 1.85
MM S-A-H070-C8-T15 3.150 T15 941 2.756 1.57 1.378 0 4.04

* Do not apply lubricant to the threaded connection e For adaptation options, see page 37
() 1 - Slot for data chip, O - Without slot for data chip
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MULTI-mASTER

T (1) MMTS-A-L.-H

MM TS-A Detail B :
Cylindrical Shanks Carrying a0 [T y I % -
Interchangeable Milling Heads H N\ 8D ———%— DCONMS

v ' (2) MMTS-A-L.-CH

yoa BA OAL %:;f;:::;:::;
Q.
Designation THSZWS  DCONMS BD OAL Shank m.”  RPMX@ CSP® Fig. Lbs]

MM TS-A-L070-C08-T04 T04 315 228 2.756 S - 0 .79
MM TS-A-L2.75-C.312-T05 T05 312 312 2.750 S 60000 0 .06
MM TS-A-L4.00-C.312-T05-C T05 312 312 4,000 C = 0 15
MM TS-A-L6.50-C.312-T05-C T05 312 312 6.500 C = 0 25
MM TS-A-L3.25-C.375-T06 T06 375 375 3.250 S 47400 0 15
MM TS-A-L4.00-C.375-T06-C T06 375 375 4,000 C 0 21
MM TS-A-L4.5-C375T06W-CH T06 375 364 4.500 W 1 2 25
MM TS-A-L7.00-C.375-T06-C T06 375 375 7.000 C - 0 .38
MM TS-A-L080-C10-T06-H T06 394 378 3.150 S 46920 1 1 .08
MM TS-A-L090-C12-T08-H T08 472 457 3.543 S 42780 1 1 A7
MM TS-A-L3.75-C.500-T08 T08 500 500 3.750 S 43110 0 .26
MM TS-A-L4.00-C.500-T08-C T08 500 500 4,000 C = 0 37
MM TS-A-L5.5-C500T08W-CH T08 500 480 5.500 W 1 2 65
MM TS-A-L7.50-C.500-T08-C T08 500 500 7.500 C - 0 .73
MM TS-A-L4.00-C.625-T10 T10 625 625 4,000 S 39420 0 31
MM TS-A-L4.00-C.625-T10-C T10 625 625 4,000 C 39420 0 .56
MM TS-A-L6.5-C625T10W-CH T10 625 602 6.500 W - 1 2 98
MM TS-A-L8.00-C.625-T10-C T10 625 625 8.000 C = 0 1.20
MM TS-A-L100-C16-T10-H T10 630 602 3.937 S 39210 1 1 31
MM TS-A-L4.00-C.750-T12-C T12 750 750 4,000 C - 0 - .78
MM TS-A-L7.5-C750T12W-CH Ti2 750 720 7.500 W 1 2 1.97
MM TS-A-L8.00-C.750-T12-C T12 750 750 8.000 C 0 1.70

¢ Do not apply lubricant to the threaded connection

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

) The actual maximum RPM to be calculated by dividing the listed RPM max by the number of the head's flutes being used.
@) 0 - Without coolant supply, 1 - With coolant supply
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MULTI-MASTER

MM GRT (shanks) — MM GRT...C-T08

Solid Carbide Cylindrical Shanks T =

Carrying Slitting and Grooving W———%— - DCONMS

Interchangeable Miling Heads ¥

‘ OALLF

THSZWS DCONMS OAL Shank m.(" CSpP@ &
MM GRT-095-T06 T06 375 3.150 C 0 .16
MM GRT-100-T06 T06 394 3937 c 0 23
MM GRT-120C-T08 T08 A72 3.937 C 1 27
MM GRT-127C-T08 T08 500 4724 © 1 37

e 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.

e Use carbide shanks for groove milling heads and for applications requiring high rigidity and precision.

) C - Solid carbide

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

Member IMC Group




A MULTI-miASTER
E MM S-A (straight shanks) '
Shanks Carrying Interchangeable S v i
[@PIN Miling Heads B?gggggJé&@%Z’ ’’’’’’’’’’’’’’’’’’’’’ “é%ﬁ DOONMS
<E # Thszws 4 OAL/LF -
=
|_
— THSZWS DCONMS BD OAL Shank® Shank m.*) RPMX®) &
D) MM S-A-L2.18-W.500-T05 (1) T05 500 299 2.190 w S 60000 04
E MM S-A-L3.0-C750T05 T05 .750 299 3.000 C S 60000 53
MM S-A-L2.58-W.625-T06 (1) T06 .625 .360 2.580 W S 60000 12
® MM S-A-L3.5-C1.0T06 T06 1.000 .364 3.500 C S 60000 .93
Lu MM S-A-L2.58-W.625-T08 (1) T08 .625 480 2.580 w S 60000 20
D MM S-A-L3.5-C1.0T08 T08 1.000 480 3.500 C S 60000 73
p— MM S-A-L2.75-W.750-T10 (1) T10 .750 .600 2.750 W S 60000 32
m MM S-A-L3.5-C1.25T10 T10 1.250 602 3,500 9 s 60000 117
m MM S-A-L3.00-W1.00-T12 (1) T12 1.000 .720 3.000 W S 60000 62
< MM S-A-L4.00-W1.25-T15 T15 1.250 .940 4.000 W S 60000 .88
MM S-A-L7.00-C1.00-T15-C (2 T15 1.000 .940 7.000 C C 27300 2.27
Q MM S-A-L4.0-C1.50T21 T21 1.500 1.181 4.000 C S 60000 1.90
D ¢ Do not apply lubricant to the threaded connection.
—_— () Short design for keyholes.
B B 2 Carbide shank
O () C-Cylindrical, W-Weldon
(@) S-steel, C-carbide
CD 8) The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.
o
@))
—
—
2 MULTI-MASTER
. THSZWS BHTA
D MM S-B (85.° conical shanks) —Z —_— /:I C-Cylindrical
Shanks Carrying Interchangeable I\IIIM\ - ! [
Z Milling H E2 I\HIIIMV B OO S
g Heads v WY 4{ @ W-Weldon
LL 1B 4;\,] ‘ ‘
LK OAL
lerrem | e
Designation THSZWS DCONMS BD BHTA Shank LB LBX OAL  Shankm.@ RPMX® Lbs!
MM S-B-L3.00-C.500-T05 T05 500 299 5.00 C .930 1.00 3.000 S 60000 12
MM S-B-L3.5/12-C625T05 T05 625 299 5.00 C 1.000 1.20 3.500 S 41280 40
MM S-B-L4.0/16-C750T06 T06 .750 .364 5.00 C 1.385 1.60 4.000 S 41280 71
MM S-B-L5.00-C.625-T06 T06 625 .364 5.00 C 1.283 1.38 5.000 S 41280 .09
MM S-B-L5.50-C.750-T06-W T06 750 364 5.00 (o] - 2.24 5.500 W 51180 22
MM S-B-L4.0/15-C750T08 T08 .750 480 5.00 C - 1.54 4.000 S 25590 .26
MM S-B-L5.50-C.625-T08 T08 625 480 5.00 C 770 .87 5.500 S 25590 46
MM S-B-L5.50-C.750-T10 T10 .750 602 5.00 C .90 5.500 S 31020 22
MM S-B-L6.70-C1.00-T10 T10 1.000 602 5.00 C 2.30 6.700 S 29490 .66
MM S-B-L6.0/30-C1.25T12 T12 1.250 720 5.00 C 3.03 6.000 S 29490 2.87
MM S-B-L6.30-C1.00-T12 T12 1.000 720 5.00 C 1.60 6.300 S 28680 1.28
MM S-B-L7.50-C1.25-T12 T12 1.250 720 5.00 C 3.15 7.500 S 34800 2.21
MM S-B-L7.0/32-C1.50T15 T15 1.500 941 5.00 C 3.20 7.000 S 14160 71
MM S-B-L8.00-C1.25-T15 T15 1.250 941 5.00 C 1.80 8.000 S 14160 5.00
MM S-B-L10.00-W1.50-T15 T15 1.500 941 5.00 w 3.40 10.000 S 21840 4.29
MM S-B-L6.0/18-C1.50T21 T21 1.500 1.181 5.00 C 1.82 6.000 S 21840 2.78

¢ 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.
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MULTI-#ASTER o
MM S-D (89° conical shanks) L]
Shanks Carrying Interchangeable | bconms |—
Milling Heads D)
THSZWS LBX OALLF ‘ <§E
|
—
THSZWS DCONMS  BD LB Shank®  LBX OAL  BHTA Shankm. CSP? RPMX® % —
MM S-D-L110-C12-T05-W-H T05 AT2 299 2.193 C 2.36 4.331 1.00 w 1 38460 3 D
MM S-D-L130-C12-T05-W-H T05 472 299 3.008 © 3.15 5.118 1,00 w 1 26160 36 E
MM S-D-L110-C12-T06-W-H T06 AT2 378 2.315 C 2.36 4.331 1.00 W 1 36990 37
MM S-D-L130-C16-T06-W-H T06 .630 378 2.890 C 3.15 5118 1.00 W 1 29490 63 [ ]
MM S-D-L150-C16-T06-W-H 06 630 378 3693 © 3.94 5.906 1.00 w 1 21660 72 LL
MM S-D-L170-C16-T06-W T06 .630 378 1.823 C 217 6.693 1.00 W 0 21210 1.07 D
MM S-D-L130-C16-T08-W-H 08 630 457 3.008 © 3.15 5.118 1,00 w 0 20040 7 =
MM S-D-L150-C16-T08-W-H T08 .630 457 3.870 C 3.94 5.906 1.00 W 1 21540 .85 m
MM S-D-L170-C20-T08-W T08 787 457 2.744 C 3.15 6.693 1.00 W 0 24900 1.43 m
MM S-D-L170-C20-T08-W-H T08 787 457 4.453 C 4.72 6.693 1.00 W 1 18750 1.16 <
MM S-D-L150-C20-T10-W-H T10 787 602 3811 E 3.94 5.906 1.00 w 1 25800 133
MM S-D-L170-C20-T10-W-H T10 .87 .602 4.646 C 4.72 6.693 1.00 W 1 20100 1.60 Q
MM S-D-L190-C20-T10-W-H T10 787 602 - c 5,51 7.480 1.00 w 0 16170 183 a
MM S-D-L210-C20-T10-W-H T10 787 .602 - C 6.30 8.268 1.00 W 1 12870 2.04 —
MM S-D-L180-C25-T12-W-H T12 .984 720 4.512 C 4.72 7.087 1.00 W 1 20940 2.54 _l
MM S-D-L200-C25-T12-W-H T12 .984 720 5.772 C 5.91 7.874 1.00 W 1 16560 2.66 O
MM S-D-L250-C25-160T12W-H [RsF: 984 720 6.189 g 6.30 9.843 1.00 w 1 11810 3.89 D
MM S-D-L250-C25-T12-W-H T2 .984 720 5.339 C Bl 9.843 1.00 W 1 11300 3.97
MM S-D-L250-C32-T15 T15 1.260 941 3.547 C 3.94 9.843 1.00 S 0 14160 2.21 [
MM S-D-L250-C32-T15-C T15 1.260 941 5.642 C 591 9.843 1.00 C 0 20370 415 U)
MM S-D-L300-C32-T15-C T16 1.260 941 7.705 C 7.87 11.811 1.00 C 0 16000 5.77 _|
MM S-D-L3.50-C.375-T05-C T05 375 299 000 © 150 3500 1,00 © 0 55000 19 i
MM S-D-L4.00-C.500-T05 105 500 299 1.300 © 150 4,000 1,00 s 0 53000 20 =
MM S-D-L4.50-C.500-T05-C T05 .500 299 2.354 C 2.50 4.500 1.00 C 0 53430 19 2
MM S-D-L6.00-C.625-T05-C 05 625 299 3.900 © 400 6.000 1,00 © 0 28000 54 B
MM S-D-L5.50-C.500-T06-C T06 .500 .364 2.470 C 2.50 5.500 1.00 C 0 32000 45
MM S-D-L6.30-C.625-T06 T06 .625 .364 1.750 C 217 6.300 1.00 S 0 23000 A4 Z
MM S-D-L6.50-C.625-T06-C T06 625 364 3.380 © 3.50 6.300 1,00 © 0 26000 70 LLJ
MM S-D-L6.70-C.625-T06-W T06 625 364 1.765 C 2.18 6.700 1.00 W 0 18000 i
MM S-D-L6.50-C.625-T08-C T08 625 480 3.440 C 3.50 6.500 1.00 C 0 29000 .88
MM S-D-L6.50-C.750-T08 08 750 480 2.770 © 3.15 6.500 1,00 s 0 22600 62
MM S-D-L6.70-C.750-T08-W T08 .750 480 2.770 C 3.15 6.700 1.00 W 0 24900 Bl
MM S-D-L7.00-C.750-T08-C T08 .750 480 3.900 C 4.00 7.000 1.00 C 0 26200 118
MM S-D-L6.50-C.750-T10-C T10 750 602 000 © 400 6.500 1,00 © 0 26000 128
MM S-D-L7.50-C.750-T10 T10 .750 .602 2.950 C 3.15 7.500 1.00 S 0 15780 .82
MM S-D-L8.80-C.750-T10-C T10 .750 .602 6.240 C 6.30 8.800 1.00 C 0 18000 1.65
MM S-D-L8.00-C1.00-T12 T12 1.000 720 3.400 © 3.75 8.000 1,00 s 0 15500 128
MM S-D-L10.00-C1.00-T12-C T2 1.000 720 = C 5.50 10.000 1.00 C 0 16000 3.22
MM S-D-L8.00-C1.25-T15-C T156 1.250 941 = C 5.00 8.000 1.00 C 0 17000 3.81
MM S-D-L10.00-C1.25-T15 T15 1.250 941 3.660 C 4.00 10.000 1.00 S 0 20300 3.00

e Shank material (Shank m.): S-steel, C-carbide, W-tungsten. ¢ Do not apply lubricant to the threaded connection.

() C-Cylindrical

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

©) 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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A MULTI-niASTER Fig 1 oL Fig2
UERN Vv s-ER ss Bk S
BHTA
I— Shanks Carrying MULTI-MASTER ‘ ___y v
(@M Solid Carbide Heads with MG THSZws BD BD2
<E an ER Collet Adaptation —f s 7 r
= LBX = e Bx—+
2 e -~ LF—»
\ OAL OAL
ol =
— Designation SS THSZWS BHTA BD BD_2 LB LBX OAL Fig. Lbs|
D MM S-A-HO004-ER11-T04 ER11 T04 - 228 - - .16 .866 1. 22
E MM S-A-H004-ER11-T05 ER11 105 2 299 2 2 16 866 1, 03
MM S-A-H10.5-ER11-T05 ER11 T05 - .299 - - A 1.122 1. .02
o MM S-A-H004-ER16-T05 ER16 05 - 299 - - 16 1.240 1, 07
LL] MM S-A-H004-ER16-T06 ER16 T06 - 364 - - 16 1.240 1. o7
e MM S-A-H004-ER16-T08 ER16 T08 : 457 5 : 16 1.240 1, 09
— MM S-A-H10.5-ER16-T05 ER16 05 2 299 2 2 41 1.496 1, 08
m MM S-A-H10.5-ER16-T06 [R=:l T06 - 364 - - A1 1496 1. 08
m MM S-A-HO13-ER16-T08 ER16 T08 - 457 - - 158 1.594 1. .04
< MM S-A-H004-ER20-T05 ER20 T05 - 299 - - .16 1.398 1. 13
MM S-A-H004-ER20-T06 ER20 T06 - 364 - : 16 1.398 1. 13
Q MM S-A-H004-ER20-T08 ER20 T08 - 457 - - 16 1.398 1. 15
a) MM S-A-H004-ER20-T10 ER20 10 2 602 2 2 16 1.398 1. 13
— MM S-A-H10.5-ER20-T05 ER20 105 2 299 2 2 4 1,654 1, 14
_l MM S-A-H10.5-ER20-T06 ER20 T06 - .364 - - A1 1.654 1. 13
O MM S-A-H013-ER20-T08 ER20 08 - 457 - - 51 1752 1, 15
9p) MM S-A-H016-ER20-T10 ER20 T10 : 602 2 : 63 1.870 1, 16
MM S-A-H004-ER25-T05 ER25 705 : 299 5 : 16 1.496 1, 2
® MM S-A-H10.5-ER25-T05 ER25 T05 - 299 - - 41 1.752 1 22
N MM S-A-H004-ER25-T06 ER25 06 2 364 2 2 16 1.496 1, 15
_l MM S-A-H10.5-ER25-T06 ER25 T06 - .364 - - A1 1.752 1. 27
_l MM S-A-H004-ER25-T08 ER25 T08 - 457 - - .16 1.496 1. 24
= MM S-A-H10.5-ER25-T08 ER25 T08 - 457 - - 41 1.752 1. 13
E MM S-A-H004-ER25-T10 ER25 T10 - .602 - - .16 1.496 1. 22
B MM S-A-H10.5-ER25-T10 ER25 T10 2 602 2 2 41 1.752 1, 22
MM S-A-H004-ER25-T12 ER25 T12 - 720 - - .16 1.496 1. 22
Z MM S-A-H10.5-ER25-T12 ER25 T12 - 720 - - A1 1.752 1. 13
L MM S-A-H025-ER32-T06 ER32 06 2 364 394 709 98 2,559 2. 33
MM S-B-H025-ER32-T06 ER32 T06 5.00 378 531 878 .98 2.559 2. 60
MM S-B-H050-ER32-T06 ER32 T06 5.00 378 .705 1.862 197 3.543 2. 44
MM S-B-H075-ER32-T06 ER32 06 5.00 378 890 2917 295 4528 2, 55
MM S-D-H050-ER32-T06 ER32 T06 1.00 378 A4 1.772 197 3.543 2. 37

¢ Do not apply lubricant to the threaded connection. e For adaptation see page 37
* When arigid ER collet is assembled in an ER holder, the actual protruding length of the holder becomes shorter by .0787" for ER20 and by .118" for ER25/ER32
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MULTI-#ASTER Fo.1 fa.2 as

MM S-ER-H SN THSZWS r LL

Shanks Carrying MULTI-MASTER — I—

Solid Carbide Heads with BD D)

an ER Collet Adaptation . <E

and Coolant Holes T LBX E

LF

OAL |

|_

ss THSZWS BD LBX LF OAL Fig. & —J

MM S-A-H004-ER32-T05-H ER32 T05 .299 16 555 1.732 1 31 D

MM S-A-H025-ER32-T05-H ER32 T05 299 98 1.382 2.559 2 44 E
MM S-A-H040-ER32-T05-H ER32 T05 299 1.57 1.972 3.150 2 51

MM S-A-H004-ER32-T06-H ER32 106 378 16 556 1.732 1 31 L

MM S-A-H025-ER32-T06-H ER32 T06 .364 98 1.382 2.559 2 44 LL]

MM S-A-H040-ER32-T06-H ER32 T06 .364 1.57 1.972 3.150 2 A48 D

MM S-A-H004-ER32-T08-H ER32 T08 457 .16 555 1.732 1 34 f—

MM S-A-H025-ER32-T08-H ER32 T08 457 98 1.382 2.559 2 44 m

MM S-A-H050-ER32-T08-H ER32 T08 457 1.97 2.366 3.543 2 50 m

MM S-A-H004-ER32-T10-H ER32 T10 .602 .16 .555 1.732 1 31 <
MM S-A-H025-ER32-T10-H ER32 T10 602 98 1.382 2.559 2 44

MM S-A-H050-ER32-T10-H ER32 T10 598 1.97 2.366 3.543 2 54 Q

MM S-A-H004-ER32-T12-H ER32 T12 .720 .16 555 1.732 1 32 D

MM S-A-H025-ER32-T12-H ER32 T12 720 98 1.382 2.559 2 48 —

MM S-A-H050-ER32-T12-H ER32 T12 .720 1.97 2.366 3.543 2 48 _]

MM S-A-H004-ER32-T15-H ER32 T15 941 16 555 1732 1 35 O

MM S-A-H025-ER32-T15-H ER32 T15 941 98 1.382 2.559 2 47 CD
MM S-A-H050-ER32-T15-H ER32 T15 941 1.97 2.366 3.543 2 155

¢ Do not apply lubricant to the threaded connection. e For adaptation see page 37 [ ]

0))

—1

—

=

QO

MULTI-MASTER HSK E

MM S-A-HSK
MULTI-MASTER Threaded
Connection Shanks with an
Integral HSK DIN 69893 Form
A Tapered Adaptation

O
DCONMS  THSZWS BD LPR LBX LU RE CDIM Lbs

MM S-A-H035-HSK A40-T05 1.675 T05 299 1.378 59 .394 197 1 43

MM S-A-H040-HSK A40-T06 1.575 T06 .364 1.575 79 591 197 1 62
MM S-A-H045-HSK A40-T08 1.575 T08 457 1.772 .98 787 197 1 52
MM S-A-H050-HSK A40-T10 1.575 T10 .602 1.968 1.18 .984 197 1 50
MM S-A-H050-HSK A40-T12 1.675 T12 .720 1.968 1.18 .984 197 1 .59
MM S-A-H050-HSK A63-T06 2.480 T06 .364 1.968 94 .709 236 1 1,55
MM S-A-H050-HSK A63-T08 2480 T08 457 1.968 .94 .709 236 1 1.58
MM S-A-H055-HSK A63-T10 2.480 T10 .602 2.165 1.14 .906 236 1 1.61
MM S-A-H055-HSK A63-T12 2.480 T2 .720 2.165 1.14 .906 236 1 88
MM S-A-H060-HSK A63-T15 2.480 T15 941 2.362 1.34 1.102 236 1 1.68

¢ Do not apply lubricant to the threaded connection e For adaptation options, see page 37
() 1 - Slot for data chip, O - Without slot for data chip
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FLEXFiT
MULTI-MASTER T ;
MM CAB DCONMS  THSZMS -H
Adapters for Connecting FLEXFIT i Y \ \\\\\\\ —
LU

She}nks and MULTI-MASTER I~ LscMS == PR -~
Milling Heads

o
THSZWS THSZMS  LPR L BD DCONMS LSCMS DRVS®  BHTA  TQ.3@

MM CAB TO6MO06-16/.63 T06 M06 630 457 .366 .382 571 315 1.50 135 .02
MM CAB TO6M08-16/.63 T06 MO8 630 539 378 512 689 433 6.00 180 04
MM CAB TO6M08-25/1.0 T06 M08 .984 445 .366 512 689 433 1.50 180 04
MM CAB TO6M10-25/1.0 T06 M10 .984 654 378 .709 787 433 5.00 260 .08
MM CAB TO8M08-16/.63 T08 M08 630 218 461 512 689 433 11.40 180 .06
MM CAB TO8M08-25/1.0 T08 M08 .984 768 461 512 689 433 1.50 180 .06
MM CAB TO8M10-20/.75 T08 M10 787 445 461 .709 787 512 7.00 260 .08
MM CAB TO8M10-25/1.0 T08 M10 984 559 461 .709 787 433 1.50 260 07
MM CAB TO8M12-20/.75 T08 M12 787 .366 461 827 866 512 7.00 295 al
MM CAB TO8M12-25/1.0 T08 M12 984 492 461 827 866 512 1.50 295 .09

¢ Do not apply lubricant to the threaded connection e When mounting items with FLEXFIT 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

(2 Tool tightening torque Nxm (Ibfxin)

MULTI-MASTER
MM CAB-T-T THSZWS  DRvs THSZMS
MULTI-MASTER S
Shank Extensions B+D il E
e L

Qo

MM CAB T05T05-25/1.0-C 299 T05 T05 1.000 .236 05
MM CAB T06T06-25/1.0-C .366 T06 T06 1.000 316 04
MM CAB T08T08-25/1.0-C 453 T08 T08 1.000 394 04
MM CAB T10T10-38/1.5-C 508 T10 T10 1.500 512 A7
MM CAB T12T12-38/1.5-C 726 T12 T12 1.500 630 23
MM CAB T15T15-45/1.77-C 941 T15 T15 1.772 787 46
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e Clamping key to be ordered separately e For adaptation, see page 37
() Clamping wrench size

ISCAR




e NOTE: Recommended clamping torque for each MULTI-MASTER connection size, see page 92
() MULTI-MASTER connection size
(@ Clamping torque Lbfxinch

Adjustable Torque Handle with Interchangeable Wrenches for Clamping MULTI-MASTER Milling Heads

Accessories ‘ - oC
o =7
MM Adjustable Torque Keys or. & @ LLI
Adjustable Torque Handle and A = |—
Keys for Secure and Accurate O ([)
Tightening of MULTI-MASTER ® \,-:\”g <E
Milling Heads \s"
®\ 2.
Fig. Tsf") Key 709 |j
TORQUE WRENCH 5-50Nm 9X12 1. - - -
MM WRENCH 6-05 2. 105 : 6196 D)
MM WRENCH 8-06 2. T06 - 88,51 E
MM WRENCH 10-08 2. T08 - 132.76
MM WRENCH 13-10 2. 10 - 247.82 o
MM WRENCH 16-12 2. T2 - 247.82 LLI
MM WRENCH 20-15 2. T15 - 354.03 D
MM WRENCH 4E-05 3. T05 - 61.96 =
MM WRENCH 5E-06 3 T06 - 88.51 m
MM WRENCH 7E-08 3. T08 - 132.76 m
MM WRENCH 8E-10 3. T10 - 247.82 <
MM WRENCH 9E-12 3. T2 - 247.82
INSERT TOOL 3/8" 9X12mm 4. - - - Q
BIT SOCKET T20 3/8" DRIVE 5, Torx T20 D
BIT SOCKET T25 3/8" DRIVE & Torx T25 p—
BIT SOCKET T30 3/8" DRIVE 5. Torx T30 1
BIT SOCKET T40 3/8" DRIVE 5. Torx T40 O
BIT SOCKET T50 3/8" DRIVE 5. Torx T50 CD
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The adjustable torque handle, interchangeable wrenches and Torx bits are optional and should be ordered separately.

Member IMC Group
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INDEXABLE SOLID CARBIDE LINE

Clamping and Indexing Instructions

USER GUIDE

Do not apply lubricant to the threaded connection.

"Sine Key © " Lot
T04 MM KEY 6x4 35
T05 MM KEY 6x4 60
T06 MM KEY 8x5 90
T08 MM KEY 10x7 130
T10 MM KEY 13x8 250
T12 MM KEY 16x9 250
T15 MM KEY 20 360
T21 MM WRENCH 24-21 973

() Order separately

ISCAR






