Complete Machining Solutions
HOLE MAKING TOOLS
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a8 DON®  DCX2 DCONMS  DF LU LPR PL LS OAL  SSC® @

§ DCN 060-009-12A-1.5D 6.00 6.40 12.00 16.00 10.1 23.0 1.09 45.0 68.00 6.0 K DCN 6-9.99-Y
DCN 065-010-12A-1.5D 6.50 690 12,00 16.00 112 24.1 1.18 450 69.10 65  KDON69.99Y

UJ DCN 070-011-12A-1.5D 7.00 7.40 12.00 16.00 123 251 1.27 45.0 70.10 7.0 K DCN 6-9.99

D DCN 075-011-12A-1.5D 7.50 7.90 12.00 16.00 12.4 259 1.36 45.0 70.90 7.0 K DCN 6-9.99

— [l DCN 080-012-124-1.5D 8.00 840 12,00 16.00 135 279 146 450 72.90 80  KDONG6999

— DCN 085-013-12A-1.5D 8.50 8.90 12.00 16.00 14.6 28.2 1.55 45.0 73.20 8.0 K DCN 6-9.99
DCN 090-014-12A-1.5D 9.0 9.40 12.00 16.00 156 203 164 450 7430 90 KDONG6999
DCN 095-014-12A-1.5D 950 9.90 12,00 16.00 157 301 173 450 75.10 90 KDONG-999
DCN 100-015-16A-1.5D 10.00 10.40 16.00 20.00 16.8 31.2 1.82 48.0 79.20 10.0 K DCN 10-13.99
DCN 105-016-16A-1.5D 105 1090 16.00 2000 179 320 191 480 80.00 100 KDON10-13.99
DCN 110-017-16A-1.5D o0 1140 16,00 2000 190 3.1 200 480 81.10 10 KDON10-13.99
DCN 115-017-16A-1.5D 11.50 11.90 16.00 20.00 191 33.9 2.09 48.0 81.90 1.0 K DCN 10-13.99
DCN 120-018-16A-1.5D 1200 1240 16.00 2000 202 30 218 480 83.00 120 KDON10-1399
DCN 125-019-16A-1.5D 12.50 12.90 16.00 20.00 21.3 35.8 227 48.0 83.80 12.0 K DCN 10-13.99
DCN 130-020-16A-1.5D 13.00 13.40 16.00 20.00 224 371 2.37 48.0 85.10 13.0 K DCN 10-13.99
DCN 135-020-16A-1.5D 1350 1390 16.00 2000 25 379 2.46 480 85.90 130 KDON10-13.99
DCN 140-021-16A-1.5D 1400 1440 16,00 2000 236 4.1 255 480 80.10 140 KDON14-17.99
DCN 145-022-16A-1.5D 14.50 14.90 16.00 20.00 246 4.9 2.64 48.0 89.90 14.0 K DCN 14-17.99
DCN 150-023-20A-1.5D 15.00 15.90 20.00 25.00 25.7 46.2 2.73 50.0 96.20 15.0 K DCN 14-17.99
DCN 160-024-20A-1.5D 16.00 16.90 20.00 25.00 26.9 49.3 2.91 50.0 99.30 16.0 K DCN 14-17.99
DCN 170-026-20A-1.5D 17.00 17.90 20.00 25.00 29.1 52.4 3.09 50.0 102.40 17.0 K DCN 14-17.99
DCN 180-027-25A-1.5D 1800 1890 25,00 32,00 203 555 3.8 560 11150 180  KDON1821.99
DCN 190-029-25A-1.5D 1900 1990 25,00 32,00 %25 585 346 560 11450 190  KDON 182199
DCN 200-030-25A-1.5D 20.00 20.90 25.00 32.00 33.6 61.6 3.64 56.0 117.60 20.0 K DCN 18-21.99
DCN 210-032-25A-1.5D 21.00 21.90 25.00 32.00 35.8 64.7 3.82 56.0 120.70 21.0 K DCN 18-21.99
DCN 220-033-25A-1.5D 22.00 22.90 25.00 32.00 37.0 67.8 4.00 56.0 123.80 22.0 K DCN 22-26.99
DCN 230-035-32A-1.5D 23.00 23.90 32.00 42,00 39.2 709 419 60.0 130.90 23.0 K DCN 22-26.99
DCN 240-036-32A-1.5D 2400 2490 32,00 4200 404 739 437 600 13890 240  KDON22-2699
DCN 250-038-32A-1.5D %500 2590 32,00 42,00 426 770 455 600 13700 250  KDON 222699
DCN 260-039-32A-1.5D 26.00 26.90 32.00 42,00 437 80.1 4,73 60.0 140.10 26.0 K DCN 22-26.99
DCN 270-041-32A-1.5D 2700 2790 32,00 4200 459 8.1 491 600 15110 270  KDON27-32.99
DCN 280-042-32A-1.5D 28.00 28.90 32.00 42.00 474 86.2 5.10 60.0 146.20 28.0 K DCN 27-32.99
DCN 290-044-32A-1.5D 29.00 29.90 32.00 42,00 49.3 89.3 5.28 60.0 149.30 29.0 K DCN 27-32.99
DCN 300-045-32A-1.5D 000 3090 32,00 4200 505 w4 546 600 15240 300  KDON27-32.99
DCN 310-047-32A-1.5D 31.00 31.90 32.00 42,00 52.6 95,5 5.64 60.0 165.50 31.0 K DCN 27-32.99
DCN 320-048-32A-1.5D 200 3290 32,00 42,00 538 %5 5.8 600 15850 320  KDON27-32.99

® For user guide and cutting conditions, see pages 556-570

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
(@ Cutting diameter maximum

() Seat size code

For inserts, see pages: FCP (546) » HCP-IQ (542)  ICG (547)  ICK (543) o ICK-2M (545) * ICM (543) » ICN (549)  ICP-2M (545) ¢ QCP-2M (544)
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DCN®  DCX® DCONMS  DF LU LPR PL LS OAL  SSC® @ a8
DCN 060-009-12R-1.5D 6.00 6.40 12.00 16.00 10.1 23.0 1.09 45.0 68.00 6.0 K DCN 6-9.99-Y §
DCN 065-010-12R-1.5D 650 690 12,00 16.00 12 24.1 118 450 69.10 65  KDCNG69.99
DCN 070-011-12R-1.5D 7.00 7.40 12.00 16.00 12.3 251 1.27 45.0 70.10 7.0 K DCN 6-9.99 LIJ
DCN 075-011-12R-1.5D 7.50 7.90 12.00 16.00 12.4 25.9 1.36 45.0 70.90 7.0 K DCN 6-9.99 D
DCN 080-012-12R-1.5D 8.00 840 12,00 16.00 135 279 146 450 72.90 80  KDON6-9.99 =
DCN 085-013-12R-1.5D 8.50 8.90 12.00 16.00 14.6 282 1.55 45.0 73.20 8.0 K DCN 6-9.99 -
DCN 090-014-12R-1.5D 9.0 9.40 12,00 16,00 156 293 164 450 7430 90 KDON6-9.99
DCN 095-014-12R-1.5D 9.50 9.90 12.00 16.00 16.7 30.1 1.73 45.0 75.10 9.0 K DCN 6-9.99
DCN 100-015-16R-1.5D 10.00 10.40 16.00 20.00 16.8 31.2 1.82 48.0 79.20 10.0 K DCN 10-13.99
DCN 105-016-16R-1.5D 10.50 10.90 16.00 20.00 17.9 32.0 1.91 48.0 80.00 10.0 K DCN 10-13.99
DCN 110-017-16R-1.5D 11.00 1140 16.00 2000 190 3.1 200 480 81.10 1.0 KDCN10-13.99
DCN 115-017-16R-1.5D 11.50 11.90 16.00 20.00 191 339 2.09 48.0 81.90 11.0 K DCN 10-13.99
DCN 120-018-16R-1.5D 12.00 12.40 16.00 2000 202 30 218 480 83.00 120 KDON 10-1399
DCN 125-019-16R-1.5D 12.50 12.90 16.00 20.00 21.3 35.8 227 48.0 83.80 12.0 K DCN 10-13.99
DCN 130-020-16R-1.5D 13.00 13.40 16.00 20.00 224 37.1 2.37 48.0 85.10 13.0 K DCN 10-13.99
DCN 135-020-16R-1.5D 1350 13.90 16.00 2000 25 379 246 480 85.90 130 KDON 10-1399
DCN 140-021-16R-1.5D 14,00 14.40 16.00 2000 236 414 255 480 89.10 140 KDCN14-17.99
DCN 145-022-16R-1.5D 14.50 14.90 16.00 20.00 246 419 2.64 48.0 89.90 14.0 K DCN 14-17.99
DCN 150-023-20R-1.5D 15.00 15.90 20,00 25,00 257 462 273 500 96.20 150 KDON 14-17.99
DCN 160-024-20R-1.5D 16.00 16.90 20.00 25.00 26.9 49.3 2.91 50.0 99.30 16.0 K DCN 14-17.99
DCN 170-026-20R-1.5D 17.00 17.90 20.00 25.00 29.1 52.4 3.09 50.0 102.40 17.0 K DCN 14-17.99
DCN 180-027-25R-1.5D 18.00 18.90 25,00 32,00 303 55.5 328 56.0 11150 180  KDON 18-21.99
DCN 190-029-25R-1.5D 19.00 19.90 25.00 32.00 325 58.5 3.46 56.0 114.50 19.0 K DCN 18-21.99
DCN 200-030-25R-1.5D 20.00 20.90 25.00 32.00 33.6 61.6 3.64 56.0 117.60 20.0 K DCN 18-21.99
DCN 210-032-25R-1.5D 21.00 21.90 25.00 32.00 35.8 64.7 3.82 56.0 120.70 21.0 K DCN 18-21.99
DCN 220-033-25R-1.5D 22.00 22.90 25.00 32.00 37.0 67.8 4.00 56.0 123.80 220 K DCN 22-26.99
DCN 230-035-32R-1.5D 23.00 23.90 32.00 42,00 39.2 70.9 419 60.0 130.90 23.0 K DCN 22-26.99
DCN 240-036-32R-1.5D 24.00 24.90 32.00 42,00 40.4 74.0 4.37 60.0 134.00 24.0 K DCN 22-26.99
DCN 250-038-32R-1.5D 25.00 25.90 32.00 42,00 426 77.0 4.55 60.0 137.00 25.0 K DCN 22-26.99
DCN 260-039-32R-1.5D 26.00 26.90 32.00 42,00 437 80.1 4.73 60.0 140.10 26.0 K DCN 22-26.99
DCN 270-041-32R-1.5D 27.00 27.90 32.00 42,00 459 83.1 491 60.0 143.10 27.0 K DCN 27-32.99
DCN 280-042-32R-1.5D 28.00 28.90 32.00 42,00 471 86.2 5.10 60.0 146.20 28.0 K DCN 27-32.99
DCN 290-044-32R-1.5D 29.00 29.90 32.00 42,00 493 89.3 5.28 60.0 149.30 29.0 K DCN 27-32.99
DCN 300-045-32R-1.5D 3000 30.90 32,00 42.00 505 94 546 600 152.40 300  KDCN27-32.99
DCN 310-047-32R-1.5D 31.00 31.90 32.00 42,00 52.6 95.5 5.64 60.0 1565.50 31.0 K DCN 27-32.99
DCN 320-048-32R-1.5D 32.00 32.90 32,00 42.00 538 985 582 60.0 15850 320  KDON27-32.99

® For user guide and cutting conditions, see pages 556-570

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
(@ Cutting diameter maximum

() Seat size code

For inserts, see pages: FCP (546) » HCP-IQ (542)  ICK (543) o ICK-2M (545) * ICM (543) s ICN (549)  ICP-2M (545) » QCP-2M (544)
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DCN®  DCX? DCONMS  DF LU LPR PL LS OAL  SSC® @

DCN 060-018-12A-3D 6.00 6.40 12.00 16.00 19.1 320 1.09 45.0 77.00 6.0 K DCN 6-9.99-Y
DCN 065-020-12A-3D 6.50 6.90 12.00 16.00 21.2 33.8 1.18 45.0 78.80 6.5 K'DCN 6-9.99-Y
DCN 070-021-12A-3D 7.00 7.40 12.00 16.00 223 35.6 1.27 45.0 80.60 7.0 K'DCN 6-9.99

DCN 075-023-12A-3D 7.50 7.90 12.00 16.00 24.4 37.1 1.36 45.0 82.10 7.0 K'DCN 6-9.99

DCN 080-024-12A-3D 8.00 8.40 12.00 16.00 25.5 39.4 1.46 45.0 84.40 8.0 K'DCN 6-9.99

DCN 085-025-12A-3D 8.50 8.90 12.00 16.00 26.6 40.9 1.55 45.0 85.90 8.0 KDCN 6-9.99

DCN 090-027-12A-3D 9.00 9.40 12.00 16.00 28.6 428 1.64 45.0 87.80 9.0 K'DCN 6-9.99

DCN 095-029-12A-3D 9.50 9.90 12.00 16.00 30.7 443 1.78 45.0 89.30 9.0 K DCN 6-9.99

DCN 100-030-16A-3D 10.00 10.40 16.00 20.00 31.8 46.2 1.82 48.0 94.20 10.0 K'DCN 10-13.99
DCN 105-032-16A-3D 10.50 10.90 16.00 20.00 339 477 1.91 48.0 95.70 10.0 K'DCN 10-13.99
DCN 110-033-16A-3D 11.00 11.40 16.00 20.00 36.0 49.6 2.00 48.0 97.60 1.0 K'DCN 10-13.99
DCN 115-035-16A-3D 11.50 11.90 16.00 20.00 37.1 51.1 2.09 48.0 99.10 1.0 K'DCN 10-13.99
DCN 120-036-16A-3D 12.00 12.40 16.00 20.00 38.2 53.0 218 48.0 101.00 12.0 K'DCN 10-13.99
DCN 125-037-16A-3D 12.50 12.90 16.00 20.00 39.3 54.5 2271 48.0 102.50 12.0 K DCN 10-13.99
DCN 130-039-16A-3D 13.00 13.40 16.00 20.00 41.4 56.6 2.37 48.0 104.60 13.0 K'DCN 10-13.99
DCN 135-041-16A-3D 13.50 13.90 16.00 20.00 43.5 58.1 246 48.0 106.10 13.0 K'DCN 10-13.99
DCN 140-042-16A-3D 14.00 14.40 16.00 20.00 446 62.1 2.55 48.0 110.10 14.0 K'DCN 14-17.99
DCN 145-044-16A-3D 14.50 14.90 16.00 20.00 46.6 63.6 2.64 48.0 111.60 14.0 KDCN 14-17.99
DCN 150-045-20A-3D 15.00 16.90 20.00 25.00 417 68.7 2.73 50.0 118.70 16.0 K'DCN 14-17.99
DCN 160-048-20A-3D 16.00 16.90 20.00 25.00 50.9 73.3 291 50.0 123.30 16.0 K DCN 14-17.99
DCN 170-051-20A-3D 17.00 17.90 20.00 25,00 54.1 779 3.09 50.0 127.90 17.0 K'DCN 14-17.99
DCN 180-054-25A-3D 18.00 18.90 25.00 32.00 57.3 82.5 3.28 56.0 138.50 18.0 K'DCN 18-21.99
DCN 190-057-25A-3D 19.00 19.90 25.00 32.00 60.5 87.0 3.46 56.0 143.00 19.0 K'DCN 18-21.99
DCN 200-060-25A-3D 20.00 20.90 25.00 32.00 63.6 91.6 3.64 56.0 147.60 20.0 K'DCN 18-21.99
DCN 210-063-25A-3D 21.00 21.90 25.00 32.00 66.8 96.2 3.82 56.0 162.20 21.0 K'DCN 18-21.99
DCN 220-066-25A-3D 22.00 22.90 25.00 32.00 70.0 100.8 4.00 56.0 156.80 22.0 K'DCN 22-26.99
DCN 230-069-32A-3D 23.00 23.90 32.00 42,00 732 105.4 419 60.0 165.40 23.0 K'DCN 22-26.99
DCN 240-072-32A-3D 24.00 24.90 32.00 42,00 76.4 110.0 4.37 60.0 170.00 24.0 K'DCN 22-26.99
DCN 250-075-32A-3D 25.00 25.90 32.00 42.00 79.6 1145 4.55 60.0 174.50 25.0 KDCN 22-26.99
DCN 260-078-32A-3D 26.00 26.90 32.00 42,00 82.7 119.0 473 60.0 179.00 26.0 K'DCN 22-26.99
DCN 270-081-32A-3D 27.00 27.90 32.00 42.00 85.9 1237 491 60.0 191.70 27.0 K'DON 27-32.99
DCN 270-081-40A-3D 27.00 27.90 40.00 50.00 85.9 1237 4.91 68.0 183.70 27.0 K'DCN 27-32.99
DCN 280-084-32A-3D 28.00 28.90 32.00 42,00 89.1 128.2 5.10 60.0 196.20 28.0 K'DCN 27-32.99
DCN 280-084-40A-3D 28.00 28.90 40.00 50.00 89.1 128.2 5.10 68.0 188.20 28.0 K'DCN 27-32.99
DCN 290-087-32A-3D 29.00 29.90 32.00 42,00 92.3 132.8 5.28 60.0 200.80 29.0 K'DCN 27-32.99
DCN 290-087-40A-3D 29.00 29.90 40.00 50.00 92.3 132.8 5.28 68.0 192.80 29.0 K'DCN 27-32.99
DCN 300-090-32A-3D 30.00 30.90 32.00 42.00 95.5 137.4 5.46 60.0 205.40 30.0 K'DON 27-32.99
DCN 300-090-40A-3D 30.00 30.90 40.00 50.00 95.5 137.4 5.46 68.0 197.40 30.0 K'DCN 27-32.99
DCN 310-093-32A-3D 31.00 31.90 32.00 42,00 98.6 142.0 5.64 60.0 210.00 31.0 K'DCN 27-32.99
DCN 320-096-32A-3D 32.00 32.90 32.00 42.00 101.8 146.5 5.82 60.0 214.50 32.0 K'DCN 27-32.99
DCN 320-096-40A-3D 32.00 32.90 40.00 50.00 101.8 146.5 5.82 68.0 206.50 32.0 KDCN 27-32.99
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® For user guide and cutting conditions, see pages 556-570

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
(2 Cutting diameter maximum

@) Seat size code

For inserts, see pages: HCP-IQ (542) ¢ QCP-2M (544) » ICM (543) * ICK (543) ¢ ICN (549) » ICP-2M (545) ¢ ICK-2M (545) » FCP (546)
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DCN 045-014-06C-3D (1) 450 490 6.00 135 23.1 0.66 35.0 58.05 45 §
DCN 050-015-06C-3D (1) 5.00 5.40 6.00 15.0 247 073 35.0 59.70 5
DCN 055-017-06C-3D (1) 550 590 6.00 16.5 26.4 0.81 35.0 61.35 55 LL
DCN 060-018-08C-3D 6.00 6.40 8.00 18.0 28.0 096 36.0 64.00 6 K DCN 6-9.99-Y ()
DCN 065-020-08C-3D 6.50 6.90 8.00 19.5 29.8 1.18 36.0 65.80 65 K DON 6-9.99-Y Z
DCN 070-021-08C-3D 7.00 7.40 8.00 21.0 31.6 1.01 36.0 67.60 7 K DCN 6-9.99 =
DCN 075-023-08C-3D 7.50 7.90 8.00 225 33.1 1.01 36.0 69.10 7 K DCN 6-9.99
DCN 080-024-10C-3D 8.00 8.40 10.00 24.0 35.4 1.20 400 75.40 8 K DCN 6-9.99
DCN 085-026-10C-3D 850 8.90 10.00 255 36.9 1.20 400 76.90 8 K DCN 6-9.99
DCN 090-027-10C-3D 9.00 9.40 10.00 27.0 388 1.25 400 78.80 9 K DCN 6-9.99
DCN 095-029-10C-3D 950 9.90 10.00 285 40.3 1.25 40.0 80.30 9 K DCN 6-9.99

e For user guide and cutting conditions, see pages 556-570

) The SK DCN key is supplied with the insert

(2 Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
() Cutting diameter maximum

@) Seat size code

For inserts, see pages: FCP (546) ¢ HCP-IQ (542)  ICK (543) ¢ ICK-2M (545) » ICM (543) » ICP-2M (545)

Member IMC Group
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L 4 11 ]




SUMOCHAM — =
DCN R-3D —LPR s }

Indexable Head Drills with S st~ ! f
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Shank, Driling Depth 3xD oo lle '

DCN®  DCX? DCONMS  DF LU LPR PL LS OAL  SSC® @

DCN 060-018-12R-3D 6.00 6.40 12.00 16.00 19.1 320 1.09 45.0 77.00 6.0 K DCN 6-9.99-Y
DCN 065-020-12R-3D 6.50 6.90 12.00 16.00 21.2 33.8 1.18 45.0 78.80 6.5 K'DCN 6-9.99-Y
DCN 070-021-12R-3D 7.00 7.40 12.00 16.00 223 35.6 1.27 45.0 80.60 7.0 K'DCN 6-9.99

DCN 075-023-12R-3D 7.50 7.90 12.00 16.00 24.4 37.1 1.36 45.0 82.10 7.0 K'DCN 6-9.99

DCN 080-024-12R-3D 8.00 8.40 12.00 16.00 25.5 39.4 1.46 45.0 84.40 8.0 K'DCN 6-9.99

DCN 085-025-12R-3D 8.50 8.90 12.00 16.00 26.6 40.9 1.55 45.0 85.90 8.0 KDCN 6-9.99

DCN 090-027-12R-3D 9.00 9.40 12.00 16.00 28.6 428 1.64 45.0 87.80 9.0 K'DCN 6-9.99

DCN 095-029-12R-3D 9.50 9.90 12.00 16.00 30.7 443 1.78 45.0 89.30 9.0 K DCN 6-9.99

DCN 100-030-16R-3D 10.00 10.40 16.00 20.00 31.8 46.2 1.82 48.0 94.20 10.0 K'DCN 10-13.99
DCN 105-032-16R-3D 10.50 10.90 16.00 20.00 339 477 1.91 48.0 95.70 10.0 K'DCN 10-13.99
DCN 110-033-16R-3D 11.00 11.40 16.00 20.00 36.0 49.6 2.00 48.0 97.60 1.0 K'DCN 10-13.99
DCN 115-035-16R-3D 11.50 11.90 16.00 20.00 37.1 51.1 2.09 48.0 99.10 1.0 K'DCN 10-13.99
DCN 120-036-16R-3D 12.00 12.40 16.00 20.00 38.2 53.0 218 48.0 101.00 12.0 K'DCN 10-13.99
DCN 125-037-16R-3D 12.50 12.90 16.00 20.00 39.3 54.5 2271 48.0 102.50 12.0 K DCN 10-13.99
DCN 130-039-16R-3D 13.00 13.40 16.00 20.00 41.4 56.6 2.37 48.0 104.60 13.0 K'DCN 10-13.99
DCN 135-041-16R-3D 13.50 13.90 16.00 20.00 43.5 58.1 246 48.0 106.10 13.0 K'DCN 10-13.99
DCN 140-042-16R-3D 14.00 14.40 16.00 20.00 446 62.1 2.55 48.0 110.10 14.0 K'DCN 14-17.99
DCN 145-044-16R-3D 14.50 14.90 16.00 20.00 46.6 63.6 2.64 48.0 111.60 14.0 KDCN 14-17.99
DCN 150-045-20R-3D 15.00 16.90 20.00 25.00 417 68.7 2.73 50.0 118.70 16.0 K'DCN 14-17.99
DCN 160-048-20R-3D 16.00 16.90 20.00 25.00 50.9 73.3 291 50.0 123.30 16.0 K DCN 14-17.99
DCN 170-051-20R-3D 17.00 17.90 20.00 25,00 54.1 779 3.09 50.0 127.90 17.0 K'DCN 14-17.99
DCN 180-054-25R-3D 18.00 18.90 25.00 32.00 57.3 82.5 3.28 56.0 138.50 18.0 K'DCN 18-21.99
DCN 190-057-25R-3D 19.00 19.90 25.00 32.00 60.5 87.0 3.46 56.0 143.00 19.0 K'DCN 18-21.99
DCN 200-060-25R-3D 20.00 20.90 25.00 32.00 63.6 91.6 3.64 56.0 147.60 20.0 K'DCN 18-21.99
DCN 210-063-25R-3D 21.00 21.90 25.00 32.00 66.8 96.2 3.82 56.0 162.20 21.0 K'DCN 18-21.99
DCN 220-066-25R-3D 22.00 22.90 25.00 32.00 70.0 100.8 4.00 56.0 156.80 22.0 K'DCN 22-26.99
DCN 230-069-32R-3D 23.00 23.90 32.00 42,00 732 105.4 419 60.0 165.40 23.0 K'DCN 22-26.99
DCN 240-072-32R-3D 24.00 24.90 32.00 42,00 76.4 110.0 4.37 60.0 170.00 24.0 K'DCN 22-26.99
DCN 250-075-32R-3D 25.00 25.90 32.00 42.00 79.6 1145 4.55 60.0 174.50 25.0 KDCN 22-26.99
DCN 260-078-32R-3D 26.00 26.90 32.00 42,00 82.7 119.0 473 60.0 179.00 26.0 K'DCN 22-26.99
DCN 270-081-32R-3D 27.00 27.90 32.00 42.00 85.9 1237 491 60.0 183.70 27.0 K'DON 27-32.99
DCN 280-084-32R-3D 28.00 28.90 32.00 42,00 89.1 128.2 5.10 60.0 188.20 28.0 K'DCN 27-32.99
DCN 290-087-32R-3D 29.00 29.90 32.00 42,00 92.3 132.8 5.28 60.0 192.80 29.0 K'DCN 27-32.99
DCN 300-090-32R-3D 30.00 30.90 32.00 42.00 95.5 137.4 5.46 60.0 197.40 30.0 K'DCN 27-32.99
DCN 310-093-32R-3D 31.00 31.90 32.00 42,00 98.6 142.0 5.64 60.0 202.00 31.0 K'DCN 27-32.99
DCN 320-096-32R-3D 32.00 32.90 32.00 42.00 101.8 146.5 5.82 60.0 206.50 32.0 K DCN 27-32.99
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® For user guide and cutting conditions, see pages 556-570

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
(@ Cutting diameter maximum

() Seat size code

For inserts, see pages: FCP (546) » HCP-IQ (542)  ICG (547)  ICK (543) o ICK-2M (545) * ICM (543) » ICN (549)  ICP-2M (545) ¢ QCP-2M (544)
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DCNS-3D T LS ! ! r —
Indexable Head Drills without — L — . —
a Flange and One Flat Shank, DCN-DCX k7 - --——-]+ pconmsne oC
Driling Depth 3xD, Suitable L ! 2
for Chamfering Holders — B
LL
—
DCN® DCX?  DCONMS Ly LPR PL LS OAL ssce @ M
DCNS 075-022-080B-3D 7.50 7.90 8.00 23.9 34.2 136 36.0 70.20 7.0 K DON 6-9.99 §
DCNS 080-024-080B-3D 8.00 8.40 8.00 255 347 146 360 70.70 8.0 K DON 6-9.99
DCNS 085-025-090B-3D 8.50 8.90 9.00 274 368 155 36.0 72.90 8.0 K DON 6-9.99 L
DCNS 090-027-090B-3D 9.00 9.40 9.00 286 388 164 360 74.80 9.0 K DON 6-9.99 O
DCNS 095-029-100B-3D 9.50 9.90 10.00 30.2 403 173 36.0 7630 9.0 K DON 6-9.99 Z
DCNS 100-030-100B-3D 10.00 10.40 10.00 31.8 45.2 1.82 4.0 86.20 10.0 K DON 10-13.99 =
DCNS 105-032-110B-3D 10.50 10.90 11.00 334 467 191 410 87.70 10.0 K DON 10-13.99
DCNS 110-033-110B-3D 11.00 11.40 11.00 350 486 2.00 410 89.60 1.0 K DON 10-13.99
DCNS 115-035-120B-3D 11,50 11.90 12.00 36.6 50.1 2.09 4.0 91.10 1.0 K DON 10-13.99
DCNS 120-036-120B-3D 12.00 12.40 12.00 382 520 2.18 410 93.00 12.0 K DON 10-13.99
DCNS 125-037-130B-3D 12.50 12.90 13.00 39.8 53.5 2.07 46.0 99.50 12.0 K DON 10-13.99
DCNS 130-039-130B-3D 13.00 13.40 13.00 4.4 55.6 2.37 47.0 102,60 13.0 K DON 10-13.99
DCNS 135-041-140B-3D 13.50 13.90 14.00 430 57.1 2.46 430 100.10 13.0 K DON 10-13.99
DCNS 140-042-140B-3D 14,00 14.40 14.00 446 592 2.54 440 103.20 14.0 K DON 14-17.99
DCNS 145-044-150B-3D 14,50 14.90 15.00 46.1 60.7 2.64 450 105.70 14.0 K DON 14-17.99
DCNS 150-045-150B-3D 15.00 15.90 15.00 47.7 62.7 2.72 450 107.70 15.0 K DCN 14-17.99
DCNS 160-048-160B-3D 16.00 16.90 16.00 50.9 69.6 2.92 48.0 17.70 16.0 K DON 14-17.99
DCNS 170-051-170B-3D 17.00 17.90 17.00 54.1 7.9 3.09 48.0 119.90 17.0 K DON 14-17.99
DCNS 180-054-180B-3D 18.00 18.90 18.00 57.3 755 328 480 123.50 18.0 K DON 18-21.99
DCNS 190-057-190B-3D 19.00 19.90 19.00 605 786 3.46 540 132.60 19.0 K DON 18-21.99
DCNS 200-060-200B-3D 20,00 20.90 20.00 63.6 88.1 3,64 540 14210 200 K DON 18-21.99
DCNS 210-063-210B-3D 21.00 21.90 21.00 668 90.7 381 600 150.70 210 K DON 18-21.99
DCNS 220-066-220B-3D 22,00 22.90 22,00 700 94.3 4.00 60.0 154.30 220 K DON 22-26.99
DCNS 230-069-230B-3D 23,00 23.90 23.00 73.2 97.8 419 60.0 157.80 230 K DON 22-26.99
DCNS 240-072-240B-3D 24.00 24.90 24,00 764 1013 437 600 161.40 24.0 K DON 22-26.99
DCNS 250-075-250B-3D 25.00 25.90 25.00 79.6 105.0 455 60.0 165.00 25.0 K DON 22-26.99

® For user guide and cutting conditions, see pages 556-570 e For chamring, see page 616

) Cutting diameter minimum ® Do not mount smaller drilling heads other than the specified range of the drill body
(2 Cutting diameter maximum

@) Seat size code

For inserts, see pages: FCP (546) ® HCP-IQ (542) * ICK (543) ® ICK-2M (545) * ICM (543) ® ICN (549) e ICP-2M (545) ¢ QCP-2M (544)
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DCNS-5D LPR ‘ LS

Indexable Head Drills without i LU i ;

a Flange and One Flat Shank, DCN-DCX k7 ————— ——] }»DCONMShG
Driling Depth 5xD, Suitable (R = '

for Chamfering Holders

DCN®  DCX®  DCONMS LU LPR PL LS OAL ssce @

DCNS 075-037-080B-5D 7.50 7.90 8.00 389 49.2 1.36 36.0 85.20 7.0 K DCN 6-9.99
DCNS 080-040-080B-5D 8.00 8.40 8.00 41.5 56.4 1.46 36.0 92.40 8.0 K DCN 6-9.99
DCNS 085-042-090B-5D 8.50 8.90 9.00 441 53.9 1:55 36.0 89.90 8.0 K DCN 6-9.99
DCNS 090-045-090B-5D 9.00 9.40 9.00 46.6 56.8 1.64 36.0 92.80 9.0 K DCN 6-9.99
DCNS 095-048-100B-5D 9.50 9.90 10.00 49.2 59.2 1.73 36.0 95.30 9.0 K DCN 6-9.99
DCNS 100-050-100B-5D 10.00 10.40 10.00 51.8 65.2 1.82 41.0 106.20 10.0 K'DCN 10-13.99
DCNS 105-053-110B-5D 10.50 10.90 11.00 54.4 67.7 1.91 41.0 108.70 10.0 KDCN 10-13.99
DCNS 110-055-110B-5D 11.00 11.40 11.00 57.0 70.6 2.00 41.0 111.60 11.0 K DCN 10-13.99
DCNS 115-058-120B-5D 11.50 11.90 12.00 59.6 73.1 2.09 41.0 114.10 11.0 K'DCN 10-13.99
DCNS 120-060-120B-5D 12.00 12.40 12.00 62.2 75.9 2.18 41.0 117.00 12.0 K'DCN 10-13.99
DCNS 125-062-130B-5D 12.50 12.90 13.00 64.8 78.5 227 46.0 124.50 12.0 K DCN 10-13.99
DCNS 130-065-130B-5D 13.00 13.40 13.00 67.4 81.5 2.36 47.0 128.60 13.0 K'DCN 10-13.99
DCNS 135-068-140B-5D 13.50 13.90 14.00 70.0 84.1 2.46 43.0 127.10 13.0 K'DCN 10-13.99
DCNS 140-070-140B-5D 14.00 14.40 14.00 72.6 87.1 2.54 44,0 131.20 14.0 K DCN 14-17.99
DCNS 145-073-150B-5D 14.50 14.90 15.00 75.1 89.7 2.64 45.0 134.70 14.0 K DCN 14-17.99
DCNS 150-075-150B-5D 15.00 15.90 15.00 .7 92.7 2.73 45.0 137.70 15.0 K DCN 14-17.99
DCNS 160-080-160B-5D 16.00 16.90 16.00 82.9 101.7 291 48.0 149.70 16.0 K DCN 14-17.99
DCNS 170-085-170B-5D 17.00 17.90 17.00 88.1 106.9 3.09 48.0 1563.90 17.0 K DCN 14-17.99
DCNS 180-090-180B-5D 18.00 18.90 18.00 93.3 1115 3.28 48.0 159.50 18.0 K'DCN 18-21.99
DCNS 190-095-190B-5D 19.00 19.90 19.00 98.5 116.6 3.45 54.0 170.60 19.0 K DCN 18-21.99
DCNS 200-100-200B-5D 20.00 20.90 20.00 103.6 128.1 3.64 54.0 182.10 200 K DCN 18-21.99
DCNS 210-105-210B-5D 21.00 21.90 21.00 108.8 132.6 3.81 60.0 192.70 21.0 K DCN 18-21.99
DCNS 220-110-220B-5D 22.00 22.90 22.00 114.0 138.3 4.00 60.0 198.30 22.0 K DCN 22-26.99
DCNS 230-115-230B-5D 23.00 23.90 23.00 119.2 143.8 419 60.0 203.80 230 K DCN 22-26.99
DCNS 240-120-240B-5D 24.00 24.90 24.00 124.4 149.4 437 60.0 209.40 240 K DCN 22-26.99
DCNS 250-125-250B-5D 25.00 25.90 25.00 129.6 1556.0 4.55 60.0 215.00 25.0 K DCN 22-26.99

e For user guide and cutting conditions, see pages 556-570 e For chamring, see page 616

() Cutting diameter minimum ® Do not mount smaller drilling heads other than the specified range of the drill body

(2 Cutting diameter maximum

@) Seat size code
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For inserts, see pages: FCP (546) ® HCP-IQ (542) * ICK (543) * ICK-2M (545)  ICM (543) * ICN (549) ¢ ICP-2M (545) » QCP-2M (544)
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DCN A-5D i i R R

Indexable Head Dirills with DCN-DCX K7 f———-J{ DCONMShs DF

Coolant Holes and One Flat Do i

Shank, Drilling Depth 5xD -l

DCN®  DCX? DCONMS  DF LU LPR PL LS OAL  ssc® @

DCN 060-030-12A-5D 6.00 6.40 12.00 16.00 31.1 44.0 1.09 45.0 89.00 6.0 K DCN 6-9.99-Y
DCN 065-033-12A-5D 6.50 6.90 12.00 16.00 34.2 46.8 1.18 45.0 91.80 6.5 K DCN 6-9.99-Y
DCN 070-035-12A-5D 7.00 7.40 12.00 16.00 36.3 49.6 127 450 94.60 7.0 K DCN 6-9.99
DCN 075-038-12A-5D 7.50 7.90 12.00 16.00 39.4 52.1 1.36 45.0 97.10 7.0 K DCN 6-9.99
DCN 080-040-12A-5D 8.00 8.40 12.00 16.00 41.5 55.4 1.46 45.0 100.40 8.0 K DCN 6-9.99
DCN 085-042-12A-5D 8.50 8.90 12.00 16.00 441 57.9 1.55 450 102.90 8.0 K DCN 6-9.99
DCN 090-045-12A-5D 9.00 9.40 12.00 16.00 46.6 60.8 1.64 45.0 105.80 9.0 K'DCN 6-9.99
DCN 095-048-12A-5D 9.50 9.90 12.00 16.00 49.7 63.3 1.78 45.0 108.30 9.0 K DCN 6-9.99
DCN 100-050-16A-5D 10.00 10.40 16.00 20.00 51.8 66.2 1.82 48.0 114.20 10.0 K DCN 10-13.99
DCN 105-053-16A-5D 10.50 10.90 16.00 20.00 54.9 68.7 1.91 48.0 116.70 10.0 K'DCN 10-13.99
DCN 110-055-16A-5D 11.00 11.40 16.00 20.00 57.0 71.6 2.00 48.0 119.60 11.0 K DCN 10-13.99
DCN 115-058-16A-5D 11.50 11.90 16.00 20.00 60.1 741 2.09 48.0 122.10 11.0 K DCN 10-13.99
DCN 120-060-16A-5D 12.00 12.40 16.00 20.00 62.2 77.0 2.18 48.0 125.00 12.0 K'DCN 10-13.99
DCN 125-062-16A-5D 12.50 12.90 16.00 20.00 64.3 79.5 2,27 48.0 127.50 12.0 K DCN 10-13.99
DCN 130-065-16A-5D 13.00 13.40 16.00 20.00 67.4 82.6 2.37 48.0 130.60 13.0 K'DCN 10-13.99
DCN 135-068-16A-5D 13.50 13.90 16.00 20.00 70.5 85.1 246 48.0 133.10 13.0 K DCN 10-13.99
DCN 140-070-16A-5D 14.00 14.40 16.00 20.00 72.6 90.2 2.55 48.0 138.20 14.0 K DCN 14-17.99
DCN 145-073-16A-5D 14.50 14.90 16.00 20.00 75.6 92.7 2.64 48.0 140.70 14.0 K DCN 14-17.99
DCN 150-075-20A-5D 15.00 15.90 20.00 25.00 .7 98.7 2.73 50.0 148.70 15.0 K DCN 14-17.99
DCN 160-080-20A-5D 16.00 16.90 20.00 25.00 82.9 106.3 2.91 50.0 166.30 16.0 K DCN 14-17.99
DCN 170-085-20A-5D 17.00 17.90 20.00 25.00 88.1 111.9 3.09 50.0 161.90 17.0 K DCN 14-17.99
DCN 180-090-25A-5D 18.00 18.90 25.00 32.00 93.3 118.5 3.28 56.0 174.50 18.0 K DCN 18-21.99
DCN 190-095-25A-5D 19.00 19.90 25.00 32.00 98.5 125.0 3.46 56.0 181.00 19.0 K DCN 18-21.99
DCN 200-100-25A-5D 20.00 20.90 25.00 32.00 103.6 131.6 3.64 56.0 187.60 20.0 K DCN 18-21.99
DCN 210-105-25A-5D 21.00 21.90 25.00 32.00 108.8 138.2 3.82 56.0 194.20 21.0 K DCN 18-21.99
DCN 220-110-25A-5D 22.00 22.90 25.00 32.00 114.0 144.8 4.00 56.0 200.80 22.0 K DCN 22-26.99
DCN 230-115-32A-5D 23.00 23.90 32.00 42.00 119.2 151.4 419 60.0 211.40 23.0 K DCN 22-26.99
DCN 240-120-32A-5D 24.00 24.90 32.00 42.00 124.4 158.0 4.37 60.0 218.00 24.0 K DCN 22-26.99
DCN 250-125-32A-5D 25.00 25.90 32.00 42.00 129.6 164.5 4.55 60.0 224.50 25.0 K DCN 22-26.99
DCN 260-130-32A-5D 26.00 26.90 32.00 42.00 134.7 171.0 4.73 60.0 231.00 26.0 K DCN 22-26.99
DCN 270-135-32A-5D 27.00 27.90 32.00 42.00 139.9 177.7 491 60.0 245.70 27.0 K DCN 27-32.99
DCN 270-135-40A-5D 27.00 27.90 40.00 50.00 139.9 177.7 491 68.0 237.70 21.0 K DCN 27-32.99
DCN 280-140-32A-5D 28.00 28.90 32.00 42.00 1451 184.2 5.10 60.0 252.20 28.0 K DCN 27-32.99
DCN 280-140-40A-5D 28.00 28.90 40.00 50.00 1451 184.2 510 68.0 244.20 28.0 K DCN 27-32.99
DCN 290-145-32A-5D 29.00 29.90 32.00 42.00 150.3 190.8 5.28 60.0 258.80 29.0 K DCN 27-32.99
DCN 290-145-40A-5D 29.00 29.90 40.00 50.00 150.3 190.8 5.28 68.0 250.80 29.0 K'DCN 27-32.99
DCN 300-150-32A-5D 30.00 30.90 32.00 42.00 185.5 197.4 5.46 60.0 265.40 30.0 K DCN 27-32.99
DCN 300-150-40A-5D 30.00 30.90 40.00 50.00 166.5 197.4 5.46 68.0 257.40 30.0 K DCN 27-32.99
DCN 310-155-32A-5D 31.00 31.90 32.00 42.00 160.6 204.0 5.64 60.0 272.00 31.0 K DCN 27-32.99
DCN 310-155-40A-5D 31.00 31.90 40.00 50.00 160.6 204.0 5.64 68.0 264.00 31.0 K DCN 27-32.99
DCN 320-160-32A-5D 32.00 32.90 32.00 42.00 166.8 2105 5.82 60.0 278.50 32.0 K DCN 27-32.99
DCN 320-160-40A-5D 32.00 32.90 40.00 50.00 165.8 2105 5.82 68.0 270.50 32.0 K DCN 27-32.99

e For user guide and cutting conditions, see pages 556-570

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

(@) Cutting diameter maximum

() Seat size code
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For inserts, see pages: FCP (546) ¢ HCP-IQ (542)  ICK (543) ¢ ICK-2M (545) » ICM (543)  ICN (549) * ICP-2M (545) « QCP-2M (544)
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@) Shanks, Driling Depth 5xD DONDONT —resie ) | — AEEONMSW
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i) DCN@ DCX®  DCONMS LU LPR PL LS OAL SSC@ @

§ DCN 045-023-06C-5D (1) 450 490 6.00 225 32.1 0.66 35.0 67.05 45
DCN 050-025-06C-5D (1) 5,00 5.40 6.00 25.0 34.7 0.73 350 69.70 5

LLI DCN 055-028-06C-5D (1) 550 590 6.00 275 37.4 0.81 35.0 72.35 55

() DCN 060-030-08C-5D 6.00 6.40 8.00 30.0 400 096 36.0 76.00 6 K DCN 6-9.99-Y

Z DCN 065-033-08C-5D 650 6.90 8.00 325 428 1.18 36.0 78.80 65 K DCN 6-9.99-Y

= DCN 070-035-08C-5D 7.00 7.40 8.00 35.0 456 1.01 36.0 81.60 7 K DON 6-9.99
DCN 075-038-08C-5D 7.50 7.90 8.00 375 48.1 1.01 36.0 84.10 7 K DCN 6-9.99
DCN 080-040-10C-5D 8.00 8.40 10.00 40,0 51.4 1.20 400 91.40 8 K DCN 6-9.99
DCN 085-043-10C-5D 850 8.90 10.00 425 53.9 1.20 40.0 93.90 8 K DON 6-9.99
DCN 090-045-10C-5D 9.00 9.40 10.00 450 56.8 125 40,0 96.80 9 K DCN 6-9.99
DCN 095-048-10C-5D 9,50 9.90 10.00 475 59.3 1.25 40.0 99.30 9 K DON 6-9.99

e For user guide and cutting conditions, see pages 556-570

() The SK DCN key is supplied with the insert

(2 Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
() Cutting diameter maximum

4 Seat size code

For inserts, see pages: FCP (546) » HCP-IQ (542)  ICK (543) o ICK-2M (545) * ICM (543) s ICP-2M (545)
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Indexable Head Drills with Y ' !

Coolant Holes and Cylindrical DON-DCX k7 S S - ——— 1 ~DCONMS h6 DF

Shanks, Drilling Depth 5xD S L ! '

DCN®  DCX? DCONMS  DF LU LPR PL LS OAL  SSC® @

DCN 060-030-12R-5D 6.00 6.40 12.00 16.00 31.1 44.0 1.09 45.0 89.00 6.0 K DCN 6-9.99-Y
DCN 065-033-12R-5D 6.50 6.90 12.00 16.00 34.2 46.8 1.18 45.0 91.80 6.5 K DCN 6-9.99-Y
DCN 070-035-12R-5D 7.00 7.40 12.00 16.00 36.3 49.6 1.27 45.0 94.60 7.0 K DCN 6-9.99
DCN 075-038-12R-5D 7.50 7.90 12.00 16.00 39.4 52.1 1.36 45.0 97.10 7.0 K DCN 6-9.99
DCN 080-040-12R-5D 8.00 8.40 12.00 16.00 415 55.4 1.46 45.0 100.40 8.0 K DCN 6-9.99
DCN 085-042-12R-5D 8.50 8.90 12.00 16.00 436 57.9 1.55 45.0 102.90 8.0 K DCN 6-9.99
DCN 090-045-12R-5D 9.00 9.40 12.00 16.00 46.6 60.8 1.64 45.0 105.80 9.0 K'DCN 6-9.99
DCN 095-048-12R-5D 9.50 9.90 12.00 16.00 49.7 63.3 178 45.0 108.30 9.0 K DCN 6-9.99
DCN 100-050-16R-5D 10.00 10.40 16.00 20.00 51.8 66.2 1.82 48.0 114.20 10.0 K DCN 10-13.99
DCN 105-053-16R-5D 10.50 10.90 16.00 20.00 54.9 68.7 1.91 48.0 116.70 10.0 K'DCN 10-13.99
DCN 110-055-16R-5D 11.00 11.40 16.00 20.00 57.0 71.6 2.00 48.0 119.60 11.0 K DCN 10-13.99
DCN 115-058-16R-5D 11.50 11.90 16.00 20.00 60.1 741 2.09 48.0 122.10 11.0 K DCN 10-13.99
DCN 120-060-16R-5D 12.00 12.40 16.00 20.00 62.2 77.0 2.18 48.0 125.00 12.0 K DCN 10-13.99
DCN 125-062-16R-5D 12.50 12.90 16.00 20.00 64.3 79.5 2.27 48.0 127.50 12.0 K DCN 10-13.99
DCN 130-065-16R-5D 13.00 13.40 16.00 20.00 67.4 82.6 2.37 48.0 130.60 13.0 K DCN 10-13.99
DCN 135-068-16R-5D 13.50 13.90 16.00 20.00 705 85.1 2.46 48.0 133.10 13.0 K DCN 10-13.99
DCN 140-070-16R-5D 14.00 14.40 16.00 20.00 72,6 90.2 2.55 48.0 138.20 14.0 K DCN 14-17.99
DCN 145-073-16R-5D 14.50 14.90 16.00 20.00 75.6 92.7 2.64 48.0 140.70 14.0 K DCN 14-17.99
DCN 150-075-20R-5D 15.00 15.90 20.00 25.00 .7 98.7 273 50.0 148.70 15.0 K DCN 14-17.99
DCN 160-080-20R-5D 16.00 16.90 20.00 25.00 82.9 106.3 291 50.0 156.30 16.0 K DCN 14-17.99
DCN 170-085-20R-5D 17.00 17.90 20.00 25.00 88.1 111.9 3.09 50.0 161.90 17.0 K DCN 14-17.99
DCN 180-090-25R-5D 18.00 18.90 25.00 32.00 93.3 1185 3.28 56.0 174.50 18.0 K DCN 18-21.99
DCN 190-095-25R-5D 19.00 19.90 25.00 32.00 98.5 125.0 3.46 56.0 181.00 19.0 K DCN 18-21.99
DCN 200-100-25R-5D 20.00 20.90 25.00 32.00 103.6 131.6 3.64 56.0 187.60 20.0 K DCN 18-21.99
DCN 210-105-25R-5D 21.00 21.90 25.00 32.00 108.8 138.2 3.82 56.0 194.20 21.0 K DCN 18-21.99
DCN 220-110-25R-5D 22.00 22.90 25.00 32.00 114.0 144.8 4.00 56.0 200.80 22.0 K DCN 22-26.99
DCN 230-115-32R-5D 23.00 23.90 32.00 42.00 119.2 151.4 419 60.0 211.40 230 K DCN 22-26.99
DCN 240-120-32R-5D 24.00 24.90 32.00 42.00 124.4 158.0 4.37 60.0 218.00 24.0 K DCN 22-26.99
DCN 250-125-32R-5D 25.00 25.90 32.00 42.00 129.6 164.5 4.55 60.0 224.50 25.0 K DCN 22-26.99
DCN 260-130-32R-5D 26.00 26.90 32.00 42.00 134.7 171.0 473 60.0 231.00 26.0 K DCN 22-26.99
DCN 270-135-32R-5D 27.00 27.90 32.00 42.00 139.9 177.7 491 60.0 237.70 27.0 K DCN 27-32.99
DCN 280-140-32R-5D 28.00 28.90 32.00 42.00 145.1 184.2 5.10 60.0 244.20 28.0 K DCN 27-32.99
DCN 290-145-32R-5D 29.00 29.90 32.00 42.00 150.3 190.8 5.28 60.0 250.80 29.0 K DCN 27-32.99
DCN 300-150-32R-5D 30.00 30.90 32.00 42.00 156.5 1974 5.46 60.0 257.40 30.0 K DCN 27-32.99
DCN 310-155-32R-5D 31.00 31.90 32.00 42.00 160.6 204.0 5.64 60.0 264.00 31.0 K DCN 27-32.99
DCN 320-160-32R-5D 32.00 32.90 32.00 42.00 165.8 210.5 5.82 60.0 270.50 32.0 K DCN 27-32.99

 For user guide and cutting conditions, see pages 556-570

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

() Cutting diameter maximum

() Seat size code
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For inserts, see pages: FCP (546) » HCP-IQ (542)  ICK (543) o ICK-2M (545) * ICM (543) » ICN (549) e ICP-2M (545) ¢ QCP-2M (544)
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Indexable Head Drills with _ @( 1 i }

Coolant Holes and One Flat DCN-DCX k7 =~ { | DCONMSre DF

Shank, Driling Depth 8xD o 2 L

DCN®  DCX? DCONMS  DF LU LPR PL LS OAL  SSC® @

DCN 060-048-12A-8D 6.00 6.40 12.00 16.00 49.1 62.0 1.09 45.0 107.00 6.0 K DCN 6-9.99-Y
DCN 065-052-12A-8D 6.50 6.90 12.00 16.00 53.2 66.3 1.18 45.0 111.30 6.5 K'DCN 6-9.99-Y
DCN 070-056-12A-8D 7.00 7.40 12.00 16.00 57.3 70.6 1.27 45.0 115.60 7.0 K'DCN 6-9.99

DCN 075-060-12A-8D 7.50 7.90 12.00 16.00 61.4 746 1.36 45.0 120.00 7.0 K'DCN 6-9.99

DCN 080-064-12A-8D 8.00 8.40 12.00 16.00 65.5 79.4 1.46 45.0 124.40 8.0 K'DCN 6-9.99

DCN 085-068-12A-8D 8.50 8.90 12.00 16.00 69.6 83.4 1.55 45.0 128.40 8.0 KDCN 6-9.99

DCN 090-072-12A-8D 9.00 9.40 12.00 16.00 736 87.8 1.64 45.0 132.80 9.0 K'DCN 6-9.99

DCN 095-076-12A-8D 9.50 9.90 12.00 16.00 7.7 91.8 1.78 45.0 136.80 9.0 K DCN 6-9.99

DCN 100-080-16A-8D 10.00 10.40 16.00 20.00 81.8 96.2 1.82 48.0 144,20 10.0 K'DCN 10-13.99
DCN 105-084-16A-8D 10.50 10.90 16.00 20.00 85.9 100.2 1.91 48.0 148.20 10.0 K'DCN 10-13.99
DCN 110-088-16A-8D 11.00 11.40 16.00 20.00 90.0 104.6 2.00 48.0 162.60 1.0 K'DCN 10-13.99
DCN 115-092-16A-8D 11.50 11.90 16.00 20.00 94.1 108.6 2.09 48.0 156.60 11.0 K'DCN 10-13.99
DCN 120-096-16A-8D 12.00 12.40 16.00 20.00 98.2 113.0 218 48.0 161.00 12.0 K'DCN 10-13.99
DCN 125-100-16A-8D 12.50 12.90 16.00 20.00 102.3 117.0 2271 48.0 165.00 12.0 K DCN 10-13.99
DCN 130-104-16A-8D 13.00 13.40 16.00 20.00 106.4 121.6 2.37 48.0 169.60 13.0 K'DCN 10-13.99
DCN 135-108-16A-8D 13.50 13.90 16.00 20.00 110.5 125.6 246 48.0 173.60 13.0 K'DCN 10-13.99
DCN 140-112-16A-8D 14.00 14.40 16.00 20.00 114.6 132.1 2.55 48.0 180.10 14.0 K'DCN 14-17.99
DCN 145-116-16A-8D 14.50 14.90 16.00 20.00 118.6 136.2 2.64 48.0 184.20 14.0 KDCN 14-17.99
DCN 150-120-20A-8D 15.00 16.90 20.00 25.00 122.7 143.7 2.73 50.0 193.70 16.0 K'DCN 14-17.99
DCN 160-128-20A-8D 16.00 16.90 20.00 25.00 130.9 1563.3 291 50.0 203.30 16.0 K DCN 14-17.99
DCN 170-136-20A-8D 17.00 17.90 20.00 25,00 139.1 162.9 3.09 50.0 212.90 17.0 K'DCN 14-17.99
DCN 180-144-25A-8D 18.00 18.90 25.00 32.00 147.3 172.5 3.28 56.0 228.50 18.0 K'DCN 18-21.99
DCN 190-152-25A-8D 19.00 19.90 25.00 32.00 185.5 182.0 3.46 56.0 238.00 19.0 K'DCN 18-21.99
DCN 200-160-25A-8D 20.00 20.90 25.00 32.00 163.6 191.6 3.64 56.0 247.60 20.0 K'DCN 18-21.99
DCN 210-168-25A-8D 21.00 21.90 25.00 32.00 171.8 201.2 3.82 56.0 257.20 21.0 K'DCN 18-21.99
DCN 220-176-25A-8D 22.00 22.90 25.00 32.00 180.0 210.8 4.00 56.0 266.80 22.0 K'DCN 22-26.99
DCN 230-184-32A-8D 23.00 23.90 32.00 42,00 188.2 220.4 419 60.0 280.40 23.0 K'DCN 22-26.99
DCN 240-192-32A-8D 24.00 24.90 32.00 42,00 196.4 230.0 4.37 60.0 290.00 24.0 K DCN 22-26.99
DCN 250-200-32A-8D 25.00 25.90 32.00 42.00 204.6 239.5 4.55 60.0 299.50 25.0 K'DCN 22-26.99
DCN 260-208-32A-8D 26.00 26.90 32.00 42,00 212.7 249.3 473 60.0 309.30 26.0 K'DCN 22-26.99
DCN 270-216-32A-8D 27.00 27.90 32.00 42.00 220.9 258.6 491 60.0 318.60 270 K'DON 27-32.99
DCN 280-224-32A-8D 28.00 28.90 32.00 42,00 2291 268.2 5.10 60.0 328.20 28.0 K'DCN 27-32.99
DCN 290-232-32A-8D 29.00 29.90 32.00 42,00 237.3 2778 5.28 60.0 337.80 29.0 K'DCN 27-32.99
DCN 300-240-32A-8D 30.00 30.90 32.00 42.00 245.5 287.4 5.46 60.0 347.40 30.0 K'DCN 27-32.99
DCN 310-248-32A-8D 31.00 31.90 32.00 42,00 253.6 297.0 5.64 60.0 357.00 31.0 K'DCN 27-32.99
DCN 320-256-32A-8D 32.00 32.90 32.00 42.00 261.8 306.5 5.82 60.0 366.50 32.0 K DCN 27-32.99
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 Prior to using the 8xD drill, it is recommended to drill a pre-hole by using a DCN 1.5xD drill or a centering drill. It is not required if HCP drilling head is used
® For user guide and cutting conditions, see pages 556-570

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

(2 Cutting diameter maximum

@) Seat size code

For inserts, see pages: FCP (546) ® HCP-IQ (542) e ICK (543) * ICK-2M (545) ¢ ICM (543) * ICN (549) ¢ ICP-2M (545) » QCP-2M (544)
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Indexable Head Drills with r 0 1 1 0
Coolant Holes and a Cylindrical DCN-DCX k7 — i DCOTMShS DF e
Shank, Drilling Depth 8xD U . - '
T LL]
5
DCN®  DCX® DCONMS  DF LU LPR PL LS OAL  ssc® @
DCN 060-048-12R-8D 6.00 6.40 12.00 16.00 491 62.0 100 450 107.00 60  KDCNG69.99Y
DCN 065-052-12R-8D 6.50 690 1200 16,00 532 663 118 450 11130 65  KDONG69.99-Y L]
DCN 070-056-12R-8D 7.00 7.40 12.00 16.00 57.3 70.6 1.27 450 115.60 7.0 K DCN 6-9.99 D
DCN 075-060-12R-8D 7.50 7.90 12.00 16.00 61.4 74.6 1.36 45,0 120.00 7.0 K DCN 6-9.99
DCN 080-064-12R-8D 800 840 12,00 16,00 655 794 146 450 124.40 80  KDON6999 Z
DCN 085-068-12R-8D 8.50 8.90 12.00 16.00 69.6 83.4 1.55 450 128.40 8.0 K DCN 6-9.99
DCN 090-072-12R-8D 9.00 9.40 12.00 16.00 73.6 87.8 1.64 45,0 132.80 9.0 K DCN 6-9.99
DCN 095-076-12R-8D 9.50 9.90 12.00 16,00 777 918 173 450 136.80 90  KDON6-999
DCN 100-080-16R-8D 10.00 10.40 16.00 20.00 81.8 96.2 1.82 48.0 144.20 10.0 K DCN 10-13.99
DCN 105-084-16R-8D 10.50 10.90 16.00 20.00 85.9 100.2 1.91 48,0 148.20 10.0 K DCN 10-13.99
DCN 110-088-16R-8D 11.00 11.40 16,00 20,00 %0 1046 200 480 152,60 10 KDON10-18.99
DCN 115-092-16R-8D 11.50 11.90 16.00 20.00 94.1 108.6 2.09 48,0 156.60 11.0 K DCN 10-13.99
DCN 120-096-16R-8D 12.00 12.40 16.00 20.00 98.2 113.0 2.18 48,0 161.00 12.0 K DCN 10-13.99
DCN 125-100-16R-8D 12.50 12.90 16.00 20.00 102.3 117.0 2.27 48.0 165.00 12.0 K DCN 10-13.99
DCN 130-104-16R-8D 13.00 13.40 16.00 20.00 106.4 121.6 2.37 48.0 169.60 13.0 K DCN 10-13.99
DCN 135-108-16R-8D 13.50 13.90 16.00 20.00 1105 125.6 2.46 48,0 173.60 13.0 K DCN 10-13.99
DCN 140-112-16R-8D 14.00 14.40 16.00 20.00 114.6 132.1 2.55 48.0 180.10 14.0 K DCN 14-17.99
DCN 145-116-16R-8D 14.50 14.90 16.00 20.00 118.6 136.2 2.64 48.0 184.20 14.0 K DCN 14-17.99
DCN 150-120-20R-8D 15.00 15.90 20.00 25.00 122.7 1437 2.73 50.0 193.70 15.0 K DCN 14-17.99
DCN 160-128-20R-8D 16.00 16.90 2000 25,00 1309 1533 291 500 20330 160  KDON14-17.99
DCN 170-136-20R-8D 17.00 17.90 20.00 25.00 139.1 162.9 3.09 50.0 212.90 17.0 K DCN 14-17.99
DCN 180-144-25R-8D 18.00 18.90 25.00 32.00 1473 1725 3.28 56.0 228.50 18.0 K DCN 18-21.99
DCN 190-152-25R-8D 19.00 19.90 25,00 32,00 155.5 1820 3.46 560 23800 190 KDON18:21.99
DCN 200-160-25R-8D 20.00 20.90 25.00 32.00 163.6 191.6 3.64 56.0 247.60 20.0 K DCN 18-21.99
DCN 210-168-25R-8D 21.00 21.90 25.00 32.00 171.8 201.2 3.82 56.0 257.20 21.0 K DCN 18-21.99
DCN 220-176-25R-8D 200 2290 25,00 32,00 1800 2108 4,00 560 26680 220 KDON22-2699
DCN 230-184-32R-8D 23.00 23.90 32.00 42.00 188.2 220.4 419 60.0 280.40 23.0 K DCN 22-26.99
DCN 240-192-32R-8D 24.00 24.90 32.00 42.00 196.4 230.0 437 60.0 290.00 24.0 K DCN 22-26.99
DCN 250-200-32R-8D %500 2590 32.00 42,00 2046 2395 455 600 29950 250  KDON 222699
DCN 260-208-32R-8D 26.00 26.90 32.00 42.00 212.7 249.3 473 60.0 309.30 26.0 K DCN 22-26.99
DCN 270-216-32R-8D 2700 2790 32.00 42,00 209 2586 491 600 31860 270  KDON27-32.99
DCN 280-224-32R-8D 28.00 28.90 32.00 42.00 2291 268.2 510 60.0 328.20 28.0 K DCN 27-32.99
DCN 290-232-32R-8D 29.00 29.90 32.00 42.00 237.3 277.8 5.28 60.0 337.80 29.0 K DCN 27-32.99
DCN 300-240-32R-8D 30.00 30.90 32.00 42.00 245.5 287.4 5.46 60.0 347.40 30.0 K DCN 27-32.99
DCN 310-248-32R-8D 300 3190 32,00 42,00 2536 2970 5.64 600 35700 310 KDON27-3299
DCN 320-256-32R-8D 200 3290 32.00 42,00 2618 3065 5.8 600 36650 320  KDON27-32.99

e Prior to using the 8xD drill, it is recommended to drill a pre-hole by using a DCN 1.5xD drill or a centering drill. It is not required if HCP drilling head is used
e For user guide and cutting conditions, see pages 556-570

) Cutting diameter minimum Do not mount smaller drilling heads other than the specified range of the drill body

(2 Cutting diameter maximum

@) Seat size code

For inserts, see pages: FCP (546) » HCP-1Q (542)  ICK (543) ¢ ICK-2M (545) » ICM (543)  ICN (549) » ICP-2M (545)  QCP-2M (544)
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o=
L 4 11 ]




SUMOGCHAM v
DCN R-12D A pe—ai : —LS— o] %

Indexable Head Drills with ] ‘ 1

Coolant Holes and a Cylindrical | DCN-DCX K7 @Q j\r@} DCO’;‘MSHG DF

Shank, Driling Depth 12xD 4 Lﬂ '

DCN®  DCX? DCONMS  DF LU LPR PL LS OAL  SSC® @

DCN 080-096-12R-12D 8.00 8.40 12.00 16.00 97.5 114 1.46 45.0 166.40 8.0 K'DCN 6-9.99

DCN 085-102-12R-12D 8.50 8.90 12.00 16.00 103.6 174 1.55 45.0 162.40 8.0 K DCN 6-9.99

DCN 090-108-12R-12D 9.00 9.40 12.00 16.00 109.6 123.8 1.64 45.0 168.80 9.0 K'DCN 6-9.99

DCN 095-114-12R-12D 9.50 9.90 12.00 16.00 116.7 129.8 1.78 45.0 174.80 9.0 K'DCN 6-9.99

DCN 100-120-16R-12D 10.00 10.40 16.00 20.00 121.8 136.2 1.82 48.0 184.20 10.0 K'DCN 10-13.99
DCN 105-126-16R-12D 10.50 10.90 16.00 20.00 127.9 142.2 1.91 48.0 190.20 10.0 K'DCN 10-13.99
DCN 110-132-16R-12D 11.00 11.40 16.00 20.00 134.0 148.6 2.00 48.0 196.60 11.0 K'DCN 10-13.99
DCN 115-138-16R-12D 11.50 11.90 16.00 20.00 140.1 154.6 2.09 48.0 202.60 11.0 K'DCN 10-13.99
DCN 120-144-16R-12D 12.00 12.40 16.00 20.00 146.2 161.0 2.18 48.0 209.00 12.0 K'DCN 10-13.99
DCN 125-150-16R-12D 12.50 12.90 16.00 20.00 162.3 167.0 2271 48.0 215.00 12.0 K'DCN 10-13.99
DCN 130-156-16R-12D 13.00 13.40 16.00 20.00 168.4 173.6 2.37 48.0 221.60 13.0 K'DCN 10-13.99
DCN 135-162-16R-12D 13.50 13.90 16.00 20.00 164.5 179.0 2.46 48.0 227.00 13.0 K'DCN 10-13.99
DCN 140-168-16R-12D 14.00 14.40 16.00 20.00 170.6 188.0 2.55 48.0 236.00 14.0 K'DCN 14-17.99
DCN 145-174-16R-12D 14.50 14.90 16.00 20.00 176.6 194.0 2.64 48.0 242.00 14.0 K DCN 14-17.99
DCN 150-180-20R-12D 15.00 156.90 20.00 25,00 182.7 203.7 2.73 50.0 253.73 16.0 K'DCN 14-17.99
DCN 160-192-20R-12D 16.00 16.90 20.00 25.00 194.9 2173 291 50.0 267.30 16.0 K'DCN 14-17.99
DCN 170-204-20R-12D 17.00 17.90 20.00 25.00 2071 2309 3.09 50.0 280.90 17.0 K'DCN 14-17.99
DCN 180-216-25R-12D 18.00 18.90 25.00 32.00 219.3 244.5 3.28 56.0 300.50 18.0 KDCN 18-21.99
DCN 190-228-25R-12D 19.00 19.90 25.00 32.00 2315 258.0 3.46 56.0 314.00 19.0 KDCN 18-21.99
DCN 200-240-25R-12D 20.00 20.90 25.00 32.00 243.6 271.6 3.64 56.0 327.60 20.0 K DCN 18-21.99
DCN 210-252-25R-12D 21.00 21.90 25.00 32.00 256.8 285.2 3.82 56.0 341.20 21.0 K'DCN 18-21.99
DCN 220-264-25R-12D 22.00 22.90 25.00 32.00 268.0 298.8 4.00 56.0 354.80 22.0 K'DCN 22-26.99
DCN 230-276-32R-12D 23.00 23.90 32.00 42.00 280.2 3024 419 60.0 362.40 23.0 K'DCN 22-26.99
DCN 240-288-32R-12D 24.00 24.90 32.00 42,00 292.4 326.0 4.37 60.0 386.00 24.0 KDCN 22-26.99
DCN 250-300-32R-12D 25.00 25.90 32.00 42.00 304.6 339.5 4.55 60.0 399.50 25.0 K'DCN 22-26.99
DCN 260-312-32R-12D 26.00 26.90 32.00 42.00 316.7 381.1 4.00 60.0 441.10 26.0 K'DCN 22-26.99
DCN 290-348-32R-12D 29.00 29.90 32.00 42,00 353.3 418.8 4.40 60.0 478.80 29.0 K'DCN 27-32.99
DCN 310-372-32R-12D 31.00 31.90 32.00 42,00 377.6 444.0 4.75 60.0 504.00 31.0 K'DON 27-32.99
DCN 320-384-32R-12D 32.00 32.90 32.00 42.00 389.8 456.5 4.85 60.0 516.50 32.0 KDCN 27-32.99
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® Prior to using the 12xD drill, it is recommended to drill a pre-hole by using a DCN 1.5xD drill or a centering drill. The HCP drilling head may eliminate the need for a pre-hole
® For user guide and cutting conditions, see pages 556-570

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

(2 Cutting diameter maximum

() Seat size code

For inserts, see pages: FCP (546) » HCP-IQ (542)  ICK (543) o ICK-2M (545) * ICM (543) o ICN (549)  ICP-2M (545) « QCP-2M (544)

RN

1.5xD 3xD 5xD 8xD 12xD
Standard Tools
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DCNM DCN-DCX — |77,7 H:IHI]]EH,THSZMS DCONMS as
Modular SUMOCHAM Drill with v — ¢ D
FLEXFIT Connection for Multi-
Spindle and Swiss-type Machines LL]
—
DCN® DCX® DCONMS LU L PL OAL SSce THSZMS @ m
DCNM 060-018-M12-3D 6.00 6.40 25.00 22.0 420 0.96 64.00 6 M12 K DCN 6-9.99-Y §
DCNM 065-020-M12-3D 6.50 6.90 25.00 24.3 443 118 66.30 6.5 M12 K DCN 6-9.99-Y
DCNM 070-021-M12-3D 7.00 7.40 25.00 25.6 456 1.01 67.60 7 M12 K DCN 6-9.99 LIJ
DCNM 075-023-M12-3D 7.50 7.90 25.00 27.6 47.6 1.10 69.60 7 M12 K DCN 6-9.99 D
DCNM 080-024-M12-3D 8.00 8.40 25.00 29.4 49.4 1.20 71.40 8 Mi12 K DCN 6-9.99 Z
DCNM 085-025-M12-3D 8.50 8.90 25.00 30.4 50.4 1.29 72.40 8 M12 K DCN 6-9.99 —
DCNM 090-027-M12-3D 9.00 9.40 25.00 32.8 52.8 1.35 74.80 9 M12 K DCN 6-9.99
DCNM 095-029-M12-3D 9.50 9.90 25.00 34.8 54.8 1.44 76.80 9 M12 K DCN 6-9.99
DCNM 100-030-M12-3D 10.00 10.40 25.00 36.2 56.2 1.50 78.20 10 M12 K DCN 10-13.99
DCNM 105-032-M12-3D 10.50 10.90 25.00 38.2 58.2 1.59 80.20 10 M12 K DCN 10-13.99
DCNM 110-033-M12-3D 11.00 11.40 25.00 39.6 59.6 1.67 81.60 11 Mi12 K DCN 10-13.99
DCNM 115-035-M12-3D 11.50 11.90 25.00 41.6 61.6 1.76 83.60 11 M12 K DCN 10-13.99
DCNM 120-036-M12-3D 12.00 12.40 25.00 43.0 63.0 1.82 85.00 12 M12 K DCN 10-13.99
DCNM 125-037-M12-3D 12.50 12.90 25.00 44.0 64.0 1.91 86.00 12 M12 K DCN 10-13.99
DCNM 130-039-M12-3D 13.00 13.40 25.00 46.6 66.6 1.96 88.60 13 M12 K DCN 10-13.99
DCNM 135-041-M12-3D 13.50 13.90 25.00 48.6 68.6 2.05 90.60 13 M12 K DCN 10-13.99
DCNM 140-042-M12-3D 14.00 14.40 25.00 50.2 702 212 92.15 14 M12 K DCN 14-17.99
DCNM 145-044-M12-3D 14.50 14.90 25.00 52.2 72.2 2.21 94.15 14 M12 K DCN 14-17.99
DCNM 150-045-M12-3D 15.00 15.90 25.00 53.7 73.7 2.27 95.73 15 M12 K DCN 14-17.99
DCNM 160-048-M12-3D 16.00 16.90 25.00 57.3 77.3 242 99.30 16 M12 K DCN 14-17.99
DCNM 170-051-M12-3D 17.00 17.90 25.00 60.9 80.9 2.59 102.90 17 M12 K DCN 14-17.99
DCNM 180-054-M12-3D 18.00 18.90 25.00 64.5 84.5 2.73 106.50 18 M12 K DCN 18-21.99
DCNM 190-057-M12-3D 19.00 19.90 25.00 68.0 88.0 2.88 110.00 19 Mi12 K DCN 18-21.99
DCNM 200-060-M12-3D 20.00 20.90 25.00 71.6 91.6 3.02 113.60 20 M12 K DCN 18-21.99

e Prior to using the 12xD drill, it is recommended to drill a pre-hole by using a DCN 1.5xD drill or a centering drill. The HCP drilling head may eliminate the need for a pre-hole
* For user guide and cutting conditions, see pages 556-570

) Cutting diameter minimum

(2 Cutting diameter maximum

@) Seat size code

For inserts, see pages: FCP (546) » HCP-1Q (542)  ICK (543) o ICK-2M (545) » ICM (543) » ICP-2M (545)
For holders, see pages: C#-ODP (FLEXFIT) (1001) ¢ ER-ODP (1048) » FLEXFIT HOLDER (541) » HSK A-ODP (FLEXFIT) (309)

FLEXFi7

WSC 3 FLATS
FLEXFIT HOLDER 1 r / Mi2 r
FLEXFIT Threaded Modular Shank

f;
with 3 Flats for Side Clamping | - DCONWS WE ffffffff  DCONMS

DCONWS OAL WSCH)
FLEXFIT 160-HOLDER-DCN-MS 16.00 36.00 75
FLEXFIT 1905-HOLDER-DCNMS 19.05 36.00 8.5
FLEXFIT 200-HOLDER-DCN-MS 20.00 36.00 85
FLEXFIT 220-HOLDER-DCN-MS 22.00 48.00 95
FLEXFIT 250-HOLDER-DCN-MS 25.00 54.00 11.0
FLEXFIT 254-HOLDER-DCN-MS 25.40 54.00 11.0

) For all 3 flats

For tools, see pages: DCNM (541)

Member IMC Group
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CHAMDRILL LINE

HCP-IQ

Exchangeable DCN Drill
Self-Centering Heads for
Alloy Steel and Cast Iron

Designation

Il

Dimensions ©

]

DC® LPR LF PL CHW KCH ssct ©
6.00-6.40 4.00 2.4 1.65 0.29 30 6.0 [}
6.50-6.90 4.30 2.6 1.67 0.29 30 6.5 (]
7.00-7.90 4.60 2.8 1.77 0.35 30 7.0 o
8.00-8.90 5.40 3.2 2.16 0.40 30 8.0 o
9.00-9.90 5.80 3.6 2.25 0.46 30 9.0 .
10.00-10.90 6.20 35 2.72 0.46 30 10.0 [}
11.00-11.90 6.60 3.9 2.75 0.52 30 11.0 [}
12.00-12.90 7.00 3.8 3.16 0.52 30 12.0 (]
13.00-13.90 7.60 41 351 0.58 30 138.0 o
14.00-14.90 8.15 4.5 3.63 0.64 30 14.0 o
15.00-15.90 8.73 4.9 3.88 0.69 30 15.0 (]
16.00-16.90 9.30 5.4 3.91 0.64 30 16.0 o
17.00-17.90 9.90 58 4.57 0.87 30 17.0 [}
18.00-18.90 10.50 5.8 4.66 0.81 30 18.0 (]
19.00-19.90 11.00 6.3 4.66 0.75 30 19.0 o
20.00-20.90 11.60 6.8 4.81 0.58 30 20.0 o
21.00-21.90 12.18 7.2 4.94 0.69 30 21.0 o
22.00-22.90 12.76 7.6 5.20 0.69 30 22.0 o
23.00-23.90 13.33 7.9 5.28 0.75 30 23.0 [}
24.00-24.90 13.90 8.3 5.63 0.81 30 24.0 (]
25.00-25.90 14.50 8.5 5.70 0.64 30 25.0 o
26.00-26.90 15.07 9.1 5.95 0.58 30 26.0 o
27.00-27.90 15.65 9.5 6.20 0.64 30 27.0 (]
28.00-28.90 16.22 9.8 6.42 0.64 30 28.0 o
29.00-29.90 16.80 10.2 6.64 0.64 30 29.0 (]
30.00-30.90 17.38 10.5 6.88 0.69 30 30.0 (]
31.00-31.90 17.96 11 6.96 0.69 30 31.0 o
32.00-32.90 18.54 11.2 7.34 0.75 30 32.0 o

® The drilling heads are available in increments of 0.1 mm for the 6.0-25.9 diameters and in increments of 0.5 mm for the 26.0 mm and larger ® Ordering example for the HCP
10.3 mm drilling head: HCP 103-1Q

() Seat size code

For tools, see pages: DCN C-3D (531) » DCN C-5D (536) ® DCNM (541) » MNG-7/8D (555) » MNSNT (730) » DCN A-1.5D (528) » DCN R-1.5D (529)  DCN A-3D (530)
« DCN R-3D (532) » DCNS-3D (533)  DCN A-5D (535) » DCN R-5D (537) » DCNS-5D (534)  DCN A-8D (538) » DCN R-8D (639) » DCN R-12D (540) » MNC (554)

MNCNT-T2 (729)

1

ISCAR
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ICPAICM\ICK f
Exchangeable DCN Drill Heads b :I
DC SIG D:
O
e LL]
—
g m
g | 5 ;E
& 1)
Designation DCm LPR SSC®@ SIG @ o S
4.0-4.4 3.40 4.0 140 SK DCN 4-4.99 o I—IJ
4.5-4.9 35 4.5 140 SK DCN 4-4.99 o D
5.0-5.4 3.70 5.0 140 SK DCN 5-5.99 o Z
5.5-5.9 3.85 55 140 SK DCN 5-5.99 o —_—
6.0-6.4 4.00 6.0 140 o
6.5-6.9 4.30 6.0 140 )
7.0-7.9 4.60 7.0 140 o o
8.0-8.9 5.40 8.0 140 o o
9.0-9.9 5.80 9.0 140 ° °
10.0-10.9 6.20 10.0 140 ° °
11.0-11.9 6.60 11.0 140 o [
12.0-12.9 7.00 12.0 140 o o
13.0-13.9 7.60 138.0 140 ° o
14.0-14.9 8.15 14.0 140 o o
15.0-15.9 8.73 15.0 140 ° °
16.0-16.9 9.30 16.0 140 ° °
17.0-17.9 9.90 17.0 140 o o
18.0-18.9 10.50 18.0 140 ° °
19.0-19.9 11.00 19.0 140 ° °
20.0-20.9 11.60 20.0 140 [ o
21.0-21.9 12.20 21.0 140 ° °
22.0-22.9 12.80 22.0 140 ° °
23.0-23.9 18.40 23.0 140 o o
24.0-24.9 14.00 24.0 140 ° °
25.0-25.9 14.50 25.0 140 ° °
26.00-26.9 15.30 26.0 140 o
27.00-27.9 16.20 27.0 140 °
28.00-28.9 17.00 28.0 140 )
29.00-29.9 17.90 29.0 140 o
30.00-30.9 18.70 30.0 140 )
31.00-31.9 19.60 31.0 140 )
32.00-32.9 20.40 32.0 140 )

¢ ICP for use on carbon and alloy steel (ISO P). The drill head has a honed cutting edge

¢ ICM for use on stainless and high temperature alloys (ISO M). The drill head features a T-land on the cutting edge
¢ ICK for use on cast iron (ISO K). The drill head is produced with a ground chamfer and a honed cutting edge

* |C907 is available for several ICM and ICK drilling heads

™ Drilling heads are available in increments of 0.1 mm

@ Seat size code

® 1C907 is available for select inserts only

For tools, see pages: DCN C-3D (531) » DCN C-5D (536) » DCNM (541)  DCNT (M8-M24) (613) ® MNSNT (730)  DCN A-1.5D (528) ® DCN R-1.5D (529) ® MNCNT-T2
(729) « DCN A-3D (530) » DCN R-3D (532) » DCNS-3D (533) ¢ DCN A-5D (535) ¢ DCN R-5D (537) » DCNS-5D (534) » DCN A-8D (538) » DCN R-8D (539) » DCN R-12D
(540)

Member IMC Group
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CHAMDRILL LINE
QCP-2M

Double Margin Drilling Heads for
DCN Dirills for Machining Steel
with High Surface Finish Results

I<LPR

¥

i

Designation

™ Drilling heads are available in increments of 0.1 mm
@ Seat size code
* Can provide high surface finish of up to 1.6 Ra hole cylindricity and straightness of up to 0.05 mm

Dimensions
©
&
DCw LPR SIG SSC@ O
8.00-8.90 5.40 136 8.0 °
9.00-9.90 5.80 136 9.0 °
10.00-10.90 6.79 136 10.0 o
11.00-11.90 7.25 136 11.0 o
12.00-12.90 7.63 136 12.0 o
13.00-13.90 8.35 136 138.0 °
14.00-14.90 8.96 136 14.0 o
15.00-15.90 9.64 136 15.0 o
16.00-16.90 10.27 136 16.0 °
17.00-17.90 10.88 136 17.0 °
18.00-18.90 11.65 136 18.0 °
19.00-19.90 12.11 136 19.0 °
20.00-20.90 12.82 136 20.0 o
21.00-21.90 13.40 136 21.0 o
22.00-22.90 14.04 136 22.0 °
23.00-23.90 14.71 136 23.0 o
24.00-24.90 15.3il 136 24.0 °
25.00-25.90 15.98 136 25.0 o

For tools, see pages: DCN A-1.5D (528) » DCN A-3D (530) » DCN A-5D (535) » DCN A-8D (538) » DCN R-1.5D (529)  DCN R-12D (540) « DCN R-3D (532) ¢ DCN R-5D

(5637) » DCN R-8D (539) ® DCNS-3D (533) ® DCNS-5D (534) ® DCNT (M8-M24) (613) « MNCNT-T2 (729) « MNSNT (730)

ISCAR
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ICP-2M\ICK-2M - ~ 1
Double Margin Drilling Headslf(l)r e sic —
DCN Drills for High Surface Finish l D:
N . S
—
Dimensions m
o =
Designation DCw LPR SIG SSc® O L]
6.0-6.4 4.00 140 6.0 ° D

6.5-6.9 4.30 140 6.5 °
7.00-7.90 4.60 140 7.0 o Z
8.00-8.90 5.40 140 8.0 . _

9.00-9.90 5.80 140 9.0 o

10.00-10.90 6.20 140 10.0 °

11.00-11.90 6.60 140 11.0 °

12.00-12.90 7.00 140 12.0 °

13.00-13.90 7.60 140 13.0 o

14.00-14.90 8.15 140 14.0 [}

15.00-15.90 8.73 140 15.0 [

16.00-16.90 9.30 140 16.0 °

17.00-17.90 9.90 140 17.0 °

18.00-18.90 10.50 140 18.0 [

19.00-19.90 11.00 140 19.0 o

20.00-20.90 11.60 140 20.0 °

21.00-21.90 12.20 140 21.0 °

22.00-22.90 12.80 140 22.0 °

23.00-23.90 13.30 140 23.0 °

24.00-24.90 13.90 140 24.0 °

25.00-25.90 14.50 140 25.0 [

¢ ICP for use on carbon and alloy steel (ISO P).
The drill head has a honed cutting edge
¢ ICK for use on cast iron (ISO K).
The drill head is produced with a ground chamfer and a honed cutting edge
e Can provide high surface finish of up to 1.6 Ra; hole cylindricity and
straightness of up to 0.05 mm
® Ordering example for the ICP 13.3 mm drilling head: ICP 133-2M 1C908
™ Drilling heads are available in increments of 0.1 mm

@ Seat size code

Additional Margin

For tools, see pages: DCN A-1.5D (528) « DCN A-3D (530) * DCN A-5D (535) » DCN A-8D (538) ® DON C-3D (531)  DCN C-5D (536)  DCN R-1.5D (529) ® DCN
R-12D (540) » DCN R-3D (532) » DCN R-5D (537) ® DCN R-8D (539) ® DCNM (541) ¢ DCNS-3D (533) « DCNS-5D (534)  DCNT (M8-M24) (613) ® MNCNT-T2 (729)
MNSNT (730)

Member IMC Group
o=
L 4 11 ]




N Sl{MOOHAM . Ko CHW
— 0 )t IEIE %
SN Exchangeable Flat Bottom DCN | L
m Drill Heads for Steel and Cast -Be——"\3-PDD DC
D Iron (ISO P and ISO K Materials) ‘j
,‘ tF! kﬂ—
LI_I > LPR e
—
m Dimensions
[eo]
;E 2
Designation DC PDD PL LPR LF CHW ssct KCH =
I-u 6.00-6.40 1.15 0.61 3.01 2.40 0.23 6.0 60 o
D 6.50-6.90 1.54 0.68 3.28 2.60 0.23 6.5 60 °
Z 7.00-7.40 1.54 0.68 3.58 2.90 0.23 7.0 60 .
= 7.50-7.90 1.54 0.68 3.58 2.90 0.23 7.0 60 °
8.00-8.90 2.44 1.09 4.39 3.30 0.40 8.0 60 .
9.00-9.90 2.55 1.11 4.61 3.50 0.40 9.0 60 .
10.00-10.90 2.89 1.17 4.87 3.70 0.40 10.0 60 °
11.00-11.90 2.98 1.25 5.05 3.80 0.40 11.0 60 .
12.00-12.90 3.13 1.26 5.36 410 0.40 12.0 60 o
13.00-13.90 3.52 1.28 5.68 4.40 0.40 13.0 60 .
14.00-14.90 3.81 1.31 6.11 4.80 0.40 14.0 60 °
15.00-15.90 4.24 1.35 6.58 5.23 0.40 15.0 60 .
16.00-16.90 4.06 1.39 6.99 5.60 0.40 16.0 60 .
17.00-17.90 414 1.40 7.30 5.90 0.40 17.0 60 °
18.00-18.90 4.16 1.42 7.60 6.18 0.40 18.0 60 .
19.00-19.90 4.25 1.44 7.94 6.50 0.40 19.0 60 °
20.00-20.90 6.56 1.77 9.27 7.50 0.40 20.0 60 .
21.00-21.90 6.92 1.79 9.69 7.90 0.40 21.0 60 °
22.00-22.90 713 1.81 10.01 8.20 0.40 22.0 60 o
23.00-23.90 7.42 1.83 10.43 8.60 0.40 23.0 60 °
24.00-24.90 7.45 1.86 10.86 9.00 0.40 24.0 60 °
25.00-25.90 7.54 1.90 11.30 9.40 0.40 25.0 60 °
26.00-26.90 8.00 1.99 11.69 9.70 0.40 26.0 60 .
27.00-27.90 8.10 2.05 12.45 10.40 0.40 27.0 60 °
28.00-28.90 8.80 2.15 12.65 10.50 0.40 28.0 60 .
29.00-29.90 9.00 2.20 13.00 10.80 0.40 29.0 60 °
30.00-30.90 9.10 2.15 13.55 11.40 0.40 30.0 60 o
31.00-31.90 9.10 2.18 13.88 11.70 0.40 31.0 60 °
32.00-32.90 9.80 2.21 14.10 12.30 0.40 32.0 60 °

® The drilling heads are available in increments of 0.1 mm for the 8.0-25.9 diameters and in increments of 0.5 mm for the 26.0 mm and larger e Ordering example for the FCP
10.3 mm drilling head: FCP 103
() Seat size code

For tools, see pages: DCN A-1.5D (528) » DCN A-3D (530) » DCN A-5D (535) » DCN A-8D (538) » DCN C-3D (531) ® DCN C-5D (536) » DCN R-1.5D (529)  DCN R-12D
(540) » DCN R-3D (532) » DCN R-5D (537) » DCN R-8D (539) * DCNM (541) » DCNS-3D (533) « DCNS-5D (534)

ISCAR
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ICG 1

Exchangeable Chip Splitting -—

Drill Heads for Stainless D:

and Alloyed Steel ()

LL]

—

Dimensions m

= LLI
S

Designation DC LPR PL SSc LF SIG e D

ICG 140 14.00 7.85 2.77 14.0 5.08 130 ° Z

ICG 142 14.20 7.85 2.77 14.0 5.08 130 . e
ICG 145 14.50 7.85 2.77 14.0 5.08 130 °
ICG 150 15.00 8.43 2.98 15.0 5.45 130 °
ICG 155 15.50 8.43 2.98 15.0 5.45 130 [
ICG 160 16.00 9.00 3.19 16.0 5.81 130 o
ICG 163 16.30 9.00 3.19 16.0 5.81 130 °
ICG 165 16.50 9.00 3.19 16.0 5.81 130 [
ICG 170 17.00 9.60 3.40 17.0 6.20 130 °
ICG 175 17.50 9.60 3.40 17.0 6.20 130 °
ICG 177 17.70 9.60 3.40 17.0 6.20 130 o
ICG 180 18.00 10.20 3.60 18.0 6.60 130 °
ICG 185 18.50 10.20 3.60 18.0 6.60 130 °
ICG 190 19.00 10.70 3.81 19.0 6.89 130 o
ICG 193 19.30 10.70 3.81 19.0 6.89 130 °
ICG 195 19.50 10.70 3.81 19.0 6.89 130 °
ICG 200 20.00 11.20 3.98 20.0 7.22 130 [
ICG 203 20.30 11.20 3.98 20.0 7.22 130 °
ICG 205 20.50 11.20 3.98 20.0 7.22 130 °
ICG 210 21.00 11.78 413 21.0 7.65 130 °
ICG 215 21.50 11.78 413 21.0 7.65 130 °
ICG 220 22,00 12.36 4,31 22.0 8.05 130 °
ICG 225 22.50 12.36 4.31 22.0 8.05 130 o
ICG 230 23.00 12.93 4.49 23.0 8.44 130 °
ICG 235 2350 12,93 4,49 23.0 8.44 130 °
ICG 240 24.00 13.50 4.69 24.0 8.81 130 o
ICG 245 24.50 13.50 4.69 24.0 8.81 130 °
ICG 250 25,00 14,10 4.92 25.0 9.18 130 °
ICG 253 25.30 1410 4.92 250 9.18 130 °
ICG 257 25.70 14,10 4.92 25.0 9.18 130 °
ICG 259 25.90 1410 492 25.0 9.18 130 o

M) Seat size code

For tools, see pages: DON A-1.5D (528) « DCN A-3D (530)  DCN A-5D (535) « DCN A-8D (538)  DCN R-1.5D (529) » DCN R-12D (540)  DCN R-3D (532) » DCN R-5D
(537) » DCN R-8D (539) » DCNS-3D (533) ¢ DCNS-5D (534) « DCNT (M8-M24) (613) ® MNC (554) « MNCNT-T2 (729) e MNSNT (730)

Member IMC Group




Recommended Machining Conditions for ICG Inserts

Cﬂ Material Material Cutting Speed Feed mm/rev
— group number Ve m/min D=14-15.99 D=16-19.9 D=20-25.9
LL] 0.15 0.18 0.2
_1 80-100-120 0.22 0.24 0.27
m 0.27 0.3 0.35
LL]
N 0.12 0.16 0.18
60-80-100 0.2 0.23 0.26
z 0.27 0.3 0.35
0.12 0.16 0.18
60-80-100 0.2 0.23 0.26
0.27 0.3 0.35
0.35 0.4 0.45
80-200-300 0.45 0.5 0.57
0.5 0.6 0.65
0.10 0.12 0.12
25-30-35 0.14 0.18 0.18
0.22 0.25 0.25
0.12 0.14 0.16
20-35-50 0.15 0.18 0.2
0.2 0.22 0.25

M Recommended cutting data

ISCAR
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ICN T T 1

Exchangeable DCN Dirill Heads, DG - . - 1409 —

for Aluminum (ISO N Materials) i DD:

= LPR = L

—

Dimensions m

. LLJ

Designation DC LPR SSci PL LF © D

ICN 100 10.00 6.20 10.0 1.82 4.38 o Z

ICN 102 10.20 6.20 10.0 1.86 4.34 o =
ICN 103 10.30 6.20 10.0 1.87 433 o
ICN 105 10.50 6.20 10.0 1.91 429 °
ICN 108 10.80 6.20 10.0 1.97 423 o
ICN 110 11.00 6.60 11.0 2.00 4.60 o
ICN 111 11.10 6.60 11.0 2.02 4.58 o
ICN 115 11.50 6.60 11.0 2.09 451 o
ICN 119 11.90 6.60 11.0 217 443 o
ICN 120 12.00 7.00 12.0 218 4.82 °
ICN 123 12.30 7.00 12.0 2.24 476 o
ICN 125 12.50 7.00 12.0 2.27 473 o
ICN 127 12.70 7.00 12.0 2.31 4.69 o
ICN 130 13.00 7.60 13.0 2.37 5.23 o
ICN 135 13.50 7.60 13.0 2.46 514 o
ICN 137 13.70 7.60 13.0 249 511 °
ICN 140 14.00 8.15 14.0 2.55 5.60 ()
ICN 142 14.20 8.15 14.0 2.58 5.57 o
ICN 145 14.50 8.15 14.0 2.64 &5l o
ICN 150 15.00 8.73 15.0 2.73 6.00 o
ICN 157 16.70 8.73 15.0 2.86 5.87 o
ICN 158 15.80 8.73 15.0 2.88 5.85 o
ICN 160 16.00 9.30 16.0 291 6.39 o
ICN 165 16.50 9.30 16.0 3.00 6.30 o
ICN 167 16.70 9.30 16.0 3.04 6.26 °
ICN 170 17.00 9.90 17.0 3.09 6.81 ()
ICN 175 17.50 9.90 17.0 3.18 6.72 o
ICN 180 18.00 10.50 18.0 3.28 7.22 °
ICN 185 18.50 10.50 18.0 3.37 7.13 o
ICN 190 19.00 11.00 19.0 3.46 7.54 o
ICN 1905 19.05 11.00 19.0 3.47 7.53 o
ICN 195 19.50 11.00 19.0 3.55 7.45 o

() Seat size code

For tools, see pages: DCN A-1.5D (528) » DCN A-3D (530) » DCN A-5D (535) » DCN A-8D (538) » DCN R-1.5D (529) » DON R-12D (540) » DCN R-3D (532) » DCN R-5D
(537)  DCN R-8D (539) » DCNS-3D (533) ® DCNS-5D (534)  DCNT (M8-M24) (613)

Member IMC Group




LOGIQICHAM
THREE FLUTE CHAMDRILL ‘ OAL ‘

D3N A-1.5D P PR ‘

Exchangeable Head 3 Flute Drills f !
with Coolant Holes and One Flat DON-DCX k7 - s {=\ Il boonms s DF
Shank, Driling Depth 1.5xD j;‘ ‘ ! i

DCN®  DCX®  DCONMS  DF LU LPR PL OAL ssco @

D3N 100-015-16A-1.5D 10.00 10.40 16.00 20.00 20.0 35.70 2.90 83.70 10 K D3N 10-11.99
D3N 105-016-16A-1.5D 10.50 10.90 16.00 20.00 21.0 37.20 3.06 85.20 10 K D3N 10-11.99
D3N 110-017-16A-1.5D 11.00 11.40 16.00 20.00 22.0 39.30 3.10 87.30 11 K D3N 10-11.99
D3N 115-017-16A-1.5D 11.50 11.90 16.00 20.00 23.0 40.80 3.26 88.80 1 KD3N 10-11.99
D3N 120-018-16A-1.5D 12.00 12.40 16.00 20.00 24.0 42.90 325 90.90 12 KD3N 12-13.99
D3N 125-019-16A-1.5D 12.50 12.90 16.00 20.00 25.0 44.40 3.41 92.40 12 K D3N 12-13.99
D3N 130-020-16A-1.5D 13.00 13.40 16.00 20.00 26.0 46.50 3.35 94.50 13 K'D3N 12-13.99
D3N 135-020-16A-1.5D 13.50 13.90 16.00 20.00 27.0 48.00 3.51 96.00 13 K'D3N 12-13.99
D3N 140-021-16A-1.5D 14.00 14.40 16.00 20.00 28.0 50.10 3.39 98.10 14 K D3N 14-15.99
D3N 145-022-16A-1.5D 14.50 14.90 16.00 20.00 29.0 51.60 3.55 99.60 14 K'D3N 14-15.99
D3N 170-026-20A-1.5D 17.00 17.90 20.00 25.00 34.0 60.90 3.44 110.90 17 K D3N 16-17.99
D3N 180-027-25A-1.5D 18.00 18.90 25.00 32.00 36.0 64.50 3.44 120.50 18 K D3N 18-19.99
D3N 190-029-25A-1.5D 19.00 19.90 25.00 32.00 38.0 68.10 3.44 124.10 19 K'D3N 18-19.99
D3N 200-030-25A-1.5D 20.00 20.90 25.00 32.00 40.0 71.70 3.44 127.70 20 K D3N 20-21.99
D3N 210-032-25A-1.5D 21.00 21.90 25.00 32.00 42.0 75.30 344 131.30 21

D3N 220-033-25A-1.5D 22.00 22.90 25.00 32.00 44.0 78.90 3.44 134.90 22 K'D3N 22-23.99
D3N 230-035-32A-1.5D 23.00 23.90 32.00 40.00 46.0 82.50 3.44 142.50 23

D3N 240-036-32A-1.5D 24.00 24.90 32.00 40.00 48.0 86.10 3.44 146.10 24

D3N 250-038-32A-1.5D 25.00 25.90 32.00 40.00 50.0 89.70 3.44 149.70 25 K D3N 24-25.99
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* For user guide and cutting conditions, see pages 556-570
() Cutting diameter minimum

(2) Cutting diameter maximum

() Seat size code

For inserts, see pages: H3P (553)

&%!ﬂ’afﬂﬂm | oAL | /F
LPR |
D3N R-1.5D . PLIe
Exchangeable Head 3 Flute Drills IR i T
with Coolant Holes and Round DCN-DCX k7 — r— " — | DCONMSh6 DF
Shank, Driling Depth 1.5xD v ‘ ' |
-~ LU —>]

DCN®  DCX®  DCONMS  DF LU LPR PL OAL ssce @

D3N 100-015-16R-1.5D 10.00 10.40 16.00 20.00 20.0 35.70 2.90 83.70 10 K D3N 10-11.99
D3N 105-016-16R-1.5D 10.50 10.90 16.00 20.00 21.0 37.20 3.06 85.20 10 KD3N 10-11.99
D3N 110-017-16R-1.5D 11.00 11.40 16.00 20.00 22.0 39.30 3.10 87.30 1 K D3N 10-11.99
D3N 115-017-16R-1.5D 11.50 11.90 16.00 20.00 23.0 40.80 3.26 88.80 1 K D3N 10-11.99
D3N 120-018-16R-1.5D 12.00 12.40 16.00 20.00 24.0 42.90 3.25 90.90 12 K D3N 12-13.99
D3N 125-019-16R-1.5D 12.50 12.90 16.00 20.00 25.0 44.40 3.41 92.40 12 K D3N 12-13.99
D3N 130-020-16R-1.5D 13.00 13.40 16.00 20.00 26.0 46.50 3.35 94.50 13 K'D3N 12-13.99
D3N 135-020-16R-1.5D 13.50 13.90 16.00 20.00 27.0 48.00 3.51 96.00 13 K'D3N 12-13.99
D3N 140-021-16R-1.5D 14.00 14.40 16.00 20.00 28.0 50.10 3.39 98.10 14 K D3N 14-15.99
D3N 145-022-16R-1.5D 14.50 14.90 16.00 20.00 29.0 51.60 3.55 99.60 14 K D3N 14-15.99
D3N 160-024-20R-1.5D 16.00 16.90 20.00 25.00 32.0 57.30 3.44 107.30 16 K'D3N 16-17.99
D3N 170-026-20R-1.5D 17.00 17.90 20.00 25.00 34.0 60.90 3.44 110.90 17 K'D3N 16-17.99
D3N 180-027-25R-1.5D 18.00 18.90 25.00 32.00 36.0 64.50 3.44 120.50 18 K'D3N 18-19.99
D3N 190-029-25R-1.5D 19.00 19.90 25.00 32.00 38.0 68.10 3.44 124.10 19 K'D3N 18-19.99
D3N 200-030-25R-1.5D 20.00 20.90 25.00 32.00 40.0 71.70 3.44 127.70 20 K D3N 20-21.99
D3N 210-032-25R-1.5D 21.00 21.90 25.00 32.00 42.0 75.30 344 131.30 21

D3N 220-033-25R-1.5D 22.00 22.90 25.00 32.00 44.0 78.90 3.44 134.90 22 K D3N 22-23.99
D3N 230-035-32R-1.5D 23.00 23.90 32.00 40.00 46.0 82.50 3.44 142.50 23

D3N 240-036-32R-1.5D 24.00 24.90 32.00 40.00 48.0 86.10 3.44 146.10 24

D3N 250-038-32R-1.5D 25.00 25.90 32.00 40.00 50.0 89.70 3.44 149.70 25 K D3N 24-25.99

® For user guide and cutting conditions, see pages 556-570
() Cutting diameter minimum

(2) Cutting diameter maximum

@) Seat size code

For inserts, see pages: H3P (553)

ISCAR




LOGIQSCHAM N
THREE FLUTE CHAMDRILL OAL
D3N A-3D LPR | —
Exchangeable Head 3 Flute Drills — || Il f T :l
with Coolant Holes and One DCN-DCX k7 s T — - 1DCONMShe DF D:
Flat Shank, Drilling Depth 3xD ) ¢
S LR | A
L | L
—
DCN® DCX® DCONMS DF LU LPR PL OAL SSC® @ m
D3N 120-036-16A-3D 12.00 12.40 16.00 20.00 39.3 61.00 3.30 109.00 12 K D3N 12-13.99 §
D3N 125-037-16A-3D 12.50 12.90 16.00 20.00 40.3 63.30 3.30 110.50 12 K D3N 12-13.99
D3N 130-039-16A-3D 13.00 13.40 16.00 20.00 423 66.10 3.30 114.08 13 K D3N 12-13.99 LL
D3N 135-041-16A-3D 13.50 13.90 16.00 20.00 4338 68.30 3.30 116.33 13 K D3N 12-13.99 D
D3N 140-042-16A-3D 14,00 14.40 16.00 20.00 45.3 71.20 3.30 119.16 14 K D3N 14-15.99 Z
D3N 145-044-16A-3D 14.50 14.90 16.00 20.00 46.8 73.40 3.30 121.41 14 K D3N 14-15.99 =
D3N 180-054-25A-3D 18.00 18.90 25.00 32.00 58.4 91.50 4.40 147.50 18 K D3N 18-19.99
D3N 190-057-25A-3D 19.00 19.90 25.00 32.00 61.4 96.60 4.40 152.58 19 K D3N 18-19.99
D3N 200-060-25A-3D 20.00 20.90 25.00 32.00 64.4 101.70 4.40 157.66 20 K D3N 20-21.99
D3N 210-063-25A-3D 21.00 21.90 25.00 32.00 67.4 106.70 4.40 162.74 21 K D3N 20-21.99
D3N 220-066-25A-3D 22.00 22.90 25.00 32.00 704 111.80 4.40 167.83 22 K D3N 22-23.99
D3N 230-069-32A-3D 23.00 23.90 32.00 42,00 747 116.90 5.70 176.90 23 K D3N 22-23.99
D3N 240-072-32A-3D 24.00 24.90 32.00 42.00 777 122.00 5.70 182.00 24 K D3N 24-25.99
D3N 250-075-32A-3D 25.00 25.90 32.00 42,00 80.7 127.10 5.70 187.08 25 K D3N 24-25.99

e For user guide and cutting conditions, see pages 556-570

) Cutting diameter minimum ® Do not mount smaller drilling heads other than the specified range of the drill body
(2 Cutting diameter maximum

@) Seat size code

For inserts, see pages: H3P (553)

LOGIADLHAM L
D3N R-3D LPR | ’:!:\ r_
Exchangeable Head 3 Flute Drills — f T
with Coolant Holes and Round DCN-DCX k7 e e S SRl tDCONMShs DF
Shank, Driling Depth 3xD L ! ¢
- Lﬂ
LJ |

DCN®  DCX®  DCONMS  DF LU LPR PL OAL ssce @

D3N 120-036-16R-3D 12.00 12.40 16.00 20.00 43.0 61.00 3.28 109.00 12 K D3N 12-13.99
D3N 125-037-16R-3D 12.50 12.90 16.00 20.00 445 63.25 3.28 111.25 12 K D3N 12-13.99
D3N 130-039-16R-3D 13.00 13.40 16.00 20.00 46.6 66.08 3.40 114.08 13 K D3N 12-13.99
D3N 135-041-16R-3D 13.50 13.90 16.00 20.00 473 68.33 3.40 116.33 13 K D3N 12-13.99
D3N 140-042-16R-3D 14.00 14.40 16.00 20.00 50.2 71.16 3.32 119.16 14 K D3N 14-15.99
D3N 145-044-16R-3D 14.50 14.90 16.00 20.00 51.7 73.41 3.32 121.41 14 K D3N 14-15.99
D3N 160-048-20R-3D 16.00 16.90 20.00 25.00 57.3 81.33 3.86 131.33 16 KD3N 16-17.99
D3N 170-051-20R-3D 17.00 17.90 20.00 25.00 60.9 86.41 410 136.41 17 K D3N 16-17.99
D3N 180-054-25R-3D 18.00 18.90 25.00 32.00 63.0 91.50 4.20 147.50 18 K D3N 18-19.99
D3N 190-057-25R-3D 19.00 19.90 25.00 32.00 68.1 96.58 4.4 152.58 19 K D3N 18-19.99
D3N 200-060-25R-3D 20.00 20.90 25.00 32.00 70.0 101.66 455 157.66 20 K D3N 20-21.99
D3N 210-063-25R-3D 21.00 21.90 25.00 32.00 74.0 106.74 470 162.74 21 K D3N 20-21.99
D3N 220-066-25R-3D 22.00 22.90 25.00 32.00 788 111.82 4.92 167.82 22 K D3N 22-23.99
D3N 230-069-32R-3D 23.00 23.90 32.00 42,00 81.0 116.90 525 176.90 23 K D3N 22-23.99
D3N 240-072-32R-3D 24.00 24.90 32.00 42.00 84.0 122.00 5.50 182.00 24 K D3N 24-25.99
D3N 250-075-32R-3D 25.00 25.90 32.00 42.00 89.6 127.08 5.71 187.08 25 K D3N 24-25.99

® For user guide and cutting conditions, see pages 556-570

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

(2) Cutting diameter maximum

() Seat size code

For inserts, see pages: H3P (553)

Member IMC Group
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LOGIQSCHAM

D3N A-5D LR oA \ ,ﬁ'

Exchangeable Head 3 Flute Dirills — T

with Coolant Holes and One DCN-DCX K7 — S~ B” DCONMShs DF

Flat Shank, Drilling Depth 5xD Lk ¥ $

= Ly

DCN DCX?  DCONMS DF LU LPR PL OAL ssce @
D3N 120-060-16A-5D 12.00 12.40 16.00 20.00 63.3 86.00 3.30 133.00 12 K D3N 12-13.99
D3N 125-062-16A-5D 12.50 12.90 16.00 20.00 65.3 88.30 3.30 136.30 12 K D3N 12-13.99
D3N 130-065-16A-5D 13.00 13.40 16.00 20.00 68.3 92.10 3.30 140.10 13 K'D3N 12-13.99
D3N 135-068-16A-5D 13.50 13.90 16.00 20.00 70.8 95.30 3.30 143.30 13 K D3N 12-13.99
D3N 140-070-16A-5D 14.00 14.40 16.00 20.00 733 99.20 3.30 147.20 14 K'D3N 14-156.99
D3N 145-073-16A-5D 14.50 14.90 16.00 20.00 75.8 102.40 3.30 150.40 14 K D3N 14-15.99
D3N 160-080-20A-5D 16.00 16.90 20.00 25.00 83.9 113.30 3.90 163.30 16 K D3N 16-17.99
D3N 180-090-25A-5D 18.00 18.90 25.00 32.00 94.4 127.50 4.40 183.50 18 K D3N 18-19.99
D3N 190-095-25A-5D 19.00 19.90 25.00 32.00 99.4 134.60 4.40 190.60 19 K'D3N 18-19.99
D3N 200-100-25A-5D 20.00 20.90 25.00 32.00 104.4 141.70 4.40 197.70 20 K D3N 20-21.99
D3N 210-105-25A-5D 21.00 21.90 25.00 32.00 109.4 148.70 4.40 204.70 21 K'D3N 20-21.99
D3N 220-110-25A-5D 22.00 22.90 25.00 32.00 1144 155.80 4.40 211.80 22 K D3N 22-23.99
D3N 230-115-32A-5D 23.00 23.90 32.00 42.00 120.7 162.90 5.70 222.90 23 K D3N 22-23.99
D3N 240-120-32A-5D 24.00 24.90 32.00 42.00 125.7 170.00 5.70 230.00 24 K D3N 24-25.99
D3N 250-125-32A-5D 25.00 25.90 32.00 42.00 130.7 177.10 5.70 237.10 25 K D3N 24-25.99

 For user guide and cutting conditions, see pages 556-570

() Cutting diameter minimum ® Do not mount smaller drilling heads other than the specified range of the drill body

(2) Cutting diameter maximum

@) Seat size code

For inserts, see pages: H3P (553)

LOGIQIFCHAM

THREE FLUTE CHAMDRILL

D3N R-5D PR oA \ r

Exchangeable Head 3 Flute Drills — I}

with Coolant Holes and Round DCN-DCX k7 > B - < - DCONMShe DF

Shank, Driling Depth 5xD '—’ e ¥

LU |

DCN DCX?  DCONMS DF L LPR PL OAL Ssce @
D3N 120-060-16R-5D 12.00 12.40 16.00 20.00 67.0 85.00 3.28 133.00 12 K D3N 12-13.99
D3N 125-062-16R-5D 12.50 12.90 16.00 20.00 69.5 88.25 3.28 136.25 12 K D3N 12-13.99
D3N 130-065-16R-5D 13.00 13.40 16.00 20.00 72.6 92.08 3.40 140.08 13 K D3N 12-13.99
D3N 135-068-16R-5D 13.50 13.90 16.00 20.00 74.3 96.33 3.40 143.33 13 K D3N 12-13.99
D3N 140-070-16R-5D 14.00 14.40 16.00 20.00 78.2 99.16 3.32 147.16 14 K D3N 14-15.99
D3N 145-073-16R-5D 14.50 14.90 16.00 20.00 80.7 102.41 3.32 150.41 14 K D3N 14-15.99
D3N 160-080-20R-5D 16.00 16.90 20.00 25.00 89.3 113.33 3.86 163.33 16 K D3N 16-17.99
D3N 170-085-20R-5D 17.00 17.90 20.00 25.00 94.9 120.41 410 170.41 17 K D3N 16-17.99
D3N 180-090-25R-5D 18.00 18.90 25.00 32.00 99.0 127.50 420 183.50 18 K D3N 18-19.99
D3N 190-095-25R-5D 19.00 19.90 25.00 32.00 106.1 134.58 4.41 190.58 19 K D3N 18-19.99
D3N 200-100-25R-5D 20.00 20.90 25.00 32.00 110.0 141.66 455 197.66 20 K D3N 20-21.99
D3N 210-105-25R-5D 21.00 21.90 25.00 32.00 11565 148.74 470 204.74 21 K D3N 20-21.99
D3N 220-110-25R-5D 22.00 22.90 25.00 32.00 122.8 165.82 4.92 211.82 22 K D3N 22-23.99
D3N 230-115-32R-5D 23.00 23.90 32.00 42.00 126.5 162.90 5.25 222.90 23 K D3N 22-23.99
D3N 240-120-32R-5D 24.00 24.90 32.00 42.00 132.0 170.00 5.50 230.00 24 K D3N 24-25.99
D3N 250-125-32R-5D 25.00 25.90 32.00 42.00 139.6 177.08 5.71 237.08 25 K D3N 24-25.99

* For user guide and cutting conditions, see pages 556-570

() Cutting diameter minimum
(2 Cutting diameter maximum
() Seat size code

For inserts, see pages: H3P (553)

ISCAR




LOGIQSCHAM @p
THREE FLUTE CHAMDRILL

H3P @ —
Exchangeable 3 Flute Driling —
Heads for Carbon and Alloy Steel D:
(ISO P) and Cast Iron (ISO K) D
LLJ
—
Dimensions m
. IS
s LLJ

Designation DC LPRM SSc® PL® KCH BCH e
12.00-12.99 6.92 12 2.71 15.0 0.40 . D
13.00-13.99 7.58 13 2.91 15.0 0.40 o Z
14.00-14.99 8.10 14 3.11 15.0 0.40 ° -

15.00-15.99 8.66 15 3.47 15.0 0.40 o

16.00-16.99 9.26 16 3.44 15.0 0.40 o

17.00-17.99 9.72 17 3.52 15.0 0.40 °

18.00-18.99 10.36 18 3.90 15.0 0.40 o

19.00-19.99 10.92 19 410 15.0 0.40 °

20.00-20.99 11.24 20 432 15.0 0.40 °

21.00-21.99 11.80 21 455 15.0 0.40 °

22.00-22.99 12.63 22 470 15.0 0.40 °

23.00-23.99 13.00 23 491 15.0 0.40 °

24.00-24.99 13.54 24 5.20 15.0 0.40 .

25,00-25.99 14.11 25 5.32 15.0 0.40 °

() LPR tolerance: £0.05 mm
(2 Seat size code
®) PL tolerance: 0.1 mm

For tools, see pages: D3N A-1.5D (550) D3N A-3D (551) e D3N A-5D (552) ¢ D3N R-1.5D (550) ® D3N R-3D (551) ® D3N R-5D (552)

g g

Member IMC Group
o=
L 4 11 ]




@p)" COMBICHAM
PL LPR | LS {

S MNC o | - F!:‘ "F

SN [ arge Diameter Indexable Drills P

oC with a Pilot Driling Head and One DCONMS DF

D Flat Shank, Drilling Depth 5xD | l

LLJ

—

M DC LU PL DCONMS _ PDD DF LS LPR Insert® Insert 1@
MNC 260-130 A32-150-06-5D 26.00 133.0 2.95 32.00 15.00 42.00 60.0 166.95 SOGX 060304-W ICP 150

§ MNC 265-132 A32-155-06-5D 26.50 135.1 3.05 32.00 15.50 42,00 60.0 167.05 SOGX 060304-W ICP 155
MNC 270-135 A32-160-06-5D 27.00 138.1 3.10 32.00 16.00 42.00 60.0 170.10 SOGX 060304-W ICP 160

UJ MNC 280-140 A32-170-06-5D 28.00 1433 3.25 32.00 17.00 42.00 60.0 174.25 SOGX 060304-W ICP 170

D MNC 290-145 A32-160-07-5D 29.00 148.1 3.10 32.00 16.00 42.00 60.0 180.10 SOGX 070305-W ICP 160

Z MNC 295-148 A32-165-07-5D 29.50 151.2 3.20 32,00 16.50 42,00 60.0 183.20 SOGX 070305-W ICP 165

- MNC 300-150 A32-165-07-5D 30.00 1563.2 3.20 32.00 16.50 42.00 60.0 186.20 SOGX 070305-W ICP 165
MNC 310-155 A32-175-07-5D 31.00 158.4 &3 32.00 17.50 42,00 60.0 193.35 SOGX 070305-W ICP 175
MNC 320-160 A32-185-07-5D 32.00 163.5 3.50 32.00 18.50 42.00 60.0 198.50 SOGX 070305-W ICP 185
MNC 330-165 A32-175-09-5D 33.00 168.7 3.65 32.00 17.50 42.00 60.0 203.65 SOGT 09T306-W ICP 175
MNC 340-170 A32-180-09-5D 34.00 173.7 3.70 32.00 18.00 42,00 60.0 208.70 SOGT 09T306-W ICP 180
MNC 350-175 A32-189-09-5D 35.00 178.9 3.85 32,00 18.90 42.00 60.0 213.85 SOGT 09T306-W ICP 189
MNC 360-180 A32-190-10-5D 36.00 183.9 3.85 32.00 19.00 42.00 60.0 218.85 SOGT 100408-W ICP 190
MNC 370-185 A32-200-10-5D 37.00 189.0 4.00 32.00 20.00 42,00 60.0 224,00 SOGT 100408-W ICP 200
MNC 375-188 A32-205-10-5D 37.50 192.1 4.10 32.00 20.50 42.00 60.0 227.10 SOGT 100408-W ICP 205
MNC 380-190 A40-209-10-5D 38.00 194.2 415 40.00 20.90 50.00 68.0 231.15 SOGT 100408-W ICP 209
MNC 390-195 A40-215-10-5D 39.00 199.3 4.25 40.00 21.50 50.00 68.0 237.25 SOGT 100408-W ICP 215
MNC 400-200 A40-225-10-5D 40.00 204.4 4.40 40.00 22.50 50.00 68.0 244.40 SOGT 100408-W ICP 225
MNC 405-203 A40-235-10-5D 40.50 207.6 4.55 40.00 23.50 50.00 68.0 24755 SOGT 100408-W ICP 235
MNC 410-205 A40-239-10-5D 41.00 209.7 4.65 40.00 23.90 50.00 68.0 249.65 SOGT 100408-W ICP 239
MNC 420-210 A40-249-10-5D 42.00 2148 4.75 40.00 24.90 50.00 68.0 254.75 SOGT 100408-W ICP 249
MNC 430-215 A40-259-10-5D 43,00 220.0 5.00 40.00 25.90 50.00 68.0 263.00 SOGT 100408-W ICP 259
MNC 440-220 A40-210-12-5D 44.00 225.2 5.15 40.00 21.00 50.00 68.0 264.15 SOGT 120408-W ICP 210
MNC 450-225 A40-219-12-5D 45,00 230.4 5:35 40.00 21.90 50.00 68.0 269.35 SOGT 120408-W ICP 219
MNC 460-230 A40-229-12-5D 46.00 235.5 5.50 40.00 22.90 50.00 68.0 274.50 SOGT 120408-W ICP 229
MNC 470-235 A40-239-12-5D 47.00 240.7 5.65 40.00 23.90 50.00 68.0 280.65 SOGT 120408-W ICP 239
MNC 480-240 A40-249-12-5D 48.00 2478 7.75 40.00 24.90 50.00 68.0 286.75 SOGT 120408-W ICP 249
MNC 490-245 A40-259-12-5D 49,00 251.0 6.00 40.00 25.90 50.00 68.0 292.00 SOGT 120408-W ICP 259
MNC 500-250 A40-269-12-5D 50.00 256.1 6.10 40.00 26.90 50.00 68.0 297.10 SOGT 120408-W ICP 269

¢ Hole tolerance: D+0.10/-0.05 in average conditions. However, it can be higher or lower according to machine and tooling conditions e Intermediate sizes are available on
request ¢ For user guide and cutting conditions, see pages 556-570

) Outer insert

(@ Central insert

For inserts, see pages: HCP-IQ (542) ¢ ICG (547) ¢ SOGT-W (555) ® SOGX-W (555)

Spare Parts

S/ / s <

MNC 260-130 A32-150-06-5D SR 34-508/L T-7/51 KMNC MULTI
MNC 265-132 A32-155-06-5D SR 34-508/L T-7/51 KMNC MULTI
MNC 270-135 A32-160-06-5D SR 34-508/L T-7/51 KMNC MULTI
MNC 280-140 A32-170-06-5D SR 34-508/L T-7/51 KMNC MULTI
MNC 290-145 A32-160-07-5D SR 14-560 T-8/53 KMNC MULTI
MNC 295-148 A32-165-07-5D SR 14-560 T-8/53 KMNC MULTI
MNC 300-150 A32-165-07-5D SR 14-560 T-8/53 KMNC MULTI
MNC 310-155 A32-175-07-5D SR 14-560 T-8/53 KMNC MULTI
MNC 320-160 A32-185-07-5D SR 14-560 T-8/53 KMNC MULTI
MNC 330-165 A32-175-09-5D SR 34-506 BLD TO9/M7-SW4 SW4-SD KMNC MULTI
MNC 340-170 A32-180-09-5D SR 34-506 BLD TO9/M7-SW4 SW4-SD KMNC MULTI
MNC 350-175 A32-189-09-5D SR 34-506 BLD TO9/M7-SW4 SW4-SD KMNC MULTI
MNC 360-180 A32-190-10-5D SR 14-571 BLD T10/87 SW6-SD KMNC MULTI
MNC 370-185 A32-200-10-5D SR 14-571 BLD T10/S7 SW6-SD KMNC MULTI
MNC 375-188 A32-205-10-5D SR 14-571 BLD T10/87 SW6-SD KMNC MULTI
MNC 380-190 A40-209-10-5D SR 14-571 BLD T10/87 SW6-SD KMNC MULTI
MNC 390-195 A40-215-10-5D SR 14-571 BLD T10/S7 SW6-SD KMNC MULTI
MNC 400-200 A40-225-10-5D SR 14-571 BLD T10/87 SW6-SD KMNC 22-33
MNC 405-203 A40-235-10-5D SR 14-571 BLD T10/57 SW6-SD KMNC 22-33
MNC 410-205 A40-239-10-5D SR 14-571 BLD T10/S7 SW6-SD KMNC 22-33
MNC 420-210 A40-249-10-5D SR 14-571 BLD T10/87 SW6-SD KMNC 22-33
MNC 430-215 A40-259-10-5D SR 14-571 BLD T10/87 SW6-SD KMNC 22-33
MNC 440-220 A40-210-12-5D SR 14-544/S BLD T15/87 SW6-SD KMNC 22-33
MNC 450-225 A40-219-12-5D SR 14-544/S BLD T15/87 SW6-SD KMNC 22-33
MNC 460-230 A40-229-12-5D SR 14-544/S BLD T15/87 SW6-SD KMNC 22-33
MNC 470-235 A40-239-12-5D SR 14-544/S BLD T15/S7 SW6-SD KMNC 22-33
MNC 480-240 A40-249-12-5D SR 14-544/S BLD T15/87 SW6-SD KMNC 22-33
MNC 490-245 A40-259-12-5D SR 14-544/S BLD T15/S7 SW6-SD KMNC 22-33
MNC 500-250 A40-269-12-5D SR 14-544/S BLD T15/87 SW6-SD KMNC 22-33
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COMBICHAM
MNC-7/8D i fil@i
Large Diameter Indexable Drills PL ) i
for the Wind Turbine Industry R . 5 !
DC PDD DCONMS DF
[ — ] O |
DC PDD LU PL LPR OAL  DCONMS DF Insert) Insert 1@

MNC 332-265 A32-175-09-8D 33.20 17.50 2706 5.57 304.40 358.80 32.00 42.00 SOGT 09T306-W  HCP 175-IQ
MNC 362-289 A32-190-10-8D 36.20 19.00 294.6 5.57 326.90 381.30 32.00 42.00 SOGT 100408-W  HCP 190-IQ
MNC 392-289 A40-219-10-7D 39.20 21.90 294.9 5.94 352.20 414.30 40.00 50.00 SOGT 100408-W  HCP 219-IQ
* Hole tolerance: D+0.10/-0.05 in average conditions. However, it can be higher or lower according to machine and tooling conditions e Intermediate sizes are available on
request e For user guide and cutting conditions, see pages 556-570
() Quter insert
@) Central insert
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For inserts, see pages: HCP-IQ (542)  SOGT-W (555)

Spare Parts

S / s B P 7 @
MNC 332-265 A32-175-09-8D SR 34-506 BLD TO9/M7-SW4 SW4-SD KMNC MULTI SR 34-508/S-HG T-7/51 GPS-05-18-060
MNC 362-289 A32-190-10-8D SR 14-571 BLD T10/S7 SW6-SD K MNC MULTI SR 34-508/S-HG T-7/51 GPS-05-18-060

MNC 392-289 A40-219-10-7D SR 14-571 BLD T10/S7 SW6-SD K MNC MULTI SR 34-508/S-HG T-7/51 GPS-05-18-060

COMBICHAM

] RE
SOGX-W Ll
Precision Ground Inserts for T N
MNC Dirills with DT General / IC *@
Use Chipformer and a Wiper : l :
‘ ol
Dimensions Tough <— Hard
o
g | B
Designation IC S RE o o
SOGX 050204-W 5.40 2.40 0.40 °
SOGX 060304-W 6.20 3.20 0.40 °
SOGX 070305-W 7.70 3.60 0.50 . .
For tools, see pages: MNC (554)
COMBICHAM . e
SOGT-W ; L]
Precision Ground Inserts for T
MNC Dirills with DT General / IC *6' l %}
Use Chipformer and a Wiper : l ‘
‘ i
Dimensions Tough <— Hard
o
g | B
Designation IC S RE o &
SOGT 09T306-W 9.00 381 0.60 . .
SOGT 100408-W 9.80 4.30 0.80 . [
SOGT 120408-W 12.70 4.76 0.80 [
For tools, see pages: MNC (554) ¢ MNC-7/8D (555)
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OCHAM

CHAMDRILL LINE

Drilling Heads

USER GUIDE

e SUMOCHAM features four different standard drill
head geometries, designed for optimal performance
and high reliability when used on various materials.

e ICP for use on carbon and alloy steel (ISO P).
The drill head has a honed cutting edge.

¢ ICK for use on cast iron (ISO K).
The drill head is produced with a ground
chamfer and a honed cutting edge.

o for use on stainless and high temperature
alloys (ISO M). The drill head features
a T-land on the cutting edge.

e The ICP, ICK and ICM drilling heads are available
in 0.1 mm driling diameter increments.

Ground flute

Ground gash

The drill head has ground flutes for smooth,
uninterrupted chip flow and a ground gash for improved

penetration.

To prevent the insert from being pulled out during the
drilling process, there is an axial stopper in the pocket.
It is effective even after the clamping force has been lost
(which may happen when the drill's pocket wears out).

General Recommendations

e SUMOCHAM drills can be used in any type of adaptation.
However, concentric adaptation such as spring collets
and hydraulic chucks are advantageous for better runout.
When machining high temperature alloys or applying very
high machining loads, it is advisable to use strong gripping
adapters such as endmill holders, power or hydraulic
chucks.

¢ Dry drilling should not be performed under any
circumstances.

e Semi-synthetic or emulsion lubricants are recommended in
order to extend tool life.

e |t is essential to use internal coolant in all SUMOCHAM
applications. In the event of low coolant pressure or
when used in a stationary application, adding an external
coolant can improve tool life.

* \When only external coolant can be applied, it is
recommended to drill into maximum depth of 2xD hole
depth to diameter ratio.

* When using M.Q.L. coolant, there is no need for special
accessories. For smooth M.Q.L. coolant flow there is
a spherical cavity on the rear side of the drill shank.

® There is a special plug with an internal thread for a coolant
connection used on stationary machines that can be
pressed into the cavity on the back end of the drill.

Shank Diameter Plug

Internal Thread

DL-12
DL-16
DL-20
DL-25

G1/16
G1/16
G1/8
G1/8

ISCAR
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CHAMDRILL LINE

* When drilling stainless steel or high temperature ¢ Following is the recommended coolant flow rate
alloys using the ICM drilling head, it is highly and pressure.
recommended to apply high pressure oil or 7-10%
mineral or vegetable based oil emulsion.

Coolant Flow Rate (liter/min) Minimum Coolant Pressure (bar)
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6.8 12 16 20 25 6 2~ 16 20 25
Drill Diameter D (mm) Drill Diameter D (mm)
e For optimal performance, it is recommended to adjust e SUMOCHAM drills can be used either on milling centers
runout of outer points or chisel with a maximum of or lathe machines.
0.02 mm. Large runout will influence drill performance tool
life and hole quality. ¢ When using SUMOCHAM drill in stationary (lathe)
applications, we recommend using the ISCAR GYRO
e No setup time is needed after indexing the SUMOCHAM device or eccenter sleeve to reduce misalignment.
drill head. Misalignment will cause poor performance of the
SUMOCHAM drill or even tool breakage.
1 Pre-hole 0.5xD deep 2 Slow rotation and 3 Maintain for 2-3 4 Continue drilling
for centering feed while entering seconds and activate at recommended

to the pre-hole the cooling system cutting conditions

/

-

‘o
-
O
i.o
Lo
X
w)

® Prior to using 8xD or 12xD drills, it is recommended to drill
a 0.5xD pre-hole using a short or centering drill.
Enter the pre-hole at slow speed and feed until 2-5 mm
from its bottom. Start the cooling system and increase
rotation to recommended drilling speed. Hold for 2-3
seconds, then, continue at the recommended drilling feed.

Member IMC Group
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USER GUIDE

PreHole Adjustment

ICP ICK HCP FCP QCP

ICP PreHole ICK PreHole HCP PreHole FCP PreHole QCP PreHole

IcP ! §|cp % IcP icP

ICP PreHole ICK PreHole HCP PreHole FCP PreHole QCP PreHole
/ ICK / ICK [ ;CK % E élck % { ;ICK ﬁ

ICP PreHole ICK PreHole HCP PreHole FCP PreHole QCP PreHole

HCP HCP) HCP! HCP) HCP

ICP PreHole ICK PreHole HCP PreHole FCP PreHole QCP PreHole
X5y X X Ve %

AL v

Fcr | Feh|| Fcp) | FeR| | FCP)

ICP PreHole ICK PreHole HCP PreHole FCP PreHole QCP PreHole

QCP! QCP| QcP

Drilling Head
Mounting Procedure

N

—

Up to (2xD)

Maximum Runout, Misalignment

Max 0.02 mm

K DCN MULTI
The optional K DCN MULTI key enables clamping all
currently available SUMOCHAM drilling heads
in a 6-26.9 mm diameter range.

ISCAR
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Indication of Drill Head Wear

Wear Limit Power Restriction

N pt
7 £ 0203 Px1.25%
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() New drilling head
@ Worn-out drilling head

Diameter Change Surface Finish Declines

@ > D nominal + 0.15 mm

D nominal

9D <D nominal - 0.03 mm

\

Vibration Noise Drastically Increases

o

Drilling Limitations

cccccccccccccc
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CHAMDRILL LINE

Material Groups

USER GUIDE

Tensile .
Strength Hardness Material
ISO Material Condition [N/mm?] HB No.
<0.25 %C Annealed 420 125 1
>=0.25 %C Annealed 650 190 2
Non-alloy steel and cast steel, free 2
cutting steel <0.55 %C Quenched and tempered 850 250 3
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5
Annealed 600 200 6
Low alloy steel and cast steel 930 275 v
(less than 5% of alloying elements) Quenched and tempered 1000 300
1200 350 9
High alloyed steel, cast steel, Annealed 680 200 10
and tool steel Quenched and tempered 1100 325 1
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20

* When using external coolant supply only, reduce cutting speed by 10%.
¢ Use internal coolant supply when machining austenitic stainless steel.

ISCAR
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1
1
Recommended Machining Conditions %
SUMOCHAM E
Feed vs. Drill Diameter m
. D=6-7.0 | D=8-99 | D=10-11.9 | D=12-139 | D=14-159 | D=16-190 | D=20-259 | D=26-32.9
M, No.® V m/min o §
1 80-110-140 n
2 80-105-130 0.09 0.12 0.15 0.18 0.20 0.5 0.5 0.30 0
3 80-100-120 0.11 0.17 0.21 0.24 0.27 0.35 0.35 0.40 =
s e 0.13 022 0.8 030 035 045 045 050 =
5 50-70-90
6 80-100-120
= E— 0.09 0.12 0.14 0.16 0.18 023 025 030
0.12 0.18 0.21 0.24 0.26 0.31 0.35 0.40
8 e 0.5 025 028 032 035 040 045 050
9 40-55-70
10 e 0.09 012 012 015 018 020 022 025
0.11 0.16 0.17 0.20 0.23 0.25 0.27 0.30
1 40-60-80 0.12 0.20 022 0.25 0.28 0.30 0.33 0.35
15 90-125-160
16 80-110-140
17 0195180 012 0.15 020 025 0.0 035 035 040
0.15 0.22 0.27 0.32 0.37 0.45 0.47 0.50
18 S 018 00 035 040 045 0.55 060 060
19 90-125-160
20 80-110-140

B Recommended cutting data

M For workpiece materials list, see pages 1114-1149 . As a starting value, the middle of the recommended machining range should be used.
Then, according to the wear results, conditions can be changed to optimize performance.
The data refers to IC908
No need to reduce the cutting parameters while using 8XD and up holders

Member IMC Group
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Material Groups
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Tensile .
Strength Hardness Material
Material Condition [N/mm? HB No.
<0.25 %C Annealed 420 125 1
>=0.25 %C Annealed 650 190 2
Noq-alloy steel and cast steel, free <0.55 %C Quenched and tempered 850 250 &
cutting steel
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 6]
Annealed 600 200 6
Low alloy steel and cast steel 930 275 I
(less than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
) Annealed 680 200 10
High alloyed steel, cast steel,
and tool steel Quenched and tempered 1100 325 1
Siailzes $& g Ferritic/martensitic 680 200 12
s it Martensitc 820 240 13
Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fioer plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39

* When using external coolant supply only, reduce cutting speed by 10%
® Use internal coolant supply when machining austenitic stainless steel
* When using more than 5XD drill ratio, reduce cutting parameters by 10%
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=
Recommended Machining Conditions DD:
SUMOCHAM ﬁ
Feed vs. Drill Diameter m
T D=5-5.9 D=6-79 | D=8-99 [ D=10-11.9 | D=12-13.9 | D=14-159 | D=16-19.9 | D=20-25.9 | D=26-32.9
No.t V m/min mm/rev §
1 80-110-140 N
2 80-105-130 | o7 0.09 0.12 015 0.18 0.20 0.25 0.25 0.30 N
3 80-100-120 0.09 0.11 0.17 0.21 0.24 0.27 0.35 0.35 0.40
4 7000110 | 0.11 0.13 0.22 028 030 035 045 045 050 z
5 50-70-90
6 80-100-120 0.09
7 Y| 0.07 012 0.12 0.14 0.16 0.18 023 025 0.30
8 7000 | 0.10 ot 0.18 0.21 0.24 0.26 0.31 0.35 0.40
| 0.13 025 028 032 035 0.40 045 050
9 40-55-70
10 50-70-90 0.07 0.09 0.12 0.12 0.15 0.18 0.20 022 025
| 0.09 0.11 0.16 0.17 0.20 0.23 0.25 0.27 0.30
11 40-60-80 040 042 020 022 025 028 030 033 035
12 40-55-70 0.06 0.08 0.10 0.12 014 0.16 0.16 0.18 0.20
0.07 0.09 0.12 0.15 0.17 0.20 0.21 0.24 0.27
13 40-55-70 0.08 0.10 0.15 0.18 0.20 0.24 0.26 0.30 0.35
0.06 0.08 0.10 0.12 0.14 0.16 0.16 0.18 0.20
30-50-70 0.07 0.09 0.12 0.15 0.17 0.20 0.21 0.24 0.27
0.08 0.10 0.15 0.18 0.20 024 026 0.30 035
90-125-160
80-110-140
Ty 0.10 0.12 0.15 020 025 030 035 035 0.40
0.13 0.15 0.22 0.27 0.32 0.37 0.45 0.47 0.50
80-110-140 0.15 0.18 0.30 0.35 0.40 045 0.55 0.60 0.60
90-125-160
80-110-140
90-155-220
0.20 025 030 035 040 045 050
0.27 0.32 0.37 0.42 0.50 0.57 0.67
80-120-160 0.35 0.40 0.45 050 0.60 0.70 0.75
90-155-220
30-45-60
0.05 0.06 0.08 0.10 0.12 0.12 0.14 0.16
20-35-50 0.06 0.08 0.10 0.12 0.15 0.16 0.18 0.20
0.07 0.1 0.13 0.15 0.18 0.20 022 025
0.05 0.06 0.08 010 0.12 0.14 0.16 0.18
20-85-50 0.06 0.09 0.11 0.14 0.16 0.18 0.20 0.22
0.07 0.12 0.15 018 0.20 022 025 027
0.05 0.06 008 0.10 012 0.14 0.16 0.18
20-35-50 0.06 0.09 0.11 0.14 0.16 0.18 0.20 0.22
0.07 0.12 0.15 018 0.20 0.22 025 027

B Recommended cutting data

() For workpiece materials list, see pages 1114-1149 . As a starting value, the middle of the recommended machining range should be used.
Then, according to the wear results, conditions can be changed to optimize performance.
The data refers to IC908

Member IMC Group
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Machining Data for MINC drills
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Tensile .
Strength Hardness Material
ISO Material Condition [N/mm?] HB No.t
<0.25 %C Annealed 420 125 1
>=0.25 %C Annealed 650 190 2
LSl IRl EE B U <0.55%C Quenched and tempered 850 250 3
cutting steel
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5
Annealed 600 200 6
Low alloy steel and cast steel 930 215 7
(less than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
High alloyed steel, cast steel, Annealed 660 200 10
and tool steel Quenched and tempered 1100 325 11
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensitic 820 240 13
Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

e Grades: first choice IC808
() For workpiece materials list, see pages 1114-1149
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—
—
Feed vs. Drill Diameter F [mm/rev] 1
Cutting Speed Vc [m/min] 26< @D <28 29< @D <32 33< @D <35 36< @D <43 44< @D <50 m
Mat. No. V¢ min Ve max f min f max f min f max f min f max f min f max f min f max §
120 200 LIJ
0.25 0.35 0.25 0.35 0.25 0.40 0.25 0.40 0.28 0.45 D
130 190 z
120 180 0.25 0.33 0.25 0.33 0.25 0.38 0.25 0.38 0.26 043
U
100 160 0.25 0.33 0.25 0.33 0.25 0.36 0.25 0.36 0.26 041
90 140 0.12 0.24 0.12 0.24 0.16 0.25 0.18 0.25 0.18 0.30
90 140 0.12 0.24 0.12 0.24 0.16 0.25 0.18 0.25 0.18 0.30
150 250 0.25 0.40 0.25 0.45 0.3 0.50 03 0.50 0.35 0.55
160 260 0.3 0.50 0.3 0.50 0.35 0.55 0.35 0.55 04 0.60
30 60
0.1 0.16 0.1 0.18 0.15 0.20 0.15 0.22 0.16 0.24
20 50
20 50 0.1 0.16 0.12 0.18 0.14 0.2 0.14 0.2 0.16 0.22
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Troubleshooting

USER GUIDE

Cutting Edge Chipping

1. Check the stability of the machine spindle,
tool and workpiece clamping rigidity.

2. Reduce feed rate, increase speed.

3. If the drill vibrates, reduce cutting speed
and increase feed rate.

4. When drilling rough, hard or sloped surfaces
(up to 7°), reduce the feed rate by 30-50%
when entering and exiting.

5. Check cooling lubricant and increase coolant
pressure. In case of external coolant supply,
improve jet direction and add cooling jets.

Chisel Area Chipping
1. Reduce feed rate.
2. Increase coolant pressure.
3. Check the adaptation. Use hydraulic clamping
chuck, MAXIN power chuck or side lock systems.
4. Increase workpiece chucking force.

Excessive Flank Wear
1. Check that the correct geometry is used.
2. Reduce cutting speed.
3. Increase internal coolant pressure.

Excessive Flute Land Wear
1. Check that the correct geometry is used.
2. Check the runout and make sure it is within
0.02 mm T.1.R. (radial and axial).
3. Reduce cutting speed.
4. When drilling rough, hard or sloped
surfaces (up to 7°), reduce the feed rate by
30-50% when entering and exiting.
5. Increase coolant pressure.
6. Check the chisel point runout and make
sure it is within 0.02 mm T.I.R.
7.Increase workpiece chucking force stability and rigidity.
8. If there is low pocket gripping force - replace drill body.

/

Built-Up Edge
1.Increase cutting speed/feed.
2. Increase coolant pressure.

@ > D nominal + 0.15mm

D nominal
<@ < D nominal - 0.03mm

Deviation of Hole Tolerance

1. Check the runout and make sure it is within 0.02
mm T.1.R. (radial and axial cutting points).

2. Reduce feed rate.

3. Check the chisel point runout and make
sure that it is within 0.02 mm T.L.R.

4. Wrong cutting edge. Replace head.

5. Increase workpiece chucking force.

6. Check the adaptation. Use hydraulic clamping chuck,
MAXIN power chuck or side clamping systems.

7.Increase internal coolant pressure.

ISCAR
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Troubleshooting

Surface Finish Too Rough

1. Check the runout and make sure it is within
0.02 mm T.1.R. (radial and axial).

2. Adjust the feed for improved chip formation.

3.n case of chip jamming - increase the coolant
flow and/or reduce the cutting speed.

4. Increase the coolant pressure.

5. Check the chisel point runout and make
sure it is within 0.02 mm T.1.R.

6. Use pecking cycle.

7.Use double margin geometry.
Hole Not Straight:

1.Use 2M geometry.

2. Drill a pre-hole for centering (check
recommendations for pre-hole operation).

3. Increase coolant pressure; improve jet direction
in case of external coolant supply.

4. Increase the feed.
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Inaccurate Hole Position
1. Check the runout and make sure it is within
0.02 mm T.1.R. (radial and axial).
2. Check the stability of the machine spindle,
tool and workpiece clamping rigidity.
3. When drilling rough, hard or sloped surfaces (up to 7°),
reduce the feed rate by 30%-50% when entering.
4. Drill a pre-hole with a 140° point angle for centering.
5. Check the chisel point runout and make
sure it is within 0.02 mm T.I.R.

Burrs on Exit

1. Reduce the feed rate by 30%-50% when exiting.

2. Replace the worn head.

3. Check the adaptation. Use hydraulic clamping chuck,
MAXIN power chuck or side clamping systems.

Applications for DCNS Drills

= SUMO-"CHAM SUMOCHAM || SUMOGHAM
= O O For better stability in
% % rough applications and
interrupted cuts
LiJ
! [N Ly J
SUMO-"CHAM
Can be used on
multi-spindle applications
I for close spacing
between adjacent drills
Replaces solid When using Shorter projection
carbide drills SUMOUNICHAM,  compared to
without changing the drill's projection SUMOCHAM,
any holding can be adjusted when required
components

Moderate Helix High Helix

Member IMC Group
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Regrinding Instructions for Geometry

After Each Grinding Operation Rotate the Drill
180° and Repeat the Grinding Procedure
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é:% DAT
AT

|

éi%% 30°
'

0.12-0.18 mm

Primary Clearance

Secondary Clearance

Chisel

DAT

Edge Preparation
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Regrinding Instructions for ICP Geometry

USER GUIDE

After Each Grinding Operation Rotate the Drill
180° and Repeat the Grinding Procedure

DAT
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Primary Clearance

DAT

Secondary Clearance

Chisel

0.12-0.18 mm

A-A
R=0.03-0.05 mm

Edge Preparation

Member IMC Group
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Regrinding Instructions for ICK Geometry

After Each Grinding Operation Rotate the Drill
180° and Repeat the Grinding Procedure
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DAT

Primary Clearance

DAT

Secondary Clearance

0.12-0.18 mm

Chisel

DAT
Aw| A-A

R=0.03-0.05mm

.

Edge Preparation

ISCAR




MODUDRILL
o LF < LS =
MD_BODY MD-DFN " ‘ ‘ " ‘r
Modular Drill Bodies, Each E@g e~~~ b
Can Carry a Variety of ! 1 ‘ |
Exchangeable Driling Heads aan LCF
with Different Diameters %‘3

DCONMS  DF LS LF LCF  DCN®  DCX? DCONWS® / 4

MD-BODY-33-36-400-32A 32.00 42,00 60.0 445,00 393.3 33.00 36.90 6.70 SET SCREW M6-MODUDRILL  BLD T16/S7 ~ SW6-T-SH
MD-BODY-37-40-400-32A 32.00 42.00 60.0 445.00 393.3 37.00 40.00 6.90 SET SCREW M6-MODUDRILL  BLD T15/87 ~ SW6-T-SH

() Cutting diameter minimum
(2 Cutting diameter maximum
(3 HEAD connection size

n
—
=
0
0
LLI
—
g
LLJ
a
Z

For tools, see pages: MD-DFN-HEAD (571) ¢ MD-DR-DH-HEAD (572)

IIMLAR HEAyDRlLL
MD-DFN-HEAD T F!:‘ '&i
Exchangeable Driling Heads /

Carrying CHAMIQDRILL
Solid Carbide Inserts

DCN® DeX@ LPR DCONMS SSCOl MIID® f

MD-DFN 330 HEAD 33.00 33.90 36.90 6.70 33 HFP 330-1Q KDFN 30-40
MD-DFN 340 HEAD 34.00 34.90 37.20 6.70 34 HFP 340-1Q K DFN 30-40
MD-DFN 350 HEAD 35.00 35.90 37.20 6.70 35 HFP 350-1Q KDFN 30-40
MD-DFN 360 HEAD 36.00 36.90 37.60 6.70 36 HFP 360-1Q K DFN 30-40
MD-DFN 370 HEAD 37.00 37.90 37.60 6.90 37 HFP 370-IQ KDFN 30-40
MD-DFN 380 HEAD 38.00 38.90 38.00 6.90 38 HFP 380-1Q KDFN 30-40
MD-DFN 390 HEAD 39.00 40.00 38.00 6.90 39 HFP 390-IQ KDFN 30-40

® For user guide and cutting conditions, see pages 575-578

() Cutting diameter minimum ¢ Do not mount smaller drilling heads other than the specified range of the drill body

(2 Cutting diameter maximum

(@) Seat size code

(@) Master insert identification

For inserts, see pages: HFP-IQ (574)
For holders, see pages: MD-BODY (571)

Member IMC Group




p) MODUDRILL S—
MODULAR HEADS
22 MD-DR-DH-HEAD A@i
SN Exchangeable Driling _
@@ Heads with Guide Pads, oC P& Joco
D Carrying Square Inserts
L PL
—
M DC LPR DCONMS MIID) MIID_2@ PL
MD-DR-DH 330 070606-06 33.00 33.00 6.70 SOMX 06 SOMX 07 @) 1.00
§ MD-DR-DH 340 070606-06 34.00 33.00 6.70 SOMX 06 SOMX 07 @ 1.00
MD-DR-DH 350 070606-06 35.00 33.00 6.70 SOMX 07 - 1.00
L MD-DR-DH 370 070707-06 37.00 39.00 6.90 SOMX 07 - 1.00
D MD-DR-DH 380 070707-06 38.00 39.00 6.90 SOMX 07 - 1.00
Z MD-DR-DH 390 070707-06 39.00 39.00 6.90 SOMX 07 - 1.00
= ® For user guide and cutting conditions, see pages 597-610
() Master insert identification
(2 Master insert identification 2
@) Inner insert
For inserts, see pages: SOMX-DT (595) ¢ SOMX-GF (595) ® SOMX-HD (595)
For holders, see pages: MD-BODY (571)
Spare Parts
& / & / Y 4
SR 14-560-HG T-8/53 SR 22052/HG-P IP-7/51 GPS-06-20-120
cHam(briLL
700 LINE OAL ]
DFN A-1.5D-1Q PRy S A@i
Indexable Head Drills with f J f }
Coolant Holes and One Flat DCN-DCX k7 DCONMShs DF
Shank, Driling Depth 1.5xD P D 4
ol lPL
DCN®  DCX? DCONMS  DF LU LPR PL LS OAL SSCH! F
DFN 330-050-32A-1.5D-1Q 33.00 33.90 32.00 42,00 50.0 87.5 7.33 60.0 14750 330  KDFN 30-40
DFN 340-051-32A-1.5D-1Q 34.00 34.90 32.00 42,00 51.0 90.2 7.62 60.0 150.20 340  KDFN 30-40
DFN 350-053-32A-1.5D-1Q 35.00 35.90 32.00 42,00 530 928 7.65 60.0 152.80 350  KDFN 30-40
DFN 360-054-32A-1.5D-1Q 36.00 36.90 32.00 42.00 54.0 95.5 8.15 60.0 155.50 360  KDFN 30-40
DFN 370-056-32A-1.5D-1Q 37.00 37.90 32.00 42,00 56.0 98.1 8.04 60.0 158.10 370  KDFN 30-40
DFN 380-057-32A-1.5D-1Q 38.00 38.90 32.00 42.00 57.0 100.8 8.20 60.0 160.80 380  KDFN 30-40
DFN 390-059-32A-1.5D-1Q 39.00 40.00 32.00 42,00 59.0 103.4 8.43 60.0 163.40 390  KDFN 30-40

 For user guide and cutting conditions, see pages 575-578

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
() Cutting diameter maximum

@) Seat size code

For inserts, see pages: HFP-IQ (574)

cHAmI(briLL
il

700 LINE OAL
DFN A-3D-1Q o LPR ‘ s —| /f
Indexable Head Drills with I— f !
Coolant Holes and One Flat DCN-DCX K7 @ DCONMShe DF
Shank, Drilling Depth 3xD i | ~  Tl=— |
PL

DCN®  DCX®  DCONMS  DF LU LPR PL LS OAL SSCOl i

DFN 330-099-32A-3D-1Q 33.00 33.90 32.00 42.00 99.0 137.0 7.33 60.0 197.00 330  KDFN 30-40
DFN 340-102-32A-3D-1Q 34.00 34.90 32.00 42,00 102.0 141.2 7.62 60.0 201.20 340  KDFN 30-40
DFN 350-105-32A-3D-1Q 35.00 35.90 32.00 42,00 105.0 145.3 7.65 60.0 206.30 350  KDFN 30-40
DFN 360-108-32A-3D-1Q 36.00 36.90 32.00 42,00 108.0 149.5 8.15 60.0 209.50 360  KDFN 30-40
DFN 370-111-32A-3D-1Q 37.00 37.90 32.00 42.00 111.0 163.6 8.04 60.0 213.60 370  KDFN 30-40
DFN 380-114-32A-3D-1Q 38.00 38.90 32.00 42,00 114.0 157.8 8.20 60.0 217.80 380  KDFN 30-40
DFN 390-117-32A-3D-1Q 39.00 40.00 32.00 42.00 117.0 161.9 8.43 60.0 221.90 39.0  KDFN 30-40

® For user guide and cutting conditions, see pages 575-578

() Cutting diameter minimum ¢ Do not mount smaller drilling heads other than the specified range of the drill body
(2 Cutting diameter maximum

(@) Seat size code

For inserts, see pages: HFP-IQ (574)

ISCAR




cHami(briLL

700 LINE OAL
DFN A-5D-1Q LPR ‘ Ls —| 'r

Indexable Head Drills with L \

r y !
Coolant Holes and One Flat DCN-DCX K7 DcoLMshe DF
Shank, Driling Depth 5xD ' \ § — ' |

S

DCN®  DCX® DCONMS  DF LU LPR PL LS OAL $SCO f

DFN 330-165-32A-5D-1Q 33.00 33.90 32.00 42.00 165.0 203.0 7.33 60.0 263.00 33.0 KDFN 30-40
DFN 340-170-32A-5D-1Q 34.00 34.90 32.00 42.00 170.0 209.2 7.62 60.0 269.20 34.0 K DFN 30-40
DFN 350-175-32A-5D-1Q 35.00 35.90 32.00 42.00 175.0 21563 7.65 60.0 275.30 35.0 KDFN 30-40
DFN 360-180-32A-5D-1Q 36.00 36.90 32.00 42.00 180.0 2215 8.15 60.0 281.50 36.0 KDFN 30-40
DFN 370-185-32A-5D-1Q 37.00 37.90 32.00 42.00 185.0 2276 8.04 60.0 287.60 37.0 KDFN 30-40
DFN 380-190-32A-5D-1Q 38.00 38.90 32.00 42.00 190.0 233.8 8.20 60.0 293.80 38.0 KDFN 30-40
DFN 390-195-32A-5D-1Q 39.00 40.00 32.00 42.00 196.0 239.9 8.43 60.0 299.90 39.0 KDFN 30-40

* For user guide and cutting conditions, see pages 575-578

() Cutting diameter minimum ® Do not mount smaller drilling heads other than the specified range of the drill body

(2) Cutting diameter maximum

() Seat size code

n
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For inserts, see pages: HFP-IQ (574)

cHami(briLL

700 LINE
DFN A'SD'IQ LPR et LS ’r
Indexable Head Drills with L | J ﬂ

Coolant Holes and One Flat ! I f
DCN-DCX k7 DCONMShs DF
Shank, Driling Depth 8xD m\\ L] & ¢

e

DCN®  DCX® DCONMS  DF LU LPR PL LS OAL SSCO i

DFN 330-264-32A-8D-1Q 33.00 33.90 32.00 42.00 264.0 302.0 7.33 60.0 362.00 33.0 KDFN 30-40
DFN 340-272-32A-8D-1Q 34.00 34.90 32.00 42.00 272.0 311.2 7.62 60.0 371.20 34.0 K DFN 30-40
DFN 350-280-32A-8D-1Q 35.00 35.90 32.00 42.00 280.0 320.3 7.65 60.0 380.30 35.0 KDFN 30-40
DFN 360-288-32A-8D-1Q 36.00 36.90 32.00 42.00 288.0 329.5 8.15 60.0 389.50 36.0 KDFN 30-40
DFN 370-296-32A-8D-1Q 37.00 37.90 32.00 42.00 296.0 338.6 8.04 60.0 398.60 37.0 K DFN 30-40
DFN 380-304-32A-8D-1Q 38.00 38.90 32.00 42.00 304.0 347.8 8.20 60.0 407.80 38.0 KDFN 30-40
DFN 390-312-32A-8D-1Q 39.00 40.00 32.00 42.00 312.0 356.9 8.43 60.0 416.90 39.0 KDFN 30-40

e For user guide and cutting conditions, see pages 575-578

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

(2 Cutting diameter maximum

@) Seat size code

For inserts, see pages: HFP-IQ (574)
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cHami{briLL

HFP-IQ

Exchangeable DFN Drill Heads
for Carbon and Alloy Steel
(ISO P) and Cast Iron (ISO K)

1.0

Designation

HFP 330-1Q
HFP 331-1Q
HFP 332-1Q
HFP 333-1Q
HFP 334-1Q
HFP 335-1Q
HFP 339-1Q
HFP 340-1Q
HFP 343-1Q
HFP 345-1Q
HFP 349-1Q
HFP 350-1Q
HFP 355-1Q
HFP 360-1Q
HFP 362-1Q
HFP 364-1Q
HFP 365-1Q
HFP 370-1Q
HFP 375-1Q
HFP 380-1Q
HFP 381-1Q
HFP 385-1Q
HFP 390-1Q
HFP 392-1Q
HFP 395-1Q
HFP 397-1Q
HFP 400-1Q

* Intermediate sizes can be supplied on request
() Seat size code

For tools, see pages: DFN A-1.5D-IQ (572) * DFN A-3D-IQ (572)  DFN A-5D

cHamI(brILL

IFP-IQ

Exchangeable DFN Drill Heads
for Stainless Steel (ISO M) and
High temp. alloys (ISO S)

Designation

IFP 330-1Q
IFP 332-1Q
IFP 335-1Q
IFP 340-1Q
IFP 345-1Q
IFP 350-1Q
IFP 355-1Q
IFP 360-1Q
IFP 362-1Q
IFP 370-1Q
IFP 375-1Q
IFP 380-1Q
IFP 385-1Q
IFP 390-1Q
IFP 392-1Q
IFP 395-1Q
IFP 400-1Q

Dimensions
S
DC LPR LF SSc KCH e
33.00 18.50 11.2 33.0 30.0 [
33.10 18.50 11.2 33.0 30.0 .
33.20 18.50 11.2 33.0 30.0 [
33.30 18.50 11.2 33.0 30.0 [
33.40 18.50 1.2 33.0 30.0 (]
33.50 18.50 11.2 33.0 30.0 [
33.90 18.50 11.2 33.0 30.0 [
34.00 19.70 12.1 34.0 30.0 .
34.30 19.70 121 34.0 30.0 [
34.50 19.70 121 34.0 30.0 [
34.90 19.70 12.1 34.0 30.0 (]
35.00 19.70 121 35.0 30.0 [
35.50 19.70 121 35.0 30.0 °
36.00 20.80 12.7 36.0 30.0 .
36.20 20.80 12.7 36.0 30.0 (]
36.40 20.80 12.7 36.0 30.0 °
36.50 20.80 12.7 36.0 30.0 .
37.00 20.80 12.8 37.0 30.0 [
37.50 20.80 12.8 37.0 30.0 °
38.00 22.00 13.8 38.0 30.0 (]
38.10 22.00 13.8 38.0 30.0 [
38.50 22.00 13.8 38.0 30.0 °
39.00 22.00 13.6 39.0 30.0 .
39.20 22.00 13.6 39.0 30.0 [
39.50 22.00 13.6 39.0 30.0 (]
39.70 22.00 13.6 39.0 30.0 .
40.00 23.00 14.4 39.0 30.0 o
-1Q (573) » DFN A-8D-1Q (573)
= el
DC - SIG
j LF I=|
LPR
Dimensions
S
DC LPR LF SSc SIG ]
33.00 18.50 13.48 33 140 [
33.20 18.50 13.45 33 140 .
33.50 18.50 13.41 €8 140 .
34.00 19.70 14.53 34 140 [
34.50 19.70 14.46 34 140 o
35.00 19.70 14.38 35 140 °
35.50 19.70 14.30 35 140 °
36.00 20.80 15.33 36 140 (]
36.20 20.80 15.30 36 140 .
37.00 20.80 15.18 37 140 [
37.50 20.80 156.10 37 140 o
38.00 22.00 16.22 38 140 [}
38.50 22.00 16.15 38 140 [
39.00 22.00 16.07 39 140 .
39.20 22.00 16.04 39 140 [
39.50 22.00 16.00 39 140 [
40.00 22.00 15.92 40 140 [

() Seat size code

For tools, see pages: DFN A-1.5D-IQ (572) ¢ DFN A-3D-1Q (672) ® DFN A-5D-IQ (573) * DFN A-8D-IQ (573)
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cHami{briLL USER GUIDE

700 LINE

Insert Clamping Instructions

n
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Exiting inclined surface
Up to 7°, reduce feed by 50-70% during exiting

Entering inclined surface
Up to 7°

Boring
Not possible

Cross hole
Maximum cross hole diameter must be V4 of drill diameter

Stacked plates
Requires a rigid clamping

Chamber
Reduce feed by 50-70%, maximum depth 3XD

Convex
The radius of the penetration surface must be 4X the CHAMIQDRILL head @D.
Short pre-hole is needed

Concave
Spot facing operation is needed before drilling

Member IMC Group




cHami(briLL USER GUIDE

—
—
LL] Cutting Condition Recommendations Indication of Drill Head Wear
_l imi
0 CHAMIQDRILL Wear Limit
Feed vs. Drill Diameter )
0.2-0.3
Mtl. v D=33.0-40.0 N
LéJ m/min mm/rev
Z 1 80-110-140
— 2 80-105-130 0.30 .
3 80-100-120 0.40 Diameter Change
4 70-90-110 0.50 @ > D nominal + 0.15 mm
5 50-70-90 D nominal
6 80-100-120
7 70-90-110 ;)i(; D<D n(?minal - 0.03 mm
8 50-70-90 : S 1 W &
0.50 S ‘ B
o I NN NN
025 R \ S AR
50-70-90 : ——— p e —
T | sommmnn
Jp—— 0.30 AR ! D AN,
_ Dt Power Restriction
90-125-160
pm )
80-110-140 Px1.25
0.40
90-135-180
0.50
80-110-140
0.60
90-125-160 0
80-110-140
) New drilling head
. . @ \Worn-out drilling head
Flow Rate vs. Pressure and Drill Diameter
DI RIETE A TN Pressure (bar) Flow Rate (liter/min) Surface Finish Declines
33 20 60
34 20 60
20 60
20 60
20 60
20 70 % %
20 70
20 70 k %

ISCAR




cHami(briLL USER GUIDE

700 LINE U)
—
—
Achievable Hole Tolerances %
5xD Drills 400 mm Modular Drills Alloy LL
Alloy and Carbon Steel and Cast Iron and Carbon Steel and Cast Iron —
Hole Geometrical Feature What Should You Expect Hole Geometrical Feature What Should You Expect m
@ Diameter tolerance +0.06 mm @ Diameter tolerance +0.06 mm §
0.035

Circularity O Circularity O 0.035 LIJ
Hole axis straightness (/100mm) 0.03-0.10 Hole axis straightness (/100mm) AR %

sutace sn e E—— v 06-3.2Ra

Troubleshooting

Cutting Edge Chipping

1. Check the stability of the machine spindle,
tool and workpiece clamping rigidity.

2. Reduce feed rate, increase speed.

3. If the drill vibrates, reduce cutting
speed and increase feed rate.

4. When drilling rough, hard or sloped
surfaces (up to 7°), reduce the feed rate by
50-70% when entering and exiting.

5. Check cooling lubricant and increase coolant
pressure. In case of external coolant supply,
improve jet direction and add cooling jets.

Chisel Area Chipping
1. Reduce feed rate.
2. Increase coolant pressure.
3. Increase workpiece chucking force.

Excessive Flank Wear
. Reduce cutting speed.
2. Increase internal coolant pressure.

—

Excessive Land Wear

1. Check the runout and make sure it is within
0.08 mm T.L.R. (radial and axial).

2. Reduce cutting speed.

3. When drilling rough, hard or sloped surfaces
(up to 7°), reduce the feed rate by 50%-
70% when entering and exiting.

4. Increase coolant pressure.

5. Check the chisel point runout and make
sure it is within 0.03 mm T.I.R.

6. Increase workpiece chucking force
stability and rigidity.

Member IMC Group




USER GUIDE

cHami(briLL

700 LINE

Troubleshooting

Built-Up Edge
1.Increase cutting speed/feed.
2. Increase coolant pressure.

N
—
=
0
&)
(|
—
%
L
a)
Z

Deviation of Hole Tolerance

1. Check the runout and make sure it is within 0.03
mm T.I.R. (radial and axial cutting points).

2. Reduce feed rate.

3. Check the chisel point runout and make
sure it is within 0.03 mm T.L.R.

4.Worn cutting edge. Replace head.

5. Increase workpiece chucking force.

6. Increase internal coolant pressure.

Surface Finish Too Rough

1. Check the runout and make sure it is within
0.08 mm T.L.R. (radial and axial).

2. Adjust the feed for improved chip formation.

3.n case of chip jamming - increase the coolant
flow and/or reduce the cutting speed.

4. Increase the coolant pressure.

5. Check the chisel point runout and make
sure it is within 0.03 mm T.I.R.

6. Use pecking cycle.

7. Replace the drilling head

Hole Not Straight
1. Drill a pre-hole for centering (check
recommendations for pre-hole operation).
2.Increase coolant pressure; improve jet direction
- - in case of external coolant supply.
3. Increase the feed.

Inaccurate Hole Position
1. Check the runout and make sure it is within
0.08 mm T.I.R. (radial and axial).
2. Check the stability of the machine spindle,
tool and workpiece clamping rigidity.
3. When drilling rough, hard or sloped surfaces (up to 7°),
reduce the feed rate by 50%-70% when entering.
4. Drill a pre-hole with a 140° point angle for centering.
5. Check the chisel point runout and make
sure it is within 0.03 mm T.1.R.

Burrs on Exit
1. Reduce the feed rate by 50%-70% when exiting.
2. Replace the worn head.

ISCAR




CHAMDRILL — N
DCM-3D (7.5-25.9 mm) o = — F!:‘ 4&‘ —l
Indexable Head Drills with One D=75-219 ponpox B - ocdums éF :l
Flat Shank, Drilling Depth 3xD P | — 9 v D:
)
D=22-259 LL]
—
oy 7
DCN®  DCX® DCONMS  DF L LPR PL LS OAL ssce 7
DCM 075-022-12A-3D 7.50 7.90 12.00 16.00 220 33.1 1.36 450 78.10 8.0 K DCM- 8 §
DCM 080-024-12A-3D 8.00 8.40 12.00 16.00 24.0 35.0 1.46 45.0 80.00 8.0 K DCM- 8
DCM 085-025-12A-3D 8.50 8.90 12.00 16.00 250 37.0 1.55 450 82.00 80 K DCM- 8 LL
DCM 090-027-12A-3D 9.00 9.40 12.00 16.00 27.0 39.1 1.64 450 84.10 9.0 K DCM- 9 A
DCM 095-028-12A-3D 9.50 9.90 12.00 16.00 28.0 411 1.73 45.0 86.10 9.0 KDCM- 9 Z
DCM 100-030-16A-3D 10.00 10.40 16.00 20.00 300 44.0 1.82 480 92.00 10.0 K DCM-10 —
DCM 105-031-16A-3D 10.50 10.90 16.00 20.00 31.0 46.0 1.91 48.0 94.00 10.0 K DCM-10
DCM 110-033-16A-3D 11.00 11.40 16.00 20.00 33.0 48.1 2.00 48.0 96.10 11.0 K DCM-11
DCM 115-034-16A-3D 11.50 11.90 16.00 20.00 34.0 500 2.09 480 98.00 11.0 K DCM-11
DCM 120-036-16A-3D 12.00 12.40 16.00 20.00 36.0 52.2 2.18 480 100.20 12.0 K DCM-12
DCM 125-037-16A-3D 12.50 12.90 16.00 20.00 37.0 53.8 221 48.0 101.80 12.0 KDCM-12
DCM 130-039-16A-3D 13.00 13.40 16.00 20.00 39.0 56.5 2.37 480 104.50 13.0 K DCM-13
DCM 135-040-16A-3D 13.50 13.90 16.00 20.00 40.0 58.5 2.46 48.0 106.50 13.0 KDCM-13
DCM 140-042-16A-3D 14.00 14.40 16.00 20.00 42,0 61.2 255 480 109.20 14.0 K DCM-14
DCM 145-043-16A-3D 14.50 14.90 16.00 20.00 430 64.8 2,64 480 112.80 14.0 K DCM-14
DCM 150-045-20A-3D 15.00 16.90 20.00 25.00 45.0 65.7 2.73 50.0 115,70 15.0 K DCM-15
DCM 160-048-20A-3D 16.00 16.90 20.00 25.00 48.0 70.0 291 50.0 120.00 16.0 K DCM-16
DCM 170-051-20A-3D 17.00 17.90 20.00 25.00 51.0 735 3.09 50.0 123.50 17.0 K DCM-17
DCM 180-054-25A-3D 18.00 18.90 25.00 32.00 54.0 78.3 3.28 56.0 134.30 18.0 K DCM-18
DCM 190-057-25A-3D 19.00 19.90 25.00 32.00 57.0 82.3 3.46 56.0 138.30 19.0 K DCM-19
DCM 200-060-25A-3D 20.00 20.90 25.00 32.00 60.0 87.0 3.64 56.0 143.00 200 K DCM-20
DCM 210-063-25A-3D 21.00 21.90 25.00 32.00 63.0 90.8 3.82 56.0 146.80 21.0 K DCM-21
DCM 220-066-25A-3D 22.00 22.90 25.00 32.00 66.0 95.1 4.00 56.0 151.10 220 K DCM-22
DCM 230-069-25A-3D 23.00 23.90 25.00 32.00 69.0 99.5 419 56.0 155.50 23.0 K DCM-23
DCM 240-072-25A-3D 24,00 24.90 25.00 32.00 72.0 103.6 4.37 56.0 159.60 24.0 K DCM-24
DCM 250-075-25A-3D 25.00 25.90 25.00 32.00 750 109.0 4.55 56.0 165.00 25.0 K DCM-25

e Drill tolerance: k7 e For user guide and cutting conditions, see pages 582-587

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body
(@) Cutting diameter maximum

) Seat size code

For inserts, see pages: IDI-SG (581) ¢ IDI-SK (581)
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UNICHAMDRILL

DCM-3.5D (7.5-20.9 mm)
Indexable Head Dirills without

a Flange and One Flat Shank,
Drilling Depth 3.5xD, Suitable
for Chamfering Holders

DCM 075-026-8B-3.5D 7.50
DCM 080-028-8B-3.5D 8.00
DCM 085-029-9B-3.5D 8.50
DCM 090-031-9B-3.5D 9.00
DCM 095-033-10B-3.5D 9.50
DCM 100-033-10B-3.5D 10.00
DCM 105-034-11B-3.5D 10.50
DCM 110-036-11B-3.5D 11.00
DCM 115-038-12B-3.5D 11.50
DCM 120-042-12B-3.5D 12.00
DCM 125-042-13B-3.5D 12.50
DCM 130-042-13B-3.5D 13.00
DCM 135-044-14B-3.5D 13.50
DCM 140-048-14B-3.5D 14.00
DCM 145-050-15B-3.5D 14.50
DCM 150-052-15B-3.5D 15.00
DCM 160-052-16B-3.5D 16.00
DCM 170-055-17B-3.5D 17.00
DCM 180-060-18B-3.5D 18.00
DCM 190-062-19B-3.5D 19.00
DCM 200-066-20B-3.5D 20.00

OAL ’}‘ //ﬁ
LPR > LS —
LU |
. N
DCN;DCX 1 e e == B e i DCOTMShB
Il
7
DCX® DCONMS LU LPR PL LS OAL SSCw ¢
7.90 8.00 26.0 33.7 1.36 43.0 76.70 8.0 K DCM- 8
8.40 8.00 28.0 35.9 1.46 43.0 78.90 8.0 KDCM- 8
8.90 9.00 29.0 36.8 1:55 43.0 79.90 8.0 K DCM- 8
9.40 9.00 31.0 39.1 1.64 43.0 82.10 9.0 K DCM- 9
9.90 10.00 33.0 40.3 1.73 43.0 83.30 9.0 K DCM- 9
10.40 10.00 33.0 42.9 1.83 43.0 86.00 10.0 K DCM-10
10.90 11.00 34.0 44.8 1.91 43.0 87.80 10.0 K DCM-10
11.40 11.00 36.0 46.9 2.00 43.0 89.90 11.0 K DCM-11
11.90 12.00 38.0 48.6 2.09 43.0 91.60 11.0 K DCM-11
12.40 12.00 42.0 50.8 2.18 43.0 93.80 12.0 K DCM-12
12.90 13.00 42.0 52.6 227 43.0 95.60 12.0 KDCM-12
13.40 13.00 42.0 54.6 2.36 45.0 99.50 13.0 K DCM-13
13.90 14.00 44.0 56.1 2.46 45.0 101.20 13.0 K DCM-13
14.40 14.00 48.0 59.2 2.54 450 104.20 14.0 K DCM-14
14.90 15.00 50.0 60.9 2.64 45.0 105.90 14.0 K DCM-14
15.90 15.00 52.0 63.0 2.72 45.0 108.10 15.0 K DCM-15
16.90 16.00 52.0 67.1 2.92 48.0 115.00 16.0 K DCM-16
17.90 17.00 56.0 73.6 3.09 48.0 121.60 17.0 K DCM-17
18.90 18.00 60.0 78.2 3.28 48.0 126.30 18.0 K DCM-18
19.90 19.00 62.5 81.8 3.46 54.0 135.80 19.0 K DCM-19
20.90 20.00 66.0 84.6 3.63 54.0 138.60 20.0 K DCM-20

o Drill tolerance: k7 e For user guide and cutting conditions, see pages 582-587
() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

@) Cutting diameter maximum
() Seat size code

For inserts, see pages: IDI-SG (581) ® IDI-SK (581)

CHAMDRILL

DCM-5D (7.5-25.9 mm)
Indexable Head Dirills with One
Flat Shank, Drilling Depth 5xD

DCM 075-037-12A-5D 7.50
DCM 080-040-12A-5D 8.00
DCM 085-042-12A-5D 8.50
DCM 090-045-12A-5D 9.00
DCM 095-047-12A-5D 9.50
DCM 100-050-16A-5D 10.00
DCM 105-052-16A-5D 10.50
DCM 110-055-16A-5D 11.00
DCM 115-057-16A-5D 11.50
DCM 120-060-16A-5D 12.00
DCM 125-062-16A-5D 12.50
DCM 130-065-16A-5D 13.00
DCM 135-067-16A-5D 1350
DCM 140-070-16A-5D 14.00
DCM 145-072-16A-5D 14.50
DCM 150-075-20A-5D 15.00
DCM 160-080-20A-5D 16.00
DCM 170-085-20A-5D 17.00
DCM 180-090-25A-5D 18.00
DCM 190-095-25A-5D 19.00
DCM 200-100-25A-5D 20.00
DCM 210-105-25A-5D 21.00
DCM 220-110-25A-5D 22.00
DCM 230-115-25A-5D 23.00
DCM 240-120-25A-5D 24.00
DCM 250-125-25A-5D 25.00

: 2 Shils
DC = 22-25.9 DCN-DCX DCONMShe  DF
4 *
DC =7.5-21.9

Z

DCX?  DCONMS DF LU LPR PL LS OAL SSC®
7.90 12.00 16.00 37.0 48.1 1.36 45.0 93.10 8.0 K DCM- 8
8.40 12.00 16.00 40.0 51.0 1.46 45.0 96.00 8.0 KDCM- 8
8.90 12.00 16.00 42.0 54.0 1.85 45.0 99.00 8.0 K DCM- 8
9.40 12.00 16.00 45.0 57.1 1.64 45.0 102,10 9.0 KDCM- 9
9.90 12.00 16.00 47.0 60.1 1.78 45.0 105.10 9.0 KDCM- 9
10.40 16.00 20.00 50.0 64.0 1.82 48.0 112.00 10.0 K DCM-10
10.90 16.00 20.00 52.0 67.0 .8 48.0 115.00 10.0 K DCM-10
11.40 16.00 20.00 55.0 70.1 2.00 48.0 118.10 11.0 K DCM-11
11.90 16.00 20.00 57.0 73.0 2.09 48.0 121.00 11.0 K DCM-11
12.40 16.00 20.00 60.0 76.2 218 48.0 124.20 12.0 K DCM-12
12.90 16.00 20.00 62.0 79.2 221 48.0 127.20 12.0 KDCM-12
13.40 16.00 20.00 65.0 82.5 2.37 48.0 130.50 13.0 K DCM-13
13.90 16.00 20.00 67.0 86,5 2.46 48.0 133.50 13.0 K DCM-13
14.40 16.00 20.00 70.0 89.2 2.55 48.0 137.20 14.0 KDCM-14
14.90 16.00 20.00 72.0 92.2 2.64 48.0 140.20 14.0 K DCM-14
16.90 20.00 25.00 75.0 95.7 2.73 50.0 145.70 16.0 K DCM-15
16.90 20.00 25.00 80.0 102.0 291 50.0 1562.00 16.0 KDCM-16
17.90 20.00 25.00 85.0 107.5 3.09 50.0 1567.50 17.0 K DCM-17
18.90 25.00 32.00 90.0 114.3 3.28 56.0 170.30 18.0 K DCM-18
19.90 25.00 32.00 95.0 120.3 3.46 56.0 176.30 19.0 KDCM-19
20.90 25.00 32.00 100.0 127.0 3.64 56.0 183.00 20.0 K DCM-20
21.90 25.00 32.00 105.0 132.8 3.82 56.0 188.80 21.0 K DCM-21
22.90 25.00 32.00 110.0 139.1 4.00 56.0 195.10 22.0 K DCM-22
23.90 25.00 32.00 115.0 145.5 419 56.0 201.50 23.0 K DCM-23
24.90 25.00 32.00 120.0 151.6 4.37 56.0 207.60 24.0 K DCM-24
25.90 25.00 32.00 125.0 159.0 4.55 56.0 215.00 25.0 K DCM-25

o Drill tolerance: k7 e For user guide and cutting conditions, see pages 582-587
M) Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

(2) Cutting diameter maximum
@) Seat size code

For inserts, see pages: IDI-SG (581) ¢ IDI-SK (581)
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CHAMDRILL ‘ @p)
DCM-8D (10-25.9 mm) ¢ e i m 4&‘ —
Indexable Heald. Drills with One DC=21-25.9  DCN-DCX ——1 DCO,Q,MShG DF :l
Flat Shank, Drilling Depth 8xD i e v oC
DC= 10-20.9 O
LL
—
0
Designation DCN® DCX@  DCONMS DF LU LPR PL LS OAL SSC®
DCM 100-080-16A-8D 10,00 10.90 16.00 20.00 800 940 1.82 480 142,00 10.0 K DOM-10 §
DCM 110-088-16A-8D 11.00 11.90 16.00 20.00 88.0 103.2 2.00 48.0 151.20 11.0 K DCM-11
DCM 120-096-16A-8D 12,00 12.90 16.00 20.00 9.0 123 2.18 480 160.30 12,0 K DOM-12 LU
DCM 130-104-16A-8D 13.00 13.90 16.00 20.00 1040 1215 2.37 480 169.50 130 K DCM-13 A
DCM 140-112-16A-8D 14.00 14.90 16.00 20.00 1120 131.2 2.55 48.0 179.20 14.0 K DCM-14 Z
DCM 150-120-20A-8D 15,00 15.90 20.00 25.00 1200 1407 2.73 500 190.70 15.0 K DOM-15 =
DCM 160-128-20A-8D 16.00 16.90 20.00 25,00 128.0 150.0 291 50.0 200.00 16.0 K DCM-16
DCM 170-136-20A-8D 17.00 17.90 20.00 25,00 1360 1585 3.09 500 208.50 17.0 K DCM-17
DCM 180-144-25A-8D 18,00 18.90 25.00 32.00 144.0 168.3 3.28 56.0 224.30 18.0 K DCM-18
DCM 190-152-25A-8D 19.00 19.90 25.00 32.00 162.0 177.3 3.46 56.0 233.30 19.0 K DCM-19
DCM 200-160-25A-8D 20.00 20.90 25.00 32.00 160.0 187.2 3.64 56.0 243.20 20.0 K DCM-20
DCM 210-168-25A-8D 21.00 21.90 25.00 32.00 168.0 196.2 3.82 56.0 252.20 210 K DOM-21
DCM 220-176-25A-8D 22,00 22.90 25.00 32.00 176.0 206.2 4.00 56.0 261.20 22.0 K DCM-22
DCM 230-184-25A-8D 23.00 23.90 25.00 32.00 1840 215.1 419 560 271.10 230 K DCM-23
DCM 240-192-25A-8D 24.00 2490 25.00 32.00 192.0 2245 4.37 56.0 280.50 240 K DOM-24
DCM 250-200-25A-8D 25.00 25.90 25.00 32.00 200.0 233.7 4.55 56.0 289.70 250 K DOM-25

o Drill tolerance: k7 e For user guide and cutting conditions, see pages 582-587

() Cutting diameter minimum ¢ Do not mount smaller drilling heads other than the specified range of the drill body
(2 Cutting diameter maximum

(@) Seat size code

For inserts, see pages: IDI-SG (581) e IDI-SK (581)

CHAMDRILL .
IDI-SG/IDI-SK N\ oG E
SG-for General Use and - /\
SK-for Cast Iron > - \le
6.8-21.9 22.0-25.9 I LPR |+
Dimensions
©
]
Designation DCw LPR SIG SSC® S
6.8 41 140 6.8 .
7.5-7.9 441 140 8.0 °
8.0-8.9 441 140 8.0 .
9.0-9.9 4.3 140 9.0 .
10-10.9 53 140 10.0 °
11-11.9 515 140 11.0 °
12-12.9 5.8 140 12.0 [
13-13.9 6.0 140 13.0 °
14-14.9 6.8 140 14.0 °
15-15.9 7.4 140 15.0 o
16-16.9 7.9 140 16.0 °
17-17.9 7.4 140 17.0 [}
18-18.9 8.3 140 18.0 o
19-19.9 8.5 140 19.0 °
20-20.9 9.3 140 20.0 °
21-21.9 9.5 140 21.0 o
22-22.9 10.3 140 22.0 °
23-23.9 10.4 140 23.0 °
24-24.9 10.8 140 24.0 [
25-25.9 11.0 140 25.0 [

™ The drilling bits are available in increments of 0.1 mm
@ Seat size code
Ordering example for the IDI 10.0 mm drilling head: IDI 100-SG 1C908

For tools, see pages: DCM-3.5D (7.5-20.9 mm) (580) ® DCM-3D (7.5-25.9 mm) (579) ¢ DCM-5D (7.5-25.9 mm) (580) * DCM-8D (10-25.9 mm) (581) ¢ DCT (M8-M24) (611)

Member IMC Group
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CHAMDRILL

Drilling Head Mounting Procedure

USER GUIDE

CHAMDRILL DCM Dirilling Head

Typical Unlocking Torque Range

CHAMDRILL Unlocking Change in Torque

g
Z. 400 ™
@ N ™
S N ™~
T 300
S N ~
= N N
200
| [N T N
N
100 —

0 LT

‘\\\‘ ™
ANANANANA
L

N
-

No. of Indexes
Dia. 17-25.9 mm
Dia. 11-16 mm

>
>

0O 2 4 6 8 10 12 14 16 18 20 22 24 26 28 30

In stationary drill
applications both
internal and external
coolant supply is
recommended.

The number of indexing changes according to
machine/clamping rigidity, machining conditions,
workpiece material, coolant, cooling
pressure and correct usage.
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CHAMDRILL USER GUIDE

Recommended Coolant Pressure and Flow Rate

Coolant Flow Rate (liter/min) Minimum Coolant Pressure (bar)

n
—
=
0
0
LLI
—
g
LLJ
a
Z

T T T T T T ;
6.8 12 16 20 25 6.8 12 16 20 25
Drill Diameter D (mm) Drill Diameter D (mm)
* For special drills more than 8xD, it is recommended to use higher coolant pressure: 15-70 bar.
To guarantee chip evacuation, the coolant must always be used if hole depth is less than 1xD and reduced
flow through the tool. If the machine is not equipped cutting data is applied. The diagram shows the
with coolant through the spindle, we recommend coolant flow rates for different drills and pressures.
using a coolant inducer. External coolant supply can
Coolant Mix Dry Drilling
Recommended emulsion mix is 6-8%. It is possible to drill without coolant in cast iron.
When drilling in stainless and high strength Qil mist through the drill is then required (for 2xD max).

steels, a mix of 10% is recommended.

When using the IDI drilling head, high pressure oil or
7-15% mineral or vegetable based oil emulsion is highly
recommended for drilling stainless steel and

high temperature alloys.

Drilling Limitations

Regrinding of drill head is not recommended; Power/Force Requirements
it may cause drill malfunction. Power/Force Requirements
Centering Hole Data for DCM 8xD Net Power
We strongly recommend the use of DCN 1.5D drill of the KW
same diameter to drill a centering pre-hole. The use of
the centering pre-hole improves hole location, accuracy, 8
roundness, straightness and surface finish and reliability.
6
Use internal coolant with at least 15 bar pressure. L
4 o
v —
| A 5
A 22—~
0

6 8 10 12 14 16 18 20 22 24 26

Diameter (mm)
y Material:SAE 4340
Speed: 100 m/min

Feed: 0.2 mm/rev
Values change for different materials
and drilling conditions.

Member IMC Group
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Material Groups

N
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Z

Tensile .
Strength Hardness Material
Material Condition [N/mm?] HB No.
<0.25 %C Annealed 420 1256 1
>=0.25 %C Annealed 650 190 2
el IR Ut <0.55%C Quenched and tempered 850 250 3
cutting steel
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5}
Annealed 600 200 6
Low alloy steel and cast steel 930 215 7
(less than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
High alloyed stesl, cast steel, lncEd 660 0 o
and tool steel Quenched and tempered 1100 325 1
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensitic 820 240 13
Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 3
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

* When using external coolant supply only, reduce cutting speed by 10%
* When using more than 5XD drill ratio, reduce cutting parameters by 10%

ISCAR




CHAMDRILL USER GUIDE

—
—
Recommended Machining Conditions %
Feed vs. Drill Diameter mm/rev 1
Mat.No. | Cutting Speed Vc m/min D=6.8-10.9 D=11-12.9 D=13-14.9 D=15-16.9 D=17-20.9 D=21-25.9
1 50-130
2 100-120 LLI
3 90-110 0.12-0.2 0.15-0.25 0.2-0.3 0.25-0.35 0.25-0.45 0.25-0.45 D
4 90-120 z
5 70-90
6 80-130
7 70-110
0.12-0.2 0.15-0.25 0.2-0.3 0.25-0.35 0.3-04 0.3-0.45
8 60-90
] 40-70
10 50-80
0.12-0.2 0.12-0.22 0.15-0.25 0.2-0.28 0.25-0.33 0.25-0.35
11 40-70
12
13 20-50 0.08-0.14 0.12-0.22 0.12-0.15 0.14-0.20 0.16-0.24 0.15-0.28
20-50 0.08-0.14 0.12-0.22 0.12-0.15 0.14-0.20 0.16-0.24 0.15-0.28
90-140
80-130
100-180
0.2-0.3 0.25-0.35 0.3-0.4 0.35-0.45 0.4-0.5 0.4-0.6
90-160
90-160
80-120
0.2-0.35 0.25-0.4 0.3-0.45 0.35-0.5 0.4-0.6 0.4-0.65
90-160
30-50
0.05-0.1 0.08-0.13 0.1-0.15 0.12-0.18 0.12-0.2 0.12-0.22
20-40
20-50 0.06-0.12 0.09-0.15 0.12-0.18 0.15-0.2 0.15-0.23 0.15-0.25
20-50 0.06-0.12 0.09-0.15 0.12-0.18 0.15-0.2 0.15-0.23 0.15-0.25

As a starting value, the middle of the recommended machining range should be used.
Then, according to the wear results, conditions can be changed to optimize performance.
The data refers to IC908. For IC1008, cutting speed should be increased by 15%.

Member IMC Group
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UNICHAMDRILL USER GUIDE

0p)
—
—
A Applications for DCM 3.5D
QO
LLl
| H UNICHAMDRILL CHAMDRILL || CHAMDRILL
m !‘!-g o For better stability
in rough applications
and interrupted cuts
LL] L | |
A I_T '—1 i
z —
UNICHAMDRILL
Can be used on
multi-spindle

applications for close
spacing between
adjacent drills

Replaces solid When using Shorter projection
carbide drils without UNICHAMDRILL, compared to
changing any holding the drill's projection  CHAMDRILL
components can be adjusted when required T

T

Moderate Helix High Helix

Troubleshooting

Cutting Edge Chipping

1. Check the stability of the machine spindle,
tool and workpiece clamping rigidity.

2. Reduce feed rate, increase speed.

3. If the drill vibrates, reduce cutting
speed and increase feed rate.

4. When drilling rough, hard or sloped
surfaces (up to 6°), reduce the feed rate by
30-50% when entering and exiting.

5. Check cooling lubricant and increase coolant
pressure. In case of external coolant supply,
improve jet direction and add cooling jets.

Excessive Flank Wear
1. Check that the correct geometry is used.
2. Reduce cutting speed.
3. Increase internal coolant pressure.

Chisel Area Chipping
1. Reduce feed rate.
2. Increase coolant pressure.
3. Check the adaptation. Use hydraulic clamping
chuck, MAXIN power chuck or side lock systems.
4. Increase workpiece chucking force.

Excessive Flute Land Wear
1. Check that the correct geometry is used.
2. Check the runout and make sure it is within
0.02 mm T.1.R. (radial and axial).
3. Reduce cutting speed.
4. When drilling rough, hard or sloped
surfaces (up to 6°), reduce the feed rate by
30-50% when entering and exiting.
5. Increase coolant pressure.
6. Check the chisel point runout and make
sure it is within 0.02 mm T.I.R.
7.Increase workpiece chucking force stability and rigidity.
8. If there is low pocket gripping force - replace drill body.

ISCAR
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Troubleshooting

USER GUIDE

Built-Up Edge
1. Increase cutting speed.
2. Increase coolant pressure.

@ > D nominal + 0.15mm

D nominal
<9 < D nominal - 0.03mm

Deviation of Hole Tolerance

1. Check the runout and make sure it is within 0.02
mm T.1.R. (radial and axial cutting points).

2. Reduce feed rate.

3. Check the chisel point runout and make
sure that it is within 0.02 mm T.L.R.

4. Wrong cutting edge. Replace head.

5. Increase workpiece chucking force.

6. Check the adaptation. Use hydraulic clamping chuck,
MAXIN power chuck or side clamping systems.

7.Increase internal coolant pressure.

Surface Finish Too Rough

1. Check the runout and make sure it is within
0.02 mm T.I.R. (radial and axial).

2. Adjust the feed for improved chip formation.

3. In case of chip jamming - increase the coolant
flow and/or reduce the cutting speed.

4. Increase the coolant pressure.

5. Check the chisel point runout and make
sure it is within 0.02 mm T.I.R.

6. Use pecking cycle.

Insufficient Pocket Gripping Torque
1. Check unlocking gripping torque with TK DCM torque
key. If there is no click indication - replace drill head.
2. Increase coolant pressure.

Inaccurate Hole Position
1. Check the runout and make sure it is within
0.02 mm T.L.R. (radial and axial).
2. Check the stability of the machine spindle,
tool and workpiece clamping rigidity.
3. When drilling rough, hard or sloped surfaces (up to
6°), reduce the feed rate by 30-50% when entering.
4. Drill a pre-hole with a 140° point angle for centering.
5. Check the chisel point runout and make
sure it is within 0.02 mm T.I.R.

Burrs on Exit

1. Reduce the feed rate by 30-50% when exiting.

2. Replace the worn head.

3. Check the adaptation. Use hydraulic clamping chuck,
MAXIN power chuck or side clamping systems.

Member IMC Group
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m INDEXAB-LE DRILL LINE

j DR-2D-N e A@i

el Indexable Square Insert Drills with DC= 14-60 mm Df i Sals U CNT DCONMS DF

m Coolant Holes, Drilling Depth 2xD N J— ¥ ]

——

S DC= 12-13.5 mm i‘?ﬂ‘:} ._.

— v——

m DC DCX(1 LU LPR LS OAL DCONMS DF CNT Insert
DR120-024-16-04-2D-N 12,00 12.40 24.0 42.0 48.0 90.00 16.00 20.00 - AOMT 04

§ DR125-025-16-04-2D-N 12.50 12.90 25.0 43.0 48.0 91.00 16.00 20.00 - AOMT 04
DR130-026-16-04-2D-N 13.00 13.40 26.0 44.0 48.0 92.00 16.00 20.00 - AOMT 04

UJ DR135-027-16-04-2D-N 13.50 13.90 27.0 45.0 48.0 93.00 16.00 20.00 - AOMT 04

D DR140-028-20-05-2D-N 14.00 16.80 28.0 46.0 50.0 96.00 20.00 25.00 G1/4" SOMX 05

Z DR145-029-20-05-2D-N 14.50 17.10 29.0 47.0 50.0 97.00 20.00 25.00 G1/4" SOMX 05

—_— DR150-030-20-05-2D-N 15.00 17.40 30.0 48.0 50.0 98.00 20.00 25.00 G1/4" SOMX 05
DR155-031-20-05-2D-N 15.50 17.60 31.0 49.0 50.0 99.00 20.00 25.00 G1/4" SOMX 05
DR160-032-20-05-2D-N 16.00 17.80 32.0 50.0 50.0 100.00 20.00 25.00 G1/4" SOMX 05
DR165-033-20-05-2D-N 16.50 18.10 33.0 51.0 50.0 101.00 20.00 25.00 Gi/4" SOMX 05
DR170-034-20-05-2D-N 17.00 18.30 34.0 52.0 50.0 102.00 20.00 25.00 G1/4" SOMX 05
DR175-035-20-05-2D-N 17.50 18.50 35.0 53.0 50.0 103.00 20.00 25.00 G1/4" SOMX 05
DR180-036-25-06-2D-N 18.00 20.30 36.0 56.0 56.0 112.00 25.00 32.00 G3/8" SOMX 06
DR185-037-25-06-2D-N 18.50 20.50 37.0 57.0 56.0 113.00 25.00 32,00 G3/8" SOMX 06
DR190-038-25-06-2D-N 19.00 20.80 38.0 58.0 56.0 114.00 25.00 32.00 G3/8" SOMX 06
DR195-039-25-06-2D-N 19.50 21.00 39.0 59.0 56.0 115.00 25.00 32.00 G3/8" SOMX 06
DR200-040-25-06-2D-N 20.00 21.30 40.0 60.0 56.0 116.00 25.00 32.00 G3/8" SOMX 06
DR205-041-25-06-2D-N 20.50 21.60 41.0 61.0 56.0 117.00 25.00 32.00 G3/8" SOMX 06
DR210-042-25-07-2D-N 21.00 24.50 42,0 62.0 56.0 118.00 25.00 32.00 G3/8" SOMX 07
DR215-043-25-07-2D-N 21.50 24.70 43.0 63.0 56.0 119.00 25.00 32,00 G3/8" SOMX 07
DR220-044-25-07-2D-N 22.00 25.00 44,0 64.0 56.0 120.00 25.00 32.00 G3/8" SOMX 07
DR225-045-25-07-2D-N 22.50 25.20 45,0 65.0 56.0 121.00 25.00 32.00 G3/8" SOMX 07
DR230-046-25-07-2D-N 23.00 25.50 46.0 66.0 56.0 122.00 25.00 32.00 G3/8" SOMX 07
DR235-047-25-07-2D-N 23.50 25.70 47.0 67.0 56.0 123.00 25.00 32.00 G3/8" SOMX 07
DR240-048-25-07-2D-N 24,00 26.00 48.0 68.0 56.0 124.00 25.00 32.00 G3/8" SOMX 07
DR025-050-32-09-2D-N 25.00 29.50 50.0 82.0 58.0 140.00 32.00 42.00 G1/2" SOMT 09
DR026-052-32-09-2D-N 26.00 30.00 52.0 84.0 58.0 142.00 32.00 42.00 G1/2" SOMT 09
DR027-054-32-09-2D-N 27.00 30.50 54.0 86.0 58.0 144.00 32.00 42,00 G1/2" SOMT 09
DR028-056-32-09-2D-N 28.00 31.00 56.0 88.0 58.0 146.00 32.00 42.00 G1/2" SOMT 09
DR029-058-32-09-2D-N 29.00 31.50 58.0 90.0 58.0 148.00 32.00 42.00 Gi/2" SOMT 09
DR030-060-32-09-2D-N 30.00 32.00 60.0 92.0 58.0 150.00 32.00 42,00 G1/2" SOMT 09
DR031-062-32-09-2D-N 31.00 32.50 62.0 94.0 58.0 152.00 32.00 42.00 G1/2" SOMT 09
DR032-064-32-09-2D-N 32.00 33.00 64.0 96.0 58.0 154.00 32.00 42.00 G1/2" SOMT 09
DR033-066-32-09-2D-N 33.00 34.00 66.0 98.0 58.0 156.00 32.00 42,00 G1/2" SOMT 09
DR034-068-32-09-2D-N 34.00 34.50 68.0 100.0 58.0 158.00 32.00 42.00 G1/2" SOMT 09
DR035-070-32-12-2D-N 35.00 40.50 70.0 106.0 58.0 164.00 32.00 50.00 G1/2-1 SOMT 12
DR036-072-32-12-2D-N 36.00 41.00 72.0 108.0 58.0 166.00 32.00 50.00 G1/2-1 SOMT 12
DR037-074-32-12-2D-N 37.00 41.50 74.0 110.0 58.0 168.00 32.00 50.00 G1/2-1 SOMT 12
DR038-076-32-12-2D-N 38.00 42.00 76.0 112.0 58.0 170.00 32.00 50.00 G1/2-1 SOMT 12
DR039-078-32-12-2D-N 39.00 42.50 78.0 114.0 58.0 172.00 32.00 50.00 G1/2-1 SOMT 12
DR040-080-40-12-2D-N 40.00 43.00 80.0 116.0 68.0 184.00 40.00 50.00 G3/4-14 SOMT 12
DR041-082-40-12-2D-N 41,00 43.50 82.0 118.0 68.0 186.00 40.00 50.00 G3/4-14 SOMT 12
DR042-084-40-12-2D-N 42,00 44.00 84.0 120.0 68.0 188.00 40.00 50.00 G3/4-14 SOMT 12
DR043-086-40-12-2D-N 43.00 4450 86.0 122.0 68.0 190.00 40.00 50.00 G3/4-14 SOMT 12
DR044-088-40-12-2D-N 44,00 45.00 88.0 124.0 68.0 192.00 40.00 50.00 G3/4-14 SOMT 12
DR045-090-40-16-2D-N 45,00 51.00 90.0 126.0 68.0 194.00 40.00 60.00 G3/4-14 SOMT 16
DR046-092-40-16-2D-N 46.00 51.50 92.0 128.0 68.0 196.00 40.00 60.00 G3/4-14 SOMT 16
DR047-094-40-16-2D-N 47,00 52.00 94.0 130.0 68.0 198.00 40.00 60.00 G3/4-14 SOMT 16
DR048-096-40-16-2D-N 48,00 52.50 96.0 132.0 68.0 200.00 40.00 60.00 G3/4-14 SOMT 16
DR049-098-40-16-2D-N 49,00 53.00 93.0 134.0 68.0 202.00 40.00 60.00 G3/4-14 SOMT 16
DR050-100-40-16-2D-N 50.00 54.00 100.0 136.0 68.0 204.00 40.00 60.00 G3/4-14 SOMT 16
DR051-102-40-16-2D-N 51.00 54.50 102.0 138.0 68.0 206.00 40.00 60.00 G3/4-14 SOMT 16
DR052-104-40-16-2D-N 52.00 55.00 104.0 140.0 68.0 208.00 40.00 60.00 G3/4-14 SOMT 16
DR053-106-40-16-2D-N 53.00 55.50 106.0 142.0 68.0 210.00 40.00 60.00 G3/4-14 SOMT 16
DR054-108-40-16-2D-N 54.00 56.00 108.0 144.0 68.0 212.00 40.00 60.00 G3/4-14 SOMT 16
DR055-110-40-16-2D-N 55.00 56.50 110.0 146.0 68.0 214.00 40.00 60.00 G3/4-14 SOMT 16
DR056-112-40-16-2D-N 56.00 57.00 112.0 148.0 68.0 216.00 40.00 60.00 G3/4-14 SOMT 16
DR057-114-40-16-2D-N 57.00 57.50 114.0 150.0 68.0 218.00 40.00 60.00 G3/4-14 SOMT 16
DR058-116-40-16-2D-N 58.00 58.00 116.0 152.0 68.0 220.00 40.00 60.00 G3/4-14 SOMT 16
DR059-118-40-16-2D-N 59.00 59.00 118.0 154.0 68.0 222.00 40.00 60.00 G3/4-14 SOMT 16
DR060-120-40-16-2D-N 60.00 60.00 120.0 156.0 68.0 224,00 40.00 60.00 G3/4-14 SOMT 16

* Hole tolerance D+0.15/-0.05 in average conditions. However it can be higher or lower according to machine and tooling conditions
e For user guide and cutting conditions, see pages 597-605  For eccenter sleeves (used with tool diameter range of 14.00-60.00 only), see page 605
() The hole diameter can be enlarged by shifting the drill center along the lathe X-axis, or by using eccentric sleeves in drill rotating applications

For inserts, see pages: AOMT (594) « SOGX/T-AL (595) ¢ SOMT-DT (596) * SOMT-GF (596) » SOMT-HD (596) ® SOMX-DT (595) * SOMX-GF (595) » SOMX-HD (595)
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R-TWIST

INDEXABLE DRILL LINE

DR-2D-N (continued)
Indexable Square Insert Drills with
Coolant Holes, Drilling Depth 2xD

Spare Parts

Designation

DR(120-135)....-04-2D-N
DR(140-175)....-05-2D-N
DR(180-205)....-06-2D-N
DR(210-240)....-07-2D-N
DR(025-034)....-09-2D-N
DR(035-044)....-12-2D-N
DR(044-060)....-16-2D-N

&

SR 34-533
SR 34-533/L
SR 34-508/L
SR 14-560
SR 34-506
SR 14-544/S
SR 76-961

b

DC= 14-60 mm e

DC=12-13.5 mm

BLD T09/M7-SW4
BLD T15/S7
BLD T15/M7

SW4-SD
SW6-SD

Member IMC Group

INDEXABLE DRILLS



0p) WDM“;M SNE OAL

j DR-3D-N o pE—Yi Ls— \ »1(5

=t [Ndexable Square Insert Drills with bco1a38mm  OC — o1 ;

@@ | Coolant Holes, Driling Depth 3xD = B - H;:;:MJAE?TDCONMS 3F

O

LLI DC =12-13.5 mm

—

M DC DCX LU LPR LS OAL DCONMS DF CNT Insert
DR120-036-16-04-3D-N 12.00 12.40 36.0 54.0 48.0 102.00 16.00 20.00 - AOMT 04

§ DR125-038-16-04-3D-N 12.50 12.90 38.0 &5 48.0 103.50 16.00 20.00 - AOMT 04
DR130-039-16-04-3D-N 13.00 13.40 39.0 57.0 48.0 105.00 16.00 20.00 - AOMT 04

LlJ DR135-041-16-04-3D-N 13.50 13.90 41.0 58.5 48,0 106.50 16.00 20.00 - AOMT 04

D DR140-042-20-05-3D-N 14.00 16.80 42.0 60.0 50.0 110.00 20.00 25.00 G1/4" SOMX 05

Z DR145-044-20-05-3D-N 14.50 17.10 435 61.5 50.0 111.50 20.00 25.00 G1/4" SOMX 05

— DR150-045-20-05-3D-N 15.00 17.40 45,0 63.0 50.0 113.00 20.00 25.00 G1/4" SOMX 05
DR155-047-20-05-3D-N 15.50 17.60 46.5 64.5 50.0 114.50 20.00 25.00 G1/4" SOMX 05
DR160-048-20-05-3D-N 16.00 17.80 48.0 66.0 50.0 116.00 20.00 25.00 G1/4" SOMX 05
DR165-050-20-05-3D-N 16.50 18.10 495 67.5 50.0 117.50 20.00 25.00 G1/4" SOMX 05
DR170-051-20-05-3D-N 17.00 18.30 51.0 69.0 50.0 119.00 20.00 25.00 G1/4" SOMX 05
DR175-053-20-05-3D-N 17.50 18.50 52.5 70.5 50.0 120.50 20.00 25.00 G1/4" SOMX 05
DR180-054-25-06-3D-N 18.00 20.30 54.0 74.0 56.0 130.00 25.00 32.00 G3/8" SOMX 06
DR185-056-25-06-3D-N 18.50 20.50 5515 {1515 56.0 131.50 25.00 32.00 G3/8" SOMX 06
DR190-057-25-06-3D-N 19.00 20.80 57.0 77.0 56.0 133.00 25.00 32.00 G3/8" SOMX 06
DR195-059-25-06-3D-N 19.50 21.00 58.5 785 56.0 134.50 25.00 32.00 G3/8" SOMX 06
DR200-060-25-06-3D-N 20.00 21.30 60.0 80.0 56.0 136.00 25.00 32.00 G3/8" SOMX 06
DR205-062-25-06-3D-N 20.50 21.60 61.5 815 56.0 137.50 25.00 32.00 G3/8" SOMX 06
DR210-063-25-07-3D-N 21.00 24.50 63.0 83.0 56.0 139.00 25.00 32.00 G3/8" SOMX 07
DR215-065-25-07-3D-N 21.50 24.70 64.5 84.5 56.0 140.50 25.00 32.00 G3/8" SOMX 07
DR220-066-25-07-3D-N 22.00 25.00 66.0 86.0 56.0 142.00 25.00 32.00 G3/8" SOMX 07
DR225-068-25-07-3D-N 22.50 25.20 67.5 87.5 56.0 143.50 25.00 32.00 (G3/8" SOMX 07
DR230-069-25-07-3D-N 23.00 25.50 69.0 89.0 56.0 145.00 25.00 32.00 G3/8" SOMX 07
DR235-071-25-07-3D-N 23.50 25.70 70.5 90.5 56.0 146.50 25.00 32.00 G3/8" SOMX 07
DR240-072-25-07-3D-N 24.00 26.00 72.0 92.0 56.0 148.00 25.00 32.00 G3/8" SOMX 07
DR025-075-32-09-3D-N 25.00 29.50 75.0 107.0 58.0 1656.00 32.00 42.00 G1/2" SOMT 09
DR026-078-32-09-3D-N 26.00 30.00 78.0 110.0 58.0 168.00 32.00 42.00 G1/2" SOMT 09
DR027-081-32-09-3D-N 27.00 30.50 81.0 113.0 58.0 171.00 32.00 42,00 G1/2" SOMT 09
DR028-084-32-09-3D-N 28.00 31.00 84.0 116.0 58.0 174.00 32.00 42.00 G1/2" SOMT 09
DR029-087-32-09-3D-N 29.00 31.50 87.0 119.0 58.0 177.00 32.00 42,00 G1/2" SOMT 09
DR030-090-32-09-3D-N 30.00 32.00 90.0 122.0 58.0 180.00 32.00 42,00 G1/2" SOMT 09
DR031-093-32-09-3D-N 31.00 32.50 93.0 125.0 58.0 183.00 32.00 42.00 G1/2" SOMT 09
DR032-096-32-09-3D-N 32.00 33.00 96.0 128.0 58.0 186.00 32.00 42.00 G1/2" SOMT 09
DR033-099-32-09-3D-N 33.00 34.00 99.0 131.0 58.0 189.00 32.00 42,00 G1/2" SOMT 09
DR034-102-32-09-3D-N 34.00 34.50 102.0 134.0 58.0 192.00 32.00 42.00 G1/2" SOMT 09
DR035-105-32-12-3D-N 35.00 40.50 105.0 141.0 58.0 199.00 32.00 50.00 G1/2-14 SOMT 12
DR036-108-32-12-3D-N 36.00 41.00 108.0 144.0 58.0 202.00 32.00 50.00 G1/2-14 SOMT 12
DR037-111-32-12-3D-N 37.00 41.50 111.0 147.0 58.0 205.00 32.00 50.00 G1/2-14 SOMT 12
DR038-114-32-12-3D-N 38.00 42.00 114.0 150.0 58.0 208.00 32.00 50.00 G1/2-14 SOMT 12

* Hole tolerance D+0.25/-0.05 in average conditions. However it can be higher or lower according to machine and tooling conditions
® For user guide and cutting conditions, see pages 597-605 ¢ For eccenter sleeves (used with tool diameter range of 14.00-38.00 only), see page 605
() The hole diameter can be enlarged by shifting the drill center along the lathe X-axis, or by using eccentric sleeves in drill rotating applications

For inserts, see pages: AOMT (594) « SOGX/T-AL (595) ¢ SOMT-DT (596) * SOMT-GF (596) » SOMT-HD (596) » SOMX-DT (595)  SOMX-GF (595) » SOMX-HD (595)

Spare Parts

& b i / e

DR(120-135) SR 34-533 T-6/5
DR(140-175) SR 34-533/L T-6/5

DR(180-205)....-06-3D-N [ EIE-0C) 8 T-7/51

DR(210-240)....-07-3D-N [ RN T-8/53

DR(025-034)....-09-3D-N [ EIE: BLD TO9/M7-SW4  SW4-SD
DR(035-038)....-12-3D-N ;R0 RT0S BLD T15/S7 SW6-SD

ISCAR




INDEXAB-LE DRILL LINE LPR OAL LS U)
DR-4D-N - ; A@i j
InQexapIe Square Insert DC=14-60mm DC[E_._ CNT DCONMS DBF —
Drills with Coolant Holes, | T4 oC
Drilling Depth 4xD D
DC=12-13.5 mm S~ N LL]
—
DC DCX LU LPR LS OAL DCONMS DF CNT Insert m
DR120-048-16-04-4D-N 12.00 12.40 48.0 66.0 48.0 114.00 16.00 20.00 AOMT 04
DR125-050-16-04-4D-N 12,50 12.90 50.0 68.0 480 116.00 16.00 20.00 AOMT 04 §
DR130-052-16-04-4D-N 13.00 13.40 52.0 70.0 48.0 118.00 16.00 20.00 AOMT 04
DR135-054-16-04-4D-N 13.50 1390 54,0 720 480 120,00 16.00 20,00 - AOMT 04 LLI
DR140-056-20-05-4D-N 14.00 16.80 56.0 74.0 50.0 124.00 20.00 25.00 G1/4" SOMX 05 D
DR145-058-20-05-4D-N 14.50 17.10 58.0 76.0 50.0 126.00 20.00 25.00 G1/4" SOMX 05 Z
DR150-060-20-05-4D-N 15,00 17.40 60.0 780 50.0 128.00 20.00 25.00 G1/4* SOMX 05 =
DR155-062-20-05-4D-N 15.50 17.60 62.0 80.0 50.0 130.00 20.00 25.00 G1/4" SOMX 05
DR160-064-20-05-4D-N 16.00 17.80 64.0 82.0 50.0 132.00 20.00 25.00 G1/4" SOMX 05
DR165-066-20-05-4D-N 16.50 18.10 66.0 840 50.0 134,00 20.00 25,00 G1/4* SOMX 05
DR170-068-20-05-4D-N 17.00 18.30 68.0 86.0 50.0 136.00 20.00 25.00 G1/4" SOMX 05
DR175-070-20-05-4D-N 17.50 18.50 700 880 50.0 138.00 20.00 25.00 G1/4" SOMX 05
DR180-072-25-06-4D-N 18.00 20.30 720 920 56.0 14800 25.00 32.00 G3/8" SOMX 06
DR185-074-25-06-4D-N 18.50 20.50 74.0 94.0 56.0 150.00 25.00 32.00 G3/8" SOMX 06
DR190-076-25-06-4D-N 19.00 20.80 76.0 96.0 56.0 152.00 25.00 32.00 G3/8" SOMX 06
DR195-078-25-06-4D-N 19.50 2100 780 980 56.0 154,00 25.00 32.00 G3/8" SOMX 06
DR200-080-25-06-4D-N 20.00 21.30 80.0 100.0 56.0 156.00 25.00 32.00 G3/8" SOMX 06
DR205-082-25-06-4D-N 2050 2160 82.0 102.0 56.0 158.00 25.00 32.00 G3/8" SOMX 06
DR210-084-25-07-4D-N 21.00 2450 84.0 1040 56.0 16000 25.00 32.00 G3/8" SOMX 07
DR215-086-25-07-4D-N 21.50 24.70 86.0 106.0 56.0 162.00 25.00 32.00 G3/8" SOMX 07
DR220-088-25-07-4D-N 22.00 25.00 88.0 108.0 56.0 164.00 25.00 32.00 G3/8" SOMX 07
DR225-090-25-07-4D-N 22,50 25,20 900 1100 56.0 166.00 25.00 32.00 G3/8" SOMX 07
DR230-092-25-07-4D-N 23.00 25.50 92.0 112.0 56.0 168.00 25.00 32.00 G3/8" SOMX 07
DR235-094-25-07-4D-N 2350 25.70 940 1140 56.0 170,00 25.00 32.00 G3/8" SOMX 07
DR240-096-25-07-4D-N 2400 26.00 9.0 1160 56.0 172.00 25.00 32.00 G3/8" SOMX 07
DR025-100-32-09-4D-N 25.00 29.50 100.0 132.0 58.0 190.00 32.00 42.00 G1/2" SOMT 09
DR026-104-32-09-4D-N 26.00 30.00 104.0 136.0 58.0 194.00 32.00 42.00 G1/2" SOMT 09
DR027-108-32-09-4D-N 27.00 3050 1080 1400 58.0 198.00 32.00 42.00 G1/2* SOMT 09
DR028-112-32-09-4D-N 28.00 31.00 112.0 144.0 58.0 202.00 32.00 42.00 G1/2" SOMT 09
DR029-116-32-09-4D-N 29.00 3150 116.0 1480 58.0 206.00 32.00 42.00 G1/2" SOMT 09
DR030-120-32-09-4D-N 30.00 32.00 120.0 1520 58.0 210.00 32.00 42,00 G1/2* SOMT 09
DR031-124-32-09-4D-N 31.00 32.50 124.0 156.0 58.0 214.00 32.00 42.00 G1/2" SOMT 09
DR032-128-32-09-4D-N 32.00 33.00 128.0 1600 58.0 218,00 32.00 42.00 G1/2" SOMT 09
DR033-132-32-09-4D-N 33.00 34,00 1320 1640 58.0 222.00 32.00 42,00 G1/2" SOMT 09
DR034-136-32-09-4D-N 34.00 34.50 136.0 168.0 58.0 226.00 32.00 42.00 G1/2" SOMT 09
DR035-140-32-12-4D-N 35.00 4050 1400 1760 58.0 234,00 32.00 50.00 G1/214  SOMT 12
DR036-144-32-12-4D-N 36.00 4100 1440 1800 58.0 238,00 32.00 50.00 G1/214  SOMT12
DR037-148-32-12-4D-N 37.00 41.50 148.0 184.0 58.0 242.00 32.00 50.00 G1/2"-14 SOMT 12
DR038-152-32-12-4D-N 38.00 42.00 152.0 1880 58.0 246,00 32.00 50.00 G1/214  SOMT12
DR039-156-32-12-4D-N 39.00 4250 156.0 1920 58.0 250.00 32.00 50.00 G1/214  SOMT12
DR040-160-40-12-4D-N 40.00 43.00 160.0 196.0 68.0 264.00 40.00 50.00 G 3/4"-14 SOMT 12
DR041-164-40-12-4D-N 41,00 4350 164.0 200.0 68.0 268.00 40.00 50.00 G414 SOMT12
DR042-168-40-12-4D-N 42,00 44,00 168.0 204.0 68.0 272.00 40.00 50.00 G414 SOMT12
DR043-172-40-12-4D-N 43.00 44.50 172.0 208.0 68.0 276.00 40.00 50.00 G 3/4"-14 SOMT 12
DR044-176-40-12-4D-N 44.00 45.00 176.0 212.0 68.0 280.00 40.00 50.00 G414 SOMT12
DR045-180-40-16-4D-N 45,00 5100 180.0 215.0 68.0 283.00 40.00 60.00 G414 SOMT 16
DR046-184-40-16-4D-N 46.00 51.50 184.0 219.0 68.0 287.00 40.00 60.00 G 3/4"-14 SOMT 16
DR047-188-40-16-4D-N 47.00 52.00 188.0 223.0 68.0 291,00 40.00 60.00 G414 SOMT 16
DR048-192-40-16-4D-N 48.00 5250 192.0 227.0 68.0 295.00 40.00 60.00 G414 SOMT 16
DR049-196-40-16-4D-N 49.00 53.00 196.0 231.0 68.0 299.00 40.00 60.00 G 3/4"-14 SOMT 16
DR050-200-40-16-4D-N 50.00 54,00 200.0 2350 68.0 303.00 40.00 60.00 G414  SOMT 16
DR051-204-40-16-4D-N 51,00 5450 204.0 239.0 68.0 307.00 40.00 60.00 G414 SOMT 16
DR052-208-40-16-4D-N 52.00 55.00 208.0 243.0 68.0 311.00 40.00 60.00 G 3/4"-14 SOMT 16
DR053-212-40-16-4D-N 53.00 55.50 212.0 247.0 68.0 315,00 40.00 60.00 G414  SOMT 16
DR054-216-40-16-4D-N 54.00 56.00 216.0 251.0 68.0 319.00 40.00 60.00 G 3/4"14 SOMT 16
DR055-220-40-16-4D-N 55.00 56.50 220.0 255.0 68.0 323.00 40.00 60.00 G 3/4"-14 SOMT 16
DR056-224-40-16-4D-N 56.00 57.00 224.0 259.0 68.0 327.00 40.00 60.00 G414  SOMT 16
DR057-228-40-16-4D-N 57.00 5750 228.0 263.0 68.0 331.00 40.00 60.00 G414 SOMT 16
DR058-232-40-16-4D-N 58.00 58.00 232.0 267.0 68.0 335.00 40.00 60.00 G 3/4"-14 SOMT 16
DR059-236-40-16-4D-N 59.00 59.00 236.0 271.0 68.0 339.00 40.00 60.00 G414 SOMT 16
DR060-240-40-16-4D-N 60.00 60.00 240.0 275.0 68.0 343.00 40.00 60.00 G 3/4"-14 SOMT 16

* Hole tolerance D+0.35/-0.05 in average conditions. However it can be higher or lower according to machine and tooling conditions

e For eccenter sleeves (used with tool diameter range of 14.00-60.00 only), see page 605

* For user guide and cutting conditions, see pages 597-605

() The hole diameter can be enlarged by shifting the drill center along the lathe X-axis, or by using eccentric sleeves in drill rotating applications

For inserts, see pages: AOMT (594) « SOGX/T-AL (595) ¢ SOMT-DT (596) * SOMT-GF (596) ® SOMT-HD (596) * SOMX-DT (595)  SOMX-GF (595) » SOMX-HD (595)

Member IMC Group
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INDEXABLE DRILL LINE

DR-4D-N (continued)
Indexable Square Insert
Drills with Coolant Holes,
Drilling Depth 4xD

DC=14-60mm DC

DC=12-13.5 mm

OAL

1

—
CNT DCONMS DF
-

Spare Parts

Designation

&

b

/

DR(120-135)....-04-4D-N SR 34-533 T-6/5

DR(140-175)....-05-4D-N SR 34-533/L T-6/5

DR(180-205)....-06-4D-N SR 34-508/L T-7/51

DR(210-240)....-07-4D-N SR 14-560 T-8/53

DR(025-034)....-09-4D-N SR 34-506 BLD T09/M7-SW4 SW4-SD
DR(035-044)....-12-4D-N SR 14-544/S BLD T15/S7 SW6-SD
DR(045-060)....-16-4D-N SR 76-961 BLD T15/M7 SW6-T

DR-TWIST

INDEXABLE DRILL LINE OAL

DR-5D-N LPR LS ,r

Indexable Square Insert Drills with W -

Coolant Holes, Drilling Depth 5xD ﬂJ T

DG H— -~ CNT DCONMS DF
+ .

DC DCX® [ LPR LS OAL DCONMS DF CNT Insert
DR140-070-20-05-5D-N 14.00 16.10 70.0 88.0 50.0 138.00 20.00 25.00 G1/4" SOMX 05
DR150-075-20-05-5D-N 15.00 16.80 75.0 93.0 50.0 143.00 20.00 25.00 G1/4" SOMX 05
DR160-080-20-05-5D-N 16.00 17.35 80.0 98.0 50.0 148.00 20.00 25.00 G1/4" SOMX 05
DR170-085-20-05-5D-N 17.00 17.98 85.0 108.0 50.0 153.00 20.00 25.00 G1/4" SOMX 05
DR180-090-25-06-5D-N 18.00 19.73 90.0 110.0 56.0 166.00 25.00 32.00 G3/8" SOMX 06
DR190-095-25-06-5D-N 19.00 20.35 95.0 116.0 56.0 171.00 25.00 32.00 G3/8" SOMX 06
DR200-100-25-06-5D-N 20.00 20.98 100.0 120.0 56.0 176.00 25.00 32.00 G3/8" SOMX 06
DR210-105-25-07-5D-N 21.00 23.63 105.0 125.0 56.0 181.00 25.00 @ 32.00 G3/8" SOMX 07
DR220-110-25-07-5D-N 22.00 24.25 110.0 130.0 56.0 186.00 25.00 @ 32.00 G3/8" SOMX 07
DR230-115-25-07-5D-N 23.00 24.88 115.0 135.0 56.0 191.00 25.00 @ 32.00 G3/8" SOMX 07
DR240-120-25-07-5D-N 24.00 25.50 120.0 140.0 56.0 196.00 25.00 @ 32.00 G3/8" SOMX 07

* Hole tolerance D+0.35/-0.05 in average conditions. However it can be higher or lower according to machine and tooling conditions e For eccenter sleeves, see page 605
 For user guide and cutting conditions, see pages 597-605
() The hole diameter can be enlarged by shifting the drill center along the lathe X-axis, or by using eccentric sleeves in drill rotating applications

2 One flat shank

For inserts, see pages: SOGX/T-AL (595) ¢ SOMX-DT (595) ¢ SOMX-GF (595) ® SOMX-HD (595)

Spare Parts

DR140-070-20-05-5D-N
DR150-075-20-05-5D-N
DR160-080-20-05-5D-N
DR170-085-20-05-5D-N
DR180-090-25-06-5D-N

DR190-095-25-06-5D-N
DR200-100-25-06-5D-N
DR210-105-25-07-5D-N
DR220-110-25-07-5D-N
DR230-115-25-07-5D-N
DR240-120-25-07-5D-N

ISCAR
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SR 34-533/L
SR 34-533/L
SR 34-533/L
SR 34-533/L
SR 34-508/L
SR 34-508/L
SR 34-508/L
SR 14-560
SR 14-560
SR 14-560
SR 14-560

T-6/5
T-6/5
T-6/5
T-6/5
T-7/51
T-7/51
T-7/51
T-8/53
1-8/53
T-8/53
T1-8/53




DR-4D-T LPR o LS Rear Port ’r
Indexable Insert Drills for Non-Rotating LU | |
Applications with Coolant Holes and e BT | ‘ ¥
One Flat Shank, Driling Depth 4xD Q e =il ,‘/ CNT DCONMS DF
L S S

Flange Port Th1

DC DCX LU LPR LS DCONMS DF CNT Thi Insert

DR140-056-20-05-4D-T 14.00 15.90 56.0 77.0 50.0 20.00 271.70 NPT 1/4-18 NPT 1/16-27 SOMX 05
DR160-064-20-05-4D-T 16.00 17.90 64.0 82.0 50.0 20.00 271.70 NPT 1/4-18 NPT 1/16-27 SOMX 05
DR180-072-25-06-4D-T 18.00 20.90 72.0 94.0 56.0 25.00 32.00 NPT 3/8-18 NPT 1/16-27 SOMX 06
DR210-084-25-07-4D-T 21.00 24.90 84.0 109.0 56.0 25.00 32.00 NPT 3/8-18 NPT 1/16-27 SOMX 07
DR250-100-32-09-4D-T 25.00 27.90 100.0 133.0 58.0 32.00 42.00 NPT 1/2-14 NPT 1/16-27 SOMT 09
DR280-112-32-09-4D-T 28.00 30.90 112.0 144.0 58.0 32.00 42.00 NPT 1/2-14 NPT 1/16-27 SOMT 09
DR310-124-32-09-4D-T 31.00 31.90 124.0 157.0 58.0 32.00 42.00 NPT 1/2-14 NPT 1/16-27 SOMT 09
DR320-128-32-09-4D-T 32.00 32.90 128.0 161.0 58.0 32.00 42.00 NPT 1/2-14 NPT 1/16-27 SOMT 09
DR350-140-32-12-4D-T 35.00 39.90 140.0 177.0 58.0 32.00 50.00 NPT 1/2-14 NPT 1/16-27 SOMT 12
DR400-160-40-12-4D-T 40.00 44.90 160.0 197.0 68.0 40.00 50.00 NPT 3/4-14 NPT 1/4-18 SOMT 12
DR450-180-40-16-4D-T 45.00 51.90 180.0 215.0 68.0 40.00 60.00 NPT 3/4-14 NPT 1/4-18 SOMT 16
DR520-208-40-16-4D-T 52.00 55.90 208.0 2430 68.0 40.00 60.00 NPT 3/4-14 NPT 1/4-18 SOMT 16
DR560-224-40-16-4D-T 56.00 57.90 224.0 259.0 68.0 40.00 60.00 NPT 3/4-14 NPT 1/4-18 SOMT 16
DR580-232-40-16-4D-T 58.00 58.90 232.0 267.0 68.0 40.00 60.00 NPT 3/4-14 NPT 1/4-18 SOMT 16
DR590-236-40-16-4D-T 59.00 60.00 236.0 271.0 68.0 40.00 60.00 NPT 3/4-14 NPT 1/4-18 SOMT 16

* Hole tolerance D+0.35/-0.05 in average conditions. However it can be higher or lower according to machine and tooling conditions e For eccenter sleeves, see page 605

* For user guide and cutting conditions, see pages 597-605

() The hole diameter can be enlarged by shifting the drill center along the lathe X-axis, or by using eccentric sleeves in drill rotating applications
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For inserts, see pages: SOGX/T-AL (595) ¢ SOMT-DT (596) * SOMT-GF (596) ® SOMT-HD (596) ® SOMX-DT (595) « SOMX-GF (595) » SOMX-HD (595)

Spare Parts

- > /7 & e

DR140-056-20-05-4D-T SR 34-533/L T-6/5 PLG 1/16PTF PLG 1/4PTFZ C
DR160-064-20-05-4D-T SR 34-533/L T-6/5 PLG 1/16PTF PLG 1/4PTFZC
DR180-072-25-06-4D-T SR 34-508/L T-7/51 PLG 1/16PTF PLG 3/8PTF
DR210-084-25-07-4D-T SR 14-560 T-8/53 PLG 1/16PTF PLG 3/8PTF
DR250-100-32-09-4D-T SR 34-506 BLD TO9/M7-Sw4 SW4-SD PLG 1/16PTF PLG 1/2PTF
DR280-112-32-09-4D-T SR 34-506 BLD TO9/M7-Sw4 SW4-SD PLG 1/16PTF PLG 1/2PTF
DR310-124-32-09-4D-T SR 34-506 BLD TO9/M7-Sw4 SW4-SD PLG 1/16PTF PLG 1/2PTF
DR320-128-32-09-4D-T SR 34-506 BLD TO9/M7-Sw4 SW4-SD PLG 1/16PTF PLG 1/2PTF
DR350-140-32-12-4D-T SR 14-544/8 BLD T15/S7 SW6-SD PLG 1/16PTF PLG 1/2PTF
DR400-160-40-12-4D-T SR 14-544/S BLD T15/S7 SW6-SD PLG 3/4PTF PLG 1/4PTFZC
DR450-180-40-16-4D-T SR 76-961 BLD T15/M7 SW6-T PLG 3/4PTF PLG 1/4PTFZ C
DR520-208-40-16-4D-T SR 76-961 BLD T15/M7 SW6-T PLG 3/4PTF PLG 1/4PTFZC
DR560-224-40-16-4D-T SR 76-961 BLD T15/M7 SW6-T PLG 3/4PTF PLG 1/4PTFZ C
DR580-232-40-16-4D-T SR 76-961 BLD T15/M7 SW6-T PLG 3/4PTF PLG 1/4PTFZC
DR590-236-40-16-4D-T SR 76-961 BLD T15/M7 SW6-T PLG 3/4PTF PLG 1/4PTFZ C

Member IMC Group
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INDEXABLE DRILL LINE

DR-CA
DR Large Diameter Dirills

(67-80 mm) with Cartridges

and One Flat Shank

Designation

DR057>062-155-
50-10/11CA

DR063>066-165-
50-10/11CA

DR067>073-183-
50-11/12CA

DR074>080-200-
50-12/14CA

S L}
DC- e =11 el—— ——~ DCONMS  DF
-0 1
LU
LPR LS —
OAL
Dimensions . . i
LU[DCONMS| DFILPRILS DCX™| Shim Plate| Cartridges Inserts Inser’égrlgwpmg Key Blade & Handle
185 50 751 201 80 1SP-10-D058 Internal: On internal cartridge: ~ |On internal cartridge:  |On internal cartridge:
165 50 75| 201 | 80 ISP-10-D059 CA57>62-IN-10/10 |Ext.-SOMT 100408-DT |Ext.&lInt.-SR 14-571 Ext.&Int.-BLD T10/S7
155 50 75| 201 | 80 Int.-SOMT 100408-DT
63 ISP-10-D060 ) ) )
185| 80 751201 80 1SP-10-D061 |External: On external cartridge:  |On external cartridge:  |On external cartridge:
165/ 50 | 75201 80 ISP-10-D062 | CAB7>62-EX-10/11 |Ext.-SOMT 110408-DT |Ext.-SR 14-544/S  |Ext.-BLD T15/57
155 50 75[201) 80 Int.-SOMT 100408-DT_|Int.-SR 14-571 Int.-BLD T10/S7
Internal: On internal cartridge:  |On internal cartridge:  |On internal cartridge:
165 50 75| 215 80 1SP-10-D064 CAB3>66-IN-10/10 |Ext.-SOMT 100408-DT |Ext.&Int.-SR 14-571 Ext.&Int.-BLD T10/S7
165 50 75| 215 80 Int.-SOMT 100408-DT
67 | ISP-10-D065 ‘ ) )
165 50 751215 80 1SP-10-D0g6 | External: On external cartridge:  |On external cartridge: |On external cartridge:
165/ 50 75| 215| 80 CAB3>66-EX-10/11 |Int.-SOMT 100408-DT |Ext.-SR 14-544/S Ext.-BLD T15/S7
Ext.-SOMT 110408-DT |Int.-SR 14-571 Int.-BLD T10/S7
183 50 75| 240 80 1sP-11-Dogg | Internal: On internal cartridge: ~ |On internal cartridge: ~ [On internal cartridge:
183 50 751240 | 80 ISP-11-D0B9 CAB7>73-IN-11/11 |Ext.-SOMT 110408-DT |Ext.-SR 14-544/S Ext.&Int.-BLD T15/S7
183 50 75 | 240 80 i Int.-SOMT 110408-DT |Int.-SR 14-544/S
183 50 75| 240 | 80 74 [E29-DOC g 1 g
|ISP-11-D071 |External: On external cartridge:  |On external cartridge: |On external cartridge:
183 50 | 75| 240 80 1SP-11-D072 | CAB7>73-EX-11/12 | Ext.-SOMT 120408-DT |Ext.-SR 14-544/S Ext.8Int.-BLD T15/S7
183 50 | 75| 240/ 80 1SP-11-D073 Int.-SOMT 110408-DT  [Int.-SR 14-544/S
183 50 75| 240 80
200 50 75 | 250 | 80 1SP-12-D075 Internal: On internal cartridge: ~ |On internal cartridge:  |On internal cartridge:
200 50 751 250 | 80 1SP-12-D076 CA74>80-IN-12/12 |Ext.-SOMT 120408-DT [Ext.&Int.-SR 14-544/S |Ext.&Int.-BLD T15/S7
200 50 75 | 250 | 80 Int.-SOMT 120408-DT
200 50 |75|250|80| 81 |ISP-12-D077 ‘ . .
200 50 75| 250 80 ISP-12-D078 |External: On external cartridge:  |On external cartridge:  |On external cartridge:
200 50 75| 250 | 80 ISP-12-D079 | CA74>80-EX-12/14 |Ext.-SOMT 140512-DT |Ext.-SO 50090! Ext.-BLD T20/S7
200 50 75| 250 | 80 ISP-12-D080 Int.-SOMT 120408-DT |Int.-SR 14-544/S Int.-BLD T15/S7

* Hole tolerance: D+0.5 in average conditions. However, it can be higher or lower according to machine and tooling conditions
® For user guide and cutting conditions, see pages 597-604

() Cutting diameter maximum

For inserts, see pages: SOMT-DT (596) ¢ SOMT-GF (596) ® SOMT-HD (596)

Drill Assembly

Internal Cartridge

Shim Plate

External Cartridge

]
INDEXABLE DRILL LINE

AOMT
Inserts for DR Drills

Designation

AOGT 040204-90AL
AOMT 040204-90DT
AOMT 040204-90HD ()

® Used on 12-13.5 mm DR drills
™) For low carbon steel and soft materials.

ISCAR

Shim Plate ‘

Side Coolant Hole Plug: PLUG R1/4 SPC (Key: HW6.0)

Cartridge Clamping Screw and Washer

For DR061-066 Screw: SR M5x16 DIN912

Key: HW4.0 Washer: WASHER FLAT M5 DIN125A
For DR067-080 Screw: SR M6x20 DIN912 Key:
HW5.0 Washer: WASHER FLAT M6 DIN125B

Shim Plate Screw SR M3x5.5 (Key: T-10/51)

TH
=N
178° (/\j INSL | |
\r\\Jwi L]
==
RE 71— —
Dimensions Tough <— Hard
(<o)
o =] =]
28l 2|8|8
L S RE INSL o o o o
4.00 1.60 0.40 5.00 o
4.00 1.60 0.40 5.00 ° [} °
4.00 1.60 0.40 5.00 °
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SOMX-DT
Inserts for DR Dirills with a DT
General Use Chipformer
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Dimensions
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1C5500

Designation IC S RE
SOMX 050204-DT 5.40 240 0.40
SOMX 060304-DT 6.20 3.20 0.40
SOMX 070305-DT 7.70 3.60 0.50
SOMX 160512-DT 16.00 5.56 1.20

* DT - a general use chipformer for medium to high feed rates

DR-TWIST

SOMX-GF
Inserts with a GF Chipformer for
Soft Materials Used on DR Drills

[ ]
e o o ||C808

e o o (|C8080
e e e (|C9080

(]
e o o o |CO08

RE

&
m

sl

Dimensions

Designation IC S RE

SOMX 050204-GF 5.40 240 0.40

SOMX 060304-GF 6.20 3.20 0.40

SOMX 070305-GF 7.70 3.60 0.50
® GF - a narrow chipformer for use on soft materials at low to medium feed rates

® o o |C908

L]
INDEXABLE DRILL LINE

SOMX-HD
Inserts for DR Drills for Carbon
Steel and Soft Materials

> %

‘m

e

S
Dimensions
g

Designation IC S RE Q

SOMX 050204-HD 5.40 2.40 0.40 .

SOMX 060304-HD 6.20 3.20 0.40 .

SOMX 070305-HD 7.70 3.60 0.50 .
lgﬂ;m LINE

RE
SOGX/T-AL - @
Inserts for DR Dirills for Aluminum T i
1)
|| \/
S
Dimensions
=3

Designation IC S RE (&)

SOGX 050204-AL 5.40 240 0.40 (]

SOGX 060304-AL 6.20 320 0.40 (]

SOGX 070305-AL 7.70 3.60 0.50 .

SOGT 09T306-AL 9.00 3.81 0.60 .

SOGT 120408-AL 12.70 4,76 0.80 .
® Sharp cutting edge with polished rake for aluminum Member IMC Group

(T | Tl 595
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INDEXABLE DRILL LINE

SOMT-GF
Inserts for DR Dirills for Soft Materials
at Low-to-Medium Feeds

RE

ii

Designation

Dimensions

RE

Tough «— Hard

SOMT 09T306-GF
SOMT 120408-GF
SOMT 160512-GF

9.00
12.70
16.00

3.81
476
5.56

0.60
0.80
1.20

® (|C328

e o o |C908

DR-TW.

SOMT-HD
Inserts for DR Dirills for Carbon
Steel and Soft Materials

RE

T

48»‘

Designation

Dimensions

RE

SOMT 09T306-HD
SOMT 100408-HD
SOMT 110408-HD
SOMT 120408-HD
SOMT 160512-HD

9.00
9.80
11.50
12.70
16.00

3.81
4.30
4.80
476
5.56

0.60
0.80
0.80
0.80
1.20

e o o o o (|C808

]
INDEXABLE DRILL LINE

SOMT-DT

Inserts for DR Dirills for
General Applications at
Medium-to-High Feeds

RE

o

Designation

Dimensions

RE

1C5500

Tough «<— Hard

1C8080

1C9080

SOMT 060204-DT
SOMT 09T306-DT
SOMT 100408-DT
SOMT 110408-DT
SOMT 120408-DT
SOMT 140512-DT
SOMT 160512-DT

® ||C328

6.00
9.00
9.80
11.50
12.70
14.30
16.00

1.96
3.81
4.30
4.80
476
5.20
5.56

0.40
0.60
0.80
0.80
0.80
1.20
1.20

e o 0 0 0 0 0/(|C808

e o o 0 0 © o /|CI08

ISCAR
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INDEXABLE DRILL LINE

Insert Positioning

USER GUIDE

Machining Conditions

Cooling Methods

Directing the coolant through the tool is essential
for reliable machining. This method prevents
chip pile up, insert damage or breakage, and
damage to the workpiece surface.

Internal Coolant
Apply standard cutting data.

External Coolant

How to Select Cutting Parameters
Step 1 - Prior to Drilling

Use charts on pages 600-601 to select feed
and speed according to workpiece material.

For the first grade choice. In general we
recommend selecting 1C808.

Too Tight

SOMT/SOMX may cause insert damage

Drilling depth is limited to 1.5xD.
For larger depths, a pecking

cycle is recommended. w

Rotating Drills

For best results:
1. Check adapter rigidity.
2. Minimize drill runout in relation
to spindle center line.
3. Use recommended cutting conditions.

Step 2 - Initial Test Hole Drilling
e Fvaluate chip evacuation. If not satisfactory, adjust
feed and speed, using example photos below.

e |f chip evacuation is still a problem, i.e. chips are too
long, change the chipbreaker to GF as shown below.

Optimal Shape Too Long

may cause tool damage

G
-

<

&
e

9

9

ﬁ!%

Optimizing Chip Shape
Chip control is one of the

most important factors for

tool performance in order

to facilitate chip evacuation
and avoid tool damage.
Cutting conditions must

be adjusted to achieve

optimal chip shape.

Too Tight

recommended limits.
If not satisfactory,
decrease feed.

How To Achieve Optimal Chip Shape

Increase speed within

Too Long

If machining at high speed,
first reduce speed.

If unsatisfactory, increase
feed, but do not

exceed upper limit.

—> Optimal Shape <—

Member IMC Group
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DR-TW.

INDEXABLE DRILL LINE

Setup of Non-Rotating Drills

USER GUIDE

Drill Positioning on Turret Lathe

*

The peripheral insert cutting edge
should be parallel to the machine X-axis.

Two Correct
Options

The drill can be mounted on the X
axis or on a 180° rotation

For better chip evacuation it is recommended
to apply option A peripheral insert position.

Machining Conditions
Optimizing Chip Shape for DR Drills
SOMT...DT

A general-use chipformer
for medium to high feed rates.
Chip Formation Examples

SOMT...DT

Cutting Conditions:
Material: SAE 1060
V=120 m/min
f=0.14 mm/rev

Diameter Change by Center Shift

DR-06 DR-12
D Nominal D Max. on D Nominal D Max. on Lathe
Lathe 34 395
16 195 35 400
17 200 36 405
18 205 37 410
19 210 38 445
20 215 39 420
21 22.0 40 425
22 230 41 430
42 435
43 440
44 45
DR-09
D Nominal D Max. on Lathe
D Nominal Y II\.Aaat)r({eon 5 510
23 285 4 Bl
24 290 & S0
2 30,0 4e 0
29 315 £ g0
30 320 53 555
32 333 £ £t
3% 35.0 58 58.0
59 590
60 600

Change hole diameter
by shifting drill’'s center
along lathe x-axis

Shifting
Direction

SOMT...GF

A narrow chipformer
for use on soft
materials, at low to
medium feed rates.

SOMT...GF

& %
e

Applicable only when using SOMT inserts

ISCAR




DR-TWIST USER GUIDE

INDEXABLE DRILL LINE

Setup of Non-Rotating Drills

Make sure the center line of the drill is aligned with
the spindle center line. It is recommended to verify the setup
according to the instructions shown below.

DR-06
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Under regular conditions it is possible to adjust
the center line of the drill (X axis of the machine),
in order to change hole diameter size.

Oolqé\
1. Drill a hole 6 mm deep with the drill center 3. Check that the hole diameter equals the drill
line aligned with the spindle center line. diameter +0.0- +0.2 mm. If not, adjust the X-axis.
2. Check the existing core. If there is no core, check the 4. Note: In some operations, part of the
alignment of the Y-axis of the drill and spindle. Correct core may break. If this occurs, use finger
by checking the adapter or adjusting the Y-axis. contact to verify if any core remains.

Warning: As the drill goes all the way
through a workpiece, it ejects a disc. For
worker safety, guards should be used.

Drilling Insert Grades

Grades for Applications and Materials

Material
Groups i
Stainless Steel
Main Austenitic & Duplex
Applications (Ferritic-Austenitic!

DRILLING

1) Use for an outer insert on DR drills .
0 ' wert " Default recommendation

Member IMC Group
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Machining Data for DR Drills
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Tensile .
Strength Hardness Material
Material Condition [N/mm? HB No.!
<0.25 %C Annealed 420 125 1
>=0.25 %C Annealed 650 190 2
N°W'a"°y steel and cast steel, free < 0.55 %C Quenched and tempered 850 250 38
cutting steel
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5
Annealed 600 200 6
Low alloy steel and cast steel e e 7
(less than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
High alloyed steel, cast steel, Annealed B 2 o
and tool steel Quenched and tempered 1100 325 1
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensitic 820 240 13
Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

* Grades: first choice 1C808, IC8080

e This table refers to 2/3xD drill ratio usage. For 4xD ratio decrease cutting data by 15%
e Chipformer should be selected based on our geometry range recommendations

e When using external coolant supply only, reduce cutting speed by 10%

e Use internal coolant supply when machining austenitic stainless steel

() For workpiece materials list, see pages 1114-1149

ISCAR
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USER GUIDE
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Cutting Speed Feed vs. Drill Diameter mm/rev i
N N X N DR-11/12 R
Ve m/min Ve m/min DR-05 DR-06 DR-07 DR-09/10 DR-14/16 m
1C808/908 1C8080/9080 DR-04 GF/DT/ | GF/DT/ | GF/DT/ | GF/DT/ | GF/DT/ | GF/DT/
external external DT/HD AL/HD AL/HD AL/HD AL/HD HD HD
2 200-300 260-390 0.06-0.10 0.07-0.12 0.08-0.12 0.10-0.15 0.12-0.16 0.14-0.17 )
0.10-0.15 0.10-0.16 0.12-0.18 0.14-0.22 0.15-0.25 0.16-0.26 =
& 0.04-0.08 0.04-0.08 0.05-0.10 0.05-0.10 0.08-0.15 0.08-0.15 =
4 150-200 190-260
5
0.04-0.08
6 150-220 190-290 0.02-0.06 0.06-0.10 0.07-0.12 0.08-0.12 0.10-0.14 0.12-0.15 0.14-0.16
7 0.10-0.14 0.10-0.15 0.10-0.16 0.14-0.20 0.14-0.22 0.16-0.24
8 120-180 160-230 0.04-0.08 0.04-0.08 0.05-0.10 0.05-0.10 0.08-0.15 0.08-0.15
9
10 120-190 160-250 0.06-0.10 0.06-0.10 0.06-0.10 0.08-0.12 0.10-0.15 0.14-0.17
11 100-160 210-310 0.10-0.14 0.10-0.14 0.10-0.14 0.12-0.18 0.14-0.20 0.16-0.24
12
1 160-240 210-310 0.04-0.08 0.06-0.10 0.06-0.10 0.06-0.12 0.08-0.12 0.10-0.14 0.12-0.20
160-240 210-310 0.04-0.08 0.06-0.10 0.06-0.10 0.06-0.12 0.08-0.12 0.10-0.14 0.12-0.20
150-250 190-320
0.08-0.16 0.10-0.22 0.10-0.22 0.10-0.22 0.15-0.25 0.18-0.30 0.20-0.34
120-180 160-230
150-300 190-390 0.08-0.24 0.12-0.25 0.12-0.25 0.12-0.25 0.20-0.30 02-0.35 0.28-0.45
20-50 30-60
0.03-0.07 0.04-0.08 0.04-0.08 0.05-0.09 0.07-0.10 0.08-0.12 0.10-0.14
50-60 60-80
20-50 30-60
0.04-0.08 0.05-0.08 0.05-0.08 0.06-0.09 0.07-0.10 0.08-0.12 0.10-0.14

() Central insert should always be 1C808/1C908

e This table refers to 2/3xD drill lengths. For 4xD and 5XD drills, decrease cutting data by 15%
e When using only external coolant supply, reduce cutting speed by 10%

e Use internal coolant supply when machining austenitic stainless steel

Member IMC Group
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am Machining Conditions for Large Diameter DR-TWIST Drills
L Ve Feed (mm/rev)
EI Material (m/min) 60-66 dia. 67-73 dia. 74-80 dia.
Low Carbon Steel
§ (<0.3% C) 180-250 0.08-0.12 0.08-0.12 0.09-0.14
|_|_| Carbon Steel ! ) ] )
a (>0.3% C) 160-220 0.12-0.18 0.12-0.18 0.14-0.21
Low Alloy Steel
z e 150-220 040-0.18 040-0.18 042-021
High Alloy Steel ! ! '
(>HB300) 130-180 0.10-0.15 0.10-0.15 0.12-0.17
Stainless Steel 170-240 0.08-0.15 0.08-0.15 0.09-0.17
Cast Iron 180-250 0.15-0.22 0.15-0.22 0.17-0.25
Lzl 130-200 0.10-020 0.10-020 0.12-023
Cast Iron
Aluminum 330-380 0.15-0.25 0.15-0.25 0.17-0.29
Ti Alloy
(Ti 6AI) 30-60 0.12-0.16 0.12-0.16 0.14-0.18
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Machining Conditions

Machine Power and Feed Force Requirements

INDEXABLE DRILLS

Power required, in relation to drill diameter Required Machine Power
A Material: SAE 4140
24 p Cutting speed: 100 m/min
22
A . .
20 P For different cutting speeds,
o
8 1 Py use factor as follows:
16 > -
=y A
Q1 S -
10 < - =]
% 8 P 1 L= |
a LA L~ =
6 “ = = . Pe.C Ve
4 T e Machine Power P=— [m/min] | 100 | 150 | 200
2 =] . — c 10 | 15 | 20
0 > n=Machine efficiency
16 20 24 28 30 34 38 42 46 50 54 58 62 66 70
Drill Diameter D (mm)
f=0.25 f=0.18 f=0.1

Feed force (thrust force) required,
in relation to drill diameter

A Required Feed Force
12 P Material: SAE 4140
11
10 < =
z : é 4
= A L
Q7
&4 6 | L
£ s A L L= |
° =
3 4 //f"’ =
s s T L L=
2 // /é’é
=T |
’
0 >
16 20 24 28 30 34 38 42 46 50 54 58 62 66 70
Drill Diameter D (mm)
f=0.25 f=0.18 f=0.1

Internal Coolant Pressure
Selecting Coolant Pressure and Flow Rate

Coolant Flow Rate (liter/min) Minimum Coolant Pressure (bar)

Drill Diameter D (mm)

Drill Diameter D (mm)

* For special drills more than 4xD, it is recommended to use high coolant pressure 15-70 bar

Member IMC Group




DR-TWIST USER GUIDE

INDEXABLE DRILL LINE

Troubleshooting

Irregular Conditions for DR Dirills

If surface slope exceeds 5°, reduce feed
by 50% during penetration or exit.

It is preferred to pre-face the

surface to eliminate slope.

1. Drilling into a pre-hole reduces feed to
eliminate deflectiont of the drill body.
I 2. Drilling an interrupted cut reduces feed during
crossing to eliminate deflection of the drill body.

P = 3. Insufficient stability of workpiece requires
mmaLﬂ;"—'mm additional support. Reduce feed.

() Deflection may be observed by a mark on the drill bodly.
Note: For irregular applications, , use DR drills with XOMT
2 ! 3 inserts as a first priority.

i Stacked Plates
J Drilling operation is not recommended, but may be
done by specially designed drills in 16-60 mm range.

Apply standard cutting data.

N
—
=
0
&)
(|
—
%
L
a)
Z

Note: For irregular applications, use DR drills
with XOMT inserts as a first priority.

Indexable Insert Drills - Troubleshooting DR Chips

Chip Jamming due to Long Chips Chip Jamming despite Short Chips
Solutions Solutions
1. Increase feed. If drilling a 1. Increase coolant
very soft material, reduce pressure/volume.
feed and increase speed. 2. Reduce cutting speed.
2.Choose a geometry with a tighter
chipbreaker for lower feeds (GF).

3. Long chips that rotate around )
the drill are problematic. If
chip formation can not be
improved by changing the machining

conditions, use a pecking cycle.mm

;-:.d‘f“'““'w. .x’-‘f"f'ﬁ"'m ,x;"ﬁ“m
& v @
Chipping Along Cutting Edge Chipping of Center Insert Excessive Flank Wear
Solutions Solutions Solutions
1. Reduce entrance feed. 1. Check mounting of drill. 1. Reduce cutting speed.
2.Choose a tougher grade. 2. Check mounting of workpiece. 2. Increase coolant
3. Choose a geometry with open chip breaking 3. Reduce entrance feed. pressure/volume.
for higher feeds. (SOMT, WOLH) 4. Reduce cutting speed. 3. Choose a better wear
4. Reduce feed.” 5. Check drill runout (should resistant grade.
5. Reduce cutting speed. be 0.05 mm maximum).

6. Increase coolant pressure.
Machine Troubleshooting

Vibrations Insufficient Torque Insufficient Power
Solutions Solutions Solutions

1. Check mounting of drill. 1. Reduce feed.* 1. Reduce cutting speed.

2. Check mounting of workpiece. . 2.Choose a geometry with 2. Reduce feed.*

3. Increase feed. If drilling a very soft material, a looser chipformer. 3.Choose a geometry with
reduce feed and increase speed.” a looser chipformer.

4. Reduce cutting speed.

* Use GF chipformer

ISCAR
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Accessories

Drilling Eccenter Sleeves
Bushings for Enlarging

or Reducing DR Nominal

Driling Diameters by Shifting

the Drill Off-Center
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DCONWS DCONMS DF OAL
ECCENTER SLEEVE 20X25 20.00 25.00 40.00 44.00
ECCENTER SLEEVE 25X32 25.00 32.00 50.00 46.00
ECCENTER SLEEVE 32X40 32.00 40.00 65.00 55.00
ECCENTER SLEEVE 40X50 40.00 50.00 75.00 77.00

(1) Holes for inserting a pin, used to facilitate radial adjustment of the sleeve (pin not supplied)

For tools, see pages: DR-2D-N (588) ¢ DR-3D-N (590) ® DR-4D-N (591) ¢ DR-4D-T (593) ¢ DR-5D-N (592)

Eccenter Sleeve Operating Instructions

LATHE

DR-Drill

Operation on a Lathe
H Tool’s axis

Adapter .~
\ 1

Turret axis

Eccenter DCnom-+0.2

Tool and turret axes coincide
0

On a lathe the eccenter sleeve can shift the drill’'s
axis to coincide with the spindle axis.

The eccentric sleeve enables alignment of the drill's axis with the spindle
axis within a 0.2 mm range (turn the sleeve counterclockwise to raise it).

On a milling machine the drill's nominal
diameter can be changed by shifting
the drill's axis out of the tool spindle.

MILL

Radial adjustment
pin (not supplied)

Adapter

DR-Dill

Eccenter

Sleeve
W D-0.2
To enlarge the diameter, turn the sleeve clockwise. D40. ;
Operation on a Milling Machine Recommended Feed When Using Eccenter Sleeves
Hole Diameter 29.8 mm Recommended
Feed Rate
A
100%
90%
\ 80%
Drill Diameter = 30 mm 70%
0
Hole Diameter 30 mm 60%
50%
40%
\ \ \ >
2xD 3xD 4xD 5xD  Length to
Dia. Ratio

Drill Diameter = 30 mm

Hole Diameter 30.4 mm The adjustment markings should be located
perpendicular to the flat circumference of the DR flange.

To facilitate the rotation of the sleeve, a metal
rod or a screw key may be inserted into a
AN hole on the eccentric sleeve flange. Unlock
Drill Diameter = 30 mm adapter screw before adjusting sleeve.

Member IMC Group
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DR-DH Deep Drrills for Milling Centers and Lathe Machines

Features
¢ High feed drilling: up to 0.35 mm/rev for
high productivity
e Excellent surface quality: Ra = 0.6 = 2.0 [um]
e Good hole cylindricity: 50-80 [um]

DR-DH are drills for a drilling depth-to-diameter ratio of
7XD and up, to be used on standard horizontal milling
centers, turning, and multi-task machines.

Use of supplementary machine and setup can

be avoided. These drills can be used with the e Hole tolerance: IT10

existing adaptations, not requiring any 'Special e L arge drilling depth: L=7xD and higher — up to 800 mm
coolant pressure or extra pump capacity. e Carries standard SOMX/SOMT indexable inserts
with 4 cutting edges
¢ No dedicated machine or extra setup needed
e Standard coolant pressure as used in general drilling
e Standard indexable, double-ended guide pads
e Used for steel (ISO P) and cast iron (ISO K) materials
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DR-DH drills are available as semi-standard items
in the diameter range of 25.4 to 69.5 mm.

ISCAR offers two drill versions:
Single Flute
DR-DH-31.65-0350NC-2FS

e \ery rigid tool

Designed for easily to cut materials such

as cast iron and low alloyed steel
e Patented chip gullet design

Double Flute
DR-DH-31.65-0350NC-2FD

* Double chip gullet for improved chip flow

® Designed for drilling gummy materials such as
non-alloyed steel and high temperature alloys

Designation
Metric

DR-DH-31.65- O35ONC

Famlly Drilling depth mm) Shank dia. F—Cartrldge
R= No cartridge

Dia. (mm) Shank Type No. of Pads D=Double flute
Inch S=Single flute

DR-DH-1.500-12.00NC-2 FD

ISCAR
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The DR-DH drills will be supplied upon request.

For a quotation, please contact ISCAR headquarters,
providing all necessary hole and drill details

(See following requested information form).

Requested Information Form for
Deep Hole Drill Design
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Company name Telephone no.

Address Date

Contact person Customer no.

WORKPIECE

Product name Hole diameter

Hole depth No. of holes Tolerance (of hole)

Surface finish (Rz, Ra...) Straightness (mm/100)

Material
Material (DIN, AISI, JIS...)
Hardness (HB, HS, HRC...)

Condition O Annealed O Quenched O Tempered O Cast O Other
MACHINE

Machine supplier name

Machine type/model O NC lathe Machining center O Horizontal O Vertical
Rigidity O Good O Normal O Poor

Spindle power (kW)

Tool and/or workpiece | Tool and O Rotating O Rotating

rotation (TR/WR) workpiece workpiece (WR) tool (TR)

TYPE OF COOLANT

Water based O Soluble O Emulsio %
Oil based O Coolant Coolant Volume
Pressure (bar) (L/min)
Hole Data

Pre-drilled hole size

Need a pre-hole drill quotation O %

(mm/inch)

Member IMC Group
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Bore Type

o  ©o O 06 o o0 o o

W |@ |y | |05 |5 || & |5

Please sketch your drilling application

R/
S e
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GENERAL PRODUCTION INFORMATION

Quantity of parts per year

Grade, tool life, etc

Cutting data

Perfomance expectation Ve= m/min N= RPM F= mm/min f= mm/rev

Description of present system in use

Please fill in and return to your ISCAR representative.

ISCAR
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USER GUIDE

User Guide

1. A short pre-hole 20 mm long (minimum) with H8 hole
tolerance should be prepared to guide the long drill
(a standard DR drill or an endmill can be used).

Option No.1
1.1- Penetration with an endmill

Option No.2
1.2- Penetration by drilling

2.1- Enlargement with the endmill

Hole Tolerance H8

2.2- DRG-MF boring
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3- Deep hole drilling with DR-DH DR-DH
2.The DR-DH drill should enter into the pre-hole at

slow rotation speed and with coolant supply.

DR-DH Insert Mounting Configuration vs. Drill Diameter Spare Parts

DR-DH Central Intermediate Peripheral Guiding Insert Screw Key

oit#.#[mm] Insert Insert Insert Pad SOMX 050204... |SR 34-533/L  |T-6/51

25.4-28.5 SOMX 050204... SOMX 050204... SOMX 050204...  GPS-06-20-075 LoV R 54-508L  [T-7/51

28.6-30.0 SOMX 050204... SOMX 060304... SOMX 050204...  GPS-07-20-120 ~ SOMX070305... |SR 14-560 1-8/51

30.1-33.0 SOMX 060304... SOMX 060304... SOMX 060304... GPS-07-20-120 SOMT 09T306... |SR 34-506 T-9/51

33.1-37.5 SOMX 060304... SOMX 070305... SOMX 060304... GPS-08-25-155 SOMT 100408... |SR 14-571 T10/51

37.6-40.5 SOMX 070305... SOMX 070305... SOMX 070305... GPS-08-25-155

40.6-42.9 SOMX 070305... SOMT09T306..  SOMXO70306..  GPS-08-25-155  SOMT 110408... |SR 14-544/S |T-15/51

43.0-47.5 SOMT 09T306... SOMT 09T306... SOMT 09T306... GPS-08-25-155 _ SR 14-544/S  |T-15/51

47.6-51.0 SOMT 100408... SOMT 100408... SOMT 100408... GPS-10-30-200

51.1-54.0 SOMT 100408... SOMT 110408... SOMT 100408... GPS-10-30-200 Guiding Clamping

54.1-57.4 SOMT 100408... SOMT 110408... SOMT 110408... GPS-10-30-200 Screw Key

57.5-61.0 SOMT 110408... SOMT 110408... SOMT 110408... GPS-14-40-250 GPS-06-20-075 S

61.1-63.0 SOMT 110408... SOMT 120408... SOMT 110408... GPS-14-40-250 GPS-06-20-085 T

63.1-69.5 SOMT 120408... SOMT 120408... SOMT 120408... GPS-14-40-250 GPS-06-20-100 R
GPS-14-40-250 SR11201752-2  T-15
GPS-07-20-120 SR 11201753-4 T9
GPS-10-30-200 SR11201753-6  T-15

Member IMC Group
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ISCARDR-DH

USER GUIDE

e DR-DH drills can be used with any type of

adaptation.

However, concentric adapters such as hydraulic chucks
are advantageous for better runout. When machining
high temperature alloys or applying very high machining

loads, it is advisable to use strong gripping

adapters

such as: side lock adapters, power / hydraulic chucks
e In case of chip formation or chip evacuation problems,

the following sequence is recommended:
1. Reduce cutting speed by 10%
2.Increase internal coolant pressure
3. Apply a pecking cycle

4. Interrupted cut will have a direct influence on
hole accuracy, quality and drill life. (Sometimes

even tool breakage can occur).

DR-DH Machining Recommendations

Double-ended Pad
Worn support pads provide poor surface finish in
a drilled hole. In this case, pads should be rotated

or replaced.

Rotate when wear shows on the back side of the pad

Cutting
Tensile Strength Hardness Mtl. Speed Feed
ISO Material Condition Rm [N/mm?2] HB No. ve m/min mm/rev
0.1-0.25 %C Annealed 420 125 0.10-0.25
100-150
0.25-0.25 %C Annealed 650 190 0.10-0.25
0.25-0.25 %C
Non-alloy steel, Quenched and tempered 850 250 0.15-0.30
cast steel, free
cutting steel 0.55 - 0.80 %C Annealed 750 220 0.15-0.30
80-150
0.55 - 0.80 %C
Quenched and tempered 1000 300 0.15-0.30
Annealed 600 200 0.15-0.30
Low alloy steel
and cast steel 930 275 0.15-0.30
(less than 5% Quenched and tempered 1000 300 70-120 0.15-0.30
alloying elements) 1200 50 015030
Annealed 680 200 0 80-150 0.10-0.25
High alloy steel, cast
steel and tool steel Quenched and tempered 1100 325 70-120 0.10-025
Ferritic/pearlitic 180 0.18-0.35
Grey cast iron (GG) 180-300
Pearlitic 260 0.18-0.35
Ferritic 160 0.156-0.30
Nodular cast iron (GGG)
Pearlitic 250 0.15-0.30
150-250
Ferritic 130 0.15-0.35
Malleable cast iron
Pearlitic 230 0 0.15-0.35

ISCAR




PRE TriRn=AD
PL %
DCT (M8-M24) f?ﬁ
Indexable Head Dirills with DCN_DJ DGONMS
Chamfering Inserts Mainly I

for Pre-Thread Holes

7
DCN(21 PHD® DCX DC_2 DCONMS SDL LU LPR OAL LS STA2 PL SSC® Th® SD 2 & /

DI O EPIRP R TENON 680 680 740 13.90 14.00 209 317 4310 8814 450 900 124 68 M8 2574 SR34-508 T-7/51 K DCM- 8
DCT 085-026-14B-M10 830 850 890 14.00 14.00 263 366 4800 9305 450 900 155 80 MI0 3055 SR34-508 T-7/51 K DCM- 8
DI PR EL:E PR 1000 1020 1090 14.00 14.00 30.0 398 5390 9886 450 900 186 100 MI12 3376 SR34-508 T-7/51  KDCM-10
Pl PIRELE B CA 1200 1200 1290 16.00 16.00 349 451 6020 10818 480 900 218 120 M14 3908 SR34-508 T-7/51  KDCM-12
Dl IR R 1B I 1400 1400 1490 18.00 18.00 39.0 496 6250 11055 480 900 255 140 MI16 4355 SR34-508 T-7/51  KDCM-14
DI VAR PEPT:H DI 17.30 1750 17.90 21.00  20.00 420 530 6620 11618 50.0 900 318 17.0 M20 4698 SR34-508 T-7/51  KDCM-17
DI g R [EVER LB PZ R 2100 2100 21.90 25650  25.00 482 603 7280 12882 560 900 382 210 M24 5432 SR34-508 T-7/51 K DCM-21

* Hole tolerance: D+0.05 in average conditions. However, it can be higher or lower according to machine and tooling conditions.

® For user guide and cutting conditions, see page 612

() Reduce recommended feed for DCT 6.8 mm drills by 10%

(@ Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

®) Pre-thread hole diameter

(@) Cutting diameter maximum

) Seat size code

(6) Used for standard thread size
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For inserts, see pages: AOMT-Chamfering (611) e IDI-SG (581) e IDI-SK (581)

NN NS A B
PRETHREAD s AOMT 060204-45DT AOMT 030204-N-..DT
AOMT-Chamfering EPSR P L\ EE
Chamfering Inserts NN 1
\@A Wi
.l‘__~l §+0.025
Dimensions Tough <— Hard
8 [=e] [se]
i i = 3
Designation L Wi S EPSR 15} (&) o
AOMT 060204-45DT 5.66 4.50 1.96 455 . °
AOMT 060204-45HD (1) 5.66 450 1.96 455 °
AOMT 030204-N-45DT (2 2.80 4.00 1.59 455 °
AOMT 030204-N-30DT (2 4,00 4,00 1.59 30,5 °
* The cutting speed is dependent on the drilling insert being used
) For low carbon steel
(2) Used for specially tailored tools
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% Pre-Thread DCT Drills
LL] There are two main applications
| for pre-thread hole drilling:
) Drilling pre-thread blind and through holes:
§ Drilling with a 45° chamfer
LLJ
Pre-Thread DCT Metric Threads
Recommended Diameters
M
Dia. M Head MF Head TR Head | Helicoil Head
Drill Designation Range Thread Dia. Head Dia. Thread Dia. Thread Dia.
M8 6.8 MF8X0.75 720 | TR10X3 7.49
DCT 068-021-14B-M8 6.80-7.49 ME8X1 7,00
M10 8.5 MF10X1 8.99 | TR10X1.5 8.60 M8 8.40
DCT 085-026-14B-M10 8.30-8.99 MF10X1.25 8.80
M12 10.2 MF11X1 10.00 | TR12x2 10.20 M10 10.50
MF12X1 10.99 | TR14X4 10.50
DCT 102-030-14B-M12 10.0-10.99 ME12X1 95 10.80
MF12X1.5 10.50
M4 12.0 MF13X1 12.00 | TR14x2 12.20 M12 12.50
MF14X1 12.99 | TR16X4 12.30
DCT 120-035-16B-M14 12.0-12.99 MF14X1.25 12.80
MF14X1.5 12.50
M16 14.0 MF14X1 14.00 | TR18X4 14.30 M14 14.99
DCT 140-039-18B-M16 14.0-14.99 MF16X1 14.99
MF16X1.5 14.50
M20 17.5 TR22X5 17.30
DCT 175-042-20B-M20 17.3-17.99 MF20X2 17.99
DCT 210-048-25B-M24 21.0-21.99 M24 21.0 MF22X1 21.00
Inch Threads
UNC
Dia. UNF [Head| UNC |Head pglicoii |Head| BSW |Head BSF Head
Drill Designation Range | Thread | Dia. | Thread | Dia. | Thread | Dia | Thread | Dia. | Thread | Dia
DCT 085-026-14B-M10 8.30-8.99|UNF3/8-24| 85 UNC5/16-18 | 8.4
DCT 102-030-14B-M12 10.0-10.99 UNC1/2-13 | 10.8 BSW1/2-12| 10.5 | BSF1/2-16 | 10.99
DCT 120-035-16B-M14 12.0-12.99 UNC9/16-12| 12.3 BSF9/16-16 | 12.50
DCT 140-039-18B-M16 14.0-14.99| UNF5/8-18 | 14.5
DCT 175-042-20B-M20 17.3-17.99| UNF3/4-16 | 17.5
Inch Threads
UNJF
Dia. NPT |Head BSF Head| BSP |Head| UNEF [Head| Helicoil |Head
Drill Designation Range | Thread | Dia. | Thread | Dia |Thread| Dia. | Thread | Dia. | Thread | Dia.
DCT 085-026-14B-M10 8.30-8.99 | NPT1/8-27 | 8.5 G1/8-28| 8.8 | UNEF3/8-32 | 8.7 | UNJF3/8-24 | 86
DCT 102-030-14B-M12 10.0-10.99 BSF1/2-16 | 10.99
DCT 120-035-16B-M14 12.0-12.99 BSF9/16-16 | 12.50
DCT 140-039-18B-M16 14.0-14.99 | NPT3/8-18 | 14.5 UNEF5/8-24 | 14.8 | UNJF5/8-18 | 14.5
DCT 175-042-20B-M20 17.3-17.99 | NPT1/2-14 | 17.5 UNEF3/4-20 | 17.8
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DCNT (M8-M24) ’i\ »rﬁi —
indexable Head Drills with = . : Pt ]
Chamfering Inserts Mainly DCN-DCX K7+ { | | DCONMS DF D:
for Pre-Thread Holes — ' | 0
. | |
LS LIJ
—
Dnominal  Th®  DCN®  DCX9  DC_2 SDL PL [TA DCONMS  DF LS SSCt m
DCNT 068-021-12A-M8 6.80 M8 6.50 6.90 13.50 21.00 1.24 43.80 12.00 16.00 45.0 6.5
DCNT 085-026-12A-M10 8.50 M10 8.50 8.90 15.50 26.00 1.20 48.80 12.00 17.00 45,0 8.0 §
DCNT 102-030-16A-M12 10.20 M12 10.00 10.40 17.00 30.00 1.50 52.50 16.00 20.00 48.0 10.0
DCNT 120-035-16A-M14 12.00 M14 12.00 12.40 19.00 35.00 1.80 59.20 16.00 21.00 48,0 12.0 LIJ
DCNT 140-039-16A-M16 14.00 M16 14.00 14.40 21.00 39.00 2.10 66.90 16.00 23.00 48.0 14.0 D
DCNT 175-042-20A-M20 17.50 M20 17.00 17.90 24.00 42.00 2.70 69.30 20.00 25.00 50.0 17.0 Z
DCNT 210-048-25A-M24 21.00 M24 21.00 21.90 28.00 48.00 3.20 80.00 25.00 32.00 56.0 21.0 —

* Hole tolerance: D+0.05 in average conditions. However, it can be higher or lower according to machine and tooling conditions ¢ Do not mount smaller drilling heads other than
the specified range of the drill body. e For cutting conditions, see pages 561-563

() Pre-thread hole diameter

(2 Used for standard thread size

@) Cutting diameter minimum

(4 Cutting diameter maximum

) Pocket size

For inserts, see pages: AOMT-Chamfering (611) » FCP (546) » HCP-IQ (542) » ICG (547)  ICK (543) » ICK-2M (545)  ICM (543) » ICN (549)  ICP-2M (545) ¢ QCP-2M (544)

Spare Parts

 vesimaion A

DCNT 068-021-12A-M8 SR 34-508 T-7/51 K DCN 6-9.99-Y
DCNT 085-026-12A-M10 SR 34-508 T-7/51 K DCN 6-9.99

DCNT 102-030-16A-M12 SR 34-508 T-7/51 K'DCN 10-13.99
DCNT 120-035-16A-M14 SR 34-508 T-7/51 K'DCN 10-13.99
DCNT 140-039-16A-M16 SR 34-508 T-7/51 KDCN 14-17.99
DCNT 175-042-20A-M20 SR 34-508 T-7/51 K DCN 14-17.99
DCNT 210-048-25A-M24 SR 34-508 T-7/51 KDCN 18-21.99

1. Drilling pre-thread blind holes: 2. Drilling pre-thread through holes:
Drilling with a 45° chamfer Drilling with a 45° chamfer

s .
S ] 5 L

Pre-Thread Recommended Hole Diameters with DCNT Drills

M M Helicoil
n Dia. Range Thread Head Dia. MF Head Head Dia. | TR Thread | Head Dia. Thread Head Dia.

6.5-6.99 M8 6.8
MF10x1.25 8.8 : :
MF11x1 10.0
MF12x1 10.99 VIR oz
DCNT 102-030-16A-M12 [EETeXeRloXele] M12 10.2 VT M10 10.5
520 0 TR14x4 105
MF12x1.5 10.5 :
MF13x1 12.0
MF14x1 12.99 R 22
DCNT 120-035-16A-M14 12.0-12.99 M14 12.0 VETZ M12 12,5
A0 2 TR16x4 123
MF14x1.5 12.5 :
14.0
DCNT 140-039-16A-M16 [RFXEVIel] M16 14.0 MF16x1 14.99 TR18x4 14.3 M14 14.99
MF16x1.5 14.5
17.0-17.99 M20 17.5 MF20x2 17.99 TR22x5 17.3
21.0-21.99 M24 21.0 MF22x1 21.0
UNF UNC BSW BSF
Dia. Range Thread Head Dia. Thread Head Dia. Thread Head Dia. Thread Head Dia.
6.5-6.99
DCNT 085-026 : 0 8.5-8.99 UNF3/8-24 8.5
| DCN 10.0-10.99 UNC1/2-13 10.8 BSW1/2-12 10.5 BSF1/2-16 10.99
[ DCN 12.0-12.99 UNG9/16-12 12.3 BSF9/16-16 12.5
| DCN 14.0-14.99 UNF5/8-18 145
[ DCN 17.0-17.99 UNF3/4-16 17.5
| DCN 21.0-21.99
UNJF Helicoil
Drill Designation Dia. Range NPT Thread Head Dia. BSP Thread Head Dia. UNEF Thread | Head Dia. Thread Head Dia.
DC 068-0 A 8 6.5-6.99
DCNT 085-026 A 0 8.5-8.99 NPT1/8-27 85 G1/8-28 8.8 UNEF3/8-32 8.7 UNJF3/8-24 8.6
| DCN 10.0-10.99
| DCN 12.0-12.99
| DCN 14.0-14.99 NPT3/8-18 14.5 UNEF5/8-24 14.8 UNJF5/8-18 14.5
| DCN 17.0-17.99 | NPT1/2-14 175 UNEF3/4-20 17.8
DCN 0-048 : 4 21.0-21.99

Member IMC Group
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@p) CHAMDRILL

S8 RING DCM ~ @

:l Chamfering Ring Mounted on the

m CHAMDRILL Dirills for Drilling and ?

D Chamfering in One Operation

LL]

—

m Sst DCN@ DCX@ BDW LB CHW
RING DCM 100 DCM 100 10.00 10.40 33.00 143 15

§ RING DCM 105 DCM 105 10.50 10.90 33.00 14.3 15
RING DCM 110 DCM 110 11.00 11.40 35.00 145 15

LL RING DCM 115 DCM 115 11.50 11.90 35.00 145 15

D RING DCM 120 DCM 120 12.00 12.40 37.50 14.6 15

Z RING DCM 125 DCM 125 1250 12.90 3750 146 15

— RING DCM 130 DCM 130 13.00 13.40 39.00 146 15
RING DCM 135 DCM 135 13.50 13.90 39.00 14.6 15
RING DCM 140 DCM 140 14.00 14.40 41.00 15.3 15
RING DCM 145 DCM 145 14.50 14.90 41.00 15.3 15
RING DCM 150 DCM 150 15.00 15.90 43.00 16.5 15
RING DCM 160 DCM 160 16.00 16.90 45.00 17.0 2.0
RING DCM 170 DCM 170 17.00 17.90 47.00 175 2.0
RING DCM 180 DCM 180 18.00 18.90 48.00 18.0 2.0
RING DCM 200 DCM 200 20.00 20.90 52.00 18.0 2.0

¢ RING DCM can be mounted only on DCM 3XD and DCM &XD drills e For mounting instructions, see page 615
) Drill size

(@ Cutting diameter minimum
@) Cutting diameter maximum
4 BD=D ring

For inserts, see pages: XOGX-DT (614)

Spare Parts

& / / / / y,

RING DCM 100 SR 14-544/S BLD T15/57 SR M5X15 TORX 25(b) BLD T25/57 SW6-T
RING DCM 105 SR 14-544/S BLD T15/87 SR M5X15 TORX 25(b) BLD T25/57 SW6-T
RING DCM 110 SR 14-544/S BLD T15/S7 SR M5X15 TORX 25(b) BLD T25/S7 SWe-T
RING DCM 115 SR 14-544/8 BLD T15/87 SR M5X15 TORX 25(b) BLD T25/87 SW6-T
RING DCM 120 SR 14-544/8 BLD T15/87 SR M5X15 TORX 25(b) BLD T25/87 SW6-T
RING DCM 125 SR 14-544/S BLD T15/S7 SR M5X15 TORX 25(b) BLD T25/S7 SW6-T
RING DCM 130 SR 14-544/8 BLD T15/87 SR M5X15 TORX 25(b) BLD T25/87 SW6-T
RING DCM 135 SR 14-544/S BLD T15/87 SR M5X15 TORX 25(b) BLD T25/57 SW6-T
RING DCM 140 SR 14-544/S BLD T15/87 SR M5X15 TORX 25(b) BLD T25/87 SWe-T
RING DCM 145 SR 14-544/S BLD T15/87 SR M5X15 TORX 25(b) BLD T25/87 SW6-T
RING DCM 150 SR 14-544/8 BLD T15/87 SR M5X15 TORX 25(b) BLD T25/57 SW6-T
RING DCM 160 SR 14-544/S BLD T15/S7 SR M6X20 DIN912(a) HEXBIT HW5 SW6-T
RING DCM 170 SR 14-544/8 BLD T15/87 SR M6X20 DIN912(a) HEXBIT HW5 SW6-T
RING DCM 180 SR 14-544/S BLD T15/87 SR M6EX20 DIN912(a) HEXBIT HWS SW6-T
RING DCM 200 SR 14-544/8 BLD T15/87 SR M6X20 DIN912(a) HEXBIT HWS SW6-T

@ Maximum tightening torque 10(Nm), [88(Ib.inch)]
) Maximum tightening torque 7(Nm), [62(Ib.inch)]

XOGX-DT
Inserts Used on Chamfering Rings

CHAMDRILL
hi

Dimensions
&
Designation Wi S INSL 8
XOGX 090700-45DT 9.00 7.00 12.00 .

ISCAR




CHAMDRILL

Chamfer Ring

USER GUIDE

Mounting Instructions

o Insert the chamfer ring on the drill body and slide
to the desired position(1).

9 Rotate the ring clockwise until the stopper engages
the flute edge.

e Tighten the ring screw according to the maximum
tightening torque indicated on page 614.
Mount the chamfer insert.

@ Mount the CHAMDRILL head.

Chamfer Ring Position Range

Maximum

Drill Drill Body 3xD Drill Body 5xD Chamfer
Diameter L (min-max) L (min-max) Size

8-16 15-36

8-18 17-39

8-19 18-41

8-21 20-44

8-22 21-46

8-24 23-49 1.5

8-25 24-51

8-27 26-54

9-29 28-57

9-30 29-60

9-31 30-60

9-33 32-65

11-35 34-69

11-38 34-74 2.0

11-42 41-80

11-45 44-85

Min. 1 mm

User Guide
Recommendations for better stability:
1. Use 3xD drill instead of 5xD, if possible.
2. Mount the chamfer ring as close as possible
to the drill shank.
3. For better chamfering insert life, apply a
coolant to the chamfering insert, in addition
to the internal and/or external coolant.
4. A wider gap “X” between the drill and the head
size is preferred (i.e. for head 14.6 mm,
use body of 14 mm rather than of 14.5 mm).
A slightly larger “X” dimension can dramatically
increase the chamfering insert life.
() The “L” dimension shown is relative to the
common 1 mm chamfer.
For other sizes, adjust “L” accordingly.

Member IMC Group
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DC... 080 8 | 84 )13.6/ 19.2| 14| 23 |23.6| 40.9

DC...085 | 85 | 89 |12.3| 21.1|15.1| 26.6 [18.7| 38.1
CHAMRING 090-WN20-06 DC... 090 9 | 94 |128| 23.1|15.6| 27.1|21.8| 41.1 9 25 | 19.8 | 47.4 | 50 20 XCGT 06...

DC...095 | 9.5 | 9.9 |12.2| 22.8(17.2| 29.2 |26.8| 42.2
CHAMRING 100-WN32-09 DC... 100 10 | 104|126l 282 |12.3| 285|328 482 10 38 | 249 | 67.3 | 60 32 XCGT 09...

DC...105 | 10.5]| 10.9|13.9| 29.8 [ 14.4| 29.4|31.7| 50.8
CHAMRING 110-WN32-09 DC... 110 11 | 11.4|14.4| 31.4| 18| 31 |34.7| 53.4 ih 38 2569 | 67.3 | 60 32 XCGT 09...

DC...115 | 11.5]| 11.9|14.1| 31.4[15.6| 33.1|34.0| 54.4
CHAMRING 120-WN32-09 DC.. 120 | 12 | 12.4|15.1| 33.4|19.2| 35.2 |36.9| 57.3 12 38 | 269 | 67.3 | 60 32 XCGT 09...

DC...125 | 12.56]| 12.9|15.6| 35.8 [ 19.3| 37.3 |40.6| 60.8
CHAMRING 130-WN32-09 DC.. 130 13 | 134|178 37.6|21.4| 38.4 |43.8] 641 13 38 | 279 | 67.3 | 60 32 XCGT 09...

DC... 1356 | 13.5| 13.9|16.1| 38.2 | 19.5| 39.5 [42.8| 65.2
CHAMRING 140-WN32-09 DC... 140 14 | 1a.4|180| 20.8|21.5| 415 |46.0| 69.3 14 38 | 284 | 67.3 | 60 32 XCGT 09...

DC... 145 | 14.5]| 14.9|16.4| 39.7 [20.1| 42.1 | 45.3| 68.7

@p CHAMRING .
LPR LS — =
— CHAMRING : DC \sTA |2 Whistle notch shank IEIE
:l Drill Holders for Drilling and N— RS ¥ i
m Chamfering in One Operation DCN/DCX - == DCOJ\JMS
T
» [DCONWS
A g | 0w
LLl
—
DCNS 3D |DCM 3.5D| DCNS 5D
§ L|L|L|L|L|L
LU Designation DCN|DCX| min| max| min| max|min| max| DCONWS| DF [DC_2| LPR | LS |[DCONMS| Inserts
0O TN R R L] DC- 075 | 7.5} 7.9412.7) 18.612.4] 21.9/15.7) 83.6 8 25 | 18.8 | 47.4 | 50 20 XCGT 06...

CHAMRING 150-WN32-09 DC... 150 15 | 15.9|18.5| 41.9|25.2| 437 |48.5| 71.9 15 38 | 294 | 67.3 | 60 32 XCGT 09...
CHAMRING 160-WN32-09 ub/eas (<] 16 | 16.9]26.2| 51.6|26.3| 49.3 |58.2| 83.6 16 38 | 304 | 67.3 | 60 32 XCGT 09...
CHAMRING 170-WN32-09 Js/eRsn (0] 17 [ 17.9]22.6] 49.0|28.4| 52.4 |56.6| 83.0 17 38 | 314 | 67.3 | 60 32 XCGT 09...
(e U (e EDRV KPR DC... 180 18 [ 18.9]|256.1| 62.5| 31 | 57 |61.1| 88.5 18 38 | 324 | 67.3 | 60 32 XCGT 09...
CHAMRING 190-WN32-09 guvesuicl 19 [ 19.9]28.3| 58.3|32.3| 63.3 |66.3| 96.3 19 38 | 334 75 | 60 32 XCGT 09...
CHAMRING 200-WN32-09 Js/ea-lto] 20 | 20.9(38.3| 68.4 |36.6| 67.1|78.3[108.3 20 38 | 344 75 | 60 32 XCGT 09...
CHAMRING 210-WN40-09 gs/eaari[e] 21 | 21.9(33.9| 63.3 75.9/105.3 21 50 | 35.4 | 84.4 | 68 40 XCGT 09...
(e, (e P DRV EDEY  DC... 220 22 | 22.9(37.3| 66.7 81.3|110.7| 22 50 | 36.4 | 84.4 | 68 40 XCGT 09...
CHAMRING 230-WN40-09 Js/eaa~Xi] 23 | 23.9(40.7| 70.1 86.7|116.1 23 50 | 37.4 | 84.4 | 68 40 XCGT 09...
CHAMRING 240-WN40-09 Js/ea-Y] 24 | 24.9(44.2| 73.6 92.2|121.6 24 50 | 38.4 | 844 | 68 40 XCGT 09...
CHAMRING 250-WN40-09 [sleRh] 25 | 25.9[47.6| 77.0 97.6|127.0] 25 50 | 39.4 | 84.4 | 68 40 XCGT 09...

* |t is recommended to apply external coolant on the chamfering inserts e Reduce the recommended feed and speed by 50% when machining maximum chamfer size e
Lmin & Lmax dimensions are based on the 45° chamfering insert e Chamfering angle (STA) depends on the chamfering insert being used

For inserts, see pages: XCGT-DT (617)

For UNICHAMDRILLS, see pages: DCM-3.5D (7.5-20.9 mm 3.5xD) (580) , DCNS-3D (533), DCNS-5D (534)
Assembly Instructions
¢ Insert the UNICHAMDRILL into the CHAMRING prior to clamping the chamfering inserts
* Adjust the UNICHAMDRILL protrusion by using the rear screw, then correct adjustment using the side clamping screw
o Attach the chamfering inserts

Adjustment of UNICHAMDRILL Protrusion
* Loosen the chamfering inserts clamping screws
® Loosen the side clamping screw
¢ Adjust the UNICHAMDRILL protrusion by using the rear screw, then correct adjustment using the side clamping screw
* Re-tighten the chamfering inserts

Spare Parts

Designation @ / Ny ﬂ & v / /

CHAMRING 8-9 SR M6X6DIN916 HW 3.0 SR M6X1S SW6B-T-SH SR 14-560 T-8/53
L P (el 0P D ) SR M10X10DIN916 HW 5.0 SR M10X1.56S SW6B-T-SH SR 14-544/S BLD T15/S7 ~ SW6-SD
(P (e R Bl SR M16X16 DIN1835-B. - HW 8.0 SR M12X1.76S SW6B-T-SH SR 14-544/S BLD T15/S7  SW6-SD

ISCAR




CHAMRING @)
Lt &
Inserts used on Chamfering :l
Drill Holders for Chamfering D:
and Drilling in One Operation D
LL]
—
Dimensions m
- LLI
3 O
Designation Wi INSL S PNA (&)
XCGT 060300-30DT 620 1230 280 300 . Z
XCGT 060300-45DT 6.20 12.30 2.80 45,0 . e
XCGT 060300-60DT 6.20 12.30 2.80 60.0 .
XCGT 090300-30DT 8.50 16.00 3.30 30.0 .
XCGT 090300-45DT 8.50 16.00 3.30 45.0 o
XCGT 090300-60DT 8.50 16.00 3.30 60.0 °
SOLIDSRii i
PRETHREAD bC_2m7 LoF 7' s . f
} L*-f SDL—» I
SCDT " |
Pre-Thread Solid Carbide pei BooRNSE
Drills with Coolant Holes d | 450
fe— LU 44
Dimensions
S
Designation DC SDL DCONMS Tht DC_2 PL LU LCF OAL LS 3
SCDT 025-009-060-M3 2.50 88 6.00 M3 4.00 045 16.0 20.0 62.00 36.0 °
SCDT 033-011-060-M4 3.30 11.4 6.00 M4 450 0.60 19.0 24.0 62.00 36.0 °
SCDT 042-014-060-M5 4.20 13.6 6.00 M5 5.50 0.76 220 28.0 66.00 36.0 o
SCDT 050-017-080-M6 5.00 16.5 8.00 M6 6.60 0.91 27.0 34.0 79.00 40.0 °
SCDT 068-021-100-M8 6.80 21.0 10.00 M8 9.00 1.24 38,0 47.0 89.00 40.0 °
SCDT 085-026-120-M10 8.50 255 12.00 M10 11.00 1.55 45,0 55.0 102.00 40.0 °

e For user guide and cutting conditions, see pages 651-667
) Used for standard thread size

Member IMC Group
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MULTIFUNCTION TOOLS
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MULTIFUNCTION TOOLS
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¢ In non-rotating applications hole diameter can be adjusted within the specified range by shifting drill's center line along machine's X-axis
® The tools feature internal coolant holes
For inserts, see pages: XCMT-MF (619) ¢ XCMT-MG (620)

MULTIFUNCTION TOOLS 1 = N
¥ —
DRG-MF Fig. 1 oo l.ig
Multifunction Driling, Boring, + B= e O
Facing, External Turning and {:'T_L,J:R e s wj-r H /r O
Internal Grooving Tools 20051, 4 m |_
Fig. 2 W?gm pCE———

=T =005 Right-hand shown Z
DC  DMN  WF lU LPR LS DCONMS CNT  lInset  Fig & ?’ —
DR-MF-08R/L-2.25D-12A-04 8.00 8.00 = 18.0 22.5 42.0 12.00 G1/16  XCMT 04... 1 SR 18034/HG-P IP-6/5 O
DRG-MF-10R/L-2.25D-12A-05 [JRRICORNREY RV AT 25 275 40 1200 G116 XCMT05.. 2  SR2003HGP  IP-6/5 =

DRG-MF-12R/L-2.25D-16A-06 12.00 14.50 8.50 27.0 33.0 45.0 16.00 G1/8  XCMT06... 2 SR 22052/HG-P IP-7/5
DRG-MF-14R/L-2.25D-16A-07 14.00 16.50 9.50 31.5 38.5 45.0 16.00 G1/8 XCMTO7... 2 SR 25064/HG-P IP-8/5 :)
DRG-MF-16R/L-2.25D-20A-08 [RRTTV VRN Yol BN N ATV R 1) 440 500 2000 G18 XCMT08. 2  SR3007OHGP IP-9/151 LL
DRG-MF-20R/L-2.25D-25A-10 20.00 23.50 13.20 450 55.0 56.0 25.00 G1/8  XCMT10... 2 SR 35088I/HG-P  IP-10/151 |_
[GINTRITYWRTIEPTREY 2500 2900 1650 565 69.0 610 8200 G1/8 XCMT13.. 2 SR45A100/HG  IP-20/51 1
DRG-MF-32R/L-2.25D-40A-17 32.00 36.50 20.50 72.0 86.0 74.0 40.00 G1/8 XCMTA17.. 2 SR 45A100/HG  IP-20/51 :)

Typical Applications

External Internal External Internal

:

MULTIFUNCTION TOOLS

XCMT-MF

Inserts for DR-MF Multifunction
Tools with Two Cutting

Edges for Hard Materials

and Interrupted Cut

s XCMT 040104R-MF
o =
| q \ ]

Dimensions

=3
Designation Ic L S RE AN EPSR 3
XCMT 040104R/L-MF 440 6.37 1.70 0.40 7.0 83.5 .
XCMT 050204-MF 5.60 5.60 210 0.40 7.0 83.5 o
XCMT 060204-MF 6.40 6.40 2.38 0.40 7.0 83.5 .
XCMT 070304-MF 7.50 7.50 3.18 0.40 7.0 83.5 o
XCMT 080304-MF 8.40 8.40 3.18 0.40 7.0 83.5 [
XCMT 10T304-MF 10.50 10.50 397 0.40 7.0 83.5 .
XCMT 10T308-MF 10.50 10.50 3.97 0.80 7.0 83.5 °
XCMT 130404-MF 13.40 13.40 4.76 0.40 7.0 83.5 o
XCMT 130408-MF 13.40 13.40 4.76 0.80 7.0 83.5 .
XCMT 170508-MF 17.40 17.40 5.56 0.80 7.0 83.5 (]

For tools, see pages: DRG-MF (619)




@p MULTIFUNCTION TOOLS = T

N XCMT-MG < ‘E

O Two Cutting Edged Internal ﬂ - mn

O Grooving Inserts for DR-MF WJT

|_ Multifunction Tools

Z

CI:) Dimensions Tough «<— Hard Recommended Machining Data

O

Z o

:) § § fturn f groove

L Designation cw CDXm CWTOL®@ RE S o o (mm/rev) (mm/rev)

p— XCMT 05R-15718015MG 1.57 1.80 0.02 0.15 2.28 o 0.03-0.07 0.03-0.06

|— XCMT 05R-201802-MG 2.00 1.80 0.02 0.20 2.28 [} 0.05-0.10 0.04-0.07

— XCMT 06R-17820018MG 1.78 1.80 0.02 0.18 2.28 . 0.04-0.08 0.04-0.07

:) XCMT 06R-202002-MG 2.00 2.00 0.02 0.20 2.65 o 0.05-0.10 0.04-0.07

E XCMT 07R-19620015MG 1.96 1.80 0.02 0.15 2.28 o 0.05-0.10 0.04-0.07
XCMT 07R-252002-MG 2.50 2.00 0.02 0.20 34 ° 0.07-0.12 0.05-0.10
XCMT 08R-22125015MG 2.21 2.00 0.02 0.15 3.41 o 0.06-0.11 0.04-0.08
XCMT 08R-252502-MG 2.50 2.50 0.02 0.20 3.50 [ 0.07-0.12 0.05-0.10
XCMT 10R-23930015MG 2.39 2.00 0.02 0.15 34 . 0.07-0.12 0.05-0.10
XCMT 10R-303003-MG 3.00 3.00 0.02 0.30 4.34 [} 0.14-0.18 0.06-0.12
XCMT 13R-31835020MG 3.18 3.50 0.02 0.20 518 [ 0.14-0.18 0.06-0.12
XCMT 13R-353503-MG 3.50 3.50 0.02 0.30 5.25 ° 0.14-0.20 0.07-0.14
XCMT 17R-404004-MG 4.00 4.00 0.02 0.40 6.00 [ 0.15-0.21 0.08-0.15

() Cutting depth maximum
(@ Cutting width tolerance (+/-)

For tools, see pages: DRG-MF (619)

Typical Applications

External Internal External Internal
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USER GUIDE

User guide for DRG-MF

Coolant Pressure Optimization of Chip Shape

e Apply above 6 Bar in 2.25xD tools (optimal pressure e Apply high speed machining on low carbon steel
is above 10 Bar). e Produce thin chips, as most problems
Radial Adjustment (off-center drilling) are caused by thick chips

® Regulate chips produced by machining
medium to high carbon steel

e |f too tight, either increase speed and reduce
feed, or reduce speed and increase feed

* |f too long, reduce speed and increase feed

[ Tool D Drin Drmax

e Radial adjustment is depending on drill diameter

%
—
@)
O
|_
Z
O
I_
O
Z
»
==
5
>
=

DRG-MF-10 10 9.82 10.60
-------------- DRG-MF-12 12 11.82 12.60
DRG-MF-14 14 13.80 14.60
DRG-MF-16 16 16.76 16.50
DRG-MF-20 20 19.80 20.60
DRG-MF-25 25 24.80 25.80
DRG-MF-32 32 31.80 33.00
Troubleshooting
Problem Solution

Chipping caused by built-up edge Increase cutting speed. Reduce feed. Check tool and workpiece rigidity. Reduce tool and workpiece overhang.

Excessive flank wear Reduce cutting speed. Use a harder grade (special). Increase coolant flow. Check cutting edge height.

Edge deformation Reduce cutting speed. Use a harder grade (special). Increase coolant flow. Reduce feed.

Poor surface quality Reduce feed. Increase coolant flow. Check tool and workpiece rigidity.Increase cutting speed.

Long chips Increase feed. Reduce cutting speed. Increase coolant flow.

Tight chips Reduce feed.

Vibrations Check tool and workpiece rigidity. Reduce tool and workpiece overhang. Reduce cutting speed. Increase

feed. Check cutting edge height. Reduce feed and increase cutting speed on very soft materials.

User Guide for Turn-Mill Machines

Insert Positioning Setup
For drilling, cutting edge should be

positioned in the center of tool body.

Cutting edge for drilling
Cutt Check formation of core and its size after
/ e;gén%r drilling 3 mm to 6 mm depth.
/ driling The diameter of the core should be within 0.15-0.45 mm.

Correct Correct Wrong Adjust Y-axis of the tool body by using the new adjustable
clamping unit (if it is available) or rotate the tool body
180° and secure it into a turret. Check the core again.

Important: If a core does not appear,
this can cause breakage of insert and
vibration when drilling or turning.

If the size of the core is over the recommended size,
it will cause overload and vibration.

A

Warning: As the drill goes
all the way through a
workpiece, it ejects a disc.
For worker safety, guards
should be used.

Angular error

Member IMC Group
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0p)
O
E Recommended Cutting Conditions for XCMT-MF Inserts
Z
O Cutting speed (Vc)
— i Cutting speed: Vc (m/min) for 1C908
6 Workpiece Materials Material No. Hardness (BHN) g P ( _) .
VDI 3323 Drilling Turning & Boring
:Z) Low carbon steel (<0.25% C) 1 ~150 130-240 150-270
L Carbon steel (>0.25% C) 2 150-250 90-160 100-180
|: Low alloy steel 6 ~180 120-210 140-230
edium alloy stee - - -
— Medi 1l teel 7 200-250 70-140 80-160
% High alloy steel 8,9 250-350 50-100 60-120
Martensitic stainless steel 12 200 110-180 130-200
Austenitic stainless steel 14 200 90-160 100-180
17,18 180-220 110-180 120-200
15, 16 200-240 90-160 100-180
Aluminum alloy 21-24 60-130 100-500 150-600
Copper alloy 26-28 90-100 100-400 100-500
Recommended Cutting Conditions
Cutting Conditions
Insert Machining Type ap (mm) f (mm/rev)
External Turning 0.6 (0.2-1.8) 0.05 (0.02-0.15)
ACME040104 Driling - 0.06 (0.02-0.10)
XCMT o External Turning 0.8 (0.2-2.5) 0.08 (0.02-0.15)
Ll Face Turning 0.6 (0.2-1.7) 0.06 (0.02-0.13)
Drilling - 0.05 (0.02-0.10)
External Turning 1.0 (0.2-3.0) 0.10 (0.03-0.20)
XCMT 060204 Face Turning 0.8 (0.2-2.5) 0.07 (0.03-0.15)
Drilling - 0.05 (0.02-0.10)
External Turning 1.3 (0.3-3.5) 0.12 (0.03-0.20)
XCMT 070304 Face Turning 1.0 (0.25-3.0) 0.10 (0.03-0.18)
Drilling - 0.06 (0.03-0.12)
Face Turning 1.5 (0.35-4.0) 0.14 (0.06-0.25)
XCMT 0803.. External Turning 1.2 (0.3-3.5) 0.12 (0.06-0.24)
Drilling - 0.08 (0.05-0.16)
External Turning 1.8 (0.5-3.5) 0.12 (0.06-0.30)
XCMT 107304 Face Turning 1.8 (0.5-3.5) 0.12 (0.06-0.30)
Drilling - 0.08 (0.03-0.15)
External Turning 1.8 (0.5-3.5) 0.20 (0.10-0.40)
XCMT 10T308 Face Turning 1.8 (0.5-3.5) 0.20 (0.10-0.40)
Drilling - 0.08 (0.03-0.15)
External Turning 2.0 (0.6-4.9) 0.15 (0.07-0.32)
XCMT 130404 Face Turning 2.0 (0.6-4.3) 0.15 (0.07-0.32)
Drilling - 0.08 (0.03-0.15)
External Turning 2.0 (0.6-4.3) 0.20 (0.10-0.40)
XCMT 130408 Face Turning 2.0 (0.6-4.3) 0.20 (0.10-0.40)
Drilling = 0.08 (0.03-0.15)
External Turning 3.0 (0.7-5.3) 0.22 (0.10-0.40)
XCMT 170508 Face Turning 3.0 (0.7-5.3) 0.22 (0.10-0.40)
Drilling - 0.08 (0.03-0.15)
Cutting parameters are for 2.25xD steel shank
Internal coolant supply is recommended

ISCAR
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@)
e
Chip Control Range for DRG-MF E
Drilling Z
Feed (mmvrey) Material: SAE 4140 (220BHN), V=120 m/min CI:)
A O
0.30 Z
D
LL
=
0.20 %
0.15
0.10
0.08
0.06
0.04
0.02 >
8 10 12 14 16 20 25 32
Diameter of tool (mm)
Turning
D.O.C. (mm) A Material: SAE 1045 (220BHN), V=150 m/min
5.5
4.5 /
3.5 /
4
/
3.0 /
Y/
25 /i
Y,
A
2.0 o/
1.5 “1
1.0 I
0.5 = ——-—4=
0.2
N S
0.02 0.05 041 0.15 0.2 0.25 0.3 0.35 0.4
Feed (mm/rev)
— — —
XCMT 050204 XCMT 050204  XCMT 060204 XCMT 070304
— — —
XCMT 080304 XCMT 100304  XCMT 130304 XCMT 170304

Member IMC Group
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@p MULTIFUNCTION TOOLS
| OAL
C_I) PICCO-MF DT @ ff
Multifunction Solid Carbide i N —
@) Too's for Driling, Facing, int. ﬁ;:j?>?i>\ E—
l_ and Ext. Turning on Swiss DG (C | I 1
and Small CNC Machines o ) DCONMShe
Z M/‘ Right-hand shown
|: Dimensions
Z 8
E Designation DC LU OAL DCONMS RE e
— PICCO R-MF 6-3 LO6 3.00 6.0 28.00 6.00 0.10 .
— PICCO R/L-MF 6-4 L08 400 80 30,00 6.00 0.10 .
— 400 12.0 34.00 6.00 0.20 .
D) PICCO R/L-MF 6-5 L10 5.00 10.0 32.00 6.00 0.10 .
E PICCO R/L-MF 6-5 L15 5.00 15.0 41,00 6.00 030 °
6.00 12.0 34.00 6.00 0.10 °
6.00 18.0 43.00 6.00 0.30 °
PICCO R/L-MF 8-7 L14 7.00 14.0 41.00 8.00 0.10 .
PICCO R/L-MF 8-7 L21 7.00 21.0 55.00 8.00 0.30 °
PICCO R/L-MF 8-8 L16 8.00 16.0 43.00 8.00 0.10 °
PICCO R/L-MF 8-8 L24 8.00 24.0 58.50 8.00 0.30 °

* Dmin can be 0.1 mm smaller by shifting tool center e Applications: Drilling; face turning; internal chamfering; internal turning/ boring; internal profiling; external chamfering;
external turning

ISCAR




MULTIFUNCTION TOOLS

PICCO-MFT

Solid Carbide Tools for Drilling,
Facing, Int. and Ext. Turning
and Threading on Swiss and
Small CNC Machines

Right-hand shown

Dimensions

Designation DCONMS DMIN LU TPN@  TPX®
PICCO R/L-MFT60 6-4 L0O8
PICCO R-MFT60 6-4 L12
PICCO R/L-MFT60 6-5 L15 (1)
PICCO R/L-MFT60 6-5 L10
PICCO R-MFT60 6-6 L12
PICCO R/L-MFT60 6-6 L18
PICCO R/L-MFT60 8-7 L14
PICCO R-MFT60 8-7 L21
PICCO R/L-MFT60 8-8 L16
PICCO R/L-MFT60 8-8 L24

MULTIFUNCTION TOOLS

®© o 00 0 0 0 0 0 ©||CI08

* Applications: Drilling; face turning; internal chamfering; internal turning\boring; internal profiling; external chamfering; external turning; internal and
external 60° threading (right- and left-hand)

() Available on request

@ Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

625
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PICCO-MF
Recommended Cutting Conditions

USER GUIDE

Cutting speed (Vc)

. ; Material No. Cutting Speed: Vc (m/min) for IC908
Workpiece Materials Hardness (BHN) — - -
VDI 3323 Drilling | Turning & Boring
Low carbon steel (<0.25% C) 1 ~150 40-100 40-180
Carbon steel (>0.25% C) 2 150-250 40-100 40-180
Low alloy steel 6 ~180 40-80 40-140
Medium alloy steel 7 200-250 40-80 40-140
8,9 250-350 40-60 40-120
Marten sf ess steel 12 200 20-60 40-140
Austenitic stainless steel 14 200 20-60 40-140
1516 16020 0140 0140
Ductile cast iron 17,18 200-240 40-150 40-150
Aluminum alloy 21-24 60-130 50-200 150-320
Copper alloy 26-28 90-100 50-200 150-320
Feed (f) and depth of cut (ap) 2xD
. - Cutting Conditions
Tool Diameter (mm) Machining Type ap (mm) f (mmire)
External Turning 0.8(0.2-2.5) 0.04 (0.01-0.08)
3-4 Face Turning 0.6 (0.02-1.7) 0.03 (0.01-0.06)
Driling - 0.02 (0.01-0.06)
External Turning 1.0(0.2-3.0) 0.04 (0.01-0.08)
Face Turning 0.8 (0.2-2.5) 0.03 (0.01-0.06)
Drilling - 0.03 (0.01-0.08)
External Turning 1.3(0.3-3.5) 0.04 (0.01-0.08)
Face Turning 1.0 (0.25-0.3) 0.04 (0.01-0.07)
Driling - 0.04 (0.01-0.10)
Feed (f) and depth of cut (ap) 4xD
. L Cutting Conditions
Tool Diameter (mm) Machining Type ap (mm) T [mmire)
External Turning 0.8 (0.2-2.5) 0.03 (0.01-0.07)
3-4 Face Turning 0.6 (0.02-1.7) 0.02 (0.01-0.04)
Driling - 0.02 (0.01-0.05)
External Turning 1.0(0.2-3.0) 0.03 (0.01-0.07)
Face Turning 0.8 (0.2-2.5) 0.02 (0.01-0.04)
Driling - 0.02 (0.01-0.06)
External Turning 1.3(0.3-3.5) 0.03 (0.01-0.07)
Face Turning 1.0 (0.25-0.3) 0.02 (0.01-0.04)
Drilling - 0.03 (0.01-0.08)

ISCAR




SOLID CARBIDE DRILLS
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Identification System

7 B B Dnnn

Cutting Effective Drilling Shank
Solid Diameter Depth Diameter
Carbide
Drill
() 3 Flute

n
—
—
o
O
LLJ
0
M
o
<
O
a
—
®,
D

Shank Type

_ Cylindrical

- If not specified - external coolant

_ Internal coolant

Y

Cutting Geometry

_ Cutting geometry for steel

_ Cutting geometry for aluminum

Cutting geometry for general use

Y

L/D

Y

Cutting Edge Configurations

SCCD SCD... AH

ISCAR




SOLIDSrii.i N

SCD-AP4 (4xD) 0825 00000 ,'“’ o @ ]

DIN 6537 Solid Carbide Dy —

Drills Without Coolant 7\ ~ T ¥ oC

Holes, Drilling Depth 4xD 140*/ > —-—- ——:ﬂ DCONMShe D

a

Dimensions "

an

C

: IS
Designation DC DCONMS LU LCF LS OAL Thit PL 3]

SCD 008-003-030 AP4 0.80 3.00 32 48 372 46,00 - 0.15 . 0O

SCD 009-003-030 AP4 090 3.00 36 54 366 46.00 - 0.16 o ]
SCD 010-004-030 AP4 1.00 3.00 40 60 36.0 46.00 - 0.18 .

SCD 011-004-030 AP4 110 3.00 44 66 35.4 46.00 Mi.4 0.20 o @)

SCD 012-004-030 AP4 1.20 300 48 72 3438 46.00 - 022 o @p)
SCD 013-005-030 AP4 130 3.00 52 78 342 46.00 - 0.24 .
SCD 014-005-030 AP4 140 300 56 8.4 336 46.00 - 025 3
SCD 015-006-030 AP4 150 3.00 60 9.0 330 46.00 - 027 .
SCD 016-006-030 AP4 160 3.00 6.4 96 324 46.00 M2 0.29 .
SCD 017-006-030 AP4 1.70 3.00 68 102 318 46.00 - 0.31 .
SCD 018-007-030 AP4 1.80 300 72 108 312 46.00 - 0.3 .
SCD 019-007-030 AP4 190 300 76 114 306 46.00 - 035 o
SCD 020-008-030 AP4 2.00 300 80 120 440 60.00 - 0.36 3
SCD 021-008-030 AP4 2.10 300 84 126 434 60.00 - 0.38 .
SCD 022-008-030 AP4 2.20 3.00 88 182 428 60.00 - 0.40 o
SCD 023-009-030 AP4 2.30 3.00 92 138 422 60.00 - 0.42 .
SCD 024-009-030 AP4 240 3.00 96 144 46 60.00 - 0.4 o
SCD 025-010-030 AP4 250 3.00 100 150 4.0 60.00 M3 045 o
SCD 026-010-030 AP4 260 300 104 156 404 60.00 - 047 o
SCD 027-010-030 AP4 270 300 108 162 39.8 60.00 - 0.49 o
SCD 028-011-030 AP4 2.80 3.00 12 168 39.2 60.00 - 051 .
SCD 029-011-030 AP4 290 300 116 174 386 60.00 M35 053 .

e For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size

SOLIDSriii

o Tolerancs mb
SCD-AP6 (GXD) B-a8 A0 0,008 LCF OAL: s
DIN 6537 Solid Carbide LW ‘ .

Drills Without Coolant |
Holes, Driling Depth 6xD 140$@@E4}—3} DCONMSre

i

o

Dimensions

=3
Designation DC DCONMS LU LCF LS OAL Tht PL 5
SCD 008-004-030 AP6 0.80 3.00 48 6.4 355 46.00 - 0.15 .
SCD 009-005-030 AP6 0.90 3.00 5.4 72 345 46.00 - 0.16 (]
SCD 010-006-030 AP6 1.00 3.00 6.0 8.0 338 46.00 - 0.18 o
SCD 011-006-030 AP6 1.10 3.00 6.6 8.8 33.0 46.00 M1.4 0.20 [}
SCD 012-007-030 AP6 1.20 3.00 7.2 96 32.3 46.00 - 0.22 .
SCD 013-007-030 AP6 1.30 3.00 7.8 10.4 315 46.00 - 0.24 o
SCD 014-008-030 AP6 1.40 3.00 8.4 1.2 30.8 46.00 - 0.25 [}
SCD 015-009-030 AP6 1.50 3.00 9.0 12.0 30.0 46.00 - 0.27 .
SCD 016-009-030 AP6 1.60 3.00 9.6 12.8 29.3 46.00 M2 0.29 o
SCD 017-010-030 AP6 1.70 3.00 10.2 13.6 425 60.00 - 0.31 o
SCD 018-010-030 AP6 1.80 3.00 10.8 14.4 418 60.00 - 0.33 .
SCD 019-011-030 AP6 1.90 3.00 114 15.2 411 60.00 - 0.35 o
SCD 020-012-030 AP6 2.00 3.00 12.0 16.0 403 60.00 - 0.36 [}
SCD 021-012-030 AP6 2.10 3.00 12.6 16.8 39.6 60.00 - 0.38 .
SCD 022-013-030 AP6 2.20 3.00 13.2 17.6 38.9 60.00 - 0.40 o
SCD 023-013-030 AP6 2.30 3.00 13.8 184 382 60.00 - 0.42 o
SCD 024-014-030 AP6 2.40 3.00 14.4 19.2 375 60.00 - 0.44 .
SCD 025-015-030 AP6 2.50 3.00 15.0 20.0 36.8 60.00 M3 0.45 o
SCD 026-015-030 AP6 2.60 3.00 15.6 20.8 36.1 60.00 - 0.47 [}
SCD 027-016-030 AP6 2.70 3.00 16.2 21.6 355 60.00 - 0.49 .
SCD 028-016-030 AP6 2.80 3.00 16.8 224 34.8 60.00 - 0.51 [}
SCD 029-017-030 AP6 2.90 3.00 17.4 232 34.4 60.00 M3.5 0.53 o

® For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size

Member IMC Group
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0p SOLIDS ki o

SR SCD-AP3N (3xD) N

S DIN 6537 Solid Carbide o oo S S B,

Al Drils Without Coolant ’ S| DOONMS

N Holes, Driling Depth 3xD e LU— ‘ | ¥

LCF ] Ls
OAL

LL]

E Dimensions

<C 8

(=23

@) =
Designation DC DCONMS OAL LU LCF PL LS Thin

(O I SCD 030-014-060 AP3N 300 600 6200 140 200 050 310 ; 5

: SCD 031-014-060 AP3N 3.10 6.00 62.00 14.0 200 050 34.0 .

O SCD 032-014-060 AP3N 320 600 62.00 140 200 050 340 . .
SCD 033-014-060 AP3N 3.30 6.00 62.00 14.0 20.0 0.50 34.0 M4 [

U) SCD 034-014-060 AP3N 3.40 6.00 62.00 14.0 20.0 0.50 34.0 - °
SCD 035-014-060 AP3N 350 6.0 62.00 140 200 060 340 .
SCD 036-014-060 AP3N 3.60 6.00 62.00 14.0 20.0 0.60 34.0 °
SCD 037-014-060 AP3N 3.70 6.00 62.00 140 200 060 340 .
SCD 038-017-060 AP3N 380 6.00 66.00 17.0 240 060 3.0 .
SCD 039-017-060 AP3N 3.90 6.00 66.00 17.0 24.0 0.60 35.0 °
SCD 040-017-060 AP3N 4.00 6.00 66.00 17.0 24,0 0.60 35.0 o
SCD 041-017-060 AP3N 410 6.00 66.00 17.0 24,0 0.70 35.0 - [
SCD 042-017-060 AP3N 4.20 6.00 66.00 17.0 24.0 0.70 35.0 M5 (]
SCD 043-017-060 AP3N 4.30 6.00 66.00 17.0 24,0 0.70 35.0 - °
SCD 044-017-060 AP3N 440 6.0 66.00 17.0 240 070 3.0 .
SCD 045-017-060 AP3N 450 6.00 66.00 17.0 24.0 0.70 35.0 °
SCD 046-017-060 AP3N 4.60 6.00 66.00 17.0 24.0 0.70 35.0 °
SCD 047-017-060 AP3N 4.70 6.00 66.00 17.0 24,0 0.80 35.0 (]
SCD 048-020-060 AP3N 4.80 6.00 66.00 20.0 28.0 0.80 36.0 )
SCD 049-020-060 AP3N 4.90 6.00 66.00 20.0 28.0 0.80 36.0 - o
SCD 050-020-060 AP3N 5.00 6.00 66.00 20.0 28.0 0.80 36.0 M6 °
SCD 051-020-060 AP3N 5.10 6.00 66.00 20.0 28.0 0.80 36.0 °
SCD 052-020-060 AP3N 5.20 6.00 66.00 20.0 28.0 0.80 36.0 o
SCD 053-020-060 AP3N 5.30 6.00 66.00 20.0 28.0 0.80 36.0 °
SCD 054-020-060 AP3N 5.40 6.00 66.00 20.0 28.0 0.80 36.0 °
SCD 055-020-060 AP3N 5.50 6.00 66.00 20.0 28.0 0.90 36.0 o
SCD 056-020-060 AP3N 5.60 6.00 66.00 20.0 28.0 0.90 36.0 °
SCD 057-020-060 AP3N 5.70 6.00 66.00 20.0 28.0 0.90 36.0 °
SCD 058-020-060 AP3N 5.80 6.00 66.00 20.0 28.0 0.90 36.0 o
SCD 059-020-060 AP3N 5.90 6.00 66.00 20.0 28.0 0.90 36.0 - °
SCD 060-020-060 AP3N 6.00 6.00 66.00 20.0 28.0 0.90 36.0 M7 [
SCD 061-024-080 AP3N 6.10 8.00 79.00 24,0 34.0 1.00 36.0 - o
SCD 062-024-080 AP3N 620 800 79.00 2.0 340 1,00 3.0 .
SCD 063-024-080 AP3N 6.30 8.00 79.00 24.0 34.0 1.00 36.0 °
SCD 064-024-080 AP3N 6.40 8.00 79.00 24.0 34.0 1.00 36.0 o
SCD 065-024-080 AP3N 6.50 8.00 79.00 24.0 34.0 1.00 36.0 °
SCD 066-024-080 AP3N 6.60 8.00 79.00 24.0 34.0 1.00 36.0 °
SCD 067-024-080 AP3N 6.70 8.00 79.00 24.0 34.0 1.10 36.0 - [
SCD 068-024-080 AP3N 6.80 8.00 79.00 24.0 34.0 1.10 36.0 M8 ]
SCD 069-024-080 AP3N 6.90 8.00 79.00 24.0 34.0 1.10 36.0 )
SCD 070-024-080 AP3N 7.00 8.00 79.00 24.0 34.0 1.10 36.0 o
SCD 071-029-080 AP3N 7.10 8.00 79.00 29.0 4.0 1.10 36.0 [
SCD 072-029-080 AP3N 7.20 8.00 79.00 29.0 4.0 1.10 36.0 °
SCD 073-029-080 AP3N 7.30 800 79.00 290 410 110 3.0 .
SCD 074-029-080 AP3N 7.40 8.00 79.00 29.0 4.0 1.20 36.0 °
SCD 075-029-080 AP3N 7.50 8.00 79.00 29.0 4.0 1.20 36.0 °
SCD 076-029-080 AP3N 7.60 8.00 79.00 29.0 4.0 1.20 36.0 (]
SCD 077-029-080 AP3N 7.70 8.00 79.00 29.0 1.0 1.20 36.0 - °
SCD 078-029-080 AP3N 7.80 8.00 79.00 29.0 4.0 1.20 36.0 M9 ()
SCD 079-029-080 AP3N 7.90 8.00 79.00 29.0 41.0 1.30 36.0 - (]
SCD 080-029-080 AP3N 8.0 800 79.00 290 410 130 3.0 .
SCD 081-035-100 AP3N 8.10 10.00 89.00 35.0 47.0 1.30 40.0 °
SCD 082-035-100 AP3N 8.20 10.00 89.00 35.0 47.0 1.30 40.0 °
SCD 083-035-100 AP3N 8.30 10.00 89.00 35.0 47.0 1.30 40.0 )
SCD 084-035-100 AP3N 8.40 10.00 89.00 35.0 47.0 1.30 40.0 - °
SCD 085-035-100 AP3N 8.50 10.00 89.00 35.0 47.0 1.30 40.0 M10 °
SCD 086-035-100 AP3N 8.60 10.00 89.00 35.0 47.0 1.40 40.0 - °
SCD 087-035-100 AP3N 8.70 10.00 89.00 35.0 47.0 1.40 40.0 °
SCD 088-035-100 AP3N 8.80 10.00 89.00 35.0 47.0 1.40 40.0 °
SCD 089-035-100 AP3N 8.90 10.00 89.00 35.0 47.0 1.40 40.0 )
SCD 090-035-100 AP3N 9.00 10.00 89.00 350 470 140 400 .

 For user guide and cutting conditions, see pages 651-667  For regrinding instructions, see pages 662-666
() Used for standard thread size.
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SOLIDS ik i oL N
SCD-AP3N (3xD) T . @ :||
(continued) 140° | DCM ~ SEENE =
DIN 6537 Solid Carbide | oC
Drills Without Coolant —uw— ] K
a LCF [l LS —= D
Holes, Drilling Depth 3xD OAL
O
Dimensions E
C
[==]
o
Designation DC DCONMS OAL LU LCF PL LS Th
SCD 091-035-100 AP3N 9.10 10.00 89.00 35.0 47.0 1.40 40.0 - o D
SCD 092-035-100 AP3N 9.20 10.00 89.00 35.0 47.0 1.40 40.0 o :
SCD 093-035-100 AP3N 9.30 10.00 89.00 35.0 47.0 1.50 40.0 o O
SCD 094-035-100 AP3N 9.40 10.00 89.00 35.0 47.0 1.50 40.0 - °
SCD 095-035-100 AP3N 950 1000 89.00 3.0 470 150 400 M1t . )]
SCD 096-035-100 AP3N 9.60 10.00 89.00 350 470 150 400 - o
SCD 097-035-100 AP3N 9.70 10.00 89.00 35.0 47.0 1.50 40.0 °
SCD 098-035-100 AP3N 9.80 10.00 89.00 35.0 47.0 1.60 40.0 °
SCD 099-035-100 AP3N 9.90 10.00 89.00 35.0 47.0 1.60 40.0 °
SCD 100-035-100 AP3N 10.00 10.00 89.00 35.0 47.0 1.60 40.0 °
SCD 101-040-120 AP3N 10.10 12.00 101.00 40.0 55.0 1.60 45.0 - °
SCD 102-040-120 AP3N 10.20 12,00 101.00 400 55.0 160 450 M12 o
SCD 103-040-120 AP3N 10.30 12.00 101.00 40.0 55.0 1.60 45.0 °
SCD 104-040-120 AP3N 10.40 12.00 101.00 40.0 55.0 1.60 45.0 °
SCD 105-040-120 AP3N 10.50 12.00 101.00 40.0 55.0 1.60 45.0 o
SCD 106-040-120 AP3N 10.60 12.00 101.00 40.0 55.0 1.70 45,0 [}
SCD 107-040-120 AP3N 10.70 12.00 101.00 40.0 55.0 1.70 45.0 o
SCD 108-040-120 AP3N 10.80 12.00 101.00 40.0 55.0 1.70 45.0 °
SCD 109-040-120 AP3N 10.90 12.00 101.00 40.0 55.0 1.70 45.0 °
SCD 110-040-120 AP3N 11.00 12.00 101.00 40.0 55.0 1.70 45.0 o
SCD 111-040-120 AP3N 11.10 12.00 101.00 40.0 55.0 1.70 45.0 o
SCD 112-040-120 AP3N 11.20 12.00 101.00 40.0 55.0 1.80 45,0 °
SCD 113-040-120 AP3N 11.30 12.00 101.00 40.0 55.0 1.80 45.0 o
SCD 114-040-120 AP3N 11.40 12.00 101.00 40.0 55.0 1.80 45,0 °
SCD 115-040-120 AP3N 11.50 12.00 101.00 40.0 55.0 1.80 45.0 [}
SCD 116-040-120 AP3N 11.60 12.00 101.00 40.0 55.0 1.80 45.0 o
SCD 117-040-120 AP3N 11.70 12.00 101.00 40.0 55.0 1.90 45.0 o
SCD 118-040-120 AP3N 11.80 12.00 101.00 40.0 55.0 1.90 45,0 °
SCD 119-040-120 AP3N 11.90 12.00 101.00 40.0 55.0 1.90 45.0 - o
SCD 120-040-120 AP3N 12.00 12.00 101.00 40.0 55.0 1.90 45.0 Mi4 °

* For user guide and cutting conditions, see pages 651-667  For regrinding instructions, see pages 662-666
() Used for standard thread size.

Member IMC Group
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0p SOLIDS ki oL

j SCD-AP3 (3xD) L e o Ls —

==t DIN 6537 Solid Carbide BO10 QOG0 R j .

Drills Without Coolant 8 DOT0.025 . ‘

% Holes, Driling Depth 3xD 8012108028 wiSSSI—F—— ocomse

a

E Dimensions

T :

o

O Designation DC DCONMS LU LCF OAL LS Thit PL

D SCD 121-043-140 AP3 12.10 14.00 43.0 60.0 107.00 45.0 - 2.20 [

- SCD 122-043-140 AP3 12.20 14.00 43.0 60.0 107.00 45.0 - 2.22 o

— SCD 123-043-140 AP3 12.30 14.00 43.0 60.0 107.00 45.0 - 224 °

O SCD 124-043-140 AP3 12.40 14.00 43.0 60.0 107.00 45.0 - 2.26 o

U) SCD 125-043-140 AP3 12.50 14.00 43.0 60.0 107.00 45.0 - 227 .
SCD 126-043-140 AP3 1260 1400 430 60.0 107.00 450 - 229 o
SCD 127-043-140 AP3 12.70 14.00 43.0 60.0 107.00 45.0 = 2.31 o
SCD 128-043-140 AP3 12.80 14.00 43.0 60.0 107.00 45.0 - 2.33 °
SCD 129-043-140 AP3 12.90 14.00 43.0 60.0 107.00 45.0 - 2.35 °
SCD 130-043-140 AP3 13.00 14.00 43.0 60.0 107.00 45.0 = 2.37 o
SCD 131-043-140 AP3 13.10 14.00 43.0 60.0 107.00 45.0 - 2.38 °
SCD 132-043-140 AP3 13.20 14.00 43.0 60.0 107.00 45.0 - 240 [
SCD 133-043-140 AP3 13.30 14.00 43.0 60.0 107.00 45.0 = 242 °
SCD 135-043-140 AP3 13.50 14.00 43.0 60.0 107.00 45.0 - 2.46 o
SCD 136-043-140 AP3 13.60 14.00 43.0 60.0 107.00 45.0 - 247 °
SCD 137-043-140 AP3 13.70 14.00 43.0 60.0 107.00 45.0 = 2.49 o
SCD 138-043-140 AP3 13.80 14.00 43.0 60.0 107.00 45.0 - 251 [
SCD 139-043-140 AP3 13.90 14.00 43.0 60.0 107.00 45.0 - 2.53 .
SCD 140-043-140 AP3 14.00 14.00 43.0 60.0 107.00 45.0 M16 2.55 o
SCD 141-045-160 AP3 14.10 16.00 45.0 65.0 1156.00 45.0 - 2.57 °
SCD 142-045-160 AP3 1420 16.00 450 65.0 116,00 450 - 258 o
SCD 143-045-160 AP3 14.30 16.00 45.0 65.0 115.00 45.0 = 2.60 o
SCD 144-045-160 AP3 14.40 16.00 45.0 65.0 115.00 45.0 - 2.62 .
SCD 145-045-160 AP3 14.50 16.00 45.0 65.0 115.00 45.0 ° 2.64 o
SCD 146-045-160 AP3 14.60 16.00 45.0 65.0 115.00 45.0 = 2.66 o
SCD 147-045-160 AP3 14.70 16.00 45.0 65.0 115.00 45.0 - 2.68 °
SCD 148-045-160 AP3 14.80 16.00 45.0 65.0 115.00 45.0 = 2.69 °
SCD 149-045-160 AP3 14.90 16.00 45.0 65.0 115.00 45.0 = 2.71 o
SCD 150-045-160 AP3 15.00 16.00 45.0 65.0 1156.00 45.0 - 273 °
SCD 151-045-160 AP3 15.10 16.00 45.0 65.0 115.00 450 - 2.75 °
SCD 152-045-160 AP3 156.20 16.00 45.0 65.0 116.00 45.0 = 2.17 o
SCD 153-045-160 AP3 15.30 16.00 45.0 65.0 1156.00 45.0 - 278 °
SCD 154-045-160 AP3 15.40 16.00 45.0 65.0 115.00 45.0 - 2.80 .
SCD 155-045-160 AP3 15.50 16.00 45.0 65.0 116.00 45.0 M18 2.82 o
SCD 156-045-160 AP3 15.60 16.00 45.0 65.0 115.00 45.0 - 2.84 o
SCD 157-045-160 AP3 16.70 16.00 45.0 65.0 115.00 45.0 = 2.86 °
SCD 158-045-160 AP3 15.80 16.00 45.0 65.0 116.00 45.0 = 2.88 o
SCD 159-045-160 AP3 156.90 16.00 45.0 65.0 1156.00 45.0 - 2.89 °
SCD 160-045-160 AP3 16.00 16.00 45.0 65.0 115,00 45.0 = 291 o
SCD 161-051-180 AP3 16.10 18.00 51.0 73.0 123.00 48.0 = 2.93 o
SCD 162-051-180 AP3 16.20 18.00 51.0 73.0 123.00 48.0 - 2.95 o
SCD 164-051-180 AP3 16.40 18.00 51.0 73.0 123.00 48.0 = 2.98 o
SCD 165-051-180 AP3 16.50 18.00 51.0 73.0 123.00 48.0 = 3.00 o
SCD 166-051-180 AP3 16.60 18.00 51.0 73.0 123.00 48.0 - 3.02 [
SCD 167-051-180 AP3 16.70 18.00 51.0 73.0 123.00 48.0 = 3.04 o
SCD 168-051-180 AP3 16.80 18.00 51.0 73.0 123.00 48.0 = 3.06 °
SCD 170-051-180 AP3 17.00 18.00 51.0 73.0 123.00 48.0 - 3.09 .
SCD 171-051-180 AP3 17.10 18.00 51.0 73.0 123.00 48.0 - 3.1 o
SCD 172-051-180 AP3 17.20 18.00 51.0 73.0 123.00 48.0 = 3.13 o
SCD 173-051-180 AP3 17.30 18.00 51.0 73.0 123.00 48.0 - 3.15 [
SCD 174-051-180 AP3 17.40 18.00 51.0 73.0 123.00 48.0 = 3.17 o
SCD 175-051-180 AP3 17.50 18.00 51.0 73.0 123.00 48.0 M20 3.18 o
SCD 176-051-180 AP3 17.60 18.00 51.0 73.0 123.00 48.0 - 3.20 [
SCD 177-051-180 AP3 17.70 18.00 51.0 73.0 123.00 48.0 = 3.22 o
SCD 178-051-180 AP3 17.80 18.00 51.0 73.0 123.00 48.0 = 3.24 o
SCD 179-051-180 AP3 17.90 18.00 51.0 73.0 123.00 48.0 - 3.26 o
SCD 180-051-180 AP3 18.00 18.00 51.0 73.0 123.00 48.0 = 3.28 o
SCD 181-055-200 AP3 18.10 20.00 55.0 79.0 131.00 48.0 = 3.29 °
SCD 182-055-200 AP3 18.20 20.00 56.0 79.0 131.00 48.0 = 3.31 o

* For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size.
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SCD-AP3 (3xD) ryre e Ls —= E j

(continued) o Pl . —

DIN 6537 Solid Carbide I~ T D:

NS
Drills Without Coolant o O* ’’’’’ BYORYEEE N
Holes, Drilling Depth 3xD A

LLl

Dimensions E

- C
(=3

<L

Designation DC DCONMS LU LCF OAL LS Thit) PL O

SCD 183-055-200 AP3 18.30 20.00 550 790 131.00 480 - 333 D )

SCD 184-055-200 AP3 18.40 20.00 55.0 79.0 131.00 480 - 335 . ]
SCD 185-055-200 AP3 18.50 20.00 55.0 79.0 131,00 480 - 337 .

SCD 187-055-200 AP3 18.70 20.00 55.0 79.0 131.00 480 - 340 . O

SCD 188-055-200 AP3 18.80 20.00 55.0 79.0 131.00 480 - 3.42 o @)
SCD 189-055-200 AP3 18.90 20.00 55.0 79.0 131.00 480 - 344 .
SCD 190-055-200 AP3 19.00 20.00 55.0 79.0 131.00 480 - 346 .
SCD 191-055-200 AP3 19.10 20.00 550 79.0 181,00 480 - 348 .
SCD 192-055-200 AP3 19.20 20.00 55.0 79.0 131.00 480 - 349 .
SCD 193-055-200 AP3 19.30 20.00 55.0 79.0 131.00 480 - 351 .
SCD 194-055-200 AP3 19.40 20.00 55.0 79.0 131.00 480 - 353 .
SCD 195-055-200 AP3 19.50 20.00 55.0 79.0 181.00 480 M22 355 .
SCD 197-055-200 AP3 19.70 20.00 55.0 79.0 131.00 480 - 359 .
SCD 198-055-200 AP3 19.80 20.00 550 79.0 181,00 480 - 3,60 .
SCD 199-055-200 AP3 19.90 20.00 55.0 79.0 131.00 480 - 362 .
SCD 200-055-200 AP3 20.00 20.00 550 79.0 131,00 480 - 3,64 .

® For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size.

Member IMC Group
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S SCD-ACP3N (3XD) )

BN DIN 6537 Solid Carbide Drills with RS ~] B s

D: Coolant Holes, Drilling Depth 3xD = i

0O e LS —

OAL

O

E Dimensions

T 2

[S]

O Designation DC DCONMS OAL LU LCF PL LS Tht

(R SCD 030-014-060 ACP3N 3.00 6.00 62.00 14,0 20.0 050 34.0 : °

— SCD 031-014-060 ACP3N 3.10 6.00 62.00 14.0 20.0 0.50 34.0 .

— SCD 032-014-060 ACP3N 3.20 6.00 62.00 14,0 200 050 340 - °

O SCD 033-014-060 ACP3N 3.30 6.00 62.00 14,0 200 0.50 34.0 M4 °

CD SCD 034-014-060 ACP3N 3.40 6.00 62.00 14.0 20.0 0.50 34.0 - .
SCD 035-014-060 ACP3N 3.50 6.00 62.00 14,0 200 0.60 340 °
SCD 036-014-060 ACP3N 3.60 6.00 62.00 14.0 20.0 0.60 34.0 o
SCD 037-014-060 ACP3N 3.70 6.00 62.00 14.0 20.0 0.60 34.0 °
SCD 038-017-060 ACP3N 3.80 6.00 66.00 17.0 24.0 0.60 350 °
SCD 039-017-060 ACP3N 3.90 6.00 66.00 17.0 24.0 0.60 35.0 o
SCD 040-017-060 ACP3N 4.00 6.00 66.00 17.0 24.0 0.60 35.0 °
SCD 041-017-060 ACP3N 410 6.00 66.00 17.0 24.0 0.70 350 . °
SCD 042-017-060 ACP3N 4.20 6.00 66.00 17.0 24.0 0.70 35.0 M5 o
SCD 043-017-060 ACP3N 430 6.00 66.00 17.0 24.0 0.70 350 - °
SCD 044-017-060 ACP3N 4.40 6.00 66.00 17.0 24.0 0.70 350 °
SCD 045-017-060 ACP3N 4.50 6.00 66.00 17.0 24.0 0.70 35.0 [}
SCD 046-017-060 ACP3N 4.60 6.00 66.00 17.0 24.0 0.70 35.0 °
SCD 047-017-060 ACP3N 470 6.00 66.00 17.0 24.0 0.80 350 °
SCD 048-020-060 ACP3N 480 6.00 66.00 20.0 28.0 0.80 36.0 o
SCD 049-020-060 ACP3N 490 6.00 66.00 20.0 280 0.80 36.0 - o
SCD 050-020-060 ACP3N 5.00 6.00 66.00 20.0 280 0.80 36.0 M6 .
SCD 051-020-060 ACP3N 5.10 6.00 66.00 20.0 28.0 0.80 36.0 - o
SCD 052-020-060 ACP3N 5.20 6.00 66.00 20.0 28.0 0.80 36.0 °
SCD 053-020-060 ACP3N 5.30 6.00 66.00 20.0 280 0.80 36.0 °
SCD 054-020-060 ACP3N 5.40 6.00 66.00 20.0 28.0 0.80 36.0 o
SCD 055-020-060 ACP3N 5.50 6.00 66.00 20.0 280 090 36.0 °
SCD 056-020-060 ACP3N 5,60 6.00 66.00 20.0 280 090 36.0 °
SCD 057-020-060 ACP3N 5.70 6.00 66.00 20.0 28.0 0.90 36.0 o
SCD 058-020-060 ACP3N 5.80 6.00 66.00 20.0 28.0 0.90 36.0 °
SCD 059-020-060 ACP3N 5.90 6.00 66.00 20.0 28.0 090 36.0 . °
SCD 060-020-060 ACP3N 6.00 6.00 66.00 20.0 28.0 0.90 36.0 M7 °
SCD 061-024-080 ACP3N 6.10 8.00 79.00 24,0 340 1.00 36.0 . °
SCD 062-024-080 ACP3N 6.20 8.00 79.00 24.0 340 1.00 36.0 °
SCD 063-024-080 ACP3N 6.30 8.00 79.00 24.0 34.0 1.00 36.0 °
SCD 064-024-080 ACP3N 6.40 8.00 79.00 24.0 34.0 1.00 36.0 °
SCD 065-024-080 ACP3N 6.50 8.00 79.00 24.0 340 1.00 36.0 °
SCD 066-024-080 ACP3N 6.60 8.00 79.00 24.0 34.0 1.00 36.0 °
SCD 067-024-080 ACP3N 6.70 8.00 79.00 24,0 340 1.10 36.0 . °
SCD 068-024-080 ACP3N 6.80 8.00 79.00 24.0 34.0 1.10 36.0 M8 .
SCD 069-024-080 ACP3N 6.90 8.00 79.00 24.0 34.0 110 36.0 - o
SCD 070-024-080 ACP3N 7.00 8.00 79.00 24.0 34.0 1.10 36.0 °
SCD 071-029-080 ACP3N 7.10 8.00 79.00 29.0 4.0 1.10 36.0 °
SCD 072-029-080 ACP3N 7.20 8.00 79.00 29.0 41.0 1.10 36.0 .
SCD 073-029-080 ACP3N 7.30 8.00 79.00 29.0 4.0 1.10 36.0 °
SCD 074-029-080 ACP3N 7.40 8.00 79.00 29.0 4.0 1.20 36.0 °
SCD 075-029-080 ACP3N 7.50 8.00 79.00 29.0 41.0 1.20 36.0 .
SCD 076-029-080 ACP3N 7.60 8.00 79.00 29.0 41.0 1.20 36.0 .
SCD 077-029-080 ACP3N 7.70 8.00 79.00 29.0 4.0 1.20 36.0 . °
SCD 078-029-080 ACP3N 7.80 8.00 79.00 29.0 41.0 1.20 36.0 M9 o
SCD 079-029-080 ACP3N 7.90 8.00 79.00 29.0 4.0 1.30 36.0 . °
SCD 080-029-080 ACP3N 8.00 8.00 79.00 29.0 41.0 1.30 36.0 o
SCD 081-035-100 ACP3N 8.10 10.00 89.00 35.0 47.0 1.30 40.0 .
SCD 082-035-100 ACP3N 8.20 10.00 89.00 35.0 470 1.30 400 °
SCD 083-035-100 ACP3N 8.30 10.00 89.00 35.0 470 1.30 400 °
SCD 084-035-100 ACP3N 8.40 10.00 89.00 35.0 47.0 1.30 40.0 - o
SCD 085-035-100 ACP3N 8.50 10.00 89.00 35.0 470 1.30 40.0 M10 .
SCD 086-035-100 ACP3N 8.60 10.00 89.00 35.0 47.0 1.40 40.0 - o
SCD 087-035-100 ACP3N 8.70 10.00 89.00 35.0 47.0 1.40 40.0 .
SCD 088-035-100 ACP3N 8.80 10.00 89.00 35.0 470 1.40 400 °
SCD 089-035-100 ACP3N 8.90 10.00 89.00 35.0 47.0 1.40 40.0 °

® For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size.
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SCD-ACP3N (3XD) ,F —

(continued) 140° DCm7 B :I

DIN 6537 Solid Carbide Drills with Q:

Coolant Holes, Drilling Depth 3xD D

O

Dimensions -

M

M =
[S]

Designation DC DCONMS OAL LU LCF PL LS Thin Q

SCD 090-035-100 ACP3N 9.00 10.00 89.00 35.0 47.0 1.40 40.0 - . D

SCD 091-035-100 ACP3N 9.10 10.00 89.00 35.0 47.0 1.40 40.0 ° —_—

SCD 092-035-100 ACP3N 9.20 10.00 89.00 35.0 47.0 1.40 40.0 . —

SCD 093-035-100 ACP3N 9.30 10.00 89.00 35.0 47.0 1.50 40.0 o O

SCD 094-035-100 ACP3N 9.40 10.00 89.00 35.0 47.0 1.50 40.0 - . U)
SCD 095-035-100 ACP3N 9.50 10.00 89.00 35.0 47.0 1.50 40.0 M11 .
SCD 096-035-100 ACP3N 9.60 10.00 89.00 35.0 47.0 1.50 40.0 o
SCD 097-035-100 ACP3N 9.70 10.00 89.00 35.0 47.0 1.50 40.0 .
SCD 098-035-100 ACP3N 9.80 10.00 89.00 35.0 47.0 1.60 40.0 .
SCD 099-035-100 ACP3N 9.90 10.00 89.00 35.0 47.0 1.60 40.0 o
SCD 100-035-100 ACP3N 10.00 10.00 89.00 35.0 47.0 1.60 40.0 °
SCD 101-040-120 ACP3N 10.10 12.00 102.00 40.0 55.0 1.60 45,0 - .
SCD 102-040-120 ACP3N 10.20 12.00 102.00 40.0 55.0 1.60 45.0 M12 °
SCD 103-040-120 ACP3N 10.30 12.00 102.00 40.0 55.0 1.60 45,0 .
SCD 104-040-120 ACP3N 10.40 12.00 102.00 40.0 55.0 1.60 45,0 .
SCD 105-040-120 ACP3N 10.50 12.00 102.00 40.0 55.0 1.60 45.0 o
SCD 106-040-120 ACP3N 10.60 12.00 102.00 40.0 55.0 1.70 45.0 °
SCD 107-040-120 ACP3N 10.70 12.00 102.00 40.0 55.0 1.70 45.0 .
SCD 108-040-120 ACP3N 10.80 12.00 102.00 40.0 55.0 1.70 45.0 o
SCD 109-040-120 ACP3N 10.90 12.00 102.00 40.0 55.0 1.70 45.0 .
SCD 110-040-120 ACP3N 11.00 12.00 102.00 40.0 55.0 1.70 45,0 .
SCD 111-040-120 ACP3N 11.10 12.00 102.00 40.0 55.0 1.70 45.0 o
SCD 112-040-120 ACP3N 11.20 12.00 102.00 40.0 55.0 1.80 45,0 )
SCD 113-040-120 ACP3N 11.30 12.00 102.00 40.0 55.0 1.80 45,0 .
SCD 114-040-120 ACP3N 11.40 12.00 102.00 40.0 55.0 1.80 45.0 o
SCD 115-040-120 ACP3N 11.50 12.00 102.00 40.0 55.0 1.80 45,0 .
SCD 116-040-120 ACP3N 11.60 12.00 102.00 40.0 55.0 1.80 45,0 .
SCD 117-040-120 ACP3N 11.70 12.00 102.00 40.0 55.0 1.90 45.0 o
SCD 118-040-120 ACP3N 11.80 12.00 102.00 40.0 55.0 1.90 45,0 .
SCD 119-040-120 ACP3N 11.90 12.00 102.00 40.0 55.0 1.90 45,0 - .
SCD 120-040-120 ACP3N 12.00 12.00 102.00 40.0 55.0 1.90 450 M14 .

* For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size.

Member IMC Group
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SCD-AP5N (5xD)
DIN 6537 Solid Carbide
Drills Without Coolant
Holes, Drilling Depth 5xD

Designation

SCD 030-023-060 AP5N
SCD 031-023-060 AP5N
SCD 032-023-060 AP5N
SCD 033-023-060 AP5N
SCD 034-023-060 AP5N
SCD 035-023-060 AP5N
SCD 036-023-060 AP5N
SCD 037-023-060 AP5N
SCD 038-029-060 AP5N
SCD 039-029-060 AP5N
SCD 040-029-060 AP5N
SCD 041-029-060 AP5N
SCD 042-029-060 AP5N
SCD 043-029-060 AP5N
SCD 044-029-060 AP5N
SCD 045-029-060 AP5N
SCD 046-029-060 AP5N
SCD 047-029-060 AP5N
SCD 048-035-060 AP5N
SCD 049-035-060 AP5N
SCD 050-035-060 AP5N
SCD 051-035-060 AP5N
SCD 052-035-060 AP5N
SCD 053-035-060 AP5N
SCD 054-035-060 AP5N
SCD 055-035-060 AP5N
SCD 056-035-060 AP5N
SCD 057-035-060 AP5N
SCD 058-035-060 AP5N
SCD 059-035-060 AP5N
SCD 060-035-060 AP5N
SCD 061-043-080 AP5N
SCD 062-043-080 AP5N
SCD 063-043-080 AP5N
SCD 064-043-080 AP5N
SCD 065-043-080 AP5N
SCD 066-043-080 AP5N
SCD 067-043-080 AP5N
SCD 068-043-080 AP5N
SCD 069-043-080 AP5N
SCD 070-043-080 AP5N
SCD 071-043-080 AP5N
SCD 072-043-080 AP5N
SCD 073-043-080 AP5N
SCD 074-043-080 AP5N
SCD 075-043-080 AP5N
SCD 076-043-080 AP5N
SCD 077-043-080 AP5N
SCD 078-043-080 AP5N
SCD 079-043-080 AP5N
SCD 080-043-080 AP5N
SCD 081-049-100 AP5N
SCD 082-049-100 AP5N
SCD 083-049-100 AP5N
SCD 084-049-100 AP5N
SCD 085-049-100 AP5N
SCD 086-049-100 AP5N
SCD 087-049-100 AP5N
SCD 088-049-100 AP5N
SCD 089-049-100 AP5N

>

AR .} %
140° DCm7 Y | DCONMS
-k
Dimensions

g

[$]
DC DCONMS OAL LU LCF PL LS Tht
3.00 6.00 66.00 23.0 28.0 0.50 34.0 °
3.10 6.00 66.00 23.0 28.0 0.50 34.0 °
3.20 6.00 66.00 23.0 28.0 0.50 34.0 - °
3.30 6.00 66.00 23.0 28.0 0.50 34.0 M4 °
3.40 6.00 66.00 23.0 28.0 0.50 34.0 °
3.50 6.00 66.00 23.0 28.0 0.60 34.0 °
3.60 6.00 66.00 23.0 28.0 0.60 34.0 o
3.70 6.00 66.00 23.0 28.0 0.60 34.0 o
3.80 6.00 74.00 29.0 36.0 0.60 35.0 °
3.90 6.00 74.00 29.0 36.0 0.60 35.0 o
4,00 6.00 74.00 29.0 36.0 0.60 35.0 °
410 6.00 74.00 29.0 36.0 0.70 35.0 - °
4.20 6.00 74.00 29.0 36.0 0.70 35.0 M5 o
4.30 6.00 74.00 29.0 36.0 0.70 35.0 [}
4.40 6.00 74.00 29.0 36.0 0.70 35.0 °
450 6.00 74.00 29.0 36.0 0.70 35.0 o
4.60 6.00 74.00 29.0 36.0 0.70 35.0 °
4.70 6.00 74.00 29.0 36.0 0.80 35.0 °
4.80 6.00 74.00 35.0 440 0.80 36.0 [
490 6.00 82.00 35.0 44,0 0.80 36.0 - °
5.00 6.00 82.00 35.0 44,0 0.80 36.0 M6 [
5.10 6.00 82.00 35.0 440 0.80 36.0 o
5.20 6.00 82.00 35.0 44,0 0.80 36.0 °
5.30 6.00 82.00 35.0 44,0 0.80 36.0 °
5.40 6.00 82.00 35.0 440 0.80 36.0 [
5.50 6.00 82.00 35.0 44,0 0.90 36.0 °
5.60 6.00 82.00 35.0 44,0 0.90 36.0 o
5.70 6.00 82.00 35.0 440 0.90 36.0 o
5.80 6.00 82.00 35.0 44,0 0.90 36.0 °
5.90 6.00 82.00 35.0 44,0 0.90 36.0 - °
6.00 6.00 82.00 35.0 440 0.90 36.0 M7 o
6.10 8.00 91.00 43.0 53.0 1.00 36.0 o
6.20 8.00 91.00 43.0 53.0 1.00 36.0 [
6.30 8.00 91.00 43.0 53.0 1.00 36.0 o
6.40 8.00 91.00 43.0 53.0 1.00 36.0 °
6.50 8.00 91.00 43.0 53.0 1.00 36.0 °
6.60 8.00 91.00 43.0 53.0 1.00 36.0 o
6.70 8.00 91.00 43.0 53.0 1.10 36.0 - °
6.80 8.00 91.00 43.0 53.0 1.10 36.0 M8 o
6.90 8.00 91.00 43.0 53.0 1.10 36.0 o
7.00 8.00 91.00 43.0 53.0 1.10 36.0 °
7.10 8.00 91.00 43.0 53.0 1.10 36.0 °
7.20 8.00 91.00 43.0 53.0 1.10 36.0 °
7.30 8.00 91.00 43.0 53.0 1.10 36.0 [}
7.40 8.00 91.00 43.0 53.0 1.20 36.0 [
7.50 8.00 91.00 43.0 53.0 1.20 36.0 o
7.60 8.00 91.00 43.0 53.0 1.20 36.0 °
7.70 8.00 91.00 43.0 53.0 1.20 36.0 - °
7.80 8.00 91.00 43.0 53.0 1.20 36.0 M9 [
7.90 8.00 91.00 43.0 53.0 1.30 36.0 o
8.00 8.00 91.00 43.0 53.0 1.30 36.0 [
8.10 10.00 103.00 49.0 61.0 1.30 40.0 o
8.20 10.00 103.00 49.0 61.0 1.30 40.0 °
8.30 10.00 103.00 49.0 61.0 1.30 40.0 o
8.40 10.00 103.00 49.0 61.0 1.30 40.0 - °
8.50 10.00 103.00 49.0 61.0 1.30 40.0 M10 o
8.60 10.00 103.00 49.0 61.0 1.40 40.0 o
8.70 10.00 103.00 49.0 61.0 1.40 40.0 o
8.80 10.00 103.00 49.0 61.0 1.40 40.0 °
8.90 10.00 103.00 49.0 61.0 1.40 40.0 °

e For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666

() Used for standard thread size.
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SOLIDDRiii N
SCD-AP5N (5xD) N E —l
(continued) , 7 — :I
DIN 6537 Solid Carbide 140 DG [ DCONMS 0
Drills Without Coolant . O
Holes, Drilling Depth 5xD
O
Dimensions E
s
[<e]
o
M S
Designation DC DCONMS OAL L LCF PL LS Tho
SCD 090-049-100 AP5N 9.00 10.00 103.00 49.0 61.0 1.40 40.0 - ° D
SCD 091-049-100 AP5N 9.10 10.00 103.00 49.0 61.0 1.40 40.0 ] :
SCD 092-049-100 AP5N 9.20 10.00 103.00 49.0 61.0 1.40 40.0 3
SCD 093-049-100 AP5N 9.30 10.00 103.00 49.0 61.0 1.50 40.0 ° O
SCD 094-049-100 AP5N 9.40 10.00 103.00 49.0 61.0 1.50 40.0 - ° CD
SCD 095-049-100 AP5N 9.50 10.00 103.00 49.0 61.0 1.50 40.0 M11 °
SCD 096-049-100 AP5N 9.60 10.00 103.00 49.0 61.0 1.50 40.0 °
SCD 097-049-100 AP5N 9.70 10.00 103.00 49.0 61.0 1.50 40.0 ]
SCD 098-049-100 AP5N 9.80 10.00 103.00 49.0 61.0 1.60 40.0 3
SCD 099-049-100 AP5N 9.90 10.00 103.00 49.0 61.0 1.60 40.0 °
SCD 100-049-100 AP5N 10.00 10.00 103.00 49.0 61.0 1.60 40.0 °
SCD 101-056-120 AP5N 10.10 12.00 118.00 56.0 71.0 1.60 45.0 - 3
SCD 102-056-120 AP5N 10.20 12.00 118.00 56.0 71.0 1.60 45.0 M12 °
SCD 103-056-120 AP5N 10.30 12.00 118.00 56.0 71.0 1.60 45.0 °
SCD 104-056-120 AP5N 10.40 12.00 118.00 56.0 71.0 1.60 45.0 °
SCD 105-056-120 AP5N 10.50 12.00 118.00 56.0 71.0 1.60 45.0 [
SCD 106-056-120 AP5N 10.60 12.00 118.00 56.0 71.0 1.70 45.0 °
SCD 107-056-120 AP5N 10.70 12.00 118.00 56.0 71.0 1.70 45.0 °
SCD 108-056-120 AP5N 10.80 12.00 118.00 56.0 71.0 1.70 45.0 °
SCD 109-056-120 AP5N 10.90 12.00 118.00 56.0 71.0 1.70 45.0 °
SCD 110-056-120 AP5N 11.00 12.00 118.00 56.0 71.0 1.70 45.0 [ )
SCD 111-056-120 AP5N 11.10 12.00 118.00 56.0 71.0 1.70 45.0 L[]
SCD 112-056-120 AP5N 11.20 12.00 118.00 56.0 71.0 1.80 45.0 °
SCD 113-056-120 AP5N 11.30 12.00 118.00 56.0 71.0 1.80 45.0 °
SCD 114-056-120 AP5N 11.40 12.00 118.00 56.0 71.0 1.80 45.0 (]
SCD 115-056-120 AP5N 11.50 12.00 118.00 56.0 71.0 1.80 45.0 °
SCD 116-056-120 AP5N 11.60 12.00 118.00 56.0 71.0 1.80 45.0 °
SCD 117-056-120 AP5N 11.70 12.00 118.00 56.0 71.0 1.90 45.0 (]
SCD 118-056-120 AP5N 11.80 12.00 118.00 56.0 71.0 1.90 45.0 °
SCD 119-056-120 AP5N 1190 12.00 11800 56.0 710 190 150 . -
SCD 120-056-120 AP5N 12.00 12.00 118.00 56.0 71.0 1.90 45.0 M14 o

e For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size.
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0p SOLIDS ki

SN SCD-AP5 (5xD) . e oA

:I Solid Carbide Drills Without &011 006-0.021 0 LCF LS —= [

m Coolant Holes, Drilling Depth 5xD r N P& Fﬁ ,

D 140“@ = N f—% fffff DCONMShe

[}

O

E Dimensions

o

S -
Designation DC DCONMS LU LCF OAL LS Tht PL 3

O SCD 121-060-140 AP5 12.10 14.00 600 770 124,00 450 : 220 .

: SCD 122-060-140 AP5 12.20 14.00 60.0 770 124,00 450 - 222 .

O SCD 123-060-140 AP5 12.30 14.00 60.0 77.0 124.00 45,0 - 2.24 °
SCD 124-060-140 AP5 12.40 14.00 60.0 77.0 124.00 450 - 2.6 .

@p)] SCD 125-060-140 AP5 12.50 14.00 60.0 770 124,00 450 a 227 .
SCD 126-060-140 AP5 12.60 14.00 60.0 77.0 124.00 45.0 - 2.29 o
SCD 127-060-140 AP5 12.70 14.00 60.0 77.0 124.00 45,0 - 2.31 °
SCD 128-060-140 AP5 12.80 14.00 60.0 770 124,00 450 - 233 .
SCD 129-060-140 AP5 12.90 14.00 60.0 77.0 124.00 45,0 - 2.35 o
SCD 130-060-140 AP5 13.00 14.00 60.0 77.0 124,00 450 - 237 °
SCD 131-060-140 AP5 1310 14.00 60.0 770 124,00 450 - 238 .
SCD 132-060-140 AP5 13.20 14.00 60.0 77.0 124.00 45.0 - 2.40 °
SCD 133-060-140 AP5 13.30 14.00 60.0 770 124,00 450 - 242 .
SCD 134-060-140 AP5 13.40 14.00 60.0 770 124,00 450 - 244 .
SCD 135-060-140 AP5 1350 14.00 60.0 77.0 124.00 450 - 2.46 .
SCD 136-060-140 AP5 13.60 14,00 60.0 77.0 124,00 450 - 247 .
SCD 137-060-140 AP5 13.70 14.00 60.0 770 124,00 450 - 249 .
SCD 138-060-140 AP5 13.80 14.00 60.0 77.0 124.00 45,0 - 251 .
SCD 139-060-140 AP5 1390 14.00 60.0 770 124,00 450 - 253 .
SCD 140-060-140 AP5 14.00 14.00 60.0 770 124,00 450 M16 255 .
SCD 141-063-160 AP5 14.10 16.00 63.0 83.0 133.00 45.0 - 2.57 °
SCD 142-063-160 AP5 14.20 16.00 63.0 83.0 133,00 450 - 258 °
SCD 143-063-160 AP5 1430 16.00 63.0 83.0 133,00 450 - 2.60 .
SCD 145-063-160 AP5 14.50 16.00 63.0 83.0 133.00 45.0 - 2.64 °
SCD 146-063-160 AP5 14.60 16.00 63.0 83.0 133,00 450 - 2.66 .
SCD 147-063-160 AP5 1470 16.00 63.0 83.0 133,00 450 - 268 .
SCD 148-063-160 AP5 14.80 16.00 63.0 83.0 133.00 45,0 - 2.69 o
SCD 150-063-160 AP5 15.00 16.00 63.0 83.0 133,00 450 - 273 °
SCD 151-063-160 AP5 15.10 16.00 63.0 83.0 133,00 450 - 2.75 .
SCD 153-063-160 AP5 15.30 16.00 63.0 83.0 133.00 45.0 - 2.78 °
SCD 155-063-160 AP5 16,50 16.00 63.0 83.0 133,00 450 M18 282 .
SCD 156-063-160 AP5 15.60 16.00 63.0 83.0 133,00 450 - 284 .
SCD 157-063-160 AP5 15.70 16.00 63.0 83.0 133.00 45,0 - 2.86 o
SCD 158-063-160 AP5 15.80 16.00 63.0 830 133,00 450 - 288 .
SCD 159-063-160 AP5 15.90 16.00 63.0 83.0 133.00 45,0 - 2.89 o
SCD 160-063-160 AP5 16.00 16.00 63.0 83.0 133.00 45.0 - 2.91 °
SCD 161-071-180 AP5 16.10 18.00 71.0 93.0 143,00 480 - 293 .
SCD 163-071-180 AP5 16.30 18.00 710 93.0 143,00 480 - 297 .
SCD 164-071-180 AP5 16.40 18.00 71.0 93.0 143.00 48.0 - 2.98 o
SCD 165-071-180 AP5 16.50 18.00 71.0 93.0 143,00 480 - 3.00 .
SCD 166-071-180 AP5 16.60 18.00 71.0 93.0 143.00 48.0 - 3.02 o
SCD 167-071-180 AP5 16.70 18.00 710 93.0 143.00 480 - 3.04 .
SCD 168-071-180 AP5 16.80 18.00 710 93.0 143,00 480 - 3.06 .
SCD 169-071-180 AP5 16.90 18.00 710 93.0 143,00 480 - 3.08 .
SCD 170-071-180 AP5 17.00 18.00 71.0 93.0 143.00 48.0 - 3.09 ()
SCD 171-071-180 AP5 17.10 18.00 71.0 93.0 143,00 480 - 3.11 .
SCD 172-071-180 AP5 17.20 18.00 71.0 93.0 143.00 48.0 - 3.13 o
SCD 173-071-180 AP5 17.30 18.00 71.0 93.0 143,00 48.0 - 3.15 o
SCD 174-071-180 AP5 17.40 18.00 71.0 93.0 143,00 480 - 347 .
SCD 175-071-180 AP5 17.50 18.00 710 93.0 143,00 480 M20 3.18 .
SCD 176-071-180 AP5 17.60 18.00 71.0 93.0 143.00 48.0 = 3.20 °
SCD 177-071-180 AP5 17.70 18.00 71.0 93.0 143,00 480 - 322 .
SCD 178-071-180 AP5 17.80 18.00 71.0 93.0 143.00 48.0 - 3.24 o
SCD 179-071-180 AP5 17.90 18.00 71.0 93.0 143,00 48.0 - 3.26 o
SCD 180-071-180 AP5 18,00 18.00 710 93.0 143,00 480 - 328 .
SCD 182-077-200 AP5 18.20 20.00 77.0 101.0 153.00 48.0 - 3.31 o
SCD 183-077-200 AP5 18.30 20.00 77.0 101.0 153.00 48.0 - 3.33 )
SCD 184-077-200 AP5 1840 20.00 77.0 101.0 153,00 480 - 335 .
SCD 185-077-200 AP5 18,50 20.00 77.0 101.0 153,00 480 - 337 .

® For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size
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SOLIDSrii.i N

SCD-APS5 (5xD) 006 0a ':':-T OAL E :ll

(continued) 60110 0B00eN e S DG =

Solid Carbide Drills Without B — - <Pl Fﬁ ' D:

oy 3 Qa08-0es
Coolant Holes, Drilling Depth 5xD ‘ 400@ < < % % ,,,,, DCONMSHs D
A

a

Dimensions E

C

<

- O
Designation DC DCONMS LU LCF OAL LS Thi PL (&)

SCD 186-077-200 AP5 18.60 20.00 77.0 101.0 153.00 48,0 - 3.38 ) D

SCD 187-077-200 AP5 18.70 20.00 77.0 101.0 153.00 48.0 - 3.40 ) :
SCD 188-077-200 AP5 18.80 20.00 77.0 101.0 153.00 48.0 - 3.42 °

SCD 189-077-200 AP5 18.90 20.00 77.0 101.0 153.00 48.0 - 3.44 . O

SCD 190-077-200 AP5 19.00 20.00 77.0 101.0 153.00 48.0 - 3.46 ° U)
SCD 191-077-200 AP5 19.10 20.00 77.0 101.0 153.00 48.0 - 3.48 [
SCD 192-077-200 AP5 19.20 20.00 77.0 101.0 153.00 48.0 - 3.49 L]
SCD 193-077-200 AP5 19.30 20.00 77.0 101.0 153.00 48,0 - 3.51 )
SCD 194-077-200 AP5 19.40 20.00 77.0 101.0 153.00 48.0 - 3.63 o
SCD 195-077-200 AP5 19.50 20.00 77.0 101.0 153.00 48.0 M22 855 o
SCD 196-077-200 AP5 19.60 20.00 77.0 101.0 153.00 48.0 - 3.57 )
SCD 197-077-200 AP5 19.70 20.00 77.0 101.0 153.00 48.0 - 3.59 o
SCD 198-077-200 AP5 19.80 20.00 77.0 101.0 153.00 48.0 - 3.60 .
SCD 199-077-200 AP5 19.90 20.00 77.0 101.0 153.00 48.0 - 3.62 )
SCD 200-077-200 AP5 20.00 20.00 77.0 101.0 153.00 48.0 - 3.64 [

® For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
) Used for standard thread size

Member IMC Group




0p SOLIDS ki

S SCD-ACP5N (5xD)

:l DIN 6537 Solid Carbide Dirills with

D: Coolant Holes, Drilling Depth 5xD

O

a

E Dimensions

T :

o

O Designation DC DCONMS OAL LU LCF PL LS Thtt)

D SCD 030-023-060 ACP5N 3.00 6.00 66.00 23.0 28.0 0.50 34.0 - o

: SCD 031-023-060 ACP5N 3.10 6.00 66.00 23.0 28.0 0.50 34.0 .
SCD 032-023-060 ACP5N 3.20 6.00 66.00 23.0 28.0 0.50 34.0 - o

O SCD 033-023-060 ACPS5N 3.30 6.00 66.00 23.0 28.0 0.50 34.0 M4 .

CD SCD 034-023-060 ACP5N 3.40 6.00 66.00 23.0 28.0 0.50 34.0 - .
SCD 035-023-060 ACP5N 3.50 6.00 66.00 23.0 28.0 0.60 34.0 o
SCD 036-023-060 ACP5N 3.60 6.00 66.00 23.0 28.0 0.60 34.0 °
SCD 037-023-060 ACP5N 3.70 6.00 66.00 23.0 28.0 0.60 34.0 .
SCD 038-029-060 ACP5N 3.80 6.00 74.00 29.0 36.0 0.60 35.0 o
SCD 039-029-060 ACPSN 3.90 6.00 74.00 29.0 36.0 0.60 35.0 .
SCD 040-029-060 ACP5N 4.00 6.00 74.00 29.0 36.0 0.60 35.0 °
SCD 041-029-060 ACP5N 410 6.00 74.00 29.0 36.0 0.70 35.0 - [
SCD 042-029-060 ACP5N 4.20 6.00 74.00 29.0 36.0 0.70 35.0 M5 .
SCD 043-029-060 ACP5N 4.30 6.00 74.00 29.0 36.0 0.70 35.0 °
SCD 044-029-060 ACP5N 4.40 6.00 74.00 29.0 36.0 0.70 35.0 )
SCD 045-029-060 ACPS5N 450 6.00 74.00 29.0 36.0 0.70 35.0 .
SCD 046-029-060 ACP5N 4.60 6.00 74.00 29.0 36.0 0.70 35.0 °
SCD 047-029-060 ACP5N 470 6.00 74.00 29.0 36.0 0.80 35.0 [
SCD 048-035-060 ACP5N 4.80 6.00 82.00 35.0 4.0 0.80 36.0 .
SCD 049-035-060 ACP5N 4.90 6.00 82.00 35.0 44.0 0.80 36.0 2 .
SCD 050-035-060 ACP5N 5.00 6.00 82.00 35.0 44.0 0.80 36.0 M6 o
SCD 051-035-060 ACPSN 5.10 6.00 82.00 35.0 44.0 0.80 36.0 - .
SCD 052-035-060 ACP5N 5.20 6.00 82.00 35.0 440 0.80 36.0 .
SCD 053-035-060 ACP5N 5.30 6.00 82.00 35.0 44.0 0.80 36.0 o
SCD 054-035-060 ACPSN 5.40 6.00 82.00 35.0 440 0.80 36.0 .
SCD 055-035-060 ACP5N 5.50 6.00 82.00 35.0 44.0 0.90 36.0 .
SCD 056-035-060 ACP5N 5.60 6.00 82.00 35.0 44.0 0.90 36.0 o
SCD 057-035-060 ACPSN 5.70 6.00 82.00 35.0 44.0 0.90 36.0 .
SCD 058-035-060 ACP5N 5.80 6.00 82.00 35.0 44.0 0.90 36.0 o
SCD 059-035-060 ACP5N 5.90 6.00 82.00 35.0 44.0 0.90 36.0 - o
SCD 060-035-060 ACPSN 6.00 6.00 82.00 35.0 440 0.90 36.0 M7 .
SCD 061-043-080 ACP5N 6.10 8.00 91.00 430 53.0 1.00 36.0 - )
SCD 062-043-080 ACP5N 6.20 8.00 91.00 43.0 53.0 1.00 36.0 o
SCD 063-043-080 ACPSN 6.30 8.00 91.00 43.0 53.0 1.00 36.0 .
SCD 064-043-080 ACP5N 6.40 8.00 91.00 43.0 53.0 1.00 36.0 o
SCD 065-043-080 ACP5N 6.50 8.00 91.00 43.0 53.0 1.00 36.0 o
SCD 066-043-080 ACPSN 6.60 8.00 91.00 43.0 53.0 1.00 36.0 .
SCD 067-043-080 ACP5N 6.70 8.00 91.00 430 53.0 1.10 36.0 - .
SCD 068-043-080 ACP5N 6.80 8.00 91.00 43.0 53.0 1.10 36.0 M8 o
SCD 069-043-080 ACPS5N 6.90 8.00 91.00 43.0 53.0 1.10 36.0 - .
SCD 070-043-080 ACP5N 7.00 8.00 91.00 43.0 53.0 1.10 36.0 o
SCD 071-043-080 ACP5N 7.10 8.00 91.00 43.0 53.0 1.10 36.0 )
SCD 072-043-080 ACPS5N 7.20 8.00 91.00 43.0 53.0 1.10 36.0 .
SCD 073-043-080 ACP5N 7.30 8.00 91.00 43,0 53.0 1.10 36.0 )
SCD 074-043-080 ACP5N 7.40 8.00 91.00 43.0 53.0 1.20 36.0 °
SCD 075-043-080 ACP5N 7.50 8.00 91.00 43.0 53.0 1.20 36.0 .
SCD 076-043-080 ACP5N 7.60 8.00 91.00 43.0 53.0 1.20 36.0 o
SCD 077-043-080 ACP5N 7.70 8.00 91.00 43.0 53.0 1.20 36.0 - o
SCD 078-043-080 ACP5N 7.80 8.00 91.00 43.0 53.0 1.20 36.0 M9 .
SCD 079-043-080 ACP5N 7.90 8.00 91.00 43.0 53.0 1.30 36.0 - o
SCD 080-043-080 ACP5N 8.00 8.00 91.00 430 53.0 1.30 36.0 °
SCD 081-049-100 ACPS5N 8.10 10.00 103.00 49.0 61.0 1.30 40.0 .
SCD 082-049-100 ACP5N 8.20 10.00 103.00 49.0 61.0 1.30 40.0 o
SCD 083-049-100 ACP5N 8.30 10.00 103.00 49.0 61.0 1.30 40.0 .
SCD 084-049-100 ACPSN 8.40 10.00 103.00 49.0 61.0 1.30 40.0 - .
SCD 085-049-100 ACP5N 8.50 10.00 103.00 49.0 61.0 1.30 40.0 M10 [
SCD 086-049-100 ACP5N 8.60 10.00 103.00 49.0 61.0 1.40 40.0 - °
SCD 087-049-100 ACPS5N 8.70 10.00 103.00 49.0 61.0 1.40 40.0 .
SCD 088-049-100 ACP5N 8.80 10.00 103.00 49.0 61.0 1.40 40.0 °
SCD 089-049-100 ACP5N 8.90 10.00 103.00 49.0 61.0 1.40 40.0 .

e For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size.

ISCAR




SOLIDS ik i N
SCD-ACP5N (5xD) L m &T' :||
(continued) —1- DCONMS % —
DIN 6537 Solid Carbide Drills with — 1 Q:
Coolant Holes, Drilling Depth 5xD D
O
Dimensions E
C
=]
o
Designation DC DCONMS OAL LU LCF PL LS Tht
SCD 090-049-100 ACP5N 9.00 10.00 103.00 49.0 61.0 1.40 40.0 - . D
SCD 091-049-100 ACP5N 9.10 10.00 103.00 49.0 61.0 1.40 40.0 . :
SCD 092-049-100 ACP5N 9.20 10.00 108.00 49.0 61.0 1.40 40.0 o
SCD 093-049-100 ACP5N 9.30 10.00 103.00 49.0 61.0 1.50 40.0 . O
SCD 094-049-100 ACP5N 9.40 10.00 103.00 49.0 61.0 1.50 40.0 - . U)
SCD 095-049-100 ACP5N 9.50 10.00 108.00 49.0 61.0 1.50 40.0 Mi1 °
SCD 096-049-100 ACP5N 9.60 10.00 108.00 49.0 61.0 1.50 40.0 - °
SCD 097-049-100 ACP5N 9.70 10.00 103.00 49.0 61.0 1.50 40.0 .
SCD 098-049-100 ACP5N 9.80 10.00 108.00 49.0 61.0 1.60 40.0 °
SCD 099-049-100 ACP5N 9.90 10.00 103.00 49.0 61.0 1.60 40.0 .
SCD 100-049-100 ACP5N 10.00 10.00 103.00 49.0 61.0 1.60 40.0 .
SCD 101-056-120 ACP5N 10.10 12.00 118.00 56.0 71.0 1.60 45.0 - o
SCD 102-056-120 ACP5N 10.20 12.00 118.00 56.0 71.0 1.60 45.0 M12 o
SCD 103-056-120 ACP5N 10.30 12.00 118.00 56.0 710 1.60 45,0 .
SCD 104-056-120 ACP5N 10.40 12.00 118.00 56.0 71.0 1.60 45.0 o
SCD 105-056-120 ACP5N 10.50 12.00 118.00 56.0 710 1.60 45,0 .
SCD 106-056-120 ACP5N 10.60 12.00 118.00 56.0 710 1.70 45,0 .
SCD 107-056-120 ACP5N 10.70 12.00 118.00 56.0 71.0 1.70 45.0 o
SCD 108-056-120 ACP5N 10.80 12.00 118.00 56.0 710 1.70 45,0 .
SCD 109-056-120 ACP5N 10.90 12.00 118.00 56.0 710 1.70 45,0 .
SCD 110-056-120 ACP5N 11.00 12.00 118.00 56.0 71.0 1.70 45.0 o
SCD 111-056-120 ACP5N 11.10 12.00 118.00 56.0 710 1.70 45,0 .
SCD 112-056-120 ACP5N 11.20 12.00 118.00 56.0 710 1.80 45,0 .
SCD 113-056-120 ACP5N 11.30 12.00 118.00 56.0 71.0 1.80 45.0 o
SCD 114-056-120 ACP5N 11.40 12.00 118.00 56.0 710 1.80 45,0 .
SCD 115-056-120 ACP5N 11.50 12.00 118.00 56.0 710 1.80 45,0 .
SCD 116-056-120 ACP5N 11.60 12.00 118.00 56.0 71.0 1.80 45.0 o
SCD 117-056-120 ACP5N 11.70 12.00 118.00 56.0 710 1.90 45.0 .
SCD 118-056-120 ACP5N 11.80 12.00 118.00 56.0 710 1.90 45,0 .
SCD 119-056-120 ACP5N 11.90 12.00 118.00 56.0 71.0 1.90 45.0 - o
SCD 120-056-120 ACP5N 12.00 12.00 118.00 56.0 71.0 1.90 45.0 Mi4 °

 For user guide and cutting conditions, see pages 651-667 ® For regrinding instructions, see pages 662-666
() Used for standard thread size.
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SOLIDTRiii
SCD-ACP5 (5xD)

Solid Carbide Drills with Coolant

Holes, Driling Depth 5xD

Designation

SCD 121-060-140 ACP5
SCD 122-060-140 ACP5
SCD 123-060-140 ACP5
SCD 124-060-140 ACP5
SCD 125-060-140 ACP5
SCD 126-060-140 ACP5
SCD 127-060-140 ACP5
SCD 128-060-140 ACP5
SCD 129-060-140 ACP5
SCD 130-060-140 ACP5
SCD 131-060-140 ACP5
SCD 132-060-140 ACP5
SCD 133-060-140 ACP5
SCD 135-060-140 ACP5
SCD 136-060-140 ACP5
SCD 137-060-140 ACP5
SCD 138-060-140 ACP5
SCD 139-060-140 ACP5
SCD 140-060-140 ACP5
SCD 141-063-160 ACP5
SCD 142-063-160 ACP5
SCD 143-063-160 ACP5
SCD 144-063-160 ACP5
SCD 145-063-160 ACP5
SCD 146-063-160 ACP5
SCD 147-063-160 ACP5
SCD 148-063-160 ACP5
SCD 149-063-160 ACP5
SCD 150-063-160 ACP5
SCD 151-063-160 ACP5
SCD 152-063-160 ACP5
SCD 153-063-160 ACP5
SCD 155-063-160 ACP5
SCD 156-063-160 ACP5
SCD 157-063-160 ACP5
SCD 158-063-160 ACP5
SCD 159-063-160 ACP5
SCD 160-063-160 ACP5
SCD 161-071-180 ACP5
SCD 162-071-180 ACP5
SCD 163-071-180 ACP5
SCD 164-071-180 ACP5
SCD 165-071-180 ACP5
SCD 167-071-180 ACP5
SCD 168-071-180 ACP5
SCD 169-071-180 ACP5
SCD 170-071-180 ACP5
SCD 171-071-180 ACP5
SCD 172-071-180 ACP5
SCD 174-071-180 ACP5
SCD 175-071-180 ACP5
SCD 176-071-180 ACP5
SCD 177-071-180 ACP5
SCD 178-071-180 ACP5
SCD 179-071-180 ACP5
SCD 180-071-180 ACP5
SCD 181-077-200 ACP5
SCD 182-077-200 ACP5

— -1 DCONMSHs
i
Dimensions

8

&)
DC DCONMS LU LCF OAL Tht LS PL
12.10 14.00 60.0 77.0 124.00 = 45.0 2.20 o
12.20 14.00 60.0 77.0 124.00 M14 45.0 2.22 o
12.30 14.00 60.0 77.0 124.00 45.0 2.24 o
12.40 14.00 60.0 77.0 124.00 45.0 2.26 o
12.50 14.00 60.0 77.0 124.00 45.0 2.27 °
12.60 14.00 60.0 77.0 124.00 45.0 2.29 o
12.70 14.00 60.0 77.0 124.00 45.0 2.31 o
12.80 14.00 60.0 77.0 124.00 45.0 2.33 o
12.90 14.00 60.0 77.0 124.00 45.0 2.35 o
13.00 14.00 60.0 77.0 124.00 45.0 2.37 o
13.10 14.00 60.0 77.0 124.00 45.0 2.38 o
13.20 14.00 60.0 77.0 124.00 45.0 2.40 o
13.30 14.00 60.0 77.0 124.00 45.0 242 o
13.50 14.00 60.0 77.0 124.00 45.0 2.46 o
13.60 14.00 60.0 77.0 124.00 45.0 2.47 ()
13.70 14.00 60.0 77.0 124.00 45.0 2.49 [}
13.80 14.00 60.0 77.0 124.00 45.0 2.51 o
13.90 14.00 60.0 77.0 124.00 = 45.0 2.53 o
14.00 14.00 60.0 77.0 124.00 M16 45.0 2.55 o
14.10 16.00 63.0 83.0 133.00 45.0 2.57 o
14.20 16.00 63.0 83.0 133.00 45.0 2.58 ()
14.30 16.00 63.0 83.0 133.00 45.0 2.60 o
14.40 16.00 63.0 83.0 133.00 45.0 2.62 o
14.50 16.00 63.0 83.0 133.00 45.0 2.64 o
14.60 16.00 63.0 83.0 133.00 45.0 2.66 o
14.70 16.00 63.0 83.0 133.00 45.0 2.68 [
14.80 16.00 63.0 83.0 133.00 45.0 2.69 ()
14.90 16.00 63.0 83.0 133.00 45.0 2.71 o
15.00 16.00 63.0 83.0 133.00 45.0 2.73 o
15,10 16.00 63.0 83.0 133.00 45.0 2.75 o
15.20 16.00 63.0 83.0 133.00 45.0 2.77 °
15.30 16.00 63.0 83.0 133.00 - 45.0 2.78 o
15.50 16.00 63.0 83.0 133.00 M18 45.0 2.82 ()
15.60 16.00 63.0 83.0 133.00 45.0 2.84 o
15,70 16.00 63.0 83.0 133.00 45.0 2.86 o
15.80 16.00 63.0 83.0 133.00 45.0 2.88 o
15.90 16.00 63.0 83.0 133.00 45.0 2.89 ()
16.00 16.00 63.0 83.0 133.00 45.0 291 o
16.10 18.00 71.0 93.0 143.00 48.0 2.93 o
16.20 18.00 71.0 93.0 143.00 48.0 2.95 [}
16.30 18.00 71.0 93.0 143.00 48.0 2.97 o
16.40 18.00 7.0 93.0 143.00 48.0 2.98 o
16.50 18.00 71.0 93.0 143.00 48.0 3.00 o
16.70 18.00 71.0 93.0 143.00 48.0 3.04 o
16.80 18.00 7.0 93.0 143.00 48.0 3.06 ()
16.90 18.00 71.0 93.0 143.00 48.0 3.08 o
17.00 18.00 71.0 93.0 143.00 48.0 3.09 o
17.10 18.00 71.0 93.0 143.00 48.0 3.11 o
17.20 18.00 71.0 93.0 143.00 48.0 3.13 o
17.40 18.00 71.0 93.0 143.00 48.0 3.17 o
17.50 18.00 71.0 93.0 143.00 48.0 3.18 ()
17.60 18.00 71.0 93.0 143.00 48.0 3.20 o
17.70 18.00 71.0 93.0 143.00 48.0 3.22 o
17.80 18.00 71.0 93.0 143.00 48.0 3.24 [}
17.90 18.00 71.0 93.0 143.00 48.0 3.26 °
18.00 18.00 71.0 93.0 143.00 48.0 3.28 o
18.10 20.00 77.0 101.0 153.00 48.0 3.29 ()
18.20 20.00 77.0 101.0 153.00 48.0 3.31 o

® For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666

() Used for standard thread size.
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SOLIDS ik i N
SCD-ACP5 (5xD) 4&‘ :||
(continued) —
Solid Carbide Drills with Coolant ¥ D:
Holes, Drilling Depth 5xD —1 bconmse 0
i
O
Dimensions E
C
[=e]
o
Designation DC DCONMS LU LCF OAL Tht LS PL
SCD 183-077-200 ACP5 18.30 20.00 77.0 101.0 153.00 - 48.0 3.33 o D
SCD 184-077-200 ACP5 18.40 20.00 77.0 101.0 153.00 - 48.0 3.35 o :
SCD 185-077-200 ACP5 18.50 20.00 77.0 101.0 153.00 o 48.0 3.37 °
SCD 186-077-200 ACP5 18.60 20.00 77.0 101.0 153.00 - 48.0 3.38 ° O
SCD 187-077-200 ACP5 18.70 20.00 77.0 101.0 153.00 - 48.0 3.40 o U)
SCD 188-077-200 ACP5 18.80 20.00 77.0 101.0 153.00 - 480 3.42 °
SCD 189-077-200 ACP5 18.90 20.00 77.0 101.0 153.00 - 480 3.44 °
SCD 191-077-200 ACP5 19.10 20.00 77.0 101.0 153.00 - 48.0 3.48 o
SCD 192-077-200 ACP5 19.20 20.00 77.0 101.0 153.00 o 48.0 3.49 o
SCD 193-077-200 ACP5 19.30 20.00 77.0 101.0 153.00 - 48.0 351 °
SCD 194-077-200 ACP5 19.40 20.00 77.0 101.0 153.00 - 48.0 3.53 o
SCD 195-077-200 ACP5 19.50 20.00 77.0 101.0 153.00 M22 480 355 °
SCD 196-077-200 ACP5 19.60 20.00 77.0 101.0 153.00 - 480 357 °
SCD 197-077-200 ACP5 19.70 20.00 77.0 101.0 153.00 - 48.0 3.59 o
SCD 198-077-200 ACP5 19.80 20.00 77.0 101.0 153.00 - 480 3.60 °
SCD 199-077-200 ACP5 19.90 20.00 77.0 101.0 153.00 - 48.0 362 °
SCD 200-077-200 ACP5 20.00 20.00 77.0 101.0 153.00 - 480 3.64 °

e For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size.
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SOLIDS ik i
SCCD-AP5

DIN 6537 Three Flute Solid
Carbide Drills Without Coolant
Holes, Drilling Depth 5xD

Designation

SCCD 030-023-060 AP5
SCCD 031-023-060 AP5
SCCD 032-023-060 AP5
SCCD 033-023-060 AP5
SCCD 037-023-060 AP5
SCCD 038-029-060 AP5
SCCD 040-029-060 AP5
SCCD 041-029-060 AP5
SCCD 042-029-060 AP5
SCCD 043-029-060 AP5
SCCD 045-029-060 AP5
SCCD 046-029-060 AP5
SCCD 047-029-060 AP5
SCCD 050-035-060 AP5
SCCD 051-035-060 AP5
SCCD 052-035-060 AP5
SCCD 055-035-060 AP5
SCCD 056-035-060 AP5
SCCD 057-035-060 AP5
SCCD 058-035-060 AP5
SCCD 059-035-060 AP5
SCCD 060-035-060 AP5
SCCD 061-043-080 AP5
SCCD 063-043-080 AP5
SCCD 064-043-080 AP5
SCCD 065-043-080 AP5
SCCD 066-043-080 AP5
SCCD 067-043-080 AP5
SCCD 068-043-080 AP5
SCCD 069-043-080 AP5
SCCD 070-043-080 AP5
SCCD 071-043-080 AP5
SCCD 074-043-080 AP5
SCCD 075-043-080 AP5
SCCD 076-043-080 AP5
SCCD 078-043-080 AP5
SCCD 079-043-080 AP5
SCCD 080-043-080 AP5
SCCD 081-049-100 AP5
SCCD 082-049-100 AP5
SCCD 083-049-100 AP5
SCCD 084-049-100 AP5
SCCD 085-049-100 AP5
SCCD 086-049-100 AP5
SCCD 087-049-100 AP5
SCCD 088-049-100 AP5
SCCD 090-049-100 AP5
SCCD 091-049-100 AP5
SCCD 093-049-100 AP5
SCCD 095-049-100 AP5
SCCD 096-049-100 AP5
SCCD 097-049-100 AP5
SCCD 098-049-100 AP5
SCCD 100-049-100 AP5
SCCD 101-056-120 AP5
SCCD 102-056-120 AP5
SCCD 103-056-120 AP5
SCCD 105-056-120 AP5
SCCD 107-056-120 AP5
SCCD 108-056-120 AP5
SCCD 110-056-120 AP5

" il
00000 DCm7
e -
2 e —{-DCONMShe
=
Dimensions

S

15}
DC DCONMS LU LCF OAL LS Tht PL
3.00 6.00 23.0 28.0 66.00 34.0 - 0.40 )
310 6.00 23.0 28.0 66.00 34.0 0.42 .
3.20 6.00 23.0 28.0 66.00 34.0 = 0.43 o
3.30 6.00 23.0 28.0 66.00 34.0 M4 0.44 °
3.70 6.00 23.0 28.0 66.00 34.0 0.50 .
3.80 6.00 29.0 36.0 74.00 34.0 0.51 o
4.00 6.00 29.0 36.0 74.00 34.0 0.54 o
410 6.00 29.0 36.0 74.00 34.0 - 0.55 .
4.20 6.00 29.0 36.0 74.00 34.0 M5 0.56 ()
4.30 6.00 29.0 36.0 74.00 34.0 0.58 o
450 6.00 29.0 36.0 74.00 34.0 0.60 .
4.60 6.00 29.0 36.0 74.00 34.0 0.62 o
4.70 6.00 29.0 47.0 74.00 34.0 - 0.63 °
5.00 6.00 35.0 44.0 82.00 34.0 M6 0.67 .
510 6.00 35.0 44,0 82.00 34.0 0.68 o
5.20 6.00 35.0 44,0 82.00 34.0 0.70 o
5.50 6.00 35.0 440 82.00 34.0 0.74 .
5.60 6.00 35.0 44.0 82.00 34.0 0.75 o
5.70 6.00 35.0 44.0 82.00 34.0 0.76 [
5.80 6.00 35.0 44.0 82.00 34.0 0.78 .
5.90 6.00 35.0 44,0 82.00 34.0 = 0.79 o
6.00 6.00 35.0 440 82.00 34.0 M7 0.80 o
6.10 8.00 43.0 53.0 91.00 35.0 0.82 .
6.30 8.00 43.0 53.0 91.00 35.0 0.84 o
6.40 8.00 43.0 53.0 91.00 35.0 0.86 .
6.50 8.00 43.0 53.0 91.00 35.0 0.87 .
6.60 8.00 43.0 53.0 91.00 35.0 0.88 o
6.70 8.00 43.0 53.0 91.00 35.0 = 0.90 o
6.80 8.00 43.0 53.0 91.00 35.0 M8 0.91 .
6.90 8.00 43.0 53.0 91.00 35.0 0.92 o
7.00 8.00 43.0 53.0 91.00 35.0 094 .
7.10 8.00 43.0 53.0 91.00 35.0 0.95 .
7.40 8.00 43.0 53.0 91.00 35.0 0.99 o
7.50 8.00 43.0 53.0 91.00 35.0 1.00 °
7.60 8.00 43.0 53.0 91.00 35.0 - 1.02 .
7.80 8.00 43.0 53.0 91.00 35.0 M9 1.05 o
7.90 8.00 43.0 53.0 91.00 35.0 1.06 .
8.00 8.00 43.0 53.0 91.00 35.0 1.07 .
8.10 10.00 49.0 61.0 103.00 39.0 1.09 o
8.20 10.00 49.0 61.0 103.00 39.0 1.10 o
8.30 10.00 49.0 61.0 103.00 39.0 1.11 .
8.40 10.00 49.0 61.0 103.00 39.0 = 113 o
8.50 10.00 49.0 61.0 103.00 39.0 M10 1.14 .
8.60 10.00 49.0 61.0 103.00 39.0 1.15 .
8.70 10.00 49.0 61.0 103.00 39.0 117 o
8.80 10.00 49.0 61.0 103.00 39.0 1.18 .
9.00 10.00 49.0 61.0 103.00 39.0 1.21 .
9.10 10.00 49.0 61.0 103.00 39.0 1.22 o
9.30 10.00 49.0 61.0 103.00 39.0 - 1.25 .
9.50 10.00 49.0 61.0 103.00 39.0 M11 1.27 °
9.60 10.00 49.0 61.0 103.00 39.0 1.29 o
9.70 10.00 49.0 61.0 103.00 39.0 1.30 .
9.80 10.00 49.0 61.0 103.00 39.0 1.31 .
10.00 10.00 49.0 61.0 103.00 39.0 1.34 o
10.10 12.00 56.0 71.0 118.00 44.0 = 1.5 o
10.20 12.00 56.0 71.0 118.00 44.0 M12 1.37 ]
10.30 12.00 56.0 71.0 118.00 44,0 1.38 o
10.50 12.00 56.0 71.0 118.00 440 1.4 .
10.70 12.00 56.0 71.0 118.00 44.0 1.43 .
10.80 12.00 56.0 71.0 118.00 44,0 1.45 o
11.00 12.00 56.0 71.0 118.00 44,0 1.47 o

* For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666

() Used for standard thread size.
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SCCD-AP5 (continued) i DG E —

DIN 6537 Three Flute Solid —

Carbide Drills Without Coolant 8 0ooT0.0 T D:

Holes, Driling Depth 5xD S ] DoONMSne

1 O

O

Dimensions =

M

: B
[$]

Designation DC DCONMS L LCF OAL LS Thiv PL O

SCCD 111-056-120 AP5 11.10 12.00 56.0 71.0 118.00 44.0 - 1.49 . D

SCCD 112-056-120 AP5 11.20 12.00 56.0 71.0 118.00 44.0 = 1.50 o —

SCCD 115-056-120 AP5 11.50 12.00 56.0 71.0 118.00 44.0 - 1.54 [ —I

SCCD 117-056-120 AP5 11.70 12.00 56.0 71.0 118.00 44,0 - 1.57 o O

SCCD 118-056-120 AP5 11.80 12.00 56.0 71.0 118.00 44.0 - 1.58 o U)
SCCD 120-056-120 AP5 12.00 12.00 56.0 71.0 118.00 44.0 M14 1.61 [
SCCD 121-060-140 AP5 12.10 14.00 60.0 77.0 124.00 44,0 - 1.62 °
SCCD 125-060-140 AP5 12,50 14,00 60.0 770 124.00 440 : 167 .
SCCD 127-060-140 AP5 12.70 14.00 60.0 77.0 124.00 44.0 - 1.70 o
SCCD 128-060-140 AP5 12.80 14.00 60.0 77.0 124.00 44,0 - 1.71 o
SCCD 130-060-140 AP5 13,00 14,00 60.0 770 124.00 440 : 174 .
SCCD 131-060-140 AP5 13.10 14.00 60.0 77.0 124.00 44,0 - 1.76 o
SCCD 135-060-140 AP5 13.50 14.00 60.0 77.0 124.00 44,0 - 1.81 °
SCCD 138-060-140 AP5 13.80 14,00 60.0 770 124.00 440 - 185 .
SCCD 140-060-140 AP5 14.00 14.00 60.0 77.0 124.00 47.0 M16 1.88 [
SCCD 142-063-160 AP5 14.20 16.00 63.0 83.0 133.00 47.0 - 1.90 o
SCCD 145-063-160 AP5 14,50 16.00 63.0 83.0 133.00 470 : 194 .
SCCD 150-063-160 AP5 15.00 16.00 63.0 83.0 133.00 47.0 - 2.01 [
SCCD 151-063-160 AP5 15.10 16.00 63.0 83.0 133.00 47.0 - 2.02 o
SCCD 155-063-160 AP5 15.50 16.00 63.0 83.0 133.00 47.0 M18 2.08 o
SCCD 158-063-160 AP5 15.80 16.00 63.0 83.0 133.00 47.0 - 212 o
SCCD 160-063-160 AP5 16.00 16.00 63.0 83.0 133.00 47.0 - 2.14 °
SCCD 165-071-180 AP5 16.50 18.00 710 93.0 143.00 470 : 2.21 .
SCCD 169-071-180 AP5 16.90 18.00 71.0 93.0 143.00 47.0 - 2.26 o
SCCD 170-071-180 AP5 17.00 18.00 71.0 93.0 143.00 47.0 - 2.28 o
SCCD 175-071-180 AP5 17.50 18.00 71.0 93.0 143.00 47.0 M20 2.34 °
SCCD 177-071-180 AP5 17.70 18.00 71.0 93.0 143.00 47.0 - 2.37 o
SCCD 180-071-180 AP5 18.00 18.00 71.0 93.0 143.00 49.0 - 2.41 °
SCCD 185-077-200 AP5 1850 20,00 770 1010 163.00 49,0 - 2.48 .
SCCD 190-077-200 AP5 19.00 20.00 77.0 101.0 1563.00 49.0 - 2.55 o
SCCD 195-077-200 AP5 19.50 20.00 77.0 101.0 153.00 49.0 M22 2.61 °
SCCD 200-077-200 AP5 20.00 20.00 77.0 101.0 153.00 49.0 - 2.68 o

® For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
() Used for standard thread size.

Member IMC Group
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SOLIDTRiii
SCD-AHS5 (5xD)

Solid Carbide Drills for Hard
Materials, Drilling Depth 5xD

Designation

SCD 030-015-060 AH5
SCD 033-017-060 AH5
SCD 040-020-060 AH5
SCD 042-021-060 AH5
SCD 044-022-060 AH5
SCD 045-023-060 AH5
SCD 050-025-060 AH5
SCD 053-027-060 AH5
SCD 055-028-060 AH5
SCD 060-030-060 AH5
SCD 068-034-080 AH5
SCD 070-035-080 AH5
SCD 075-038-080 AH5
SCD 078-039-080 AH5
SCD 080-040-080 AH5
SCD 085-043-100 AH5
SCD 088-044-100 AH5
SCD 090-045-100 AH5
SCD 095-048-100 AH5
SCD 100-050-100 AH5
SCD 105-053-120 AH5
SCD 110-055-120 AH5
SCD 115-058-120 AH5

Tolerancs mT OAL E

il B Tajl: LCF LS

e WY

B Do el L}
£ — DCm7 DCONMShe | -
)
Dimensions
2
o

DC LU LCF DCONMS LS OAL Tht PL
3.00 15.0 26.0 6.00 35.0 66.00 - 0.55 °
3.30 16.5 26.0 6.00 35.0 66.00 M4 0.60 °
4.00 20.0 29.0 6.00 32.0 66.00 - 0.73 [
4.20 21.0 32.0 6.00 46.0 82.00 M5 0.76 .
4.40 22.0 32.0 6.00 46.0 82.00 - 0.80 o
450 225 32.0 6.00 46.0 82.00 - 0.82 [
5.00 25.0 37.0 6.00 41.0 82.00 M6 0.91 °
5.30 26.5 39.0 6.00 37.0 82.00 - 0.96 °
5.50 275 39.0 6.00 37.0 82.00 - 1.00 o
6.00 30.0 43.0 6.00 37.0 82.00 M7 1.09 °
6.80 34.0 49.0 8.00 39.0 91.00 M8 1.24 °
7.00 35.0 49.0 8.00 39.0 91.00 - 1.27 °
7.50 375 52.0 8.00 34.0 91.00 - 1.36 °
7.80 42.0 55.0 8.00 34.0 91.00 M9 1.42 °
8.00 40.0 55.0 8.00 34.0 91.00 - 1.46 °
8.50 425 59.0 10.00 46.0 112.00 M10 1.55 °
8.80 44.0 63.0 10.00 46.0 112.00 - 1.60 o
9.00 45.0 63.0 10.00 46.0 112.00 - 1.64 [
9.50 475 66.0 10.00 39.0 112.00 M11 1.73 °
10.00 50.0 70.0 10.00 39.0 112.00 - 1.82 o
10.50 52.5 71.0 12.00 45.0 122.00 - 191 °
11.00 55.0 74.0 12.00 45.0 122.00 - 2.00 °
11.50 57.5 77.0 12.00 40.0 122.00 - 2.09 o

* For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666

() Used for standard thread size

Recommended Machining Conditions for SCD...AH5 Solid Drills

I1SO

Cutting Speed Feed vs. Drill Diameter (mm/rev)
Material Hardness Material No. Vc (m/min) 25.1-8 28.1-12
Hardened steel 50-55 HRc 38 25-40 0.04-0.07 0.05-0.08 0.06-0.10
Hardened steel 56-60 HRc 39 15-25 0.03-0.06 0.04-0.07 0.05-0.08
Hardened steel 61-70 HRc 39 10-15 0.02-0.04 0.03-0.05 0.03-0.05

Materials over 50 HRc must be used with external cooling while machining.
Use of semi-synthetic or emulsion with more than 6% oil concentration is highly
recommended to extend tool life and hole quality.

ISCAR




SOLIDSRiLi
SCD-ACGS (8xD)

DIN 6537 Solid Carbide Drills with
Coolant Holes, Drilling Depth 8xD

Designation

SCD 084-080-100 ACG8
SCD 089-080-100 ACG8
SCD 092-080-100 ACG8
SCD 096-080-100 ACG8

'.".:',". =e =l OAL r
06
O _ 1]
ool —1 DCONMSHs
1
Dimensions
g
DC DCONMS LU LCF OAL LS PL [&]
8.40 10.00 80.0 95.0 142.00 38.0 1.53 o
8.90 10.00 80.0 95.0 142.00 38.0 1.62 o
9.20 10.00 80.0 95.0 142.00 38.0 1.67 °
9.60 10.00 80.0 95.0 142.00 38.0 1.75 [

e For user guide and cutting conditions, see pages 651-667 ® For regrinding instructions, see pages 662-666
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0p SOLIDS ki

SEES SCD-ACPS (8xD) T

:l Solid Carbide Drills with Coolant

D: Holes, Drilling Depth 8xD b Quar

4 LE.

QO

O

E Dimensions

C

S .
Designation DC DCONMS LU LCF OAL LS PL 3

D SCD 049-048-060 ACP8 4.90 6.00 48.0 57.0 95.00 35.0 0.89 .

: SCD 051-048-060 ACP8 510 6.00 48.0 57.0 95.00 35.0 0.93 o
SCD 054-048-060 ACP8 5.40 6.00 48.0 57.0 95.00 35.0 0.98 .

O SCD 056-048-060 ACP8 5.60 6.00 48.0 57.0 95.00 35.0 1.02 .

CD SCD 057-048-060 ACP8 5.70 6.00 48.0 57.0 95.00 35.0 1.04 o
SCD 059-048-060 ACP8 5.90 6.00 480 57.0 95.00 35.0 1.07 °
SCD 062-064-080 ACP8 6.20 8.00 64.0 76.0 114.00 35.0 1.13 .
SCD 063-064-080 ACP8 6.30 8.00 64.0 76.0 114.00 35.0 116 o
SCD 064-064-080 ACP8 6.40 8.00 64.0 76.0 114.00 35.0 1.16 .
SCD 065-064-080 ACP8 6.50 8.00 64.0 76.0 114.00 35.0 1.18 .
SCD 066-064-080 ACP8 6.60 8.00 64.0 76.0 114.00 35.0 1.20 o
SCD 067-064-080 ACP8 6.70 8.00 64.0 76.0 114.00 35.0 1.22 .
SCD 069-064-080 ACP8 6.90 8.00 64.0 76.0 114.00 35.0 1.26 .
SCD 072-064-080 ACP8 7.20 8.00 64.0 76.0 114.00 35.0 1.31 o
SCD 073-064-080 ACP8 7.30 8.00 64.0 76.0 114.00 35.0 1.33 °
SCD 074-064-080 ACP8 7.40 8.00 64.0 76.0 114.00 35.0 1.35 .
SCD 075-064-080 ACP8 7.50 8.00 64.0 76.0 114.00 35.0 1.36 o
SCD 076-064-080 ACP8 7.60 8.00 64.0 76.0 114.00 35.0 1.38 .
SCD 077-064-080 ACP8 7.70 8.00 64.0 76.0 114.00 35.0 1.40 .
SCD 079-064-080 ACP8 7.90 8.00 64.0 76.0 114.00 35.0 1.44 °
SCD 082-080-100 ACP8 8.20 10.00 80.0 95.0 142.00 38.0 1.49 °
SCD 083-080-100 ACP8 8.30 10.00 80.0 95.0 142.00 38.0 1.51 .
SCD 084-080-100 ACP8 8.40 10.00 80.0 95.0 142.00 38.0 1.53 o
SCD 086-080-100 ACP8 8.60 10.00 80.0 95.0 142.00 38.0 1.57 .
SCD 087-080-100 ACP8 8.70 10.00 80.0 95.0 142.00 380 1.58 .
SCD 092-080-100 ACP8 9.20 10.00 80.0 95.0 142.00 38.0 1.67 °
SCD 093-080-100 ACP8 9.30 10.00 80.0 95.0 142.00 38.0 1.69 .
SCD 094-080-100 ACP8 9.40 10.00 80.0 95.0 142.00 38.0 1.71 .
SCD 096-080-100 ACP8 9.60 10.00 80.0 95.0 142.00 38.0 1.75 °
SCD 097-080-100 ACP8 9.70 10.00 80.0 95.0 142.00 38.0 1.77 .
SCD 098-080-100 ACP8 9.80 10.00 80.0 95.0 142.00 38.0 1.78 .
SCD 099-080-100 ACP8 9.90 10.00 80.0 95.0 142.00 38.0 1.80 .

® For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666

ISCAR




SOLIDS i i N

SCD-ACPSN (8xD) —— Yo ——— ~ 52 4&‘ —

Solid Carbide Drills with Coolant ok =8 LU L :l

o -

Holes, Drilling Depth 8xD : . DD:

O

Dimensions ~

M

C

o S
Designation DC DCONMS LU LCF OAL LS Thi PL o

SCD 030-029-060 ACP8N 3.00 6.00 29.0 340 72.00 340 0.55 . D

SCD 031-029-060 ACPSN 3.10 6.00 29.0 34.0 72.00 34.0 0.56 [ :
SCD 032-029-060 ACPS8N 320 6.00 29.0 340 72.00 34.0 0.58 .

SCD 033-029-060 ACPSN 3.30 6.00 29.0 340 72.00 340 M4 0.60 ° O

SCD 034-029-060 ACPSN 3.40 6.00 29.0 34.0 72.00 34.0 0.62 o U)
SCD 035-029-060 ACPSN 3.50 6.00 29.0 34.0 72.00 34,0 0.64 °
SCD 036-029-060 ACPSN 3.60 6.00 29.0 340 72.00 340 0.66 .
SCD 037-029-060 ACPSN 3.70 6.00 29.0 34.0 72.00 34.0 0.67 o
SCD 038-036-060 ACPSN 3.80 6.00 36.0 43.0 81.00 35.0 0.69 .
SCD 039-036-060 ACP8N 3.90 6.00 36.0 43.0 81.00 35.0 0.71 .
SCD 040-036-060 ACPSN 4.00 6.00 36.0 43.0 81.00 35.0 0.73 [
SCD 041-036-060 ACPSN 410 6.00 36.0 43.0 81.00 35.0 0.75 )
SCD 042-036-060 ACPSN 4.20 6.00 36.0 43.0 81.00 35.0 M5 0.76 .
SCD 043-036-060 ACPSN 4.30 6.00 36.0 43.0 81.00 35.0 0.78 [
SCD 044-036-060 ACPSN 4.40 6.00 36.0 43.0 81.00 35.0 0.80 °
SCD 045-036-060 ACPSN 450 6.00 36.0 43.0 81.00 35.0 0.82 .
SCD 046-036-060 ACPSN 4.60 6.00 36.0 43.0 81.00 35.0 0.84 o
SCD 047-036-060 ACPSN 4.70 6.00 36.0 43.0 81.00 35.0 0.86 .
SCD 048-048-060 ACPSN 4.80 6.00 480 57.0 95.00 36.0 0.87 .
SCD 050-048-060 ACPSN 5.00 6.00 48.0 57.0 95.00 36.0 M6 0.91 o
SCD 052-048-060 ACPSN 5.20 6.00 48.0 57.0 95.00 36.0 0.95 o
SCD 053-048-060 ACPSN 5.30 6.00 480 57.0 95.00 36.0 0.96 .
SCD 055-048-060 ACPSN 5.50 6.00 48.0 57.0 95.00 36.0 1.00 [
SCD 058-048-060 ACPSN 5.80 6.00 48.0 57.0 95.00 36.0 1.06 .
SCD 060-048-060 ACPSN 6.00 6.00 480 57.0 95.00 36.0 M7 1.09 .
SCD 061-064-080 ACP8N 6.10 8.00 64.0 76.0 114.00 36.0 1.1 °
SCD 062-064-080 ACPSN 6.20 8.00 64.0 76.0 114.00 36.0 1.13 .
SCD 070-064-080 ACPSN 7.00 8.00 64.0 76.0 114.00 36.0 1.27 .
SCD 071-064-080 ACP8N 7.10 8.00 64.0 76.0 114.00 36.0 1.29 °
SCD 080-064-080 ACPSN 8.00 8.00 64.0 76.0 114.00 36.0 1.46 °
SCD 081-080-100 ACPSN 8.10 10.00 80.0 95.0 142.00 40.0 147 .
SCD 085-080-100 ACPSN 8.50 10.00 80.0 95.0 142.00 40.0 M10 1.55 o
SCD 088-080-100 ACPSN 8.80 10.00 80.0 95.0 142.00 40.0 1.60 .
SCD 090-080-100 ACPSN 9.00 10.00 80.0 95.0 142.00 40.0 1.64 .
SCD 095-080-100 ACP8 9.50 10.00 80.0 95.0 142.00 40.0 M11 1.73 o
SCD 100-080-100 ACPS 10.00 10.00 80.0 95.0 142.00 40.0 1.82 °

e For user guide and cutting conditions, see pages 651-667 e For regrinding instructions, see pages 662-666
M) Used for standard thread size.

Member IMC Group
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:|| SCD-ACP20 (20xD) -~ — Lok L5+ ~poer r ‘
— Solid Carbide Drills with Coolant ~Ls > '
Holes, Drilling Depth 20xD 140° %
DD: \/»Lﬂ DCONMShs
LLJ
E Dimensions
@) 3
Designation DC LU OAL LCF LS L5 DCONMS PL (&}
0O SCD 050-100-050ACP20 500 1000 165.00 1150 500 40.00 5.00 0.91 .
] SCD 060-120-060ACP20 6.00 1200 190.00 1400 50.0 40.00 6.00 1.09 .
SCD 070-140-070ACP20 7.00 1400 210.00 1600 500 55.00 700 127 .
@) SCD 080-160-080ACP20 8.00 1600 230.00 1800 50.0 55.00 8.00 146 .
@p)] SCD 090-180-090ACP20 9.00 1800 265.00 205.0 60.0 55.00 9.00 164 .
SCD 100-200-100ACP20 1000 200.0 285.00 205.0 60.0 55.00 1000 182 0

e For user guide and cutting conditions, see pages 651-667
1) 50% of the four margin leading portion may be used for regrinding

OAL
SCD-ACP-CS (20xD) LCF LS —
Solid Carbide Drills with a\=r L DO
Coolant Holes for Automotive 5 j 1]
Crankshaft Applications, Y o — i
Driling Depth 20-22xD \J

SOLIDSrii.i ’:!:‘
DChg|=-

Dimensions

Designation DC LU LCF OAL DCONMS PL LS L5

® o |C908

SCD 050-103-060ACP-CS 5.00 103.0 118.0 1566.00 6.00 0.91 38.0 40.00
SCD 060-120-060ACP-CS 6.00 120.0 140.0 178.00 6.00 1.09 38.0 40.00

 For user guide and cutting conditions, see pages 651-667
() Up to 50% of this length may be used to regrind
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USER GUIDE

Recommended Drilling Procedure for Deep Hole Drilling (20XD)

1. Drill a pilot hole 1-2xD deep with a short drill. The pilot
drill should be 0.03-0.05 mm larger than the long drill
and its point angle should also be larger (over 140°).

2. Enter the pre-hole using low speed and feed until it
engages the material.

3. Increase cutting speed and feed to recommended
conditions — no pecking is required!

4. After having reached the required depth, reduce speed
by more than 50% while retracting from the hole.

D §
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Recommended Drilling Conditions for Solid Carbide 20xD Drills

Stainless Steel
V(m/min) | f(mm/rev) | V(m/min) | f(mm/rev) | V(m/min) | f(mm/rev) | V(m/min) | f(mm/rev) | V(m/min) | f(mm/rev)
5 60-120 0.12-0.25 50-100 0.1-0.20 30-60 0.08-0.15 60-120 0.15-0.30 40-80 0.15-0.25
& 60-120 0.14-0.25 50-100 0.14-0.25 30-60 0.10-0.18 60-120 0.14-0.25 40-80 0.14-0.25
7-8 60-120 0.16-0.30 50-100 0.16-0.30 30-60 0.10-0.20 60-120 0.16-0.30 40-80 0.16-0.30
9-10 60-120 0.16-0.30 50-100 0.10-0.20 30-60 0.08-0.115 60-120 0.20-0.35 40-80 0.20-0.35

General Recommendations

a minimum pressure of 10 to15 bar during drilling
for prolonged tool life and to facilitate chip evacuation.

* When machining alloy and stainless steel, it is mostly
recommended to use ER JET 2 collet to prolong tool life
and prevent built-up edge.

Semi-synthetic or emulsion lubricants should

be used to extend tool life.

Drilling stainless steel or high temperature alloys requires
high oil pressure and 7-15% mineral or vegetable based
oil emulsion for prolonged tool life. Dry machining may
badly affect hole quality and drill tool life.

In case of chip evacuation problems or when poor
surface finish is obtained, it is most recommended

to use pecking cycle.

For optimal performance, it is recommended to use the
3 flute, 5xD solid carbide drills in rotating or stationary
applications with a maximum of 0.02 mm runout.
Larger runout will reduce drill performance and badly
affect hole quality.

The solid drills can be clamped into any of ISCAR’s
tooling systems such as:

1. Collet chucks

2. Thermal shrink chucks

3
L]

.ISCAR MAXIN power chucks
It is recommended to use the solid drills in SHORTIN
adapters with AA super precision collets to obtain a
high level of hole quality and prolonged drill tool life.
Balanceable adapters should be used for applications
above 10,000 RPM in order to minimize vibrations and
gain a reliable and prolonged cutting edge life.

e Interrupted cut applications reduce hole accuracy,
quality and drill life.

Advantages

The drills provide higher hole cylindricity, roundness,
straightness, concentricity and surface finish when
compared to 2 flute solid carbide drills.

The 3 flute solid carbide drills with a 150° point
head can serve as centering drills for CHAMDRILL/
SUMOCHAM or CHAMGUN if necessary.

e |t is mostly recommended to use an external coolant jet at

e See pages 660-661 for troubleshooting guide
for common problems.

e Solid carbide drills can be used on a wide range of
materials and different cutting conditions with high
reliability and performance repeatability.

This can reduce tool inventory and logistic costs.

3 Flute Solid Carbide Drills

Three flute drills are used extensively on nonferrous metals
because of their excellent performance on these materials.
These solid carbide drills were designed with a special
cutting edge geometry that can be used on a broad
spectrum of materials including steel, stainless steel, high
temperature alloys, cast iron and nonferrous materials.

Their dimensions are according to DIN 6537 standard. The
SCCD drills are manufactured in m7 diameter tolerance, with
cylindrical shanks according to DIN 6535 HA standard, 30°
spiral flute helix, 150° head point angle and a reinforced web
taper.

The drills can be used on surface applications of up to

20° sloped entry/exit. (In this case, the drill should be held

in a thermal shrink collet or a MAXIN power chuck). The

3 flute solid carbide drills cannot be used on radial drill
adjustment diameter devices such as our FITBORE adapter.

Followed by a CHAMDRILL
SUMOCHAM/CHAMGUN

3 Flute Centering Drill

Member IMC Group
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3 Flute Solid Carbide Drills

1 3 flute drill, drilling a pre-hole 2 Gundrill penetration
(drill diameter +0.02 mm) through the pre-hole
/1
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® The solid carbide drills can be re-sharpened and re-coated cutting edge and gash geometry, producing an

at least 10 times (see re-grinding instructions on page optimal chip on all kinds of materials, providing
665). excellent chip evacuation.

® The 3 flute drills feature high dynamic stability and reduced e Excellent performance on low carbon steel or other
vibrations, which enable high speed drilling on nonferrous gummy materials, when compared to any other 3 flute
materials. (It is recommended to use balanceable adapters solid carbide drills which are usually not recommended
when exceeding 10,000 RPM). to be used on such materials.

e 3 flute, solid carbide drills can be used with minimal ¢ Higher cutting edge life, when compared to 2 flute solid
quantity lubrication or emulsion spray (MMS or MQL carbide drills without internal coolant holes.
systems) or even dry machining for nonferrous materials. (The load is divided among three cutting edges,

e The 3 flute solid carbide drill has a unique versus two).

When compared to 2 flute solid carbide drills:

Prolonged cutting edge life increases productivity, due to
Primery decrease in drill change and setup time.

Clearance L. Less torque per cutting edge, therefore, can be used at
Chisel | | higher feed rates or used to reduce torque on machines
Secondary - with limited torque

Cutting Lip . The 3 flute solid carbide drills can be used on any CNC
Primary | | | o machining center, lathe machine, or driling machine
CuttingLip | 4 ol (which usually provides better and more stable conditions).

ISCAR




SOLIDS i i USER GUIDE

Coolant Pressure and Volume Recommendations

A Required Coolant Pressure LL
I I Il Optimum pressure D
o & 5 mmm GOOd pressure m
g £ —— Minimum pressure
% 50 0 = p m
9_) [0}
2 — - o 5 Required Coolant Volume C
CR L 3 I Optimum volume O
o 7 =
€ 7 & mmm GooOd vOlume D
3 “ T | ¢ (_5; =—— Minimum volume —
8 10 | ™~ 4 —I
B O
00 > U)
3 5 10 15 20 .
Tool Diameter d(mm) Required coolant pressure and volume for SCD
drills with internal coolant spiral nozzles.

Force and Power Characteristics

Feed Force Net Power Consumption
(kN) (kW)
A A
30 ~ 20 ~
i
25 > ,// 25 // 4/
20 e L] 20 C ,J/,
15 = L — 15 = pee
o P | o LT | =
LT L | | ==
05 | 05 ; |
0.0 > 0.0 >
2 4 6 8 10 12 14 16 18 2 4 6 8 10 12 14 16 18
Drill Diameter Drill Diameter
D (mm) D (mm)
mm f=0.30 mm/rev mm f=0.30 mm/rev
mm {=0.25 mm/rev mm f=0.25 mm/rev
mm f=0.20 mm/rev mm f=0.20 mm/rev

Material:  SAE 4340

Speed: 100 m/min

Values may change for different materials and
drilling conditions.

Stability Tool Life
The stability of the application volume is important in order Drills should not be used with flank
to obtain the very best tool life and hole accuracy. Check wear exceeding 0.2-0.3 mm.

the condition of the machine spindle, fixture and fixturing
of the component to secure maximum stability and rigidity.
Unstable conditions can cause tool breakage.

Max 0.02 mm—;}% :
v b 4

{:’:} Max 0.02 mm S —
‘ Correct Direction Incorrect Direction
Stationary Drill Rotating Drill External Coolant External Coolant

Member IMC Group
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a Machining Data for Solid Carbide Drills D=0.8-2.9 mm
LLI Tensile X
0O Strength Hardness Material
E Material Condition [N/mm?3 HB No.
I <0.25 %C Annealed 420 1256 1
< >=0.25 %C Annealed 650 190 2
O M-ellay Gite3) g s i, e <055 %C Quenched and tempered 850 250 3
cutting steel
>=0.55 %C Annealed 750 220 4
9 Quenched and tempered 1000 300 5
— Annealed 600 200 6
O Low alloy steel and cast steel 930 275 7
U) (less than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
High alloyed steel, cast steel, Annealed 680 200 10
and tool steel Quenched and tempered 1100 325 11
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensitic 820 240 13
Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

For drill with lengh to diameter ratio larger than 6xD, reduce feed by 20%
If the RPM exceeds 10,000, a dynamic balance should be done to the system
Maximal radial and axial runout should not exceed 0.01 mm

) For workpiece materials list, see pages 1114-1149
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A
—
s
A
LL]
Mtl. Cutting Speed Feed (mm/rev) vs: Drill Diameter 9
V¢ (m/min) @0.8-1.4 @1.5-1.9 @2-2.4 @2.5-2.9 CD
1 50-100 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20 D:
2 40-100 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20 <
3 40-85 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20 O
4 40-85 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20 D
5 40-85 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20 —_—
6 40-75 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20 _I
7 40-60 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20 8
8 40-60 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
9 40-60 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
10 30-50 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
1 30-50 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
12 20-35 0.03-0.06 0.04-0.08 0.05-0.10 0.06-0.10
13 20-35 0.03-0.06 0.04-0.08 0.05-0.10 0.06-0.10
20-35 0.03-0.06 0.04-0.08 0.05-0.10 0.06-0.10
40-80 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
40-70 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
40-95 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
50-95 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
40-80 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
40-80 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
80-150 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
80-150 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
80-150 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
80-150 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
80-150 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
80-150 0.03-0.10 0.05-0.15 0.07-0.17 0.08-0.20
50-150 0.05-0.12 0.07-0.15 0.08-0.18 0.09-0.18
60-160 0.05-0.15 0.07-0.18 0.08-0.20 0.09-0.22
10-20 0.02-0.04 0.03-0.06 0.04-0.07 0.04-0.08
10-20 0.02-0.04 0.03-0.06 0.04-0.07 0.04-0.08
10-20 0.02-0.04 0.03-0.06 0.04-0.07 0.04-0.08
10-20 0.02-0.04 0.03-0.06 0.04-0.07 0.04-0.08
10-20 0.02-0.04 0.03-0.06 0.04-0.07 0.04-0.08
10-20 0.02-0.03 0.02-0.03 0.03-0.04 0.03-0.04
10-20 0.02-0.03 0.02-0.03 0.03-0.04 0.03-0.04
38 10-20 0.01-0.02 0.01-0.02 0.02-0.03 0.02-0.03
39 10-20 0.01-0.02 0.01-0.02 0.02-0.03 0.02-0.03
40 10-20 0.01-0.02 0.01-0.02 0.02-0.03 0.02-0.03
41 10-20 0.01-0.02 0.01-0.02 0.02-0.03 0.02-0.03

As a starting value, the middle of the recommended machining range should be used.
Then, (according to wear results), conditions can be changed in order to optimize performance.

Member IMC Group
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% Machining Data for Solid Carbide Drills - IC908 D=3.0-20.0 mm
Tensile X
L Strength Hardness Material
D Material Condition [N/mm? HB No.t
E <0.25 %C Annealed 420 125 1
I >=0.25 %C Annealed 650 190 2
< Non-alloy steel and cast steel, free <055 %C Quenched and tempered 850 250 3
cutting steel
O >=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5
9 Annealed 600 200 6
— Low alloy steel and cast steel 930 275 l
O (less than 5% of alloying elements) Quenched and tempered 1000 300 8
U) 1200 350 9
High alloyed steel, cast steel, Annealed 680 200 10
and tool steel Quenched and tempered 1100 325 11
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensitic 820 240 13
Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metalic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

When using external coolant supply only, reduce cutting speed by 10%
Use internal coolant supply when machining austenitic stainless steel
) For workpiece materials list, see pages 1114-1149
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1
1
Cutting Speed Feed (mm/rev) vs: Drill Diameter LL]
Ve m/min 93-5 05.1-8 28.1-12 012.1-16 016.1-20 2
| 80-120 0.10-0.18 0.15-0.25 0.2-0.30 0.20-0.35 0.25-0.40 E
2 80-110 010-0.18 0.15-0.25 02-0.30 020-0.35 0.25-0.40 0
3 <
4 70-100 010-0.20 0.150.28 02-0.35 020-0.38 025-0.42 ®)
5
6 A
70-90 010-0.18 0.150.25 02-0.30 020-0.35 0.25-0.40 —
7 1
8 60-80 0.10-0.18 0.15-0.25 0.2-0.30 0.20-0.35 0.25-0.40 O
) 50-70 010-0.20 0.150.28 02-0.35 020-0.38 025-0.42 @))]
10 60-80 010-0.20 0.150.28 018-0.35 020-0.38 025-0.42
11 50-70 010-0.15 0.120.20 014025 0.16-0.30 018-0.32
12 25-75 0.04-0.10 0.05-0.15 0.05-0.18 0.08-0.20 0.10-0.20
13 2575 004-0.10 005-0.15 005-0.18 008-0.20 010-0.20
25-75 0.04-0.10 0,05-0.15 0.05-0.18 0.08-0.20 0.10-020
85-105 015-0.25 0200.35 025-0.45 0.30-0.50 035-0.55
75-90 0.15-0.25 0.20-0.35 0.25-0.45 0.30-0.50 0.35-0.55
65-80 012-0.20 0.150.25 020-0.35 0.25-0.40 030-0.45
70-300
0.10-0.25 0.15-0.35 0.25-0.45 0.30-0.50 0.35-0.55
70-200
70-300 0.07-0.18 0.12-0.25 0.20-0.35 0.25-0.45 0.30-0.50
156-35 0.02-0.07 0.04-0.10 0.06-0.12 0.08-0.15 0.08-0.18
38
39
40 40-70 0.06-0.10 0.08-0.12 0.10-0.14 0.12-0.16 0.14-0.18
a1

As a starting value, the middle of the recommended machining range should be used.
Then, (according to wear results), conditions can be changed in order to optimize performance.
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Cutting Recommendations for 3 Flute Solid Carbide Drills

USER GUIDE

Tensile .
Strength Hardness Material
Material Condition [N/mm?] HB No.
<0.25 %C Annealed 420 125 1
>=0.25 %C Annealed 650 190 2
Moo CElC T e <055 %C Quenched and tempered 850 250 3
cutting steel
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5}
Annealed 600 200 6
Low alloy steel and cast steel 930 215 7
(less than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
High alloyed steel, cast steel, Annealed 680 200 10
and tool steel Quenched and tempered 1100 325 1
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensitic 820 240 13
Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 41

ISCAR
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USER GUIDE

. Feed (mm/rev) vs. Drill Diameter
Mtl. Cutting speed ( )
No.® Ve m/min
35 5.1-8 8.1-12 12.1-16 16.1-20
1 60-120
0.08-0.15 0.12-0.2 0.15-0.22 0.18-0.3 0.24-0.38
2 60-120
3 70-100
4 70-110 0.08-0.16 0.12-0.23 0.15-0.28 0.2-0.34 0.25-0.40
5 70-90
6 60-120
7 70-110 0.08-0.15 0.12-0.2 0.15-0.22 0.16-0.28 0.2-0.32
8 60-90
9 50-80 0.08-0.16 0.12-0.23 0.15-0.28 0.15-0.31 0.2-0.34
10 60-120 0.08-0.16 0.12-0.23 0.15-0.28 0.15-0.31 0.2-0.34
11 40-70 0.08-0.12 0.1-0.16 0.11-0.2 0.13-0.24 0.15-0.26
12
13 25-80 0.03-0.08 0.04-0.12 0.04-0.15 0.065-0.16 0.08-0.18
25-80 0.03-0.08 0.04-0.12 0.04-0.15 0.065-0.16 0.08-0.18
60-110
0.1-0.2 0.14-0.24 0.18-0.32 0.22-0.38 0.26-0.4
60-110
80-150
80-150
0.12-0.24 0.16-0.28 0.2-0.36 0.24-0.45 0.28-0.48
90-115
90-115
100-300
0.14-0.25 0.18-0.35 0.25-0.45 0.3-0.5 0.35-0.55
100-200
80-180 0.1-0.18 0.12-0.25 0.2-0.34 0.24-0.42 0.26-0.5
15-40
15-25(1) 0.03-0.06 0.04-0.08 0.05-0.1 0.06-0.12 0.08-0.15
15-40
38
30 20-50 0.03-0.06 0.04-0.08 0.05-0.1 0.06-0.12 0.08-0.15
40
41

() For workpiece materials list, see pages 1114-1149
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Troubleshooting

USER GUIDE

Problem

Cause

Solution

® Poor clamping
of the chuck

e Unsuitable cutting
conditions

e Chisel runout

¢ \Workpiece movement

e Check the clamping. Use hydraulic clamping chuck,
MAXIN power chuck or a shrink system.

¢ Decrease feed, increase coolant pressure.

e Check or replace the clamping adaptation.

* Increase workpiece chucking force.

Chipping on the cutting edges /
built-up edge

® Poor clamping
of the chuck

e Unsuitable cutting
conditions

¢ Insufficient coolant

* Rough application

e Check the clamping. Use hydraulic clamping chuck,
MAXIN power chuck or a shrink system.

* Increase cutting speed, reduce feed rate.

e Check cooling lubricant. Increase coolant
pressure. In the case of external coolant supply,
improve jet direction and add cooling jets.

¢ Reduce feed rate by 30-50% during entry and exiting.

Excessive wear on the cutting
corners

¢ |nsufficient coolant

e Large runout

e Unsuitable cutting
conditions

* Rough application
® Poor clamping
of the chuck

e Check cooling lubricant. Increase coolant
pressure. In the case of external coolant supply,
improve jet direction and add coolant jets.
e Check if the runout is within 0.02 mm T.L.R. (radial & axial)

® Reduce cutting speed, increase feed.

¢ Reduce feed rate by 30-50% during entry and exit.

e Check the clamping. Use hydraulic clamping chuck,
MAXIN power chuck or a shrink system.

Chipping on the lands

e \Workpiece movement

¢ |nsufficient coolant

e Wrong drill

e Unsuitable cutting
conditions

 Increase workpiece chucking force.

e Check cooling lubricant. Increase coolant
pressure. In the case of external coolant supply,
improve jet direction and add coolant jets.

e Check drill type, drilling depth, cooling
system and workpiece material.

® Increase feed. When spot drilling, reduce feed.

Hole diameter out of tolerance

* Unsuitable cutting
conditions

| o Poor clamping

of the chuck
e Large runout

e \Worn out center
point (chisel)

e If hole size is too large, increase cutting
speed or reduce feed. If hole size is too small,
reduce cutting speed or increase feed.

e Check the clamping. Use hydraulic clamping chuck,
MAXIN power chuck or a shrink system.

* Make sure that the drill's runout is
within 0.02 mm (radial & axial).

® Regrind cutting edge or replace the drill.

7

Hole not straight

e |nsufficient chip
evacuation

® Poor clamping
of the chuck

* Workpiece rigidity

e Worn out drill center
point (chisel)

e Unsuitable cutting
conditions

® Use pecking cycle.

e Check the clamping. Use hydraulic clamping chuck,
MAXIN power chuck or a shrink system.

* Increase workpiece chucking force.

® Regrind cutting edge.

e Increase feed. When spot drilling, reduce feed.

ISCAR
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Troubleshooting

USER GUIDE

Problem

Cause

Solution

Drill breakage

® Poor clamping
of the chuck

¢ Workpiece movement

® Wrong dfill

¢ |nsufficient coolant

¢ Unsuitable cutting
conditions

e \Worn out drill center
point (chisel)

¢ |nsufficient chip
evacuation

e Check the clamping. Use hydraulic clamping
chuck, maxin power chuck or a shrink system.

® Increase workpiece chucking force.

e Check drill type and drilling depth, cooling
system and workpiece material.

e Check cooling lubricant. Increase coolant
pressure. In the case of external coolant supply,
improve jet direction and add cooling jets.

® Reduce feed.

® Regrind cutting edge.

¢ Use pecking cycle.

Chipping on the cutting corners

® Poor clamping
of the chuck

® Workpiece movement

* Wrong drill

¢ |nsufficient coolant

e Unsuitable cutting
conditions

e \Worn out or broken
cutting corner

e Check the clamping and adaptation. Use hydraulic
clamping chuck, maxin power chuck or a shrink system.
e Increase workpiece chucking force.

e Check drill type and drilling depth, cooling system
and workpiece material. Possibly use longer drill.

¢ Check cooling lubricant. Increase coolant
pressure. In the case of external coolant supply,
improve jet direction and add cooling jets.

e Check cutting parameters, and possibly reduce feed.

e Replace drill or regrind cutting edge.

e \Worn out dfrill

Problem Cause Solution
* Unsul|tla ble cutting e Reduce feed by 30-50% during exit.
conditions

® Replace drill.

Rough surface finish

e Unsuitable cutting
conditions

e | arge runout

e Chip jamming

e Adjust feed to improve chip flow.

e Make sure that the drill’'s runout is
within 0.02 mm (radial & axial).

® Reduce cutting speed.

® Increase coolant pressure.

* Apply pecking procedure.

Deviation of hole position

e L arge runout
e Poor stability

* Rough application

e Make sure that the drill runout is within
0.02 mm (radial & axial).
e Check and improve drill and workpiece clamping rigidity.

® When drilling hard materials or sloped surfaces,
reduce feed by 30-50% during entrance.

® Use a short pilot drill with 140° point angle.
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USER GUIDE

Regrinding Instructions for AP and ACP Geometries

For each grinding operation, rotate the drill
180° and repeat the grinding procedure.

Primary Clearance

Secondary Clearance

a D Range
3.0-4.8
4.9-10
10.1-20
Chisel
R D Range
0.02 0.8-6.0
A-A 0.03 6.1-18.0
0.04 18.1>UP

Edge Preparation

Grinding Wheel Recommended Specifications:
1. Diameter grinding wheel: GA2
2. Grinding wheel bond: synthetic resin

3. Grit size: 325/400 mesh (45/38y)
4. Diamond concentration: C-75 (3.3 carat/cm3)
5. Cutting fluid emulsion 3%

ISCAR
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@p)
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Regrinding Instructions for AG and ACG Geometries as
O
For each Grinding operation, rotate the drill LL
180° and repeat the grinding procedure. 9
ah
x
O
o O
a D Range U)

7 08-6.0

10 >6.1

Primary Clearance

Secondary Clearance

a=  DRange
e 100 3.0-48
‘q" o 105 49-10
_% 10420 |
35°-45°
Chisel
R D Range
A-A 002 0860
003  6.1-180
004  1815UP
R
Edge Preparation
Grinding Wheel Recommended Specifications: 3. Grit size: 325/400 mesh (45/38)
1. Diameter grinding wheel: GA2 4. Diamond concentration: C-75 (3.3 carat/cm3)

2. Grinding wheel bond: synthetic resin 5. Cutting fluid emulsion 3%

Member IMC Group
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Regrinding Instructions for AH Geometry

For each grinding operation, rotate the drill
180° and repeat the grinding procedure.
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Primary Clearance

Secondary Clearance

Chisel

A=A
0 R 0.01-0.02
Edge Preparation
Grinding Wheel Recommended Specifications: 3. Grit size: 325/400 mesh (45/38)
1. Diameter grinding wheel: GA2 4. Diamond concentration: C-75 (3.3 carat/cm3)
2. Grinding wheel bond: synthetic resin 5. Cutting fluid emulsion 3%
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Regrinding Instructions for 3 Flute SCCD Drrills

USER GUIDE

OO ~WN =

For each grinding operation, rotate the drill
120° and repeat the grinding procedure.

Primary Clearance

Chisel 08 16.1-20
_ R DRange |
0.025 3.0-6.0
0.03 6.1-18.0
Edge Preparation 0.04  18.1-20.0

Grinding Wheel Recommended Specifications:

. Diameter grinding wheel: GA2

. Grinding wheel bond: synthetic resin

. Grit size: 325/400 mesh (45/38)

. Diamond concentration: C-75 (3.3 carat/cm3)
. Cutting fluid emulsion 3%

Member IMC Group
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Regrinding Instructions for SCDT Pre-Thread Solid Drills

For each grinding operation, rotate the drill
180° and repeat the grinding procedure.
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Primary Clearance

Secondary Clearance

a  DRange
100 3048
Chisel 105 4910
9%  101-20
A-A
(4 d
R DRange
002 0860
Edge Preparation LU
004 18.1>UP
Grinding Wheel Recommended Specifications: 3. Grit size: 325/400 mesh (45/38))
1. Diameter grinding wheel: GA2 4. Diamond concentration: C-75 (3.3 carat/cm3)
2. Grinding wheel bond: synthetic resin 5. Cutting fluid emulsion 3%
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General - Calculations %
Spindle Speed (min-') Power Requirement (kW) LL|
vc ¢1000 Q. ; f = Feed/rev mm/rev
— Pc= e kc @ sin k
"= neD 60.000 1 ke = Material specific 9
Cutting Speed  (m/min) Torque (Nm) cutting force  N/mm? ]
eDen feko D2 h = Distance from drill D’_‘
Vo= Mc= IeKC D7 o o kekm point to workpiece mm
1000 1000 ‘8 before feeding EE)
. L = Depth of hole mm
Table Feed (mm/min) Feed Force (approx.) (N) CMh = Costmachine hour $/h A
vi=fen Ff=0.63 ¢ D efekcesin kekf n = Machine efficiency % L
2 K = 90° }180° bottom drills 1
Material Removal Rate (cm3/min) Machining Time (min/piece) sink = 1 DR;' , ) O
> k = 70° }140° point angle drills U)
_ viemeD2 Too bh sink = 094
4000 vf SCD.., DCM.., DCN..
Drill Geometry Coeficient
Machining Cost ($/piece) DCM DCN ScD
km 1 0.85 0.85
Cwh
Ce= 60 °Tc kflt  0.85 0.85
Example kc Values
Drill DR 220-044-25-07-2D-N (@22 mm)  k=90°; sin k=1 Material Group ke Value
Material No. 4 kc=2200 N/mm2 ~ CMh=50 $/h n=0.75 ;_ g?gg
ve=200 m/min f=0.15 mm/rev =25 mm h=10 mm 3 2150
km=1 kf=1 4 2200
5 2200
6 2100
n= Vc e 1000 — 200 *1000 =2894 min- 7 2100
8 2100
meD me 22 9 2100
10 2500
Vi =f e n=0.15 « 2894=434 mm/min " o
13 2800
14 2600
Qe vf e e D?_ 434 ¢ 3.14 ¢ (222 =165 cm¥min 15 1100
= 16 1300
4000 4000 17 1100
18 1800
Pc= —Q  ekcesink=_—165 2200 ¢ 1=8.06 kW 19 900
60.000 @ 60.000 » 0.75 20 1000
21 500
fekc D2 0.15 ¢ 2200 200 = A
Mc= == o Lo gink= 22— e 1e 1=20 Nm gg ?88
1000 8 1000 8 o 200
20 28 1700
Ff=0.63 e - efekcesink=0.63¢ ry ©0.15 ¢ 2200 e1e 1=2286 N g; g?gg
33 3300
. 34 3300
Tc=L+th = 25410 = 0.08 min/piece 35 3200
vf 36 1700
434 37 1700
38 4600
Cc= CMh oTc = 50 ¢ 0.08 = 0.067 $/piece 39 4700
60 60 40 4600
41 4500
For material groups, see pages 1114-1149
GYRO Auxiliary Devices for Lathe Machines
Designed to Correct Misalignment on Stationary Operation
=5
o e Drills can be used on sloped surfaces up to 6°. When drilling
sloped surfaces of more than 6°, reduce feed by 30-50%
during penetration of up to 5 mm depth; or use a spot or
@ pre-hole drill to avoid drill deviation or poor drill performance.
e
=o==
Radial Adj. D2.0 \ é
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SINGLE TUBE SYSTEM - EXTERNAL THREAD
Drilling . Hole Surface .

Head Diameter Range Tolerance Finish Fixture Page
DSD-EO — 8.00-14.79 672
DSD-E1 l oy 12.60-20.00 2um Brazed Tips 672

DSD-E2/E3 12.60-65.00 673
IT9
DSD-EC _ 38.00-232.99 674
=== me—
DSD-EF-FT ii : 16.00-28.00 3um Indexable Inserts 674
p— _
==t
DSD-EF-FB 25.00-65.00 675
Counterbore . Hole Surface .

Head Diameter Range Tolerance Finish Fixture Page
DSC-E1 2
By special ) ‘im 18.91-65.00 675

request only Al
IT7 Tum Brazed Tips
DST-E1 S .
By special y m 18.91-65.00 676
request only Jid
DSC-EA _ 25.00-39.99 676
0
IT8 2um Indexable Inserts
DSC-EC @ 40.00-99.99 677
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| SINGLE TUBE SYSTEM - INTERNAL THREAD
Drilling . Hole Surface .
Head Diameter Range Tolerance Finish Fixture Page

DSD-I1 \

By special f 14.51-65.00 Brazed Tips 678
request only W

T—‘_.H.r—ﬂ
DSD-IF-FT i— 16.00-28.00 679
- IT9 3um
¥ i
DSD-IF-FB H 25.00-65.00 Indexable Inserts 679
i
DSD-IC _ 38.00-245.99 680
Counterbore . Hole Surface .
Head Diameter Range Tolerance Finish Fixture Page

DSC-H 2

By special 2 14.51-65.00 681
request only <

m— IT7 Tpum Brazed Tips

DST-I1 \

By special f 14.51-65.00 682
request only ’ F

DSC-IA h 25.00-39.99 683

IT8 2um Indexable Inserts
DSC-IC 40.00-110.99 683

DOUBLE TUBE SYSTEM

Drilling Diameter Range Hole Surface Fixture Page
Head Tolerance Finish
DDD-E3 18.41-65.00 2um Brazed Tips 684
DDD-EF-FT 18.41-28.00 685
IT9
DDD-EF-FB -%‘-*'W‘Q-- 25.00-65.00 3um Indexable 686
.o P Inserts
DDD-EC 38.00-168.99 686
Counterbore Diameter Range Hole Surface Fixture Page
Head Tolerance Finish
DDC-E1 . SR
By specia ; m 18.41-65.00 687
request only ! .HJ-"
IT7 Tpm Brazed Tips
DDT-E1 o R
By special - '% 18.41-65.00 688
request only : Jidd
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DEEP HOLE DRILLING Index _1
oC

Single Tube System Double Tube System A
Single Tube System (STS) - Double Tube System (DTS) - LLl
Cooling fluid is induced through the gap between Cooling fluid is induced between the coaxial 1
the drill and the hole. Conveying the chips through tubes, conveying the chips through the inner tube O
the tube requires the use of dedicated machines. and can be applied on standard machines. I
R

LLl

LL]

O

Deep Drilling Heads Identification System

B ER-Bn B ]

Hole Diameter
| - Insert
A - Adjustable Insert .
C - Cartridge Chipbreaker
F - Fast Feed (letters)
0 - Brazed, 1 tip, -0or-
1 thread start Insert Chamfer
1 - Brazed, 1 tip Angle
2 - Brazed, 2 tips . .
3 - Brazed, 3 tips (Ir?{u:to)gr]sg))
1)
E - External Thread ]
| - Internal Thread £
o
8
@
m
D - Drill S
C - Counterbore with Through Hole 5?
T - Counterbore without Through Hole L
S - Single Tube
D - Double Tube P - Steel
M - Stainless
K - Cast Iron
D - Deep Drilling/Counterbore N - Aluminum
| - Inch - Deep Drilling/Counterbore

S - Special - Deep Drilling/Counterbore

Grade

0 - Uncoated
1 - TIAIN Coating
Z - TiCrAIN Coating

Member IMC Group
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74} DSD-EO ﬂ‘ I

— Deep Single Tube Dirills -

— with External Single Thread m

:l Connection and a Brazed B P .

D’_‘ Single Tip (8-14.8 dia.) OAL-

D NOM O refers to non-coated drill head, NOM 2 refers to coated drill head

LL] DCN( DCX@ OAL DCONMS PL Ts@

_| DSD-E0 8.00-8.99 NOM 0 8.00 8.99 35.00 6.00 2.00 TS001

O DSD-E0 8.00-8.99 NOM 2 8.00 8.99 35.00 6.00 2.00 TS001

I DSD-E0 9.00-9.99 NOM 0 9.00 9.99 35.00 7.20 2.00 TS002
DSD-E0 9.00-9.99 NOM 2 9.00 9.99 35.00 7.20 2.00 TS002

D_ DSD-EO 10.00-10.99 NOM 0 10.00 10.99 35.20 7.60 2.20 TS003

Lu DSD-E0 10.00-10.99 NOM 2 10.00 10.99 35.20 7.60 2.20 TS003

LL| DSD-E0 11.00-11.99 NOM 0 11.00 11.99 35.20 8.60 2.20 TS004

D DSD-EO 11.00-11.99 NOM 2 11.00 11.99 35.20 8.60 2.20 TS004
DSD-E0 12.00-13.49 NOM 0 12.00 13.49 35.30 9.10 2.30 TS005
DSD-E0 12.00-13.49 NOM 2 12.00 13.49 35.30 9.10 2.30 TS005
DSD-E0 13.50-14.79 NOM 0 13.50 14.79 35.40 10.80 2.40 TS006
DSD-E0 13.50-14.79 NOM 2 13.50 14.79 35.40 10.80 2.40 TS006

® The drill tip is supplied in a grade that is suitable to machine the material group indicated in the drill head designation: P-Steel, M-Stainless Steel, K-Cast Iron.
 For user guide and quotation form, see pages 702-719 ¢ Ordering example: DSD-EO 11.30 DT-PO

() Cutting diameter minimum

() Cutting diameter maximum

@) Tube designation

For holders, see pages: TS*** (697)

ISCARDEEPD Riii
DSD-E1

Deep Single Tube Dirills with
External 2 and 4 Start Thread and
a Single Brazed Tip (12.6-20 dia.)

D—Ici — T T DCOINMS d‘ ﬂ

OAL-

NOM O refers to non-coated drill head, NOM 2 refers to coated drill head.

DCN( DCX@ OAL DCONMS PL Threads® Ts¥
DSD-E1 12.60-13.60 NOM 0 12.60 13.60 42.50 9.60 2.30 2 TS-01
DSD-E1 12.60-13.60 NOM 2 12.60 13.60 42.50 9.60 2.30 2 TS-101
DSD-E1 13.61-14.60 NOM 0 13.61 14.60 42.70 10.60 2.40 2 TS-102
DSD-E1 13.61-14.60 NOM 2 13.61 14.60 42.70 10.60 2.40 2 TS-102
DSD-E1 14.61-15.59 NOM 0 14.61 15.59 42.70 11.60 3.00 2 TS-103
DSD-E1 14.61-15.59 NOM 2 14,61 16,59 4270 11.60 300 2 TSH03
DSD-E1 15.60-16.70 NOM 0 15.60 16.70 42.70 11.60 2.40 4 TS-10
DSD-E1 15.60-16.70 NOM 2 15.60 16.70 42.70 11.60 2.40 4 TS-10
DSD-E1 16.71-17.70 NOM 0 16.71 17.70 43.20 13.60 3.00 4 TS-1
DSD-E1 16.71-17.70 NOM 2 16.71 17.70 43.20 13.60 3.00 4 TSI
DSD-E1 17.71-18.90 NOM 0 17.71 18.90 43.60 14.50 3.30 4 TS-12
DSD-E1 17.71-18.90 NOM 2 17.71 18.90 43.60 14.50 3.30 4 TS-2
DSD-E1 18.91-20.00 NOM 0 18.91 20.00 43.60 156.50 3.30 4 TS-13
DSD-E1 18.91-20.00 NOM 18.91 20.00 43.60 15.50 3.30 4 TS-13

® The drill tip is supplied in a grade that is suitable to machine the material group indicated in the drill head designation: P-Steel, M-Stainless Steel, K-Cast Iron.
® For user guide and quotation form, see pages 702-719 e Ordering example: DSD-E1 14.50 DT-PO

() Cutting diameter minimum

(2 Cutting diameter maximum

©3) No. of thread starts

4 Tube designation

For holders, see pages: TS-I** (698)

ISCAR




ISCARDEEPGRiiL Q)
DSD-E2/E3 ! ﬂ‘ Aﬁ Z
Deep Single Tube Drills with -DCONMS _
External 2 and 4 Start Thread and — —
2 or 3 Brazed Tips (12.6-65 dia.) - —
oC
NOM 0 refers to non-coated drill head, NOM 2 refers to coated drill head. D
DCN DCX@ 0AL DCONMS PL Threads® Ts@ LL]
DSD-E2 12.60-13.10 NOM 0 12.60 13.10 43.00 9.60 1.10 2 TS-01 _|
DSD-E2 12.60-13.10 NOM 2 12.60 1310 43.00 960 1.10 2 TS-01 O
DSD-E2 13.11-13.60 NOM 0 13.11 13.60 43.00 9.60 110 2 TS-101
DSD-E2 13.11-13.60 NOM 2 13.11 13.60 43.00 960 1.10 2 TS-01 T
DSD-E2 13.61-14.10 NOM 0 13.61 1410 43.00 10.60 1.20 2 TS-02 al
DSD-E2 13.61-14.10 NOM 2 13.61 1410 43.00 10.60 1.20 2 TS-02 N
DSD-E2 14.11-14.60 NOM 2 14.11 14,60 43.00 10.60 1.20 2 TS-02 Ll
DSD-E2 14.11-14.60 NOM 0 14.11 14,60 43.00 10.60 1.20 2 TS-02
DSD-E2 14.61-15.10 NOM 0 14.61 15.10 43.00 11.60 1.30 2 TS-103 D
DSD-E2 14.61-15.10 NOM 2 14.61 1510 43.00 11.60 1.30 2 TS-103
DSD-E2 15.11-15.59 NOM 0 15.11 15.59 43.00 11.60 1.30 2 TS-103
DSD-E2 15.11-15.59 NOM 2 16.11 1559 43.00 11.60 1.30 2 TS-03
DSD-E3 15.60-16.20 NOM 0 15.60 16.20 43.00 12.60 2.70 4 TS-0
DSD-E3 15.60-16.20 NOM 2 156.60 16.20 43.00 12.60 2.70 4 TS-10
DSD-E3 16.21-16.70 NOM 0 16.21 16.70 43.00 12.60 2.70 4 TS-10
DSD-E3 16.21-16.70 NOM 2 16.21 16.70 43.00 12.60 2.70 4 TS-0
DSD-E3 16.71-17.20 NOM 0 16.71 17.20 43.00 13.60 2.70 4 TS
DSD-E3 16.71-17.20 NOM 2 16.71 17.20 43.00 13.60 2.70 4 TSI
DSD-E3 17.21-17.70 NOM 0 17.21 17.70 43.00 13.60 2.70 4 TS-I1
DSD-E3 17.21-17.70 NOM 2 17.21 17.70 43.00 13.60 2.70 4 TSI
DSD-E3 17.71-18.40 NOM 0 17.71 18.40 47.00 14.50 2.80 4 TS-12
DSD-E3 17.71-18.40 NOM 2 17.71 1840 47.00 1450 2.80 4 TS-2
DSD-E3 18.41-18.90 NOM 0 18.41 1890 47.00 1450 2.90 4 TS-2
DSD-E3 18.41-18.90 NOM 2 18.41 18.90 47.00 14,50 2.90 4 TS-2
DSD-E3 18.91-20.00 NOM 0 18.91 20.00 47.00 1550 2.90 4 TS-13
DSD-E3 18.91-20.00 NOM 2 18.91 20.00 47.00 15.50 2.90 4 TS-I3
DSD-E3 20.01-21.80 NOM 0 20.01 21.80 52.50 16.00 3.20 4 TS-14
DSD-E3 20.01-21.80 NOM 2 20.01 21.80 52.60 16.00 3.20 4 TS-14
DSD-E3 21.81-24.10 NOM 0 21.81 2410 56.00 18.00 3.20 4 TS5
DSD-E3 21.81-24.10 NOM 2 21.81 24.10 56.00 18.00 3.20 4 TS-6
DSD-E3 24.11-26.40 NOM 0 24.11 26.40 57.50 1950 350 4 TS-16
DSD-E3 24.11-26.40 NOM 2 24.11 26.40 57.50 19.50 3.50 4 TS-16
DSD-E3 26.41-28.70 NOM 0 26.41 28.70 57.50 21.00 370 4 TSH7
DSD-E3 26.41-28.70 NOM 2 26.41 28.70 57.50 21.00 3.70 4 TSH7
DSD-E3 28.71-31.00 NOM 0 28.71 31.00 63.50 23.50 4.00 4 TS-18
DSD-E3 28.71-31.00 NOM 2 28.71 31.00 63.50 23.50 4.00 4 TS-I8
DSD-E3 31.01-33.30 NOM 0 31.01 33.30 63.50 25.50 430 4 TS-9
DSD-E3 31.01-33.30 NOM 2 31.01 33.30 63.50 25.50 4.30 4 TS-19
DSD-E3 33.31-36.20 NOM 0 33.31 36.20 63.50 28.00 450 4 TS-10
DSD-E3 33.31-36.20 NOM 2 33.31 36.20 63.50 28.00 450 4 TS-10
DSD-E3 36.21-39.60 NOM 0 36.21 39.60 73.50 30.00 4.80 4 TS-111
DSD-E3 36.21-39.60 NOM 2 36.21 39.60 7350 30.00 4.80 4 TS-11
DSD-E3 39.61-43.00 NOM 0 39.61 43,00 7350 33.00 5.60 4 TS-12
DSD-E3 39.61-43.00 NOM 2 39.61 43.00 73.50 33.00 5.60 4 TS-12
DSD-E3 43.01-47.00 NOM 0 4301 47.00 75.00 36.00 5.40 4 TS-13
DSD-E3 43.01-47.00 NOM 2 4301 47.00 75.00 36.00 5.40 4 TS-113
DSD-E3 47.01-51.70 NOM 0 47,01 51.70 75.00 39.00 6.10 4 TS-14
DSD-E3 47.01-51.70 NOM 2 47.01 51.70 75.00 39.00 6.10 4 TS-14
DSD-E3 51.71-56.20 NOM 0 51.71 56.20 82.00 43,00 6.50 4 TS-15
DSD-E3 51.71-56.20 NOM 2 51.71 56.20 82.00 43.00 6.50 4 TS-115
DSD-E3 56.21-60.60 NOM 0 56.21 60.60 84.00 47.00 6.60 4 TS-116
DSD-E3 56.21-60.60 NOM 2 56.21 60.60 84.00 47.00 6.60 4 TS-116
DSD-E3 60.61-65.00 NOM 0 60.61 65.00 84.00 47.00 7.00 4 TS-17
DSD-E3 60.61-65.00 NOM 2 60.61 65.00 84.00 47.00 7.00 4 TS-17

® The drill tip is supplied in a grade that is suitable to machine the material group indicated in the drill head designation: ISO P, K, M, N materials
e For user guide and quotation form, see pages 702-719 e Ordering example: DSD-E343.30 DT-PO

() Cutting diameter minimum

(2 Cutting diameter maximum

() Number of thread starts

4 Tube designation

For holders, see pages: TS-I** (698)

Member IMC Group
o=
L 4 11 ]




D ISCARDEEPDRiLiL

pZ4» DSD-EC 38.00-106.99 107-168.99 169 - 232.99

— Deep Single Tube Dirills with =

j External 4 Start Thread and DCCtNMS ﬁ

— Cartridges (29-233 dia.) | ¥

oC

O

LL] DCN( DCX®@ OAL LF DCONMS Ts@

_| DSD-EC 38.00-39.60 38.00 36.90 90.00 85.00 30.00 TS-111

O DSD-EC 39.61-43.00 39.61 4300 91.00 85.00 33.00 TSH12

I DSD-EC 43.01-47.00 43.01 47.00 101.00 95.00 36.00 TS-113
DSD-EC 47.01-51.70 47.01 51.70 102.00 95.00 39.00 TS-14

D_ DSD-EC 51.71-56.20 51.71 56.20 107.00 100.00 43.00 TS-115

I_IJ DSD-EC 56.21-60.60 56.21 60.60 118.00 110.00 47.00 TS-116

L] DSD-EC 60.61-64.99 60.61 64.99 119.00 110.00 51.00 TSH17

D DSD-EC 65.00-66.99 65.00 66.99 159.00 150.00 52.00 TS-118
DSD-EC 67.00-72.99 67.00 72.99 159.00 150.00 58.00 TS-119
DSD-EC 73.00-79.99 73.00 79.99 160.00 150.00 63.00 TS-120
DSD-EC 80.00-86.99 80.00 86.99 191.00 180.00 70.00 TS-121
DSD-EC 87.00-99.99 87.00 99.99 193.00 180.00 77.00 TS-22
DSD-EC 100.00-106.99 100.00 106.99 193.00 180.00 89.00 TS-123
DSD-EC 107.00-111.99 107.00 111.99 197.00 180.00 89.00 TS-123
DSD-EC 112.00-123.99 112.00 123.99 221.00 205.00 101.00 TS-124
DSD-EC 124.00-135.99 124.00 135.99 222,00 205.00 113.00 TS-125
DSD-EC 136.00-147.99 136.00 147.99 223.00 205.00 125.00 TS-126
DSD-EC 148.00-159.99 148.00 159.99 245.00 225,00 137.00 TS-27
DSD-EC 160.00-168.99 160.00 168.99 246.00 225.00 149.00 TS-128
DSD-EC 169.00-171.99 169.00 171.99 246.00 230.00 149.00 TS-128
DSD-EC 172.00-183.99 172.00 183.99 247.00 230.00 161.00 TS-129
DSD-EC 184.00-195.99 184.00 195.99 267.00 250.00 173.00 TS-130
DSD-EC 196.00-207.99 196.00 207.99 270.00 250.00 185.00 TS-131
DSD-EC 208.00-219.99 208.00 219.99 271.00 250.00 197.00 TS-132
DSD-EC 220.00-231.99 220.00 231.99 293.00 270.00 208.00 TS-133
DSD-EC 232.00-232.99 232.00 232,99 293.00 270.00 220,00 TS-134

* Important: The specified drilling range using the original outer cartridge and pad may be enlarged by using optional outer cartridges and pads as specified on page 691
 For quotation form and user guide, see pages 702-719 e For spare parts, see page 691 e Ordering example: DSD-EC 067.30

() Cutting diameter minimum

@) Cutting diameter maximum

®) Tube designation

For inserts, see pages: NPMX 0803 RB/RG (692)  TPMX (692)

For holders, see pages: TS-I** (698)

Deep Single Tube Drills with ‘ \\\\ DCONMS
External 4 Start Thread ‘ “\\\\\\ |

Connection Carrying Triangular
Inserts (16-28 dia.)

TRIDEEP
DEEP DRILLING T (Wrench Size) ﬁ
DSD-EF-FT ] - ‘

s =

DCN® DCX@ LF OAL PL DCONMS THOD®

DSD-EF 16.00-16.70-FT 16.00 16.70 55.00 57.20 220 12.60 TS-0
DSD-EF 16.71-17.70-FT 16.71 17.70 55.00 57.20 220 13.60 TS-11
DSD-EF 17.71-18.90-FT 17.71 18.90 56.00 59.00 3.00 14.50 TS-12
DSD-EF 18.91-20.00-FT 18.91 20.00 56.00 59.00 3.00 16.50 TS-18
DSD-EF 20.01-21.80-FT 20.01 21.80 60.00 63.20 320 16.00 TS-14
DSD-EF 21.81-21.99-FT 21.81 21.99 63.50 66.70 320 18.00 TS5
DSD-EF 22.00-24.10-FT 22.00 2410 65.50 68.90 3.40 18.00 TS-16
DSD-EF 24.11-25.00-FT 2411 25.00 65.50 68.90 3.40 19.50 TS-16
DSD-EF 25.01-26.40-FT 25.01 26.40 67.50 71.10 3.60 19.50 TS-I6
DSD-EF 26.41-28.00-FT 26.41 28.00 67.50 71.10 3.60 21.00 TS-7

* Note: Each item in the attached catalog page represents a diameter range e For spare parts, insert information and user guide, see pages 689, 702-719
* Inserts and guide pads should be ordered separately o Ordering example: DSD-EF 016.50-FT

() Cutting diameter minimum

(2 Cutting diameter maximum

©) Tube designation

For inserts, see pages: TOGT (722)

For holders, see pages: TS-I** (698)

ISCAR




FINEBEAM

Deep Single Tube Dirills with
External 4 Start Thread for
High Feed (25-65 dia.)

DSD-EF-FB CETTT W ﬂ‘ NI
Ly

DCN DCX@ OAL PL DCONMS DRVS® Ts
DSD-EF 25.00-26.40-FB 25.00 26.40 70.00 3.00 19.50 19.0 TS-16
DSD-EF 26.41-28.70-FB 26.41 28.70 70.00 3.00 21.00 21.0 TS-I7
DSD-EF 28.71-31.00-FB 28.71 31.00 75.00 3.00 23.50 24.0 TS-18
DSD-EF 31.01-33.30-FB 31.01 33.30 78.00 3.00 25.50 26.0 TS-19
DSD-EF 33.31-36.20-FB 33.31 36.20 80.00 3.00 28.00 28.0 TS0
DSD-EF 36.21-39.60-FB 36.21 39.60 90.00 3.00 30.00 30.0 TS-11
DSD-EF 39.61-43.00-FB 39.61 43.00 95.00 4.00 33.00 32.0 TS-112
DSD-EF 43.01-47.00-FB 43.01 47.00 100.00 4.00 36.00 36.0 TS13
DSD-EF 47.01-51.70-FB 47.01 51.70 100.00 4.00 39.00 38.0 TS-114
DSD-EF 51.71-56.20-FB 51.71 56.20 110.00 4.00 43.00 46.0 TS-115
DSD-EF 56.21-60.60-FB 56.21 60.60 116.00 5.00 47.00 50.0 TS-116
DSD-EF 60.61-65.00-FB 60.61 65.00 115.00 5.00 51.00 54.0 TS-117

® For spare parts and insert information, see page 689 e For user guide and quotation form, see pages 702-719 e Inserts and guide pads should be ordered separately

® Ordering example: DSD-EF 043.10-FB

() Cutting diameter minimum

() Cutting diameter maximum

@) Key flat size

@ Tube designation

For inserts, see pages: NPHT-RG (694) ¢ NPMT-L2/R2 (693)

For holders, see pages: TS-I** (698)

©)
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ISCARDEEPDRiLi

DSC-E1 e
Deep Single Tube Counterborer :
with Through Hole, External

4 Start Thread and a Brazed ML CHW <7OAL—:
Tip (18.9-65 dia.)

- ~Ta

rDCONMS

NOM 0 refers to non-coated drill head, NOM 2 refers to coated drill head.

DCN DCX@ KCH CHW OAL DCONMS Ts@
DSC-E1 18.91-20.00 NOM 0 18.91 20.00 20/45 1.0 57.00 15.50 TS-3
DSC-E1 18.91-20.00 NOM 2 18.91 20.00 20/45 1.0 57.00 156.50 TS-13
DSC-E1 20.01-21.80 NOM 0 20.01 21.80 20/45 20 65.00 16.00 TS-14
DSC-E1 20.01-21.80 NOM 2 20.01 21.80 20/45 20 65.00 16.00 TS-14
DSC-E1 21.81-24.10 NOM 0 21.81 2410 20/45 20 65.00 18.00 TS5
DSC-E1 21.81-24.10 NOM 2 21.81 2410 20/45 20 65.00 18.00 TS-15
DSC-E1 24.11-26.40 NOM 0 2411 26.40 20/45 20 65.00 19.50 TS-16
DSC-E1 24.11-26.40 NOM 2 2411 26.40 20/45 20 65.00 19.50 TS-16
DSC-E1 26.41-28.70 NOM 0 26.41 28.70 20/45 20 65.00 21.00 TS-I7
DSC-E1 26.41-28.70 NOM 2 26.41 28.70 20/45 20 65.00 21.00 TS-I7
DSC-E1 28.71-31.00 NOM 0 28.71 31.00 20/45 20 70.00 23.50 TS-18
DSC-E1 28.71-31.00 NOM 2 28.71 31.00 20/45 20 70.00 23.50 TS-18
DSC-E1 31.01-33.30 NOM 0 31.01 33.30 20/45 3.0 70.00 25.50 TS-19
DSC-E1 31.01-33.30 NOM 2 31.01 33.30 20/45 3.0 70.00 25.50 TS-19
DSC-E1 33.31-36.20 NOM 0 33.31 36.20 20/45 3.0 70.00 28.00 TS-10
DSC-E1 33.31-36.20 NOM 2 33.31 36.20 20/45 3.0 70.00 28.00 TS-10
DSC-E1 36.21-39.60 NOM 0 36.21 39.60 20/45 3.0 82.00 30.00 TS-11
DSC-E1 36.21-39.60 NOM 2 36.21 39.60 20/45 3.0 82.00 30.00 TS-111
DSC-E1 39.61-43.00 NOM 0 39.61 43.00 20/45 3.0 82.00 33.00 TS-12
DSC-E1 39.61-43.00 NOM 2 39.61 43.00 20/45 3.0 82.00 33.00 TS-12
DSC-E1 43.01-47.00 NOM 0 43.01 47.00 20/45 3.0 82.00 36.00 TS-13
DSC-E1 43.01-47.00 NOM 2 43.01 47.00 20/45 3.0 82.00 36.00 TS-13
DSC-E1 47.01-51.70 NOM 0 47.01 51.70 20/45 3.0 82.00 39.00 TS-114
DSC-E1 47.01-51.70 NOM 2 47.01 51.70 20/45 3.0 82.00 39.00 TS-14
DSC-E1 51.71-56.20 NOM 0 51.71 56.20 20/45 3.0 93.00 43.00 TS-15
DSC-E1 51.71-56.20 NOM 2 51.71 56.20 20/45 3.0 93.00 43.00 TS-115
DSC-E1 56.21-60.60 NOM 0 56.21 60.60 20/45 3.0 93.00 47.00 TS-116
DSC-E1 56.21-60.60 NOM 2 56.21 60.60 20/45 3.0 93.00 47.00 TS-116
DSC-E1 60.61-65.00 NOM 0 60.61 65.00 20/45 3.0 93.00 51.00 TS-17
DSC-E1 60.61-65.00 60.61 65.00 20/45 3.0 93.00 51.00 TS-17

e The drill tip is supplied in a grade that is suitable to machine the material group which is indicated in the drill head designation: P-Steel, M-Stainless Steel, K-Cast Iron e For

quotation form and user guide, see pages 702-719 e Ordering example: DSC-E1 42.20 45-P0

() Cutting diameter minimum

(@ Cutting diameter maximum

() Tube designation

For holders, see pages: TS-I** (698)

Member IMC Group
o=
L 4 11 ]




ISCARDEEPDRiii
DST-E1

Deep Single Tube Counterborer w 1
with Through Hole, External . \
4 Start Thread and a Brazed [ FIres chw | |
Tip (18.9-65 dia.) ‘

I

NOM 0 refers to non-coated drill head, NOM 2 refers to coated drill head.

DCN() DCX@ KCH CHW OAL DCONMS Ts

DST-E1 18.91-20.00 NOM 0 18.91 20.00 20/45 1.0 57.00 16.50 TS-18
DST-E1 18.91-20.00 NOM 2 18.91 20.00 20/45 1.0 57.00 15.50 TS-13
DST-E1 20.01-21.80 NOM 0 20.01 21.80 20/45 2.0 65.00 16.00 TS-14
DST-E1 20.01-21.80 NOM 2 20.01 21.80 20/45 2.0 65.00 16.00 TS-14
DST-E1 21.81-24.10 NOM 0 21.81 2410 20/45 2.0 65.00 18.00 TS5
DST-E1 21.81-24.10 NOM 2 21.81 24.10 20/45 2.0 65.00 18.00 TS-16
DST-E1 24.11-26.40 NOM 0 24.11 26.40 20/45 2.0 65.00 19.50 TS-16
DST-E1 24.11-26.40 NOM 2 24.11 26.40 20/45 2.0 65.00 19.50 TS-I6
DST-E1 26.41-28.70 NOM 0 26.41 28.70 20/45 2.0 65.00 21.00 TS-I7
DST-E1 26.41-28.70 NOM 2 26.41 28.70 20/45 2.0 65.00 21.00 TS-I7
DST-E1 28.71-31.00 NOM 0 28.71 31.00 20/45 2.0 70.00 2350 Ts-8
DST-E1 28.71-31.00 NOM 2 28.71 31.00 20/45 2.0 70.00 23.50 TS-18
DST-E1 31.01-33.30 NOM 0 31.01 33.30 20/45 3.0 70.00 25.50 TS-19
DST-E1 31.01-33.30 NOM 2 31.01 33.30 20/45 3.0 70.00 25.50 TS-19
DST-E1 33.31-36.20 NOM 0 33.31 36.20 20/45 3.0 70.00 28.00 TS-110
DST-E1 33.31-36.20 NOM 2 33.31 36.20 20/45 3.0 70.00 28.00 TS-110
DST-E1 36.21-39.60 NOM 0 36.21 39.60 20/45 3.0 82.00 30.00 TS-111
DST-E1 36.21-39.60 NOM 2 36.21 39.60 20/45 3.0 82.00 30.00 TS-111
DST-E1 39.61-43.00 NOM 0 39.61 43.00 20/45 3.0 82.00 33.00 TS-112
DST-E1 39.61-43.00 NOM 2 39.61 43.00 20/45 3.0 82.00 33.00 TS-112
DST-E1 43.01-47.00 NOM 0 43.01 47.00 20/45 3.0 82.00 36.00 TS-113
DST-E1 43.01-47.00 NOM 2 43.01 47.00 20/45 3.0 82.00 36.00 TS-113
DST-E1 47.01-51.70 NOM 0 47.01 51.70 20/45 3.0 82.00 39.00 TS-114
DST-E1 47.01-51.70 NOM 2 47.01 51.70 20/45 3.0 82.00 39.00 TS-114
DST-E1 51.71-56.20 NOM 0 51.71 56.20 20/45 3.0 93.00 43.00 TS-115
DST-E1 51.71-56.20 NOM 2 51.71 56.20 20/45 3.0 93.00 43.00 TS-115
DST-E1 56.21-60.60 NOM 0 56.21 60.60 20/45 3.0 93.00 47.00 TS-116
DST-E1 56.21-60.60 NOM 2 56.21 60.60 20/45 3.0 93.00 47.00 TS-116
DST-E1 60.61-65.00 NOM 0 60.61 65.00 20/45 3.0 93.00 51.00 TS-117
DST-E1 60.61-6 60.61 65.00 20/45 3.0 93.00 51.00 TS-117

©)
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® The drill tip is supplied in a grade that is suitable to machine the material group which is indicated in the drill head designation: P-Steel, M-Stainless Steel, K-Cast Iron
e For quotation form and user guide, see pages 702-719 e Ordering example: DST-E1 42.20 45-P0

() Cutting diameter minimum

(2 Cutting diameter maximum

@) Tube designation

For holders, see pages: TS-I** (698)

ISCARDEEPD Riii

DSC-EA ﬂ‘ '

Deep Single Tube Counterborer \\\\ \\1—— DOC:NMS

with Through Hole, External 4 W

Start Thread and Adjustable

Diameter (25-40 dia.)

DCN® DCX®@ CHW LF DCONMS Ts®
DSC-EA 25.00-26.40 25.00 26.40 3.5 70.00 19.50 TS-16
DSC-EA 26.41-28.70 26.41 28.70 3.5 70.00 21.00 TS-I7
DSC-EA 28.71-31.00 28.71 31.00 3.5 75.00 23.50 TS-18
DSC-EA 31.01-33.30 31.01 33.30 35 75.00 25.50 TS-19
DSC-EA 33.31-36.20 33.31 36.20 35 75.00 28.00 TS-10
DSC-EA 36.21-39.60 36.21 39.60 3.5 90.00 30.00 TS-111
DSC-EA 39.61-39.99 39.61 39.99 3.5 90.00 33.00 TS-12

® For spare parts and insert information, see pages 690 e For user guide and quotation form, see pages 702-719 ¢ Ordering example: DSC-EA 033.20
() Cutting diameter minimum

(2 Cutting diameter maximum

@) Tube designationm

For inserts, see pages: XPMT-45 (693)

For holders, see pages: TS-I** (698)

ISCAR




ISCARDEEPDRiii

DSC-EC

Deep Single Tube Counterborer
with Through Hole, External

4 Start Thread and a

Cartridge (40-100 dia.)

f CAOD CW

FDCONMS | —
= *

CAORC CHYVV_T
RN

DCN) DCX@ CHW CHW_2 LF DCONMS Ts@
DSC-EC 40.00-43.00 40.00 43.00 6.4 40 90.00 33.00 TS-112
DSC-EC 43.01-47.00 43.01 47.00 6.4 40 95.00 36.00 TS-113
DSC-EC 47.01-51.70 47.01 51.70 6.4 40 100.00 39.00 TS-114
DSC-EC 51.71-56.20 51.71 56.20 6.4 4.0 100.00 43.00 TS-115
DSC-EC 56.21-60.60 56.21 60.60 72 48 105.00 47.00 TS-116
DSC-EC 60.61-65.00 60.61 65.00 72 48 110.00 51.00 TS-117
DSC-EC 65.00-66.99 65.00 66.99 7.2 48 150.00 52.00 TS-118
DSC-EC 67.00-72.99 67.00 72.99 10.4 6.4 150.00 58.00 TS19
DSC-EC 73.00-79.99 73.00 79.99 104 6.4 150.00 63.00 TS-20
DSC-EC 80.00-86.99 80.00 86.99 10.4 6.4 180.00 70.00 TS-121
DSC-EC 87.00-99.99 87.00 99.99 10.4 6.4 180.00 77.00 TS-122

* CAOD - Rough boring cartridge (for large D.O.C.), supplied with the cartridge, unless ordered differently e CAORC - Precision boring cartridge ® For spare parts and insert

information, see page 690 e For quotation form and user guide, see pages 702-719

() Cutting diameter minimum

(2 Cutting diameter maximum

@) Tube designation

For inserts, see pages: TPMX (692) ¢ XPMT-45 (693)

For holders, see pages: TS-I** (698)
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D ISCARDEEPDRiii _
9z DSD-I1 ! ! ﬂ‘ I
' ) . Dc -A——- H DCONMS
: Deep Single Tube Dirills with \
Internal Single Start Thread and ‘

B . Brazed Tip (14.5-65 dia) " J LSOMS 1=

D: LF

D NOM 0 refers to non-coated drill head, NOM 2 refers to coated drill head.

LL] DCN( DCX®@ LF LSCMS DCONMS PL Ts@

_| DSD-I11 14.51-15.00 NOM 0 14.51 15.00 52.00 22.00 11.50 2.20 TS-00

O DSD-11 14.51-15.00 NOM 2 14,51 15.00 52.00 22,00 11.50 2.20 TS-00

I DSD-I1 15.01-15.50 NOM 0 15.01 15.50 52.30 22.80 11.80 2.30 TS-01
DSD-11 15.01-15.50 NOM 2 15.01 15.50 52.30 22.80 11.80 2.30 TS-01

D_ DSD-I1 15.51-16.00 NOM 0 15.51 16.00 52.30 22.80 12.40 2.30 TS-02

Lu DSD-I11 15.51-16.00 NOM 2 15.51 16.00 52.30 22.80 12.40 2.30 TS-02

L DSD-11 16.01-16.50 NOM 0 16.01 16.50 52.40 22.80 12.70 2.40 TS-03

D DSD-11 16.01-16.50 NOM 2 16.01 16.50 52.40 22.80 12.70 2.40 TS-03
DSD-I1 16.51-17.25 NOM 0 16.51 17.25 52.70 22.80 13.40 2.70 TS-04
DSD-11 16.51-17.25 NOM 2 16.51 17.25 52.70 22.80 13.40 2.70 TS-04
DSD-I1 17.26-18.00 NOM 0 17.26 18.00 52.70 22.80 13.70 2.70 TS-05
DSD-11 17.26-18.00 NOM 2 17.26 18.00 52.70 22.80 13.70 2.70 TS-05
DSD-11 18.01-19.00 NOM 0 18.01 19.00 52.80 22.80 14.40 2.80 TS-06
DSD-I1 18.01-19.00 NOM 2 18.01 19.00 52.80 22.80 14.40 2.80 TS-06
DSD-I1 19.01-19.99 NOM 0 19.01 19.99 52.90 22.80 15.40 2.90 TS-07
DSD-11 19.01-19.99 NOM 2 19.01 19.99 52.90 22.80 15.40 2.90 TS-07
DSD-I1 20.00-21.99 NOM 0 20.00 21.99 62.10 25.00 16.50 3.10 TS-08
DSD-11 20.00-21.99 NOM 2 20.00 21.99 62.10 25,00 16.50 3.10 TS-08
DSD-11 22.00-24.99 NOM 0 22.00 24.99 62.40 25,00 19.00 3.40 TS-09
DSD-I11 22.00-24.99 NOM 2 22.00 24.99 62.40 25.00 19.00 3.40 TS-09
DSD-I1 25.00-26.99 NOM 0 25.00 26.99 69.70 25.00 20.00 3.70 TS-010
DSD-11 25.00-26.99 NOM 2 2500 26.99 69.70 25,00 20.00 3.70 TS-010
DSD-I1 27.00-29.99 NOM 0 27.00 29.99 70.00 25.00 22.00 4.00 TS-011
DSD-11 27.00-29.99 NOM 2 27.00 29.99 70.00 25,00 22.00 4.00 TS-011
DSD-11 30.00-31.99 NOM 0 30.00 31.99 75.40 25,00 24,00 4.40 TS-012
DSD-11 30.00-31.99 NOM 2 30.00 31.99 75.40 25.00 24.00 4.40 TS-012
DSD-I1 32.00-33.99 NOM 0 32.00 33.99 85.60 25.00 26.00 4.60 TS-013
DSD-11 32.00-33.99 NOM 2 32.00 33.99 85.60 25,00 26.00 4.60 TS-013
DSD-I1 34.00-36.99 NOM 0 34.00 36.99 86.00 40.00 27.00 5.00 TS-014
DSD-11 34.00-36.99 NOM 2 34.00 36.99 86.00 40.00 27.00 5.00 TS-014
DSD-11 37.00-39.99 NOM 0 37.00 39.99 86.20 40.00 30.00 5.20 TS-015
DSD-I1 37.00-39.99 NOM 2 37.00 39.99 86.20 40.00 30.00 5.20 TS-015
DSD-11 40.00-43.99 NOM 0 40.00 43.99 86.60 40.00 33.00 5.10 TS-016
DSD-11 40.00-43.99 NOM 2 40.00 43.99 86.60 40,00 33.00 5.10 TS-016
DSD-I11 44.00-46.99 NOM 0 44.00 46.99 97.00 40.00 37.00 5.50 TS-017
DSD-11 44.00-46.99 NOM 2 44.00 46.99 97.00 40.00 37.00 5.50 TS-017
DSD-11 47.00-51.99 NOM 0 47.00 51.99 97.40 40.00 41,00 5.90 TS-018
DSD-I11 47.00-51.99 NOM 2 47.00 51.99 97.40 40.00 41.00 5.90 TS-018
DSD-11 52.00-56.99 NOM 0 52.00 56.99 97.70 40.00 44,00 6.20 TS-019
DSD-11 52.00-56.99 NOM 2 52.00 56.99 97.70 40.00 44,00 6.20 TS-019
DSD-I1 57.00-60.99 NOM 0 57.00 60.99 98.20 40.00 49.00 6.70 TS-020
DSD-11 57.00-60.99 NOM 2 57.00 60.99 98.20 40.00 49,00 6.70 TS-020
DSD-11 61.00-65.00 NOM 0 61.00 65.00 98.70 40.00 53,00 7.20 TS-021
DSD-11 61.00-65.00 61.00 65.00 98.70 40,00 53.00 7.20 TS-021

® The drill tip is supplied in a grade that is suitable to machine the material group indicated in the drill head designation: P-Steel, M-Stainless Steel, K-Cast Iron
® For quotation form and user guide, see pages 702-719 e Ordering example: DSD-I1 38.20 DT-PO

() Cutting diameter minimum

() Cutting diameter maximum

©) Tube designation

For holders, see pages: TS-O** (699)

ISCAR




TRIDEEP , Q)
DEEP DRILLING T (Wrench SIZG)
DSD-IF-FT TE ﬂ‘ il >
Deep Single Tube Dirills —
with Internal Single Start BETTS —
Thread Carrying Triangular :l
Inserts (16-28 dia.) m
A
DCN DCX@ LF OAL PL DCONMS THID® LL]
DSD-IF 16.01-16.50-FT 16.00 16,50 53,50 55.70 2.20 12.70 7503 1
DSD-IF 16.51-17.25-FT 16.51 17.25 53.50 55.70 2.20 13.40 TS-04 O
DSD-IF 17.26-18.00-FT 17.26 18.00 53.50 55.70 2.20 1370 T8-05
DSD-IF 18.01-19.00-FT 18.01 19.00 53.50 56.50 3.00 14.40 TS-06 I
DSD-IF 19.01-19.99-FT 1901 19.99 53,50 56.70 320 15.40 507 0
DSD-IF 20.00-21.99-FT 20,00 21.99 58,00 61.20 3.20 1650 T8-08 L]
DSD-IF 22.00-24.99-FT 22.00 24.99 60.00 63.40 3.40 19.00 TS-09 LIJ
DSD-IF 25.00-26.99-FT 25,00 26.99 65.00 68.60 3,60 20,00 T8-10
DSD-IF 27.00-28.00-FT 27.00 28.00 65.00 68.60 3.60 22.00 TS-11 D

* Note: Each item in the attached catalog page represents a diameter range e For spare parts, insert information and user guide, see pages 689, 702-719
* Inserts and guide pads should be ordered separately e Ordering example: DSD-IF 018.50-FT

() Cutting diameter minimum

(2 Cutting diameter maximum

@) Tube designation

For inserts, see pages: TOGT (722)

For holders, see pages: TS-O** (699)

FINEBEAM

DSD-IF-FB : Wrendn size< d‘ ,;i(i

Deep Single Tube Drills T /TR

with Internal Single Start Dc L {| | || DCONMS N

Thread (25-65 dia.) b ) I |

el OAL

DCN® DCX@ OAL PL DCONMS Ts®)
DSD-IF 25.00-26.99-FB 25.00 26.99 70.00 3.00 20.00 TS-010
DSD-IF 27.00-29.00-FB 27.00 29.00 70.00 3.00 22,00 TS-011
DSD-IF 29.01-29.99-FB 29.01 29.99 70.00 3.00 22.00 TS-011
DSD-IF 30.00-31.99-FB 30.00 31.99 75.00 3.00 24,00 TS-012
DSD-IF 32.00-33.99-FB 32.00 33.99 75.00 3.00 26.00 TS-013
DSD-IF 34.00-36.99-FB 34.00 36.99 90.00 3.00 27.00 TS-014
DSD-IF 37.00-39.99-FB 37.00 39.99 95.00 3.00 30.00 TS-015
DSD-IF 40.00-43.99-FB 40.00 43.99 100.00 4.00 33.00 TS-016
DSD-IF 44.00-46.99-FB 44.00 46.99 105.00 4.00 37.00 TS-017
DSD-IF 47.00-51.99-FB 47,00 51.99 105.00 4.00 41,00 TS-018
DSD-IF 52.00-56.99-FB 52.00 56.99 110.00 4.00 44,00 TS-019
DSD-IF 57.00-60.99-FB 57.00 60.99 115.00 5.00 49.00 TS-020
DSD-IF 61.00-65.00-FB 61.00 65.00 115.00 5.00 53.00 TS-021

® For spare parts and insert information, see page 689 e For user guide and quotation form, see pages 702-719 e Inserts and guide pads should be ordered separately
® Ordering example: DSD-IF 043.10-FB

() Cutting diameter minimum

() Cutting diameter maximum

@) Tube designation

For inserts, see pages: NPHT-RG (694) ¢ NPMT-L2/R2 (693)

For holders, see pages: TS-O** (699)

Wrench Size
Wrench size T (mm)
25.00 -26.40 19
26.41 -28.70 21
28.71 -31.00 24
31.01 -33.30 26
33.31 -36.20 28
36.21 -39.60 30
39.61 -43.00 32
43.01 -47.00 36
47.01 -51.70 38
51.71 -56.20 46
56.21 -60.60 50
60.61-65.00 54

Member IMC Group




D ISCARDEEPGRiiL

Z DSD_'C 38.00-106.99 107-168.99  169-245.99

: :Z)eep Single Tube Dirills with T = i @

nternal Single Start Thread DC = — -+ -4 DCONMS -

S ond Cartridges (29-246 dia) Pk WS

D: LSCMS

a LF—

LL] DCN( DCX®@ LF LSCMS DCONMS Ts@

_| DSD-IC 38.00-39.99 38.00 39.99 80.00 40.00 30.00 TS-015

O DSD-IC 40.00-43.99 40.00 43.99 80.00 40.00 33.00 TS-016

I DSD-IC 44.00-46.99 44.00 46.99 90.00 40.00 37.00 TS-017
DSD-IC 47.00-51.99 47.00 51.99 90.00 40.00 41.00 TS-018

D_ DSD-IC 52.00-56.99 52.00 56.99 100.00 40.00 44,00 TS-019

Lu DSD-IC 57.00-60.99 57.00 60.99 110.00 40.00 49,00 TS-020

LIJ DSD-IC 61.00-67.99 61.00 67.99 110.00 40.00 53.00 TS-021

D DSD-IC 68.00-74.99 68.00 74.99 120.00 40.00 59.00 TS-022
DSD-IC 75.00-80.99 75.00 80.99 150.00 70.00 65.00 TS-023
DSD-IC 81.00-90.99 81.00 90.99 150.00 70.00 71.00 TS-024
DSD-IC 91.00-98.99 91.00 98.99 150.00 70.00 79.00 TS-025
DSD-IC 99.00-106.99 99.00 106.99 150.00 70.00 90.00 TS-026
DSD-IC 107.00-110.99 107.00 110.99 150.00 70.00 90.00 TS-026
DSD-IC 111.00-122.99 111.00 122.99 150.00 70.00 102.00 TS-027
DSD-IC 123.00-134.99 123.00 134.99 150.00 70.00 114.00 TS-028
DSD-IC 135.00-148.99 135.00 148.99 150.00 70.00 126.00 TS-029
DSD-IC 149.00-161.99 149.00 161.99 150.00 70.00 139.00 TS-030
DSD-IC 162.00-168.99 162.00 168.99 190.00 85.00 1561.00 TS-031
DSD-IC 169.00-173.99 169.00 173.99 190.00 85.00 151.00 TS-031
DSD-IC 174.00-185.99 174.00 185.99 190.00 85.00 163.00 TS-032
DSD-IC 186.00-197.99 186.00 197.99 190.00 85.00 175.00 TS-033
DSD-IC 198.00-209.99 198.00 209.99 190.00 85.00 187.00 TS-034
DSD-IC 210.00-221.99 210.00 221.99 190.00 85.00 199.00 TS-035
DSD-IC 222.00-233.99 222.00 233.99 190.00 85.00 211.00 TS-036
DSD-IC 234.00-245.99 234.00 245.99 190.00 85.00 223.00 TS-037

 Important: The specified drilling range using the original outer cartridge and pad may be enlarged by using optional outer cartridges and pads as specified on page 691
® For spare parts and insert information, see page 691 ¢ For user guide and quotation form, see pages 702-719

() Cutting diameter minimum

(2 Cutting diameter maximum

© Tube designation

For inserts, see pages: NPMX 0803 RB/RG (692) ® TPMX (692)

For holders, see pages: TS-O** (699)

ISCAR




ISCARDEEPDRiLiL Q)
geseg-sli:]gle Tube Counterborer Sc QNMS @ ﬂ‘ N Z
with Through Hole, Internal - ; A — —
Single Start Thread and a & CHW | |, oaL—o :l
Brazed Tip (14.5-65 dia.) 0C
NOM O refers to non-coated drill head, NOM 2 refers to coated drill head. D
DCN DCX@ KCH CHW OAL LSCMS DCONMS Ts@ LL]
DSC-I1 14.51-15.00 NOM 0 14.51 15.00 20/45 3.0 52.00 23.00 11.50 TS-00 _|
DSC-11 14.51-15.00 NOM 2 14.51 15.00 20/45 30 52.00 23.00 11.50 TS-00 O
DSC-I1 15.01-15.50 NOM 0 15.01 15.50 20/45 3.0 52.00 23.00 11.80 TS-01
DSC-I11 15.01-15.50 NOM 2 15.01 15.50 20/45 30 52.00 23.00 11.80 T5-01 I
DSC-I1 15.51-16.00 NOM 0 15.51 16.00 20/45 3.0 52.00 23.00 12.40 TS-02 D_
DSC-I11 15.51-16.00 NOM 2 15.51 16.00 20/45 3.0 52.00 23.00 12.40 TS-02 Lu
DSC-I11 16.01-16.50 NOM 0 16.01 16.50 20/45 30 52.00 23.00 12.70 TS-03 L]
DSC-I1 16.01-16.50 NOM 2 16.01 16.50 20/45 3.0 52.00 23.00 12.70 TS-03
DSC-I1 16.51-17.25 NOM 0 16.51 17.25 20/45 3.0 52.00 23.00 13.40 TS-04 D
DSC-I11 16.51-17.25 NOM 2 1651 17.25 20/45 30 52.00 23.00 13.40 TS-04
DSC-I1 17.26-18.00 NOM 0 17.26 18.00 20/45 3.0 52.00 23.00 13.70 TS-05
DSC-I11 17.26-18.00 NOM 2 17.26 18.00 20/45 30 52.00 23.00 13.70 TS-05
DSC-I11 18.01-19.00 NOM 0 18,01 19.00 20/45 30 52.00 23.00 14.40 TS-06
DSC-I1 18.01-19.00 NOM 2 18.01 19.00 20/45 3.0 52.00 23.00 14.40 TS-06
DSC-I11 19.01-19.99 NOM 0 19.01 19.99 20/45 3.0 52.00 23.00 15.40 TS-07
DSC-I11 19.01-19.99 NOM 2 19.01 19.99 20/45 30 52.00 23.00 15.40 15-07
DSC-I11 20.00-21.99 NOM 0 20.00 21.99 20/45 3.0 57.00 25.00 16.50 TS-08
DSC-I11 20.00-21.99 NOM 2 20.00 21.99 20/45 30 57.00 25.00 16.50 TS-08
DSC-I11 22.00-24.99 NOM 0 22.00 24,99 20/45 30 57.00 25.00 19.00 TS-09
DSC-I11 22.00-24.99 NOM 2 22.00 24.99 20/45 3.0 57.00 25.00 19.00 TS-09
DSC-I1 25.00-26.99 NOM 0 25.00 26.99 20/45 3.0 67.00 25.00 20.00 TS-010
DSC-I11 25.00-26.99 NOM 2 25.00 26.99 20/45 30 67.00 25.00 20.00 TS-010
DSC-I1 27.00-29.99 NOM 0 27.00 29.99 20/45 3.0 67.00 25.00 22.00 TS-011
DSC-I11 27.00-29.99 NOM 2 27.00 29.99 20/45 30 67.00 25.00 22,00 TS-011
DSC-11 30.00-31.99 NOM 0 30.00 31.99 20/45 30 67.00 25.00 24.00 TS-012
DSC-I11 30.00-31.99 NOM 2 30.00 31.99 20/45 3.0 67.00 25.00 24.00 TS-012
DSC-I11 32.00-33.99 NOM 0 32.00 33.99 20/45 3.0 67.00 25.00 26.00 TS-013
DSC-11 32.00-33.99 NOM 2 32.00 33.99 20/45 30 67.00 25.00 26.00 TS-013
DSC-I11 34.00-36.99 NOM 0 34.00 36.99 20/45 3.0 80.00 40.00 27.00 TS-014
DSC-I11 34.00-36.99 NOM 2 34.00 36.99 20/45 30 80.00 40.00 27.00 TS-014
DSC-I11 37.00-39.99 NOM 0 37.00 39.99 20/45 30 80.00 40.00 30.00 TS-015
DSC-I1 37.00-39.99 NOM 2 37.00 39.99 20/45 3.0 80.00 40.00 30.00 TS-015
DSC-I11 40.00-43.99 NOM 0 40.00 43.99 20/45 30 80.00 40.00 33.00 TS-016
DSC-11 40.00-43.99 NOM 2 40.00 43.99 20/45 30 80.00 40.00 33.00 T5-016
DSC-I11 44.00-46.99 NOM 0 44.00 46.99 20/45 3.0 90.00 40.00 37.00 TS-017
DSC-I1 44.00-46.99 NOM 2 44,00 46.99 20/45 30 90.00 40.00 37.00 TS-017
DSC-I1 47.00-51.99 NOM 0 47.00 51.99 20/45 50 90.00 40.00 41.00 TS-018
DSC-I11 47.00-51.99 NOM 2 47.00 51.99 20/45 5.0 90.00 40.00 41.00 TS-018
DSC-I11 52.00-56.99 NOM 0 52.00 56.99 20/45 50 90.00 40.00 44.00 TS-019
DSC-I11 52.00-56.99 NOM 2 52.00 56.99 20/45 50 90.00 40.00 44.00 TS-019
DSC-I1 57.00-60.99 NOM 0 57.00 60.99 20/45 5.0 90.00 40.00 49.00 TS-020
DSC-11 57.00-60.99 NOM 2 57.00 60.99 20/45 50 90.00 40.00 49.00 TS-020
DSC-I11 61.00-65.00 NOM 0 61.00 65.00 20/45 50 90.00 40.00 53.00 TS-021
DSC-11 61.00-65.00 61.00 65.00 20/45 50 90.00 40.00 53.00 TS-021

® The drill tip is supplied in a grade that is suitable to machine the material group indicated in the drill head designation: P-Steel, M-Stainless Steel, K-Cast Iron
* For quotation form and user guide, see pages 702-719 e Ordering example: DSC-I1 25.10 45-PO

() Cutting diameter minimum

() Cutting diameter maximum

©) Tube designation

For holders, see pages: TS-O** (699)

Member IMC Group
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ISCARDEEPDRiLiL

DST-1 = f ) ﬂ‘ I
Deep Single Tube Counterborer i BC kcH [ Pgonvs

Without a Through Hole, Internal LSCMS

Single Start Thread and a " MT L em—

Brazed Tip (14.5-65 dia.)
NOM 0 refers to non-coated drill head, NOM 2 refers to coated drill head.

DCN( DCX®@ KCH CHW OAL LSCMS DCONMS Ts@

DST-11 14.51-15.00 NOM 0 14.51 15.00 20/45 3.0 52.00 23.00 11.50 TS-00
DST-11 14.51-15.00 NOM 2 14.51 16.00 20/45 3.0 52.00 23.00 11.50 TS-00
DST-11 15.01-15.50 NOM 0 16.01 16.50 20/45 3.0 52.00 23.00 11.80 T8-01
DST-11 15.01-15.50 NOM 2 15.01 15.50 20/45 3.0 52.00 23.00 11.80 TS-01
DST-11 15.51-16.00 NOM 0 15.51 16.00 20/45 3.0 52.00 23.00 12.40 TS-02
DST-11 15.51-16.00 NOM 2 15.51 16.00 20/45 3.0 52.00 23.00 12.40 TS-02
DST-11 16.01-16.50 NOM 0 16.01 16.50 20/45 3.0 52.00 23.00 12.70 TS-03
DST-11 16.01-16.50 NOM 2 16.01 16.50 20/45 3.0 52.00 23.00 12.70 TS-03
DST-11 16.51-17.25 NOM 0 16.51 17.25 20/45 3.0 52.00 23.00 13.40 TS-04
DST-11 16.51-17.25 NOM 2 16.51 17.25 20/45 3.0 52.00 23.00 13.40 TS-04
DST-11 17.26-18.00 NOM 0 17.26 18.00 20/45 30 52.00 23.00 13.70 TS-06
DST-11 17.26-18.00 NOM 2 17.26 18.00 20/45 3.0 52.00 23.00 13.70 TS-06
DST-11 18.01-19.00 NOM 0 18.01 19.00 20/45 3.0 52.00 23.00 14.40 TS-06
DST-11 18.01-19.00 NOM 2 18.01 19.00 20/45 3.0 52.00 23.00 14.40 TS-06
DST-11 19.01-19.99 NOM 0 19.01 19.99 20/45 3.0 52.00 23.00 16.40 T8-07
DST-11 19.01-19.99 NOM 2 19.01 19.99 20/45 3.0 52.00 23.00 16.40 TS-07
DST-11 20.00-21.99 NOM 0 20.00 21.99 20/45 3.0 57.00 25.00 16.50 TS-08
DST-11 20.00-21.99 NOM 2 20.00 21.99 20/45 3.0 57.00 25.00 16.50 TS-08
DST-11 22.00-24.99 NOM 0 22.00 24.99 20/45 3.0 57.00 25.00 19.00 T8-09
DST-11 22.00-24.99 NOM 2 22.00 24.99 20/45 3.0 57.00 25.00 19.00 TS-09
DST-11 25.00-26.99 NOM 0 25.00 26.99 20/45 3.0 67.00 25.00 20.00 T5-010
DST-11 25.00-26.99 NOM 2 25.00 26.99 20/45 3.0 67.00 25.00 20.00 TS-010
DST-11 27.00-29.99 NOM 0 27.00 29.99 20/45 3.0 67.00 25.00 22.00 TS-011
DST-11 27.00-29.99 NOM 2 27.00 29.99 20/45 3.0 67.00 25.00 22.00 TS-011
DST-11 30.00-31.99 NOM 0 30.00 31.99 20/45 3.0 67.00 25.00 24.00 TS-012
DST-11 30.00-31.99 NOM 2 30.00 31.99 20/45 3.0 67.00 25.00 24.00 T8-012
DST-11 32.00-33.99 NOM 0 32.00 33.99 20/45 3.0 67.00 25.00 26.00 TS-013
DST-11 32.00-33.99 NOM 2 32.00 33.99 20/45 3.0 67.00 25.00 26.00 TS-013
DST-11 34.00-36.99 NOM 0 34.00 36.99 20/45 3.0 80.00 40.00 27.00 TS-014
DST-11 34.00-36.99 NOM 2 34.00 36.99 20/45 3.0 80.00 40.00 27.00 TS-014
DST-11 37.00-39.99 NOM 0 37.00 39.99 20/45 3.0 80.00 40.00 30.00 TS-015
DST-11 37.00-39.99 NOM 2 37.00 39.99 20/45 3.0 80.00 40.00 30.00 T8-015
DST-11 40.00-43.99 NOM 0 40.00 43.99 20/45 3.0 80.00 40.00 33.00 TS5-016
DST-11 40.00-43.99 NOM 2 40.00 43.99 20/45 3.0 80.00 40.00 33.00 TS-016
DST-11 44.00-46.99 NOM 0 44.00 46.99 20/45 3.0 90.00 40.00 37.00 TS-017
DST-11 44.00-46.99 NOM 2 44.00 46.99 20/45 3.0 90.00 40.00 37.00 T8-017
DST-11 47.00-51.99 NOM 0 47.00 51.99 20/45 5.0 90.00 40.00 41.00 TS-018
DST-11 47.00-51.99 NOM 2 47.00 51.99 20/45 5.0 90.00 40.00 41.00 T85-018
DST-11 52.00-56.99 NOM 0 52.00 56.99 20/45 5.0 90.00 40.00 44.00 TS-019
DST-11 52.00-56.99 NOM 2 52.00 56.99 20/45 5.0 90.00 40.00 44.00 TS-019
DST-11 57.00-60.99 NOM 0 57.00 60.99 20/45 5.0 90.00 40.00 49.00 TS-020
DST-11 57.00-60.99 NOM 2 57.00 60.99 20/45 5.0 90.00 40.00 49.00 TS-020
DST-11 61.00-65.00 NOM 0 61.00 65.00 20/45 5.0 90.00 40.00 53.00 TS-021
DST-11 61.00-65.00 61.00 65.00 20/45 5.0 90.00 40.00 53.00 TS-021

©)
<
]
—
o
O
L]
_
o
I
n
1]
L]
O

® The drill tip is supplied in a grade that is suitable to machine the material group indicated in the drill head designation: P-Steel, M-Stainless Steel, K-Cast Iron
 For quotation form and user guide, see pages 702-719 e Ordering example: DST-I1 25.10 20-PO

() Cutting diameter minimum

() Cutting diameter maximum

©) Tube designation

For holders, see pages: TS-O** (699)

ISCAR




ISCARDEEPGRiiL Q)
DSC-IA . ﬂ‘ Aﬁ Z
Deep Single Tube Counterbore | —
with a Through Hole, Internal DCOVNMS —l
Single Start Thread Adjustable o] | ] Lsovs —
Diameter (25-40 dia.) LF m
O
DCN DCX@ CHW LF LSCMS DCONMS Ts@ LL]
DSC-IA 25.00-26.99 25.00 26.99 28 110.00 25.00 20.00 TS-010 _|
DSC-IA 27.00-29.99 27.00 29.99 2.8 110.00 25.00 22.00 TS-011 O
DSC-IA 30.00-31.99 30.00 31.99 28 110.00 25.00 24.00 TS-012
DSC-IA 32.00-33.99 32.00 33.99 2.8 110.00 25.00 26.00 TS-013 I
DSC-IA 34.00-36.99 34.00 36.99 28 135.00 40.00 27.00 TS-014 D_
DSC-IA 37.00-39.99 37.00 39.99 2.8 135.00 40.00 30.00 TS-015 LIJ
e For spare parts and insert information, see page 690 e For user guide and quotation form, see pages 702-719 e Ordering example: DSC-IA 30.35 LU
() Cutting diameter minimum
(2 Cutting diameter maximum D

© Tube designation
For inserts, see pages: XPMT-45 (693)
For holders, see pages: TS-O** (699)

ISCARDEEPOGRiii
DSC-IC

Deep Single Tube Counterborer
with a Through Hole, Internal
Single Start Thread and a
Cartridge (40-111 dia.)

DC%NMS @ I /?F
i CAORC CHVE/

DCNi DCX®@ CHW CHW_2 LF LSCMS DCONMS Ts®
DSC-IC 40.00-43.99 40.00 43.99 6.4 40 135.00 40.00 33.00 TS-016
DSC-IC 44.00-46.99 44.00 46.99 6.4 4.0 135.00 40.00 37.00 T8-017
DSC-IC 47.00-51.99 47.00 51.99 6.4 4.0 145.00 40.00 41.00 TS-018
DSC-IC 52.00-56.99 52.00 56.99 7.2 48 145.00 40.00 44.00 TS-019
DSC-IC 57.00-60.99 57.00 60.99 72 48 170.00 40.00 49.00 TS-020
DSC-IC 61.00-67.99 61.00 67.99 7.2 48 170.00 40.00 53.00 TS-021
DSC-IC 68.00-74.99 68.00 74.99 10.4 6.4 170.00 40.00 59.00 TS-022
DSC-IC 75.00-80.99 75.00 80.99 104 6.4 205.00 70.00 65.00 TS-023
DSC-IC 81.00-90.99 81.00 90.99 104 6.4 205.00 70.00 71.00 TS-024
DSC-IC 91.00-98.99 91.00 98.99 104 6.4 215.00 70.00 79.00 TS-025
DSC-IC 99.00-110.99 99.00 110.99 104 6.4 225.00 70.00 90.00 TS-026

* 100D - Rough boring cartridge (for large D.O.C.) supplied with the cartridge, unless ordered differently ¢ CAORC - Precision boring cartridge

 For spare parts and insert information, see page 690 e For user guide and quotation form, see pages 702-719 e Ordering example: DSC-IC 091.10

() Cutting diameter minimum

() Cutting diameter maximum

@) Tube designation

For inserts, see pages: TPMX (692) ¢ XPMT-45 (693)

For holders, see pages: TS-O** (699)

Member IMC Group
o=
L 4 11 ]




D ISCARDEEPGRiiL

pZ4" DDD-E3 T A ﬂ‘ I

: Deep Double Tube Drills with oc O | 1

] External 4 Start Thread and L o |

— Brazed Tips (18.4-65 dia.) 7Lﬂ

DD: ~ OAL-

LL] DCN DCX@ OAL DCONMS PL Ts@ Tsit

1 DDD-E3 18.41-20.00 NOM 0 18.41 20,00 50.00 16.00 2.90 TD0-0 TDI-NO

O DDD-E3 18.41-20.00 NOM 2 18.41 20.00 50.00 16.00 2.90 TDO-I0 TDI-NO

T DDD-E3 20.01-21.80 NOM 0 20,01 21.80 56,00 18.00 3.20 TDOH1 TDINT
DDD-E3 20.01-21.80 NOM 2 20.01 21.80 56.00 18.00 3.20 TDO-1 TDI-N1

al DDD-E3 21.81-24.10 NOM 0 2181 24.10 56,00 1950 3.20 TDO-2 TDI-N2

Lu DDD-E3 21.81-24.10 NOM 2 21.81 24.10 56.00 19.50 3.20 TDO-12 TDI-N2

LIJ DDD-E3 24.11-26.40 NOM 0 2411 26.40 57.50 21.00 3.50 TDO-I13 TDI-N3

D DDD-E3 24.11-26.40 NOM 2 2411 26.40 57.50 21.00 3.50 TDO-I3 TDI-N3
DDD-E3 26.41-28.70 NOM 0 26.41 28.70 60.50 23.50 370 TDO-4 TDI-N4
DDD-E3 26.41-28.70 NOM 2 26.41 28.70 60.50 23.50 3.70 TDO-14 TDI-N4
DDD-E3 28.71-31.00 NOM 0 28.71 31.00 63.50 25,50 400 TDO-I5 TDI-N5
DDD-E3 28.71-31.00 NOM 2 28.71 31.00 63.50 25.50 4.00 TDO-I15 TDI-N5
DDD-E3 31.01-33.30 NOM 0 31.01 33.30 63.50 28.00 410 TDO-16 TDI-N6
DDD-E3 31.01-33.30 NOM 2 31.01 33.30 63.50 28,00 410 D06 TDI-N6
DDD-E3 33.31-36.20 NOM 0 33.31 36.20 7050 30,00 450 TDOA7 TDI-NT
DDD-E3 33.31-36.20 NOM 2 33.31 36.20 70.50 30.00 4.50 TDO-I7 TDI-N7
DDD-E3 36.21-39.60 NOM 0 36.21 39,60 73.50 33.00 480 TDO-18 TDI-N8
DDD-E3 36.21-39.60 NOM 2 36.21 39.60 73.50 33.00 4.80 TDO-I18 TDI-N8
DDD-E3 39.61-43.00 NOM 0 39.61 43.00 73.50 36.00 5.30 TDO-I19 TDI-N9
DDD-E3 39.61-43.00 NOM 2 39,61 43,00 7350 36.00 5.30 TDO-9 TDI-N9
DDD-E3 43.01-47.00 NOM 0 4301 47.00 75.00 39,00 550 TDO-10 TDI-N10
DDD-E3 43.01-47.00 NOM 2 43.01 47.00 75.00 39.00 5.50 TDO-110 TDI-N10
DDD-E3 47.01-51.70 NOM 0 47,01 51.70 79.00 43,00 6.10 TDO-11 TDI-N11
DDD-E3 47.01-51.70 NOM 2 47.01 51.70 79.00 43,00 6.10 TDO-I11 TDI-N11
DDD-E3 51.71-56.20 NOM 0 51.71 56.20 82.00 47,00 6.50 TDO-112 TDI-N12
DDD-E3 51.71-56.20 NOM 2 51.71 56.20 82.00 47,00 6.50 TDO-I12 TDI-N12
DDD-E3 56.21-65.00 NOM 0 56.21 65.00 84.00 51,00 6,60 TDO-13 TDIN13
DDD-E3 56.21-65.00 NOM 56.21 65.00 84.00 51.00 6.60 TDO-I13 TDI-N13

® The drill tip is supplied in a grade that is suitable to machine the material group indicated in the drill head designation: ISO P, K, M, N materials ¢ NOM O refers to non-coated
drill head, NOM 2 refers to coated drill head. ¢ Ordering example: DDD-E3 47.10 OT-PO e For quotation form and user guide, see pages 702-719

() Cutting diameter minimum

(2 Cutting diameter maximum

@) Outer tube designation

@) Inner tube designation

For holders, see pages: TDO-| (D18.41-65.00) (701)

ISCAR




!D:ggeff:‘:: DRVS (Wrench Size) r
Deep Double Tube Drills with ! N ﬂ\\\\\\ B DCOTNMS

* Note: Each item in the attached catalog page represents a diameter range.  For spare parts, insert information and user guide, see pages 689, 702-719
e Inserts and guide pads should be ordered separately e Ordering example: DDD-EF 018.50-FT

) Cutting diameter minimum

(2 Cutting diameter maximum

@) Quter tube designation

@) Inner tube designation

For inserts, see pages: TOGT (722)

For holders, see pages: TDO-I (D18.41-65.00) (701)

©)

Z

al —

External 4 Start Thread Carrying DON-DCX —

Triangular Inserts (18.4-28 dia.) i ‘ \<’ J o || ¢ :l

&’4 - OAL %

DCNU) DCX@ PL OAL DCONMS THOD® THID® LL]

DDD-EF 18.40-20.00-FT 18.41 20,00 3.00 64.00 16.00 TD0-0 TDI-NO 1

DDD-EF 20.01-21.80-FT 20.01 21.80 3.20 66.70 18.00 TDO-I1 TDI-N1 O
DDD-EF 21.81-21.99-FT 21.81 21.99 3.20 66.70 1950 TDO-2 TDI-N2

DDD-EF 22.00-24.10-FT 22.00 2410 3.40 68.90 19.50 TDO-I12 TDI-N2 I

DDD-EF 24.11-25.00-FT 24.11 25,00 3.40 68.90 21.00 TDO-13 TDI-N3 0

DDD-EF 25.01-26.40-FT 25.01 26.40 3.60 71.10 21.00 TDO-I13 TDI-N3 LIJ

DDD-EF 26.01-28.00-FT 26.41 28.00 3.60 74.10 23.50 TDO-14 TDI-N4 LIJ

A

TRIDEEP Spare Parts List

Diameter Range Insert Insert Clamping Screw | Key |Solid Carbide Guide Pad| Guide Pad Clamping Screw | Key
16.00-18.00 TOGT 080305-DT SR 11201753-3S T-8 GP-06-075FC
18.01-20.00 TOGT 090305-DT SR 11201753-3S T-8 GP-06-085FC
20.01-20.99 TOGT 100305-DT GP-06-085FC
21.00-21.99 TOGT 100305-DT SR 112017554 e GP-06-100FC SR 112017551 e
22.00-25.00 TOGT 110405-DT SR 11201753-6H T-15 GP-06-100FC
25.01-28.00 TOGT 120405-DT SR 11201753-8 T-15 GP-06-120FC

Member IMC Group
o=
L 4 11 ]




Q) FINEBEAM
pZ&" DDD-EF-FB Wrgw’?:xssiz o ﬂ r
: Deep Double Tube Drills with (TN DTC : \\\\) 0o JNMS
External 4 Start Thread for
S |igh Feed (25-65 dia) I I AW b
DD: I OAL
LL] DCN( DCX@ 0AL PL DCONMS DRVS® Ts Tsi®
_| DDD-EF 25.00-26.40-FB 25.00 26.40 70.00 3.00 21.00 19.0 TDO-I3 TDI-N3
O DDD-EF 26.41-28.70-FB 26.41 28.70 75.00 3.00 23.50 21.0 TDO-14 TDI-N4
T DDD-EF 28.71-31.00-FB 2871 31.00 75.00 3.00 25,50 240 TDO-5 TDI-N5
DDD-EF 31.01-33.30-FB 31.01 33.30 80.00 3.00 28.00 26.0 TDO-16 TDI-N6
a8 DDD-EF 33.31-36.20-FB 3331 36.20 90.00 3.00 30,00 280 D07 TDI-N7
L] DDD-EF 36.21-39.60-FB 36.21 39,60 95.00 4,00 33.00 300 D048 TDI-N8
LIJ DDD-EF 39.61-43.00-FB 39.61 43.00 100.00 4.00 36.00 32.0 TDO-19 TDI-N9
D DDD-EF 43.01-47.00-FB 43.01 47.00 100.00 4.00 39.00 36.0 TDO-110 TDI-N10
DDD-EF 47.01-51.70-FB 4701 51.70 110,00 400 43.00 380 TDOA11 TDINT1
DDD-EF 51.71-56.20-FB 51.71 56.20 115.00 5.00 47.00 46.0 TDO-112 TDI-N12
DDD-EF 56.21-60.60-FB 56.21 60.60 115.00 5.00 51.00 50,0 TD0-13 TDIN13
DDD-EF 60.61-65.00-FB 60.61 65.00 115.00 5.00 51.00 54,0 TDO-I13 TDI-N13

e For spare parts and insert information, see page 689 e For user guide and quotation form see pages 702-719 e Inserts and guide pads should be ordered separately
 Ordering example: DDD-EF 043.00-FB

() Cutting diameter minimum

(@ Cutting diameter maximum

@) Key flat size

@) Quter tube designation

®) Inner tube designation

For inserts, see pages: NPHT-RG (694) ¢ NPMT-L2/R2 (693)

For holders, see pages: TDO-| (D18.41-65.00) (701)

ISCARDEEPOU Riii

DDD-EC 38-106.99  107-168.99 ﬂ r
Deep Double Tube Drills with fi =

External 4 Start Thread and DG e ] m DC(;NMS

Cartridges (38.4-169 dia.) . I} = ¥

e
OAL—

DCNt DCX® OAL LF DCONMS Ts@ Tsit)

DDD-EC 38.00-39.60 38.00 39.60 90.00 85.00 33.00 TDO-18 TDI-N8
DDD-EC 39.61-43.00 39.61 43.00 91.00 85.00 36.00 TDO-19 TDI-N9
DDD-EC 43.01-47.00 43.01 47.00 101.00 95.00 39.00 TDO-110 TDI-N10
DDD-EC 47.01-51.70 47.01 51.70 102.00 100.00 43.00 TDO-I11 TDI-N11
DDD-EC 51.71-56.20 51.71 56.20 107.00 100.00 47.00 TDO-112 TDI-N12
DDD-EC 56.21-65.00 56.21 65.00 119.00 110.00 51.00 TDO-113 TDI-N13
DDD-EC 65.00-66.99 65.00 66.99 169.00 150.00 52.00 TDO-114 TDI-N14
DDD-EC 67.00-72.99 67.00 72.99 159.00 150.00 58.00 TDO-115 TDI-N15
DDD-EC 73.00-79.99 73.00 7999 160.00 150.00 63.00 TDO-116 TDI-N16
DDD-EC 80.00-86.99 80.00 86.99 191.00 180.00 70.00 TDO-I17 TDI-N17
DDD-EC 87.00-99.99 87.00 99.99 193.00 180.00 77.00 TDO-118 TDI-N18
DDD-EC 100.00-106.99 100.00 106.99 193.00 180.00 89.00 TDO-119 TDI-N19
DDD-EC 107.00-111.99 107.00 111.99 197.00 180.00 89.00 TDO-120 TDI-N20
DDD-EC 112.00-123.99 112,00 123.99 221.00 205.00 101.00 TDO-121 TDI-N21
DDD-EC 124.00-135.99 124.00 135.99 222.00 206.00 113.00 TDO-122 TDI-N22
DDD-EC 136.00-147.99 136.00 147.99 223.00 206.00 125.00 TDO-123 TDI-N23
DDD-EC 148.00-159.99 148.00 159.99 245,00 225,00 137.00 TDO-124 TDI-N24
DDD-EC 160.00-168.99 160.00 168.99 246.00 225.00 149.00 TDO-125 TDI-N25

¢ Important: The specified drilling range using the original outer cartridge and pad may be enlarged by using optional outer cartridges and pads as specified on page 691
® For spare parts and insert information, see page 691 e For user guide and quotation form see pages 702-719 e Ordering example: DDD-EC 148.00

) Cutting diameter minimum

(2 Cutting diameter maximum

() Quter tube designation

@) |nner tube designation

For inserts, see pages: NPMX 0803 RB/RG (692) ® TPMX (692)

For holders, see pages: TDO-| (D18.41-65.00) (701) ® TDO-I (D65.00-171.99) (701)

ISCAR




ISCARDEEPDRiLiL Q)
DDC-Ef — ‘ ﬂ‘ I
Deep Double Tube Counterborer o5 i ST Lt . %
with a Through Hole, | KCHf\m ]
External 4 Start Thread and cHW —
a Brazed Tip (18.4-65 dia.) Ql—= oC
NOM O refers to non-coated drill head, NOM 2 refers to coated drill head. D
DCN) DCX@ KCH CHW OAL DCONMS Ts@ Tsit LL]
DDC-E1 18.41-20.00 NOM 0 18.41 20.00 20/45 1.0 57.00 16.00 TDO-0 TDI-NO 1
DDC-E1 18.41-20.00 NOM 2 18.41 20.00 20/45 1.0 57.00 16.00 TDO-I0 TDI-NO O
DDC-E1 20.01-21.80 NOM 0 20.01 21.80 20/45 2.0 65.00 18.00 TDO-I1 TDI-N1
DDC-E1 20.01-21.80 NOM 2 20.01 21.80 20/45 20 65.00 18.00 TDO-I1 TDI-N1 I
DDC-E1 21.81-24.10 NOM 0 21.81 24.10 20/45 20 65.00 19.50 TDO-2 TDI-N2 al
DDC-E1 21.81-24.10 NOM 2 21.81 24.10 20/45 20 65.00 19.50 TDO-2 TDI-N2 L
DDC-E1 24.11-26.40 NOM 0 24.11 26.40 20/45 20 65.00 21.00 TDO-I3 TDI-N3 L]
DDC-E1 24.11-26.40 NOM 2 24.11 26.40 20/45 20 65.00 21.00 TDO-3 TDI-N3
DDC-E1 26.41-28.70 NOM 0 26.41 28.70 20/45 2.0 65.00 23.50 TDO-14 TDI-N4 D
DDC-E1 26.41-28.70 NOM 2 26.41 28.70 20/45 20 65.00 23.50 TDO-14 TDI-N4
DDC-E1 28.71-31.00 NOM 0 28.71 31.00 20/45 20 70.00 25.50 TDO-I5 TDI-N5
DDC-E1 28.71-31.00 NOM 2 28.71 31.00 20/45 20 70.00 25.50 TDO-I5 TDI-N5
DDC-E1 31.01-33.30 NOM 0 31.01 33.30 20/45 30 70.00 28.00 TDO-I6 TDI-N6
DDC-E1 31.01-33.30 NOM 2 31.01 33.30 20/45 3.0 70.00 28.00 TDO-I6 TDI-N6
DDC-E1 33.31-36.20 NOM 0 33.31 36.20 20/45 3.0 70.00 30.00 TDO-I7 TDI-N7
DDC-E1 33.31-36.20 NOM 2 33.31 36.20 20/45 30 70.00 30.00 TDO-I7 TDI-N7
DDC-E1 36.21-39.60 NOM 0 36.21 39.60 20/45 3.0 82.00 33.00 TDO-I18 TDI-N8
DDC-E1 36.21-39.60 NOM 2 36.21 39.60 20/45 30 82.00 33.00 TDO-8 TDI-N8
DDC-E1 39.61-43.00 NOM 0 39.61 43.00 20/45 30 82.00 36.00 TDO-19 TDI-N9
DDC-E1 39.61-43.00 NOM 2 39.61 43.00 20/45 3.0 82.00 36.00 TDO-19 TDI-N9
DDC-E1 43.01-47.00 NOM 0 43.01 47.00 20/45 3.0 82.00 39.00 TDO-110 TDI-N10
DDC-E1 43.01-47.00 NOM 2 43,01 47.00 20/45 30 82.00 39.00 TDO-HO TDI-N10
DDC-E1 47.01-51.70 NOM 0 47.01 51.70 20/45 30 82.00 43.00 TDO-I11 TDI-N11
DDC-E1 47.01-51.70 NOM 2 47.01 51.70 20/45 30 82.00 43.00 TDO-I11 TDI-N11
DDC-E1 51.71-56.20 NOM 0 51.71 56.20 20/45 30 93.00 47.00 TDO-2 TDI-N12
DDC-E1 51.71-56.20 NOM 2 51.71 56.20 20/45 30 93.00 47.00 TDO-112 TDI-N12
DDC-E1 56.21-65.00 NOM 0 56.21 65.00 20/45 3.0 93.00 51.00 TDO-113 TDI-N13
DDC-E1 56.21-65.00 NOM 56.21 65.00 20/45 3.0 93.00 51.00 TDO-13 TDI-N13

* The drill tip is supplied in a grade that is suitable to machine the material group which is indicated in the drill head designation: P-Steel, M-Stainless Steel, K-Cast Iron
® For quotation form and user guide, see pages 702-719 e Ordering example: DDC-E1 36.00 20-P0O

() Cutting diameter minimum

(2 Cutting diameter maximum

@) Outer tube designation

@) Inner tube designation

For holders, see pages: TDO-| (D18.41-65.00) (701)

Member IMC Group




ISCARDEEPDRiii
DDT-E1 — T ﬂ‘ I
Deep Double Tube Counterborer \\\\ H DCOTMS

External 4 Start Thread and
a Brazed Tip (18.4-65 dia.)

-
Without a Through Hole, H ‘m

NOM 0 refers to non-coated drill head, NOM 2 refers to coated drill head.

DCN( DCX@ KCH CHW OAL DCONMS Ts@ Tsit)

DDT-E1 18.41-20.00 NOM 0 18.41 20.00 20/45 1.0 57.00 16.00 TDO-I0 TDI-NO
DDT-E1 18.41-20.00 NOM 2 18.41 20.00 20/45 1.0 57.00 16.00 TDO-I0 TDI-NO
DDT-E1 20.01-21.80 NOM 0 20.01 21.80 20/45 20 65.00 18.00 TDO-1 TDI-N1
DDT-E1 20.01-21.80 NOM 2 20.01 21.80 20/45 2.0 65.00 18.00 TDO-1 TDI-N1
DDT-E1 21.81-24.10 NOM 0 21.81 2410 20/45 20 65.00 19.50 TDO-12 TDI-N2
DDT-E1 21.81-24.10 NOM 2 21.81 2410 20/45 2.0 65.00 19.50 TDO-12 TDI-N2
DDT-E1 24.11-26.40 NOM 0 24.11 26.40 20/45 20 65.00 21.00 TDO-I3 TDI-N3
DDT-E1 24.11-26.40 NOM 2 24.11 26.40 20/45 2.0 65.00 21.00 TDO-I3 TDI-N3
DDT-E1 26.41-28.70 NOM 0 26.4 28.70 20/45 20 65.00 23.50 TDO-14 TDI-N4
DDT-E1 26.41-28.70 NOM 2 26.41 28.70 20/45 2.0 65.00 23.50 TDO-14 TDI-N4
DDT-E1 28.71-31.00 NOM 0 28.71 31.00 20/45 20 70.00 25,50 TDO-15 TDI-N5
DDT-E1 28.71-31.00 NOM 2 28.71 31.00 20/45 2.0 70.00 25.50 TDO-I5 TDI-N5
DDT-E1 31.01-33.30 NOM 0 31.01 33.30 20/45 3.0 70.00 28.00 TDO-16 TDI-N6
DDT-E1 31.01-33.30 NOM 2 31.01 33.30 20/45 3.0 70.00 28.00 TDO-16 TDI-N6
DDT-E1 33.31-36.20 NOM 0 33.31 36.20 20/45 3.0 70.00 30.00 TDO-I7 TDI-N7
DDT-E1 33.31-36.20 NOM 2 33.31 36.20 20/45 3.0 70.00 30.00 TDO-I7 TDI-N7
DDT-E1 36.21-39.60 NOM 0 36.21 39.60 20/45 3.0 82.00 33.00 TDO-I18 TDI-N8
DDT-E1 36.21-39.60 NOM 2 36.21 39.60 20/45 3.0 82.00 33.00 TDO-18 TDI-N8
DDT-E1 39.61-43.00 NOM 0 39.61 43.00 20/45 3.0 82.00 36.00 TDO-19 TDI-N9
DDT-E1 39.61-43.00 NOM 2 39.61 43.00 20/45 3.0 82.00 36.00 TDO-19 TDI-N9
DDT-E1 43.01-47.00 NOM 0 43.01 47.00 20/45 3.0 82.00 39.00 TDO-110 TDI-N10
DDT-E1 43.01-47.00 NOM 2 43.01 47.00 20/45 3.0 82.00 39.00 TDO-110 TDI-N10
DDT-E1 47.01-51.70 NOM 0 47.01 51.70 20/45 3.0 82.00 43.00 TDO-111 TDIN11
DDT-E1 47.01-51.70 NOM 2 47.01 51.70 20/45 3.0 82.00 43.00 TDO-111 TDIN11
DDT-E1 51.71-56.20 NOM 0 51.71 56.20 20/45 3.0 93.00 47.00 TDO-112 TDI-N12
DDT-E1 51.71-56.20 NOM 2 51.71 56.20 20/45 3.0 93.00 47.00 TDO-112 TDI-N12
DDT-E1 56.21-65.00 NOM 0 56.21 65.00 20/45 3.0 93.00 51.00 TDO-113 TDI-N13
DDT-E1 56.21-65.00 NOM 56.21 65.00 20/45 3.0 93.00 51.00 TDO-I13 TDI-N13

©)
<
]
—
o
O
L]
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o
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O

* The drill tip is supplied in a grade that is suitable to machine the material group indicated in the drill head designation: P-Steel, M-Stainless Steel, K-Cast Iron
e For quotation form and user guide, see pages 702-719 e Order example: DDT-E1 036.00 20-PO

() Cutting diameter minimum

(2 Cutting diameter maximum

@) Outer tube designation

@) Inner tube designation

For holders, see pages: TDO-| (D18.41-65.00) (701)
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TUBES &

ISCARDEEPDRILL SPARE PARTS 0
DDD-EF-FT / DSD-EF-FT / DSD-IF-FT Z
Diameter Range Insert Insert Clamping Screw| Key | Solid Carbide Guide Pad Guide Pad Clamping Screw Key :
14.00-15.99 TOGT 070304-DT SR-14-560/S T8 GPS-05-18-060 1
16.00-18.00 TOGT 080305-DT SR-14-560/S T8 GPS-05-18-075 p—
18.01-20.00 TOGT 090305-DT SR-14-560/S T8 GPS-06-20-085 oC
20.01-20.99 TOGT 100305-DT GPS-06-20-085 SR34-508 T7

21.00-21.99 TOGT 100305-DT SliFea-ell e GPS-06-20-100 D
22.00-25.00 TOGT 110405-DT SR-14-571/S T-15 GPS-06-20-100 LLI
25.01-28.00 TOGT 120405-DT SR-14-506 T-15 GPS-06-20-120 ]
DSD-EF-FT / DDD-EF-FT / DSD-IF-FT T
Cutting Diameter DC (mm) Wrench size T (mm) Q
16.00-16.70 12 LLI
16.71-17.70 13 LLI

17.71-18.00 14
18.01-18.90 14 a

18.91-20.00 15

20.01-21.00 16

21.01-21.80 16

21.81-22.00 18

22.01-24.10 18

24.11-25.00 19

25.01-26.40 19

26.41-28.00 21

DSD-EF-FB / DDD-EF-FB / DSD-IF-FB

Insert Guide Pad
@ Peripheral @ Inner (® Center O)
Insert Screw  Key Insert Screw Key Insert Screw Key Screw Key
=] « & | &7 = &
Drill Diameter \-/ @l \-/ @l \-/ a® @ a®
25.00 - 28.00 NPHT 06003RG SR 11201753-2 T-7/5|NPMT 05503R2 SR 11201753-2 T-7/5|NPMT 05503L2 SR 11201753-2 T-7/5| GPS06 SR 11201753-1 T-7/5
28.01 - 29.99 NPHT 06003RG SR 11201753-2 T-7/5| NPMT 05503R2 SR 11201753-2 T-7/5|NPMT 06504L2 SR 11201753-2 T-8/5| GPS06 SR 11201753-1 T-7/5
30.00 - 35.00 NPHT 07504RG SR 11201753-3 T-8/5| NPMT 06504R2 SR 11201753-3 T-8/5|NPMT 06504L2 SR 11201753-3 T-8/5| GPS07 SR 11201753-4 T-9/5
35.01 - 38.00 NPHT 07504RG SR 11201753-3 T-8/5| NPMT 06504R2 SR 11201753-3 T-8/5| NPMT 0804L2 SR 11201753-3 T-8/5| GPS07 SR 11201753-4 T-9/5
38.01 - 39.00 NPHT 09004RG SR 11201753-3 T-8/5|NPMT 06504R2 SR 11201753-3 T-8/5| NPMT 0804L2 SR 11201753-3 T-8/5| GPS07 SR 11201753-4 T-9/5
39.01 - 41.00 NPHT 09004RG SR 11201753-3 T-8/5| NPMT 06504R2 SR 11201753-3 T-8/5| NPMT 0804L2 SR 11201753-3 T-8/5| GPS08 SR 11201753-4 T-9/5
41.01 - 44.00 NPHT 09004RG SR 11201753-3 T-8/5| NPMT 0804R2 SR 11201753-3 T-8/5| NPMT 0804L2 SR 11201753-3 T-8/5| GPS08 SR 11201753-4 T-9/5
44.01 - 45.00 NPHT 09004RG SR 11201753-3 T-8/5| NPMT 0804R2 SR 11201753-3 T-8/5|NPMT 09504L2 SR 11201753-3 T-8/5| GPS08 SR 11201753-4 T-9/5
45.01 - 47.00 NPHT 09004RG SR 11201753-3 T-8/5| NPMT 0804R2 SR 11201753-3 T-8/5|NPMT 09504L2 SR 11201753-3 T-8/5| GPS10 SR 11201753-6 T-15/5
47.01 - 51.00 NPHT 11004RG SR 11201753-3 T-8/5| NPMT 0804R2 SR 11201753-3 T-8/5|NPMT 09504L2 SR 11201753-3 T-8/5| GPS10 SR 11201753-6 T-15/5
51.01 - 54.00 NPHT 11004RG SR 11201753-3 T-8/5| NPMT 09504R2 SR 11201753-3 T-8/5|NPMT 09504L2 SR 11201753-3 T-8/5| GPS10 SR 11201753-6 T-15/5
54.01 - 57.00 NPHT 11004RG SR 11201753-3 T-8/5| NPMT 09504R2 SR 11201753-3 T-8/5|NPMT 12504L2 SR 11201753-3 T-8/5| GPS10 SR 11201753-6 T-15/5
57.01 - 60.00 NPHT 11004RG SR 11201753-3 T-8/5|NPMT 09504R2 SR 11201753-3 T-8/5|NPMT 12504L2 SR 11201753-3 T-8/5| GPS12 SR 11201753-6 T-15/5
60.01 - 64.00 NPHT 13004RG SR 11201753-3 T-8/5| NPMT 09504R2 SR 11201753-3 T-8/5|NPMT 12504L2 SR 11201753-3 T-8/5| GPS12 SR 11201753-6 T-15/5
64.01 - 65.00 NPHT 13004RG SR 11201753-3 T-8/5|NPMT 12504R2 SR 11201753-3 T-8/5|NPMT 12504L2 SR 11201753-3 T-8/5| GPS12 SR 11201753-6 T-15/5
RE
L Y|
-~ INSL‘J —-'S
Tool Diameter Dimensions (mm) Solid Carbide
Min Max b L R h Description
25.00 29.99 6 20 12 3 GPS-06-20-120
30.00 39.00 7 20 12 30 GPS-07-20-120
FINEBEAM 39.01 45.00 8 25 15.5 45 GPS-08-25-155
45.01 57.00 10 30 20 4.5 GPS-10-30-200
57.01 65.00 12 €8 25 5%5 GPS-12-35-250

Member IMC Group
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TUBES &

0 ISCARDEEPDRILL SPARE PARTS

=8 oso-en

i Pg. 696 Pg. 696 Pg. 693

D Guide Pads Close Tolerance Insert Clamping
Diameter (3 pcs) Guide Pad Protectors (3 pcs) Insert Screw

Lu 25.00-27.99 GPS-06-20-120 GPP-04 XPMT16002-45 SR 11201754-4

—I 28.00-29.99 GPS-06-20-120 GPP-04 XPMT16002-45 SR 11201754-4

O 30.00-37.99 GPS-07-20-120 GPP-05 XPMT16002-45 SR 11201754-4

I D.99 GPS-08-25-155 GPP-06 XPMT16002-45 SR 11201754-4

TR oscec

Pg. 694 Pg. 694 Pg. 696 Pg. 695 Pg. 696 Pg. 692 Pg. 692
Guide Pad Close Normal
Close Tolerance  Normal Tolerance Guide Pads  Sub Guide Pad Protectors Tolerance Tolerance

Diameter Cartridge Cartridge (3 pcs) (1 pc) (3 pes) Insert Insert
40.00-45.99 CAORC-0845 CAOD-0845 GPS-08-25-155  SGP-02 GPP-06 TPMX 1403LG TPMX 1403RG
46.00-51.99 CAORC-0845 CAOD-0845 GPS-10-35-200  SGP-02 GPP-07 TPMX 1403LG TPMX 1403RG
52.00-56.99 CAORC-108 CAOD-103 GPS-10-35-200  SGP-02 GPP-07 TPMX 1704LG TPMX 1704RG
57.00-59.99 CAORC-103 CAOD-103 GPS-10-35-200  SGP-02 GPP-07 TPMX 1704LG TPMX 1704RG
60.00-66.99 CAORC-103 CAOD-103 GPS-14-40-250  SGP-03 GPP-08 TPMX 1704LG TPMX 1704RG
67.00-80.99 CAORC-142 CAQOD-142 GPS-14-40-250  SGP-03 GPP-08 TPMX 2405LG TPMX 2405RG
81.00-90.99 CAORC-142 CAOD-142 GPS-14-40-2560  SGP-03 GPP-08 TPMX 2405LG TPMX 2405RG
91.00-99.99 CAORGC-142 CAQD-142 GPS-14-40-250  SGP-03 GPP-08 TPMX 2405LG TPMX 2405RG
100.00-122.99 CAORC-142 CAOD-142 GPS-18-40-300  SGP-04 GPP-09 TPMX 2405LG TPMX 2405RG

DSC-IA

Pg. 696 Pg. 695 Pg. 693
Guide Resin Close Insert
Pads Guide Pads Tolerance Clamping
Diameter (3 pes) (3 pes) Insert Screw
25.00-27.99 GPS-06-20-120 RGPO1 XPMT 16002-45 SR 11201754-4
28.00-29.99 GPS-06-20-120 RGP02 XPMT 16002-45 SR 11201754-4
GPS-07-20-120 RGP02 XPMT 16002-45 SR 11201754-4
GPS-08-25-155 RGP03 XPMT 16002-45 SR 11201754-4
pSc-ic
Pg. 694 Pg. 694 Pg. 696 Pg. 695 Pg. 692 Pg. 692
Guide Resin Close Normal
Close Tolerance Normal Tolerance Pads Guide Tolerance Tolerance
Diameter Cartridge Cartridge (3 pcs) Pads (3 pcs) Insert Insert
40.00-45.99 CAORC-0845 CAQD-0845 GPS-08-25-155 RGP03 TPMX 1403LG TPMX 1403RG
46.00-51.99 CAORC-0845 CAQD-0845 GPS-10-35-200 RGP03 TPMX 1403LG TPMX 1403RG
52.00-56.99 CAORC-103 CAOD-103 GPS-10-35-200 RGP03 TPMX 1704LG TPMX 1704RG
57.00-59.99 CAORC-103 CAOD-103 GPS-10-35-200 RGP03 TPMX 1704LG TPMX 1704RG
60.00-66.99 CAORC-103 CAOD-103 GPS-14-40-250 RGP04 TPMX 1704LG TPMX 1704RG
67.00-80.99 CAORC-142 CAOD-142 GPS-14-40-250 RGP04 TPMX 2405LG TPMX 2405RG
81.00-90.99 CAORC-142 CAOD-142 GPS-14-40-250 RGP05 TPMX 2405LG TPMX 2405RG
91.00-99.99 CAORC-142 CAOD-142 GPS-14-40-250 RGP06 TPMX 2405LG TPMX 2405RG
100.00-122.99 CAORC-142 CAOD-142 GPS-18-40-300 RGP06 TPMX 2405L.G TPMX 2405RG

ISCAR




TUBES &

ISCARDEEPD Riii SPARE PARTS 0
DSD-EC / P
% ] =
DDD-EC / 0g & & ee e =
DSD-IC Pg. 694 Pg. 694 Pg. 696 Pg. 696 Pg. 695 Pg. 692 Pg. 692 ]
Inner/ Guide Guide Pad Sub Guide Peripheral Inner, Central E
Diameter Peripheral Qty. Central Qty. Pad Qty. Protectors Qty. Pad Qty. Insert Qty. Insert Qty. D
38.00 - 39.99 CAOD-080 1 CAD-080 2 GPS-08-25-155 2 GPP-06 2 SGP-02 1 NPMX 0803RG 1 NPMX 0803RG 2
40.00-44.99 CAOD-0845 1 CAD-080 2  GPS-08-25-155 2 GPP-06 2 SGP-02 1 TPMX1408RG 1 NPMX 0803RG 2 LLI
CAD-080 1 NPMX 0803RG 1 1
45.00-47.99 CAOD-0845 1 CAD-0825 1 GPS-10-35-200 2 GPP-07 2 SGP-02 1 TPMX 1403RG 1 TPMX 1403RG 1 O
48.00-51.99 CAOD-0845 1 CAD-0845 2  GPS-10-35200 2 GPP-07 2 SGP-02 1 TPMX1403RG 1 TPMX 1403RG 2
52.00-54.99 CAOD-103 1 CAD-0845 2 GPS-10-35-200 2 GPP-07 2 SGP-02 1 TPMX 1704RG 1 TPMX 1403RG 2 I
CAID-0845 1 TPMX 1408RG 1
55.00-57.99 CAODA08 1 oyie 4 GPS1085200 2 GPP-07 2 SGP-02 1 TPMX1704RG 1 TPMX1704RG. 1 &
58.00-59.99 CAOD-103 1 CAD-103 2 GPS-10-35-200 2 GPP-07 2 SGP-02 1 TPMX 1704RG 1 TPMX 1704RG 2 I_U
60.00-63.99 CAOD-103 1  CAD-103 2  GPS-14-40-250 2 GPP-08 2 SGP-02 1 TPMX1704RG 1 TPMX 1704RG 2
64.00-67.99 CAOD-142 1 CAD-103 2 GPS-14-40-250 2 GPP-08 2 SGP-03 1 TPMX 2405RG 1 TPMX 1704RG 2 D
68.00-77.99 CAOD-103 1  CAD-142 2 GPS-14-40-250 2 GPP-08 2 SGP-03 1 TPMX1704RG 1 TPMX 2405RG 2
78.00-84.99 CAOD-142 1  CAD-142 2  GPS-14-40-250 2 GPP-08 2 SGP-03 1 TPMX2405RG 1 TPMX 2405RG 2
85.00-91.99 CAOD-170 1  CAD-142 2  GPS-14-40-250 2 GPP-08 2 SGP-03 1 TPMX2807RG 1 TPMX 2405RG 2
92.00-98.99 CAOD-142 1 CAD-170 2 GPS-14-40-250 2 GPP-08 2 SGP-03 1 TPMX 2405RG 1 TPMX 2807RG 2
99.00-106.99 CAOD-170 1 CAD-170 2 GPS-18-40-300 2 GPP-09 2 SGP-04 1 TPMX2807RG 1 TPMX 2807RG 2
CAD-103 3 TPMX 1704RG 3
107.00-117.99 CAOD-142 1 Sy CPS1840-800 2 GPP-09 2 SGP-04 1 TPMX2405RG 1 TPMX 2405RG 1
118.00-135.99 CAOD-142 1 CAD-142 4  GPS-1840-300 2 GPP-09 2 SGP-04 1 TPMX2405RG 1 TPMX 2405RG 4
CAD-142 3 TPMX 2405RG 3
136.00-144.99 CAOD-142 1 S0  CPS1840-300 4 GPP-09 4 SGP-04 1 TPMX2405RG 1 TPMX280RG. 1
CAD-142 2 TPMX 2405RG 2
145.00-150.99 CAOD-142 1 Sypi7g o OPS1840-800 4 GPP-09 4 SGP-04 1 TPMX2405RG 1 TPMX2607RG. 2
CAD-142 2 TPMX 2405RG 2
151.00-156.99 CAODA70 1 S0, GPS1840-300 4 GPP-09 4 SGP-04 1 TPMX2807RG 1 TPMX2807RG 2
CAD-142 1 TPMX 2405RG 1
157.00-162.99 CAODAT0 1 Sy i7g g CPS1840-800 4 GPP-09 4 SGP-04 1 TPMX2807RG 1 TPMX 2807RG 3
163.00-168.99 CAOD-170 1 CAD-170 4 GPS-18-40-300 4 GPP-09 4 SGP-04 1 TPMX 2807RG 1 TPMX 2807RG 4
169.00-188.99 CAOD-142 1 CAD-142 6  GPS-1840-300 4 GPP-09 4 SGP-04 1 TPMX2405RG 1 TPMX 2405RG 6
CAD-142 5 TPMX 2405RG 5
189.00-196.99 CAOD-142 1 Sy 70 g CPS1840-800 4 GPP-09 4 SGP-04 1 TPMX2405RG 1 TPMX280RG. 1
CAD-142 4 TPMX 2405RG 4
197.00-202.99 CAOD-142 1 Sypi7g o OPS1840-800 4 GPP-09 4 SGP-04 1 TPMX2405RG 1 TPMX2607RG. 2
CAD-142 3 TPMX 2405RG 3
203.00-208.99 CAOD-142 1 CADA70 3 GPS-18-40-300 4 GPP-09 4 SGP-04 1 TPMX2405RG 1 TPMX2807RG 3
CAD-142 3 TPMX 2405RG 3
209.00-214.99 CAODAT0 1 Sy 7o 5 CPS1840-800 4 GPP-09 4 SGP-04 1 TPMX2807RG 1 TPMX 2807RG 3
CAD-142 2 TPMX 2405RG 2
215.00-220.99 CAODAT0 1 Sypi7g 4 GPS1840-800 4 GPP-09 4 SGP-04 1 TPMX2807RG 1 TPMX2607RG 4
CAD-142 1 TPMX 2405RG 1
221.00-226.99 CAODAT0 1 Sypi7g 5 COPS1840-800 4 GPP-09 4 SGP-04 1 TPMX2807RG 1 TPMK2807RG. 5
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ISCARDEEPD i
NPMX 0803 RB/RG

Inserts for Drilling Heads
DSD-EC / DDD-EC / DSD-IC

Designation

NPMX 0803RB
NPMX 0803RG

Dimensions Tough «<— Hard
['e]
N (o) o
S| 8| B
IC S RE L [} (&) 3}
8.00 3.18 0.40 8.36 ° ° °
8.00 3.18 0.80 8.36 ° °

ISCARDEEPD RiLi
TPMX

Inserts for Drilling Heads
DSD-EC / DDD-EC / DSD-IC /
DSC-EC / DSC-IC

Designation

TPMX 1403R/LG
TPMX 1403R-DT
TPMX 1403RB
TPMX 1704R-DT
TPMX 1704RB
TPMX 1704R/LBG
TPMX 1704R/LG
TPMX 2405R-DT
TPMX 2405RB
TPMX 2405R/LBG
TPMX 2405R/LG
TPMX 2807R-DT
TPMX 2807RB
TPMX 2807R/LBG
TPMX 2807R/LG

Dimensions Tough «<— Hard
8188
Ic s RE |3 |8
8.45 3.50 0.80 o o o
8.45 3.50 0.80 °
8.45 3.50 0.40 [ o °
10.30 4.00 0.80 °
10.30 4.00 0.40 ° ° °
10.30 4.00 0.80 ° o
10.30 4.00 0.80 ° o °
14.20 5.50 1.20 ° o
14.20 5.50 0.40 [ L] o
14.20 5.50 1.20 ° ° °
14.20 5.50 1.20 ° ° °
17.00 7.50 1.60 L] L]
17.00 7.50 0.80 ° °
17.00 7.50 1.60 o °
17.00 7.50 1.60 ° ° °

ISCAR




ISCARDEEPDHiii 0
XPMT-UB ‘ E zZ
Inserts for Drilling Heads r R _—
DSD-EA / DSD-IA (ﬁ/ : j
T L= 0
A
Dimensions |_|J
®
. I
Designation Wi S 3 al
XPMT 16002UB 950 280 . LLJ
XPMT 18003UB 11.00 305 . L
XPMT 21003UB 13.00 855 . D
XPMT 25003UB 14.50 3.40 °
ISCARDEEPGRiiiL
XPMT-45 E

Insert for Drilling Heads
DSC-EC / DSC-IC / DSC-EA

Dimensions
=
S
Designation Wi S (&}
XPMT 16002-45 9.50 2.80 .

For tools, see pages: DSC-IA (683)

ISCARDEEPD Riii
NPMT-R1/2-DT

Inserts for Drilling Heads
DSD-EI / DDD-EI

- ¥

/ﬁ ‘¢S~>‘
HE INSL

i

Dimensions Tough <— Hard
g [==] o
S| 8|8
Designation Wi S INSL L RE o | Q| Q
NPMT 07504R2-DT 7.50 4.00 10.00 7.20 0.40 o o
NPMT 09504R2-DT 9.50 4.00 10.00 9.20 0.40 o °
ISCARDEEPD Riki L2 RE R2
NPMT-L2/R2 T E
Inserts for Driling Heads o @ ] @ }
DSD-EF-FB / DDD-EF-FB L
INSL \/ LS’J
Dimensions Tough «<— Hard
g =] o
S| 8| B
Designation Wi RE S INSL [&} [ &)
NPMT 05503R/L2 5.50 0.30 3.00 8.00 o .
NPMT 06504R/L2 6.50 0.40 4.00 10.00 . . °
NPMT 0804R/L2 8.00 0.80 4.00 10.00 . . .
NPMT 09504R/L2 9.50 0.80 4.00 10.00 ° . .
NPMT 12504R/L2 12.50 0.40 4.00 10.00 [ [ [

For tools, see pages: DDD-EF-FB (686) » DSD-EF-FB (675) * DSD-IF-FB (679)
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O} FINEBEAM -
pZ4 NPHT-RG r E
: Peripheral Precision Inserts Wi @ i

for Driling Heads DSD-EF-FB
:I / DDD-EF-FB / DSD-IF-FB L /'\ L J
DD: \‘/INSL 3
L Dimens

ensions Tough <— Hard
e
L - o
al Designation Wi RE S INSL 3 8
LLI NPHT 06003RG 6.00 0.30 3.00 8.00 ° °
LLI NPHT 07504RG 7.50 040 4.00 10.00 . .
D NPHT 09004RG 9.00 0.40 4.00 10.00 . .
NPHT 11004RG 11.00 0.40 4.00 10.00 . .
NPHT 13004RG 13.00 0.40 4.00 10.00 . .

For tools, see pages: DDD-EF-FB (686) ® DSD-EF-FB (675) ® DSD-IF-FB (679)

ISCARDEEPD Riii

CAOD ~

Boring Head Peripheral Cartridge / O

Z

Adjustment Screw Key Locking Screw Key Insert Insert Clamping Screw

CAOD-080 SR 11201756-7 HW 1.5 SR 11201756-11 HW 2.0 NPMX 0803RG SR 11201753-2
CAOD-0845 SR 11201756-6 HW 2.0 SR 11201756-10 HW 2.5 TPMX 1403RG SR 11201753-3
CAOD-085 SR 112017556-6 HW 2.0 SR 11201756-10 HW 2.5 TPMX 1403RG SR 11201753-3
CAOD-103 SR 11201755-8 HW 2.5 SR 11201756-12 HW 3.0 TPMX 1704RG SR 11201753-7
CAOD-142 SR 11201756-9 HW 2.5 SR 11201756-15 HW 4.0 TPMX 2405RG SR 11201753-9
CAOD-170 SR 11201755-11 HW 3.0 SR 11201756-15 HW 4.0 TPMX 2807RG SR 11201753-10

ISCARDEEPGRiiL
CAID
Boring Head Inner Cartridge

Key Locking Screw Key Insert Insert Clamping Screw

CAID-080 HW 1.5 SR 11201753-5 T-9/51 NPMX 0803RG SR 11201753-2
CAID-0845 HW 2.0 SR 11201753-5 T-16/51 TPMX 1403RG SR 11201753-3
CAID-085 HW 2.0 SR 11201753-5 T-15/51 TPMX 1403RG SR 11201753-3
CAID-103 HW 2.5 SR 11201752-1 T-15/51 TPMX 1704RG SR 11201753-7
CAID-142 HW 2.5 SR 11201756-7 HW 3.0 TPMX 2405RG SR 11201753-9
CAID-170 HW 2.5 SR 11201756-7 HW 3.0 TPMX 2807RG SR 11201753-10

ISCARDEEPDRiLL
CAORC
Boring Head Central Cartridge

Adjustment Screw Key Locking Screw Key Insert Insert Clamping Screw

CAORC-0845 SR 11201755-6 HW 2.0 SR 11201756-10 HW 2.5 TPMX 1403LG SR 11201753-3
CAORC-103 SR 11201755-10 HW 2.5 SR 11201756-12 HW 3.0 TPMX 1704LG SR 11201753-7
CAORC-142 SR 11201755-11 HW 2.5 SR 11201756-15 HW 4.0 TPMX 2405LG SR 11201753-9

ISCAR




ISCARDEEPDRiiL
CAOD Cartridges and

Pads for Diameter '
Enlargement e F E E

Outer Cartridge Enlargement

Original Outer Cartridges for the Specified Enlargement Increments

Cartridge +1 mm +2 mm +3 mm +4 mm +5 mm
CAOD-080 CAOD-080+1 CAOD-080+2

CAOD-085 CAOD-085+1 CAOD-085+2 CAOD-085+3

CAOD-103 CAOD-103+1 CAOD-103+2 CAOD-103+3 CAOD-103+4

CAOD-142 CAOD-142+1 CAOD-142+2 CAOD-142+3 CAOD-142+4 CAOD-142+5
CAOD-170 CAOD-170+1 CAOD-170+2 CAOD-170+3 CAOD-170+4 CAOD-170+5

ISCARDEEPD Riii

GP Cartridges and Pads
for Diameter Enlargement
Enlargement Guide Pad

©)
<
]
—
o
O
L]
_
o
I
n
1]
L]
O

-l@i D - Guide Pad

~—— OAL —»‘ »‘

]

—

Original Guide Pads for the Specified Enlargement Increments

Guide Pad +1 mm +2 mm +3mm +4 mm +5mm
GPB-08 GPB-08+1 GPB-08+2 GPB-08+3

GPB-10 GPB-10+1 GPB-10+2 GPB-10+3 GPB-10+4

GPB-14 GPB-14+1 GPB-14+2 GPB-14+3 GPB-14+4 GPB-14+5
GPB-18 GPB-18+1 GPB-18+2 GPB-18+3 GPB-18+4 GPB-18+5

ISCARDEEPG Riii
RGP

Boring Head Enlargement o
(000) [| =
NP R

OAL b H
40,00 100 40
45,00 120 50
50,00 150 58
70.00 200 75
80.00 30,0 125
100.00 35.0 165

® Select an outer cartridge and pad for the required enlarged diameter.

ISCARDEEPD Riii
SGP

Boring Head Sub-Guide Pads j, D 0

OAL b H

SGP-01 10.00 6.0 3.0

SGP-02 10.00 8.0 45

SGP-03 10.00 10.0 5.0

SGP-04 20.00 14.0 7.0
® Select an outer cartridge and pad for the required enlarged diameter.

Member IMC Group
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D ISCARDEEPDRiiL
GPP —
z Boring Head Guide O : 1
—l Pad Protectors 1
:I —| OAL |=— »J H =
oC
O
LL| [ Designation | OAL b H
1 GPP-01 6.00 6.0 33
O GPP-02 6.00 6.0 38
I GPP-03 6.00 6.0 39
GPP-04 8.00 8.0 44
D_ GPP-05 8.00 8.0 35
LU GPP-06 8.00 8.0 45
LIJ GPP-07 10.00 10.0 6.0
D GPP-08 14.00 14.0 75
GPP-09 18.00 18.0 9.0
® Select an outer cartridge and pad for the required enlarged diameter.
ISCARDEEPD Riii
GPS ; -
Deep Dirilling Solid \/\{w —H—- @ ——TL
Carbide Guide Pads
—— |NSL——J S
Dimensions Tough <— Hard
2 8
Designation Wi RE INSL s 3 3
GPS-04-16-055 4.0 5.50 16.00 2.0 .
GPS-05-18-060 5.0 6.00 18.00 2.5 °
GPS-06-20-075 6.0 7.50 20.00 30 (] .
GPS-06-20-085 6.0 8.50 20.00 3.0 . °
GPS-06-20-100 6.0 10.00 20.00 3.0 o °
GPS-06-20-120 6.0 12.00 20.00 3.0 . °
GPS-07-20-120 7.0 12.00 20.00 B15) ° °
GPS-08-25-155 8.0 15.50 25.00 45 ° °
GPS-10-30-200 10.0 20.00 30.00 45 . .
GPS-10-35-200 10.0 20.00 35.00 6.0 . °
GPS-12-35-250 12.0 25.00 35.00 & ° °
GPS-14-40-250 14.0 25.00 40.00 75 °
GPS-18-40-300 18.0 30.00 40.00 9.0 .

ISCAR




ISCARDEEPD RiLi Q)
GP/GPB T Z
Deep Driling Head Guide Pads b O — =
—
OAL J H L E
b OAL H LL]
GPB-06-20-120  CDZAP 6.0 20.00 30 1
GPB-08-25-155  CDZAP 8.0 25.00 4.5 O
GPB-10-35-200 CDZAP 10.0 35.00 6.0
GPB-12-35-250 CDZAP 12.0 35.00 515 I
GPB-14-40-250 CDZAP 14.0 40.00 75 D_
GPB-14-40-250+5CD 14.0 40.00 7.5 LL
GPB-18-40-300 AP 18.0 40.00 9.0 LL|
® Select an outer cartridge and pad for the required enlarged diameter. e Pads without grade identification are made from steel with brazed carbide tips. D
ISCARDEEPU Riki
TS*** v ¥
Drill Tubes - STS System - Inner DCONMS DCONWS
Single Start Thread Connection Iy ¥ 4

dRange DCONMS DCONWS LSCWS L rin L max
TS001 L=(0-1749)MM 8.00-8.99 7.10 6.00 16.00 0.0 1749.0
TS001 L=(1750-2600)MM 8.00-8.99 7.10 6.00 16.00 1750.0 2600.0
TS002 L=(0-1749)MM 9.00-9.99 8.30 7.20 16.00 0.0 1749.0
TS002 L=(1750-2600)MM 9.00-9.99 8.30 7.20 16.00 1750.0 2600.0
TS003 L=(0-1749)MM 10.00-10.99 9.00 7.60 16.00 0.0 1749.0
TS003 L=(1750-2600)MM 10.00-10.99 9.00 7.60 16.00 1750.0 2600.0
TS004 L=(0-1749)MM 11.00-11.99 10.00 8.60 16.00 0.0 1749.0
TS004 L=(1750-2600)MM 11.00-11.99 10.00 8.60 16.00 1750.0 2600.0
TS005 L=(0-1749)MM 12.00-13.49 11.00 9.10 16.00 0.0 1749.0
TS005 L=(1750-2600)MM 12.00-13.49 11.00 9.10 16.00 1750.0 2600.0
TS006 L=(0-1749)MM 13.50-14.79 12.00 10.80 16.00 0.0 1749.0
TS006 L=(1750-2600)MM 13.560-14.79 12.00 10.80 16.00 1750.0 2600.0

¢ Indicate overall length (L) when ordering. ® Ordering example: TS004-L1500

Member IMC Group

(T | Tl 697



D ISCARDEEPDRiLiL

Z TS-1** [T [}

— Drill Tubes - STS System - Inner DCONWS - — o | DCONMS

SR/ Start Thread Connection v

1 A LSCWS

E L max

O

LLJ dRange DCONMS DCONWS LSCWS L rmin L mex

_| TS-101 L=(0-1749)MM 12.60-13.60 11.00 9.60 22.00 0.0 1749.0

O TS-101 L=(1750-2600)MM 12.60-13.60 11.00 9.60 22,00 1750.0 2600.0
TS-102 L=(0-1749)MM 13.61-14.60 12.00 10.60 22.00 0.0 1749.0

I TS-102 L=(1750-2600)MM 13,61-14.60 12.00 10.60 22,00 1750.0 2600.0

D_ TS-103 L=(0-1749)MM 14.61-15.59 13.00 11.60 22.00 0.0 1749.0

Lu TS-103 L=(1750-2600)MM 14.61-15.59 13.00 11.60 22.00 1750.0 2600.0

L] TS-10 L=(0-1749)MM 15.60-16.70 14.00 12.60 21,00 00 1749.0
TS-10 L=(1750-2600)MM 15.60-16.70 14.00 12.60 21.00 1750.0 2600.0

D TS-11 L=(0-1749)MM 16.71-17.70 15.00 13.60 21.00 0.0 1749.0
TS-11 L=(1750-2600)MM 16.71-17.70 15.00 13,60 21,00 1750.0 2600.0
TS-12 L=(0-1749)MM 17.71-18.90 16.00 14.50 22.00 0.0 1749.0
TS-12 L=(1750-2600)MM 17.71-18.90 16.00 14.50 22.00 1750.0 2600.0
TS-13 L=(0-1749)MM 18.91-20.00 17.00 15.50 22,00 00 1749.0
TS-13 L=(1750-2600)MM 18.91-20.00 17.00 15.50 22,00 1750.0 2600.0
TS-14 L=(0-1749)MM 20.01-21.80 18.00 16.00 27.50 0.0 1749.0
TS-14 L=(1750-2600)MM 20.01-21.80 18.00 16.00 27.50 1750.0 2600.0
TS-I5 L=(0-1749)MM 21.81-24.10 20.00 18.00 30.00 0.0 1749.0
TS-15 L=(1750-2600)MM 21.81-24.10 20.00 18.00 30.00 1750.0 2600.0
TS-16 L=(0-1749)MM 24.11-26.40 22,00 19.50 30.00 00 1749.0
TS-16 L=(1750-2600)MM 24.11-26.40 22.00 19.50 30.00 1750.0 2600.0
TS-17 L=(0-1749)MM 26.41-28.70 24.00 21.00 30.00 0.0 1749.0
TS-17 L=(1750-2600)MM 26.41-28.70 24.00 21.00 30.00 1750.0 2600.0
TS-I8 L=(0-1749)MM 28.71-31.00 26.00 23.50 33.00 0.0 1749.0
TS-18 L=(1750-2600)MM 28.71-31.00 26.00 2350 33.00 1750.0 2600.0
TS-19 L=(0-1749)MM 31.01-33.30 28.00 25.50 33.00 00 1749.0
TS-19 L=(1750-2600)MM 31.01-33.30 28.00 25.50 33.00 1750.0 2600.0
TS-110 L=(0-1749)MM 33.31-36.20 30.00 28.00 33.00 0.0 1749.0
TS-110 L=(1750-2600)MM 33.31-36.20 30.00 28.00 33.00 1750.0 2600.0
TS-111 L=(0-1749)MM 36.21-39.60 33.00 30.00 40.00 0.0 1749.0
TS-111 L=(1750-2600)MM 36.21-39.60 33.00 30.00 40.00 1750.0 2600.0
TS-112 L=(0-1749)MM 39.61-43.00 36.00 33.00 40.00 00 1749.0
TS-112 L=(1750-2600)MM 39.61-43.00 36.00 33.00 40.00 1750.0 2600.0
TS-113 L=(0-1749)MM 43.01-47.00 39.00 36.00 40.00 00 1749.0
TS-113 L=(1750-2600)MM 43.01-47.00 39.00 36.00 40.00 1750.0 2600.0
TS-114 L=(0-1749)MM 47.01-51.70 43.00 39.00 40.00 0.0 1749.0
TS-114 L=(1750-2600)MM 47.01-51.70 43.00 39.00 40.00 1750.0 2600.0
TS-115 L=(0-1749)MM 51.71-56.20 47.00 43.00 44,00 00 1749.0
TS-115 L=(1750-2600)MM 51.71-56.20 47.00 43.00 44.00 1750.0 2600.0
TS-116 L=(0-1749)MM 56.21-60.60 51.00 47.00 44,00 00 1749.0
TS-116 L=(1750-2600)MM 56.21-60.60 51.00 47.00 44,00 1750.0 2600.0
TS-117 L=(0-1749)MM 60.61-64.99 56.00 51.00 44.00 0.0 1749.0
TS-117 L=(1750-2600)MM 60.61-64.99 56.00 51.00 44,00 1750.0 2600.0
TS-118 L=(0-1749)MM 65.00-66.99 56.00 52.00 75.00 00 1749.0
TS-118 L=(1750-2600)MM 65.00-66.99 56.00 52.00 75.00 1750.0 2600.0
TS-119 L=(0-1749)MM 67.00-72.99 62.00 58.00 75.00 00 1749.0
TS-119 L=(1750-2600)MM 67.00-72.99 62.00 58.00 75.00 1750.0 2600.0
TS-120 L=(0-1749)MM 73.00-79.99 68.00 63.00 75.00 0.0 1749.0
TS-120 L=(1750-2600)MM 73.00-79.99 68.00 63.00 75.00 1750.0 2600.0
TS-121 L=(0-1749)MM 80.00-86.99 75.00 70.00 97.00 00 1749.0
TS-121 L=(1750-2600)MM 80.00-86.99 75.00 70.00 97.00 1750.0 2600.0
TS-122 L=(0-1749)MM 87.00-99.99 82.00 77.00 97.00 00 1749.0
TS-122 L=(1750-2600)MM 87.00-99.99 82.00 77.00 97.00 1750.0 2600.0
TS-123 L=(0-1749)MM 100.00-111.99 94.00 89.00 97.00 0.0 1749.0
TS-123 L=(1750-2600)MM 100.00-111.99 94.00 89.00 97.00 1750.0 2600.0
TS-124 L=(0-1749)MM 112.00-123.99 106.00 101.00 118.00 00 1749.0
TS-124 L=(1750-2600)MM 112.00-123.99 106.00 101.00 118.00 1750.0 2600.0
TS-125 L=(0-1749)MM 124,00-135.99 118.00 113.00 118.00 00 1749.0
TS-125 L=(1750-2600)MM 124,00-135.99 118.00 113.00 118.00 1750.0 2600.0
TS-126 L=(0-1749)MM 136.00-147.99 130.00 125.00 118.00 0.0 1749.0
TS-126 L=(1750-2600)MM 136.00-147.99 130.00 125.00 118.00 1750.0 2600.0
TS-127 L=(0-1749)MM 148.00-159.99 142.00 137.00 139.00 0.0 1749.0
TS-127 L=(1750-2600)MM 148.00-159.99 142.00 137.00 139.00 1750.0 2600.0
TS-128 L=(0-1749)MM 160.00-171.99 154.00 149.00 139.00 00 1749.0
TS-128 L=(1750-2600)MM 160.00-171.99 154.00 149.00 139.00 1750.0 2600.0

e Indicate overall length (L) when ordering. ® Ordering example: TS-112-L2000
For tools, see pages: DSD-EF-FB (675) ® DSD-EF-FT (674)

ISCAR




ISCARDEEPDRiiL Q)
TS-I** (continued) e I Z
Drill Tubes - STS System - Inner DCONWS brpam DCONMS —
4 Start Thread Connection ¥ —
A LSCWS _ 1
Lmn ~
™ oC
O
dRange DCONMS DCONWS LSCWS L rmin L mex LLJ
TS-129 L=(0-1749)MM 172.00-183.99 166.00 161.00 139.00 0.0 1749.0 _|
TS-129 L=(1750-2600)MM 172.00-183.99 166.00 161.00 139.00 1750.0 2600.0 O
TS-130 L=(0-1749)MM 184.00-195.99 178.00 173.00 144.00 0.0 1749.0
TS-130 L=(1750-2600)MM 184.00-195.99 178.00 173.00 144.00 1750.0 2600.0 I
TS-131 L=(0-1749)MM 196.00-207.99 190.00 185.00 144.00 0.0 1749.0 D_
TS-131 L=(1750-2600)MM 196.00-207.99 190.00 185.00 144.00 1750.0 2600.0 LIJ
TS-132 L=(0-1749)MM 208.00-219.99 202.00 197.00 144.00 0.0 1749.0 L]
TS-132 L=(1750-2600)MM 208.00-219.99 202.00 197.00 144.00 1750.0 2600.0
TS-133 L=(0-1749)MM 220.00-231.99 214.00 208.00 164.00 0.0 1749.0 D
TS-133 L=(1750-2600)MM 220.00-231.99 214.00 208.00 164.00 1750.0 2600.0
TS-134 L=(0-1749)MM 232.00-243.99 226.00 220.00 164.00 0.0 1749.0
TS-134 L=(1750-2600)MM 232.00-243.99 226.00 220.00 164.00 1750.0 2600.0
 Indicate overall length (L) when ordering. e Ordering example: TS-112-L.2000
For tools, see pages: DSD-EF-FB (675) ® DSD-EF-FT (674)
ISCARDEEPDRILL
TS-0** I = i
Drill Tubes - STS System - Outer DCONWS +- fE—r————-= t DCONMS
Single Start Thread Connection LB L
> LSCWS =
L
dRange DCONMS DCONWS LSCWS L rin L mex
TS-00 L=(0-660)MM 14.50-15.00 12.00 11.50 23.00 0.0 660.0
TS-00 L=(661-1100)MM 14.50-15.00 12.00 11.50 23.00 661.0 1100.0
TS-01 L=(0-660)MM 15.01-15.50 12.00 11.80 23.00 0.0 660.0
TS-01 L=(661-1100)MM 15.01-15.50 12.00 11.80 23.00 661.0 1100.0
TS-02 L=(0-660)MM 15.51-16.00 13.00 12.40 23.00 0.0 660.0
TS-02 L=(661-1100)MM 15.51-16.00 13.00 12.40 23.00 661.0 1100.0
TS-03 L=(0-660)MM 16.01-16.50 13.00 12,70 23.00 0.0 660.0
TS-03 L=(661-1100)MM 16.01-16.50 13.00 12.70 23.00 661.0 1100.0
TS-04 L=(0-660)MM 16.51-17.25 14.00 13.40 23.00 0.0 660.0
TS-04 L=(661-1100)MM 16.51-17.25 14.00 13.40 23.00 661.0 1100.0
TS-05 L=(0-1749)MM 17.26-18.00 14.00 13.70 23.00 0.0 1749.0
TS-05 L=(1750-2600)MM 17.26-18.00 14.00 13.70 23.00 1750.0 2600.0
TS-06 L=(0-1749)MM 18.01-19.00 15.00 14.40 23.00 0.0 1749.0
TS-06 L=(1750-2600)MM 18.01-19.00 156.00 14.40 23.00 1750.0 2600.0
TS-07 L=(0-1749)MM 19.01-19.99 16.50 15.40 23.00 0.0 1749.0
TS-07 L=(1750-2600)MM 19.01-19.99 16.50 15.40 23.00 1750.0 2600.0
TS-08 L=(0-1749)MM 20.00-21.99 18.00 16.50 26.00 0.0 1749.0
TS-08 L=(1750-2600)MM 20.00-21.99 18.00 16.50 26.00 1750.0 2600.0
TS-09 L=(0-1749)MM 22.00-24.99 20.00 19.00 26.00 0.0 1749.0
TS-09 L=(1750-2600)MM 22.00-24.99 20.00 19.00 26.00 1750.0 2600.0
TS-010 L=(0-1749)MM 25,00-26.99 22.00 20.00 26.00 0.0 1749.0
TS-010 L=(1750-2600)MM 25,00-26.99 22,00 20.00 26.00 1750.0 2600.0
TS-011 L=(0-1749)MM 27.00-29.99 24.00 22.00 26.00 0.0 1749.0
TS-011 L=(1750-2600)MM 27.00-29.99 24,00 22.00 26.00 1750.0 2600.0
TS-012 L=(0-1749)MM 30.00-31.99 26.00 24.00 26.00 0.0 1749.0
TS-012 L=(1750-2600)MM 30.00-31.99 26.00 24.00 26.00 1750.0 2600.0
TS-013 L=(0-1749)MM 32.00-33.99 30.00 27.00 26.00 0.0 1749.0
TS-013 L=(1750-2600)MM 32.00-33.99 30.00 27.00 26.00 1750.0 2600.0
TS-014 L=(0-1749)MM 34.00-36.99 30.00 27.00 41.00 0.0 1749.0
TS-014 L=(1750-2600)MM 34.00-36.99 30.00 27.00 41.00 1750.0 2600.0
TS-015 L=(0-1749)MM 37.00-39.99 33.00 30.00 41.00 0.0 1749.0
TS-015 L=(1750-2600)MM 37.00-39.99 33.00 30.00 41.00 1750.0 2600.0
TS-016 L=(0-1749)MM 40.00-43.99 36.00 33.00 41.00 0.0 1749.0
TS-016 L=(1750-2600)MM 40.00-43.99 36.00 33.00 41.00 1750.0 2600.0
TS-017 L=(0-1749)MM 44.00-46.99 39.00 37.00 41.00 0.0 1749.0
TS-017 L=(1750-2600)MM 44.00-46.99 39.00 37.00 41.00 1750.0 2600.0
TS-018 L=(0-1749)MM 47.00-51.99 43.00 41.00 41.00 0.0 1749.0
TS-018 L=(1750-2600)MM 47.00-51.99 43.00 41.00 41.00 1750.0 2600.0
TS-019 L=(0-1749)MM 52.00-56.99 47.00 44,00 41.00 0.0 1749.0
TS-019 L=(1750-2600)MM 52.00-56.99 47,00 44,00 41,00 1750.0 2600.0

e Indicate overall length (L) when ordering. e Ordering example: TS-036-L1100
For tools, see pages: DSD-IF-FB (679) ¢ DSD-IF-FT (679)

Member IMC Group
o=
L 4 11 ]




D ISCARDEEPDRiLi

pZa TS-0** (continued) I _ 5

— Drill Tubes - STS System - Outer DCONWS +- H=r—r—r—r——-— t DCONMS

—l Single Start Thread Connection v U ¥

:l - Lsows _

oC L e

O

LL] dRange DCONMS DCONWS LSCWS L rin L rmex

_l TS-020 L=(0-1749)MM 57.00-60.99 51.00 49.00 41.00 00 1749.0

O TS-020 L=(1750-2600)MM 57.00-60.99 51.00 49.00 41.00 1750.0 2600.0

T TS-021 L=(0-1749)MM 61.00-67.99 56.00 53.00 41.00 0.0 1749.0
TS-021 L=(1750-2600)MM 61.00-67.99 56.00 53.00 41.00 1750.0 2600.0

D_ TS-022 L=(0-1749)MM 68.00-74.99 62.00 59.00 41.00 0.0 1749.0

LLl TS-022 L=(1750-2600)MM 68.00-74.99 62.00 59.00 41.00 1750.0 2600.0

LL TS-023 L=(0-1749)MM 75.00-80.99 68.00 65.00 71.00 0.0 1749.0

D TS-023 L=(1750-2600)MM 75.00-80.99 68.00 65.00 71.00 1750.0 2600.0
TS-024 L=(0-1749)MM 81.00-90.99 75.00 71.00 71.00 0.0 1749.0
TS-024 L=(1750-2600)MM 81.00-90.99 75.00 71.00 71.00 1750.0 2600.0
TS-025 L=(0-1749)MM 91.00-98.99 82.00 79.00 71.00 0.0 1749.0
TS-025 L=(1750-2600)MM 91.00-98.99 82.00 79.00 71.00 1750.0 2600.0
TS-026 L=(0-1749)MM 99.00-110.99 94.00 90.00 71.00 0.0 1749.0
TS-026 L=(1750-2600)MM 99.00-110.99 94.00 90.00 71.00 1750.0 2600.0
TS-027 L=(0-1749)MM 111.00-122.99 106.00 102.00 71.00 0.0 1749.0
TS-027 L=(1750-2600)MM 111.00-122.99 106.00 102.00 71.00 1750.0 2600.0
TS-028 L=(0-1749)MM 123.00-134.99 118.00 114.00 71.00 0.0 1749.0
TS-028 L=(1750-2600)MM 123.00-134.99 118.00 114.00 71.00 1750.0 2600.0
TS-029 L=(0-1749)MM 135.00-148.99 130.00 126.00 71.00 00 1749.0
TS-029 L=(1750-2600)MM 135.00-148.99 130.00 126.00 71.00 1750.0 2600.0
TS-030 L=(0-1749)MM 149.00-161.99 142.00 139.00 71.00 0.0 1749.0
TS-030 L=(1750-2600)MM 149,00-161.99 142.00 139.00 71.00 1750.0 2600.0
TS-031 L=(0-1749)MM 162.00-173.99 154.00 151.00 86.00 0.0 1749.0
TS-031 L=(1750-2600)MM 162.00-173.99 154.00 151,00 86.00 1750.0 2600.0
TS-032 L=(0-1749)MM 174.00-185.99 166.00 163.00 86.00 00 1749.0
TS-032 L=(1750-2600)MM 174.00-185.99 166.00 163.00 86.00 1750.0 2600.0
TS-033 L=(0-1749)MM 186.00-197.99 178.00 175.00 86.00 0.0 1749.0
TS-033 L=(1750-2600)MM 186.00-197.99 178.00 175.00 86.00 1750.0 2600.0
TS-034 L=(0-1749)MM 198.00-209.99 190.00 187.00 86.00 0.0 1749.0
TS-034 L=(1750-2600)MM 198.00-209.99 190.00 187.00 86.00 1750.0 2600.0
TS-035 L=(0-1749)MM 210.00-221.99 202.00 199.00 86.00 0.0 1749.0
TS-035 L=(1750-2600)MM 210.00-221.99 202.00 199.00 86.00 1750.0 2600.0
TS-036 L=(0-1749)MM 222,00-233.99 214.00 211.00 86.00 0.0 1749.0
TS-036 L=(1750-2600)MM 222.00-233.99 214.00 211.00 86.00 1750.0 2600.0
TS-037 L=(0-1749)MM 234.00-245.99 226.00 223.00 86.00 00 1749.0
TS-037 L=(1750-2600)MM 234.00-245.99 226.00 223.00 86.00 1750.0 2600.0

e Indicate overall length (L) when ordering. e Ordering example: TS-036-L1100
For tools, see pages: DSD-IF-FB (679) ¢ DSD-IF-FT (679)

ISCAR




ISCARDEEPGRiiLL Q)
TDO-I (D18.41-65.00) DCONWS i Z
Double-Tube Drill System | 1 [ DCONMS  Outer Tube —
with 4 Start Thread | LLisows _ i —
Connection Outer Tubes i L e . :l
d = G- Ds Inner Tube m
(. Lmin |1 O
dRange DCONMS  DCONWS LSCWS Int Tube d Ds Lmin L max LLI
TDO-10 L=(0-630)MM 18.41-20.00 18.00 16.00 27.50 TDI-NO 12.00 10.00 0.0 630.0 _|
TDO-10 L=(631-1070)MM 18.41-20.00 18.00 16.00 27.50 TDI-NO 12.00 10.00 631.0 1070.0 O
TDO-I1 L=(0-630)MM 20.01-21.80 19.50 18.00 30.00 TDI-N1 14,00 12.00 0.0 630.0
TDO-I1 L=(631-1070)MM 20.01-21.80 19.50 18.00 30.00 TDI-N1 14.00 12.00 631.0 1070.0 I
TDO-I12 L=(0-630)MM 21.81-24.10 21.50 19.50 30.00 TDI-N2 15.00 13.00 0.0 630.0 D_
TDO-I2 L=(631-1070)MM 21.81-24.10 21.50 19.50 30.00 TDI-N2 15.00 13.00 631.0 1070.0 LIJ
TDO-I3 L=(0-630)MM 24.11-26.40 23.50 21.00 30.00 TDI-N3 16.00 14.00 0.0 630.0 LU
TDO-I3 L=(631-1070)MM 24.11-26.40 23.50 21.00 30.00 TDI-N3 16.00 14.00 631.0 1070.0
TDO-14 L=(0-630)MM 26.41-28.70 26.00 23.50 33.00 TDI-N4 18.00 16.00 0.0 630.0 D
TDO-14 L=(631-1070)MM 26.41-28.70 26.00 23.50 33.00 TDI-N4 18.00 16.00 631.0 1070.0
TDO-I5 L=(0-630)MM 28.71-31.00 28.00 25.50 33.00 TDI-N5 20.00 18.00 0.0 630.0
TDO-I5 L=(631-1070)MM 28.71-31.00 28.00 25.50 33.00 TDI-N5 20.00 18.00 631.0 1070.0
TDO-16 L=(0-630)MM 31.01-33.30 30.50 28.00 33.00 TDI-N6& 22,00 20.00 0.0 630.0
TDO-16 L=(631-1070)MM 31.01-33.30 30.50 28.00 33.00 TDI-N6 22,00 20.00 631.0 1070.0
TDO-17 L=(0-630)MM 33.31-36.20 33.00 30.00 40.00 TDI-N7 24.00 22.00 0.0 630.0
TDO-17 L=(631-1070)MM 33.31-36.20 33.00 30.00 40.00 TDI-N7 24,00 22.00 631.0 1070.0
TDO-I8 L=(0-630)MM 36.21-39.60 35.50 33.00 40.00 TDI-N8 26.00 24.00 0.0 630.0
TDO-I8 L=(631-1070)MM 36.21-39.60 35.50 33.00 40.00 TDI-N8 26.00 24,00 631.0 1070.0
TDO-I9 L=(0-630)MM 39.61-43.00 39.00 36.00 40.00 TDI-N9 29.00 27.00 0.0 630.0
TDO-I9 L=(631-1070)MM 39.61-43.00 39.00 36.00 40.00 TDI-N9 29.00 27.00 631.0 1070.0
TDO-110 L=(0-630)MM 43.01-47.00 42.50 39.00 40.00 TDI-N10 32.00 30.00 0.0 630.0
TDO-110 L=(631-1070)MM 43,01-47.00 42.50 39.00 40.00 TDI-N10 32.00 30.00 631.0 1070.0
TDO-111 L=(0-630)MM 47.01-51.70 46.50 43,00 44,00 TDI-N11 35.00 32.00 0.0 630.0
TDO-I11 L=(631-1070)MM 47.01-51.70 46.50 43.00 44,00 TDI-N11 35.00 32.00 631.0 1070.0
TDO-112 L=(0-630)MM 51.71-56.20 51.00 47,00 44,00 TDI-N12 39.00 36.00 0.0 630.0
TDO-112 L=(631-1070)MM 51.71-56.20 51.00 47,00 44,00 TDI-N12 39.00 36.00 631.0 1070.0
TDO-113 L=(0-630)MM 56.21-65.00 55.50 51.00 44,00 TDI-N13 43.00 40.00 0.0 630.0
TDO-113 L=(631-1070)MM 56.21-65.00 55.50 51.00 44.00 TDI-N13 43,00 40.00 631.0 1070.0

* Please indicate overall length (L) when ordering e Ordering example: TDO-113-L1100 e For 18.41-65.00 diameter range, the inner tube should be 30 mm
longer than the outer tube

ISCARDEEPDRiii . . Lsows \SoNE
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TDO-114 L=(0-660)MM 65.00-66.99 56.00 52.00 75.00 TDI-N14 40.00 0.0 660.0
TDO-I14 L=(661-1100)MM 65.00-66.99 56.00 52.00 75.00 TDI-N14 40.00 661.0 1100.0
TDO-I15 L=(0-660)MM 67.00-72.99 62.00 58.00 75.00 TDI-N15 44.00 0.0 660.0
TDO-I15 L=(661-1100)MM 67.00-72.99 62.00 58.00 75.00 TDI-N15 44.00 661.0 1100.0
TDO-116 L=(0-630)MM 73.00-79.99 68.00 63.00 75.00 TDI-N16 48.00 00 630.0
TDO-I16 L=(631-1070)MM 73.00-79.99 68.00 63.00 75.00 TDI-N16 48.00 631.0 1070.0
TDO-117 L=(0-630)MM 80.00-86.99 75.00 70.00 97.00 TDI-N17 54.00 00 630.0
TDO-I17 L=(631-1070)MM 80.00-86.99 75.00 70.00 97.00 TDI-N17 54.00 631.0 1070.0
TDO-118 L=(0-630)MM 87.00-99.99 82.00 77.00 97.00 TDI-N18 60.00 0.0 630.0
TDO-I18 L=(631-1070)MM 87.00-99.99 82.00 77.00 97.00 TDI-N18 60.00 631.0 1070.0
TDO-119 L=(0-630)MM 100.00-111.99 94.00 89.00 97.00 TDI-N19 70.00 0.0 630.0
TDO-I19 L=(631-1070)MM 100.00-111.99 94.00 89.00 97.00 TDI-N19 70.00 631.0 1070.0
TDO-120 L=(0-630)MM 112.00-123.99 106.00 101.00 118.00 TDI-N20 80.00 0.0 630.0
TDO-I120 L=(631-1070)MM 112.00-123.99 106.00 101.00 118.00 TDI-N20 80.00 631.0 1070.0
TDO-121 L=(0-630)MM 124.00-135.99 118.00 113.00 118.00 TDI-N21 80.00 0.0 630.0
TDO-I21 L=(631-1070)MM 124.00-135.99 118.00 113.00 118.00 TDI-N21 80.00 631.0 1070.0
TDO-122 L=(0-630)MM 136.00-147.99 130.00 125.00 118.00 TDI-N22 90.00 00 630.0
TDO-I22 L=(631-1070)MM 136.00-147.99 130.00 125.00 118.00 TDI-N22 90.00 631.0 1070.0
TDO-123 L=(0-630)MM 148.00-159.99 142.00 137.00 139.00 TDI-N23 100.00 0.0 630.0
TDO-123 L=(631-1070)MM 148.00-159.99 142.00 137.00 139.00 TDI-N23 100.00 631.0 1070.0
TDO-124 L=(0-630)MM 160.00-171.99 154.00 149.00 139.00 TDI-N24 120.00 0.0 630.0
TDO-I24 L=(631-1070)MM 160.00-171.99 154.00 149.00 139.00 TDI-N24 120.00 631.0 1070.0

e Indicate overall length (L) when ordering e Ordering example: TDO-118-L1150 e For 65.00-123.99 diameter range, the inner tube should be 190 mm longer than the outer

tube. e For 124.00-183.99 diameter range, the inner tube should be 220 mm longer than the outer tube.

For tools, see pages: DDD-EC (686)
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Drill Setup

USER GUIDE

Rotating Drill

e Can be applied on symmetrical and
non-symmetrical workpieces

¢ Drill to bushing center misalignment should
not exceed 0.02 mm

Stationary Drill
e Applied on symmetrical workpieces
¢ Improved hole straightness and bushing wear
¢ Drill to bushing center misalignment should
not exceed 0.02 mm

Bushing Stationary
Rotating Drill \ Workpiece

™ Rotating Workpiece

Bushing
u

Stationary Drill

Drill Bushing and Workpiece Tolerance Relative Positioning

Pre-drilled Hole
A large pre-drilled hole (larger than D-a) ensures
precise hole size and center location.

x>

N

V/ 05 X A max

Guidance bushing tolerance (G6)

Hole tolerance Dirill head tolerance (h6)

Recommended Coolant Pressure and Volume < 50 mm

Machine Power

Coolant Pressure Coolant Volume
Kgf/cm?2 /min

00 500

80 400

60 \ 300

40 200

20 = e 100

10 20 30 40 50
Diameter mm

Recommended Coolant Pressure and Volume > 50 mm

Coolant Pressure
Kgf/cm?

\ -

ig \ i

o5\ )

30
s N A
20

15
10 b

5

50 100 150 200 250 300 350
Diameter mm

Coolant
Volume
L/min
1800
1600
1400
1200
1000
800
600
400
250

kw
140
120 Alloy Steel (HB300)
v=100m/min, f=0.25mm/rev
100 / =
80 e
60 g
40 _ ~~__| Carbon Steel (HB200) |
/ -7 v=100m, f=0.25mm/rev
20 ~t =
50 100 150 200 250 300 350
Diameter mm
Machine Thrust Force
N
7000
Alloy Steel (HB300)
6000 | v=100m/min, f=0.25mm/rey -7
5000 ==
/ -7
4000 —
_ ~X__ Carbon Steel (HB200) ]
3000 == v=100m, f=0.25mm/rev
2000 Loz
1000 —~£=
50 100 150 200 250 300 350
Diameter mm
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Technical Information -
Cartridge Style Drill Head Diameter Setting

The drill head diameter is set and inspected with a master insert in our final inspection.
However, the inserts in the market have a tolerance fluctuation so each time you index
the insert, the diameter must be adjusted as per the following method.

Note: When a corner change is made on the insert, it
must be adjusted to the correct size or damage can
be caused to the head body or workpiece material.
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1.Remove the inner cartridge to avoid interference
with the guide screw.

2. The dimensional guide pad must be slid
forward to measure the diameter.
2.1 Loosen the lock screw and slide the guide
pad forward.
2.2 Re-tighten the lock screw at
the measuring position.

3. Measure the diameter with a micrometer.
We recommend setting the tool diameter at h8
tolerance to the cutting diameter.
If the diameter is incorrect, go to step 4 below.
If it’s correct, go to step 5 below.

4. Adjust the outer cartridge
4.1 First loosen the lock screw of the outer cartridge
and then tighten it slightly.

4.2 Proceed to adjust the diameter, using the
2 adjustment screws and measure with a
micrometer.

4.3 When set to the size, re-tighten the lock screw.
4.4 Recheck the diameter with a micrometer.

If it is still out of tolerance, repeat the procedure

from steps 1-4.

Note: Please make sure to tighten the

lock screw firmly before use. If loose,

the cartridge may move and cause

serious problems during machining.

5. Slide the dimensional guide pad back to the
original position and tighten the lock screw.

6. Replace the inner cartridge and tighten the
lock screw.
Note: Please check that all lock screws are
firmly tightened, as they may come loose
if vibration occurs during drilling.
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Diameter Setting

The drill head diameter is set and inspected with a master insert in our final inspection. However, the inserts in
the market have a tolerance fluctuation so each time you change or index the insert, the diameter must be
adjusted as per the following method.

Note: When a corner change is made on the insert, it must be adjusted to the correct size or
damage can be caused to the head body or a work piece material.
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1. The dimensional guide pad must be slid
forward to measure the diameter.
1.1 Loosen the lock screw and slide
the guide pad forward.
1.2 Retighten the lock screw at the
measuring position.

2. Measure the diameter with a micrometer.
We recommend setting the tool diameter at h8

tolerance to the cutting diameter.
Note: If the diameter is incorrect, go to step 3.
If it's correct, go below step 4

3. Adjust the outer cartridge
3.1 First loosen the lock screw of the outer cartridge
and then tighten it slightly.

3.2 Proceed to adjust the diameter, using the 2
adjustment screws and measure with a micrometer.

3.3 When set to the size, re-tighten the lock screw.
3.4 Recheck the diameter with a micrometer.
If it is still out of tolerance, repeat the procedure
from step 3.1.
Note: Please make sure to tighten the lock screw firmly
before using. If loose, the cartridge may move and cause
serious problems during machining.

— 4. Slide the dimensional guide pad back to the
S; il potion and
v" original position and tighten the lock screw.
‘ % Please check all the lock screws are firmly tightened as
// they may come loose if vibration occurs during drilling.
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Drill diameter is adjusted with an adjust ball for diameter @25 - 839.99mm
with the following method.
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1. Slide the dimensional guide pad forward and then
retighten the lock screw at the measuring position.

Dimensional guide pad

Head body Adjust ball

2. Tighten the adjust screw.

3. As the adjust screw moves forward,
insert moves peripheral direction.

4. Measure the diameter with a micrometer. If the
diameter is larger than expected, loosen the adjust
screw and insert screw, then retighen the insert screw.
Repeat the procedure from step 2
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Technical Information -
NC Cycle

Use the NC cycle as instructed below to optimize tool performance more safely.

1. Start NC operation cycle.
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2. Oil pressure head moves until
” it touches the workpiece
1)~ Set the starting point of the main axis of
the tool so that the guide pad remains
inside the guide bush when the oil
pressure head moves forward.

3. Move tool workpiece
@’: Move the tool 3 to 5 mm from the edge
of the workpiece.

If the available NC machine can
7777 y ST T o - support this approach, the operation
process may start from this point

7.
@~ 3-5mm

4. Start cutting
e Start coolant supply
e Start rotating (tool / workpiece /
tool & workpiece)
e Start feeding

5. Stop cutting
Stop feeding
e Stop rotating (tool / workpiece
/ tool & workpiece)

AE e Stop coolant supply
®’»_ @’: Stop rotation when the outer tip is at the

e edge of the workpiece.

6. Tool main axis back
to starting point

7. Oil pressure head back
to starting point

ISCAR
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Technical Information -
Notes for Guide Bushing Installation

Many of the problems in BTA drilling are caused by
incorrect use of the guide bushing. The shape, type and
tolerance greatly affect cutting accuracy and tool life.
Please note the following when using one in

your application.

Resin Seal Type Guide Bushing Tolerance

Resin Seal
|
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}
DG6 _Dh6

—" -

Workpiece Guide Bushing Oil Pressure Head

Tool Diameter (¢])

D (mm) Tolerance (mm)

8.00 - 10.00 +0.005 ~ +0.014

Taper Cone Type 10.01 - 18.00 +0.006 ~ +0.017
18.01 - 30.00 +0.007 ~ +0.020

30.01 - 50.00 +0.009 ~ +0.025

50.01 - 80.00 +0.010~ +0.029

80.01 - 120.00 +0.012 ~ +0.034

120.01 - 180.00 +0.014 ~ +0.039

180.01 - 245.99 +0.015 ~ +0.044

Workpiece ! !
% L Guide Bushing Oil Pressure Head

Flat-edge Type

30-60°

C0.3~-0.5 Bussola guida

Workpiece Guide Bushing  Oil Pressure Head

Recommended for @65 mm and less

Member IMC Group
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B Technical Information -

2N Cutting Fluid Management

C

D Successful deep hole drilling can be achieved not only

LLI by tooling but also by an optimized combination of the Heat dissipation

1 tool, the machine and the cutting fluid. The cutting fluid The coolability of cutting fluid depends on thermal

O is one of the essential components to obtain safe, stable characteristics such as thermal conductivity and specific
and cost efficient deep hole drilling. Therefore, it is very heat. The cutting fluid of good coolability increases

I important to choose and use the cutting tool life, but a water-soluble type is not preferred in

al fluid correctly. deep hole drilling because of a lesser lubrication effect.

L If water-soluble fluid is used, the concentration is

L Cutting Fluid recommended to be 10% (dilution rate 1/10) or more.

D The cutting fluid plays a large role in lubrication of the Cooling of chips is important as well as cooling of
tool, cooling of cutting edges and chips and evacuation cutting edges and guide pads in deep hole drilling.
of chips in deep hole drilling. It also contributes to Temperature control is also important to maintain long
improved tool life, surface finish and cutting accuracy tool life, stable cutting conditions and cutting accuracy.

when being fed continuously during cutting.
Chip evacuation

Lubrication Cutting fluid has an important role in deep hole drilling
Lubrication of cutting edges and guide pads is as it evacuates chips through to the back end of boring
necessary in deep hole drilling. To get efficient bar (for STS) or inner tube (for DTS), whereas it finishes
lubrication, it is recommended to use EP (Extreme its role as soon as the chips are separated from the
Pressure) additives that contain sulfur or chlorine. workpiece in general cutting. It is also important to

control the flow and the pressure of cutting fluid.

STS (Single Tube System) DTS (Double Tube System)
Coolant Unit important for stable cutting conditions, chip formation and
The coolant unit is also important to obtain the cutting accuracy.
optimal effect of the cutting fluid, which has The temperature should be lower than 40°C (100°F) for
an important role in deep hole drilling. EP additives to provide sufficient lubrication.
Therefore the cutting fluid temperature should be kept at
Supply cutting fluid continuously at constant pressure 30-40°C (90-100°F) throughout the cutting operation.
and flow. Fluid pressure and flow are recommended to
be continuously variable and monitored with a pressure Filtration
gauge and a flow gauge. Screw pumps with an inverter A lot of particles are contained in cutting fluid after
are suitable. finishing cutting and chip evacuation; thus filtration is
necessary to remove them. The filter size should be
Maintain constant temperature selected to catch particles but not EP additives. The size
The cutting fluid is heated by factors such as: depends on the cutting fluid, but generally it is suggested
e Cutting edge to be around 10-20 pm. For iron-based workpieces,
e Friction of guide pad a magnetic separator will be helpful, which decreases
e Contact duration of heated chips and cutting fluid filter maintenance frequency.

e Pump
Maintenance of the constant cutting fluid temperature is

Flow chart of cutting fluid in deep hole drilling

Pressure Flow
— Gauge El Gauge —

/é I 500095 Vi 06,78 B89S98  uovg. Pump (P—m
s =
( Chip

Drill Head Drill Tube Chiller
Workpiece Oil Pressure Head | tedas

Chip Box Dirty Tank Clean Tank

iy
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Deep Hole Drilling Systems

USER GUIDE

Problem

The drill breaks or
insert chips

Poor surface finish

Excessive leakage
of the coolant

Insufficient coolant
flow at the cutting zone,
despite correct fluid supply

Chips jam in the front end of
the drill

Possible Cause

Solution

Chip evacuation problems

Center misalignment of drill
to workpiece

Check that the coolant passages are clear and that the Venturi slots
are not damaged

Check center alignment of drill to workpiece

Check workpiece and drill clamping rigidity

Workpiece or drill clamping
rigidity problem

Inadequate coolant oil

Cutting speed too low

Improve workpiece or drill clamping

Check the coolant oil and replace if necessary
Increase the cutting speed

Chips block the fluid passages

The drill was incorrectly
assembled, or the Venturi slots
of the internal tube are located
in the wrong direction

Clear the chips

Check all connections and the direction
of the internal tube

Chips block the fluid passages
Worn bushing or sealing device

Venturi slots are too wide (worn)
Internal tube shorter than the external tube

Clear the chips

Check the bushing and seal and replace
if necessary

Replace the internal tube

Replace the internal tube to one with

a correct length

Insufficient coolant flow

Adjust the fluid flow by raising the pressure; check the filter and fluid
quality

Connection Adapters

Various kinds of rotating and non-rotating drill
connectors are available upon request.

Oil Pressure Heads
Qil pressure heads are available on request.

Special Heads

Special form heads for trepanning or any other
special contours can be produced on request.

Member IMC Group
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Recommended Machining Conditions

USER GUIDE

1SO

Tensile .
Strength Hardness Material
Material Condition [N/mm? HB No.
<0.25 %C Annealed 420 125 1
>=0.25 %C Annealed 650 190 2
Non-alloy steel and cast steel, free < 0.55 %C Quenched and tempered 850 250 3
cutting steel
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5)
Annealed 600 200 6
Low alloy steel and cast steel 930 278 7
(less than 5% of alloying elements) Quenched and tempered 1000 300 3
1200 350 9
High alloyed steel, cast steel, Annealed 680 200 10
and tool steel Quenched and tempered 1100 325 11
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensitic 820 240 13
Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

() For material groups see pages 1114-1149
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Ground Brazed Solid Drill Heads

Adjustable Solid Drill Heads

DSD-EQ, DSD-E1, DSD-E3, DDD-E3, DSD-I1 DSD-IA, DSD-EA
Dia.Range | 802000 | 15.60-20.00 | 20.01-31.00 | 31.01-43.00 | 43.01-65.00 | Dia.Range | 16.01-21.99 | 22.00-28.50
Ve Feed Rate Ve Feed Rate
(m/min) f (mm/rev) (m/min) f (mm/rev)
70-120 0.05-0.13 0.08-0.15 0.1-017 0.13-0.2 0.16-0.3 60-120 0.08-0.13 0.1-0.15
70-120 0.05-0.13 0.08-0.15 0.1-0.17 0.13-0.2 0.16-0.3 60-120 0.08-0.13 0.1-0.15
40-70 0.05-0.13 0.08-0.15 0.1-0.17 0.13-0.2 0.16-0.3 60-120 0.08-0.13 0.1-0.15
70-120 0.05-0.13 0.08-0.15 0.1-0.17 0.13-0.2 0.16-0.3 60-120 0.08-0.13 0.1-0.15
55-100 0.05-0.1 0.08-0.12 0.1-0.15 0.13-0.17 0.15-0.28 50-100 0.08-0.11 0.1-0.13
70-100 0.05-0.13 0.08-0.15 0.1-0.17 0.13-0.2 0.16-0.3 50-100 0.08-0.11 0.1-0.15
55-100 0.05-0.1 0.08-0.12 0.1-0.15 0.13-0.17 0.15-0.28 50-100 0.08-0.11 0.1-0.13
55-100 0.05-0.1 0.08-0.12 0.1-0.15 0.13-0.17 0.15-0.28 50-100 0.08-0.11 0.1-0.13
55-100 0.05-0.1 0.08-0.12 0.1-0.15 0.13-0.17 0.15-0.28 50-100 0.08-0.11 0.1-0.13
50-85 0.05-0.13 0.08-0.15 0.1-0.17 0.13-0.2 0.16-0.3 60-120 0.08-0.13 0.1-0.15
55-100 0.05-0.1 0.08-0.12 0.1-0.15 0.13-0.17 0.15-0.28 50-100 0.08-0.11 0.1-0.13
60-100 0.05-0.13 0.08-0.15 0.1-0.28 0.13-0.3 0.16-0.35 40-80 0.08-0.13 0.1-0.15
60-100 0.05-0.13 0.08-0.15 0.1-0.28 0.13-0.3 0.16-0.35 40-80 0.08-0.13 0.1-0.15
60-100 0.05-0.12 0.05-0.12 0.08-0.25 0.1-0.28 0.15-0.33 30-60 0.05-0.11 0.08-0.14
80-100 0.05-0.13 0.08-0.15 0.1-0.17 0.13-0.2 0.16-0.3 70-100 0.08-0.13 0.1-0.15
80-100 0.05-0.13 0.08-0.15 0.1-0.17 0.13-0.2 0.16-0.3 70-100 0.08-0.13 0.1-0.15
60-100 0.05-0.13 0.06-0.13 0.08-0.18 0.1-0.2 0.15-0.25 50-90 0.06-0.12 0.08-0.16
60-100 0.05-0.13 0.06-0.13 0.08-0.18 0.1-0.2 0.15-0.25 50-80 0.06-0.12 0.08-0.16
50-100 0.05-0.13 0.06-0.13 0.08-0.18 0.1-0.2 0.15-0.25 50-90 0.06-0.12 0.08-0.16
50-100 0.05-0.13 0.06-0.13 0.08-0.18 0.1-0.2 0.15-0.25 50-90 0.06-0.12 0.08-0.16
65-130 0.05-0.13 0.08-0.15 0.1-0.2 0.15-0.25 0.16-0.3 60-120 0.08-0.13 0.1-0.18
65-100 0.05-0.13 0.08-0.15 0.1-0.2 0.15-0.25 0.16-0.3 60-90 0.08-0.13 0.1-0.18
65-130 0.05-0.13 0.08-0.15 0.1-0.2 0.15-0.25 0.16-0.3 60-120 0.08-0.13 0.1-0.18
65-130 0.05-0.13 0.08-0.15 0.1-0.2 0.15-0.25 0.16-0.3 60-120 0.08-0.13 0.1-0.18
65-130 0.05-0.13 0.08-0.15 0.1-0.2 0.15-0.25 0.16-0.3 60-120 0.08-0.13 0.1-0.18
65-130 0.05-0.13 0.08-0.15 0.1-0.2 0.15-0.25 0.16-0.3 60-120 0.08-0.13 0.1-0.18
65-130 0.05-0.13 0.08-0.15 0.1-0.2 0.15-0.25 0.16-0.3 60-120 0.08-0.13 0.1-0.18
65-130 0.05-0.13 0.08-0.15 0.1-0.2 0.15-0.25 0.16-0.3 60-120 0.08-0.13 0.1-0.18
10-50 0.05-0.12 0.06-0.12 0.08-0.15 0.12-0.18 0.15-0.25 20-50 0.06-0.11 0.08-0.14
10-50 0.05-0.12 0.06-0.12 0.08-0.15 0.12-0.18 0.15-0.25 20-50 0.06-0.11 0.08-0.14
10-50 0.05-0.12 0.06-0.12 0.08-0.15 0.12-0.18 0.15-0.25 20-50 0.06-0.11 0.08-0.14
10-50 0.05-0.12 0.06-0.12 0.08-0.15 0.12-0.18 0.15-0.25 20-50 0.06-0.11 0.08-0.14
10-50 0.05-0.12 0.06-0.12 0.08-0.15 0.12-0.18 0.15-0.25 20-50 0.06-0.11 0.08-0.14
30-50 0.05-0.1 0.05-0.1 0.08-0.12 0.1-0.15 0.12-02 20-50 0.05-0.09 0.08-0.11
30-50 0.05-0.1 0.05-0.1 0.08-0.12 0.1-0.15 0.12-0.2 20-50 0.05-0.09 0.08-0.11
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Recommended Machining Conditions

USER GUIDE

1SO

Tensile .
Strength Hardness Material
Material Condition [N/mm? HB No. 1
<0.25 %C Annealed 420 125 1
>=0.25 %C Annealed 650 190 2
Noq—alloy steel and cast steel, free < 0.55 %C Quenched and tempered 850 250 3
cutting steel
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5}
Annealed 600 200 6
Low alloy steel and cast steel 930 275 7
(less than 5% of alloying elements) Quenched and tempered 1000 300
1200 350 9
High alloyed steel, cast steel, Annealed 680 200 10
and tool steel Quenched and tempered 1100 305 19
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensttic 820 240 13
Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 29
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 0 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 41

() For material groups see pages 1114-1149
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D:gf;ﬁ;‘? g;;'_‘;:fgngs'r_?:_; Adjustable Solid Drill Heads DD:

Width of Cut, mm) DSD-EC, DDD-EC, DSD-IC n

Dia. Range 25.00 - 43.00 | 43.01 - 65.00 Dia. Range 38.00-39.99 40.00-51.99 | 52.00-63.99 | 64.00-84.99 85.00- 1

Vc. Feed Rate f (mm/rev) Vc. Feed Rate f(mm/rev) %

(m/min) (m/min)

70-130 0.1-0.3 0.12-0.35 60-120 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3 &

70-130 0.1-0.3 0.12-0.35 60-120 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3 LlJ

70-130 0.1-0.3 0.12-0.35 60-120 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3 D
70-130 0.1-0.3 0.12-0.35 60-120 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
70-130 0.1-0.3 0.12-0.35 60-120 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
70-120 0.1-0.3 0.12-0.35 60-100 0.08-0.15 0.1-0.2 0.13-0.23 0.156-0.25 0.18-0.3
60-120 0.1-0.3 0.12-0.35 60-100 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
60-120 0.1-0.3 0.12-0.35 50-100 0.08-0.15 0.1-0.2 0.13-0.23 0.156-0.25 0.18-0.3
60-120 0.1-0.3 0.12-0.35 50-100 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
70-130 0.1-0.3 0.12-0.35 60-120 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
70-130 0.1-03 0.12-0.35 60-120 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
70-130 0.1-03 0.12-0.35 60-110 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
70-130 0.1-03 0.12-0.35 60-110 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
70-130 0.1-03 0.12-0.35 60-110 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
50-110 0.1-0.25 0.12-0.35 60-100 0.08-0.13 0.1-0.15 0.13-0.18 0.15-0.2 0.18-0.23
50-110 0.1-0.25 0.12-0.35 60-100 0.08-0.13 0.1-0.15 0.13-0.18 0.15-0.2 0.18-0.23
60-110 0.1-0.25 0.12-0.35 60-100 0.08-0.13 0.1-0.15 0.13-0.18 0.15-0.2 0.18-0.23
60-110 0.1-0.25 0.12-0.35 60-100 0.08-0.13 0.1-0.15 0.13-0.18 0.15-0.2 0.18-0.23
70-110 0.1-0.25 0.12-0.35 60-100 0.08-0.13 0.1-0.15 0.13-0.18 0.15-0.2 0.18-0.23
70-110 0.1-0.25 0.12-0.35 60-100 0.08-0.13 0.1-0.15 0.13-0.18 0.15-0.2 0.18-0.23
65-130 0.1-0.25 0.12-0.35 60-130 0.08-0.2 0.1-0.25 0.13-0.28 0.15-0.3 0.18-0.33
65-130 0.08-0.23 0.12-0.27 60-130 0.08-0.2 0.1-0.256 0.13-0.28 0.15-0.3 0.18-0.33
65-130 0.08-0.23 0.12-0.27 60-130 0.08-0.2 0.1-0.25 0.13-0.28 0.15-0.3 0.18-0.33
65-130 0.08-0.23 0.12-0.27 60-130 0.08-0.2 0.1-0.25 0.13-0.28 0.15-0.3 0.18-0.33
65-130 0.08-0.23 0.12-0.27 60-130 0.08-0.2 0.1-0.25 0.13-0.28 0.15-0.3 0.18-0.33
65-130 0.08-0.23 0.12-0.27 60-130 0.08-0.2 0.1-0.25 0.13-0.28 0.15-0.3 0.18-0.33
65-130 0.08-0.23 0.12-0.27 60-130 0.08-0.2 0.1-0.25 0.13-0.28 0.15-0.3 0.18-0.33
65-130 0.08-0.23 0.12-0.27 60-130 0.08-0.2 0.1-0.25 0.13-0.28 0.15-0.3 0.18-0.33
20-50 0.08-0.23 0.12-0.27 20-65 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
20-50 0.08-0.23 0.12-0.27 20-65 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
20-50 0.08-0.23 0.12-0.27 20-65 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
20-50 0.08-0.23 0.12-0.27 20-65 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
20-50 0.08-0.23 0.12-0.27 20-65 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
30-60 0.08-0.23 0.12-0.27 30-100 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
30-60 0.08-0.23 0.12-0.27 30-100 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
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Recommended Machining Conditions

USER GUIDE

1SO

Tensile .
Strength Hardness Material
Material Condition [N/mm?| HB No. 1
<0.25 %C Annealed 420 125 1
>=0.25 %C Annealed 650 190 2
Non-alloy steel and cast steel, free o
utting steel <0.55 %C Quenched and tempered 850 250 3
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5
Annealed 600 200
Low alloy steel and cast steel 930 275 7
(less than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
High alloyed steel, cast stee, Annecled 680 20 10
and tool steel Quenched and tempered 1100 325 1
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensitic 820 240 13
Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

() For material groups see pages 1114-1149

ISCAR



ISCARDEEPU Riki USER GUIDE

©)

Z

]

_

Ground Brazed oC

Adjustable Counterboring Heads Counterboring Heads D

DSC-EA, DSC-EC, DSC-I1, DST-I1, DSC-IA, DSC-IC, DDC-E1, DDT-E1 Trepanning Heads DSC-E1, DST-E1, DSC-1, LL]

(Width of Cut, mm) DST-11, DDC-E1 I

(Width of Cut, mm) O

Dia. Range 13 | 38 | s Dia. Range 120-400 Dia. Range 13 | 35 T

Ve Feed Rate f (mm/rev) Ve Feed Rate Ve Feed Rate Q

(m/min) (m/min) f (mm/rev) (m/min) f (mm/rev) L]

60-140 0.1-0.3 0.15-0.3 0.1-0.3 80-100 0.12-03 60-140 0.1-0.3 0.15-0.3 LU

60-120 0.1-0.3 0.15-0.3 0.1-0.3 80-100 0.12-0.3 60-120 0.1-0.3 0.15-0.3 D
60-120 0.1-0.3 0.15-0.3 0.1-0.3 80-100 0.12-03 60-120 0.1-0.3 0.15-0.3
50-100 0.1-0.3 0.15-0.3 0.1-0.3 80-100 0.12-0.3 50-100 0.1-0.3 0.15-0.3
50-100 0.1-0.3 0.15-0.3 0.1-0.3 80-100 0.12-0.3 50-100 0.1-0.3 0.15-0.3
60-130 0.1-0.3 0.15-0.3 0.1-0.3 70-100 0.12-0.3 60-130 0.1-0.3 0.15-0.3
60-120 0.1-0.3 0.15-0.3 0.1-0.3 70-100 0.12-0.3 60-120 0.1-0.3 0.15-0.3
60-100 0.1-0.3 0.15-0.3 0.1-0.3 60-100 0.12-0.3 60-100 0.1-0.3 0.15-0.3
60-100 0.1-0.3 0.15-0.3 0.1-0.3 60-100 0.12-0.3 60-100 0.1-0.3 0.15-0.3
50-100 0.1-0.3 0.15-0.3 0.1-0.3 70-100 0.12-0.3 50-100 0.1-0.3 0.15-0.3
60-100 0.1-0.3 0.15-0.3 0.1-0.3 60-100 0.12-03 60-100 0.1-0.3 0.15-03
60-100 0.1-0.3 0.15-0.3 0.1-0.3 50-90 0.12-03 60-100 0.1-0.3 0.15-0.3
60-100 0.1-0.3 0.15-0.3 0.1-0.3 50-90 0.12-03 60-100 0.1-0.3 0.15-0.3
60-100 0.1-0.3 0.15-0.3 0.1-0.3 50-90 0.12-03 60-100 0.1-0.3 0.15-0.3
60-120 0.1-0.3 0.15-0.3 0.1-0.3 80-100 0.12-03 60-120 0.1-0.3 0.15-0.3
50-120 0.1-0.3 0.15-0.3 0.1-0.3 60-100 0.12-03 50-120 0.1-0.3 0.15-0.3
60-120 0.1-0.3 0.15-0.3 0.1-0.3 50-100 0.12-03 60-120 0.1-0.3 0.15-0.3
60-120 0.1-0.3 0.15-0.3 0.1-0.3 50-100 0.12-0.3 60-120 0.1-0.3 0.15-0.3
60-120 0.1-0.3 0.15-0.3 0.1-0.3 80-100 0.12-0.3 60-120 0.1-0.3 0.15-0.3
60-120 0.1-0.3 0.15-0.3 0.1-0.3 80-100 0.12-0.3 60-120 0.1-0.3 0.15-0.3
70-200 0.1-0.4 0.15-0.3 0.1-0.3 65-130 0.1-0.3 70-200 0.1-0.4 0.16-0.3
60-200 0.1-0.4 0.1-0.4 0.1-0.4 65-130 0.1-0.3 60-200 0.1-0.4 0.1-0.4
60-200 0.1-0.4 0.1-0.4 0.1-0.4 65-130 0.1-0.3 60-200 0.1-0.4 0.1-0.4
60-200 0.1-0.4 0.1-0.4 0.1-0.4 65-130 0.1-0.3 60-200 0.1-0.4 0.1-0.4
60-200 0.1-0.4 0.1-0.4 0.1-0.4 65-130 0.1-0.3 60-200 0.1-0.4 0.1-0.4
60-200 0.1-0.4 0.1-0.4 0.1-0.4 65-130 0.1-0.3 60-200 0.1-0.4 0.1-0.4
60-200 0.1-04 0.1-04 0.1-04 65-130 0.1-0.3 60-200 0.1-04 0.1-04
60-200 0.1-04 0.1-0.4 0.1-04 65-130 0.1-0.3 60-200 0.1-04 0.1-04
40-80 0.1-0.3 0.15-0.3 0.1-0.3 20-65 0.1-0.2 40-80 0.1-0.3 0.15-0.3
40-80 0.1-0.3 0.15-0.3 0.1-0.3 20-65 0.1-0.2 40-80 0.1-0.3 0.15-0.3
40-80 0.1-0.3 0.15-0.3 0.1-0.3 20-65 0.1-0.2 40-80 0.1-0.3 0.15-0.3
40-80 0.1-0.3 0.15-0.3 0.1-0.3 20-65 0.1-0.2 40-80 0.1-0.3 0.15-0.3
40-80 0.1-0.3 0.15-0.3 0.1-0.3 20-65 0.1-0.2 40-80 0.1-0.3 0.15-0.3
60-100 0.1-0.3 0.15-0.3 0.1-0.3 30-100 0.1-0.2 60-100 0.1-0.3 0.15-0.3
60-100 0.1-0.3 0.15-0.3 0.1-0.3 30-100 0.1-0.2 60-100 0.1-0.3 0.15-0.3
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USER GUIDE

Tensile
Strength Hardness
Material Condition [N/mm2] HB
<0.25 %C Annealed 420 125
>=0.25 %C Annealed 650 190
Non-alloy steel and cast steel, free <0.55 %C Quenched and tempered 850 250
cutting steel
>=0.55 %C Annealed 750 220
Quenched and tempered 1000 300
Annealed 600 200
Low alloy steel and cast steel 930 275
(less than 5% of alloying elements) Quenched and tempered 1000 300
1200 350
High alloyed steel, cast steel, Annealed 680 200
and tool steel Quenched and tempered 1100 325
Ferritic/martensitic 680 200
Stainless steel
Martensitic 820 240
Stainless steel Austenitic 600 180
Ferritic/pearlitic 180
Grey cast iron (GG)
Pearlitic 260
Ferritic 160
Nodular cast iron (GGG)
Pearlitic 250
Ferritic 130
Malleable cast iron
Pearlitic 230
Aluminum- Not cureable 60
wrought alloy Cured 100
<=12% Si Not cureable 75
Aluminum-cast,
Cured 90
alloyed
>12% Si High temperature 130
>1% Pb Free cutting 110
Copper alloys Brass 90
Electrolitic copper 100
Duroplastics, fiber plastics
Non-metallic
Hard rubber
Fe based Annealed 200
Cured 280
High temp. alloys Annealed 250
Ni or Co based Cured 350
Cast 320
RM 400
Titanium Ti alloys
Alpha+beta alloys cured RM 1050
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Machining Recommendations for TRIDEEP Drrills j

TRIDEEP Gundrills TRIDEEP BTA Drilling Heads E

Feed Rate (mm/rev) Feed Rate (mm/rev) (R

Material Cutting Speed Drill Dia. D¢ (mm) Drill Dia. D¢ (mm) Drill Dia. D¢ (mm) LL

No. (m/min) 12.00-15.99 16.00-28.00 Cutting Speed (m/min) 16.00-28.00 —

1 80-140 0.05-0.10 0.10-0.20 90-130 0.15-0.20 O

2 80-140 0.05-0.10 0.10-0.20 90-130 0.15-0.20 I

3 80-140 0.05-0.16 0.10-0.20 90-130 0.15-0.20 Q

4 80-140 0.05-0.16 0.10-0.20 70-130 0.10-0.25 Lu

5 80-140 0.05-0.16 0.10-0.20 70-130 0.10-0.25 %
6 80-120 0.05-0.10 0.10-0.20 70-120 0.10-0.25
7 80-120 0.05-0.16 0.10-0.20 60-120 0.10-0.25
8 80-120 0.05-0.16 0.10-0.20 60-120 0.10-0.25
9 80-120 0.05-0.16 0.10-0.20 60-120 0.10-0.25
10 80-120 0.05-0.10 0.10-0.20 70-130 0.10-0.25
1 80-120 0.05-0.16 0.10-0.20 70-130 0.10-0.25
12 80-140 0.05-0.10 0.08-0.10 80-130 0.06-0.10
13 80-140 0.05-0.10 0.08-0.10 80-130 0.06-0.10
14 80-140 0.05-0.10 0.08-0.10 80-130 0.06-0.10
15 80-140 0.05-0.25 0.10-0.30 50-110 0.10-0.20
16 80-140 0.05-0.25 0.10-0.30 50-110 0.10-0.20
17 80-140 0.05-0.25 0.10-0.30 60-110 0.10-0.20
18 80-140 0.056-0.25 0.10-0.30 60-110 0.10-0.20
19 80-140 0.05-0.25 0.10-0.30 70-110 0.10-0.20
20 80-140 0.056-0.25 0.10-0.30 70-110 0.10-0.20
21 65-130 0.05-0.20 0.10-0.20 65-130 0.10-0.20
22 65-130 0.05-0.20 0.08-0.18 65-130 0.08-0.18
23 65-130 0.05-0.20 0.08-0.18 65-130 0.08-0.18
24 65-130 0.05-0.20 0.08-0.18 65-130 0.08-0.18
25 65-130 0.08-0.18 65-130 0.08-0.18
26 65-130 0.08-0.18 65-130 0.08-0.18
27 65-130 0.08-0.18 65-130 0.08-0.18
28 65-130 0.08-0.18 65-130 0.08-0.18
29 65-130 0.08-0.18 65-130 0.08-0.18
30 65-130 0.08-0.18 65-130 0.08-0.18
31 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18
32 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18
33 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18
34 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18
35 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18
36 30-60 0.05-0.13 0.08-0.18 30-60 0.08-0.18
37 30-60 0.05-0.13 0.08-0.18 30-60 0.08-0.18
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BN Requested Information Form for Deep Hole Drill Design

oC

A Company name Telephone no.

LL Address Date

—

O Contact person Customer no.

L

an

LLI WORKPIECE

% Product name: Hole diameter:
Hole depth: No. of holes: Tolerance (of hole):
Surface finish (Rz, Ra...): Deviation (mm/100): Straightness (mm/100):
MATERIAL

Material (DIN, AISI, JIS...):
Hardness (HB, HS, HRC...):

Condition: O Annealed O Quenched O Tempered O Cast

O Other

MACHINE

Machine supplier name:

Machine type/model: O NC lathe O Machining center O Other
Rigidity: O Good O Normal O Poor
Spindle power (kW):

Tool and/or workpiece rotation (TR/WR):
O Tool and workpiece O Rotating workpiece (WR) O Rotating tool (TR)

TYPE OF COOLANT

Water based: O Soluble O Emulsion %
Oil based: O  Coolant Pressure (bar): Coolant Volume (L/min):

TOOL

Drill Head

Drill diameter: (mm/inch)

Thread: O Inner O Outer Brazed: O

Indexable: O Adjustable O Direct mount Coating: O Coated O Uncoated
Solid driling: O Counterboring: O

Pre-drilled hole size: (mm/inch)

Bottom finishing: O Full bal R O FlatbotomR O Corner R O Other
Trepanning: o v O N

Tube outer diameter: (mm/inch) Core size diameter: (mm/inch)

Please fill in and return to your ISCAR representative.

ISCAR
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Requested Information Form for Deep Hole Drill Design (continued) 1
C

TUBE A
Outside diameter: (mm/inch) Total Length: (mm/inch) E
Internal Thread: O
External Thread: 4 0O Starts 2 0O Starts 1 O Starts L
Tube Thread: 1 OEnd O Bothends al
Inner Tube Length: (mm/inch) m
Inner Tube Slit: 1 OEnd O Both ends D

Drilling System & Boring Conditions
Single Tube System: O Blind Hole Drilling: O Double Tube System: O
Cross Hole Drilling: O Through Hole Drilling: O

Please sketch your drilling application

GENERAL PRODUCTION INFORMATION
Quantity of parts per year:

Grade, tool life, etc.:

Perfomance expectation: Vc= m/min N= RPM F= mm/min f= mm/rev

Cutting data:

Description of present system in use:

Please fill in and return to your ISCAR representative.

Member IMC Group
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DEEP DRILLING U)
GD-DH ' B0 Tﬂ a j
Gundrills Carrying Triangular I ] N
Inserts with 3 Chip Spuging oo {55 Jﬂ — DCON¢MSh6 :!: 0
Cutting Edges and a Wiper for L N g1 | 0
High Hole Surface Quality P |l LF LS — A{i =
DC LU DCONMS BD LF PL LS Insert (:_r%
GD-DH 14.00-15D-M25-07 14.00 227.0 25.00 13.50 261.0 1.95 56.0 TOGT 07..
GD-DH 14.00-20D-M25-07 14.00 302.0 25.00 13.50 336.0 1.95 56.0 TOGT 07..
GD-DH 14.00-25D-M25-07 14.00 377.0 25.00 13.50 411.0 1.95 56.0 TOGT 07..
GD-DH 14.50-15D-M25-07 14.50 227.0 25.00 14.00 262.0 1.95 56.0 TOGT 07..
GD-DH 14.50-20D-M25-07 14.50 302.0 25.00 14.00 337.0 1.95 56.0 TOGT 07..
GD-DH 14.50-25D-M25-07 14.50 377.0 25.00 14.00 4120 1.95 56.0 TOGT 07..
GD-DH 15.00-15D-M25-07 15.00 242.0 25.00 14.50 278.0 1.95 56.0 TOGT 07..
GD-DH 15.00-20D-M25-07 15.00 322.0 25.00 14.50 358.0 1.95 56.0 TOGT 07..
GD-DH 15.00-25D-M25-07 15.00 402.0 25.00 14.50 438.0 1.95 56.0 TOGT 07..
GD-DH 16.00-10D-M25-08-N 16.00 172.2 25.00 15.50 209.0 2.20 56.0 TOGT 08..
GD-DH 16.00-15D-M25-08-N 16.00 257.2 25.00 15.50 294.0 2.20 56.0 TOGT 08..
GD-DH 16.00-25D-M25-08-N 16.00 427.2 25,00 16.50 464.0 2.20 56.0 TOGT 08..
GD-DH 16.50-10D-M25-08-N 16.50 172.2 25.00 15.50 209.0 2.20 56.0 TOGT 08..
GD-DH 16.50-15D-M25-08-N 16.50 257.2 25.00 15.50 294.0 2.20 56.0 TOGT 08..
GD-DH 16.50-25D-M25-08-N 16.50 427.2 25.00 15.50 464.0 2.20 56.0 TOGT 08..
GD-DH 17.00-10D-M25-08-N 17.00 182.2 25.00 16.20 220.0 2.20 56.0 TOGT 08..
GD-DH 17.00-15D-M25-08-N 17.00 272.2 25.00 16.20 310.0 2.20 56.0 TOGT 08..
GD-DH 17.00-25D-M25-08-N 17.00 452.2 25.00 16.20 490.0 2.20 56.0 TOGT 08..
GD-DH 17.50-25D-M25-08-N 17.50 452.2 25.00 16.20 490.0 2.20 56.0 TOGT 08..
GD-DH 18.00-10D-M25-08-N 18.00 193.0 25.00 16.20 232.0 3.00 56.0 TOGT 08..
GD-DH 18.00-15D-M25-08-N 18.00 288.0 25.00 17.20 327.0 3.00 56.0 TOGT 08..
GD-DH 18.00-25D-M25-08-N 18.00 478.0 25.00 17.20 517.0 3.00 56.0 TOGT 08..
GD-DH 18.50-15D-M25-09 18.50 288.0 25.00 17.20 327.0 3.00 56.0 TOGT 09..
GD-DH 18.50-25D-M25-09 18.50 478.0 25.00 17.20 517.0 3.00 56.0 TOGT 09..
GD-DH 19.00-10D-M25-09 19.00 203.0 25.00 18.20 243.0 3.00 56.0 TOGT 09..
GD-DH 19.00-15D-M25-09 19.00 303.0 25.00 18.20 343.0 3.00 56.0 TOGT 09..
GD-DH 19.00-25D-M25-09 19.00 503.0 25.00 18.20 543.0 3.00 56.0 TOGT 09..
GD-DH 19.50-15D-M25-09 19.50 303.0 25.00 18.20 343.0 3.00 56.0 TOGT 09..
GD-DH 19.50-25D-M25-09 19.50 503.0 25.00 18.20 543.0 3.00 56.0 TOGT 09..
GD-DH 20.00-10D-M32-09 20.00 213.2 32.00 19.00 255.0 320 60.0 TOGT 09..
GD-DH 20.00-15D-M32-09 20.00 318.2 32.00 19.00 360.0 3.20 60.0 TOGT 09..
GD-DH 20.00-25D-M32-09 20.00 528.2 32.00 19.00 570.0 3.20 60.0 TOGT 09..
GD-DH 21.00-10D-M32-10 21.00 223.2 32.00 20.00 266.0 3.20 60.0 TOGT 10..
GD-DH 21.00-15D-M32-10 21.00 333.2 32.00 20.00 376.0 3.20 60.0 TOGT 10..
GD-DH 21.00-25D-M32-10 21.00 553.2 32.00 20.00 596.0 3.20 60.0 TOGT 10..
GD-DH 22.00-10D-M32-11 22.00 2334 32.00 21.00 278.0 3.40 60.0 TOGT 11..
GD-DH 22.00-15D-M32-11 22.00 348.4 32.00 21.00 393.0 3.40 60.0 TOGT 11..
GD-DH 22.00-25D-M32-11 22.00 578.4 32.00 21.00 623.0 3.40 60.0 TOGT 11..
GD-DH 23.00-10D-M32-11 23.00 2434 32.00 22.00 289.0 3.40 60.0 TOGT 11..
GD-DH 23.00-15D-M32-11 23.00 363.4 32.00 22,00 409.0 3.40 60.0 TOGT 11..
GD-DH 23.00-25D-M32-11 23.00 603.4 32.00 22.00 649.0 3.40 60.0 TOGT 11..
GD-DH 24.00-10D-M32-11 24.00 2534 32.00 23.00 301.0 3.40 60.0 TOGT 11..
GD-DH 24.00-15D-M32-11 24,00 378.4 32.00 23.00 426.0 3.40 60.0 TOGT 11..
GD-DH 24.00-25D-M32-11 24.00 628.4 32.00 23.00 676.0 3.40 60.0 TOGT 11..
GD-DH 25.00-10D-M32-11 25.00 263.6 32.00 24.00 312.0 3.60 60.0 TOGT 11..
GD-DH 25.00-15D-M32-11 25.00 393.6 32.00 24,00 442.0 3.60 60.0 TOGT 11..
GD-DH 25.00-25D-M32-11 25.00 653.6 32.00 24.00 702.0 3.60 60.0 TOGT 11..
GD-DH 26.00-10D-M40-12 26.00 273.6 40.00 25.00 324.0 3.60 70.0 TOGT 12..
GD-DH 26.00-15D-M40-12 26.00 408.6 40.00 25.00 459.0 3.60 70.0 TOGT 12..
GD-DH 26.00-25D-M40-12 26.00 678.6 40.00 25.00 729.0 3.60 70.0 TOGT 12..
GD-DH 27.00-10D-M40-12 27.00 283.6 40.00 26.00 335.0 3.60 70.0 TOGT 12..
GD-DH 27.00-15D-M40-12 27.00 423.6 40.00 26.00 475.0 3.60 70.0 TOGT 12..
GD-DH 27.00-25D-M40-12 27.00 703.6 40.00 26.00 755.0 3.60 70.0 TOGT 12..
GD-DH 28.00-10D-M40-12 28.00 283.6 40.00 27.00 337.0 3.60 70.0 TOGT 12..
GD-DH 28.00-15D-M40-12 28.00 423.6 40.00 27.00 477.0 3.60 70.0 TOGT 12..
GD-DH 28.00-25D-M40-12 28.00 703.6 40.00 27.00 757.0 3.60 70.0 TOGT 12..

* Note: Gundrills can be supplied with up to 2400 mm length on request. e Inserts and guide pads should be ordered separately(they are not included with the tools).

e For user guide and cutting conditions, see pages 724-728 e Preventative measures: ¢ Do NOT operate the deep hole drill at full speed before engaging the guide hole.
® Enter the guide hole slowly at a speed of 50 - 100 rpm.

For inserts, see pages: TOGT (722)

Spare Parts
Diameter Range Insert Insert Clamping Screw| Key | Solid Carbide Guide Pad Guide Pad Clamping Screw Key
14.00-15.99 TOGT 070304-DT SR-14-560/S T-8 GPS-05-18-060
16.00-18.00 TOGT 080305-DT SR-14-560/S T-8 GPS-05-18-075
18.01-20.00 TOGT 090305-DT SR-14-560/S T-8 GPS-06-20-085
20.01-20.99 TOGT 100305-DT SR-34-506 T8 GPS-06-20-085 SR34-508 T-7
21.00-21.99 TOGT 100305-DT GPS-06-20-100
22.00-25.00 TOGT 110405-DT SR-14-571/S T-15 GPS-06-20-100
25.01-28.00 TOGT 120405-DT SR-14-506 T-15 GPS-06-20-120
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DEEP DRILLING

TOGT

Deep Drilling Inserts with 3 Chip
Splitting Cutting Edges, Positive
Rake Chipbreaker and a Wiper
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Dimensions
=3

Designation IC RE PL S Fig. 3
TOGT 070304-DT 7.69 0.40 1.95 2.30 1, .
TOGT 080305-DT 8.55 0.50 2.20 2.80 1. °
TOGT 090305-DT 8.32 0.50 3.00 3.00 2. .
TOGT 100305-DT 9.23 0.50 3.20 3.30 2. .
TOGT 110405-DT 10.40 0.50 3.40 3.80 2. °
TOGT 120405-DT 11.59 0.50 3.60 4,30 2, °

For tools, see pages: DDD-EF-FT (685) » DSD-EF-FT (674) » DSD-IF-FT (679) » GD-DH (721)

TRIDEEP

BD

GD-DHL i+ i e s E‘(

Gundrills Carrying Indexable oc %_mﬁ_h : DCONMSh6

Igserts vlsél(tjh 2 Chig Sp\)/l\i/ttingf ‘ - I ‘ I {
utting Edges and a Wiper for -

High Hole Surface Quality Y OAL ‘ LS

DC OAL LU DCONMS BD PL LS
GD-DHL 12.00X800-U03 12.00 801.80 713.8 19.06 11.50 1.80 70.0
GD-DHL 12.00X800-22 12.00 801.80 733.8 20.00 11.50 1.80 50.0
GD-DHL 12.00X800-34 12.00 801.80 733.8 20.00 11.50 1.80 50.0
GD-DHL 12.00X1000-U03 12.00 1001.80 9138 19.05 11.50 1.80 700
GD-DHL 12.00X1000-22 12.00 1001.80 933.8 20.00 11.50 1.80 50.0
GD-DHL 12.00X1000-34 12.00 1001.80 933.8 20.00 11.50 1.80 50.0
GD-DHL 12.00X1650-U03 12.00 1651.80 1563.8 19.05 11.50 1.80 700
GD-DHL 12.00X1650-22 12.00 1651.80 1583.8 20.00 11.50 1.80 50.0
GD-DHL 12.00X1650-34 12.00 1651.80 1583.8 20.00 11.50 1.80 50.0
GD-DHL 13.00X800-U04 13.00 801.80 711.8 25.40 12.50 1.80 700
GD-DHL 13.00X800-23 13.00 801.80 725.8 25.00 12.50 1.80 56.0
GD-DHL 13.00X800-35 13.00 801.80 725.8 25,00 12.50 1.80 56.0
GD-DHL 13.00X1000-U04 13.00 1001.80 911.8 25.40 12.50 1.80 700
GD-DHL 13.00X1000-23 13.00 1001.80 925.8 25.00 12.50 1.80 56.0
GD-DHL 13.00X1000-35 13.00 1001.80 925.8 25,00 12.50 1.80 56.0
GD-DHL 13.00X1650-U04 13.00 1651.80 1561.8 25.40 12.50 1.80 700
GD-DHL 13.00X1650-23 13.00 1651.80 1575.8 25.00 12.50 1.80 56.0
GD-DHL 13.00X1650-35 13.00 1651.80 1575.8 25,00 12.50 1.80 56.0

e Note: Gundrills can be supplied with up to 2400 mm length on request. e Inserts and guide pads should be ordered separately (they are not included with the tools).

® For user guide and cutting conditions, see pages 724-728 e Preventative measures: ¢ Do NOT operate the deep hole drill at full speed before engaging the guide hole.
* Enter the guide hole slowly at a speed of 50 - 100 rpm.

For inserts, see pages: LOGT (723)
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TRIDEEP N
DEEP DRILLING
GD-DH (12-13.5) BD E‘( AE' —
Gundrills Carrying Indexable A . i ﬂ : f —
Inserts with 2 Chip Splitting o oo (g Jﬂ DCONMSh 0
Cutting Edges and a Wiper for Lal N | ¥ | D
High Hole Surface Quality y ‘L I ‘ PN =
DC LF PL LU DCONMS BD LS MIIDI) (:_r%

GD-DH 12.00-M20-15D-04 12.00 218.00 1.80 189.8 20.00 11.50 50.0 LOGT 06..

GD-DH 12.00-M20-20D-04 12.00 280.00 1.80 251.8 20.00 11.50 50.0 LOGT 06..

GD-DH 12.00-M20-25D-04 12.00 343.00 1.80 314.8 20.00 11.50 50.0 LOGT 06..

GD-DH 12.50-M20-15D-04 12.50 226.00 1.80 196.8 20.00 12.00 50.0 LOGT 06..

GD-DH 12.50-M20-20D-04 12.50 291.00 1.80 261.8 20.00 12.00 50.0 LOGT 06..

GD-DH 12.50-M20-25D-04 12.50 356.00 1.80 326.8 20.00 12.00 50.0 LOGT 06..

GD-DH 13.00-M25-15D-04 13.00 238.00 1.80 204.8 25.00 12.50 56.0 LOGT 06..

GD-DH 13.00-M25-20D-04 13.00 305.00 1.80 271.8 25.00 12.50 56.0 LOGT 06..

GD-DH 13.00-M25-25D-04 13.00 373.00 1.80 339.8 25.00 12.50 56.0 LOGT 06..

GD-DH 13.50-M25-15D-04 13.50 245,00 1.80 211.8 25.00 13.00 56.0 LOGT 06..

GD-DH 13.50-M25-20D-04 13.50 315.00 1.80 281.8 25.00 13.00 56.0 LOGT 06..

GD-DH 13.50-M25-25D-04 13.50 385.00 1.80 351.8 25.00 13.00 56.0 LOGT 06..

e Note: Gundrills can be supplied with up to 2400 mm length on request. e Inserts and guide pads should be ordered separately (they are not included with the tools).
 For user guide and cutting conditions, see pages 724-728 e Preventative measures: ¢ Do NOT operate the deep hole drill at full speed before engaging the guide hole.
® Enter the guide hole slowly at a speed of 50 - 100 rpm.

() Master insert identification

For inserts, see pages: LOGT (723)

TRIl

TRIDEEP

LOGT /N | E@E
(77 oo
e s

Deep Drilling Inserts with 2 Chip
Splitting Cutting Edges, Positive
Rake Chipbreaker and a Wiper

Dimensions
3
Designation IC RE PL S [}
LOGT 060204R-DT 7.00 0.40 1.80 2.00 [

For tools, see pages: GD-DH (12-13.5) (723) ¢ GD-DHL (722)
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DEEP DRILLING
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Following is a table of all the available pads with their new designations, the tools they are used on and priority
recommendations for use:

Solid Carbide 1st 2nd
Tool Djameter Dimensions (mm) Guide Pad option | option 3rd option (brazed)
S | 2
Min Max Wi INSL RE ) Description e e Description
14.00 15.99 5 18 6 25 GPS-05-18-060 .
16.00 18.00 6 20 75 3 GPS-05-18-075 ° °
18.01 21.00 6 20 8.5 3 GPS-06-20-085 o ° GPB-06-20-085 CDZAP
21.01 25.00 6 20 10 3 GPS-06-20-100 ° o GPB-06-20-100 CDZAP
25.01 28.00 6 20 12 3 GPS-06-20-120 [ [ GPB-06-20-120 CDZAP
Wide Flute Angle
e Smooth chip evacuation Brazed Body
il | G
P \
0 *
Large Oil Hole Steel Body Tool Flange
o Efficient lubrication o Extremely high rigidity o Superior rigidity for
e | onger life of inserts and guide pads e Simple direct mounting setup higher speeds and feeds

Drilling Process on Machining Centers and Lathe Machines

1.Drill 2 15 mm pilot hole D 1003 flat bottom
2. Set the TRIDEEP drill into the pilot hole
(10 mm depth).Vc=5-10 m/min f=0.5-1.0 mm/rev
3. Initial cutting at a 25 mm DOC (80% feed
rate), verify activated coolant (Vc=100%).
4.In case of through hole, drill the full
hole to a depth of +5 mm
5. Retract with slow rotation (5-10 m/min)

ISCAR




TRIDEEP

DEEP DRILLING

USER GUIDE

Inquiry Form

BD
i 1 f

DC Qo7 g?w 1 ﬂ DCONJ\/IShe
Tl N 1 |
PL ‘Ll LF LS |

1. Tool

QUEBINTILY. e
Nominal diameter and tolerance ..........ccccccceeeeeiiiiiiiinnnnnn.
Please fill in dimensions on the sketch below.

Driver

Driver: for standard drivers please use codes

fromM PAgE 728 ...
O Code No.

O Special, please attach sketch and specifications.

2. Workpiece

(If possible, attach a drawing)

2.1 Material

Material description (DIN material number or any
other standard):

2.2 Hole Type
O Blind Hole
O Angled Entry
O Drilling into Solid O Boring O Angled Exit
Drilling Depth mm  Hole Tolerance

O Drilling into Pre-hole

2.3 Application:
Workpiece: O Stationary O Rotating
Tool: O Stationary O Rotating

3. Machine

3.1 Technical Data
Machine Type
POWEr ..o,

Specially Tailored TRIDEEP Code Key

GD - DH #i#.## - #### - ##

\ v

Dia. Drilling Shank
length Type

Sketch of drilling application

Note: It may be necessary to change several of the parameters that you
indicated, based on our experience with your application.

3.2 Cutting Data:

Cutting Speed Ve .............. M/MIN e
Revolutions Nmin ......... RPM, Nmax ......... RPM
Feed Fmin................... mm/rev,

Fmax............. mm/rev..........

Feed Rate VF ................. MM/MIN e,
Coolant:

O Qil [ Soluble Ol O Other

Coolant Pressure: ................. Bar .o

Member IMC Group
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DEEP DRILLING

USER GUIDE

Tensile
Strength Hardness
Material Condition [N/mm2] HB
<0.25 %C Annealed 420 125
>=0.25 %C Annealed 650 190
Non_-alloy Siteglans) Gl i, e <0.55 %C Quenched and tempered 850 250
cutting steel
>=0.55 %C Annealed 750 220
Quenched and tempered 1000 300
Annealed 600 200
Low alloy steel and cast steel 930 275
(less than 5% of alloying elements) Quenched and tempered 1000 300
1200 350
High alloyed steel, cast steel, Annezled 680 200
and tool steel Quenched and tempered 1100 325
Ferritic/martensitic 680 200
Stainless steel
Martensitic 820 240
Stainless steel Austenitic 600 180
Ferritic/pearlitic 180
Grey cast iron (GG)
Pearlitic 260
Ferritic 160
Nodular cast iron (GGG)
Pearlitic 250
Ferritic 130
Malleable cast iron
Pearlitic 230
Aluminum- Not cureable 60
wrought alloy Cured 100
<=12% Si Not cureable 75
Aluminum-cast,
Cured 90
alloyed
>12% Si High temperature 130
>1% Pb Free cutting 110
Copper alloys Brass 90
Electrolitic copper 100
Duroplastics, fiber plastics
Non-metallic
Hard rubber
Fe based Annealed 200
Cured 280
High temp. alloys Annealed 250
Ni or Co based Cured 350
Cast 320
RM 400
Titanium Ti alloys
Alpha+beta alloys cured RM 1050

ISCAR
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DEEP DRILLING U)
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Machining Recommendations for TRIDEEP Drrills -

TRIDEEP Gundrills TRIDEEP BTA Drilling Heads D

Feed Rate (mm/rev) Feed Rate (mm/rev) :Z)

Material Cutting Speed Drill Dia. D¢ (mm) Drill Dia. D¢ (mm) Drill Dia. D¢ (mm) (5

No. (m/min) 12.00-15.99 16.00-28.00 Cutting Speed (m/min) 16.00-28.00

1 80-140 0.05-0.10 0.10-0.20 90-130 0.15-0.20
2 80-140 0.05-0.10 0.10-0.20 90-130 0.15-0.20
3 80-140 0.05-0.16 0.10-0.20 90-130 0.15-0.20
4 80-140 0.05-0.16 0.10-0.20 70-130 0.10-0.25
5 80-140 0.05-0.16 0.10-0.20 70-130 0.10-0.25
6 80-120 0.05-0.10 0.10-0.20 70-120 0.10-0.25
7 80-120 0.05-0.16 0.10-0.20 60-120 0.10-0.25
80-120 0.05-0.16 0.10-0.20 60-120 0.10-0.25
9 80-120 0.05-0.16 0.10-0.20 60-120 0.10-0.25
10 80-120 0.05-0.10 0.10-0.20 70-130 0.10-0.25
11 80-120 0.05-0.16 0.10-0.20 70-130 0.10-0.25
12 80-140 0.05-0.10 0.08-0.10 80-130 0.06-0.10
13 80-140 0.05-0.10 0.08-0.10 80-130 0.06-0.10
14 80-140 0.05-0.10 0.08-0.10 80-130 0.06-0.10
15 80-140 0.05-0.25 0.10-0.30 50-110 0.10-0.20
16 80-140 0.05-0.25 0.10-0.30 50-110 0.10-0.20
17 80-140 0.05-0.25 0.10-0.30 60-110 0.10-0.20
18 80-140 0.05-0.25 0.10-0.30 60-110 0.10-0.20
19 80-140 0.05-0.25 0.10-0.30 70-110 0.10-0.20
20 80-140 0.05-0.25 0.10-0.30 70-110 0.10-0.20
21 65-130 0.05-0.20 0.10-0.20 65-130 0.10-0.20
22 65-130 0.05-0.20 0.08-0.18 65-130 0.08-0.18
23 65-130 0.05-0.20 0.08-0.18 65-130 0.08-0.18
24 65-130 0.05-0.20 0.08-0.18 65-130 0.08-0.18
25 65-130 0.08-0.18 65-130 0.08-0.18
26 65-130 0.08-0.18 65-130 0.08-0.18
27 65-130 0.08-0.18 65-130 0.08-0.18
28 65-130 0.08-0.18 65-130 0.08-0.18
29 65-130 0.08-0.18 65-130 0.08-0.18
30 65-130 0.08-0.18 65-130 0.08-0.18
31 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18
32 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18
33 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18
34 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18
35 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18
36 30-60 0.05-0.13 0.08-0.18 30-60 0.08-0.18
37 30-60 0.05-0.13 0.08-0.18 30-60 0.08-0.18

Member IMC Group
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DEEP DRILLING

Standard Gundrill Drivers for Machining Centers, Lathes, etc.
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Drivers Standard Drivers for Gundrill Machines
Drivers are available for dedicated and CNC
machines, for any specified diameter and length.
Below are the driver codes and technical data.
Driver - Driver Driver . Driver
Type Drawing oD x L Code Type Drawing oD x L Code
75x2.08" 95 CM1 45
20x50 10 CM2 46
P DIN228AK
Cylindrical v 25x56 1 CM3 a7
DIN1835A %77%}% o | 1002 9% oM 48
DIN6535HA ] 1.25%2.28" 97 gm; gg
32
X60 12 DIN228BK oG 51
40x70 13 o 0
«— L e 75%2.03" 99 750x2.75" 56
2050 ” Central L —*™ v 25x70 57
1 X Clamping EE:EHD 1.00x2.75" 58
—-—-—-—-HF D ,,
25x56 23 Surface 15° 1.25%2.75 59
Weldon ' K 150x2.75" 60
DIN1835B 1.00x2.28" 100
L ——»
DIN6535HB -~ L —= 196x0.98" 101 Frontal ¥
Clamping % o 16x50 61
Al 32060 24 Surface 15°
e K
V| 40a0 2%
—— L ——» 20x50 34 - L 55x100 6
, Cylindrical vy 16x1.5
Whistle Notch - 25x56 35 . -
* with Thread - = D 36x120
DIN183E | [l 32x60 36 i i M2dx1 5 67
v 40x70 37
25x112
M16x1.5 70
VDI Design
36x135 7
M24x1.5
Central 25x70 72
Clamping
Hexagonal 32x70 73
Central .75x2.75" 76
Clamping
Tapered 20x70 7
1.00x2.75" 80
Frontal L . L 1.00x3.94" 81
. 1.25x2.75 82
Clamping - -
Surface 2° m= D | 1.25x3.94 83
SIacE i | 15007 84
1.50x3.94" 85
28x126 Tr
A L
Trapezoidal ¥ ¥ 28x2 8
Thread TEE=——I0 [ e
A 4 32 8
. L= 25x50 91
Spraymist o
Driver
i 35x60 92
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SUMOGUN LPR S s}brise GOV Driver
MNCNT-T2 - oD s I E'( 45'
Indexable SUMCHAM Inserts DCK7 | THOD

and Modular Shank Gundrills ]

LU
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l— LU
DCN®W  DCX® LU PL THOD BD BDRED LPR LS DRVS® SSC#  MID® @
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MNCNT 100-400-MF16X1-T2 ERleXe} 10.49 401.8 1.82 MF16X1 9.70 9.60 440.00 10.00 16.0 10.0 ICP 100 KDCN 10-13.99
MNCNT 100-800-MF16X1-T2 mleloy} 10.49 801.8 1.82 MF16X1 9.70 9.60 840.00 10.00 16.0 10.0 ICP 100 K DCN 10-13.99
MNCNT 105-400-MF16X1-T2 JR[0}:0] 10.99 401.9 191 MF16X1 10.20 10.10 440.00 10.00 16.0 10.0 ICP 105 KDCN 10-13.99
MNCNT 105-800-MF16X1-T2 mlok] 10.99 801.9 1.91 MF16X1 10.20 10.10 840.00 10.00 16.0 10.0 ICP 105 K DCN 10-13.99
MNCNT 110-400-MF16X1-T2 ERREN} 11.49 402.0 2.00 MF16X1 10.70 10.60 440.00 10.00 16.0 11.0 ICP 110 KDCN 10-13.99
MNCNT 110-800-MF16X1-T2 RNl 11.49 802.0 2.00 MF16X1 10.70 10.60 840.00 10.00 16.0 11.0 ICP 110 K DCN 10-13.99
MNCNT 115-400-MF16X1-T2 JRRF:) 11.99 402.1 2.09 MF16X1 11.20 11.10 440.00 10.00 16.0 11.0 ICP 115 K DCN 10-13.99
MNCNT 115-800-MF16X1-T2 EERi¥:} 11.99 802.1 2.09 MF16X1 11.20 11.10 840.00 10.00 16.0 1.0 ICP 115 K DCN 10-13.99
MNCNT 120-400-MF16X1-T2 JRPA] 12.49 402.2 2.18 MF16X1 11.70 11.60 440.00 10.00 16.0 12.0 ICP 120 KDCN 10-13.99
MNCNT 120-800-MF16X1-T2 mbA} 12.49 802.2 2.18 MF16X1 11.70 11.60 840.00 10.00 16.0 12.0 ICP 120 K DCN 10-13.99
MNCNT 125-400-MF16X1-T2 P30} 12.99 402.3 2.27 MF16X1 12.20 1210 442.00 12.00 16.0 12.0 ICP 125 KDCN 10-13.99
MNCNT 125-800-MF16X1-T2 A} 12.99 802.3 2.27 MF16X1 12.20 12.10 842.00 12.00 16.0 12.0 ICP 125 KDCN 10-13.99
MNCNT 130-400-MF16X1-T2 JREX] 13.49 402.4 2.37 MF16X1 12.70 12.60 442.00 12.00 16.0 13.0 ICP 130 K DCN 10-13.99
MNCNT 130-800-MF16X1-T2 JERKI] 13.49 802.4 2.37 MF16X1 12.70 12.60 842.00 12.00 16.0 13.0 ICP 130 K DCN 10-13.99
MNCNT 135-400-MF16X1-T2 JRER] 13.99 402.5 2.46 MF16X1 13.20 13.10 442.00 12.00 16.0 13.0 ICP 135 KDCN 10-13.99
MNCNT 135-800-MF16X1-T2 kR 13.99 802.5 2.46 MF16X1 13.20 13.10 842.00 12.00 16.0 13.0 ICP 135 KDCN 10-13.99
MNCNT 140-400-MF16X1-T2 EERVY} 14.49 402.6 2.55 MF16X1 13.70 13.60 442.00 12.00 16.0 14.0 ICP 140 K DCN 14-17.99
MNCNT 140-800-MF16X1-T2 EEati} 14.49 802.5 2.55 MF16X1 13.70 13.60 842.00 12.00 16.0 14.0 ICP 140 K DCN 14-17.99
MNCNT 145-400-MF16X1-T2 ¥} 14.99 402.6 2.64 MF16X1 14.20 14.10 442.00 12.00 16.0 14.0 ICP 145 KDCN 14-17.99
MNCNT 145-800-MF16X1-T2 R} 14.99 802.6 2.64 MF16X1 14.20 1410 842.00 12.00 16.0 14.0 ICP 145 K DCN 14-17.99
MNCNT 150-400-MF16X1-T2 RN 156,99 402.7 2.73 MF16X1 14.70 14.60 442.00 12.00 16.0 15.0 ICP 150 KDCN 14-17.99
MNCNT 150-800-MF16X1-T2 Rt} 15.99 802.7 2.73 MF16X1 14.70 14.60 842.00 12.00 16.0 15.0 ICP 150 K DCN 14-17.99
MNCNT 160-400-MF20X1-T2 L0} 16.99 402.9 291 MF20X1 15.50 15.40 442.00 12.00 22.0 16.0 ICP 160 KDCN 14-17.99
MNCNT 160-800-MF20X1-T2 il 16.99 802.9 291 MF20X1 15.50 15.40 842.00 12.00 22.0 16.0 ICP 160 K DCN 14-17.99
MNCNT 170-400-MF20X1-T2 SRRV} 17.99 403.1 3.09 MF20X1 16.50 16.40 442.00 12.00 22.0 17.0 ICP 170 KDCN 14-17.99
MNCNT 170-800-MF20X1-T2 R} 17.99 803.1 3.09 MF20X1 16.50 16.40 842.00 12.00 22.0 17.0 ICP 170 K DCN 14-17.99
MNCNT 180-400-MF20X1-T2 JRE:X00] 18.99 403.3 3.28 MF20X1 17.50 17.40 442.00 12.00 22.0 18.0 ICP 180 KDCN 18-21.99
MNCNT 180-800-MF20X1-T2 ki 18.99 803.3 3.28 MF20X1 17.50 17.40 842.00 12.00 22.0 18.0 ICP 180 K DCN 18-21.99
MNCNT 190-400-MF20X1-T2 I} 19.99 403.5 3.46 MF20X1 18.50 18.40 442.00 12.00 22.0 19.0 ICP 190 KDCN 18-21.99
MNCNT 190-800-MF20X1-T2 iy} 19.99 803.5 3.46 MF20X1 18.50 18.40 842.00 12.00 22.0 19.0 ICP 190 K DCN 18-21.99
MNCNT 200-400-MF20X1-T2 i)} 20.99 403.6 3.64 MF20X1 19.50 19.40 444,00 14.00 22.0 20.0 ICP200 KDCN 18-21.99
MNCNT 200-800-MF20X1-T2 i} 20.99 803.6 3.64 MF20X1 19.50 19.40 844.00 14.00 22.0 20.0 ICP 200 KDCN 18-21.99
MNCNT 210-400-MF20X1-T2 K] 21.99 403.8 3.82 MF20X1 20.50 20.40 444.00 14.00 22.0 21.0 ICP 210 KDCN 18-21.99
MNCNT 210-800-MF20X1-T2 PN} 21.99 803.8 3.82 MF20X1 20.50 20.40 844.00 14.00 22.0 21.0 ICP 210 KDCN 18-21.99
MNCNT 220-400-MF20X1-T2 r»X0} 22.99 404.0 4.00 MF20X1 21.50 21.40 444,00 14.00 22.0 22.0 ICP 220 KDCN 22-26.99
MNCNT 220-800-MF20X1-T2 jgaw#A} 22.99 804.0 4.00 MF20X1 21.50 21.40 844.00 14.00 22.0 22.0 ICP 220 K DCN 22-26.99
MNCNT 230-400-MF20X1-T2 PRI} 23.99 404.2 419 MF20X1 22.50 22.40 444,00 14.00 22.0 23.0 ICP 230 K DCN 22-26.99
MNCNT 230-800-MF20X1-T2 ezl 23.99 804.2 419 MF20X1 22.50 22.40 844.00 14.00 22.0 23.0 ICP 230 K DCN 22-26.99
MNCNT 240-400-MF20X1-T2 JZX00] 24.99 404.4 437 MF20X1 23.50 23.40 444.00 14.00 22.0 24.0 ICP 240 KDOCN 22-26.99
MNCNT 240-800-MF20X1-T2 rZiv} 24.99 804.4 437 MF20X1 23.50 23.40 844.00 14.00 22.0 24.0 ICP 240 K DCN 22-26.99
MNCNT 250-400-MF20X1-T2 J5)00] 25.99 404.6 4.55 MF20X1 24.50 24.50 444,00 14.00 22.0 25.0 ICP 250 K DCN 22-26.99
MNCNT 250-800-MF20X1-T2 i) 25.99 804.5 4.55 MF20X1 24.50 24.50 844.00 14.00 22.0 25.0 ICP 250 K DCN 22-26.99

* For user guide and cutting conditions, see pages 732-749

() Cutting diameter minimum e Do not mount smaller drilling heads other than the specified range of the drill body

(@ Cutting diameter maximum

@) Key flat size

@) Seat size code

5) Master insert identification

For inserts, see pages: HCP-IQ (542) © ICG (547) ¢ ICK (543) ¢ ICK-2M (545) ¢ ICP-2M (545) ® QCP-2M (544)

For holders, see pages: GDV (731)
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MNSNT 100-200-MF16X1 10.00 10.49 200.0 2.72 MF16X1 9.70 9.60 274.00 10.00 16.0 10.0 HCP 100 K DCN 10-13.99
MNSNT 105-200-MF16X1 10.50 10.99 200.0 2.72 MF16X1 10.20 10.10 274.00 10.00 16.0 10.0 HCP 105 K DCN 10-13.99
MNSNT 110-200-MF16X1 11.00 11.49 200.0 2.75 MF16X1 10.70 10.60 275.00 10.00 16.0 11.0 HCP 110 KDCN 10-13.99
MNSNT 115-200-MF16X1 11.50 11.99 200.0 2.75 MF16X1 11.20 11.10 275.00 10.00 16.0 1.0 HCP 115 K DCN 10-13.99
MNSNT 120-200-MF16X1 12.00 12.49 200.0 3.16 MF16X1 11.70 11.60 275.00 10.00 16.0 12.0 HCP 120 K'DCN 10-13.99
MNSNT 125-200-MF16X1 12.50 12.99 200.0 3.16 MF16X1 12.20 12.10 275.00 12.00 16.0 12.0 HCP 125 K DCN 10-13.99
MNSNT 130-250-MF16X1 13.00 13.49 250.0 3.51 MF16X1 12.70 12.60 326.00 12.00 16.0 13.0 HCP 130 K DCN 10-13.99
MNSNT 135-250-MF16X1 13.50 13.99 250.0 3.51 MF16X1 13.20 13.10 326.00 12.00 16.0 13.0 HCP 135 K DCN 10-13.99
MNSNT 140-250-MF16X1 14.00 14.49 250.0 3.63 MF16X1 13.70 13.60 326.00 12.00 16.0 14.0 HCP 140 K DCN 10-13.99
MNSNT 145-250-MF16X1 14.50 14.99 250.0 3.63 MF16X1 14.20 14.10 326.00 12.00 18.0 14.0 HCP 145 K DCN 14-17.99
MNSNT 120-400-MF16X1 12.00 12.49 400.0 3.16 MF16X1 11.70 11.60 475.00 10.00 16.0 12.0 HCP 120 KDCN 10-13.99
MNSNT 125-400-MF16X1 12.50 12.99 400.0 3.16 MF16X1 12.20 12.10 475.00 12.00 16.0 12.0 HCP 125 K DCN 10-13.99
MNSNT 130-400-MF16X1 13.00 13.49 400.0 3.51 MF16X1 12.70 12.60 476.00 12.00 16.0 13.0 HCP 130 K DCN 10-13.99
MNSNT 135-400-MF16X1 13.50 13.99 400.0 3.51 MF16X1 13.20 13.10 476.00 12.00 16.0 13.0 HCP 135 K DCN 10-13.99
MNSNT 140-400-MF16X1 14.00 14.49 400.0 3.63 MF16X1 13.70 13.60 476.00 12.00 16.0 14.0 HCP 140 K DCN 10-13.99
MNSNT 145-400-MF16X1 14.50 14.99 400.0 3.63 MF16X1 14.20 14.10 476.00 12.00 18.0 14.0 HCP 145 K DCN 14-17.99
MNSNT 150-400-MF16X1 16.00 16.99 400.0 3.88 MF16X1 14.70 14.60 484.00 12.00 18.0 15.0 HCP 150 K DCN 14-17.99
MNSNT 160-400-MF20X1 16.00 16.99 400.0 3.91 MF20X1 16.50 15.40 484.00 12.00 18.0 16.0 HCP 160 K DCN 14-17.99
MNSNT 170-400-MF20X1 17.00 17.99 400.0 4.57 MF20X1 16.50 16.40 485.00 12.00 220 17.0 HCP 170 K DCN 14-17.99
MNSNT 180-400-MF20X1 18.00 18.99 400.0 4.66 MF20X1 17.50 17.40 486.00 12.00 220 18.0 HCP 180 K DCN 14-17.99
MNSNT 190-400-MF20X1 19.00 19199 400.0 4.66 MF20X1 18.50 18.40 486.00 12.00 220 19.0 HCP 190 K DCN 18-21.99
MNSNT 200-400-MF20X1 20.00 20.99 400.0 481 MF20X1 19.50 19.40 487.00 12.00 220 20.0 HCP 200 KDCN 18-21.99
MNSNT 210-400-MF20X1 21.00 21.99 400.0 4.94 MF20X1 20.50 2040 503.00 21.00 28.0 21.0 HCP 210 K DCN 18-21.99
MNSNT 220-400-MF20X1 22.00 22.99 400.0 5.20 MF20X1 21.50 21.40 504.00 21.00 28.0 22.0 HCP 220 K DCN 18-21.99
MNSNT 230-400-MF20X1 23.00 23.99 400.0 5.28 MF20X1 22.50 2240 504.00 21.00 28.0 23.0 HCP 230 K DCN 22-26.99
MNSNT 240-400-MF20X1 24,00 24,99 400.0 5.63 MF20X1 23.50 23.40 505.00 21.00 28.0 24.0 HCP 240 K DCN 22-26.99
MNSNT 250-400-MF20X1 25.00 256,99 400.0 5.70 MF20X1 24.50 24.40 506.00 21.00 28.0 256.0 HCP 250 K DCN 22-26.99

e For user guide and cutting conditions, see pages 732-749

) Do not mount smaller drilling heads than the specified range of the drill body
(@ Cutting diameter maximum

@) Key flat size

@) Seat size code

8) Master insert identification

For inserts, see pages: HCP-IQ (542) ¢ ICG (547) ® ICK (543) o ICK-2M (545)  ICP-2M (545) » QCP-2M (544)
For holders, see pages: GDV (731)

Machining Conditions for MNSNT

Ve m/min f mm/rev
ISO Material Tool Dia mm Min Max Min Max Mtl. No.
10 (L=200) 60 150 0.08 0.14
12 - - - -
ASTM 19 60 120 0.10 0.30 2
25 60 100 0.15 0.40
10 (L=200) 50 80 0.08 0.16
12 60 80 0.10 0.18
4340
19 60 120 0.10 0.30 !
25 60 100 0.15 0.30
10 (L=200) 30 50 0.05 0.08
12 - - - -
16L
516 19 40 80 0.10 0.30 1
25 60 100 0.20 0.26
10 (L=200) 60 100 0.10 0.40
6620 12 60 100 0.10 0.18 16
19 = = = =
25 60 110 0.20 0.35
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SUMOGUN N

GDV Weldon (W) Type Cylindrical (C) Type  Whistle Notch 15° (S) Type Whistle Notch (WN) Type ,r _l

Shanks for SUMOGUN N . —

_Il\_/lhodular Gundrills with S A :If j[ 27 g 0

readed Connection Y D

I

Z

THSZWS DCONMS Shank) LS (:)D
GDV56-MF16X1-1-WN.75" MF16X1 19.05 S 69.8
GDV99-MF16X1-1-W.75" MF16X1 19.05 W 69.8
GDV10-MF16X1-M-C20 MF16X1 20.00 © 50.0
GDV22-MF16X1-M-W20 MF16X1 20.00 W 50.0
GDV80-MF16X1-1-WN1.00" MF16X1 25.40 WN 69.8
GDV11-MF20X1-M-C25 MF20X1 25,00 © 56.0
GDV23-MF20X1-M-W25 MF20X1 25,00 W 56.0
GDV57-MF20X1-M-WN25 MF20X1 25,00 S 70.0
GDV100-MF20X1-1-W1.00" MF20X1 25.40 W 57.9
GDV58-MF20X1-1-WN1.00" MF20X1 25.40 S 69.8
GDV101-MF20X1-I-W1.25" MF20X1 31.75 w 57.9
GDV97-MF20X1-1-C1.25" MF20X1 31.75 © 57.9
GDV12-MF20X1-M-C32 MF20X1 32.00 © 60.0
GDV24-MF20X1-M-W32 MF20X1 32,00 W 60.0
GDV13-MF20X1-M-C40 MF20X1 40.00 © 70.0
GDV25-MF20X1-M-W40 MF20X1 40.00 W 70.0

() W-Weldon, C-Cylindrical, S-Whistle notch 15°, WN-Whistle notch

For tools, see pages: MNCNT-T2 (729) « MNSNT (730)

Member IMC Group
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ISCARGUNDRILLS

USER GUIDE

Drill Penetration Instructions on

Milling or Turning Machines:

Note: The following procedure (1-4) is recommended
for up to 400 mm hole depths using

MNCNT ...-400... drills

For hole depths between 400 up to 800 mm, use
MNCNT ...-800... drill only after reaching 400

mm depth with an MNCNT ...-400... drill.

2. Slow rotation and
feed while entering
to the pre-hole

1.Pre-hole 1xD deep
for centering

1. Drill a pilot hole 0.5xD deep with a short drill in
the same diameter as of the SUMOGUN drill.

2. Enter the pre-hole at slow speed, feed and 50
RPM until 1-2 mm before reaching the bottom.

3. Activate the cooling system and increase rotation
speed to recommended drilling speed, maintain for 2-3
seconds, then continue at recommended drilling feed.
No pecking is required.

Apply maximum possible coolant flow rate.

4. After having reached the required depth, reduce

speed to 50-100 RPM while exiting from the hole.

3. Maintain for 2-3
seconds and activate
the cooling system

4. Continue drilling
at recommended
cutting conditions

1xD 1xD

1xD

SUMOGUN

Pressure and Coolant Flow Rate for SUMOGUN

Bar L/min
I 120 300
L 110 275
L 100 \\ 250
- 90 \\ — 225
- 80 = 200
L 70 AN 175
L 60 150
F 50 125
L 40 ™~ 100 -
30 ~— 75
- 20 =T e 50 4
B 10 _-.-:::_ = ;-.::.-__-.--- 25 1

@10 12 14 16 18 20 22 24 26 mm

SUMOGUN Drilling Range

QVmin P bar - o NDRILL Machines
-------------- Milling and Turning Machines

Drilling Diameter

Gundrill Lubrication and Cooling

The best performance is obtained by using oil.

On equipment that uses water-soluble fluids (i.e.
machining centers and CNC machines) a concentration
between 10% and 15% is recommended.

Guidelines for Optimal
Gundrill Performance

e Coolant pressure and flow

e |t is recommended to use a strong coolant flow for
efficient chip flushing and cooling of the cutting edge

e Filtration
It is recommended to use a filter under 20 pm.

* Note: Improper filtration may result in interrupted flow
of the lubricating oil. This creates a sticky surface on
the bearing pads and leads to premature wear of the
tool and overloading the coolant pump and spindle seals.

® Temperature of the coolant
The coolant temperature should be between
20 and 22° C.

Note: Above 50° C the viscosity of the coolant is reduced by 50% and
becomes ineffective.

ISCAR




ISCARGUNDRILLS

USER GUIDE

Concentricity Straightness
mm
1.6 mm
0.20
1.0 0.16
0.6 0.10
400 800 mm 500 750 mm
Drilling Depth Drilling Depth
I Stationary workpiece — rotating tool BB Rotating workpiece — stationary tool
L Chip Box
—
T g T
‘ - = H [ o o {
*’\ ’i o :H? ’ﬂ“’*’
\\ | ——— —g’ﬂ AN . Y4 j
\\J [
‘ ‘ N | Adjustment
' ‘ Driver Adapter
Drill Sealed Sealing Support
Bushing Housing Disk Bushing

L =20xD

1- The support bushing should be according to tube diameter (D3) (see below)

Bushing

Based on modified DIN 179 specify the “d” diameter of
the drill head. Carbide bushing is delivered
only on request.

d = Drill diameter +0.02

Guide Bushing

A guide bushing is an essential component for a
proper gundrill operation. The function of the guide
bushing is to direct the SUMOGUN into the material
during penetration. The diameter of the guide
bushing should be within 20 microns larger than the
diameter of the drill. Dedicated gundrill machines
are equipped with a guide bushing system.

Support Bushing
D3 indicate the tube diameter

—»| D3

RN

o =

o/

Sealing Disk

Indicate the dimensions needed for
your requirements

—— D —— |
D3

-

Support Bushing | <8
D3 Ext. @ “D” Ext.@“D1” Length “L” Length “L1 Sealing Disk
9.6 - 16,399 20 26 20 12 D3 Ext. @ “D” Thick. “ B”
9.6 - 25,999 30 38 26 16 9.6 to 15,559 32 4
9.6 - 25,999 45 50 26 16 15,6 0 25,999 40 4

Member IMC Group
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ISCARGUNDRILLS USER GUIDE

Recommended Machining Conditions

)
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Material Groups
Tensile Strength Hardness Mtl.
I1SO Material Condition Rm [N/mm2] HB No.
<0.25%C | Annealed 420 125
>=0.25%C | Annealed 650 190
Non-alloy steel
and cast steel, <0.55%C | Quenched and tempered 850 250
free cutting stee! >=055%C | Annealed 750 220
Quenched and tempered 1000 300
> Annealed 600 200 6
Low alloy steel and cast steel (less 930 275
than 5%
alloying elements) Quenched and tempered 1000 300 :
1200 350 9
High alloy steel, cast steel and Annealed 680 200 0
tool steel Quenched and tempered 1100 325
Ferritic/pearlitic 180
Grey cast iron (GG)
Pearlitic 260 6
Ferritic 160
Nodular cast iron (GGG)
Pearlitic 250 8
Ferritic 130 9
Malleable cast iron
Pearlitic 230 0
Recommended Machining Conditions for SUMOGUN
SUMOGUN
Feed vs. Drill Diameter
Mtl. Ve D=10-11.9 D=12-13.9 D=14-15.9 D=16-19.9 D=20-25.9
No. m/min mm/rev
60-90-110
60-80-100 0.10 0.11 013 0.13 0.14
60-80-100 0.14 0.16 0.18 0.19 0.20
50-70-90 0.18 0.20 0.24 0.25 0.27
40-50-70
6 50-70-100
50-70-90 0.10 0.10 0.12 0.12 0.13
0.14 0.15 0.17 0.18 0.20
= 405070 0.18 0.20 0.22 0.24 0.26
9 30-40-50
0 40-50-70 0.09 0.09 0.10 0.10 0.11
0.14 0.14 0.15 0.16 0.17
50-40-60 0.18 0.18 0.20 022 0.24
60-80-100
6 60-90-100
60-100-120 0.16 0.18 0.18 0.18 0.18
0.20 0.22 0.22 0.22 0.22
= 60-90-110 025 028 028 028 028
9 70-100-120
0 60-90-110
B Recommended cutting data

ISCAR
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SUMOGUN Inquiry Form

Tube

[ -

I
Th
v

T] »
GDV Driver

1. Tool

QUANTIEY. ettt
Nominal diameter and tolerance ..........c.ccccccceeeveiiiinnnnne.n.
Please fill in dimensions on the sketch below.

Driver

Driver: for standard drivers please use codes

from PagE 73T ..o
O Code No.

[ Special, please attach sketch and specifications.

2. Workpiece

(If possible, please attach a drawing)

2.1 Material

Material description (DIN material number or any
other standard):

O Short Chips O Long Chips

2.2 Hole Type

Sketch of drilling application

Note: It may be necessary to change several of the parameters that you
indicated, based on our experience with your application.

3.2 Cutting Data:

O Blind Hole ] DriIIing into Pre-hole CuttingISpeed \./C .............. M/MIN e
] Angled Entry ] Drilling into Solid Revolutpns Nmin ......... RPM, Nmax ......... RPM
] Boring ] Angled Exit Feed Fmin..................... mm/rev,
Driling Depth  mm  Hole Tolerance Fmax........... MM/IeV......... .
Feed Rate VF ................. MM/MIN e,
2.3 Application:
Workpiece: Stationary : Rotating Coollant: .
Tool: Stationary : Rotating O ol O Soluble Oil Other
Coolant Pressure ................. Bar .o
3. Machine
3.1 Technical Data
Specially Tailored SUMOGUN Code Key
Machine Type Designation D Required L&:\'g‘{;‘g L1 Total Length Driver " Code
MNGDT 1500-1000-MF##X1-T2
FormGaLCJ::::;LL D Lt Driver Code 15.00 920 1000 2
L Il L1 L Driver Code |
For other MNCNT 1500- 920-MF##X1-T2 15,00 90 1000 2
machine tools D L | Driver Code '

() see page 731

Drilling Head
Mounting Procedure

Member IMC Group
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ISCARGUNDRiLLS

USER GUIDE

When using a gundrill on a lathe machine, a short solid
carbide centering drill should be used prior to the gundrill.
Once the gundrill enters the pre-drilled hole,

it is self-guided.

Drilling a pre-hole
(drill diameter +0.02 mm)

Never try to penetrate the
workpiece by using a gundrill

Gundrill penetration
through the pre-hole

G
A shallow pre-hole can’t lead
2% D min the unbalanced gundirill

Drill Penetration Instructions

and during hole penetration the coolant

n Rotate the drill counterclockwise prior to E Stop the drill rotation and start B Rotate the drill clockwise

prior to drilling operation

| |

= 3

| &

The Influence of Tool vs. Workpiece Rotation

Rotating tool Rotating workpiece

Rotating tool & workpiece

@I_%_

Worst 7 Medium

The maximum misalignment between the drill
bushing and the workpiece center line
should not exceed 0.02 mm (.0008”).

Best

Rotating Workpiece
Bushing

% / Stationary Drill
,,,,, =
s R .
.0008" Zé_
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Single Flute Gundrill Carbide Tipped

ISCAR's gundrill consists of a single piece carbide head, Gundrill Range

a streamlined shank and a driver through which coolant

flows to the working end where it is most needed. Chips Drill Diameter Max. Flute Length

are evacuated along the V-shaped external flute. 250103.09 1100
3.10105.99 2500

DriIIing Head 6.00t0 11.39 3000

11.40 t0 40.00 3500

The carbide head is tapered on its length to reduce
Overall length=flute length+driver length (see page 741)

friction. The taper angle depends on the type of material
to be drilled. For high precision drilling, the taper should
be reduced to a minimum.

Note that when the head is resharpened, the diameter
of the drill changes, affecting the hole tolerance.

Driver

Shank

The cross-section of the shank is V-shaped with
coolant holes. It is made of hardened steel that is
highly resistant to twisting. This cross-section
provides the optimal conditions for twist resistance,
coolant flow and chip evacuation.

Driver

The driver ensures the connection between

the gundrill and the machine tool, (see page 739
for detailed driver information).

Drilling Head
Advantages
e Drilling precision of IT7 to IT9 tolerances can be reached ISCAR’s advanced gundrill technology provides
e Excellent straightness and concentricity superior geometric and dimensional quality
¢ Maintains high precision hole center alignment for both deep and shallow drilling.
e Surface roughness of R0.4 - R1.6 is easily obtained The drills are available in the range of 2.5 to 40 mm.

e Reboring operations are often unnecessary

Single Flute Solid Carbide Gundrills

Another type of gundrill is made with integral tip and Solid Carbide Gundrill Range

shank, made of solid carbide with either a steel or a (with or without brazed steel driver)

carbide driver. These drills are designed for conventional Drill Diameter Max. Flute Length
machines, machining centers and lathes. This style 0.9 to 16.00 300 mm

of gundrill is available from 0.9-16 mm and can be
used on various types of materials. It provides superior

rigidity and optimal coolant flow rates. As a result of its Standard Gundrill Head Sharpening Angles

rigidity, up to 100% higher feed rate can be reached. Subject to the required tolerance, cutting performance
When using the small diameter drills, it is crucial to and desired chip shape, the following standard sharpening
adhere closely to the recommended drilling parameters. angles are recommended (shown in figures 1 and 2).

30
15 / 12
4
°\ e 20

a0 )
L J 0250 \ J 0250 \
D —»l

D

Standard sharpening for 0.9 to 4 mm drill Standard sharpening for 4 to Standard sharpening for 32 to 40
diameters 32 mm drill diameters mm drill diameters

Note: For special or semi-standard gundirills, special geometries will be offered to match the application.
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)
—
—
o
0
Z
D)
©)

ISCA

VNNl

Standard Gundrill Head Profiles

USER GUIDE

Drilling capacity and finish of the drilled hole are
dependent on the geometrical shape of the drill head.
Both the profile and the sharpening must be matched to

the same.

the workpiece material. The profile is defined when the

General Sketch

All cross section profile
parameters such as: P,
La and must be precisely
matched to the workpiece
material properties.

Profile G (Universal)

Standard form for most material
types, particularly for materials with a
tendency to shrink. Recommended
for high precision bore tolerance

and straightness. Maintains precise
exit hole size. Recommended when
extra burnishing is required.

tool is manufactured. Although regrinding may change the
cutting geometry, the profile should remain

Profile A

Suitable for cast iron (usually coated)
and aluminum alloys. Can be used
for cross drilling, angular entry or
exit and for interrupted cut. Large
coolant gaps between pads.

Profile B

Excellent size control, for high
precision hole tolerance. Used for
cast iron and aluminum alloys.

Used for angled entry or exit.
Large back taper, for shrinking
materials such as types of
alloys and stainless steel. Large
coolant gaps between pads.

Profile D

Suitable for cast iron only.
Very effective in grey cast
iron (usually coated).

General use, for alloys and stainless
steel. This profile eliminates the
problem of the tool sticking in

the hole after the outer corner

dulls. Especially suitable for
crankshaft and other forged
materials. Recommended for
accurate hole straightness.

Recommended for all
nonferrous and cast iron
materials up 5 mm diameter.
Sometimes used for wood and
plastic with larger back taper.

Used for aluminum and brass for
best hole finish. For intersecting
holes and interrupted cut or when
extra outer diameter support

and burnishing is required.

ISCAR
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Standard Gundrill Drivers for Machining Centers, Lathes, etc.
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1=

BRAZED GUNDRILL
F = CYLINDRICAL TUBE
SOLID CARBIDE GUNDRILL
Equal or less More
Driver |Max. cutting| than max. cutting | than max.
Driver Type Drawing DXL code | diameter diameter diameter F = Straightening extension
4x28 N°1 2749 10 20 18
5x28 N°2 3249 10 20 15
6x36 N°3 4249 10 20 14
8x36 N°4 5.749 10 20 14
10x40 N°5 7.299 10 20 15
12x45 N6 8.999 10 20 15
50x1.78" N°94 9,699 10 20 15
1445 N7 10.999 10 20 15
Cylindrical L 16x48 N°8 12.399 10 20 15
DIN1835A [y I 1848 N°g 14,399 10 20 15
DIN6535HA I 75x2.03" N°95 14,899 10 20 15
20%50 N°10 15.899 10 20
25x56 N°1 19,509 10 25
1.00%2.28" N°96 19,509 10 25
1.26x2.28" N°g7 25.609 10 25
32x60 N°12 25.609 10 25
40x70 N°13 32.609 10 25
50x80 N°14 40 10 25
63x90 N°15 40 10 25
6x36 N°16 2.749 10 20 15
8x36 N°17 3.249 10 20 15
10x40 N°18 7.299 10 20 15
12x45 N°19 8999 10 20 15
L 50x1.78” N°98 9699 10 20 15
— 16x48 N°20 12.399 10 20 15
Weldon | IS R b . E
[OXZ. d
L SRS R 20%50 N°22 15.899 10 20 15
DIN6535HB 25456 N°23 19500 10 25
=I 1.00x2.28" N°100 | 19509 10 2%
I 1.25%2.28" N°101 25.609 10 25
32%60 N°24 25.609 10 25
40x70 N°25 32.609 10 2
50x80 N°26 40 10 25
63x90 N°27 40 10 25
6x36 N°28 2.749 10 20
8x36 N°29 3249 10 20
10x40 N°30 7.299 10 20 15
Whistle L 12x45 N°31 8999 10 20 15
. 16x48 N°32 12.399 10 20 15
Deich | I ! 18x48 N°33 14.399 10 20 15
DIN1835E 20450 N°34 15.899 10 20 15
25%56 N°35 19,509 10 25
32460 N°36 25.609 10 25
40%70 N°37 32.609 10 25
6x36 N°38 2.749 10 20 15
836 N°39 3.249 10 20 15
Whistle L— 10x40 N°40 7.299 10 20 15
Notch I 12x45 N4t 8999 10 20 15
DIN6535HE =| v 16x48 N°42 12.399 10 20 15
18x48 N°43 14.399 10 20 15
20x50 N°44 15.899 10 20 15

Member IMC Group
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% Standard Drivers for Gundrill Machines
Z
D) 1= —
(5 iﬂ:@
BRAZED GUNDRILL
F = CYLINDRICAL TUBE
SOLID CARBIDE GUNDRILL
Equal or less More
Driver |Max. cutting| than max. cutting | than max.
Driver Type Drawing DXL code diameter diameter diameter F = Straightening extension
CM1 N°45 9,599 10 20
cM2 N°46 14.599 10 20
Lt g CM3 N°47 21.499 10 25
CM4 N°48 29.499 10 25
CM1 N°49 9.599 10 20
i ) cM2 N°50 14.599 10 20
DIN22sBK (S %i‘ cM3 N°51 21499 10 25
CM4 N°52 29.499 10 25
6x30 N°53 2.749 10 20 20
10x40 N°54 7.299 10 20 15
Contral - 16x45 N°55 12.399 10 20
Clamin v 750%2.75" N°56 14.899 10 20
Su rfa':e ﬂ 5 o 2570 Ns7 | 19509 10 %
1.00%2.75" N°58 19.509 10 25
1.25%2.75" N°59 25.609 10 25
1.50%2.75" N°60 32,609 10 25
Frontal - P
Clamping o 16x50 N°61 12.399 10 20
Surface 15° Eﬁ‘
10x50 M6X0.5 N°62 7.299 10 20 15
. 10x60 M6X0.5 N°63 7.299 10 20
Cylindrical 4ty | 50x1.97" MBXO5 N°64 8.999 10 20 15
with Thread I=‘.':=§:i 16x80 M10X1 N°65 12.399 10 20 15
! 25x100 M16x1.5 N°66 19.509 10 25
36x120 M24x1.5 N°67 30609 10 25
— 10x68 M6x0.5 N°68 6.749 10 20
. FoM 16x90 M10x1 N°69 10.799 10 20 15
el BAT2MIBAS | N70 19500 10 25
36x135 M24x1.5 N°7A 30.609 10 25
Central L ' 25x70 N°72 19.509 10 25
Clamping %
Hexagonal i 32x70 N°73 25.609 10 25
Central - 50x1.50" N°74 8.599 10 20 15
i ! 16x70 N°75 12,099 10 20 15
T P dg 75%2.75" N°76 14,009 10 20
apere 20x70 N°77 16.099 10 20 15
50x1.50" N°78 9.699 10 20
75%2.75" N°79 14.899 10 20
— ——, 1.00x2.75" N°80 19.509 10 25
. 1.00x3.94" N°81 19.509 10 25
g::"f:';':go == 125x2.75" N°B2 25,600 10 25
1.25x3.94” N°83 25.609 10 25
1.50%2.75" N°84 32,609 10 25
1.50x3.94" N°85 32,609 10 25
16x112 Tr 16x1.5 N°86 13.599 10 20
Trapezoidal - 20x126 Tr 20x2 N°87 17.099 10 20
Thread Tﬁgﬂg 28x126 Tr 28x2 N°83 25.509 10 25
36x162 Tr 36x2 N°89 32,599 10 25
. L 16x40 N°90 12.399 10 20
st.r aymist Eﬂﬁ) 25%50 N°91 19.509 10 25
river i 35460 N9 26500 10 25
Drivers
Drivers are available for dedicated and CNC
machines for any specified diameter and length.
Below are the driver codes and technical data.

ISCAR
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Standard Gundrill Length Calculations

USER GUIDE

~—H—
[ N VA2
D ey
f M
N w B Fob—1a—
ls
L

Example

Drilling of a 10x500 depth hole on a gundrill machine
with @25x70 mm driver code No. 57 (See page 739)
D=10 W=500 LA=70 B=250 (or per experience)
L=N+W+B+F+LA

L=(35-10)+5004+250+13+70=858 (OAL)

Standard Gundrill Carbide Head Length

Ls=N+W+B=770 (flute length)

Ordering Code
For example:

H D and Ls are available as standard
. STGD-10000-0858-57-1C08
S
N
D Diameter Range Head Length
O > J 2.50-3.80 20
3.80-4.05 23
4.05-5.05 25
D= Cutting diameter EU50 &
= Carbide length ﬁ‘ﬁ%ﬁ jg
N= Regrinding area = H-D e
_ Hole depth 18.35-21.35 45
. ) 21.35-23.35 50
B= Chip evacuation area 93.35-26.35 55
= For typical gundrill machines, 250 mm 96.35-32.00 65
= For machining centers, 2xD (minimum 15 mm) Note: regrindable length=H-D
F= 10 mm.
LA = Driver length
LS = Flute length
= Overall length
Pressure and Coolant Flow Rate for Gundrills
. L Q
L L/D>100
L L/D<100
i L/D>100
i L/D<100
@ 2 4 6 8 10 12 14 16 18 20 22 24 26 28 30 32 40 mm Home B ro

Drilling Diameter

Gundrill Lubrication and Cooling

The best performance is obtained by using oil.

On equipment that uses water-soluble fluids

(i.e. machining centers and CNC machines), a
concentration between 10% and 15% is recommended.

Guidelines for Optimal Gundrill Performance
e |t is recommended to use a strong coolant flow
for efficient chip flushing and cooling of the cutting edge
e |t is recommended to use a filter under 20 pm
Note: Improper filtration may result in interrupted flow of
lubricating oil. This creates a sticky surface on the bearing
pads and leads to premature wear of thetool
and overloading the coolant pump and spindle seals
e Temperature of the coolant should be between
20 and 22° C

Note: Above 50° C the viscosity of the coolant is reduced by 50%
and becomes ineffective.
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Drilling Tolerances Obtainable In Deep Hole Drilling

Deep Drilling Tolerances
Gundrill configurations when used under recommended When operating under optimal conditions,
conditions can produce holes with tolerances of IT8-1T9. even better tolerances can be achieved.
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Nonferrous materials

Machinabili
of
Metals

Drilling quality

Tolerance range under normal conditions Tolerance range under optimal conditions

Surface Quality

Surface quality of 0.2 Ra can be achieved when
using gundrills under recommended conditions.

Indexable Drills
Reaming

Deep drilling
Degree of roughness
(Ra roughness index)

. I
Tolerance range under normal conditions Tolerance range under optimal conditions
Concentricity and Straightness Circularity
The resulting quality depends on different The geometric quality of bores obtained from deep
factors such as: hole drill bits is clearly higher than that obtained
¢ Drilling depth and diameter with the use of twist drills. It is possible to obtain
¢ Type of machining and cutting parameters precision with deviations of less than 4pm.

e Quality and uniformity of the workpiece material
e Machine tool conditions
e Gundrill support

Concentricity Straightness

mm

1.0 mm
0.84 0.05
0,66 0.04

05 0.03
0.33 0.02
0.16 0.01
500 1000 mm 250 500 750 mm
Driling Depth Drilling Depth

[ Stationary workpiece — rotating tool
= Rotating workpiece — stationary tool

ISCAR
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Delivery Schedule Based on Drill Dimensions
for Carbide Tipped Gundrills

USER GUIDE

Single Flute Carbide Tipped Gundrill Designations
New Tools

Standard( Brazed Drill (Carbide Tipped):
Ordering Example:
STGD -05500- 0500- 57 - IC08
(The only available carbide grade)
Drill Overall  Driver
Diameter Length  Type

@2.5 to @20 each 0.1 mm and @20 to @32 each 1 mm
Standard geometry suitable in any material Standard driver
from the table (page 739) 1-2 weeks delivery”

Semi-Standard( Brazed Drill (Carbide Tipped):
Ordering Example:

GD -05520- 0500~ 57 - ER - 1C908
(carbide grade)®

Drill Overall  Driver E=Head Profile
Diameter Length  Type R=Rough
(P-Polished)

Diameter out of standard range Standard geometry
AND/OR head profile from page 738 AND/OR coating
Standard driver from the table (page 739) 3-4

weeks delivery

Special Gundrill Carbide Tipped:
Ordering Example:

SPGD -05520- 0500- 02051 -01

Drill Overall  Offer No. Version
Diameter Length  or Drawing  No.
No.

Any special specification (special geometry, special driver,
etc.) 3-4 weeks delivery

Repair (Replacement of the Carbide Tip)
Repair of Standard( Drills
Ordering Example:
RSTGD -05520- 0500- IC08
(The only available carbide grade)
Drill Overall
Diameter Length

Repair of Semi-Standard("
Ordering Example:
RGD -05520- 0500- GR- IC508
(carbide grade)(2)
Dirill Overall  G=Dirill Profile
Diameter Length  R=Rough (P=Polished)

Repair of Special") Drills
Ordering Example:
RSPGD - 05520- 0500- 02051 - 01

Drill Overall  Offer No. Version No.
Diameter Length  or Drawing
No.

Single Flute Solid Carbide Gundrill Designation

New Tools
4-6 weeks delivery for any kind of solid cabide gundrill

Standard( Solid Carbide Drills
Ordering Example:

STCGD- 05500- 0200- 05
Drill Overall  Driver
Diameter Length  Type

Semi-Standard(") Solid Carbide Drills
Ordering Example:

CGD -05520- 0200- 05 CPICO8

Drill Overall  Driver C=Dirill Profile
Diameter Length  Type P=Polished
(R=Rough)

1C08=Carbide Grade(2)

Special M Solid Carbide Gundrills
Ordering Example:
SPCGD -05520 - 0500 - 02051 - 01

Dril Overall  Offer No. Version No.
Diameter Length  or Drawing
No.

Repair of a solid carbide drill is not possible
Special™ Two Flute Carbide Tipped
Gundrill Designations

Ordering Example:
GD2L - 05520- 0500- 02051 - 01

Drill Overall  Offer No. Version No.
Diameter Length  or Drawing
No.

(1) Standard gundrills: delivery within 1-2 weeks from order

(shipment time not included).

Semi-standard gundrills: delivery within 2-4 weeks from
order (shipment time not included)

Special gundrills: delivery within 8-10 weeks

from order (shipment time not included)

(2) Available carbide grades: 1C08 - uncoated grade used

as a substrate for the following coated grades: 1C908
(TIAIN); 1C508 (TICN+TiN); IC308 (TiCN); 1C208 (TiN)

Standard Geometry Resharpening of
Carbide Tipped or Solid Gundrills
(See page 737)
Ordering Example:
stgrind - 056520

Drill

Diameter

Special Geometry Resharpening
Ordering Example:
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—
—
o
O
Z
D)
©)

SPGRIND- 05520 - 02051 - 01
Drill Offer Version
Diameter  No. No.
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Gundrill Inquiry Form
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1. Tool

QUANTIEY. 1ottt
Nominal diameter and tolerance ............cccccccvvvviiiiieeeeennn.
Please fill in dimensions on the sketch below.

- L -
Ls ———»| l——— LA —— *

L e I f

b |2 | . d

Driver

For standard drivers please use codes

from page 739.......cccciiiiiiiiii
O Code No.

O Special, please attach sketch and specifications.
Grind: O special (fill in the dimensions and angles below).

Y
a2
{v
Inter nal Cuttnig
Edge Edge

1= verrrnsnsnnnns [0 o T R P
0L2= wemmmnnnnnnnnns o] =5 TR, Yoz ccviiiieeeeeeees
OL3= crnnsnannannnnsn AS= irrenrnrnraa D

o Standard (see page 737)

Coating:

OTiN OTICN OTiN+TiCN O TiAIN O Other

O 1C208 (TiN) I 1C308 (TICN) O 1C508 (TICN+TiN)
0 1C908 (TIAIN)

Type:
Please circle the required type. See page 738.

2. Workpiece

(If possible, please attach a drawing)

2.1 Material

Material description (DIN material number or any
other standard):

O Short Chips O Long Chips

2.2 Hole Type
O Blind Hole
O Angled Entry
O Drilling into Solid O Boring
Drilling Depth mm  Hole Tolerance

O Drilling into Pre-hole

O Angled Exit

2.3 Application:

Workpiece O Stationary O Rotating
Tool O Stationary O Rotating
3. Machine

3.1 Technical Data

Machine Type

POWET ..,

3.2 Cutting Data:

Cutting Speed VC .............. M/MIN e
Revolutions Nmin ......... RPM, Nmax ......... RPM
Feed Fmin..............c..... mm/rev,

Fmax............. mm/rev..........

Feed Rate VF ................. MM/MIN e,
Coolant:

O Qil O Soluble Ol O Other

Coolant Pressure ................. Bar .

Sketch of drilling application

Note: It may be necessary to change several of the parameters that you
indicated based on our experience with your application.

ISCAR
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Typical Gundrill Applications

Main Drilling Methods User Guide
The gundrill is not a self-centering tool. Therefore
an external means must be used to guide it
A o to the point of entry into the workpiece.

\ It is recommended that the machine tool be
equipped with a means for guiding the gundrill,
| preferably during the entire drilling process.
74} An alternative method is a pre-drilled guide hole (figure 2),
which is common for machining centers. Once the drill
has been fully engaged into this hole, it continues to be
) self-guided.
Guide Barrel The guide pads contribute to the high degree of
calibration and provide burnishing of the drilled hole.

Figure 1
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Figure 2

Pre-Drilled Guide Hole

Typical Gundrill Applications -
Chip Evacuation and Coolant Flow

Figure 3 Figure 4

(ol
Boring with chip evacuation and coolant Drilling of solid material with chip evacuation and
flowing opposite the boring direction coolant flow opposite the drilling direction

Figure 5 Figure 6

o

Boring with chip evacuation in the boring direction Boring with a staged tool
Chip evacuation and coolant flow in the boring direction
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Deep Hole Machine Accessories

USER GUIDE

Drill Sealed Sealing Support Driver Adjustment
Bushing Housing Disk Bushing Adapter
Bushing Guide Bushings

Based on modified DIN 179 specify the “d” diameter of
the drill. Carbide bushing is delivered
only on request.

d = Drill diameter +0.02

As the gundrill is not a self-centering tool and its
radial rigidity is low (due to diameter to length ratio),
a guide bushing is an essential component for a
proper gundrill operation. The function of the guide
bushing is to direct the gundrill into the material
during penetration. The diameter of the guide

bushing should be within 20 microns larger than the
I -~ diameter of the drill. Dedicated gundrill machines
d — - [ | — are equipped with a guide bushing system.
¥ —
Sealing Disk

Supplied with a single sealing disk or a protection sheet.
Indicate the dimensions needed for your requirements.

Sealing Disk Sealing Disk with Protection
Tool @ “d” Ext. @ “D” Thick. “B” Tool @ “d1” Ext. @ “D” Thick. “ B”
2106 20 3 2,9-5249 20 7
3,110 15,559 32 4 5,25 - 14,449 32 11
15,6 t0 25,999 40 4 14,45 - 25,999 40 12
26 to 40 90 4 26 - 41 90 12

Support Bushing
Indicate the “d” diameter of the drill

—

Support Bushing with “V” Form
Indicate the “d” diameter of the drill

—— D1 ————»

:

47:—4>‘

o4+-— |

120° ‘

Support Bushing with “V” Form

Support Bushing
Tool @ “d1” Ext. @“D” Ext.@“D1” Length “L” Length “L1”
1,9-16,399 20 26 20 12
1,9 - 25,999 30 38 26 16
1,9-34 45 50 26 16

Tool @ “d1” Ext.@“D” Ext.@“D1” Length“L” Length“L1”

1,9-16,399 20 26 20 12
1,9 - 23,799 30 38 26 16

ISCAR
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Excessive corner wear
Excessive flank wear
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Hole Problems
Conical entrance
Curved hole axis
Drill Problems
Damaged wear pad
Built-up edge

Poor drill life
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Gundrill Troubleshooting Guide
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ISO

Tensile .
Strength Hardness Material
Material Condition [N/mm?] HB No.t"
<025 %C Annealed 420 125 1
>=0.25 %C Annealed 650 190 2
Noq-al\oy steel and cast steel, free <055 %C Quenched and tempered 850 250 38
cutting steel
>=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 5
Annealed 600 200 6
Low alloy steel and cast steel 930 215 !
(less than 5% of alloying elements) Quenched and tempered 1000 300 8
1200 350 9
High alloyed steel, cast steel, Annealed 680 200 10
and tool steel Quenched and tempered 1100 325 11
Stainless steel and Ferritic/martensitic 680 200 12
cast steel Martensitic 820 240 13
Stainless steel Austenitic 600 180 14
: Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Nodular cast iron (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 920 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

() For workpiece materials list, see pages 1114-1149
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—
—
Gundrill Recommended Machining Conditions %
. Feed vs. mm/rev Drill Diameter mm
Mitl, Cutting Speed | e
No ve m/min 2.0-9.79 9.8-11.69 11.7-13.19 13.2-16.19 16.2-40 :)
70-110 (5
80-110
70-100 0.01-0.03 0.03-0.05 0.035-0.06 0.04-0.07 0.02-0.10
70-110
70-90
6 80-110
70-110
0.01-0.03 0.03-0.05 0.035-0.06 0.04-0.07 0.02-0.10
8 60-90
g 50-80
0 50-70 0.01-0.03 0.025-0.04 0.03-0.045 0.085-0.05 0.12-0.10
40-70 0.01-0.03 0.025-0.04 0.03-0.045 0.085-0.05 0.12-0.10
14 40-80 0.01-0.03 0.025-0.04 0.03-0.045 0.085-0.05 0.02-0.10
70-100
6 70-100
80-110
0.01-040 0.04-0.1 0.05-0.12 0.06-0.14 0.05-0.20
8 80-110
9 90-115
0 90-115
80-160
0.02-0.04 0.03-0.17 0.03-0.18 0.035-0.19 0.03-0.15
80-120
3 80-180 0.02-0.04 0.02-0.13 0.03-0.16 0.04-0.18 0.03-0.15
0
0.01-0.03 0.025-0.03 0.03-0.035 0.03-0.04 0.02-0.10
25-60
38
= 20-50 0.025-0.03 0.03-0.035 0.03-0.04
0.01-0.03 0.02-0.10
40
41
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o=
L 4 11 ]




REAMERS

PRECISION REAMING

|
-
.
i
2 B
.

/8 ISCAR
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RM-BNT (Shanks) <Lso] LBX ‘ AE' s

Shanks for BAYO T-REAM r LLl

Interchangeable Head Reamers ponpex ] 5B O¢NM 8 2

-— <C

LL

o

74
ULDR® DCN®@ DCX® LBX OAL Ls DCONMS SScw f

RM-BNT5-1.5D-16C 16 11.501 13500 20.3 68.25 950 16.00 BNS RM-BN5-SR RM-BN5-K
RM-BNT6-1.5D-16C 15 13.601 16.000 24.0 72.00 9.50 16.00 BN6 RM-BN6-SR  RM-BN6-K
RM-BNT7-1.5D-20C 15 16.001 20.000 30.0 80.00 10.70 20.00 BN7 RM-BN7-SR RM-BN7-K
RM-BNT8-1.5D-20C 15 20,001 25.400 38.1 88.10 12.90 20.00 BN8 RM-BN8-SR  RM-BN8-K
RM-BNT9-1.5D-25C 15 25.401 32.000 48.0 104.00 12.90 25.00 BN9 RM-BN9-SR  RM-BN9-K
RM-BNT9-1.5D-32C 16 25,401 32.000 48,0 108.00 12.90 32.00 BN9 RVM-BN9-SR  RM-BN9-K
RM-BNT5-3D-16C 3.0 11.501 13.500 40.5 88.50 9.50 16.00 BN5 RM-BN5-SR RM-BN5-K
RM-BNT6-3D-16C 30 13.601 16.000 48.0 96.00 9.50 16.00 BN6 RM-BN6-SR  RM-BN6-K
RM-BNT7-3D-20C 30 16.001 20.000 60.0 110.00 10.70 20.00 BN7 RM-BN7-SR RM-BN7-K
RM-BNT8-3D-20C 30 20.001 25.400 75.0 125.00 12.90 20.00 BN8 RM-BN8-SR  RM-BN8-K
RM-BNT9-3D-25C 3.0 25.401 32.000 94.2 150.20 12.90 25.00 BN9 RM-BN9-SR RM-BN9-K
RM-BNT9-3D-32C 30 25,401 32.000 94.2 154.20 12.90 32.00 BN9 RM-BN9-SR  RM-BN9-K
RM-BNT5-5D-16C 5.0 11.501 13.600 67.7 116.70 9.50 16.00 BNS RM-BN5-SR  RM-BN5-K
RM-BNT6-5D-16C 5.0 13.601 16.000 80.0 128.00 9.50 16.00 BN6 RM-BN6-SR  RM-BN6-K
RM-BNT7-5D-20C 5.0 16.001 20.000 100.0 150.00 10.70 20.00 BN7 RM-BN7-SR RM-BN7-K
RM-BNT8-5D-20C 5.0 20.001 25.400 125.0 175.00 12.90 20.00 BN8 RM-BN8-SR  RM-BN8-K
RM-BNT9-5D-32C 5.0 25.401 32.000 168.2 218.20 12.90 32.00 BN9 RM-BN9-SR  RM-BN9-K
RM-BNT5-8D-16C 8.0 11.501 13500 108.2 156.20 950 16.00 BNS RM-BN5-SR RM-BN5-K
RM-BNT6-8D-16C 80 13.601 16.000 1280 176.00 950 16.00 BN6 RVM-BN6-SR  RM-BN6-K
RM-BNT7-8D-20C 8.0 16.001 20.000 160.0 210.00 10.70 20.00 BN7 RM-BN7-SR  RM-BN7-K
RM-BNT8-8D-20C 8.0 20,001 25.400 200.0 260.00 12.90 20.00 BN8 RVM-BN8-SR  RM-BN8-K
RM-BNT9-8D-32C 8.0 26,401 32.000 264.2 314.20 12.90 32.00 BN9 RM-BN9-SR RM-BN9-K

() Usable length diameter ratio
2) Reamer min. diameter

() Reamer max. diameter

4 Connection size

Holder Designation Code Key

- - QB GHE R

[Reamer Bayonet Functional Shank Shank Shank
Tool Size Length Diameter Type Material

) C- cylindrical, W-Weldon, M-Morse
(2 No letter - Steel (default), C-Carbide, W- Heavy metal

Bayonet Screw Clamping Key

Head Diameter Bayonet Size M Head Diameter Bayonet Size
RM-BN5-SR 11.501-13.500 BN5 M5 RM-BN5-K 11.501-13.500 BN5
RM-BN6-SR 13.501-16.000 BN6 M6 RM-BN6-K 13.501-16.000 BN6
RM-BN7-SR 16.001-20.000 BN7 M7 RM-BN7-K 16.001-20.000 BN7
RM-BN8-SR 20.001-25.400 BN8 M8 RM-BN8-K 20.001-25.400 BN8
RM-BN9-SR 25.401-32.000 BN9 M9 RM-BN9-K 25.401-32.000 BN9

Member IMC Group
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Accessories !
BAYOT-REAM <o - AL THD :
BE

RM-BN-RC-RING 4 if , ﬁ, T * bttt Ity il Myt .
Runout Adjustment Rings for f DCO& ‘ i DC?N ””””””””””””” { ”””” j -

RM-BNT Reamer Holders L J

9p)
o
L]
=
<
L]
o

o o oows  mo s oow O

RM-BN5-RC-RING 20.00 20.00 16.20 M5x0.5 RM-BNT5 16.00 RM-BN5-RC-SR
RM-BN6-RC-RING 20.00 22.00 16.20 M6x0.5 RM-BNT6 16.00 RM-BN6-RC-SR
RM-BN7-RC-RING 24,00 26.00 20.20 M8x0.5 RM-BNT7 20.00 RM-BN7/8/9-RC-SR
RM-BN8-RC-RING 27.00 33.00 20.20 M8x0.5 RM-BNT8 20.00 RM-BN7/8/9-RC-SR
RM-BN9-RC-RING 39.00 35.00 32.20 M8x0.5 RM-BNT9 32.00 RM-BN7/8/9-RC-SR

() Reamer bayonet size
) RM-BNT reamer holder shank size

BAYOT-REAM v
RM-BN-H7LB T m @ ﬁm
Quick Change Left-Hand Flute I FHA
Interchangeable Solid Carbide SSC == DC @ @
Reaming Heads for High Speed | l
Reaming of Through Holes
~LPR
Dimensions Tough <— Hard
© =3
Designation sscl DC LPR NOF! FHA 3 3
RM-BN5-11.501-H7LB BN5 11,501 9.50 6 200 ° °
RM-BN5-12.000-H7LB BN5 12.000 9.50 6 200 ° °
RM-BN5-13.000-H7LB BN5 13.000 9.50 6 20.0 . .
RM-BN5-13.500-H7LB BNS 13.500 9.50 6 20.0 . .
RM-BN6-13.501-H7LB BNG 13,501 9.50 6 200 ° °
RM-BN6-14.000-H7LB BN6 14.000 9.50 6 20.0 . .
RM-BN6-15.000-H7LB BNG 15,000 9.50 6 20.0 ° °
RM-BN6-16.000-H7LB BNG 16.000 9.50 6 200 ° °
RM-BN7-16.001-H7LB BN7 16.001 10.70 6 20.0 . .
RM-BN7-17.000-H7LB BN7 17.000 10.70 6 20.0 ° °
RM-BN7-18.000-H7LB BN7 18.000 10.70 6 20.0 (] (]
RM-BN7-19.000-H7LB BN7 19.000 10.70 6 20.0 . °
RM-BN7-20.000-H7LB BN7 20.000 10.70 6 20.0 ° °
RM-BN8-20.001-H7LB BNS 20.001 12.90 8 200 ° °
RM-BN8-21.000-H7LB BN8 21,000 12.90 8 20.0 ° °
RM-BN8-22.000-H7LB BN8S 22,000 12.90 8 20.0 ° °
RM-BN8-23.000-H7LB BNS 23.000 12.90 8 200 ° °
RM-BN8-24.000-H7LB BN8 24.000 12.90 8 20.0 . °
RM-BN8-25.000-H7LB BN8 25,000 12.90 8 20.0 ° °
RM-BN9-26.000-H7LB (1) BN9 26.000 12.90 8 200 °
RM-BN9-27.000-H7LB (1) BN9 27.000 12.90 8 20.0 .
RM-BN9-28.000-H7LB (1) BN9 28.000 12.90 8 20.0 °
RM-BN9-29.000-H7LB (1) BN9 29.000 12.90 8 200 °
RM-BN9-30.000-H7LB (1) BN9 30.000 12.90 8 20.0 .
RM-BN9-31.000-H7LB (1) BN9 31,000 12.90 8 20.0 °
RM-BN9-32.000-H7LB (1) BN9 32,000 12.90 8 20.0 .

® For user guide, see pages 754-757

() The uncoated fine grain IC08 is available on request
(2 Seat size code

(@) Number of flutes

Complementary Grades (on request):

IC30N cermet tipped, recommended for reaming

the following materials: non-alloyed (mild) steel,

low alloyed steel (<5% of alloying elements), free cutting steel,
tempered steel (tensile strength <1100 N/mm2)

and nodular iron (GGG40, GGGEO, etc.)

ID5 (PCD) recommended for high speed reaming
of aluminum (special cases). s
RNO1 (DLC coating) recommended for reaming \‘/
the following materials: aluminum alloys (cast, wrought, etc.), brass,

bronze and other nonferrous materials.

ISCAR




BAYOT-REAM N
RM-BN-H7SA \ @ @ @ s
Quick Change Straight Flute i LLI
Interchangeable Solid Carbide SSC {1 —.a 2
Reaming Heads for High Speed 1
Reaming of Blind Holes g <C
L LPR —»| %
Dimensions Tough «— Hard
o =]
g | 8
Designation SSc@ DC LPR NOF®
RM-BN5-11.501-H7SA BNS 11.501 9.50 6 ° .
RM-BN5-12.000-H7SA BNS 12.000 9.50 6 ° °
RM-BN5-13.000-H7SA BNS 13.000 9.50 6 ° .
RM-BN5-13.500-H7SA BN5 13.500 9.50 6 ° .
RM-BN6-13.501-H7SA BN6 13.501 9.50 6 (] (]
RM-BN6-14.000-H7SA BN6 14,000 9.50 6 ° .
RM-BN6-15.000-H7SA BN6 15.000 9.50 6 . °
RM-BN6-16.000-H7SA BNG 16.000 9.50 6 . o
RM-BN7-16.001-H7SA BN7 16.001 10.70 6 ° .
RM-BN7-17.000-H7SA BN7 17.000 10.70 6 ° .
RM-BN7-18.000-H7SA BN7 18.000 10.70 6 (] (]
RM-BN7-19.000-H7SA BN7 19.000 10.70 6 . .
RM-BN7-20.000-H7SA BN7 20.000 10.70 6 . .
RM-BN8-20.001-H7SA BN8 20.001 12.90 8 ° .
RM-BN8-21.000-H7SA BN8 21,000 12.90 8 ° .
RM-BN8-22.000-H7SA BN8 22.000 12.90 8 ° °
RM-BN8-23.000-H7SA BN8 23.000 12.90 8 .
RM-BN8-24.000-H7SA BN8 24,000 12.90 8 . .
RM-BN8-25.000-H7SA BN8 25.000 12.90 8 ° °
RM-BN9-26.000-H7SA (1) BN9 26,000 12.90 8 . °
RM-BN9-27.000-H7SA (1) BN9 27.000 12.90 8 .
RM-BN9-28.000-H7SA (1) BN9 28.000 12.90 8 °
RM-BN9-29.000-H7SA (1) BN9 29,000 1290 8 °
RM-BN9-30.000-H7SA (1) BN9 30.000 12.90 8 °
RM-BN9-31.000-H7SA (1) BN9 31.000 12,90 8 °
RM-BN9-32.000-H7SA (1) BN9 32.000 12.90 8 °
® For user guide, see pages 754-757
() The uncoated fine grain IC08 is available on request
@) Seat size code
(@) Number of flutes
Complementary Grades (on request):
IC30N cermet tipped, recommended for reaming ID5 (PCD) recommended for high speed reaming
the following materials: non-alloyed (mild) steel, of aluminum (special cases). .
low alloyed steel (<5% of alloying elements), free cutting steel, RNO1 (DLC coating) recommended for reaming
tempered steel (tensile strength <1100 N/mm2) the following materials: aluminum alIons (cast, wrought, etc.), brass,
and nodular iron (GGG40, GGGBO, etc.) bronze and other nonferrous materials.
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BAYOT-REAM

USER GUIDE

The BAYO T-REAM Line is Available in 5 Sizes
Each size has its own diameter range and holder.
For example:

The same RM-BN7 holder can hold any

head between ©@16.001-20.0 mm

RM-BN9
@25.4-32.0 mm

RM-BN8
©20.0-25.4 mm

Key

‘ & SETUP
-~ - TIME!
Reamer Bayonet Holder
Head Screw
RM-BN7 RM-BN6 RM-BN5
©@16.0-20.0 mm @13.5-16 mm @11.5-13.5 mm

Through Hole

Left-Hand Flute

The left-hand spiral is designed
especially for through hole
reaming. Due to this design, the
chips are being pushed forward
immediately after formation.

]
(T

Blind Hole

Straight Flute

The coolant flow assists the chip
evacuation process. It directs the
just-formed chips backwards. The
chips pass through the straight
flutes and are thrown out of the
hole, without causing any damage
to the reamer or hole surface.

ISCAR



BAYOT-REAM

USER GUIDE

ATTENTION: Cutting tools can break during use.
To avoid injury always use safety precautions
such as gloves, shields and eye protection.

Assembily Instructions (BN5-BN9)

First Assembly
Clean the toolholder pocket (Fig. 1)

Indexing

¢ Release the reaming head with the key, turning in
a counterclockwise direction until it rotates freely

e Rotate another one turn by hand

* Remove the reamer head from the tool; the
clamping screw should remain inside!!!

¢ Clean the pocket of the toolholder (Fig. 1)

e Clean the cone on the new reamer head

e Clamp the reaming head on the screw; note,

N
o
L
=
<
L]
o

Clean the reamer head clamping cone

Insert the clamping screw into the holder and rotate
it 2-3 turns in a clockwise direction (Fig. 2)

Clamp the reaming head on the screw; note, BN8
and BN9 can be assembled only in a specific
position relative to the screw (rotate the head

until locating the correct position) (Fig. 3)

Manually rotate the reaming head until

it sits firmly in the pocket

Tighten with the special key (Fig. 4)

Make sure there is no face gap between the
toolholder and the reaming head (Fig. 5)

BN8 and BN9 can be assembled only in a
specific position relative to the screw (rotate the
head until locating the correct position) (Fig. 3)

e Manually rotate the reaming head. In the beginning it
should rotate without the screw and then (after 1/6 of
a turn) it should engage with the screw. Rotate until it
sits firmly in the pocket. If the screw rotates together
with the reaming head from the beginning, remove the
reaming head and open the screw another one turn.

e Tighten with the special key (Fig. 4)

* Make sure that there is no face gap between
the toolholder and the reaming head (Fig. 5)

BN9: 21-23 N*m
BN8: 17-20 N*m
BN7: 13-15 N'm
BN6: 8-10 N'm

BN5: 7-8 N'm

IE5; @

\

7207

Lead Code / Parameter i a[mm] 9° b [mm]
45° 0.5 - -
25° 1.07 -
45° 05 8° 0.75 \
30° 0.5 4° 1.85 —
45° 0.2 - -
90° - - -
75° 0.15 - - g
Specially Tailored (undesignated)

When choosing a reamer, it is important to select a lead geometry that covers the reaming allowance.

Reaming Allowance

Reaming allowance is the stock material
which should be removed by reaming.

It is recommended to leave different reaming
allowances depending on the workpiece
material and the pre-hole quality.

Pre-hole should be smooth and straight,
without deep scratches on it.

Complementary Grades (on request):

IC30N cermet tipped, recommended for reaming
the following materials: non-alloyed (mild) steel, low
alloyed steel (<56% of alloying elements), free cutting
steel, tempered steel (tensile strength <1100 N/
mm2) and nodular iron (GGG40, GGG60, etc.)

ID5 (PCD) recommended for high speed

reaming of aluminum (special cases).

RNO1 (DLC coating) recommended for reaming the
following materials: aluminum alloys (cast, wrought,
etc.), brass, bronze and other nonferrous materials.

A - Reaming allowance

A = @DR - @DP
<7RtagnD1'iqng4. Hole @ mm
<95 95-115 115-135 135-16 16-32 >32
Steel and Cast | 0.07-0.10 0.07-0.15 0.10-0.20 0.10-0.30 0.10-0.30  0.20-0.40 mm/@
47’5-%? Aluminum and Brass JUUZR 0.10-0.15 0.15-0.25 0.20-0.30 0.20-0.40  0.20-0.50 mm/@

Member IMC Grou
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BAYOT-REAM USER GUIDE

@))
s
L]
2 Recommeded Cutting Conditions for BAYO T-REAM High Speed Reaming Heads
< Through Hole Interrupted Through Hole
% ISO [Material Condition Mate(ri)al First Choice Second Choice First Choice Second Choice
No.(!
Annealed 1 IC908 LB IC30N LA IC908 LB IC908 SA
Annealed 2 Ve =80 - 200 Ve =90 - 240 Ve =60 - 120 Ve =60 - 120
Non-alloyed Quenched & 3
steel, cast steel, tempered BN4 - BN6|fz = 0.08 - 0.21|BN4 - BN6fz = 0.08 - 0.21|BN4 - BN6|fz = 0.06 - 0.18|BN4 - BN6| fz = 0.05 - 0.15
free cutting steel
Annealed 4
Quenched & 5 |BN7 - BNOJz = 0.12 - 0.27|BN7 - BN9Jiz = 0.12 - 0.27|BN7 - BN9|fz = 0.09 - 0.21[BN7 - BNO| fz = 0.07 - 0.16
tempered
Annealed 6 IC908 LB IC30N LA IC908 LB IC908 SA
Low alloyed
steel, 7 Ve = 80 - 200 Ve = 90 - 240 Ve =60 - 120 Ve =60 - 120
cast steel (less Quenched & 8  |BN4 - BNBiz = 0.08 - 0.21|BN4 - BN6|fz = 0.08 - 0.21|BN4 - BN6|fz = 0.06 - 0.18|BN4 - BN6| fz = 0.05 - 0.15
than 5% alloying| tempered
) 9 [BN7-BNoffz = 0.12 - 0.27|BN7 - BNz = 0.12 - 0.27|BN7 - BN9[z = 0.09 - 0.21|BN7 - BN9| fz = 0.07 - 0.16
. Armesled 10 IC908 LB IC908 SA IC908 LB IC908 SA
stgéfhc:!?gga, Ve = 20 - 60 Ve = 20 - 60 Ve = 20 - 60 Ve = 20 - 60
s s e Quenched & 11 [BN4 - BN6|fz = 0.05 - 0.13|BN4 - BN6|fz = 0.04 - 0.11|BN4 - BN6|z = 0.04 - 0.11 |BN4 - BN6[fz = 0.03 - 0.09
tempered BN7 - BN9|fz = 0.07 - 0.17|BN7 - BNz = 0.06 - 0.14|BN7 - BN9|fz = 0.05 - 0.14|BN7 - BN9|fz = 0.04 - 0.11
N N 12 IC908 LB IC908 SA IC908 LB IC908 SA
. Ferritic / martensitic
Stainless steel Ve =20 - 40 Ve =20 - 40 Ve =20-40 Ve =20-40
Martensitic 13 [BN4 - BN6z = 0.05 - 0.13|BN4 - BN6|fz = 0.04 - 0.11|BN4 - BN6|z = 0.04 - 0.11|BN4 - BN6[fz = 0.03 - 0.09
M| stainiess steel Austentic 14 |BN7 - BNOffz = 0.07 - 0.17|BN7 - BNO|fz = 0.06 - 0.14|BN7 - BN9| fz = 0.05 - 0.14|BN7 - BN9|fz = 0.04 - 0.11
Ferrtc 15 IC908 LB 1C908 SA IC908 LB IC908 SA
Grey iron Ve = 120 - 220 Ve = 120 - 220 Ve = 80 - 200 Ve = 80 - 200
(GG) Pearltic 16 [BN4 - BN6|fz = 0.08 - 0.18|BN4 - BN6|fz = 0.08 - 0.16]|BN4 - BN6|z = 0.05 - 0.13|BN4 - BN6[fz = 0.05 - 0.13
BN7 - BN9Jfz = 0.10 - 0.24|BN7 - BN9Jiz = 0.10 - 0.22|BN7 - BN9|fz = 0.07 - 0.17 [BN7 - BN9[z = 0.07 - 0.17
Pearliic / feritc 17 IC908 SAorlLB IC30N LA IC908 LB IC908 SA
Nl fi Ve = 160 - 280 Ve = 160 - 300 Ve = 150 - 250 Ve = 150 - 250
(GGG) » | 18 [BN4-BNé6liz=0.11-0.20|BN4 - BN6Jiz = 0.11 - 0.20|BN4 - BN6[fz = 0.06 - 0.15|BN4 - BN6|fz = 0.06 - 0.15
Pearlitic / martensitic
BN7 - BN9|fz = 0.11 - 0.24|BN7 - BN9Jiz = 0.11 - 0.24|BN7 - BN9|fz = 0.08 - 0.19|BN7 - BN9|fz = 0.08 - 0.19
Fortt 19 IC908 SAor LB IC30N LA or SA IC908 LB IC908 SA
M,\?ggﬁgfl'rfg erriic Vo = 100 - 220 Vo =100 - 240 Ve = 100 - 220 Ve = 100 - 220
foritic./ pearitic Pearltic 20 [BN4 - BN6z = 0.11 - 0.20|BN4 - BN6iz = 0.11 - 0.20|BN4 - BN6|fz = 0.06 - 0.15|BN4 - BN6[fz = 0.06 - 0.15
BN7 - BN9|fz = 0.11 - 0.24|BN7 - BN9|iz = 0.11 - 0.24|BN7 - BN9|fz = 0.08 - 0.20|BN7 - BNO|fz = 0.08 - 0.19
AN Not cureable 21 RNO1 LB or SG ID5 SG RNO1 LB ID5 SG
wrought alloy Cured 22
Ve = 150 - 400 Ve = 200 - 500 Ve = 150 - 350 Ve = 200 - 500
, Not cureable 23
A'“mgweacast Cured 24 [BN4 - BNBfz = 0.08 - 0.16]BN4 - BN6[fz = 0.08 - 0.2 |BN4 - BN6[z = 0.08 - 0.16 |BN4 - BN8| 2 = 0.08 - 0.2
High temperature 25 [BN7 - BN9fz = 0.10 - 0.20|BN7 - BN9fiz = 0.11 - 0.24|BN7 - BN9|fz = 0.10 - 0.20[BN7 - BN9[fz = 0.11 - 0.24
Froe cutting 26 IC30N SAor SG ICo8 SG or SA IC08 SG or SA
Copper alloys Ve = 180 - 240 Ve =30 - 100 Ve =30 - 100
Brass, bronze Brass 27  |BN4 - BN6lfz = 0.05 - 0.16|BN4 - BN6fz = 0.04 - 0.13|BN4 - BN6[fz = 0.04 - 0.13
Electrolitic copper | 28  [BN7 - BNO|fz = 0.04 - 0.20|BN7 - BNz = 0.05 - 0.16|BN7 - BN9|fz = 0.05 - 0.16
Duroplastics, fiber | 29 IC908 SA IC908 LB IC908 SA IC908 LB
NS plastics Ve = 25 - 80 Ve =25 - 80 Ve = 25 - 80 Ve = 25 - 80
30 [BN4 - BN6fz = 0.05 - 0.10[BN4 - BN6iz = 0.05 - 0.12|BN4 - BN6[fz = 0.05 - 0.10[BN4 - BN6|fz = 0.05 - 0.12
Hard rubber BN7 - BN9Jfz = 0.10 - 0.20|BN7 - BNOJiz = 0.10 - 0.28]BN7 - BNO|fz = 0.10 - 0.20|BN7 - BN9|z = 0.10 - 0.23
Annealed 31 IC908 L* IC908 S IC908 = IC908 S
* High temp. Cured % Vo= 15-50 Vo= 15-50 Vo= 15- 50 Vo= 15- 50
Annealed 33
alloys Cured 34
Cast g5 [B\V4-BNBfz=004-0.10/BN4 - BNGfz = 0.04 - 0.10|BN4 - BNG|fz = 0.03 - 0.08|BN4 - BN6| fz = 0.03 - 0.0
BN7 - BN9|fz = 0.05 - 0.13|BN7 - BN9|z = 0.05 - 0.13|BN7 - BN9|fz = 0.04 - 0.1 |BN7 - BN9|z = 0.04 - 0.11
Hardened 38 IC908 LB IC908 SA IC908 LB IC908 SA
Hardened 39 Ve =25 - 50 Ve =25 - 50 Ve =25 - 50 Ve =25 - 50
Hardened steel
Cast 40 [BN4 - BN6|fz = 0.06 - 0.15|BN4 - BN6lfz = 0.05 - 0.13|BN4 - BN6|fz = 0.06 - 0.15|BN4 - BN6|fz = 0.05 - 0.13
Hardened 41 [BN7 - BNO|fz = 0.10 - 0.20|BN7 - BNSfz = 0.10 - 0.20|BN7 - BN9|z = 0.10 - 0.20|BN7 - BN9|fz = 0.10 - 0.20

Standard edge geometries are not suitable for reaming titanium and high temperature alloys.
In order to choose a proper geometry, please ask for our recommendations.
The given cutting data recommendations refer to the short holders (3xD effective reaming overhang). For longer holders,
the cutting speed should be reduced proportionally.
For relatively large leading angles (spot-facing geometries), the feed should be reduced up to 30%.
All the given cutting data recommendations refer to the machines with spindle through coolant supply.
) For workpiece materials list, see pages 1114-1149
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BAYOT-REAM N
C
=

Blind Hole Interrupted Blind Hole IC08 <
Material First Choice Second Choice First Choice Second Choice Through Hole - LB LU
No. Blind Hole - SA oC

1 1C908 SA IC30N SA 1C908 SA Vo< 6-10

2 Ve = 60-160 Ve =90 - 200 Ve =60-120

3

BN4 - BN6|fz = 0.06 - 0.18|BN4 - BN6|fz = 0.06 - 0.18| BN4-BN6 | fz=0.05-0.15 BN4 -BN6 | fz=0.05-0.17

4

5 BN7 - BN9| fz =0.08 - 0.20|BN7 - BN9|fz=0.08 - 0.21| BN7-BN9 | fz=0.07 - 0.16 BN7 -BN9 | fz=0.07 - 0.20

6 1C908 SA IC30N SA 1C908 SA Voo 6-10

7 Ve = 60-160 Ve =90 - 200 Ve =60 -120

8 BN4 - BN6|fz = 0.06 - 0.18|BN4 - BN6|fz = 0.06 - 0.18| BN4-BN6 | fz=0.05-0.15 BN4 -BN6 | fz=0.05-0.17

9 BN7 - BN9| fz = 0.08 - 0.20|BN7 - BN9|fz = 0.08 - 0.21| BN7-BN9 | fz=0.07 - 0.16 BN7 -BN9 | fz=0.07 - 0.20

10 1C908 SA 1C908 SA

Ve=6-10
Ve =20 - 60 Ve =20-60
1 BN4 - BN6| fz = 0.04 - 0.10 BN4 -BN6 | fz=0.03-0.08 BN4 - BN6 | fz=0.03 - 0.08
BN7 - BN9| fz=0.05 - 0.13 BN7 -BN9 | fz=0.04-0.10 BN7 -BN9 | fz=0.05-0.10
12 1C908 SA 1C908 SA
Ve = 20 - 40 Ve = 20 - 40 ve=4-8
13 |BN4 - BN6|fz=0.04 - 0.10 BN4 -BN6 | fz=0.03-0.08
BN4 -BN6 | fz=0.03 - 0.08
14 |BN7 - BN9|fz=0.05-0.13 BN7 -BN9 | fz=0.05-0.10 BN7-BN9 | #£=005-010
15 1C908 SA 1C908 SA Vo8- 90
Ve =80 - 200 Ve =60-120
16 BN4 - BN6|fz = 0.06 - 0.18 BN4 -BN6 | fz=0.05-0.13 BN4 -BN6 | fz=0.08 - 0.16
BN7 - BN9|fz = 0.08 - 0.23 BN7 -BN9 | z=0.08 - 0.18 BN7 -BN9 | z=0.10-0.20
17 1C908 SA IC30N SA 1C908 SA Vo= 9-20
Ve =160 - 280 Ve = 160 - 280 Ve = 160 - 240
18 BN4 - BN6|fz = 0.06 - 0.18|BN4 - BN6|fz = 0.06 - 0.18| BN4 -BN6 | fz=0.06 - 0.16 BN4 -BN6 | fz=0.06 - 0.16
BN7 - BN9|fz = 0.08 - 0.23|BN7 - BN9|fz=0.08 - 0.24| BN7-BN9 | fz=0.08-0.18 BN7 -BN9 | fz=0.08 - 0.20
19 1C908 SA IC30N SA 1C908 SA
Ve = 100 - 220 Ve = 100 - 240 Ve = 100 - 220 ve=10-20
20 |BN4 - BN6|fz=0.06 - 0.18|BN4 - BN6|fz=0.06 - 0.18| BN4 -BN6 | fz=0.05-0.15 BN4 -BN6 | fz=0.05-0.15
BN7 - BN9|fz = 0.08 - 0.23|BN7 - BN9|fz = 0.08 - 0.23| BN7 -BN9 | fz=0.08 - 0.20 BN7 -BN9 | fz=0.08 - 0.15

21 RNO1 SG or SA D5 SGor SA RNO1 SG or SA ID5 SGor SA

22 Ve =10-30

03 Ve =150 - 400 Ve =200 - 400 Ve = 150 - 300 Ve =200 - 400

24 |BN4 - BN6|fz=0.08 - 0.16|BN4 - BN6|fz=0.08 - 0.16| BN4-BN6 | fz=0.07-0.15 | BN4-BN6 [fz=0.08-0.16| BN4-BN6 | fz=0.05-0.12

25 |BN7 -BN9|fz=0.11-0.20|BN7 - BN9|fz=0.11-0.24|] BN7-BN9 | fz=0.11-0.20 | BN7-BN9 | fz=0.11-0.24 | BN7-BN9 | fz=0.08 - 0.15

26 IC30N SG or SA IC08 SGor SA 1C08 SG or SA Vo = 30 - 100

Ve =180 - 240 Ve =30-100 Ve =30-100

27 BN4 - BN6|fz = 0.05 - 0.16|BN4 - BN6|fz = 0.04 - 0.13| BN4 -BN6 | fz=0.04 - 0.13 BN4 -BN6 | fz=0.04 - 0.13

28 |BN7 - BN9|fz = 0.05-0.21|BN7 - BN9|fz=0.05-0.16] BN7-BN9 | fz=0.05-0.16 BN7 -BN9 | fz=0.05-0.16

29 IC908 SA 1C908 SA

Vc=10-20
Ve =25-80 Ve =25-80
30 |BN4-BN6|fz=0.05-0.10 BN4 -BN6 | fz=0.05-0.10 BN4 -BN6 | fz=0.05-0.12
BN7 - BN9|fz = 0.10 - 0.20 BN7 -BN9 | z=0.10-0.20 BN7 -BN9 | fz=0.08 - 0.16

31 IC908 S 1C908 S

32

33 Ve =15-50 Ve =15-50

34

3 BN4 - BN6|fz = 0.03 - 0.08 BN4 -BN6 | fz=0.03 - 0.08

BN7 - BN9|fz = 0.04 - 0.11 BN7 -BN9 | fz=0.04 - 0.11

38 IC908 SA 1C908 SA

39 Ve =25-50 Ve =25-50

40 |BN4 - BN6|fz=0.05-0.13 BN4 -BN6 | fz=0.05-0.13

41 BN7 - BN9|fz = 0.10 - 0.20 BN7 -BN9 | fz=0.10-0.20

Legend:

| Grade |—> 1C908 LB <—| Cutting geometry |

| Cutting speed [m/min] |/ Vo=10-20

BN4-BN6 fz=0.04-0.15 4___| Feed [mm/tooth] |

[ BAYO TREAM head size  |— | BN7-BN9 fz=0.05 - 0.20

Member IMC Group
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@p) SOLIDH-REAM 0

A®N RM-MTR-H7S-CS-C Q% BD @ @

LLI UOP Solid Carbide Reamers ¥ v L]

gl vih Straight Flutes, Unegual e e J) pconms e

Pitch and Coolant Holes for High L P Lﬂ ! f

< Speed Reaming of Blind Holes l~—LCF

LI LU

m OAL

Dimensions

Designation DC L PL LCF BD LU OAL NOF®  DCONMS | o
RM-MTR-0100-H7S-CS-C 1.000 6.00 0.1 11.0 0.90 21.0 50.00 8 4,00 o
RM-MTR-0150-H7S-CS-C 1.500 9.00 0.15 15.0 1.10 21.0 50.00 3 4.00 °
RM-MTR-0200-H7S-CS-C 2.000 12.00 0.15 16.0 1.60 21.0 50.00 4 4,00 o
RM-MTR-0250-H7S-CS-C 2.500 12.00 0.2 19.0 210 31.0 60.00 4 4.00 [
RM-MTR-0300-H7S-CS-C 3.000 12.00 0.25 21.0 2.40 31.0 60.00 4 4,00 o
RM-MTR-0350-H7S-CS-C 3.500 12.00 0.25 21.0 2.90 40.0 68.00 4 4.00 o
RM-MTR-0400-H7S-CS-C 4,000 12.00 0.3 17.0 3.40 40.0 68.00 4 6.00 [
RM-MTR-0450-H7S-CS-C 4.500 12.00 0.3 17.0 3.90 40.0 76.00 4 6.00 ]
RM-MTR-0500-H7S-CS-C 5.000 12.00 0.3 17.0 3.80 40.0 76.00 4 6.00 (]
RM-MTR-0550-H7S-CS-C 5.500 12.00 0.3 17.0 410 40.0 76.00 4 6.00 [
RM-MTR-0600-H7S-CS-C 6.000 12.00 0.3 17.0 4.50 40.0 76.00 4 6.00 o
RM-MTR-0650-H7S-CS-C 6.500 15.00 0.4 20.0 5.20 65.0 101.00 6 8.00 o
RM-MTR-0700-H7S-CS-C 7.000 15.00 0.4 20.0 5.60 65.0 101.00 6 8.00 [
RM-MTR-0750-H7S-CS-C 7.500 15.00 0.4 20.0 6.00 65.0 101.00 6 8.00 ]
RM-MTR-0800-H7S-CS-C 8.000 15.00 0.4 20.0 6.40 65.0 101.00 6 8.00 °
RM-MTR-0850-H7S-CS-C 8.500 18.00 0.4 23.0 6.80 61.0 101.00 6 10.00 [
RM-MTR-0900-H7S-CS-C 9.000 18.00 0.4 23.0 7.20 61.0 101.00 6 10.00 o
RM-MTR-0950-H7S-CS-C 9.500 18.00 0.4 23.0 7.60 61.0 101.00 6 10.00 o
RM-MTR-1000-H7S-CS-C 10.000 18.00 0.5 23.0 8.00 61.0 101.00 6 10.00 [
RM-MTR-1050-H7S-CS-C 10.500 18.00 0.5 23.0 8.40 85.0 130.00 6 12.00 o
RM-MTR-1100-H7S-CS-C 11.000 18.00 0.5 23.0 8.80 85.0 130.00 6 12.00 °
RM-MTR-1150-H7S-CS-C 11.500 18.00 05 23.0 9.20 85.0 130.00 6 12.00 °
RM-MTR-1200-H7S-CS-C 12.000 18.00 0.5 23.0 9.60 85.0 130.00 6 12.00 ]

® EVO is a hard submicron ICO7 carbide substrate with an ultra-thin silicon based PVD coating, obtained by High Density Plasma (HDP) technology
* Hole tolerance: H7 manufacturing tolerance according to DIN 1420
() Number of flutes
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SOLIDH-REAM

REAMERS

30°

RM-MTR-H7N-CS-C e m % ﬁm

Solid Carbide Reamers with —— { \

Helical Flutes, Unequal Pitch and DC H7 ! - DCONMS he @ @

Coolant Grooves for High Speed - = | ]

Reaming of Through Holes Pl !

- OAL
Dimensions

Designation DC L PL BD LU OAL NOF® DCONMS O %
RM-MTR-0100-H7N-CS-C 1.000 6.00 0.2 0.80 21.0 50.00 3 4.00 N °
RM-MTR-0150-H7N-CS-C 1.500 7.00 035 1.10 21.0 50.00 3 400 N .
RM-MTR-0200-H7N-CS-C 2.000 9.00 0.45 1.50 21.0 50.00 4 4.00 N o
RM-MTR-0250-H7N-CS-C 2,500 12.00 055 1.90 31.0 60.00 4 400 N °
RM-MTR-0300-H7N-CS-C 3.000 12.00 0.70 2.20 31.0 60.00 4 4.00 N o
RM-MTR-0350-H7N-CS-C 3.500 12.00 0.70 2.60 40.0 68.00 4 4.00 N o
RM-MTR-0400-H7N-CS-C 4.000 12.00 070 3.00 40.0 68.00 4 6.00 Y °
RM-MTR-0450-H7N-CS-C 4500 12.00 090 3.40 40.0 76.00 4 6.00 Y .
RM-MTR-0500-H7N-CS-C 5.000 12.00 0.90 3.80 40.0 76.00 4 6.00 Y o
RM-MTR-0550-H7N-CS-C 5500 12.00 090 410 40.0 76.00 4 6.00 Y °
RM-MTR-0600-H7N-CS-C 6.000 12.00 0.90 4.50 40.0 76.00 4 6.00 Y o
RM-MTR-0650-H7N-CS-C 6.500 15.00 0.90 5.20 65.0 101.00 6 8.00 Y o
RM-MTR-0700-H7N-CS-C 7.000 15.00 090 5,60 65.0 101.00 6 8.00 Y °
RM-MTR-0750-H7N-CS-C 7.500 15.00 090 6.00 65.0 101.00 6 8.00 Y .
RM-MTR-0800-H7N-CS-C 8.000 15.00 0.90 6.40 65.0 101.00 6 8.00 Y o
RM-MTR-0850-H7N-CS-C 8500 18.00 095 6.80 61.0 101.00 6 10.00 Y °
RM-MTR-0900-H7N-CS-C 9.000 18.00 0.95 7.20 61.0 101.00 6 10.00 Y o
RM-MTR-0950-H7N-CS-C 9.500 18.00 0.95 7.60 61.0 101.00 6 10.00 Y o
RM-MTR-1000-H7N-CS-C 10.000 18.00 095 8.00 61.0 101.00 6 10.00 Y °
RM-MTR-1050-H7N-CS-C 10500 18.00 1.06 8.40 85.0 130.00 6 12.00 Y .
RM-MTR-1100-H7N-CS-C 11.000 18.00 1.06 8.80 85.0 130.00 6 12.00 Y °
RM-MTR-1150-H7N-CS-C 11,500 18.00 1.05 9.20 85.0 130.00 6 12.00 Y °
RM-MTR-1200-H7N-CS-C 12,000 18.00 1.06 9,60 85.0 130.00 6 12.00 Y °

® EVO is a hard submicron ICO7 carbide substrate with an ultra-thin silicon based PVD coating, obtained by High Density Plasma (HDP) technology e Hole tolerance: H7

manufacturing tolerance according to DIN 1420
() Number of flutes

RM-MTR Cutting Conditions

Main Material Group

Stainless steel - special alloys

Cast iron

Light alloys

HRSA

Ti

Hardened steels

Material Type ISCAR Material Groups Ve (m/min) Suitability
Low carbon content 1 120-250

Medium carbon content 2-3 120-250

Low alloyed 69 120-250 D
High alloyed 10-11 120-250

Die/tool steel 70-120

AlISI 304-416-420 12-14 60-120

AISI 316-440 14 60-120

17-4 PH 15-5 PH 14 25-60

Cr - Co alloys 14 25-50 .
Duplex F51 14 20-40

Super duplex F55 14 20-40

GERY / SPHEROIDAL 15-20 60-120 .
Unalloyed aluminum 21-24 250-500 D
HRSA Hastelloy 33

HRSA Inconel 625 33

HRSA Inconel 718 34 2550

HRSA nimonic 33 .
Titanio - titanium 36

Titanium alloys 37 5080

<54 HRC 38 25-60 .

Feed Recommendations

Reamer Diameter mm Feed mm/rev
4.00-5.00 0.10-0.40
5.50-7.50 0.15-0.70
8.00-10.0 0.50-1.40
10.5-12.0 0.80-1.60

Runout max 0.005 mm

Member IMC Grou
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@p) SOLIDH-REAM o

AEN RM-FCR-H7S-CS-C r: " o 1 @ @

LLI DIN 212C Solid Carbide Reamers D"ﬁ% | DCORRS

2 with Straight Flutes and a | — 1 J

< Cylindrical Shank for Blind Holes LH o |

s

Dimensions
N~

Designation DC L LH BD OAL NOF DCONMS 3
RM-FCR-0300-H7S-CS-C 3.00 15.00 300 - 61.00 6 3.00 )
RM-FCR-0320-H7S-CS-C 3.20 18.00 33.0 - 70.00 6 3.20 o
RM-FCR-0350-H7S-CS-C 3.50 18.00 33.0 - 70.00 6 3.50 o
RM-FCR-0400-H7S-CS-C 4.00 19.00 44.0 3.50 75.00 6 4,00 )
RM-FCR-0450-H7S-CS-C 4.50 21.00 46.0 4.00 80.00 6 450 .
RM-FCR-0500-H7S-CS-C 5.00 23.00 53.0 4.30 86.00 6 5.00 [
RM-FCR-0550-H7S-CS-C 5.50 26.00 56.0 450 93.00 6 5.60 )
RM-FCR-0600-H7S-CS-C 6.00 26.00 56.0 5.00 93.00 6 5.60 °
RM-FCR-0650-H7S-CS-C 6.50 28.00 63.0 5.50 101.00 6 6.30 °
RM-FCR-0700-H7S-CS-C 7.00 31.00 69.0 6.50 109.00 6 7.10 )
RM-FCR-0750-H7S-CS-C 7.50 31.00 69.0 6.50 109.00 6 710 o
RM-FCR-0800-H7S-CS-C 8.00 33.00 75.0 7.00 117.00 6 8.00 °
RM-FCR-0850-H7S-CS-C 8.50 33.00 75.0 7.00 117.00 6 8.00 )
RM-FCR-0900-H7S-CS-C 9.00 36.00 81.0 8.00 125.00 6 9.00 .
RM-FCR-0950-H7S-CS-C 9.50 36.00 81.0 8.00 125.00 6 9.00 o
RM-FCR-1000-H7S-CS-C 10.00 38.00 87.0 9.00 133.00 6 10.00 )
RM-FCR-1050-H7S-CS-C 10.50 38.00 87.0 9.00 133.00 6 10.00 °
RM-FCR-1100-H7S-CS-C 11.00 41.00 9.0 9.00 142,00 6 10.00 °
RM-FCR-1200-H7S-CS-C 12.00 44.00 105.0 9.00 151.00 6 10.00 )
RM-FCR-1300-H7S-CS-C 13.00 44.00 105.0 9.00 151.00 6 10.00 [
RM-FCR-1400-H7S-CS-C 14.00 47.00 110.0 11.50 160.00 8 12.50 °
RM-FCR-1500-H7S-CS-C 15.00 50.00 112.0 11.50 162.00 8 1250 )
RM-FCR-1600-H7S-CS-C 16.00 52.00 120.0 11.50 170.00 8 12.50 )

¢ Hole tolerance: H7 manufacturing tolerance according to DIN1420 e Available grades: ICO7 - uncoated, optional: IC907 - TIAIN PVD coated e Special diameters are
available on request e For user guide and cutting conditions, see pages 765-768
() Number of flutes
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SOLIDH-REAM p)
RM-FCR-H7N-CS-C - k. — @ ﬁm @ s
DIN 2128 Solid Carbide bowr — —— ! boohws LL
Reamers with Helical Flutes r — ' % m 2
and a Cylindrical Shank S — N |
for Through Holes ‘ <E
T
Dimensions
~
Designation DC L OAL NOF®) FHA DCONMS 3
RM-FCR-0300-H7N-CS-C 5,00 1500 6100 5 100 300 .
RM-FCR-0350-H7N-CS-C 3.50 18.00 70.00 5 10.0 3.50 .
RM-FCR-0400-H7N-CS-C 400 19.00 7500 5 100 400 .
RM-FCR-0450-H7N-CS-C 4.50 21.00 80.00 5 10.0 450 o
RM-FCR-0500-H7N-CS-C 5.00 23.00 86.00 5 10.0 5.00 .
RM-FCR-0550-H7N-CS-C 5.50 26.00 93.00 6 10.0 5.50 o
RM-FCR-0600-H7N-CS-C 6.00 26.00 93.00 6 10.0 6.00 o
RM-FCR-0650-H7N-CS-C 6.50 28.00 101.00 6 10.0 6.50 .
RM-FCR-0700-H7N-CS-C 7.00 31.00 109.00 6 10.0 7.00 o
RM-FCR-0750-H7N-CS-C 7.50 33.00 117.00 6 10.0 7.50 o
RM-FCR-0800-H7N-CS-C 8.00 33.00 117.00 6 10.0 8.00 o
RM-FCR-0850-H7N-CS-C 850 36.00 126,00 6 100 8.50 .
RM-FCR-0900-H7N-CS-C 9.00 36.00 125.00 6 10.0 9.00 o
RM-FCR-0950-H7N-CS-C 9.50 38.00 133.00 6 10.0 9.50 °
RM-FCR-1000-H7N-CS-C 10.00 38.00 133.00 6 10.0 10.00 (]
RM-FCR-1050-H7N-CS-C 10.50 41.00 142.00 7 10.0 10.50 o
RM-FCR-1100-H7N-CS-C 11.00 £1.00 142.00 7 100 11.00 .
RM-FCR-1200-H7N-CS-C 12.00 44.00 151.00 7 10.0 12.00 °
RM-FCR-1300-H7N-CS-C 13.00 44.00 151.00 7 10.0 13.00 o
RM-FCR-1400-H7N-CS-C 14.00 47.00 160.00 7 10.0 14.00 o
RM-FCR-1500-H7N-CS-C 15.00 50.00 162.00 7 10.0 15.00 (]
16.00 52.00 170.00 7 10.0 16.00 [

* Hole tolerance: H7 manufacturing tolerance according to DIN1420 e Available grades: ICO7 - uncoated, optional: IC907 - TIAIN PVD coated e Special diameters are
available on request e For user guide, see pages 765-768
) Number of flutes

RM-FCR Cutting Conditions

. K (uncoated)
Material Type Ve (m /min)
0 dalfpo 0 e 10'1 5
ed arbo onte 10'1 5
ow Alloyed 8-10
gh Alloyed 8-10
Die/Too ee 6-8
Ferritic Stainless Steel (serie Aisi 400 ) -
Austenitic Stainless Steel ( serie Aisi 300 )
Martensitic Stainless Steel (serie Aisi 400 )
Stainless Steel Duplex -
0 10-15
alloyed A 20-30
A 6% 20- 30
ermopla ateria 20-30
opper / Bra 10-12
Feed Recommendations
Reamer Diameter mm Feed mm/rev Reaming Allowance mm (on Diameter)
1-29 0.07-0.1 0.02-0.08
3-39 0.08-0.12 0.08-0.12
4-49 0.09-0.15 0.1-0.15
B-G 01-0.18 0.15-0.2
6-79 0.14-02 0.15-0.2
8-99 0.16-0.22 0.15-0.2
10-115 0.18-0.25 0.15-0.25
12-16 02-03 02-03

Member IMC Grou
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@p SOLIDH-REAM

A8 RM-SHR-H7S-MT @ @ @

WM DIN 8094 Solid Carbide Reamers _— 1 i SR

2 with Straight Flutes and a Morse s e

< Taper Shank for Blind Holes 1 ———F3 B

LL] ' ‘}47 —w OAL ‘

s

Dimensions
~

Designation DC OAL LU L NOF® SS 3
RM-SHR-0500-H7S-MT1-CH 5,000 133.00 67.5 23.00 4 MT1 .
RM-SHR-0600-H7S-MT1-CH 6.000 138.00 72.5 26.00 4 MT1 .
RM-SHR-0700-H7S-MT1-CH 7.000 150.00 84.5 31.00 4 MT1 .
RM-SHR-0800-H7S-MT1-CH 8.000 156.00 90.5 33.00 4 MT1 °
RM-SHR-0900-H7S-MT1-CH 9.000 162.00 96.5 36.00 4 MTH [}
RM-SHR-1000-H7S-MT1-CH 10.000 168.00 102.5 38.00 6 MT1 °
RM-SHR-1100-H7S-MT1-CH 11,000 175.00 109.5 4100 6 MT1 .
RM-SHR-1200-H7S-MT1-CH 12.000 182.00 116.5 44,00 6 MTH °
RM-SHR-1300-H7S-MT1-CH 13.000 182.00 116.5 44,00 6 MT1 °
RM-SHR-1400-H7S-MT1-CH 14,000 189.00 1235 47.00 6 MT4 .
RM-SHR-1500-H7S-MT2-CH 15.000 204.00 124.0 50.00 6 MT2 °
RM-SHR-1600-H7S-MT2-CH 16.000 210.00 1300 52.00 6 MT2 .
RM-SHR-1700-H7S-MT2-CB 17.000 214.00 134.0 5400 6 MT2 .
RM-SHR-1800-H7S-MT2-CB 18.000 219.00 139.0 56.00 6 MT2 °
RM-SHR-1900-H7S-MT2-CB 19.000 223.00 143.0 58.00 6 MT2 °
RM-SHR-2000-H7S-MT2-CB 20.000 228.00 148.0 60.00 6 MT2 .
RM-SHR-2200-H7S-MT2-CB 22.000 237.00 157.0 64.00 8 MT2 °
RM-SHR-2400-H7S-MT3-CB 24.000 268.00 169.0 68.00 8 MT3 .
RM-SHR-2500-H7S-MT3-CB 25.000 268.00 169.0 68.00 8 MT3 .
RM-SHR-2600-H7S-MT3-CB 26.000 273.00 174.0 70.00 8 MT3 o
RM-SHR-2800-H7S-MT3-CB 28.000 277.00 178.0 71.00 8 MT3 .
RM-SHR-3000-H7S-MT3-CB 30.000 281.00 182.0 73.00 8 MT3 .
RM-SHR-3200-H7S-MT4-CB 32.000 317.00 193.0 77.00 8 MT4 °
RM-SHR-3400-H7S-MT4-CB 34.000 321.00 197.0 78.00 8 MT4 .
RM-SHR-3600-H7S-MT4-CB 36.000 325,00 2010 79.00 8 MT4 .
RM-SHR-4000-H7S-MT4-CB 40,000 329.00 205.0 81.00 8 MT4 .

* Available only upon request ¢ -CH: Brazed solid carbide head e -CB: Brazed solid carbide tips e Hole tolerance: H7 manufacturing tolerance according to DIN 1420
¢ Available grades: ICO7 (uncoated), optional: IC907 (TIiAIN PVD coated) e For user guide and cutting conditions, see pages 765-768
) Number of flutes
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SOLIDH-REAM
RM-SHR-H7N-MT

DIN 80983 Solid Carbide Reamers
with Spiral Flutes and a Morse
Taper Shank for Through Holes

Designation

RM-SHR-0500-H7N-MT1-CH
RM-SHR-0600-H7N-MT1-CH
RM-SHR-0700-H7N-MT1-CH
RM-SHR-0800-H7N-MT1-CH
RM-SHR-0900-H7N-MT1-CH
RM-SHR-1000-H7N-MT1-CH
RM-SHR-1100-H7N-MT1-CH
RM-SHR-1200-H7N-MT1-CH
RM-SHR-1300-H7N-MT1-CH
RM-SHR-1400-H7N-MT1-CH
RM-SHR-1500-H7N-MT2-CH
RM-SHR-1600-H7N-MT2-CH
RM-SHR-1800-H7N-MT2-CB
RM-SHR-1900-H7N-MT2-CB
RM-SHR-2000-H7N-MT2-CB
RM-SHR-2200-H7N-MT2-CB
RM-SHR-2400-H7N-MT3-CB

RM-SHR-2600-H7N-MT3-CB
RM-SHR-2800-H7N-MT3-CB
RM-SHR-3000-H7N-MT3-CB
RM-SHR-3200-H7N-MT4-CB
RM-SHR-3400-H7N-MT4-CB
RM-SHR-3500-H7N-MT4-CB
RM-SHR-3600-H7N-MT4-CB
RM-SHR-3800-H7N-MT4-CB
RM-SHR-4000-H7N-MT4-CB

i 2]
e =]

=s—t——1 o
' Ss
DC = — - cB
J—
‘ - e OAL
Dimensions
S
DC OAL LU L NOF® SS e
5.000 133.00 67.5 23.00 4 MT1 o
6.000 138.00 725 26.00 4 ™ o
7.000 150.00 84.5 31.00 4 MT1 °
8.000 156.00 90.5 33.00 4 MT1 o
9.000 162.00 96.5 36.00 4 MT1 °
10.000 168.00 102.5 38.00 6 MT1 o
11.000 175.00 109.5 41,00 6 MT1 o
12.000 182.00 116.5 44.00 6 MT1 °
13.000 182.00 116.5 44.00 6 MT1 °
14.000 189.00 123.5 47,00 6 MT1 o
15.000 204.00 124.0 50.00 6 MT2 °
16.000 210.00 130.0 52.00 6 MT2 °
18.000 219.00 139.0 56.00 6 MT2 o
19.000 223.00 143.0 58.00 6 MT2 °
20.000 228.00 148.0 60.00 6 MT2 °
22.000 237.00 157.0 64.00 8 MT2 o
24.000 268.00 169.0 68.00 8 MT3 o
25.000 268.00 169.0 68.00 8 MT3 o
26.000 273.00 174.0 70.00 8 MT3 o
28.000 277.00 178.0 71.00 8 MT3 o
30.000 281.00 182.0 73.00 8 MT3 o
32.000 317.00 193.0 77.00 8 MT4 o
34.000 321.00 197.0 78.00 8 MT4 °
35.000 321.00 197.0 78.00 8 MT4 °
36.000 325.00 201.0 79.00 8 MT4 °
38.000 329.00 205.0 81.00 8 MT4 °
40,000 329.00 205.0 81.00 8 MT4 °

® Available only upon request e -CH: Brazed solid carbide head e -CB: Brazed solid carbide tips ¢ Hole tolerance: H7 manufacturing tolerance according to DIN 1420 e
Available grades: IC07 (uncoated), optional: IC907 (TIAIN PVD coated) e For user guide and cutting conditions, see pages 765-768

() Number of flutes

Member IMC Group
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@p) SOLIDH-REAM

ABN RM-SR-H7S m @ m] @

LLl DIN 8054 Brazed Carbide Tip

il Shel Reamers with Siraight Flutes @ @ @ @

<

% 1:30 conical connection with brazed tips

Dimensions
S

Designation DC S L SSc NOF@ ]
RM-SR25.000H7S-13 25.000 45,00 30.00 13 6 .
RM-SR30.000H7S-13 30.000 45.00 30.00 13 6 o
RM-SR34.000H7S-13 34.000 45.00 30.00 13 8 .
RM-SR35.000H7S-13 35.000 45.00 30.00 13 8 °
RM-SR36.000H7S-16 36.000 50.00 30.00 16 8 o
RM-SR37.000H7S-16 37.000 50.00 30.00 16 8 .
RM-SR38.000H7S-16 38.000 50.00 30.00 16 8 °
RM-SR40.000H7S-16 40.000 50.00 30.00 16 8 o
RM-SR42.000H7S-16 42,000 50.00 30.00 16 8 .
RM-SR44.000H7S-16 44.000 50.00 30.00 16 8 .
RM-SR45.000H7S-16 45.000 50.00 30.00 16 8 o
RM-SR48.000H7S-19 48,000 56.00 30.00 19 10 o
RM-SR50.000H7S-19 50.000 56.00 30.00 19 10 [}
RM-SR55.000H7S-22 55.000 63.00 30.00 22 10 °
RM-SR58.000H7S-22 58.000 63.00 30.00 22 10 o
RM-SR60.000H7S-22 60.000 63.00 30.00 22 10 .
RM-SR70.000H7S-27 70.000 71.00 30.00 27 12 [

* Available only upon request ¢ Right-hand, H7 manufacturing tolerance according to DIN 1420 e For user guide and cutting conditions, see pages 765-768
() Seat size code
2 Number of flutes

For tools, see pages: RM-SRH-Q-MT (764)

SOLIDH-REAM

RM-SRH-Q-MT
DIN 217 Shell Reamer Shanks
with a Morse Taper Connection

LI LIk
L

)]
Ll

Driving Ring Extracting Nut
a1
T 1A

1:30 conical connection with an extraction nut, driving ring and a key.

DCONWS DCNi DCX®@ OAL LPR LSCWS SS

RM-SRH Q13-MT3 13 25.00 35.00 250.00 151.0 45,00 MT3
RM-SRH Q16-MT3 16 36.00 45.00 261.00 162.0 50.00 MT3
RM-SRH Q19-MT3 19 48.00 52.00 298.00 174.0 56.00 MT3
RM-SRH Q19-MT4 19 48.00 52.00 273.00 174.0 56.00 MT4
RM-SRH @22-MT3 22 55.00 62.00 312.00 188.0 63.00 MT3
RM-SRH Q22-MT4 22 55.00 62.00 312.00 188.0 63.00 MT4
RM-SRH Q27-MT4 27 65.00 75.00 359.00 203.0 71.00 MT4
RM-SRH Q27-MT5 27 65.00 75.00 327.00 203.0 71.00 MT5

* Available only upon request
() Minimum insert diameter
2 Maximum insert diameter

For inserts, see pages: RM-SR-H7S (764)
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SOLIDH-REAM

Machining Conditions for Solid Carbide Reamers

USER GUIDE

Material

Titanium
Titanium alloy

Grey cast iron

Spheroidal graphite
Cast iron
Malleable cast iron

Aluminum alloy

Brass
Red bronze
Cast bronze

Thermoset polymers

9p)
as
LLJ
=
<L
LLI
C
Tensile Strength or Brinell Reamer Diameter Reaming Allowance Feed Cutting Speed
Hardness N/mm? bzw. HB mm Relative to Diameter mm/rev m/min
up to 10 0.04-0.10 0.15-0.25
up to 1000 10-25 0.10-0.25 0.20-0.35 6-20
25-40 0.25-0.40 0.30-0.50
up to 10 0.04-0.10 0.12-0.20
1000-1400 10-25 0.10-0.25 0.15-0.30 6-15
25-40 0.25-0.40 0.20-0.40
up to 10 0.05-0.10 0.15-0.25
400-500 10-25 0.10-0.25 0.20-0.40 10-20
25-40 0.25-0.40 0.30-0.50
up to 10 0.04-0.10 0.12-0.20
500-700 10-25 0.10-0.25 0.15-0.30 6-15
25-40 0.25-0.40 0.20-0.40
up to 10 0.06-0.12 0.12-0.20
500-1300 10-25 0.10-0.25 0.15-0.30 6-15
25-40 0.25-0.40 0.20-0.40
up to 10 0.06-0.12 0.20-0.30
up to 220 HB 10-25 0.10-0.30 0.30-0.45 10-25
25-40 0.30-0.50 0.40-0.70
up to 10 0.06-0.12 0.15-0.25
over 220 HB 10-25 0.10-0.30 0.20-0.35 10-20
25-40 0.30-0.50 0.30-0.50
up to 10 0.06-0.12 0.16-0.25
10-25 0.10-0.25 0.20-0.40 8-15
25-40 0.25-0.40 0.30-0.60
up to 10 0.06-0.12 0.20-0.30 Si<7% 10-30
over 80 HB 10-25 0.10-0.30 0.30-0.50
25-40 0.30-0.50 0.40-0.70 Si<7% 30-60
up to 10 0.10-0.20 0.30-0.60
10-25 0.20-0.40 0.40-0.80 20-60
25-40 0.40-0.60 0.50-1.00
up to 10 0.06-0.12 0.20-0.30
10-25 0.10-0.30 0.30-0.50 156-50
25-40 0.30-0.50 0.40-0.70
up to 10 0.10-0.25 0.30-0.60
10-25 0.20-0.40 0.40-0.80 15-30
25-40 0.40-0.60 0.50-1.00

Member IMC Group
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SOLIDH-REAM USER GUIDE

op)
oC
LL
<§E Reamer Manufacturing Tolerances
LL
m Nominal Diameter of Reamer Manufacturing Tolerances DIN 1420
Reamer D1 in mm Admissible maximum and minimum reamer dimensions of nominal diameter d1 in um for drilling tolerance range
Over Up to Ay At Bs Bo B1o B11 Cs Co C1o Ci1
1 ) +291 +321 +151 +161 +174 +191 + 71 + 81 + 94 +111
+282 +300 +146 +1562 +160 +170 + 66 + 72 + 80 + 90
3 6 +295 +333 +155 +165 +180 +203 +85 +95 +110 +133
+284 +306 +148 +154 +163 +176 + 78 + 84 + 93 +106
6 10 +310 +356 +168 +180 +199 +226 +98 +110 +129 +156
+297 +324 +160 +167 +178 +194 + 90 +97 +108 +124
10 18 +326 +383 +172 +186 +209 +243 +117 +131 +154 +188
+310 +344 +162 +170 +184 +204 +107 +115 +129 +149
18 30 +344 +410 +188 +204 +231 +270 +138 +154 +181 +220
+325 +364 +176 +185 +201 +224 +126 +135 +151 +174
30 40 +362 +446 +203 +222 +255 +206 +153 +172 +205 +256
+340 +390 +189 +200 +220 +250 +139 +150 +170 +200
40 50 +372 +456 +213 +232 +265 +316 +163 +182 +215 +266
+350 +400 +199 +210 +230 +260 +149 +160 +180 +210
50 65 +402 +501 +229 +252 +292 +351 +179 +202 +242 +301
+376 +434 +212 +226 +250 +284 +162 +176 +200 +234
65 80 +422 +5621 +239 +262 +302 +361 +189 +212 +252 +311
+396 +454 +222 +236 +260 +294 +172 +186 +210 +244
80 100 +453 +567 +265 +293 +339 +407 +215 +243 +289 +357
+422 +490 +246 +262 +290 +330 +196 +212 +240 +280
100 120 +483 +5697 +285 +313 +359 +427 +225 +253 +299 +367
+452 +5620 +266 +282 +310 +350 +206 +222 +250 +290
120 140 +545 +672 +313 +345 +396 +472 +253 +285 +336 +412
+510 +584 +290 +310 +340 +384 +230 +250 +280 +324
140 160 +605 +732 +333 +365 +416 +492 +263 +295 +346 +422
+570 +644 +310 +330 +360 +404 +240 +260 +290 +334
160 180 +665 +792 +363 +395 +446 +522 +283 +315 +366 +442
+630 +704 +340 +360 +390 +434 +260 +280 +310 +354
Over Up to Ds Dy D1o D11 Er Es Eo Fo F7 Fs Fy Gs Gr
1 3 + 31 + 4 + 54 +71 + 22 +25 +35 + 11 + 14 + 17 +27 + 7 +10
+ 26 + 32 + 40 + 50 + 18 + 20 + 26 + 8 + 10 + 12 + 18 + 4 + 6
3 6 +45 + 55 +70 +93 +30 +35 + 45 +16 +20 +25 + 35 +10 + 14
+ 38 + 44 + 53 + 66 +25 + 28 + 34 + 13 + 16 + 18 + 24 + 7 + 9
6 10 + b8 + 70 + 89 +116 + 37 + 43 + 56 +20 +25 + 31 + 43 + 12 + 17
+ 50 + 57 + 68 + 84 + 31 + 35 + 42 + 16 + 19 + 23 + 30 8 + 1
10 18 + 72 + 86 +109 +143 + 47 + 54 + 68 +25 + 31 + 38 + 52 + 156 + 21
+ 62 + 70 + 84 +104 + 40 + 44 + 52 + 21 + 24 + 28 + 36 + 11 + 14
18 30 +93 +109 +136 +175 + 57 + 68 + 84 + 31 + 37 + 48 + 64 +18 +24
+ 81 + 90 +106 +129 + 49 + 56 + 65 + 26 +29 + 36 + 45 + 13 + 16
30 50 +113 +132 +165 +216 + 71 + 83 + 102 +38 + 46 + 58 +77 +22 +30
+ 99 +110 +130 +160 + 62 + 69 + 80 + 32 + 37 + 44 + b5 + 16 + 21
50 80 +139 +162 +202 +261 + 5 + 99 +122 + 46 + 55 + 69 + 92 + 26 +35
+122 +136 +160 +194 + 74 + 82 + 96 + 39 + 44 + 52 + 66 + 19 + 24
80 120 +165 +193 +239 +307 +101 +117 +145 + b4 + 65 + 81 +109 +30 + 41
+146 +162 +190 +230 + 88 + 98 +114 + 46 + 52 + 62 + 78 + 22 + 28
120 180 +198 +230 +281 +357 +119 +138 +170 + 64 + 77 + 96 + 128 +35 + 48
+175 +195 +225 +269 +105 +116 +135 + b5 + 63 + 73 + 93 + 26 + 34

(8 ISCAR
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Reamer Manufacturing Tolerances (continued)

USER GUIDE

Nominal Diameter of Reamer Manufacturing Tolerances DIN 1420
Reamer D1 in mm Admissible maximum and minimum reamer dimensions of nominal diameter d1 in um for drilling tolerance range
Over Up to Rs R7 Ss S7 Te Us Ur U1o Xio Xi1 Z10 Z11
1 3 -1 -12 -15 -16 -19 -19 -20 -24 -26 -29 -32 -35
-14 -16 -18 -20 -22 -22 24 -38 -40 -50 -46 -56
3 6 -14 -13 -18 -17 -22 22 21 -31 -36 -40 -43 -47
-17 -18 21 -22 -25 25 -26 -48 -53 -67 -60 -56
6 10 -18 -16 -22 -20 -27 27 -25 -37 -43 -48 -51 -47
-22 -22 -26 -26 -31 -31 -31 -58 -64 -80 12 -74
10 14 -22 -19 27 -24 -32 -32 -29 -44 -51 -57 -61 -56
-26 26 -31 -31 -36 -36 -36 -69 -76 -96 -86 -88
14 18 -22 -19 27 24 -32 -32 -29 -44 - 56 -62 -7 -67
-26 -26 -31 -31 -36 -36 -36 -69 - 81 -101 -96 -106
18 24 -26 -24 -33 -31 -39 -39 37 -54 - 67 74 -86 -7
-31 -32 -38 -39 -44 -44 -45 -84 - 97 -120 -116 -116
24 30 -26 -24 -33 -31 -39 -46 -44 -61 - 77 -84 -101 -108
-31 -32 -38 -39 -44 -51 -52 -69 -107 -130 -131 -154
30 40 -32 -29 -41 -38 -46 -68 -55 -75 - 95 -104 -127 -136
-38 -38 -47 -47 -52 -64 -64 -110 -130 -160 -162 -192
40 50 -32 -29 -4 -38 -52 -68 -65 -85 -112 -121 -151 -160
-38 -38 -47 -47 -58 -74 -74 -120 -147 -177 -186 -216
50 65 -38 -35 -50 -47 -63 -84 -81 -105 -140 -151 -190 -201
-45 -46 -57 -58 -70 91 -92 -147 -182 -218 -232 -268
65 80 -40 -37 -56 -53 72 -99 -96 -120 -164 -175 -228 -239
-47 -48 -63 -64 -79 -106 -107 -162 -206 -242 -170 -306
80 100 -48 -44 -68 -64 -88 -121 -117 -145 -199 -211 -179 -291
-56 -57 -76 17 -96 -129 -130 -194 -248 -288 -328 -368
100 120 -51 -47 -76 -72 -101 -141 -139 -165 -231 -243 -331 -343
-59 -60 -84 -85 -109 -149 -150 214 -280 -320 -380 -420
120 140 -60 -54 -89 -83 -119 -167 -161 -194 272 -286 -389 -403
-69 -68 -98 -97 -128 -176 -175 -250 -328 -374 -445 -491
140 160 -62 -56 97 91 -131 -187 -181 214 -304 -318 -439 -453
-71 -70 -106 -105 -140 -196 -195 -270 -360 -406 -495 -541
Over Up to Hs H7 Hs Ho Hio Hi1 Hi2 J6 J7 Js JS6 JS7 JSs JSy
1 3 +5 +8 +11 +21 +34 +51 +85 +1 +2 +3 +2 +3 +4 +8
+2 +4 +6 +12 +20 +30 +50 2 2 2 -1 -1 -1 -1
3 6 +6 +10 +15 +25 +40 +63 +102 +3 +4 +7 +2 +4 +6 +10
+3 +5 +8 +14 +23 +30 +60 0 -1 0 -1 -1 -1 -1
6 10 +7 +12 +18 +30 +49 +76 +127 +3 +5 +8 +3 +5 +7 +12
+3 +6 +10 +17 +28 +44 +74 =1l =1l 0 =1l =1l =1l -1
10 16 +9 +15 +22 +36 +59 +93 +163 +4 +7 +10 +3 +6 +9 +15
+5 +8 +12 +20 +34 +54 +90 0 0 0 -1 -1 -1 -1
18 30 +11 +17 +28 +44 +71 +110 +178 +6 +8 +15 +4 +7 +11 +18
+6 +9 +16 +25 +41 +64 +104 +1 0 +3 =1l =1l =1l =1l
30 50 +13 +21 +33 +52 +85 +136 +212 +7 +10 +18 +5 +8 +13 +21
+7 +12 +19 +30 +50 +80 +124 +1 +1 +4 -1 -1 -1 -1
50 80 +16 +25 +39 +62 +102 +161 +265 +10 +13 +21 +6 +10 +16 +25
+9 +14 +22 +36 +60 +94 +150 +3 +2 +4 -1 -1 -1 -1
90 120 +18 +29 +45 +73 +119 +187 +297 +12 +16 +25 +7 +12 +18 +30
+10 +16 +26 +42 +70 +110 +174 +4 +3 +6 =1l =1l =1l -1
120 180 +21 +34 +53 +85 +136 +212 +360 +14 +20 +31 +8 +16 +72 +35
+12 +20 +30 +50 +80 +124 +200 +5 +6 +8 -1 0 -1 0
Over Up to Ks Kz Ks Ms M7 Ms Ns N7 Ns Ng Ni1o Ni1 Ps P7
1 3 -1 -2 -3 -3 -4 -5 -5 -6 -7 -8 -10 -13 -7 -8
-4 -6 -8 -6 -8 -10 -8 -10 -12 -17 24 -34 -10 -12
3 6 0 +1 +2 -3 2 -1 -7 -6 -5 5 -8 -12 -1 -10
-3 -4 -5 -6 -7 -8 -10 -1 -12 -16 -25 -39 -14 -15
6 10 0 +2 +2 -5 -3 -3 -9 -7 -7 -6 9 -14 -14 -12
-4 -4 -6 -9 -9 -1 -13 -13 -15 -19 -30 -46 -18 -18
10 18 0 +3 +3 -6 -3 -3 -1 -8 -8 -7 -1 -17 17 -14
-4 -4 -7 -10 -10 -13 -15 -15 -18 23 -36 -56 21 21
18 30 0 +2 +5 -6 -4 -1 -13 -1 -8 -8 -13 -20 -20 -18
-5 6 -7 -1 -12 -13 -18 -19 -20 27 -43 -66 -25 -26
30 50 0 +3 +6 -7 -4 -1 -15 -12 9 -10 -15 -24 -24 21
-6 -6 -8 -13 -13 -15 -21 -21 -23 -32 -50 -80 -30 -30
50 80 +1 +4 +7 -8 -5 -2 17 -14 -1 -12 -18 -29 -29 -26
-6 -7 -10 -15 -16 -19 24 25 -28 -38 -60 -96 -36 -37
80 120 0 +4 +7 -10 -6 -3 -20 -16 -13 -14 21 -33 -34 -30
-8 -9 -12 -18 -19 -22 -28 -29 -32 -45 -70 -110 -42 -43
120 180 0 +6 +10 -12 -6 2 -24 -18 -14 -15 -24 -38 -40 -34
9 -8 -13 -21 -20 -25 -33 -32 -37 -50 -80 -126 -49 +48

Member IMC Group
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SOLIDH-REAM

USER GUIDE

Cutting Speed

The cutting speed has the highest influence on the surface
quality of the reamed hole and on the life of the tool.
Increasing the cutting speed beyond the optimum will
cause increased tool wear due to the increased cutting
temperature.

The increased speed also causes an increase in the built-
up edge (material that is welded to the cutting edge). The
built-up edge damages the surface finish and shortens the
life of the tool. In order to achieve high surface quality and
longer tooal life, the cutting speed for reaming should be
kept relatively low.

Feed Rate

The feed rate directly influences the wear on the cutting
edge. As the feed rate is increased, the cutting forces
increase almost proportionally. The feed, however, has
less influence on the machined surface quality and tool
wear than the cutting speed (i.e. the feed can be varied in
a relatively wide range without having a material influence
on the quality of the machined hole and the respective
tool life). It is therefore recommended to select the highest
possible feed in order to shorten reaming times without
significantly reducing the tool life.

Reaming Allowance

The reaming allowance (the amount of material to

be reamed) also influences the tool life. In order to
achieve high tool life, the reaming allowance should

be kept to a reasonable minimum considering the
process to be performed. If the reaming allowance

is too small, it may result in a high dimensional
variation (inability to maintain the required tolerances)
and a decrease in the machined surface quality.

When reaming materials that have surface defects or
have been welded or flame cut, the reaming allowance
should be increased so these factors do not appear in the
reamed surface.

Coolant/Lubrication

The high degree of friction between the tool and the
wall being reamed demands the use of a fluid for
lubrication and cooling. Using lubrication is more critical
for maintaining tolerances than using a coolant. General
cutting oils and emulsions may be used. It should be
noted that in some cases emulsions will yield a better
surface finish than cutting oils. Emulsions are thinner fluids
that are able to reach and more uniformly lubricate the
cutting edges better than viscous cutting oils (especially
when performing deep applications).

In order to determine the most suitable lubricant

for a particular application, tests should be run on

the material to be cut, on a case-to-case basis.

Reaming Prerequisites

In order to achieve high tolerances for reaming
applications, there are certain requirements that must
be considered.

1. Condition of the tool -

2

3.

4.

If the tool is reground, both an exact concentricity
and high quality grinding are indispensable.

. Workpiece material -

Axis shifting and warping (i.e. incorrect hole positioning)
can only be corrected to a certain degree when reaming.
A critical factor is the initial opening in the workpiece.
This opening must be even, or if the prepared hole is
countersunk, a cone countersink must be used. Failure to
properly prepare the initial opening can result in irregular
countersinking that leads to the reamer being pushed
out of its proper alignment. Ideally, pre-machining should
be performed in a chuck to avoid alignment defects.
Through holes -

For best results, the holes to be reamed should

extend completely through the workpiece material.

This allows for easy exit of both the cutting fluid

and the reamed material. Negative flute reamers

are advantageous in through hole reaming.

Blind holes -

Use straight flute reamers for blind holes.

]
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USER GUIDE

Important

High Speed Reaming System with
Internal Coolant Holes.
The INDEXH-REAM standard line covers reaming
applications of 8-32 mm hole diameters.

The indexable cutting insert has two cutting corners

with 4 lead angle options and 3 rake angle variations,
covering most workpiece material types.

The INDEXH-REAM single indexable insert with carbide
pads provides a combination of economical and high
precision results on a very wide range of materials.

Lead type of the tool (pads) should be compatible with
the lead type of the insert. Using an improper insert will
damage the tool and the reamed part.

<

/
17

Guiding Pad Line

=

X
e

The guiding pads are precisely ground for a
specific diameter, and therefore, can only be
used for reaming on appropriate hole sizes.

The adjustment mechanism is designed
for a specific diameter setting and for wear
compensation (a few microns only).

The same tool can not be used for
reaming different diameters.

Guiding Pad Line
<20um (<0.75pin)

T
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Tool Designation Code Key
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| Reamer | | Single-Edged Tool | | Hole Diameter | | Hole Tolerance |

Hole Type

Y

A B,C D
(see page 775) Note: A, C, D - optional

Y

Shank Type

Cylindrical
Weldon

Flat

Y

™) To be ordered for each specific diameter and tolerance
(@ Tool lead type - according to insert’s lead type

Reamer Length S-Short

Y
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RM-SET-T-B T—— S m % ﬁm s

Single-Edged Indexable ~—Ls LLl

Reamers for Through Holes © } @ @ ﬁ 2

DC I — DCOi\l MS
—~APMX <E
%
DC APMX Lett LU LS OAL DCONMS sscel

RM-SET8.000H6T-B-C16S 8.000 15.50 30.00 75.0 45.0 123.50 16.00 1.0
RM-SET9.000H6T-B-C16S 9.000 15.50 30.00 75.0 45.0 123.50 16.00 1.0
RM-SET10.000H6T-B-C16S 10.000 15.50 30.00 75.0 45.0 123.50 16.00 2.0
RM-SET11.000H6T-B-C16S 11.000 15.50 30.00 75.0 45.0 123.50 16.00 2.0
RM-SET12.000H6T-B-C16S 12.000 17.00 30.00 85.0 45.0 135.00 16.00 3.0
RM-SET13.000H6T-B-C16S 13.000 17.00 30.00 85.0 45.0 135.00 16.00 3.0
RM-SET14.000H6T-B-C16S 14.000 17.00 30.00 85.0 45.0 135.00 16.00 3.0
RM-SET15.000H6T-B-C16S 15.000 17.00 30.00 85.0 45.0 135.00 16.00 3.0
RM-SET16.000H6T-B-C20S 16.000 17.00 30.00 110.0 50.0 165.00 20.00 3.0
RM-SET17.000H6T-B-C20S 17.000 17.00 30.00 110.0 50.0 165.00 20.00 3.0
RM-SET18.000H6T-B-C20S 18.000 17.00 30.00 110.0 50.0 165.00 20.00 3.0
RM-SET19.000H6T-B-C20S 19.000 17.00 30.00 110.0 50.0 165.00 20.00 3.0
RM-SET20.000H6T-B-C25S 20.000 17.00 30.00 110.0 56.0 171.00 25.00 3.0
RM-SET21.000H6T-B-C25S 21.000 17.00 30.00 110.0 56.0 171.00 25.00 3.0
RM-SET22.000H6T-B-C25S 22.000 17.00 30.00 130.0 56.0 191.00 25.00 3.0
RM-SET23.000H6T-B-C25S 23.000 17.00 30.00 130.0 56.0 191.00 25.00 3.0
RM-SET24.000H6T-B-C25S 24.000 17.00 30.00 130.0 56.0 191.00 25.00 3.0
RM-SET25.000H6T-B-C25S 25.000 17.00 30.00 130.0 56.0 191.00 25.00 3.0
RM-SET26.000H6T-B-C25S 26.000 22.50 30.00 160.0 56.0 221.00 25.00 4.0
RM-SET27.000H6T-B-C25S 27.000 22.50 30.00 160.0 56.0 221.00 25.00 4.0
RM-SET28.000H6T-B-C25S 28.000 22.50 30.00 160.0 56.0 221.00 25.00 4.0
RM-SET29.000H6T-B-C25S 29.000 22.50 30.00 160.0 56.0 221.00 25.00 4.0
RM-SET30.000H6T-B-C25S 30.000 22.50 30.00 160.0 56.0 221.00 25.00 4.0
RM-SET31.000H6T-B-C25S 31.000 22.50 30.00 160.0 56.0 221.00 25.00 4.0
RM-SET32.000H6T-B- 32.000 22.50 30.00 160.0 56.0 221.00 25.00 4.0

 For spare parts, see page 772 e For user guide and cutting conditions, see pages 775-780
™) Pad length

@) |nsert size

For inserts, see pages: RM-SEI-B (773)
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@p) INDEXH-REAM
ASN RM-SET-B-B oAL @ @ @
(BEMN Single-Edged Indexable o — ot Ls
2 Reamers for Blind Holes LF: i ,r
DC = fH—-——- DCONMS
< Vo lapwx !
o
DC APMX OAL LS LU Lett DCONMS ssce
RM-SET8.000H6B-B-C16S 8.000 15.50 123.50 45.0 75.0 30.00 16.00 1.0
RM-SET9.000H6B-B-C16S 9.000 15.50 123.50 45.0 75.0 30.00 16.00 1.0
RM-SET10.000H6B-B-C16S 10.000 15.50 123.50 45.0 75.0 30.00 16.00 2.0
RM-SET11.000H6B-B-C16S 11.000 16.50 123.50 45.0 75.0 30.00 16.00 2.0
RM-SET12.000H6B-B-C16S 12.000 17.00 135.00 45.0 85.0 30.00 16.00 3.0
RM-SET13.000H6B-B-C16S 13.000 17.00 135.00 45.0 85.0 30.00 16.00 3.0
RM-SET14.000H6B-B-C16S 14.000 17.00 1356.00 45.0 85.0 30.00 16.00 3.0
RM-SET15.000H6B-B-C16S 15.000 17.00 135.00 45.0 85.0 30.00 16.00 3.0
RM-SET16.000H6B-B-C20S 16.000 17.00 1656.00 50.0 110.0 30.00 20.00 3.0
RM-SET17.000H6B-B-C20S 17.000 17.00 1656.00 50.0 110.0 30.00 20.00 3.0
RM-SET18.000H6B-B-C20S 18.000 17.00 165.00 50.0 110.0 30.00 20.00 3.0
RM-SET19.000H6B-B-C20S 19.000 17.00 165.00 50.0 110.0 30.00 20.00 3.0
RM-SET20.000H6B-B-C25S 20.000 17.00 171.00 56.0 110.0 30.00 25.00 3.0
RM-SET21.000H6B-B-C25S 21.000 17.00 171.00 56.0 110.0 30.00 25.00 3.0
RM-SET22.000H6B-B-C25S 22.000 17.00 191.00 56.0 130.0 30.00 25.00 3.0
RM-SET23.000H6B-B-C25S 23.000 17.00 191.00 56.0 130.0 30.00 25.00 3.0
RM-SET24.000H6B-B-C25S 24.000 17.00 191.00 56.0 130.0 30.00 25.00 3.0
RM-SET25.000H6B-B-C25S 25.000 17.00 191.00 56.0 130.0 30.00 25.00 3.0
RM-SET26.000H6B-B-C25S 26.000 22.50 221.00 56.0 160.0 30.00 25.00 4.0
RM-SET27.000H6B-B-C25S 27.000 22.50 221.00 56.0 160.0 30.00 25.00 40
RM-SET28.000H6B-B-C25S 28.000 22.50 221.00 56.0 160.0 30.00 25.00 4.0
RM-SET29.000H6B-B-C25S 29.000 22.50 221.00 56.0 160.0 30.00 25.00 40
RM-SET30.000H6B-B-C25S 30.000 22.50 221.00 56.0 160.0 30.00 25.00 40
RM-SET31.000H6B-B-C25S 31.000 22.50 221.00 56.0 160.0 30.00 25.00 4.0
RM-SET32.000H6B-E 32.000 22.50 221.00 56.0 160.0 30.00 25.00 4.0
e For user guide and cutting conditions, see pages 775-780
™) Pad length
@) |nsert size

For inserts, see pages: RM-SEI-B (773)

Spare Parts

D [mm] Clamping Wedge Clamping Screw Adjustment Screw Adjustment Pin Insert Size
8 WDG-RM-SE-1 SR-CL-RM-SE-1 SR-ADJ-M3x2.5 PIN-ADJ-RM-SE-1 1
9 WDG-RM-SE-1 SR-CL-RM-SE-1 SR-ADJ-M3x3 PIN-ADJ-RM-SE-1 1
10 WDG-RM-SE-2 SR-CL-RM-SE-1 SR-ADJ-M3x3 PIN-ADJ-RM-SE-2 2
11 WDG-RM-SE-2 SR-CL-RM-SE-1 SR-ADJ-M3x4 PIN-ADJ-RM-SE-2 2
12 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x4 PIN-ADJ-RM-SE-3 3
13 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x4 PIN-ADJ-RM-SE-3 3
14 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x4 PIN-ADJ-RM-SE-3 3
15 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x6 PIN-ADJ-RM-SE-3 3
16 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x6 PIN-ADJ-RM-SE-3 3
17 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x8 PIN-ADJ-RM-SE-3 3
18 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x8 PIN-ADJ-RM-SE-3 3
19 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x8 PIN-ADJ-RM-SE-3 3
20 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x10 PIN-ADJ-RM-SE-3 3
21 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x10 PIN-ADJ-RM-SE-3 3
22 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x10 PIN-ADJ-RM-SE-3 3
23 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x10 PIN-ADJ-RM-SE-3 3
24 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x10 PIN-ADJ-RM-SE-3 3
25 WDG-RM-SE-3 SR-CL-RM-SE-3 SR-ADJ-M4x10 PIN-ADJ-RM-SE-3 3
26 WDG-RM-SE-4 SR-CL-RM-SE-4 SR-ADJ-M4x10 PIN-ADJ-RM-SE-4 4
27 WDG-RM-SE-4 SR-CL-RM-SE-4 SR-ADJ-M4x10 PIN-ADJ-RM-SE-4 4
28 WDG-RM-SE-4 SR-CL-RM-SE-4 SR-ADJ-M4x10 PIN-ADJ-RM-SE-4 4
29 WDG-RM-SE-4 SR-CL-RM-SE-4 SR-ADJ-M4x10 PIN-ADJ-RM-SE-4 4
30 WDG-RM-SE-4 SR-CL-RM-SE-4 SR-ADJ-M4x10 PIN-ADJ-RM-SE-4 4
31 WDG-RM-SE-4 SR-CL-RM-SE-4 SR-ADJ-M4x10 PIN-ADJ-RM-SE-4 4
32 WDG-RM-SE-4 SR-CL-RM-SE-4 SR-ADJ-M4x10 PIN-ADJ-RM-SE-4 4

Clamping
Wedge

Adjustment
Screw

:D ®
4|, 7777777777777777 S | | .

Clamping
Screw

Adjustment
Pin
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Insert Designation Code Key

v @ ose g+ g 8 W 2 Qi cor | O
A
Reamer Single Edge Insert Lead Type Rake Carbide LLJ
Insert Size A B, C Angle Grade 2
<
LLI
C
INDEXH-REAM .
RM-SEI-B L D m @ E
Single-Edged Reaming Inserts 30° /30 g
for General Applications at : b A ﬁm @ @
High Cutting Speeds -~ U
| L |
LS

Dimensions Tough <— Hard
= I =T =
Designation SSc a L Wi s N 8 3
RM-SEI-1B-00 1.0 0 16.50 2.80 1.50 .
RM-SEI-1B-06 1.0 6 15.50 2.80 1.50 . (]
RM-SEI-1B-12 1.0 12 16.50 2.80 1.50 ° °
RM-SEI-2B-00 20 0 156.50 3.60 1.50 o
RM-SEI-2B-06 2.0 6 16.50 3.60 1.50 .
RM-SEI-2B-12 2.0 12 156.50 3.60 1.50 ° °
RM-SEI-3B-00 3.0 0 17.00 4.40 2.00 .
RM-SEI-3B-06 3.0 6 17.00 4.40 2.00 . .
RM-SEI-3B-12 3.0 12 17.00 4.40 2.00 o °
RM-SEI-4B-00 40 0 22.50 6.60 3.00 o
RM-SEI-4B-06 4.0 6 22.50 6.60 3.00 ° ° °
RM-SEI-4B-12 4.0 12 22.50 6.60 3.00 [ [
¢ | ead type of insert should be compatible with lead type of the tool
M Insert size

For tools, see pages: RM-SET-B-B (772) ® RM-SET-T-B (771)

INDEXH-REAM

RM-SEI-A 1% B m @ E
Single-Edged Reaming Inserts S, 4 S'LE

for High Surface Quality at % g — E m m @
Low Cutting Conditions )

S b

Dimensions Tough <— Hard

~ N~

o o

0 (=23
Designation SSCt a L Wi S e e
RM-SEI-1A-06 1.0 6 15.50 2.80 1.50 [
RM-SEI-2A-06 2.0 6 15.50 3.60 1.50 o
RM-SEI-3A-06 3.0 6 15.50 4.40 2.00 [
RM-SEI-3A-12 30 12 17.00 4.40 2.00 (]
RM-SEI-4A-06 4.0 6 22.50 6.60 3.00 [

® | ead type of insert should be compatible with lead type of the tool e Available on request

) Insert size

Member IMC Group
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INDEXH-REAM

l Ls
RM-SEI-C z ~
Single-Edged Reaming Inserts e
for Aluminum and Brass T

= =i
=) =) =
| =) L8

*
Wi |
LAY
| L
Dimensions
S
Designation SScM a L Wi S Ls o
RM-SEI-1C-12 1.0 12 16.50 2.80 1.50 0.55 o
RM-SEI-2C-12 20 12 15.50 3.60 1.50 0.55 .
RM-SEI-3C-12 3.0 12 17.00 4.40 2.00 0.55 °
RM-SEI-4C-12 40 12 22.50 6.60 3.00 0.55 [

* | ead type of insert should be compatible with lead type of the tool e Available on request
) Insert size

Accessories

RM SETTING DEVICE
Reamer Setting Device

dmax

265.0 450.00

170.0

25.00

ISCAR




INDEXH-REAM USER GUIDE

Front Angles and Cutting Geometries

4 standard lead angles are available:

N
o
L
=
<
L]
o

Lead L [mm] Use

Higher surface quality, lower cutting conditions

(not recommended for nonferrous materials)

L
B 13 30° ﬁ Universal use, high speed cutting conditions
' g Can be used on a wide range of materials

L
\ >
75
C 0.55 Suitable for aluminum and brass, high cutting speed

307
b L
DM 0.6 I ; When needed for blind hole - lower feed
) On request
3 standard cutting angles are available:
Angle [deg.] Use
o
00 {—W For cast iron applications
&
06 General use
127
12 ’:%W For stainless steel and aluminum
Carbide Grades Two types of standard coatings are available:
IC07 grade is the basic substrate for the reaming ¢ |C907 - a TiAIN PVD coating for steel (P) and
inserts. It is a very versatile submicron grade. stainless steel (M) workpiece material groups
1C07 features very high fracture toughness and ¢ IC507 - a TICN+TiN PVD coating for cast iron (K)
wear resistance, which is required for efficient workpiece material group
high speed reaming.
An uncoated IC07 can be used for machining The following grades can be provided on request:
nonferrous (N type material group) applications. e PCD grade for machining aluminum

® PCBN grade for machining cast iron
¢ |[C30N (cermet) for machining steel

Member IMC Grou
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INDEXH-REAM

Concept

USER GUIDE

The Index H-Ream Line is available in 4 sizes
and features two different holder geometries
(short flute and long flute). The holder selection
depends on the hole type (through or blind).

Wy

RM-SEI-1 RM-SEI-2 RM-SEI-3 RM-SEI-4
©8.00-9.99 mm  @10.00-11.99 mm  ©12.00-25.99 mm  ©@26.00-32.00 mm Insert Holder
(©.315-.393") (©.393-.472") (©.472-1.024") (©1.024-1.260")

Applications

Through Hole
Short Flute Holder
This holder has a lateral coolant
outlet located right above the
E’] B insert. The coolant is pointed
fﬁ directly to the cutting edge to
lubricate it and divert the chips

Wi W forward. Additional coolant
B [!T outlets are located behind the
guiding pads.

Their purpose is to reduce high
friction that is created between
the pads and the reamed
surface during machining.

Blind Hole

Long Flute Holder

This holder has a frontal coolant
outlet. The liquid reaches the bottom
of the blind hole and evacuates

the formed chips. These chips are
conveyed backwards through the
long chip gullet (flute) of the holder.

ISCAR




INDEXH-REAM USER GUIDE

Setting Procedure

P
o
L
=
<
L]
o

Place the reamer between Rotate and place the inserts
the centering pins of the device. setting the indicator to zero. against indicators.

Adjust the frontal side of the insert
to: +15 pym (+0.6 pin) on D<9.99,
+20 um (+0.8 pin) on D<10.00
Adjust the rear side of insert to:
+5 pm (+0.2 pin) on D<9.99,

+10 um (+0.4 pin) on D<10.00

- - High Friction
Tighten the adjustment screws in a Lubricated Zones

clockwise direction.

Back Taper

The back taper prevents the reamer from jamming, as
well as lowering reaming forces and improving surface
quality. Incorrect back taper may cause unstable
reaming, accelerated wear and rough surface finish.

Insert Indexing

Rotate the adjustment screws one Rotate the clamping screw CCW from the
turn counterclockwise (CCW). top and/or clockwise (CW) from the bottom,
turning both sides simultaneously.

Remove the insert. Clean the insert and the pocket. Place
the sharp edge on the outer position.

Press the insert against the back stopper and the two
adjustment pins.

Tighten the clamping wedge by rotating the clamping
screw CW from the top or CCW from the bottom.

Member IMC Grou
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INDEXH-REAM USER GUIDE

Setting Methods

9p)
o
L
=
<
L]
A

There are two optional setting methods - comparison
micrometer and setting device.

Fre®

Comparison micrometer with dial gauge, although
a low cost solution and readily available for small
workshops, is prone to damaging the cutting
edge and therefore not recommended.

Using a Comparison Micrometer

Set the micrometer to the correct diameter using the
precision blocks.

Adjust the frontal diameter and back taper by turning the
adjustment screw clockwise.

The frontal diameter should be larger than the rear
diameter by approximately 0.015 mm.(0.6 pin)

Using a Setting Device

ISCAR’s mechanical setting device enables
easy, quick and accurate adjustment.

Due to its modular construction, it can

be used for standard, special and more
complicated reamer adjustments.

Setting Device

Located Between Centers

Shorter setting time

Modular system

Higher accuracy

No risk of damaging the cutting edge

H-REAM Cutting Conditions evaluated by examining the results and changing the
The cutting conditions in the table below should machining conditions accordingly.

be used to start a new application.

Optimal conditions for a specific application should be

Lead A=15°/3° L3
(reaming allowance = 0.1-0.3)

Feed Rake Cutting Speed
[mm/rev] [°] V¢ [m/min]
Materia Material Carbide Coat.ed Cermet PCD | CBN
No. Carbide

1-5 Non-alloy steel, cast steel and free cutting steel 0.1-04 6 40-60 60-80 110-160

Low alloy steel and cast steel

6-9 ) 0.1-04 6 20-40 40-60 110-160
(less than 5% of alloying elements)

High alloyed steel, cast steel

10-11 0.1-0.4 6 20-40 20-60 20-60
and tool steel

12-13 Stainless steel and cast steel 0.1-0.3 12 20-40 40-60 40-60
15-16 Grey cast iron (GG) 0.1-0.3 0/6 40-60 60-100 o
[22]
17-18 Nodular cast iron (GGG) 0.1-0.3 0/6 40-60 60-100 ;
[av]
@D
19-20 Malleable cast iron 0.1-0.3 0/6 40-60 60-100 o
21-22 Aluminum wrought alloy
X
23-25 Aluminum -cast, alloyed f
172
26-28 Copper alloys %
29-30 Non-metallic

g8 ISCAR




INDEXH-REAM

USER GUIDE

Lead B=30°/3° L1.3
(reaming allowance = 0.1-0.3)

REAMERS

Feed Rake Cutting Speed
[mm/rev] [°] Ve [m/min]
Material Material Carbide Coated Cermet PCD | CBN
No. Carbide
1-5 Non-alloy steel, cast steel and free cutting steel 0.1-0.3 6 60-80 80-120 110-160
Low alloy steel and cast steel
6-9 ) 0.1-0.3 6 60-80 80-120 110-160
(less than 5% of alloying elements)
High alloyed steel, cast steel
10-11 01-0.3 6 40-60 40-80 40-80
and tool steel
12-13 Stainless steel and cast steel 0.1-0.2 12 40-60 60-80 60-80
15-16 Grey cast iron (GG) 0.1-0.3 0/6 60-80 80-120 o
[2)
17-18 Nodular cast iron (GGG) 0.1-0.3 0/6 60-80 80-120 ;
3o
D
19-20 Malleable cast iron 0.1-03 0/6 60-80 80-120 o
21-22 Aluminum wrought alloy 0.1-0.3 12 160-200
x
23-25 Aluminum -cast, alloyed 0.1-03 12 160-200 §
0
26-28 Copper alloys 0.1-0.2 0 80-100 §
29-30 Non-metallic 0.1-03 0 10-70
Lead D=30°/3° L0.6
(reaming allowance = 0.1-0.2)
Feed Rake Cutting Speed
[mm/rev] [°] Ve [m/min]
Material Coated
Material Carbide ) Cermet PCD | CBN
No. Carbide
1-5 Non-alloy steel, cast steel and free cutting steel 0.05-0.2 6 60-80 80-120 110-160
Low alloy steel and cast steel
6-9 ) 0.05-0.2 6 60-80 80-120 110-160
(less than 5% of alloying elements)
High alloyed steel, cast steel
10-11 0.05-0.2 6 40-60 40-80 40-80
and tool steel
12-13 Stainless steel and cast steel 0.05-0.2 12 40-60 60-80 60-80
15-16 Grey cast iron (GG) 0.05-0.2 0/6 60-80 80-120 o
[%2]
17-18 Nodular cast iron (GGG) 0.05-0.2 0/6 60-80 80-120 §
<
D
19-20 Malleable cast iron 0.05-0.2 0/6 60-80 80-120 o
21-22 Aluminum wrought alloy 0.05-0.2 12 110-200
X
23-25 Aluminum -cast, alloyed 0.05-0.2 12 180-200 §
{72}
26-28 Copper alloys 0.05-0.2 0 80-100 §
29-30 Non-metalic

Member IMC Group

(T [Tl 779



INDEXH-REAM USER GUIDE

9p)
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L]
A

Lead C=75°/3° L0.55
(reaming allowance = 0.2-0.4)
Feed Rake Cutting Speed
[mm/rev] [°] Ve [m/min]
Material Coated
Material Carbide ) Cermet PCD | CBN
No. Carbide
1-5 Non-alloy steel, cast steel and free cutting steel
o Low alloy steel and cast steel
(less than 5% of alloying elements)
1011 High alloyed steel, cast steel
and tool steel
12-13 Stainless steel and cast steel
15-16 Grey cast iron (GG) o
17-18 Nodular cast iron (GGG) f:;’
o
o)
19-20 Malleable cast iron o
21-22 Aluminum wrought alloy 0.15-0.3 12 150-250
X
23-25 Aluminum -cast, alloyed 0.15-0.3 12 150-250 §
26-28 Copper alloys §
29-30 Non-metallic
Troubleshooting
Problem Cause Solution
% | * Reamer or pilot hole not centered e Use a floating reamer chuck or correct pilot hole
‘ e Reamer too large e Check size of reamer and correct if necessary
Hole too large ‘ e Cooling / lubrication problems e Change lubricant and increase coolant pressure
anVTI
e \Worn reamer * Replace the reamer
/ ® Reaming allowance too small ® |ncrease reaming allowance
Hole too small ¢ Cooling / lubrication problems ¢ Change lubricant and increase coolant pressure

¢ Misalignment between e Re-align or use a floating reamer chuck
pre hole and reamer centers

Conical hole
larger bottom /1
(larg ) g

/ ¢ Misalignment between e Re-align or use a floating reamer chuck
Conical hole pre-hole and reamer centers e Secure the tool axially
(larger ¢ Material jammed between reamer
entrance) and hole in the upper hole section
dnom

* \Worn reamer * Replace the tool

* Misalignment between ® Re-align or use a floating reamer chuck
Poor surface pre-hole and reamer centers ® Increase coolant pressure
finish e Problems with chip evacuation e Change cutting parameters

e Incorrect cutting parameters e Change cutting parameters or coolant conditions

® Built-up edge

(8 ISCAR
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Tap Designation Code Key

Tap Style D-TPI B - Bore for Coolant Coating Types*
TPH- Hand Tap D- Pitch (on request) Ni- Nitriding
Ti- TN

TPF- Forming Tap
TPG- Gun Point
TPS- Spiral Flute
TPST- Straight Flute

Thread Standard — Tap Color Codes(?) Tap Materials

TC- TICN

TA- TIAN

St- Black Oxide
-On request

M- 1SO Metric M -Multi-Material Application HS- H.S.S. (M2)
Goars Thread DIN-13 W -Steel with Good HE-HSSE
MF- ISO Metric griigg?)bmnm 2(,:/;_05(;: 55 1159
Fine Thread DIN-13 pacted Powder
Bl stiiess Sted HM- Solid Carbide
UNF- Unfied Fine .—Hardened Steel and High
Thread Temp./Super Alloys
Rm>750 N/mm2
UNG- Unfied Coarse -Grey Cast Iron
Thread .-Low Alloy Steel
Rm<600 N/mm2
-AIuminum and

Aluminum Alloys

F -Any Material with at
least 8~10% Elongation

» The tools have a matching
colored ring around the shank

Chamfer Lead According to DIN2197 (specified for each tool family)
I Form A (Chamer Lead 5-6 Threads)

BN Form B (with Gun-Nose and Charfer Lead 4-5 Threads)

n Form C (Chamfer Lead 2-3 Threads)

n Form D (Chamfer Lead 4-5 Threads)

B Fom E (Chamfer Lead 1.5-2 Threads)

Member IMC Group

(T [Tl 783



USER GUIDE

Tap Selection Guide and Cutting Speed Recommendations

Hole Type®
] Tap Color Code("
LJF A Tool Material("
;7 o Surface Treatment/Coating(@
/;; 7 Flute Hand and Angle
Lead According to DIN 2197
1 2 3 4 5 Hole Type(4)
Material Tensile Strength Hardness
No. Material Condition [N/mm?] HB Chip Coolant
<0.25 %C Annealed 420 125 Ext. Long T
Non-alloy steel and -
cast stel, free >=0.25 %C Annealed 650 190 Medium T
auttng steel <0.55 %C Quench and tempered 850 250 Long T
—_ >=0.55 %C Annealed 750 220 Long T
(less than 5% 930 eI g %
all elements) Quench and tempered 1000 300 Long X
1200 350 Long A
High alloyed steel, cast steel and Annealed 680 200 Long X
tool steel Quench and tempered 1100 325 Long X
Ferritic/Martensitis 680 200 Medium A
Stainless steel =
Martensitic 820 240 Long A
Stainless steel Austenitic 600 180 Long A
Ferritic/pearlitic 180 Ext. Short X
Grey cast iron (GG) =
Pearlitic 260 Ext. Short X
' Ferritic 160 Short X
Cast iron nodular (GGG) Poatiiic 250 B Short X
. Ferritic 130 Short X
Malleable cast iron Peariiic 230 ot X
. Not cureable 60 Medium T
Aluminum-wrought alloy Cured 00 Vediom T
<=12% Si Not cureable 75 Short T
Aluminum-cast, alloyed Cured 90 Short T
>12% Si High temp. 130 Short T
>1% Pb Free cutting 110 Med/Short T
Copper alloys Brass 90 Long T
Electrolitic copper 100 Long T
Non-metalic Duroplastics, fiber plastics Short YA
. Fe based Annealed 200 Long A
High temp. aloys Cured 280 Long A
Ni or Co based Annealed 250 Long A
Super alloys Cured 350 Long A
Cast 250 Long A
o : 400 Med/Short A
Thanium and Tialoys Alpha+beta alloys cured 1050 Med/Short A
() See page 783 Coolant
(2 See page 799 A - Cutting oil
() See page 800 T - Oil emulsion
@) See page 801 X - Qil or emulsion

Z - Dry or emulsion

ISCAR




USER GUIDE

HSS HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E
- - Tl ST - Tl ST ST - ST ST NI Tl
. . . . R40° R40° R40° - . R40° R40° . .
1\2\3 B B B C c C B B C C C c
1-2-3-4-5 4-5 4-5 4-5 1-2-3 1-2-3 1-2-3 4-5 4-5 1-2-3 1-2-3 4-5 1-2-3-4-5
m/min m/min m/min m/min m/min m/min m/min m/min m/min m/min m/min
. 10-25 | oo | 15-45| o | 825 | oo | 20-25 | e | 1545 | o | 8-25 | ee 20-25 | oo | 825 | o |20-25 [ 20-60 .
. 10-20 | oo | 12-40 | o [ 10-35 | eo | 15-20 | oo | 12-40 | e | 10-35| ee 15-20 | oo [ 10-35 | oo | 15-20 | e 20-60 .
. 12-18 | oo | 16-25 | o | 6-12 | oo | 12-18 | oo | 1525 | o | §-12 | ee 12-18 | oo 12-18 | oo 17-55 .
. 12-18 | oo | 15-40 | o [ 6-20 | oo | 12-18 | oo | 1540 | o | 6-20 | e 12-18 | oo 12-18 | oo 17-55 .
. 10-15 | oo [ 525 | o | 4-10 [ oo [ 10-15| oo | 525 | o | 4-10 | oo 10-15 | oo 10-15 o
o 6-10 [ oo [ 525 | o | 4-10 | oo [ 6-10 [ oo [ 525 | o | 4-10 [ oo 6-10 | oo 6-10 [
o 3-5 | oo | 520 | o 35 | oo | 3-5 | ee | 520 | o 3-5 | e 3-5 | e 3-5 (1]
. 10-15 | oo [20-30 | o | 7-12 | oo [10-15| oo [20-30 | o | 7-12 [ oo 10-15 | ee 10-15 o 10-30 .
. 7-13 | oo [12-25| o | 5-10 | oo [ 7-13 [ oo [ 12-25| o | 5-10 [ ee 7-13 | oo 7-13 (L
. 59 [ oo [ 818 | o 1-5 . 59 | oo | 210 | o 1-5 o [210 | o 59 [ 7-15 .
. 46 [ oo [ 815 | o 1-5 . 46 | o0 [ 2-10 | o 1-5 o [ 210 | o 4-6 [
. 59 [ e [ 815 | o 1-4 . 59 | o0 | 210 | o 1-4 o (210 | o 59 o .
. 10-15 | oo [ 15-45| eo | 13-20 | o [ 10-15 | oo [ 15-45| oo [13-20 o 10-15 [ 10-30 .
. 8-12 | oo | 10-40 [ oo | 21-31 [ o | 8-12 | oo | 10-40 [ oo [21-31 | o 8-12 [ 10-30 .
. 812 | o | 10-25( oo | 21-31 | o | 812 | o |10-25( o [21-31| o 8-12 o 10-40 o
. 8-12 | oo | 10-20 [ oo | 21-31 [ o | 8-12 | oo | 10-20 [ oo [21-31 | o 8-12 [ 10-35 o
. 10-15| o [15-45| e [ 13-20 | o [ 10-15 | oo [ 15-45| ee [13-20 o 10-15 o 10-45 .
. 10-15 | o | 10-40 | oo [13-20 | o | 10-15 | eo | 10-40 | eo | 13-20 | o 10-15 (L 10-40 o
. 25-35| ¢ | 5070 o |12-25| o | 25-35| o | 3060 o | 12-25| ee 12-25 | oo | 25-35 o
o 25-35| ¢ | 5070 o |12-25| eo | 25-35| o | 3060 [ o | 12-25| ee 12-25 | ee | 25-35 o
. 10-15 | o [10-40| e | 10-25 | oo [10-15| o [15-40| o | 10-25 | ee 10-25 | ee | 10-15 (L
. 10-15| o [10-40| o |10-25| oo [10-15| o [15-40| o |10-25 [ ee 10-25 | ee | 10-15 o
. 10-15| o [ 10-30| o | 10-20 | oo [10-15| o |15-30 | o |10-20 | e 10-20 [ oo | 10-15 | oo
. 25-35| ¢ | B50-70 [ o |20-40 | e | 25-35| * | 3065 | o |20-40| ee 20-40 | oo | 25-35 o 17-40 .
. 1520 | o [ 560 | o |[13-30 | oo (1520 | o [20-45| o |13-30 e 13-30 | e | 15-20 | e 20-60 .
. 15-20 | o [ 525 | o |[10-17 | oo [15-20 | o [15-30| o |[10-17 [ e 10-17 | oo | 15-20 | e 20-60 .
o [ 610 | o | 525 | o [ 613 [ [610 | o [1020| o [ 613 | oo 613 | oo | 610 | oo
o | 24 | ee | 48 | o 24 | o | 37 | e 2-4 2-4 .
o | 24 | oo | 28 | o 2-4 37 | oo 2-4 2-4 .
o | 24 | oo | 48 | o 2-4 37 | oo 2-4 2-4 .
o | 24 | oo | 28 | o 2-4 37 | oo 2-4 2-4 .
o | 24 | oo | 48 | o 2-4 37 | oo 2-4 24 | e
o [ 610 | oo 6-10 | oo 6-10 610 | o
o [610 | 6-10 | oo 6-10 610 | o

* Recommended
ee Suitable
() Hand Tap

Member IMC Group
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DIN 13 HSS Hand Tap Set for ~—TH— —_
W || HSS || 6H

ISO Metric Coarse Threads '

=
TI?Z~\> f*i*’*| ’’’’’’’’’ %ﬂ DC(iNMS 5\50)2& i

rou i s | LIRd1 ]
3

Dimensions
Designation TDZ TP OAL THL DCONMS NOF@ DRVS® Pre-hole Standard 2
TPH M-2X0.4-W M2 0.400 36.00 8.0 2.80 3 2.10 1.60 DIN 352 °
TPH M-2.2X0.45-W M2.2 0.450 36.00 9.0 2.80 3 2.10 1.75 DIN 352 °
TPH M-2.3X0.4-W (1) M2.3 0.400 36.00 9.0 2.80 3 2.10 1.90 DIN 352 .
TPH M-2.5X0.45-W M2.5 0.450 40.00 9.0 2.80 3 2.10 2.05 DIN 352 °
TPH M-2.6X0.45-W (1) M2.6 0.450 40.00 9.0 2.80 3 2.10 2.10 DIN 352 °
TPH M-3X0.5-W M3 0.500 40.00 1.0 3.50 3 2.70 2.50 DIN 352 °
TPH M-3.5X0.6-W M3.5 0.600 45,00 13.0 4,00 3 3.00 2.90 DIN 352 °
TPH M-4X0.7-W M4 0.700 45,00 13.0 450 3 340 3.30 DIN 352 °
TPH M-4.5X0.75-W M4.5 0.750 50.00 16.0 6.00 3 4.90 3.70 DIN 352 °
TPH M-5X0.8-W M5 0.800 52.00 16.0 6.00 3 4.90 4.20 DIN 352 °
TPH M-5.5X0.9-W M5.5 0.900 56.00 18.0 6.00 3 4.90 4.60 DIN 352 °
TPH M-6X1.0-W M6 1.000 56.00 18.0 6.00 3 4.90 5.00 DIN 352 °
TPH M-7X1.0-W M7 1.000 56.00 18.0 6.00 3 4.90 6.00 DIN 352 °
TPH M-8X1.25-W M8 1.250 63.00 20.0 6.00 3 4.90 6.80 DIN 352 °
TPH M-9X1.25-W M9 1.250 63.00 200 7.00 4 5.50 7.80 DIN 352 °
TPH M-10X1.5-W M10 1.500 70.00 22.0 7.00 4 5.50 8.50 DIN 352 °
TPH M-11X1.5-W M1 1,500 70.00 220 8.00 4 6.20 9.50 DIN 352 °
TPH M-12X1.75-W M12 1.750 80.00 24.0 9.00 4 7.00 10.20 DIN 352 °
TPH M-14X2.0-W M14 2,000 80.00 26.0 11.00 4 9.00 12.00 DIN 352 °
TPH M-16X2.0-W M16 2,000 80.00 27.0 12.00 4 9.00 14,00 DIN 352 °
TPH M-18X2.5-W M18 2.500 95.00 30.0 14.00 4 11.00 15.50 DIN 352 °
TPH M-20X2.5-W M20 2500 95.00 320 16.00 4 12.00 17.50 DIN 352 °

* NOTE: Each set contains 2 or 3 taps e For user guide and cutting conditions, see pages 784-785, 798-820
) DIN profile

@) Number of flutes

@) Key flat size

(8 ISCAR




ONEi:AF
TPG M (HSS) | onL I M
DIN 13 HSS Machine Taps for - TH~ R

ISO Metric Coarse Threads for

L HSS-E|| 6H P
a Wide Range of Materials TEE ff]L—| ————————— %ﬂ DCONMS M

¥ B
Y — !

Dimensions Tough «<— Hard

w|B|E

Designation TDZ TP OAL THL LU DCONMS  NOF® DRVS®  Prehole Standard| T T x
TPG M-2X0.4-M M2 0.400 45.00 8.0 13.0 2.80 & 2.10 1.60 DIN 371 o () °
TPG M-2.2X0.45-M M2.2 0.450 45.00 8.0 13.0 2.80 3 210 1.75 DIN 371 ° ° °
TPG M-2.3X0.4-M M2.3 0.400 45.00 8.0 13.0 2.80 3 210 1.90 DIN 371 ° ° °
TPG M-2.5X0.45-M M2.5 0.450 50.00 9.0 15.0 2.80 8 2.10 2.05 DIN 371 o o °
TPG M-2.6X0.45-M M2.6 0.450 50.00 9.0 15.0 2.80 3 210 2.10 DIN 371 ° ° °
TPG M-3X0.5-M M3 0.500 56.00 11.0 18.0 3.50 3 2.70 2.50 DIN 371 . ° .
TPG M-3.5X0.6-M M3.5 0.600 56.00 12.0 20.0 4.00 8 3.00 2.90 DIN 371 o [ °
TPG M-4X0.7-M M4 0.700 63.00 13.0 21.0 450 3 3.40 3.30 DIN 371 ° ° °
TPG M-4.5X0.75-M M4.5 0.750 70.00 14.0 25.0 6.00 3 4.90 3.70 DIN 371 o ° °
TPG M-5X0.8-M M5 0.800 70.00 15.0 25.0 6.00 8 4.90 4.20 DIN 371 o o o
TPG M-6X1.0-M M6 1.000 80.00 17.0 30.0 6.00 3 490 5.00 DIN 371 o o o
TPG M-7X1.0-M M7 1.000 80.00 17.0 30.0 7.00 3 550 6.00 DIN 371 o o o
TPG M-8X1.25-M M8 1.250 90.00 20.0 36.0 8.00 8 6.20 6.80 DIN 371 [} o °
TPG M-9X1.25-M M9 1.250 90.00 20.0 35.0 9.00 3 7.00 7.80 DIN 371 ° ° °
TPG M-10X1.5-M M10 1.500 100.00 22.0 39.0 10.00 3 8.00 8.50 DIN 371 ° ° °
TPG M-11X1.5-M M11 1.500 100.00 22.0 - 8.00 8 6.20 9.50 DIN 376 o o °
TPG M-12X1.75-M M12 1.750 110.00 24.0 = 9.00 3 7.00 10.20 DIN 376 [ o o
TPG M-14X2.0-M M14 2.000 110.00 26.0 = 11.00 3 9.00 12.00 DIN 376 o o o
TPG M-16X2.0-M M16 2.000 110.00 27.0 - 12.00 8 9.00 14.00 DIN 376 o o °
TPG M-18X2.5-M M18 2.500 125.00 30.0 - 14.00 4 11.00 15.50 DIN 376 o o o
TPG M-20X2.5-M M20 2.500 140.00 32.0 - 16.00 4 12.00 17.50 DIN 376 ° [ °
TPG M-22X2.5-M M22 2.500 140.00 32.0 - 18.00 4 14.50 19.50 DIN 376 o ° °
TPG M-24X3.0-M M24 3.000 160.00 34.0 - 18.00 4 14.50 21.00 DIN 376 o o °
TPG M-27X3.0-M M27 3.000 160.00 36.0 - 20.00 4 16.00 24.00 DIN 376 o o °
TPG M-30X3.5-M M30 3.500 180.00 40.0 - 22.00 4 18.00 26.50 DIN 376 o () °

® For user guide and cutting conditions, see pages 784-785, 798-820
() Number of flutes
2 Key flat size

Member IMC Group




ONEiAF
TPG MF (HSS) | oL II M
DIN 13 HSS Machine Taps for - TH~ —

ISO Metric Fine Threads for

' HSS-E[| 6H ||
a Wide Range of Materials TE]JZ? ffk—| ————————— % DCONMS M

¥ T B

Dimensions Tough «<— Hard
5 =
Designation TDZ TP OAL THL DCONMS NOF® DRvS@ Pre-hole Standard | % g E
TPG MF-4X0.5-M M4 0.500 63.00 10.0 2.80 3 2.10 3.50 DIN 374 ° o °
TPG MF-5X0.5-M M5 0.500 70.00 11.0 3.50 3 2.70 4.50 DIN 374 ° ° °
TPG MF-6X0.75-M M6 0.750 80.00 13.0 4.50 ) 3.40 5.20 DIN 374 ° ° °
TPG MF-6X0.5-M M6 0.500 80.00 13.0 4.50 3 3.40 5.50 DIN 374 o o °
TPG MF-7X0.75-M M7 0.750 80.00 14.0 5.50 3 4.30 6.20 DIN 374 ° ° °
TPG MF-8X1.0-M M8 1.000 90.00 17.0 6.00 38 490 7.00 DIN 374 ° ° °
TPG MF-8X0.75-M M8 0.750 80.00 14.0 6.00 3 4.90 7.20 DIN 374 o [} °
TPG MF-10X1.25-M M10 1.250 100.00 22.0 7.00 3 5.50 8.80 DIN 374 ° ° °
TPG MF-10X1.0-M M10 1.000 90.00 18.0 7.00 ) 5.50 9.00 DIN 374 ° o °
TPG MF-10X0.75-M M10 0.750 90.00 18.0 7.00 3 5.50 9.20 DIN 374 ° o °
TPG MF-12X1.5-M M12 1.500 100.00 22.0 9.00 3 7.00 10.50 DIN 374 ° ° °
TPG MF-12X1.25-M M12 1.250 100.00 22.0 9.00 3 7.00 10.80 DIN 374 o o o
TPG MF-12X1.0-M M12 1.000 100.00 18.0 9.00 3 7.00 11.00 DIN 374 o o °
TPG MF-14X1.5-M M14 1.500 100.00 22.0 11.00 3 9.00 12.50 DIN 374 ° ° °
TPG MF-14X1.25-M M14 1.250 100.00 22.0 11.00 ) 9.00 12.80 DIN 374 ° ° °
TPG MF-14X1.0-M M14 1.000 100.00 18.0 11.00 3 9.00 13.00 DIN 374 o o °
TPG MF-16X1.5-M M16 1.500 100.00 22.0 12.00 3 9.00 14.50 DIN 374 ° ° °
TPG MF-16X1.0-M M16 1.000 100.00 18.0 12.00 3 9.00 15.00 DIN 374 o o °
TPG MF-18X1.5-M M18 1.500 110.00 25.0 14.00 4 11.00 16.50 DIN 374 o [} °
TPG MF-18X1.0-M M18 1.000 110.00 20.0 14.00 4 11.00 17.00 DIN 374 ° ° .

TPG MF-20X1.5-M M20 1.500 125.00 25.0 16.00 4 12.00 18.50 DIN 374 o o
TPG MF-20X1.0-M M20 1.000 125.00 20.0 16.00 4 12.00 19.00 DIN 374 o [} °
TPG MF-22X1.5-M M22 1.500 125.00 25.0 18.00 4 14.50 20.50 DIN 374 ° ° °
TPG MF-22X1.0-M M22 1.000 125.00 20.0 18.00 4 14.50 21.00 DIN 374 o o °
TPG MF-24X2.0-M M24 2.000 140.00 27.0 18.00 4 14.50 22.00 DIN 374 o ° °
TPG MF-24X1.5-M M24 1.500 140.00 27.0 18.00 4 14.50 22.50 DIN 374 ° ° .
TPG MF-26X1.5-M M26 1.500 140.00 28.0 18.00 4 14.50 24.50 DIN 374 o o °
TPG MF-27X2.0-M M27 2.000 140.00 28.0 20.00 4 16.00 25.00 DIN 374 o o °
TPG MF-27X1.5-M Mm27 1.500 140.00 28.0 20.00 4 16.00 25.50 DIN 374 ° ° °
TPG MF-28X1.5-M M28 1.500 140.00 28.0 20.00 4 16.00 26.50 DIN 374 ° o [}
TPG MF-30X2.0-M M30 2.000 150.00 30.0 22.00 4 18.00 28.00 DIN 374 o [} °
TPG MF-30X1.5-M M30 1.500 150.00 30.0 22.00 4 18.00 28.50 DIN 374 o o °

e For user guide and cutting conditions, see pages 784-785, 798-820
) Number of flutes
@ Key flat size

48 ISCAR




ONE 4P N
TPG UNC (HSS) | AL I M N
HSS Machine Taps for DI DRYS = <C
Unified Coarse Threads for a T = = ' HSS-E|| 2B M —
Wide Range of Materials TEZ+ ——]L—| ————————— %m DCO‘NMS -
L— LU —J
Dimensions Tough <— Hard
Pre- ¢'7, E
Designation TDZ TPIM OAL THL LU DCONMS NOF2 DRVS®  hole Standard| £ | £ | %
TPG UNC-#4-40-M #4 40.0 56.00 11.0 18.0 3.50 3 2.70 230  DIN3T1 ) . .
TPG UNC-#5-40-M #5 40.0 56.00 11.0 18.0 3.50 8 2.70 260  DIN371 ) . .
TPG UNC-#6-32-M #6 32.0 56.00 12.0 20.0 4.00 3 3.00 2.85 DIN 371 ° o °
TPG UNC-#8-32-M #8 32.0 63.00 13.0 21.0 4.50 3 3.40 350  DIN371 ) . .
TPG UNC-#10-24-M #10 24.0 70.00 15.0 25.0 6.00 3 4.90 3.90 DIN 371 o [ [
TPG UNC-#12-24-M #12 24.0 80.00 16.0 30.0 6.00 3 4.90 450 DIN 371 ° ° °
TPG UNC-1/4-20-M 1/4" 20.0 80.00 17.0 30.0 7.00 3 5.50 520  DIN371 ) . .
TPG UNC-5/16-18-M 5/16" 18.0 90.00 20.0 35.0 8.00 3 6.20 6.60 DIN 371 . o °
TPG UNC-3/8-16-M 3/8" 16.0 100.00 22.0 39.0 9.00 3 7.00 8.00 DIN 371 o o °
TPG UNC-7/16-14-M 7/16" 14.0 100.00 22.0 - 8.00 3 6.20 940 DIN376 | e . .
TPG UNC-1/2-13-M 172" 13.0 110.00 25.0 - 9.00 3 7.00 10.75 DIN376 | ® o .
TPG UNC-9/16-12-M 916" 12.0 110.00 26.0 - 11.00 3 9.00 1225 DIN376 | e . .
TPG UNC-5/8-11-M 5/8" 11.0 110.00 27.0 - 12.00 3 9.00 1350 DIN376 | e . °
TPG UNC-3/4-10-M 3/4" 10.0 125.00 30.0 - 14.00 4 11.00 16.50  DIN 376 ° o o
TPG UNC-7/8-9-M 7/8" 9.0 140.00 32.0 - 18.00 4 14.50 1950  DIN 376 . o °
TPG UNC-1-8-M 1" 8.0 160.00 36.0 - 20.00 4 16.00 2225 DIN376 | ® ° °

 For user guide and cutting conditions, see pages 784-785, 798-820
() Threads per inch

2 Number of flutes

@) Key flat size

ONEi:AF
TPG UNF (HSS) ‘ oAL I I M
HSS Machine Taps for PTHH DRVS oy
Unified Fine Threads for a y = ¥ HSS-E|| 2B M
Wide Range of Materials Tez+ k | %& DCO‘NMS L
L— LU ——J
Dimensions Tough <— Hard
Pre- BNE
Designation TDZ TPI OAL THL LU DCONMS NOF? DRVS®  hole Standard| £ | £ | £
TPG UNF-#4-48-M #4 48.0 56.00 11.0 18.0 3.50 3 2.70 2.40 DIN 371 ° ° °
TPG UNF-#5-44-M #5 440 56.00 11.0 18.0 3.50 3 2.70 2.70 DIN 371 o ° o
TPG UNF-#6-40-M #6 40.0 56.00 12.0 20.0 4.00 3 3.00 3.00 DIN 371 o [} °
TPG UNF-#8-36-M #8 36.0 63.00 13.0 21.0 450 3 3.40 3.50 DIN 371 . ° °
TPG UNF-#10-32-M #10 32.0 70.00 15.0 25.0 6.00 3 4.90 410 DIN 371 o o °
TPG UNF-#12-28-M #12 28.0 80.00 16.0 30.0 6.00 3 4.90 4.70 DIN 371 o [} °
TPG UNF-1/4-28-M 1/4" 28.0 80.00 17.0 30.0 7.00 3 5.50 5.50 DIN 371 . [ o
TPG UNF-5/16-24-M 5/16" 24.0 90.00 17.0 36.0 8.00 3 6.20 6.90 DIN 371 o o °
TPG UNF-3/8-24-M 3/8" 24.0 100.00 18.0 39.0 9.00 3 7.00 8.50 DIN 371 o o °
TPG UNF-7/16-20-M 716" 20.0 100.00 22.0 - 8.00 3 6.20 9.90 DIN 374 L] [ .
TPG UNF-1/2-20-M 172" 20.0 100.00 22.0 - 9.00 3 7.00 1150  DIN 374 ° o °
TPG UNF-9/16-18-M 9/16" 18.0 100.00 22.0 - 11.00 3 9.00 12.90 DIN 374 o [} [}
TPG UNF-5/8-18-M 5/8" 18.0 100.00 22.0 - 12.00 3 9.00 1450  DIN 374 . ° °
TPG UNF-3/4-16-M 3/4" 16.0 110.00 25.0 ° 14.00 4 11.00 17.50 DIN 374 o o °
TPG UNF-7/8-14-M 7/8" 14.0 125.00 26.0 - 18.00 4 14.50 20.50 DIN 374 o [} °
TPG UNF-1-12-M 1" 12.0 140.00 28.0 - 20.00 4 16.00 23.25 DIN 374 o o °

® For user guide and cutting conditions, see pages 784-785, 798-820
) Threads per inch

@ Number of flutes

@) Key flat size

Member IMC Group
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ONE74AF
TPS M (HSS) ‘ OAL 5 ig :g
DIN 13 HSS Spiral Flute Machine PTHH DRVS
Taps for Metric Coarse Threads T = = \ M |[HSS-E|| 6H
for a Wide Range of Materials TDZ+ ffk—| ————————— %ﬂ DCONMS
¥ i aos]l
[P — AL
Dimensions Tough «<— Hard
5 —
Designation TDZ P OAL THL LU DCONMS NOF®  DRVS@ Prehole Standard O e g E
TPS M-2X0.4-M M2 0.400 45,00 8.0 13.0 2.80 3 2.10 1.60 DIN 371 N . . .
TPS M-2.2X0.45-M M2.2 0.450 45.00 8.0 13.0 2.80 3 210 1.75 DIN 371 N ° ° °
TPS M-2.3X0.4-M M2.3 0.400 45.00 8.0 13.0 2.80 3 210 1.90 DIN 371 N ° ° °
TPS M-2.5X0.45-M M2.5 0.450 50.00 9.0 15.0 2.80 3 2.10 2.05 DIN 371 N . . .
TPS M-2.6X0.45-M M2.6 0.450 50.00 9.0 15.0 2.80 3 210 2.10 DIN 371 N ° ° °
TPS M-3X0.5-M M3 0.500 56.00 6.0 18.0 3.50 3 2.70 2.50 DIN 371 N ° ° °
TPS M-3.5X0.6-M M35 0.600 56.00 7.0 20.0 4.00 3 3.00 2.90 DIN 371 N . . .
TPS M-4X0.7-M M4 0.700 63.00 7.0 21.0 450 3 3.40 3.30 DIN 371 N ° ° °
TPS M-4.5X0.75-M M4.5 0.750 70.00 8.0 25.0 6.00 3 4.90 3.70 DIN 371 N ° ° °
TPS M-5X0.8-M M5 0.800 70.00 8.0 25.0 6.00 3 4.90 4.20 DIN 371 N . . °
TPS M-6X1.0-M M6 1.000 80.00 10.0 30.0 6.00 3 490 5.00 DIN 371 N ° ° °
TPS M-7X1.0-M M7 1.000 80.00 10.0 30.0 7.00 3 5.50 6.00 DIN 371 N . . .
TPS M-8X1.25-M M8 1.250 90.00 13.0 35.0 8.00 3 6.20 6.80 DIN 371 N . . .
TPS M-9X1.25-M M9 1.250 90.00 13.0 35.0 9.00 3 7.00 7.80 DIN 371 N ° ° °
TPS M-10X1.5-M M10 1.500 100.00 15.0 39.0 10.00 3 8.00 8.50 DIN 371 N ° ° °
TPS M-11X1.5-M M11 1.500 100.00 17.0 - 8.00 3 6.20 9.50 DIN 376 N . . °
TPS M-12X1.75-M M12 1.750 110.00 18.0 - 9.00 3 7.00 10.20 DIN 376 N ° ° °
TPS M-14X2.0-M M14 2.000 110.00 20.0 - 11.00 3 9.00 1200  DIN376 N . . .
TPS M-16X2.0-M M16 2.000 110.00 20.0 - 12.00 3 9.00 1400  DIN376 N . . °
TPS M-16X2.0-M-B M16 2.000 110.00 20.0 - 12.00 3 9.00 14.00 DIN 376 Y .
TPS M-18X2.5-M M18 2.500 125.00 25.0 - 14.00 4 11.00 1550  DIN376 N . . °
TPS M-18X2.5-M-B M18 2.500 125.00 25.0 - 14.00 4 11.00 1550  DIN376 Y .
TPS M-20X2.5-M M20 2.500 140.00 25.0 - 16.00 4 12.00 17.50 DIN 376 N ° ° .
TPS M-20X2.5-M-B M20 2.500 140.00 25.0 - 16.00 4 12.00 1750  DIN376 Y .
TPS M-22X2.5-M M22 2.500 140.00 25.0 - 18.00 4 14,50 1950  DIN376 N . . .
TPS M-22X2.5-M-B M22 2.500 140.00 25.0 - 18.00 4 14.50 1950  DIN376 Y .
TPS M-24X3.0-M M24 3,000 160.00 30.0 - 18.00 4 14.50 21.00  DIN376 N . . °
TPS M-24X3.0-M-B M24 3.000 160.00 30.0 - 18.00 4 14.50 2100  DIN376 \ .
TPS M-27X3.0-M M27 3.000 160.00 30.0 - 20.00 4 16.00 24.00 DIN 376 N ° ° .
TPS M-30X3.5-M M30 3.500 180.00 35.0 - 22.00 4 18.00 2650  DIN376 N . . .
TPS M-30X3.5-M-B M30 3.500 180.00 35.0 - 22.00 4 18.00 2650 DIN 376 Y .

e For user guide and cutting conditions, see pages 784-785, 798-820
) Number of flutes
@ Key flat size

V8 ISCAR




ONE747
TPS MF (HSS) | OAL 5 :Q: :g
DIN 13 HSS Spiral Flute Machine PTHLA DRVS
Taps for Metric Fine Threads T = ' M [|HSS-E|| 6H
for a Wide Range of Materials TDZ+ ff]Lf| fffffffff HE\—N DCONMS
| 60 C
[} et
Dimensions Tough <— Hard
C'T) —
Designation TDZ TP OAL THL DCONMS NOF DRVS@ Pre-hole Standard | s E
TPS MF-4X0.5-M M4 0.500 63.00 5.0 2.80 3 2.10 3.50 DIN 374 o o °
TPS MF-5X0.5-M M5 0.500 70.00 5.0 3.50 3 2.70 4.50 DIN 374 [ ° °
TPS MF-6X0.75-M M6 0.750 80.00 8.0 4.50 3 3.40 5.20 DIN 374 ° o °
TPS MF-6X0.5-M M6 0.500 80.00 5.0 450 3 3.40 5.50 DIN 374 o o °
TPS MF-7X0.75-M M7 0.750 80.00 10.0 5.50 3 4.30 6.20 DIN 374 [ ° °
TPS MF-8X1.0-M M8 1.000 90.00 10.0 6.00 3 490 7.00 DIN 374 ° ° °
TPS MF-8X0.75-M M8 0.750 80.00 8.0 6.00 3 4.90 7.20 DIN 374 o o °
TPS MF-10X1.25-M M10 1.250 100.00 16.0 7.00 3 5.50 8.80 DIN 374 [ ° °
TPS MF-10X1.0-M M10 1.000 90.00 10.0 7.00 3 5.50 9.00 DIN 374 o ° °
TPS MF-10X0.75-M M10 0.750 90.00 10.0 7.00 3 5.50 9.20 DIN 374 o o °
TPS MF-12X1.5-M M12 1.500 100.00 15.0 9.00 3 7.00 10.50 DIN 374 [ ° °
TPS MF-12X1.25-M M12 1.250 100.00 15.0 9.00 3 7.00 10.80 DIN 374 ° ° °
TPS MF-12X1.0-M M12 1.000 100.00 11.0 9.00 3 7.00 11.00 DIN 374 [} o °
TPS MF-14X1.5-M M14 1.500 100.00 15.0 11.00 3 9.00 12.50 DIN 374 [ ° °
TPS MF-14X1.25-M M14 1.250 100.00 15.0 11.00 3 9.00 12.80 DIN 374 . o °
TPS MF-14X1.0-M Mi4 1.000 100.00 11.0 11.00 3 9.00 13.00 DIN 374 o o °
TPS MF-16X1.5-M M16 1.500 100.00 15.0 12.00 3 9.00 14.50 DIN 374 ° ° °
TPS MF-16X1.0-M M16 1.000 100.00 12.0 12.00 3 9.00 15.00 DIN 374 o o o
TPS MF-18X1.5-M M18 1.500 110.00 17.0 14.00 4 11.00 16.50 DIN 374 [} o °
TPS MF-18X1.0-M M18 1.000 110.00 13.0 14.00 4 11.00 17.00 DIN 374 ° ° °
TPS MF-20X1.5-M M20 1.500 125.00 17.0 16.00 4 12.00 18.50 DIN 374 ° ° °
TPS MF-20X1.0-M M20 1.000 125.00 14.0 16.00 4 12.00 19.00 DIN 374 o o °
TPS MF-22X1.5-M M22 1.500 125.00 17.0 18.00 4 14.50 20.50 DIN 374 ° ° °
TPS MF-22X1.0-M M22 1.000 125.00 14.0 18.00 4 14.50 21.00 DIN 374 o o o
TPS MF-24X2.0-M M24 2.000 140.00 20.0 18.00 4 14.50 22,00 DIN 374 [} o °
TPS MF-24X1.5-M M24 1.500 140.00 20.0 18.00 4 14.50 22.50 DIN 374 [ ° °
TPS MF-26X1.5-M M26 1.500 140.00 20.0 18.00 4 14.50 2450 DIN 374 o o °
TPS MF-27X2.0-M M27 2.000 140.00 20.0 20.00 4 16.00 25.00 DIN 374 o o °
TPS MF-27X1.5-M Mm27 1.500 140.00 20.0 20.00 4 16.00 25.50 DIN 374 ° ° °
TPS MF-28X1.5-M M28 1.500 140.00 20.0 20.00 4 16.00 26.50 DIN 374 o o °
TPS MF-30X2.0-M M30 2.000 150.00 220 22.00 4 18.00 28.00 DIN 374 [} o °
TPS MF-30X1.5-M M30 1.500 150.00 22.0 22.00 4 18.00 28.50 DIN 374 o o °

® For user guide and cutting conditions, see pages 784-785, 798-820
() Number of flutes
@) Key flat size

Member IMC Group
o=
L 4 11 ]




ONE7iaF
TPS UNC (HSS) ‘ OAL ? :g
HSS Spiral Flute Machine Taps PTHH A—
for Unified Coarse Threads for T = < v M |HSS-E|| 2B
a Wide Range of Materials TE:Z+ k | %ﬂ DC(iNMS I
M —— AL
Dimensions Tough <— Hard
Pre- u'_) =
Designation TDZ TPIM OAL THL LU DCONMS NOF2 DRVS®  hole Standard| £ | £ | ¥
TPS UNC-#4-40-M #4 40.0 56.00 6.0 18.0 3.50 8 2.70 230  DINg71 ° ) °
TPS UNC-#5-40-M #5 40.0 56.00 7.0 18.0 3.50 8 2.70 260  DIN371 ° ) °
TPS UNC-#6-32-M #6 32.0 56.00 7.0 20.0 4.00 3 3.00 2.85 DIN 371 . . o
TPS UNC-#8-32-M #8 320 63.00 8.0 21.0 450 8 340 350  DIN371 ° ) °
TPS UNC-#10-24-M #10 24.0 70.00 10.0 25.0 6.00 3 490 390  DIN371 ° ) °
TPS UNC-#12-24-M #12 24.0 80.00 10.0 30.0 6.00 3 490 4.50 DIN 371 L] [ °
TPS UNC-1/4-20-M 1/4" 20.0 80.00 13.0 30.0 7.00 3 5.50 520  DIN371 ° ) °
TPS UNC-5/16-18-M 5/16" 18.0 90.00 14.0 35.0 8.00 8 6.20 660  DIN371 ° ) °
TPS UNC-3/8-16-M 3/8" 16.0 100.00 16.0 39.0 9.00 3 7.00 8.00 DIN 371 . ° .
TPS UNC-7/16-14-M 7/16" 14.0 100.00 17.0 - 8.00 3 6.20 940 DIN376 | e ) °
TPS UNC-1/2-13-M 1/2" 13.0 110.00 20.0 - 9.00 3 7.00 10.75 DIN376 | ® o o
TPS UNC-9/16-12-M 9/16" 12.0 110.00 20.0 - 11.00 3 9.00 1225 DIN376 | ® ° °
TPS UNC-5/8-11-M 5/8" 11.0 110.00 22,0 - 12.00 3 9.00 1350 DIN376 | e ) °
TPS UNC-3/4-10-M 3/4" 10.0 125.00 25.0 - 14.00 4 11.00 16.50  DIN 376 ) °
TPS UNC-7/8-9-M 7/8" 9.0 140.00 27.0 - 18.00 4 14.50 1950  DIN 376 L] [ [
TPS UNC-1-8-M 1" 8.0 160.00 30.0 - 20.00 4 16.00 22.25 DIN 376 [ [ o

e For user guide and cutting conditions, see pages 784-785, 798-820
) Threads per inch

@) Number of flutes

@) Key flat size

ONE A7
TPS UNF (HSS) | OAL 5 !i :gi
HSS Spiral Flute Machine Taps FTHH DRVS
for Unified Fine Threads for y = ¥ M |[HSS-E|| 2B
a Wide Range of Materials TDZ+ **kf| fffffffff %ﬂ DCONMS
' 1 I
bW AL
Dimensions Tough «<— Hard
Pre- 5 =
Designation TDZ TPIM OAL THL LU DCONMS NOF2 DRVS®  hole Standard| £ | £ | ¥
TPS UNF-#4-48-M #4 48.0 56.00 6.0 18.0 3.50 3 2.70 2.40 DIN 371 o [} °
TPS UNF-#5-44-M #5 44.0 56.00 7.0 18.0 3.50 3 2.70 2.70 DIN 371 . ° .
TPS UNF-#6-40-M #6 40.0 56.00 7.0 20.0 4.00 3 3.00 3.00 DIN 371 o o °
TPS UNF-#8-36-M #3 36.0 63.00 8.0 21.0 4.50 3 3.40 3.50 DIN 371 o o [}
TPS UNF-#10-32-M #10 32.0 70.00 10.0 25.0 6.00 3 490 410 DIN 371 ° ° .
TPS UNF-#12-28-M #12 28.0 80.00 10.0 30.0 6.00 3 4.90 4.70 DIN 371 o o °
TPS UNF-1/4-28-M 1/4" 28.0 80.00 10.0 30.0 7.00 3 5.50 5.50 DIN 371 o [} °
TPS UNF-5/16-24-M 5/16" 24.0 90.00 10.0 35.0 8.00 3 6.20 6.90 DIN 371 . o o
TPS UNF-3/8-24-M 3/8" 24.0 100.00 10.0 39.0 9.00 3 7.00 8.50 DIN 371 o o °
TPS UNF-7/16-20-M 716" 20.0 100.00 13.0 - 8.00 3 6.20 9.90 DIN 374 o o [}
TPS UNF-1/2-20-M 1/2" 20.0 100.00 13.0 - 9.00 3 7.00 1150  DIN 374 ° .
TPS UNF-9/16-18-M 9/16" 18.0 100.00 15.0 - 11.00 3 9.00 12.90 DIN 374 o o °
TPS UNF-5/8-18-M 5/8" 18.0 100.00 15.0 - 12.00 3 9.00 14.50 DIN 374 o [} °
TPS UNF-3/4-16-M 3/4" 16.0 110.00 17.0 - 14.00 4 11.00 1750  DIN 374 . ° .
TPS UNF-7/8-14-M 7/8" 14.0 125.00 17.0 - 18.00 4 14.50 20.50 DIN 374 o [} °
TPS UNF-1-12-M 1" 12.0 140.00 20.0 - 20.00 4 16.00 28.25 DIN 374 ° [} [}

® For user guide and cutting conditions, see pages 784-785, 798-820
() Threads per inch

@ Number of flutes

@) Key flat size

ISCAR




\SHSSTAPS p)
TPG M-S (HSS) | OAL I I o=
HSS Gun Point Machine Taps DI DAVS ey <C
Accqrdmg to DIN 13 for ISO T = = ¥ HSS-E|| 6HX |—
Metric Coarse Threads on Steel TE:Z+ **k*| ********* %ﬂ DCONMS VAVAV
with Good Machinabilit
y P——— *
Dimensions
o
Designation 1DZ TP OAL THL LU DCONMS NOF® DRVS@ Pre-hole s
TPG M-2.2X0.45-S M2.2 0.450 45.00 8.0 - 2.80 3 2.10 1.75 o
TPG M-2.3X0.4-S M2.3 0.400 45.00 8.0 - 2.80 3 2.10 1.90 o
TPG M-2.5X0.45-S M2.5 0.450 50.00 9.0 - 2.80 3 2.10 2.05 °
TPG M-2.6X0.45-S M2.6 0.450 50.00 9.0 - 2.80 3 2.10 210 o
TPG M-3X0.5-S M3 0.500 56.00 11.0 18.0 3.50 3 2.70 2.50 o
TPG M-3.5X0.6-S M3.5 0.600 56.00 12.0 20.0 4.00 3 3.00 2.90 o
TPG M-4X0.7-S M4 0.700 63.00 13.0 21.0 4.50 3 3.40 3.30 o
TPG M-4.5X0.75-S M4.5 0.750 70.00 14.0 25.0 6.00 3 4.90 3.70 [
TPG M-5X0.8-S M5 0.800 70.00 15.0 25.0 6.00 3 4.90 4.20 o
TPG M-6X1.0-S M6 1.000 80.00 17.0 30.0 6.00 3 490 5.00 o
TPG M-8X1.25-S M8 1.250 90.00 20.0 35.0 8.00 3 6.20 6.80 [
TPG M-9X1.25-S M9 1.250 90.00 20.0 35.0 9.00 3 7.00 7.80 o
TPG M-10X1.5-S M10 1.500 100.00 22.0 39.0 10.00 3 8.00 8.50 o
TPG M-11X1.5-S M11 1.500 100.00 220 - 8.00 3 6.20 9.50 o
TPG M-12X1.75-S M12 1.750 110.00 24.0 - 9.00 4 7.00 10.20 o
TPG M-16X2.0-S M16 2.000 110.00 27.0 - 12.00 4 9.00 14.00 o
TPG M-18X2.5-S M18 2.500 125.00 30.0 - 14.00 4 11.00 15.50 o
TPG M-20X2.5-S M20 2.500 140.00 32.0 - 16.00 4 12.00 17.50 o
e For user guide and cutting conditions, see pages 784-785, 798-820
) Number of flutes
@ Key flat size
WSHSSTAPS
TPG M-H (HSS) | OAL I I n
DIN 13 HSS Gun Point ~TH - T e
Machine Taps for ISO I < ' HSS-E|| 6H
Metric Coarse Threads for TEZ + 77k7| fffffffff %@ DCONMS VAVAY
Hardened Steel and H.T.A.
T——— ‘
Dimensions
Designation TDZ TP OAL THL LU DCONMS NOF®) DRVS@ Pre-hole £
TPG M-2X0.4-H M2 0.400 45.00 8.0 - 2.80 3 2.10 1.60 o
TPG M-2.3X0.4-H M2.3 0.400 45,00 8.0 - 2.80 3 2.10 1.90 °
TPG M-2.5X0.45-H M2.5 0.450 50.00 9.0 - 2.80 3 2.10 2.05 o
TPG M-2.6X0.45-H M2.6 0.450 50.00 9.0 - 2.80 3 2.10 2.10 o
TPG M-3X0.5-H M3 0.500 56.00 11.0 18.0 3.50 3 2.70 2.50 °
TPG M-3.5X0.6-H M3.5 0.600 56.00 12.0 20.0 4.00 3 3.00 2.90 °
TPG M-4X0.7-H M4 0.700 63.00 13.0 21.0 4.50 3 3.40 3.30 o
TPG M-4.5X0.75-H M4.5 0.750 70.00 14.0 25.0 6.00 3 490 3.70 o
TPG M-5X0.8-H M5 0.800 70.00 15.0 25.0 6.00 3 4.90 4.20 o
TPG M-6X1.0-H M6 1.000 80.00 17.0 30.0 6.00 3 4.90 5.00 [
TPG M-7X1.0-H M7 1.000 80.00 17.0 30.0 7.00 3 5.50 6.00 °
TPG M-8X1.25-H M8 1.250 90.00 20.0 35.0 8.00 3 6.20 6.80 °
TPG M-9X1.25-H M9 1.250 90.00 20.0 35.0 9.00 3 7.00 7.80 o
TPG M-10X1.5-H M10 1.500 100.00 220 39.0 10.00 3 8.00 8.50 o
TPG M-11X1.5-H M1 1.500 100.00 22,0 - 8.00 3 6.20 9.50 o
TPG M-12X1.75-H M12 1.750 110.00 24.0 - 9.00 3 7.00 10.20 [
TPG M-14X2.0-H M14 2.000 110.00 26.0 - 11.00 3 9.00 12.00 o
TPG M-16X2.0-H M16 2.000 110.00 27.0 - 12.00 3 9.00 14.00 o
TPG M-18X2.5-H M18 2.500 125.00 30.0 - 14.00 4 11.00 15.50 o
TPG M-20X2.5-H M20 2.500 140.00 32.0 - 16.00 4 12.00 17.50 o

e For user guide and cutting conditions, see pages 784-785, 798-820
) Number of flutes
(@ Key flat size

Member IMC Group

(T [Tl 793



SHSSTAPS :E
TPS M-N (HSS) | OAL ’:g: :g
DIN 13 HSS R.H. 40° Spiral - TH~ _—

FIutg Machine Taps for ISO T = = \ n HSS-E|| 6H
Metric Coarse Threads TEZ + ——k—| ————————— %n DCONMS ==
oy
for Low Alloyed Steel 0 1 P
Dimensions
&

Designation TDZ TP OAL THL LU DCONMS  NOF@ DRVS®  Prehole FHA Standard E o
TPS M-2X0.4-N M2 0.400 45.00 8.0 - 2.80 E 2.10 1.60 40.0 DIN 871 °
TPS M-2.2X0.45-N M2.2 0.450 45.00 8.0 - 2.80 8 2.10 1.76 400 DIN 871 °
TPS M-2.3X0.4-N (1) M2.3 0.400 45.00 8.0 = 2.80 3 210 1.90 40.0 DIN 371 (]
TPS M-2.5X0.45-N M2.5 0.450 50.00 9.0 - 2.80 3 2.10 2.05 40.0 DIN 371 °
TPS M-2.6X0.45-N (1) BNV 0450 50.00 90 - 2.80 g 2.10 210 40.0 DIN 371 °
TPS M-3X0.5-N M3 0.500 56.00 6.0 18.0 3.50 3 2.70 250 40.0 DIN 371 °
TPS M-3.5X0.6-N M3.5 0.600 56.00 70 200 4.00 3 3.00 2.90 400 DIN 871 °
TPS M-4X0.7-N M4 0.700 63.00 7.0 21.0 4.50 3 3.40 3.30 40.0 DIN 371 (]
TPS M-4.5X0.75-N M4.5 0.750 70.00 8.0 25.0 6.00 3 4.90 3.70 40.0 DIN 371 (]
TPS M-5X0.8-N M5 0.800 70.00 8.0 250 6.00 3 4.90 420 40.0 DIN 371 °
TPS M-6X1.0-N M6 1.000 80.00 10.0 30.0 6.00 3 4.90 5.00 40.0 DIN 371 (]
TPS M-7X1.0-N M7 1.000 80.00 10.0 30.0 7.00 3 5.50 6.00 40.0 DIN 371 °
TPS M-8X1.25-N V8 1.250 90.00 13.0 35.0 8.00 3 6.20 6.80 40.0 DIN 871 °
TPS M-9X1.25-N M9 1.250 90.00 13.0 36.0 9.00 3 7.00 7.80 40.0 DIN 371 (]
TPS M-10X1.5-N M10 1.500 100.00 16.0 39.0 10.00 3 8.00 8.50 40.0 DIN 371 (]
TPS M-11X1.5-N M11 1.500 100.00 17.0 - 8.00 3 6.20 9.50 40.0 DIN 376 °
TPS M-12X1.75-N M12 1.750 110.00 18.0 = 9.00 3 7.00 10.20 40.0 DIN 376 (]
TPS M-14X2.0-N M14 2.000 110.00 200 - 11.00 8 9.00 12.00 40.0 DIN 376 °
TPS M-16X2.0-N M16 2.000 110.00 200 - 12.00 3 9.00 14.00 400 DIN 376 °
TPS M-18X2.5-N M18 2.500 125.00 25.0 = 14.00 4 11.00 16.50 40.0 DIN 376 (]
TPS M-20X2.5-N M20 2.500 140.00 25.0 = 16.00 4 12.00 17.50 40.0 DIN 376 [

e For user guide and cutting conditions, see pages 784-785, 798-820
) DIN profile

(2) Number of flutes

@) Key flat size

ISCAR




TAPS

SHSSTAPS
TPS M-H (HSS) | OAL @E :g

DIN 13 HSS Right-Hand 40° - TH~ —_
Spiral Flute Machine Taps for ISO T = = ¥ HSS-E|| 6H
Metric Coarse Threads for H.T.A. L e | . — =3 bconws
* 60~ || C
- | * i
LU ——
Dimensions
»
Designation TDZ P OAL THL LU DCONMS NOF®  DRVS®  Prehole  FHA g
TPS M-2X0.4-H M2 0.400 45.00 8.0 = 2.80 3 210 1.60 40.0 (]
TPS M-2.2X0.45-H M2.2 0.450 45.00 8.0 ° 2.80 3 210 1.75 40.0 (]
TPS M-2.3X0.4-H (1) M2.3 0.400 45.00 8.0 - 2.80 3 210 1.90 40.0 (]
TPS M-2.5X0.45-H M2.5 0.450 50.00 9.0 ° 2.80 3 2.10 2.05 40.0 (]
TPS M-2.6X0.45-H (1) M2.6 0.450 50.00 9.0 = 2.80 3 210 210 40.0 (]
TPS M-3X0.5-H M3 0.500 56.00 6.0 18.0 3.50 3 2.70 2.50 40.0 (]
TPS M-3.5X0.6-H M3.5 0.600 56.00 7.0 20.0 4.00 3 3.00 2.90 40.0 (]
TPS M-4X0.7-H M4 0.700 63.00 7.0 21.0 4.50 3 3.40 3.30 40.0 (]
TPS M-4.5X0.75-H M4.5 0.750 70.00 8.0 25.0 6.00 3 490 3.70 40.0 (]
TPS M-5X0.8-H M5 0.800 70.00 8.0 25.0 6.00 3 4.90 4.20 40.0 (]
TPS M-6X1.0-H M6 1.000 80.00 10.0 30.0 6.00 3 490 5.00 40.0 (]
TPS M-7X1.0-H M7 1.000 80.00 10.0 30.0 7.00 3 5.50 6.00 40.0 (]
TPS M-8X1.25-H M8 1.250 90.00 13.0 356.0 8.00 3 6.20 6.80 40.0 (]
TPS M-9X1.25-H M9 1.250 90.00 13.0 35.0 9.00 3 7.00 7.80 40.0 (]
TPS M-10X1.5-H M10 1.500 100.00 15.0 39.0 10.00 3 8.00 8.50 40.0 (]
TPS M-11X1.5-H M11 1.500 100.00 17.0 ° 8.00 3 6.20 9.50 40.0 (]
TPS M-12X1.75-H M12 1.750 110.00 18.0 - 9.00 3 7.00 10.20 40.0 (]
TPS M-14X2.0-H M14 2,000 110.00 20.0 - 11.00 3 9.00 12.00 40.0 (]
TPS M-16X2.0-H M16 2.000 110.00 20.0 - 12.00 3 9.00 14.00 40.0 (]
TPS M-18X2.5-H M18 2.500 125.00 25.0 ° 14.00 4 11.00 16.50 40.0 [
TPS M-20X2.5-H M20 2.500 140.00 256.0 = 16.00 4 12.00 17.50 40.0 (]

e For user guide and cutting conditions, see pages 784-785, 798-820
() DIN profile

2 Number of flutes

@) Key flat size

Member IMC Group
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SHSSTAPS

TPST M-G (HSS) ‘ OAL I! 5 I I

DIN 13 HSS Straight Flute - TH~ —_

Machine Taps for ISO Metric T = \ G |[HSS-E|| 6HX

Coarse Threads for Grey Cast Iron Dz + **]L*| ********* %ﬂ DCONMS

' i 2z
LU
Dimensions

Designation TDZ TP OAL THL LU DCONMS NOF@ DRVS® Pre-hole é
TPST M-2.2X0.45-G M2.2 0.450 45,00 80 - 2.80 3 2.10 1.75 °
TPST M-2.3X0.4-G (1) M2.3 0.400 45,00 8.0 > 2.80 3 2.10 1.90 °
TPST M-2.5X0.45-G M2.5 0.450 50.00 90 - 2.80 3 2.10 2.05 o
TPST M-2.6X0.45-G (1) M2.6 0.450 50.00 9.0 - 2.80 3 2.10 2.10 °
TPST M-3.5X0.6-G M3.5 0.600 56.00 12.0 20.0 4.00 3 3.00 2.90 °
TPST M-4X0.7-G M4 0.700 63.00 13.0 21.0 450 3 3.40 3.30 °
TPST M-4.5X0.75-G M4.5 0.750 70.00 14.0 25.0 6.00 3 4,90 3.70 °
TPST M-5X0.8-G M5 0.800 70.00 15.0 25.0 6.00 4 490 420 °
TPST M-6X1.0-G M6 1.000 80.00 17.0 300 6.00 4 4,90 5.00 °
TPST M-7X1.0-G M7 1.000 80.00 17.0 300 7.00 4 550 6.00 °
TPST M-8X1.25-G M8 1.250 90.00 200 35.0 8.00 4 6.20 6.80 °
TPST M-9X1.25-G M9 1.250 90.00 200 350 9.00 4 7.00 7.80 °
TPST M-10X1.5-G M10 1.500 100.00 220 390 10.00 4 8.00 8.50 °
TPST M-11X1.5-G M1 1.500 100.00 22.0 - 8.00 4 6.20 9.50 °
TPST M-12X1.75-G M12 1.750 110.00 24.0 - 9.00 4 7.00 10.20 °
TPST M-14X2.0-G M14 2,000 110.00 26.0 - 11.00 4 9.00 12.00 °
TPST M-16X2.0-G M16 2,000 110.00 27.0 - 12,00 4 9.00 14.00 °
TPST M-18X2.5-G M18 2,500 125.00 300 - 14,00 4 11.00 15.50 °
TPST M-20X2.5-G M20 2,500 140.00 320 - 16.00 4 12.00 17.50 °

 For user guide and cutting conditions, see pages 784-785, 798-820
() DIN profile

) Number of flutes

@) Key flat size

WHSSTAPS

TPST ME-G (HSS) . Lliiksdl ]

DIN 13 HSS Straight Flute - TH— —

Machine Taps for ISO Metric Iy = ' G |[HSS-E|| 6HX

Fine Threads for Grey Cast Iron 07 {» — == bconwms

' i gl
Dimensions

Designation TDZ TP OAL THL DCONMS NOF() DRVS® Pre-hole z
TPST MF-10X1.0-G M10 1000 90.00 180 7.00 3 5.50 9.00 o
TPST MF-10X1.25-G M10 1.250 100.00 22.0 7.00 3 5.50 8.80 o
TPST MF-12X1.25-G Mi2 1250 100.00 220 9.00 3 7.00 10.80 o
TPST MF-14X1.5-G M4 1500 100.00 220 11.00 3 9.00 1250 o
TPST MF-16X1.5-G M16 1.500 100.00 220 12.00 4 9.00 14.50 o
TPST MF-22X1.5-G M22 1.500 125.00 25.0 18.00 4 14.50 20.50 o

® For user guide and cutting conditions, see pages 784-785, 798-820
() Number of flutes
@) Key flat size
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SHSSTAPS E

TPF M-F (HSS) | OAL E I :Q:

DIN 13 HSS Cold Forming - TH— — *

Machine Taps for ISO F |[HSS-E|| 6HX

Metrc Goares Thieads 02 e —ihF- Bph.A- ==} oconws

' i ol
v M U
Dimensions

Designation TDZ TP OAL THL LU DCONMS  NOF@ DRVS®  Prehole  Standard E
TPF M-2X0.4-F M2 0.400 45.00 8.0 - 2.80 5] 2.10 1.83 DIN 371 o
TPF M-2.2X0.45-F M2.2 0.450 45.00 8.0 - 2.80 5 2.10 2.00 DIN 371 .
TPF M-2.3X0.4-F (1) M2.3 0.400 45.00 8.0 - 2.80 5 2.10 2.10 DIN 371 )
TPF M-2.5X0.45-F M2.5 0.450 50.00 9.0 - 2.80 5 2.10 2.30 DIN 371 .
TPF M-2.6X0.45-F (1) M2.6 0.450 50.00 9.0 - 2.80 5 2.10 2.40 DIN 371 )
TPF M-3X0.5-F M3 0.500 56.00 11.0 18.0 3.50 5 2.70 2.80 DIN 371 °
TPF M-3.5X0.6-F M3.5 0.600 56.00 12.0 20.0 4.00 5 3.00 3.25 DIN 371 .
TPF M-4X0.7-F M4 0.700 63.00 13.0 21.0 4.50 5 3.40 3.70 DIN 371 .
TPF M-4.5X0.75-F M4.5 0.750 70.00 14.0 25.0 6.00 5] 490 4.15 DIN 371 o
TPF M-5X0.8-F M5 0.800 70.00 15.0 25.0 6.00 5 4.90 4.65 DIN 371 .
TPF M-6X1.0-F M6 1.000 80.00 17.0 30.0 6.00 B 490 5155 DIN 371 o
TPF M-7X1.0-F M7 1.000 80.00 17.0 30.0 7.00 5 5.50 6.55 DIN 371 o
TPF M-8X1.25-F M8 1.250 90.00 20.0 35.0 8.00 5 6.20 7.40 DIN 371 .
TPF M-9X1.25-F M9 1.250 90.00 20.0 35.0 9.00 5 7.00 8.40 DIN 371 .
TPF M-10X1.5-F M10 1.500 100.00 22.0 39.0 10.00 5} 8.00 9.30 DIN 371 o
TPF M-11X1.5-F M11 1.500 100.00 22.0 - 8.00 5 6.20 10.30 DIN 376 .
TPF M-12X1.75-F M12 1.750 110.00 24.0 - 9.00 5 7.00 11.20 DIN 376 .
TPF M-14X2.0-F M14 2.000 110.00 26.0 - 11.00 5 9.00 13.00 DIN 376 o
TPF M-16X2.0-F M16 2.000 110.00 27.0 - 12.00 6 9.00 15.00 DIN 376 .
TPF M-18X2.5-F M18 2.500 125.00 30.0 - 14.00 6 11.00 16.80 DIN 376 .
TPF M-20X2.5-F M20 2.500 140.00 32.0 - 16.00 6 12.00 18.80 DIN 376 .

e For user guide and cutting conditions, see pages 784-785, 798-820

() DIN profile

2 Number of flutes

@) Key flat size
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Tap Surface Treatments and Coating Types

USER GUIDE

The high speed steels we use grant high wear resistance
and toughness.

For machining certain materials, various surface
treatments are an advantage.

Steam Tempered (ST)

The steam tempered is a Fe,O, oxide coating which
reduces the friction between the tool and workpiece and
prevents cold welding.

Recommended surface treatment for machining hard
wear/abrasive materials such as grey cast iron,
aluminum alloys with high silicon percentage (more
than 10%).

TiN Coating (TI)

The TiN coating has a hardness of approximately 2,300
HV and is temperature resistant up to approximately
600°C. This is an excellent golden colored coating

for general applications.

TiCN takes place of TiN when the conditions require the
coating to have a different

hardness and toughness.

The TiCN brings an advantage to machining very difficult
steels or cutting

interrupted bores.

The TiCN-coating has a hardness of approx. 3,000 HV,
but is temperature-resistant up to approx. 400° only. That
means TiCN needs excellent cooling for long service life.
Color: Blue-grey coefficient of friction against steel : 0.4

Tolerance class to

Application class

for taps to withdrawn standard
DIN EN 22857 DIN 802 part 1
Class 1 ISO 1 4H
Class 2 ISO 2 6H
Class 3 ISO 3 6G
- - 7G

This is a special coating for machining abrasive materials
such as: grey cast iron, alu-alloys with silicon, fiber
reinforced plastics, etc., or machining under high
temperatures, which means with insufficient cooling, or
high speeds > 600m/min. The TIAIN has a hardness of
approx. 3,000 HV and is temperature resistant up to
approx. 800°.

Color: Violet-grey coefficient of friction against steel : 0.4

Hardslick-COATING - Hardslick

Hardslick combines in a novel way the advantages of an
extremely hard, thermally stable TiAIN-coating with the
sliding and lubricating properties of an outer

WC/C (Tungsten carbide/carbon) coating. The hardslick
coating has a hardness of approx. 3,000 HV and is
temperature-resistant up to approx. 800°.

Color: Violet-grey coefficient of friction against steel : 0.2

Tolerances According to DIN EN 22857

For taps with ISO metric threads.

The following chart gives a comparison between

the new standard DIN EN 22857 and the withdrawn
standard DIN 802 part 1. An important change is
the re-classification from tap tolerance to tap
application class.

Allotment of the
tolerance zones of the nut thread

to be cut
4H 5H -
5G 5G 6H - -
- - 6G 7H 8H
- 7G 8G

A suitable transition period is to be expected.

Codes for tolerance classes 7G/8G and <X>
tolerance zones have yet to be standardized
within DIN EN 22857, and the values

from DIN 802 part will remain valid.

Member IMC Grou
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Tap Nomenclature and Standards

USER GUIDE

T P EesINse

=

T

3.5-5 threads

3.5-5 threads

R

.5-2 threads

i
T

1-1.5 threads

—>

L
T

df AAAAAAA S ’
\S S :
D Major diameter L Total length
d2 Shank diameter L1 Thread length
d3 Chamfer diameter L2 Shank length
d4 Neck diameter L3 Square length
L4 Neck length
L5 Chamfer length
L6 Flute length
S Square size
Cm Center male
Chamfer Lead Forms According to DIN 2197 Cf Center female
6-8 threads
7 Form A

Long, 6-8 threads for
short through holes.

Form B

Medium, 3.5-5 threads,

with spiral point for all through
holes and deep tapping holes.

Form C

Long, 2-3 threads for blind
holes and generally for aluminum
grey cast iron and brass.

Form D

Medium, 3.5-5 threads for
through and blind holes
with sufficient runout.

Form E

Extremely short, 1.5-2 threads
for blind holes with little runout
depth. Avoid use if possible.

Form F

Extremely short, 1-1.5 threads
for blind holes with little runout
depth. Avoid use if possible.

Chamfer

Lead Length for Sets of 3 Hand Taps

ca. 6 threads
*)4,4*

First taper tap

ca. 4 threads

T T

Second tap

ca. 2 threads

T

Bottoming tap

el

ISCAR
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7
Through hole

AN NNNN

R

7

ny

N

E

SIS SIS

0

Blind hole

Tap Styles for Hole Types

Recommendation of Application

S

1. Straight fluted tap
with spiral point

3. Straight fluted tap
with long chamfer lead

ol L)

1. Right-hand spiral fluted tap

e ]

2. Straight fluted tap
with short chamfer lead

Front and End Configurations According to DIN2197

n External Center

74

n Internal Center

U S ——
A
o

n External Center

H Internal Center

- K7

Thread Dia. Range (mm) Front End Shank End Tap Standard
<06 [ 1] [ 4] 5] DIN352
a7 [ 1] 2] [4]5]s] DIN371
>08 [ 1[2]s] 5] 6] DIN376

Member IMC Grou
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Pre-Tapping Hole Sizes

ISO Metric ISO Metric ISO Metric
Threads Threads Threads
Coarse Pitch Fine Pitch Fine Pitch
M Pn|1tg1h g'\:ﬂdar)é DrlrI‘I1 r?1|ze ME Pnl_rg]h ('\:/':ré DrlrITI] r?]lze ME Prg%h g'\:/l:é Dnrl‘l1 r%lze
Dia.mm Dia.mm Dia.mm

1 0.25 0.785 0.75 2,5 0.35 2.221 2.15 25 2.00 23210 23.00
1,1 0.25 0.885 0.85 8 0.35 2.271 2.65 26 1.50 24,676 24.50
1,2 0.25 0.985 0.95 &0 0.35 3.221 &9 27 1.00 26.153 26.00
1,4 0.30 1.160 1.10 4 0.50 3.599 3.50 27 1.50 25,676 25.50
1,6 0.35 1.321 1.25 4,5 0.50 4.099 4.00 27 2.00 25.210 25.00
1,7 0.35 1.346 1.30 5 0.50 4.599 4.50 28 1.00 27.153 27.00
1,8 0.35 1.521 1.45 55 0.50 5.099 5.00 28 1.50 26.676 26.50
2 0.40 1.679 1.60 6 0.75 5.378 5.20 28 2.00 26.210 26.00
2,2 0.45 1.838 1.75 7 0.75 6.378 6.20 30 1.00 29.153 29.00
2,3 0.40 1.920 1.90 8 0.75 7.378 7.20 30 1.50 28,676 28.50
2,5 0.45 2.138 2.05 8 1.00 7.153 7.00 30 2.00 28.210 28.00
2,6 0.45 2176 2.10 9 0.75 8.378 8.20 30 3.00 27.252 27.00
) 0.50 2.599 2.50 9 1.00 8.153 8.00 32 1.50 30.675 30.50
3,5 0.60 3.010 2.90 10 0.75 9.378 9.20 32 2.00 30.210 30.00
4 0.70 3.422 3.30 10 1.00 9.153 9.00 33 1.50 31.676 31.50
4,5 0.75 3.878 3.70 10 1.25 8.912 8.80 33 2.00 31.210 31.00
B 0.80 4.334 4.20 11 0.75 10.378 10.20 88 3.00 30.252 30.00
6 1.00 5.153 5.00 11 1.00 10.153 10.00 35 1.50 33.676 33.50
7 1.00 6.153 6.00 12 1.00 11.153 11.00 36 1.50 34.676 34.50
8 1.25 6.912 6.80 12 1,25 10.912 10.80 36 2.00 34.210 34.00
9 1,25 7.912 7.80 12 1,50 10.676 10.50 36 3.00 33.252 33.00
10 1.50 8.676 8.50 14 1,00 18.153 13.00 38 1.50 36.676 36.50
11 1.50 9.676 9.50 14 1,25 12.912 12.80 39 1.50 37.676 37.50
12 1.75 10.441 10.20 14 1.50 12.676 12.50 39 2.00 37.210 37.00
14 2.00 12.210 12.00 15 1.00 14.153 14.00 39 3.00 36.252 36.00
16 2.00 14.210 14.00 15 1.50 13.676 13.50 40 1,50 38.676 38.50
18 2.50 15.744 16.50 16 1.00 15.158 15.00 40 2.00 38.210 38.00
20 2.50 17.744 17.50 16 1.50 14.676 14.50 40 3,00 37.252 37.00
22 2.50 19.744 19.50 17 1.00 16.153 16.00 42 1,50 40.676 40.50
24 3.00 21.252 21.00 17 1.50 15.676 15.50 42 2,00 40.210 40.00
27 3.00 24.252 24.00 18 1.00 17.153 17.00 42 3,00 39.252 39.00
30 3.50 26.771 26.50 18 1.50 16.676 16.50 45 1.50 43.676 43.50
33 3.50 29.771 29.50 18 2.00 16.210 16.00 45 2.00 43210 43.00
36 4.00 32.270 32.00 20 1.00 19.153 19.00 45 3.00 42.252 42.00
39 4.00 35.270 35.00 20 1.50 18.676 18.50 48 1.50 46.676 46.50
42 4.50 37.799 37.50 20 2.00 18.210 18.00 48 2.00 46.210 46.00
45 4.50 40.799 40.50 22 1,00 21.153 21.00 48 3.00 45.252 45.00
48 5.00 43.297 43.00 22 1.50 20.676 20.50 50 1.50 48.676 48.50
52 5.00 47.297 47.00 22 2.00 20.210 20.00 50 2.00 48210 48.00
56 5.50 50.796 50.50 24 1.00 23.153 23.00 50 3.00 47.252 47.00
60 5.50 54.796 54.50 24 1,50 22.676 22.50 52 1.50 50.676 50.50
64 6.00 58.305 58.00 24 2,00 22.210 22.00 52 2.00 50.210 50.00
68 6.00 62.305 62.00 25 1.00 24.153 24.00 52 3.00 49.252 49.00

25 1.50 23.676 23.50

ISCAR
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Pre-Tapping Hole Sizes - Forming Taps Pre-Tapping Hole Sizes - General Taps

Recommended Recomr_nen_ded American Unified American Unified
Tap Drill Size Tap Drill Size Coarse Threads Fine Threads
M Pmltr%h DrirI‘I"%ize MF Pmltr%h DrirI‘I"%ize Max. Dil i Max. ol
- il Size q Il
UNC TPI Co.re Dia. bt UNF TPl Core Dia. Size mm
1 0.25 0.9 25 0.35 2.37 inch inch
1.1 0.25 1 26 0.35 2.47
1.2 0.25 1.1 3 0.35 2.88 #H 64 158 15 #0 80  1.306 1.3
1.4 0.3 1.28 8I5) 0.35 3.38 #2586 1872 1.8 #7172 1613 1.6
1ES 0o 17 4 0.5 e 4B 48 2146 21 # s4 1913 19
1.7 0.35 1.57 5 05 4.8
18 0.35 167 6 05 58 #4 40  2.385 23 #8356 2197 2.1
2 0.4 1.85 6 0.75 5.7 #5 40 2697 26 #4 48 2459 24
2.2 0.45 2.03 7 0.75 6.7 #% 32 28% 2.85 #4274 2.7
2.3 0.4 2.15 8 0.75 7.7 w s 25 5012 .
25 0.45 233 8 1 76 : : w9
26 0.45 2.43 9 0.75 87 #10 24 3.95 3.9 #3 36 3.597 3.5
3 0.5 2.8 9 1 8.6 #2 24 459 45 #0 32 4168 41
e e — 1o BLre ekl 14" 20 525 52 #2 28 4717 47
4 07 37 10 1 9.6
45 0.75 40 10 195 0.45 516" 18  6.68 6.6 14" 28 5563 55
5 0.8 4.65 11 1 10.6 38" 16 8.082 8 516" 24 6.9% 69
6 1 5.55 12 1 1.6 7H6" 14 9441 94 38 24 8565 85
7 1 6.55 12 1.25 11.45 P 1 075 .
8 1.25 6.6 12 15 11.35 L € o ; 620 9947 99
9 1.25 7.45 14 1 13.6 916" 12 12.301 12.25 1/2" 20 11.624 11.6
10 1.5 8.45 14 1.25 13.45 58" 11 13693 135 916" 18 12969 129
" L2 0 14 L. oo 34" 10 16.624 16.5 58" 18 14554 145
12 1.75 11.25 15 1 14.6
14 P 131 15 15 1435 789 1952 195 34" 16 17546 175
16 2 15.1 16 1 15.6 1" 8 22344 2225 7/8' 14 20493 205
18 2.5 16.85 16 1.5 15.35 /8 7 25082 25 12 23383 2325
20 25 18.85 18 4 17.6 g pioss 2805 o
20 25 20.85 18 15 17.35 L ; : LUE o ZiEm i
24 3 22 65 18 2 171 173/8" 6 30.851 30.75 11/4" 12 29.713 29.5
27 3 25.65 20 1 19.6 14/2" 6 34,026 34 138" 12 32888 327
< e A A LE2 ek 134" 5 3956 395 /2" 12 36.063 36
33 35 31.4 20 2 19.1 .
36 4 34.15 24 2 23.1 2 45 WS 4
39 4 37.15 30 2 29.1
42 45 39.9 36 3 34.65
45 45 42.9 42 4 40.15
48 5 45.65 48 3 46.65

Member IMC Group
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ISO Metric Thread
Nominal Dimensions According to UNI 4535-64

Tap flank diameter production tolerances for ISO 6H
Nut threads limit dimensions - nut threads 1SO 6H

1/8:H Coarse Pitch Threads
: Nut thread i Dimensions in mm
f
ver| 1 H = 0.86603P
A o e < z - Hi =2 H = 0.54127P
o
1/2-H v _ 17y _
l Ve %@1/6%4 ho = 17H = 0.61343P
| T { d2 = D2 = d-3 H = d-0.64952P
D D2 D P dsd2 d 4

ds = d-2hs = d-1.22687P

r=H=0.14434P
6

. . Flank Dia. Ta Flank Dia. Ta
Nominal Pitch Flank ety Thread Depth Tolerance 6H :2 Tolerance GIf
Dia. Dia.
P d2=D2
M1.6 0.35 1.373 11471 1.221 0.215 0.189 0.051 1.393 1.407 1.378 1.458
M1.8 0.35 1.573 1.371 1.421 0.215 0.189 0.051 1.593 1.607 1573 1.658
M2 04 1.740 1.509 1.567 0.245 0.217 0.058 1.761 1.776 1.740 1.830
M2.2 0.45 1.908 1.648 1.713 0.276 0.244 0.065 1.931 1.946 1.908 2.003
M2.5 0.45 2.208 1.948 2.013 0.276 0.244 0.065 2.231 2.246 2.208 2.303
M3 0.5 2.675 2.387 2.459 0.307 0.271 0.072 2.699 2.715 2.675 2.775
M3.5 0.6 3.110 2.764 2.850 0.368 0.325 0.087 3.137 3.155 3.110 3.222
M4 0.7 3.545 3.141 3.242 0.429 0.379 0.101 3.574 3.593 3.545 3.663
M4.5 0.75 4013 3.580 3.688 0.460 0.406 0.108 4.042 4.061 4013 4,131
M5 0.8 4.480 4.019 4134 0.491 0.433 0.115 4.510 4.530 4.480 4.605
M6 1 5.350 4773 4917 0.613 0.541 0.144 5.385 5.409 5.350 5.500
M7 1 6.350 5773 5917 0.613 0.541 0.144 6.385 6.409 6.350 6.500
M8 1.25 7.188 6.466 6.647 0.767 0.677 0.180 7.226 7.251 7.188 7.348
M9 1.25 8.188 7.466 7.647 0.767 0.677 0.180 8.226 8.251 8.188 8.348
M10 15 9.026 8.160 8.376 0.920 0.812 0.217 9.068 9.096 9.026 9.206
M11 15 10.026 9.160 9.376 0.920 0.812 0.217 10.068 10.096 10.026 10.206
M12 1.75 10.863 9.853 10.106 1.074 0.947 0.253 10.911 10.943 10.863 11.063
M14 2 12.701 11.546 11.835 1.227 1.083 0.289 12.752 12.786 12.701 12.913
M16 2 14.701 13.546 13.835 1.227 1.083 0.289 14,752 14.786 14.701 14,913
M18 2.5 16.376 14.933 15.294 1.534 1.353 0.361 16.430 16.466 16.376 16.600
M20 25 18.376 16.933 17.294 1.534 1.353 0.361 18.430 18.466 18.376 18.600
M22 2.5 20.376 18.933 19.294 1.634 1.353 0.361 20.430 20.466 20.376 20.600
M24 3 22.051 20.319 20.752 1.840 1.624 0.433 22115 22.157 22.051 22,316
M27 3 25.051 23.319 23.752 1.840 1.624 0.433 25115 25.157 25.061 25.316
M30 85 21.727 25.706 26.211 2.147 1.894 0.505 27.794 27.839 27.727 28.007
M33 615 30.727 28.706 29.211 2147 1.894 0.505 30.794 30.839 30.727 31.007
M36 4 33.402 31.093 31.670 2.454 2.165 0.577 33473 33.520 33.402 33.702
M39 4 36.402 34.093 34.670 2.454 2.165 0.577 36.473 36.520 36.402 36.702
M42 45 39.077 36.479 37.129 2.760 2.436 0.650 39.152 39.202 39.077 39.392
M45 45 42.077 39.479 40.129 2.760 2.436 0.650 42152 42.202 42.077 42.392
M48 5 44.752 41.866 42.587 3.067 2.706 0.722 44.832 44.885 44,752 45.087
M52 5} 48.752 45.866 46.587 3.067 2.706 0.722 48.832 48.885 48.752 49.087
M56 615 52.428 49.252 50.046 3.374 2.977 0.794 52.512 52.568 52.428 52.783
M60 5% 56.428 53.252 54,046 3.374 2,977 0.794 56.512 56.568 56.428 56.783
M64 6 60.103 56.639 57.505 3.681 3.248 0.866 60.193 60.253 60.103 60.478
M68 6 64.103 60.639 61.505 3.681 3.248 0.866 64.193 64.253 64.103 64.478
Metric Thread MA (old UNI 159 profile) Nut Tolerance SH8

M1.7 0.35 1.473 1.246 1.246 0.227 0.227 0.040 1.493 1,507 1.473 1.529
M2.3 0.4 2.040 1.780 1.780 0.260 0.260 0.040 2.061 2.076 2.040 2.120
M2.6 0.45 2.308 2.016 2.016 0.292 0.292 0.050 2.331 2.346 2.308 2.388
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USER GUIDE

ISO Metric Fine Thread
Nominal Dimensions According to UNI 4535-64

Tap flank diameter production tolerances for ISO 6H
Nut threads limit dimensions - nut threads 1SO 6H

1/8:H Coarse Pitch Threads
: Nut thread { Dimensions in mm
f

1/l2-H o 1 H = 0.86603P

A o e < z - Hi =2 H = 0.54127P
o
1/2-H ; ] 17
o X Sarew ha = 17H = 0.61343P
| T d2 = D2 = d-3 H = d-0.64952P
D D2 D1 P dade d 4

ds = d-2hs = d-1.22687P

r=H=0.14434P
6

: f Flank Dia. Ta Flank Dia. Ta
Nominal | Pitch Flank e Thread Depth Tolerance 6H 32 Tolerance 6I-r
Dia. Dia.
d=D P d2=D2
M2 0.25 1.838 1.693 1.729 0.153 0.135 0.036 1.844 1.856 1.838 1.886
M25 0.35 2.273 2.701 2121 0.215 0.189 0.051 2.293 2.307 2.273 2.358
M3 0.35 2.773 2.571 2.621 0.215 0.189 0.051 2.794 2.809 2.773 2.863
M35 0.35 3.273 3.071 3.121 0.215 0.189 0.051 3.294 3.309 3.273 3.363
M4 05 3.675 3.387 3.459 0.307 0.271 0.072 3.699 3.715 3.675 3.775
M 4.5 05 4175 3.887 3.959 0.307 0.271 0.072 4199 4.215 4175 4.275
M5 0.5 4,675 4.387 4.459 0.307 0.271 0.072 4,699 4.715 4.675 4,775
M55 0.5 5175 4.887 4,959 0.307 0.271 0.072 5.199 5.215 5175 5.275
M6 05 5.675 5.387 5.459 0.307 0.271 0.072 5.702 5.72 5.675 5.787
M6 0.75 5513 5.08 5.188 0.46 0.406 0.108 5.545 5.566 5513 5.645
M7 0.75 6.513 6.08 6.188 0.46 0.406 0.108 6.545 6.566 6.513 6.645
M8 0.5 7.675 7.387 7.459 0.307 0.271 0.072 7.702 7.72 7.675 7.787
M8 0.75 7.513 7.08 7.188 0.46 0.406 0.108 7.545 7.566 7.513 7.645
M8 1 7.35 6.773 6.917 0.613 0.541 0.144 7.835 7.409 7.35 7.5
M9 0.75 8.513 8.08 8.188 0.46 0.406 0.108 8.545 8.566 8.513 8.645
M9 1 8.35 7.773 7917 0.613 0.541 0.144 8.385 8.409 8.35 8.5
M 10 0.5 9.675 9.387 9.459 0.307 0.271 0.072 9.702 9.72 9.675 9.787
M 10 0.75 9.513 9.08 9.188 0.46 0.406 0.108 9.545 9.566 9.513 9.645
M 10 1 9.35 8.773 8917 0.613 0.541 0.144 9.385 9.409 9.35 9.5
M 10 1.25 9.188 8.466 8.647 0.767 0.677 0.18 9.226 9.251 9.188 9.348
M 11 0.75 10.513 10.08 10.188 0.46 0.406 0.108 10.545 10.566 10.513 10.645
M 11 1 10.35 9.773 9.917 0.613 0.541 0.144 10.385 10.409 10.35 10.5
M12 0.75 11.513 11.08 11.188 0.46 0.406 0.108 11.547 11.569 11.513 11.653
M 12 1 11.35 10.773 10.917 0.613 0.541 0.144 11.388 11.413 11.35 11.51
M 12 1.25 11.188 10.466 10.647 0.767 0.677 0.18 11.23 11.258 11.188 11.368
M 12 15 11.026 10.16 10.376 0.92 0.812 0.217 11.071 11.101 11.026 11.216
M 13 1 12.35 11.773 11.917 0.613 0.541 0.144 12.388 12.413 12.35 12.51
M 14 1 13.35 12.773 12.917 0613 0.541 0.144 13.388 13.413 1335 1351
M 14 1.25 13.188 12.466 12.647 0.767 0.677 0.18 13.23 13.258 13.188 13.368
M 14 15 13.026 12.16 12.376 0.92 0.812 0.217 13.071 13.101 13.026 13.216
M 15 1 14.35 13.773 13.917 0.613 0.541 0.144 14.388 14.413 14.35 14.51
M 15 15 14.026 13.16 13.376 0.92 0.812 0.217 14.071 14.101 14.026 14.216
M 16 1 15.35 14.773 14.917 0.613 0.541 0.144 15.388 15.413 15.35 15.51
M 16 1.25 15.188 14.466 14.647 0.767 0.677 0.18 15.23 15.258 15.188 15.368
M 16 15 15.026 14.16 14.376 0.92 0.812 0.217 15.071 15.101 15.026 15.216
M17 1 16.35 15.773 15.917 0613 0.541 0.144 16.388 16.413 16.35 16,51
M17 15 16.026 15.16 15.376 0.92 0.812 0.217 16.071 16.101 16.026 16.216
M 18 1 17.350 16.773 16.917 0.613 0.541 0.144 17.388 17.413 17.35 17.51
M 18 15 17.026 16.16 16.376 0.92 0.812 0.217 17.071 17.101 17.026 17.216
M18 2 16.701 15.546 15.835 1.227 1.083 0.289 16.752 16.786 16.701 16.913

Member IMC Group
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USER GUIDE

ISO Metric Fine Thread
Nominal Dimensions According to UNI 4535-64

Tap flank diameter production tolerances for ISO 6H
Nut threads limit dimensions - nut threads ISO 6H

Coarse Pitch Threads

1/8:H
Nut thread I . ) ,
T T T Dimensions in mm
172H| h3 H = 0.86603P
0o 7 60° ) 5
Tf 7 H1 ==H = 0.54127P
60 8
12 H ; Screw hs = 17H = 0.61343P
— 3 = — = U.
i ZED AN 2
‘ d2 = D2 = d-3 H = d-0.64952P
D D2 D1 P dad2 d 4

ds = d-2hg = d-1.22687P

r=H=0.14434P
6

. - Flank Dia. Ta Flank Dia. Ta
Nominal | Pitch Flank LR T Thread Depth Tolerance 6H 32 Tolerance 6I-r
Dia. Dia.
M 20 1 19.35 18.773 18.917 0.613 0.541 0.144 19.388 19.413 19.35 19.51
M 20 15 19.026 18.16 18.376 0.92 0.812 0.217 19.071 19.101 19.026 19.216
M 20 2 18.701 17.546 17.835 1.227 1.083 0.289 18.752 18.786 18.701 18.913
M 22 1 21.35 20.773 20.917 0.613 0.541 0.144 21.388 21.413 21.35 21,51
M 22 15 21,026 20.16 20.376 0.92 0.812 0.217 21.071 21.101 21,026 21.216
M 22 2 20.701 19.546 19.835 1.227 1.083 0.289 20.752 20.786 20.701 20913
M 24 1 23.350 22.773 22917 0.613 0.541 0.144 23.390 23.416 23.350 23.520
M 24 15 23.026 22.160 22,376 0.920 0.812 0.217 23.074 23.106 23,026 23.226
M 24 2 22.701 21.546 21.835 1.227 1.083 0.289 22.754 22.791 22.701 22,925
M 25 1 24,350 23.773 23917 0.613 0.541 0.144 24,390 24.416 24,350 24.520
M 25 15 24,026 23.160 23.376 0.920 0.812 0.217 24,074 24106 24,026 24.226
M 25 2 23.701 22.546 22.835 1.227 1.083 0.289 23.754 23.791 23.701 23,925
M 26 1 25,350 24,773 24917 0.613 0.541 0.144 25.390 25.416 25.350 25.520
M 26 15 25.026 24,160 24,376 0.920 0.812 0.217 25.074 25.106 25.026 25.226
M 26 2 24.701 23.546 23.835 1.227 1.083 0.289 24,754 24.791 24.701 24,925
M 27 1 26.350 25.773 25917 0.613 0.541 0.144 26.390 26.416 26.350 26.520
M 27 15 26.026 25.160 25.376 0.920 0.812 0.217 26.074 26.106 26.026 26.226
M 27 2 25.701 24,546 24.835 1.227 1.083 0.289 25.754 25.791 25.701 25.925
M 28 1 27.350 26.773 26.917 0.613 0.541 0.144 27.390 27.416 27.350 27.520
M 28 15 27.026 26.160 26.376 0.920 0.812 0.217 27.074 27.106 27.026 27.226
M 28 2 26.701 25.546 25.835 1.227 1.083 0.289 26.754 26.791 26.701 26.925
M 30 1 29.350 28.773 28.917 0.613 0.541 0.144 29.390 29.416 29.350 29.520
M 30 15 29.026 28.160 28.376 0.920 0.812 0.217 29.074 29.106 29.026 29.226
M 30 2 28.701 27.546 27.835 1.227 1.083 0.289 28.754 28.791 28.701 28.925
M 30 & 28,051 26.319 26.752 1.840 1.624 0.433 28,115 28,157 28,051 28.316
M 32 15 31.026 30.160 30.376 0.920 0.812 0.217 31.074 31.106 31.026 31.226
M 32 2 30.701 29.546 29.835 1.227 1.083 0.289 30.754 30.791 30.701 30.925
M 33 15 32.026 31.160 31.376 0.920 0.812 0.217 32.074 32.106 32.026 32.226
M 33 2 31.701 30.546 30.835 1.227 1.083 0.289 31.754 31.791 31.701 31.925
M 33 & 31.051 29.319 29.752 1.840 1.624 0.433 31.115 31.157 31.051 31.316
M 35 15 34.026 33.160 33.376 0.920 0.812 0.217 34.074 34.106 34,026 34.226
M35 2 33.701 32.546 32.835 1.227 1.083 0.289 33.754 33.791 33.701 33.925
M 36 15 35.026 34.160 34.376 0.920 0.812 0.217 35.074 35.106 35.026 36.226
M 36 2 34.701 33.546 33.835 1.227 1.083 0.289 34.754 34.791 34.701 34.925
M 36 8 34.051 32.319 32.752 1.840 1.624 0.433 34.115 34.157 34.051 34.316
M 38 15 37.026 36.160 36.376 0.920 0.812 0.217 37.074 37.106 37.026 37.226
M 39 1.5 38.026 37.160 37.376 0.920 0.812 0.217 38.074 38.106 38.026 38.226
M 39 2 37.701 36.546 36.835 1.227 1.083 0.289 37.754 37.791 37.701 37.925
M 39 3 37.051 35.319 35.752 1.840 1.624 0.433 37.115 37.157 37.051 37.316
M 40 15 39.026 38.160 38.376 0.920 0.812 0.217 39.074 39.106 39.026 39.226
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USER GUIDE

ISO Metric Fine Thread
Nominal Dimensions According to UNI 4535-64

Tap flank diameter production tolerances for ISO 6H
Nut threads limit dimensions - nut threads 1ISO 6H

Coarse Pitch Threads

1/8:H
Nut thread [ . ) .
T T 70 T Dimensions in mm
V2H] ha H = 0.86603P
oo 7 607 5
= < Hi =21 = 0.54127P
605 8
12H y sorow 1L ] hs = 17H = 0.61343P
— 3=-—H=0.
i | LKA SONER 24
d2 = D2 = d-S H = d-0.64952P
D D2 D1 P dsdz2d 4

ds = d-2hg = d-1.22687P

r=H=0.14434P
6

. . Flank Dia. Ta Flank Dia. Ta
Nominal | Pitch Flank LA LT e Thread Depth Tolerance 6H 32 Tolerance GIr
D Dia.
d2=D2
M40 2 38.701 37.546 37.835 1.227 1.083 0.289 38.754 38.791 38.701 38.925
M40 3 38.051 36.319 36.752 1.840 1.624 0.433 38.115 38.157 38.051 38.316
M 42 15 41.026 40.160 40.376 0.920 0.812 0.217 41.074 41.106 41.026 41.226
M 42 2 40.701 39.546 39.835 1.227 1.083 0.289 40.754 40.791 40.701 40.925
M 42 3 40.051 38.319 38.752 1.840 1.624 0.433 40.115 40.157 40.051 40.316
M 45 15 44.026 43.160 43.376 0.920 0.812 0.217 44,074 44,106 44,026 44.226
M 45 2 43.701 42546 42,835 1.227 1.083 0.289 43,754 43.791 43,701 43.925
M 45 3 43.051 41.319 41,752 1.840 1.624 0.433 43,115 43.157 43,051 43.316
M 48 15 47.026 46.160 46.376 0.920 0.812 0.217 47.077 47111 47,026 47.238
M 48 2 46.701 45,546 45,835 1.227 1.083 0.289 46.758 46.796 46.701 46.937
M 48 3 46.051 44.319 44,752 1.840 1.624 0.433 46.118 46.163 46.051 46.331
M50 15 49.026 48.160 48,376 0.920 0.812 0.217 49,077 49111 49,026 49.238
M50 2 48.701 47.546 47835 1.227 1.083 0.289 48,758 48.796 48,701 48.937
M 50 3 48.051 46.319 46.752 1.840 1.624 0.433 48.118 48.163 48,051 48.331
M52 15 51.026 50.160 50.376 0.920 0.812 0.217 51.077 51.111 51.026 51.238
M52 2 50.701 49,546 49,835 1.227 1.083 0.289 50.758 50.796 50.701 50.937
M 52 3 50.051 48.319 48,752 1.840 1.624 0.433 50.118 50.163 50.051 50.331
M55 15 54.026 53.160 53.376 0.920 0.812 0.217 54.077 54111 54.026 54.238
M 55 2 53.701 52.546 52.835 1.227 1.083 0.289 53.758 53.796 53.701 53.937
M 55 3 53.051 51.319 51.752 1.840 1.624 0.433 53,118 53.163 53,051 53.331
M 56 15 55.026 54.160 54.376 0.920 0.812 0.217 55.077 55.111 55.026 55.238
M 56 2 54.701 53.546 53.835 1.227 1.083 0.289 54.758 54.796 54.701 54.937
M 56 3 54.051 52,319 52,752 1.840 1.624 0.433 54,118 54.163 54,051 54.331
M58 15 57.026 56.160 56.376 0.920 0.812 0.217 57.077 57.111 57.026 57.238
M58 2 56.701 55.546 55.835 1.227 1.083 0.289 56.758 56.796 56.701 56.937
M 58 3 56.051 54,319 54.752 1.840 1.624 0.433 56.118 56.163 56.051 56.331
M 60 15 59.026 58.160 58.376 0.920 0.812 0.217 59.077 59.111 59.026 59.238
M 60 2 58.701 57.546 57.835 1.227 1.083 0.289 58.758 58.796 58.701 58.937
M 60 3 58.051 56.319 56.752 1.840 1.624 0.433 58,118 58.163 58,051 58.331
Metric thread MA(old UNI 160 Profile) Nut Tolerance SH8
M23 0.25 2138 1.976 1.976 0.162 0.162 0.03 2.144 2.156 2.138 2194
M 2,6 0.35 2.373 2.146 2.146 0.227 0.227 0.04 2.393 2.407 2.373 2.429

Member IMC Group
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USER GUIDE

UNIFIED Coarse Thread
Nominal Dimensions According to ANSI B1.1

Tap flank diameter production tolerances for ISO 2B
Nut threads limit dimensions - nut threads ANSI B1.1, 2B-3B

Nut thread 1/8-H Coarse Pitch Threads
ut threa | ! Dimensions in mm
i : K7 ;
VQL'H H1 ha H = 0.86603P
602
AR i < | Hi =9 H = 0.54127P
oy 8
1/2H ‘ Screw, 4 17
| 1 {4.H\ X Y ER ’ hs = 53H = 0.61343P
‘ T do = D2 = d-S H = d-0.64952P
D D2 D1 P dsdz2d 4

ds = d-2hs = d-1.22687P

r=H=0.14434P
6

Pitch diameter

Minor diameter

Pitch diameter

Nut tolerance

. Pitch | External Flank Tap tolerance 2B
Nominal Dia. Dia.
Dia. P d=D d2:=D2
UNC#1 -64 0.397 1.854 1.598 1.425 1.367 1.610 1.623 1.598 1.664 1.646
UNC# 2 - 64 0.454 2.184 1.890 1.694 1.628 1.902 1.915 1.890 1.961 1.943
UNC#3 -48 0.5629 2.515 2172 1.941 1.864 2184 2197 2172 2.248 2.228
UNC# 4 -40 0.635 2.845 2.433 2.156 2.065 2.446 2.459 2.433 2.517 2.494
UNCH# 5 - 40 0.635 3.175 2.764 2.487 2.395 2.776 2.789 2.764 2.847 2.827
UNC# 6 -32 0.794 3.505 2.990 2.647 2532 3.105 3.028 2.990 3.084 3.058
UNCH# 8 32 079 4.166 3,650 3.307 3193 3,675 3,688 3,650 3.746 3.721
UNC# 10 -24 1.058 4.826 4138 3.680 3.528 4163 4176 4138 4.247 4.219
UNC# 12 -24 1.068 5.486 4,798 4.341 4188 4,823 4.836 4.798 4.910 4.882
UNC 1/4" -20 1.270 6.350 5.524 4,976 4,793 B 5.588 5.524 5.646 5.616
UNC 5/16" -18 1.411 7.938 7.021 6.411 6.205 7.071 7.084 7.021 7.155 7.120
UNC 3/8" -6 1588 9.525 8.494 7.805 7577 8.545 8.557 8.494 8,639 8,603
UNC 7/16" -14 1.814 11.112 9.934 9.149 8.887 9.985 9.997 9.934 10.089 10.051
UNC 1/2" -13 1.954 12.700 11.430 10.584 10.302 11.481 11.494 11.430 11.595 11.552
UNC 9/16" -12 2117 14.288 12.913 11.996 11.692 12.964 12.977 12.913 13.086 13.043
UNC 5/8" -1 2.309 15.875 14.376 13.376 13.043 14.427 14.440 14.376 14.559 14.514
UNC 3/4" -10 2.540 19.050 17.399 16.229 15.933 17.450 17.463 17.399 17.595 17.544
UNC 7/8" 9 2.822 22.225 20.391 19.169 18.763 20.455 20.467 20.391 20.599 20.546
UNC 1" -8 3.175 25.400 23.338 21.963 21.504 23.401 23.414 23.338 23.561 23.505
UNC 1 1/8" -7 3.629 28.575 26.218 24,648 24122 26.294 26.319 26.218 26.457 26.398
UNG 1 1/4" 7 3629 31750 29,393 27,823 27,297 29.469 29.494 29.393 29637 29576
UNC 1 3/8" -6 4,233 34.925 32,174 30.343 29.731 32.250 32.276 32.174 32.438 32.372
UNC 1 172" -6 4233 38.100 35.349 33518 32.906 35425 35.451 35.349 35616 35550
UNC 1 3/4" -5 5.080 44.450 41,151 38.951 38.217 41.241 41.266 41,151 41.445 41,372
UNC 2" 41/2 5.644 50.800 47135 44,689 43.876 47.235 47.260 47135 47.450 47.371
UNC 2 1/4" 4172 5.644 57.150 53.485 51.039 50.226 53.485 53.805 53.726
UNC 2 1/2" -4 6350 63,500 59.375 56,627 55.710 50,375 50,718 50,632
UNC 2 3/4" -4 6.350 69.850 65.725 62.977 62.060 65.725 66.073 65.987
UNC 3" -4 6350 76.200 72,075 69.327 68.410 72,075 72,428 72.339
UNC 3 1/4" -4 6.350 82.550 78.425 75.677 74.760 78.425 78.783 78.694
UNC 3 1/2" -4 6.350 88.900 84.775 82.027 81.110 84.775 85.183 85.049
UNC 3 3/4" -4 6350 95.250 91.125 88.377 87.460 91.125 91.493 91.402
UNC 4" -4 6.350 101.600 97.475 94.727 93.810 97.475 97.848 97.757
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USER GUIDE

UNIFIED Fine Thread
Nominal Dimensions According to ANSI B1.1

Tap flank diameter production tolerances for ISO 2B
Nut threads limit dimensions - nut threads ANSI B1.1, 2B-3B

Coarse Pitch Threads

1/8H
Nut thread ! Dimensions in mm
i T /" ;
Vle o ha H = 0.86603P
H 1 S : Hi =2 H = 0.54127P
T 6%/ 8
1/2-H ¥ 17
Screw v hs = ~H = 0.61343P
i TN AN 24
‘ d2 = D2 = d-2 H = d-0.64952P
D D2 D1 P d3dz d 4

ds = d-2h3 = d-1.22687P

r=H=0.14434P

6
Minor diameter Pitch diameter Ritchidiametey
Pitch | External Flank Tap tolerance 2B Nut tolerance
HOS P Dia. Dia.
Dia. P d=D d2=D2
UNF#0 -80 0.318 1.524 1.318 1.181 1.135 1.331 1.344 1.318 1.377 1.361
UNF#1 -72 0.353 1.854 1.626 1.473 1.422 1.638 1.651 1.626 1.689 1.674
UNF#2 - 64 0.397 2.184 1.928 1.755 1.697 1.941 1.953 1.928 1.996 1.979
UNF#3 - 56 0.454 2.515 2.220 2.024 1.958 2.233 2.245 2.220 2.291 2.273
UNF#4 -48 0.529 2.845 2.502 2.271 2.195 2.515 2.527 2.502 2.581 2.560
UNF#5 - 44 0.577 3.175 2.799 2.550 2.466 2.812 2.824 2.799 2.880 2.860
UNF#6 -0 063 3505 3004 2817 2725 3.108 3119 3004 3180 3157
UNF#8 - 36 0.706 4.166 3.708 3.401 3.299 3.721 3.734 3.708 3.800 3.777
UNF#10 -32 0.794 4.826 4.310 3.967 3.853 4.336 4.348 4,310 4.409 4,384
UNF#12 8 0907 5.486 4897 4503 4374 4923 4935 4807 5004 4976
UNF 1/4* 28 0907 6350 5.761 5367 5237 5799 5812 5761 5870 5842
UNF 5/16" -24 1.058 7.938 7.249 6.792 6.640 7.287 7.300 7.249 7.371 7.341
UNF 3/8" 24 1058 9525 8837 8379 8227 8875 8887 8837 8961 8931
UNF 7/16" -20 1.270 11.112 10.287 9.738 9.555 10.338 10.351 10.287 10.424  10.391
UNF 1/2" -20 1.270 12.700 11.874 11.326 11.143 11.925 11.938 11.874 12.017 11.981
UNF 9/16" -18 1.411 14.288 13.371 12.761 12.555 13.421 13.434 13.371 13520  13.482
UNF 5/8" 8 1411 16,875 14958 14348 14143 15009 15022 14958 15110 15072
UNF 3/4" -16 1.588 19.050 18.019 17.330 17.102 18.070 18.082 18.019 18.184  18.143
UNF 7/8" -14 1.814 22.225 21.046 20.262 20.000 21.110 21128 21.046 21224  21.181
UNF 1" -12 2117 25.400 24.026 23.109 22.804 24,089 24102 24,026 24219 24171
UNF 1*1/8" -12 2117 28.575 27.201 26.284 25.979 27.252 27.277 27.201 27339  27.351
UNF 1*1/4" -12 2117 31.750 30.376 29.459 29.154 30.427 30.452 30.376 30579  30.528
UNF 137" A2 217 34925 33551 32634 32329 33602 33627 33551 33750 33706
UNF 1*1/2" -12 2117 38.100 36.726 35.809 35.504 36.777 36.802 36.726 36.937  36.886

Member IMC Group
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Tap Tolerances

Tolerance classes of taps and tolerance positions Nut thread Tolerance Nut thread
for screw threads as per ISO metric standard. positioning of classes for positioning of
H tolerance taps G tolerance

8G

I
I
I
- -

Tap tolerance Nut threads
according to
H tolerance

Do—> A

Basic Pitch Diameter
Au = Basic Deviation of Pitch

For Optimum Tapping Conditions, Reduced Machining
Times and Increased Tap Life

Selection of the Most Suitable Tap Tapping Speeds

As a general rule, materials with deformation capability of at The tapping speed has a great influence on chip flow
least 10% can be cold-formed. and the life of the tap.
To decide on the most suitable tap, please refer to the tap It is worthwhile to establish the ideal speed by
recommendation table on page 784. tapping trials.

. For recommended initial values, see table on
page 784. In addition, the following should be taken into
Check that the holes are within the prescribed size range consideration: characteristics of the material, machine
depending on the application (see table on page 802) The and clamping method.

holes should be clean and swarf-free.

Effects of Unsuitable Tapping Speed
« forced tapping

Frequently the lubricant content of the coolant used for e tap lead chipping caused by overloaded cutting tooth
general machining is too low for tapping. e torn threads

e [f it is not possible to increase the lubricant content, e unsatisfactory tap life
following are some possible solutions: ® rejected threads

* A separate lubricating unit can be connected to the machine
control, to deliver the required quantity of concentrated
emulsion into the core hole or onto the tap.Tapping in
separate operations allows the use of the ideal tapping
lubricant.

ISCAR
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Chip Explusion
Tap selection is also influenced by the type of hole being
threaded. Through hole tapping usually requires a tap
that pushes the chips out in front of the cutting edge
and through the other end of the hole. A bottom hole
tap must pull chips up and out of the hole.

£
i T T e
o
[

B AAAL SN NN NN NN

"

4

Some possible causes of tap jamming are:
e unsuitable tap
e tap with incorrect cutting geometry
® unsuitable coolant for material
e insufficient coolant
e axial pressure (pull or push) on the tap
e core hole too small
e breaks in walls of core hole
e speed too high or too low
e swarf trapped in the hole
e incorrect alignment of tap and core hole
e tap eccentricity

Results of Tap Jamming

e torn threads

e short tap life

e rejected threads
e tap breakage

e scrap workpieces

Tap Mounting

The tap must be mounted on the axis of the core hole.
On non-synchronized machines (feed/speed) we
recommend the use of a tapping spindle. (ISCAR GTI,
GTIN collets, see pages 819-820)

Tapping Heads

As a rule, with non-synchronized machine spindles
(feed/ speed), the feed rate should be programmed
approximately 5-10% lower than the thread pitch.

In these cases, a tapping chuck must be used which will
compensate the difference between the feed

rate and the thread pitch.

It is important that the tension spring in the axial
compensation is set to a minimum pressure to avoid axially
loading the tap.

The compression spring should be tensioned so the tap
starts to cut by

compressing the spring up to one-half pitch.

Verify that the correct speed has been selected.

Ensure that ample lubricating coolant is being used.
Machine and equipment stability are essential for
optimal performance and results.

Forming Taps

Forming taps (roll forming or cold forming) produce threads
by deforming the material near the hole walls rather than
by cutting the material. This method often works well

in ductile materials. However, in brittle materials it often
results in unsatisfactory threads.

Torque requirements for forming taps are considerably
higher than for cutting taps. When forming taps are used,
chuck capacity must be decreased by 25%. Forming taps
do not produce chips.

P
o=
L 4 11 ]
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Troubleshooting

USER GUIDE

Problem

Faulty alignment
Tapped hole

oversized Tap jamming

Incorrectly reground tap (lead tip is not concentric)

Incorrect tap (cutting geometry unsuitable for application)

Solution

Use tap selected from the relevant material group
Ensure that the tap is correctly aligned with the core hole axis
Improve lubrication and direction of coolant

Adjust cutting speed

Regrind tap

Problem

Stripped threads

peeling)

Incorrect tap (cutting geometry incorrect for application)

Spindle speed and feed rate are not synchronized

Insufficient starting pressure exerted on tap (causes

Solution

Use a tap from the relevant material group

Check feed rate programming and/or pitch of leading
spindle. Use a tapping spindle with axial float (GTI/GTIN)

Increase starting pressure

Problem

Bell mouthed

Incorrect starting pressure
tapped hole 9p

Solution

Use a tapping spindle with axial float (GTI/GTIN)

Problem

Incorrect tap (cutting geometry unsuitable
for application)

Unsatisfactory
thread surface
finish

The tap is blunt
Tap badly re-ground

Incorrect lubricant, concentration or quantity

Solution
Select tap for the relevant material group
Replace or regrind tap

Regrind tap. Check that cutting geometry is suitable for material

Ensure the use of a suitable coolant and an ample supply

Problem

Swarf jamming

Tap has jammed against bottom of pre-hole
Partial chipping

of tap therefore too few cutting teeth)

Iregular workpiece material structure

Tap incorrectly reground (lead-in diameter too short,

Solution

Check cutting speed. Use alternative tap

Check hole and thread depths. Drill a deeper pre-hole

Ensure that correct dimensions are maintained when regrinding

Adjust cutting speed. Improve lubricant quality of coolant

Problem

Incorrect cutting speed

Coolant lacking in lubricating qualities

Excessive tap and/or quantity

wear

Surface of the pre-hole is compacted

Solution
Adjust cutting speed to suit workpiece material

Ensure the use of a suitable coolant and an ample supply. Check that the coolant is
reaching the cutting zone

Check pre-hole drilling conditions (drill carefully to reduce risk of surface compacting).
Check drill cutting edges

Problem

application)

Centering error
Tap breakage Blunt tap
Tap has reached bottom of pre-hole

Pre-hole too small

Incorrect tap in use (cutting geometry unsuitable for

Solution
Use tap from the relevant material group

Ensure that axes of tap and pre-hole are aligned
regrind tap

Use tapping spindle with axial float and slipping clutch (GTI/GTIN)

Check for correct pre-hole size, see pages 802-803

ISCAR
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Tap Nomenclature (Regrinding)

di Major diameter

dm Flank diameter

di Minor diameter

d3 Chamfer diameter

P Pitch
Flank angle

B Chamfer angle

i Gun nose angle

Y Gun nose front
rake angle

A Chamfer relief

AA Pitch diameter relief
on the land

1 Rake angle

T Width of land

S Flute width

ds Web thickness

€ Angle of spiral flute

Member IMC Group
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Regrinding

Regrinding

Tap regrinding takes place in two steps:
a) regrinding of relieved chamfer

b) regrinding of flutes (see picture 1)

Regrinding of Relieved Chamfer

It is recommended that the resharpening should be
executed either on specific tap regrinding machines or
on conventional resharpening machines equipped with
an auxiliary device to generate the circular back relief.

Picture 2 shows the regrinding done with the
cylindrical surface of a grinding wheel.

Before regrinding, verify that the tap, fixed between
points or on the pincer, runs concentrical. Also
ensure that angle B is in the correct order to keep
the same number of threads on chamfer.

Resharpening of Flutes

The rake angle g is obtained by moving the
tap axis, in relation to the regrinding surface,
of an amount X to be calculated with the
formula: X = 1/2 d1 sin (Y) (see picture 3).
(d1 =tap major diameter)

Example:

Tap 10 X 1,5 to cut on steel strength =
600 N/mm?

dl =10 mm; Y = 15°; sin (Y) = 0,25882;

X =0.25885x10 ; X=1.29 mm
2

On all taps with spiral flutes, it is possible to find
the pitch of the spiral in reference to the lead screw Picture 4
necessary for resharpening. In case of using taps
equipped with a deburring toal, it is necessary to extend
the flutes according to the supplier’s recommendation.
As the wear on a tap is mainly on the chamfer area,

for taps with a gun nose, regrinding the flutes can

be done on the front area only (see picture 4).

In cases where the thread flanks are worn

(in addition to the active edges), regrinding

as described above is impractical.

In this case restoration is done, by cutting the

chamfer away (thus creating a shorter tap) and then
reproducing the chamfer with same angle and relief.

(see picture 5) S Flank wear

In the absence of special regrinding machines, j
such restoration is advisable for regrinding taps HLMMM\MW
with spiral flutes. This is because regrinding RNV

the flutes becomes unnecessary.

Chamfer

New chamfer

Part to be cut away

ISCAR
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General Recommendations (Regrinding)

Mitanancs Pows

It is important to periodically regrind the worn tap. This
is to avoid permanent damage or even tool breakage.

The Grinding Wheels
The structure and grain of grinding wheels must
be appropriate for the tap to be resharpened.

Taps for Cast Iron

Taps used on cast iron can rarely be resharpened, as
it is very abrasive and tends to wear the flank in such
a manner that it becomes grossly out of tolerance.

Chamfer out
of center

Taps for Aluminun
After regrinding it is advisable to remove
the steel burrs with a wire brush.

Tap Inspection

It is important to inspect the tap after regrinding
to ensure that all of the dimensions and angles \
have remained according to the specifications. \

\
\
|
\

Controls (tests) ¥

Once the tap is resharpened, it is always

best to test it to correctly obtain the same

threads as when the tap was new.

The chamfer must be perfectly on axis

in order to avoid the effects of picture 6.

The cutters must have correct divisions.

The results of resharpening with an

incorrect division is shown in picture 7.

e The length and number of threads in chamfer must

be precisely identical to those of the new tap.

Incorrect division-cutters not concentric

Member IMC Group
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Test Report Form

USER GUIDE

Company
Address

Department

Phone

Description of the tap being used at present Make Type

Thread diameter and pitch Class of tolerance

|:| Right-hand cutting |:| Left-hand cutting

|:| Fluteless |:| Right-hand spiral flutes degrees

|:| Straight flutes |:| Left-hand spiral flutes degrees

|:| Spiral point |:| Length of chamfer mm

Additional information for special

pitches or thread forms

Pitch diameter Major diameter

Minor diameter Flank angle degrees
Tool

Overall Length mm
Tap drill diameter Length of hole
|:|Through hold Depth of full thread
[ 8iind hole

Special requirements or unusual characteristics of the threaded product

Hole

W%

Unusual characteristics of the threaded product or of the tapping method.
ie. counterbore, tapping on an angle, etc.

ISCAR
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Test Report Form

m/min
Tapping speed
RPM

[Jnone ] Emulsion %  []Cutting oil [Jother

Lubricant
[Junder pressure [] Vaporization

Machine Type |:| Horizontal Tapping |:| Vertical Tapping

|:| Tap revolvers Number of spindles
Driving

[] Workpiece revolvers
Feed [] without [CJPower [Cene %

[ rigid [JFioating [] safety clutch
Toolholder

Make Type

Material no. or designation

Composition, if known

; 2

Material to Tensile strength or hardness N/mm HB HRc
be tapped

Chip form [ short [ Long

[] Annealed steel [] Hardened steel [] Heat treated steel
More details:

Date

Contact person

Signature

Member IMC Grou
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Thread Standards

USER GUIDE

Cylindrical threads

UNC Unified coarse thread series
UNF Unified fine thread series
UNEF  Unified extra-fine thread series

UN Constant pitch series - threads
with constant pitch of T.P.I.
4,6, 8, 12, 16, 20, 28, 32
Selected combinations - threads
with special dia. - pitch combinations
UNJ Unified threads with constant pitch
with radius on minor diameter from
0.15011 pitch to 0.18042 pitch
Unified coarse thread with radius on
minor diameter from 0.15011
pitch to 0.18042 pitch
Unified extra-fine thread with
radius on minor diameter from
0.15011 pitch to 0.18042 pitch
Unified fine threads with radius on
minor diameter from
0.15011 pitch to 0.18042 pitch

Pipe cylindrical threads

UNS

UNJC

UNJEF

UNJF

NPS Cylindrical threads for pipe
NPSC American Standard for pipe coupling
NPSF  American Standard for internal
threads on pipe, dryseal

NPSH  American Standard for cylindrical

threads for pipes, joints and nipples
NPSI American Standard for internal

cylindrical threads on pipe (dryseal)
NPSL  American Standard for cylindrical

threads on pipes for nuts
NPSM American Standard for cylindrical

threads on pipes for mechanical joints
NGO American National pipe threads for

gas exhaust
NGS American National pipe threads for gas

Taper pipe threads

ANPT  Taper pipe threads for Army, Navy and Airforce
F-PTE Taper pipe fine threads (dryseal)

Taper pipe threads

NPT Taper pipe threads
NPTF Taper pipe threads (dryseal)
NPTR  Taper pipe threads for railway equipment
PTF-SAE SHORT Taper pipe short
threads (dryseal)-SAE

PTF-SPL SHORT Taper pipe special

threads (dryseal)-SAE
PTF-SPL EXTRA SHORT Extra short

special threads (dryseal)-SAE
SPL-PTF Special taper pipe dryseal threads
NGT National American taper pipe threads
SGT Special taper pipe threads
API American Petroleum

Institute taper pipe threads

Trapezoidal and saw tooth threads

ACME-C ACME  Self-centering threads
ACME-G ACME  Generical application
STUB-ACME ACME Flat threads with

reduced thread depth
ACME Flat threads with
60° flank angle
American National Saw tooth threads

60° STUB-ACME

N BUTT

British Standard

BSW Whitworth British Standard coarse pitch
BSF Whitworth British Standard fine pitch

WHIT  Whitworth Standard special pitch
R British Standard external threading
for taper pipe (dryseal) (already BSP-Tr)
Rc British Standard internal threading
taper thread for pipe (BSP-Tr)
Rp British Standard cylindrical
thread for pipe (already BSP.PI)
BA British Standard Association threads
BSC British Standard threads for bicycles
CEl British Standard for bicycles

ISCAR




GTI / GTIN - Tapping Attachment

USER GUIDE

Compact tapping collet with tension and compression
floating mechanism for ER32 collet chucks

A tapping collet for standard and rigid tapping operations.
The GTIN ER32 collet makes tap removal and
replacement easy, quick and reliable.

Designed for stationary and rotating applications,

the GTIN ER32 collets are economical and

efficient due to the ability to use existing

ER32 collet chucks (with various shank sizes and types).

Applications:
The GTIN ER32 tapping collet is designed especially for
CNC mill/turn centers, for regular and rigid tapping.

Advantages:

e Quick tap change with a front clamping nut

Compact design for minimal clearance

between the turret and chuck

e Fits every type of stationary and

rotating ER32 collet chuck

Positive tap drive with internal square driver

Compensates for machine feed and tap pitch

variance, resulting in greater thread accuracy

® Floating mechanism compensates for
misalignment between tap and workpiece

e High accuracy due to tension and
compression mechanism

e Available for all tap shank standards
(DIN, 1SO, ANSI, JIS)

¢ Tapping range M1-M16 (#0 to 5/8”)

e Saves setup time by quick tap changing
without removing GTIN from the machine

e Optimal for machines which have limited
space between the turret and workpiece

Member IMC Group
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GTI / GTIN - Tapping Attachment

Operation

For through- and blind-hole tapping:

[l Enter feed rate according to 3 Start spindle forward with Bl stop feed and rotation and
thread pitch (or 1-2 % lower). right hand rotation until reverse to starting point.
Set spindle to starting point reaching desired depth.

with 0.08 mm clearance.

L

Description:
Short tap chucks for ER collets.

Application:

Axial float/tension/compression type for
CNC milling machines and lathes with
reversing motors and rigid tapping.

Features:
e Compensates for machine feed and tap pitch variance
¢ Floating mechanism compensates for

misalignment between tap and workpiece
¢ Right- and left-hand tapping

Advantages: - = e 2

e Practical and efficient tap holding by the <y <iip <y <
ER spring collet without using jaw drive = v v =

e Compact design for minimal clearance applications

¢ Heavy duty design for high torque drive ensures CAT ANSI BT MAS-403 Straight GTIN
the same accuracy as the tap itself B5.50 Shank

208 ISCAR
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Rough Boring Heads Fine Boring Heads (10 um)

BHR MB 16, 20, 25, 32, 40, 50, 63, 80 BHE MB 14, 16, 20, 25, 32, 40

(©18-200) (©14.5-66)
IHWF E IHFF (E) IHRF IHRF CH IHRF BW

@
A 4 Y
: ][H S org
IHSR L <
IHCR IHBR| IHSR BW| IHSR-CH

Page 843 Page 857

0.5
LOCH

0.01
Nor0.002,

'

o
4|

IHPR

BHE MB-H 32, 50
CHA 16,20,25,32,40,50,63,80

(@18-165) @2.5-22)

45° Chamfering 53 l
16-80 Ef Page 857
ii S
Page 846 BHE MB 50, 63, 80 HAXE
(©2.5-30) SLEEVE

— Ee=e—=

! IHAXF :??EEE@

TCH AL 200,300,400,500,600,700,800

~~0.01 0
Non. 0.002 @

(@200-1200)

IHAXF-AVI
BT-FM
IHSR BW
TCHH EX 100/300
5 Extension slides wl
o |
r,‘ﬂ } SMH MB I I

) IHPR  |IHBR
DIN69871-FM

Page 847
(©54-132)
IHWF E IHFF (E)IHRF IHRF CH IHRF BW
@)
m&%‘% :
S35 CrF
Rough & Fine Boring Heads e 8
BHC MB 25, 32, 40, 50, 63, 80
(©28-120) (@72-200) 0
=
Page 850 & Wl ow m
w
53 EHE £
Pages 857-861
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2 Um

The ITS BORE System

ITS BORE

Fine Boring Heads (2 um)

BHF MB 16, 20, 25, 32, 40 BHF MB 50, 63, 80

(018-63) (@77-500)

IHFF IHRFCH [HRF BW

IHFF IHRF _ IHRFCH  IHRF BW

Page 864

BHF MB 50-BL IHAXE o HFE
g

(@2.5-22) SLEEVE — :

(St — ML

IHAXF
&

4} SLEEVE
] L maxe

©
A

Pages 862-863, 866

ADBH
BHF MB 50-50X60
Pages 868-870,871
(@2.5-30)
TCH AL 200,300,400,500,600,700,800
T 7 (0200-1200) IHFF50
3% (3 J
BT-FM
o E Iz —f Gt T ﬁ
: ! IHRF50
= BHF/D L200
o < IHRF-BW
= ?
= ‘5 ‘& b/t
m [EE|T T
[
(928-54) [
[
Page 876
'_
2 | w
b= o BHD 50,63,80
o B T
[
| LT HEE IHRF IHRF CH IHRF BW BHEH
_ \
(@54-108) @ L|5_1T
¥ jt J }
ss [T lemaiH! d
= ¥ | fa2
..... - § % IHWF E
w W
BEEHE el [Tt
L [IHaxe IHFF
Pages 864, 867 Pages 853-856
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ITS50RE

ITS BORE Boring Heads Selection Guide

MB Size

BHR-TCH
018-1202

BHC
0928-120
10 ym

Rough + Finish

BHF
02.5-1202
2 pym

BHD MB
92-1202
2 pym

ISCAR

14

16 20 25 32 40
BHR BHR BHR BHR BHR
MB16-16 @18-22 MB20-20 @22-28 MB25-25 @J28-38 MB32-32035.5-50 | MB40-40 ©@50-68
Page 843 Page 843 Page 843 Page 843 Page 843

BHC
MB25-25 @28-36
Page 850

BHC
MB32-32 &36-46
Page 850

BHC
MB40-40 @46-60
Page 850

BHE
MB14-14 ©14.5-18
Page 857

BHE
MB16-16 @18-24
Page 857

BHE
MB20-20 @22-30
Page 857

BHE
MB25-25 @28-40
Page 857

BHE
MB32-32 &35-53
Page 857

05
P~ 001
0002

H®

BHE
MB40-40 @48-66
Page 857

BHE
MB32-32..H @2.5-18
Page 857

BHF BHF BHF BHF BHF
MB16-16 @18-23 MB20-20 @22-29 MB25-25 @28-38 MB32-32 @35.5-50 | MB40-40 ©@48-63
Page 864 Page 864 Page 864 Page 864 Page 864

BHF
MB50-32...BL @2.5-12|
Page 862

BHD
MB32-32-83 &i35-51
Page 853

BHD
MB40-40-90 @48-64
Page 853
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ITS BORE Boring Heads Selection Guide

50 63 80
BHR BHR Ed BHR —
MB50-50 @68-90 MB63-63 ©90-120 . MB80-80 @120-200 .
BHR MB50-63 Page 843 _
Page 843 Page 843 = .
Jrsoralc) o ] 2
== — = ® < =
BHC BHC BHC [}
MB50-50 @60-75 MB63-63 @75-95 MB80-80 @95-120 g .
Page 850 Page 850 Page 850 o —
o
Non. OUUZB —il= 0010 %
*(Q o8 Non. 0.0020 ; § I
58 [ 8
3
o
2
BHE BHE BHE =
MB50-50 ©2.5-110 MB63-63 @6-125 MB80-80 @6-200
Page 857 Page 857 Page 857
TCH AL200 ©200-602
TCH AL300 9300702
TCH AL400 9400-802
TCH AL500 9500-902
BHE
MB50-50...H @2.5-22
Page 857 g—— TCH AL600 @600-1002
TCH AL700 @700-1102
050
e 00120 TCH AL800 @800-1202
{@Lock
7 BHD50 1200 Ex
BHF BHF — BHF BHF @200-1202 fe
MB50-50 MB63-63 02.5-125 MB80-80 MB80-125 Page 875 eyt
2.5-108 Page 871 Page 871 236-500
ﬁ Page 871
BHF
MB50-80 .1
025160 *“ ' a BHF L200
BHF MB50-63 = —v o @200 -1202
Page 864 |_| 010 £8) -
I |- == Page 875 = e
e G
BHF L =
MB50-50...BL
06-22
Page 862 o
£
=
K]
£
= 1
BHD BHD BHD g | ¢
MB50-50X60 MB63-63X89 MBB80-80X104 Q 5
22.5-110 @6-125 @6-200 I% L
Page 853 Page 853 Page 853 Rl |E
o
I
| = g
Page 876
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MB Connection
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ITS BORE is a modular toolholder system

for boring, milling, driling and tapping.

This rigid, high-precision system is manufactured in
one of the world’s most advanced production
facilities. The system is designed with extreme
flexibility and simplicity, making it suitable for
machine tools, machining centers and flexible
manufacturing systems.

It is recommended for machining strict tolerances
with a high degree of surface finish.

Its cylindrical-conical coupling and radial-expanding
pin ensure maximum rigidity and concentricity

in boring and milling.

The system has an internal coolant supply

in all components.

di omi Size Allen Key (mm) Tightening Torque (Nm? A Maximum Driving Torque (Nm?
m 14 10 25 295 40
m 16 10 25 205 40
2 > 13 3 445 70
m 25 16 3 657.5 120
m 32 20 4 78 200
I - > 5 16-18 400
m 50 2 6 3035 700
m 63 42 8 70-80 1600
_ 80 4 8 70-80 1600
m 1 76 14 200-220 6300

28 ISCAR




ITSB0RE

SKA-MB

MB Modular Connection System
with DIN69871 Form AD/ADB
/1S07388/1 Taper Shanks

1

| 4
DCONWS BD

@Cutting edge position

F

ITS BORE

[

/

SKA 30-MB32

SKA 30-MB50

SKA 40-MB40

SKA 40-MB40X120 ADB
SKA 40-MB50

SKA 40-MB50X120 ADB
SKA 40-MB63

SKA 45-MB50

SKA 45-MB63

SKA 45-MB80

SKA 50-MB50

SKA 50-MB50X120 ADB
SKA 50-MB63

SKA 50-MB63X150 ADB
SKA 50-MB80

SKA 50-MB80X180 ADB
SKA 50-MB110X150
SKA 60 MB63X60

SKA 60-MB80X65

SKA 60-MB110X100
SKA 60-MB110X200

SS DCONWS LPR LB BD CRKS

30 32.00 30.00 10.5 = M12 0.40 HW 4.0
30 50.00 60.00 41.0 = M12 0.67 HW 6.0
40 40.00 45,00 26.0 = M16 0.94 HW 5.0
40 40.00 120.00 101.0 44.50 M16 1.70 HW 5.0
40 50.00 48.00 29.0 = M16 0.99 HW 6.0
40 50.00 120.00 101.0 = M16 2.04 HW 6.0
40 63.00 80.00 61.0 = M16 1.62 HW 8.0
45 50.00 48.00 29.0 ° M20 1.77 HW 6.0
45 63.00 60.00 41.0 = M20 2.00 HW 8.0
45 80.00 66.00 47.0 = M20 2.31 HW 8.0
50 50.00 48.00 29.0 = M24 2.82 HW 6.0
50 50.00 120.00 101.0 60.00 M24 4.03 HW 6.0
50 63.00 56.00 37.0 = M24 297 HW 8.0
50 63.00 150.00 131.0 70.00 M24 2.81 HW 8.0
50 80.00 62.00 43.0 = M24 3.51 HW 8.0
50 80.00 180.00 161.0 - M24 7.90 HW 8.0
50 110.00 150.00 131.0 = M24 8.47 HW 10.0
60 63.00 60.00 41.0 71.00 M30 9.47 HW 8.0
60 80.00 65.00 46.0 = M30 10.38 HW 8.0
60 110.00 100.00 81.0 o M30 10.50 HW 10.0
60 110.00 200.00 181.0 = M30 18.00 HW 10.0

o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability e The coolant passages of holders witl suffix are plugge:
Verify that th ight of th i | bly d d th hi indle’ ing bili Th | ges of hold ith A/B suffi lugged

with screws so they can be used either as SKA or SKB (through coolant).

ITSB0RE
SKA-FC-MB
MB Modular Boring Connection

System with DIN 69871 Face
Contact ADB Tapered Shanks

f

DCONWS ORKS [

SS

r

;T e IR
Fig. 2
SS DCONWS LPR BD LB CRKS Fig. /
SKA 40 FC MB50 ADB 40 50.00 48.00 - 29.0 M16 1. 0.90 HW 6.0
SKA 40 FC MB50X120 ADB 40 50.00 120.00 101.0 M16 2. 1.70 HW 6.0
SKA 40 FC MB63 ADB 40 63.00 80.00 - - M16 1. 1.50 HW 8.0
SKA 50 FC MB50 ADB 50 50.00 48.00 = 29.0 M24 1. 2.70 HW 6.0
SKA 50 FC MB50X120 ADB 50 50.00 120.00 60.00 101.0 M24 2. 3.50 HW 6.0
SKA 50 FC MB63 ADB 50 63.00 56.00 - 37.0 M24 1. 2.80 HW 8.0
SKA 50 FC MB63X150 ADB 50 63.00 150.00 75.50 131.0 M24 2. 5.00 HW 8.0
SKA 50 FC MB80 ADB 50 80.00 62.00 = 43.0 M24 1. 3.40 HW 8.0
SKA 50 FC MB80X180 ADB 50 80.00 180.00 = 161.0 M24 2. 6.90 HW 8.0
ITSB0RE
SKB-MB - ‘r
MB Modular Connection System Rt }
with DING9871 Form B (coolant | DCONWS
through flange) Taper Shanks L
= LB |
J LPR |
@Cutting edge position
SS DCONWS LB LPR CRKS @ /
SKB 40-MB50 40 50.00 29.0 48.00 M16 1.03 HW 6.0
SKB 40-MB63 40 63.00 61.0 80.00 M16 1.56 HW 8.0
SKB 45-MB63 45 63.00 41.0 60.00 M20 2.03 HW 8.0
SKB 50-MB50 50 50.00 29.0 48.00 M24 2.91 HW 6.0
SKB 50-MB63 50 63.00 37.0 56.00 M24 3.07 HW 8.0
SKB 50-MB80 50 80.00 43.0 62.00 M24 3.63 HW 8.0

e Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

Member IMC Group
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ITSB0RE

CATM-MB

MB Modular Boring Connection
System with CATM FORM

AD ANSIB5.5 Caterpillar
Tapered Shanks and Metric
Pull Stud Threads

F

@Cutting edge position

[ 4

CATM 40 MB50
CATM 40 MB63

CATM 45 MB50
CATM 45 MB63
CATM 50 MB50
CATM 50 MB63
CATM 50 MB80

SS DCONWS LB LPR CRKS

40 50.00 47.0 66.00 M16 1.21 HW 6.0
40 63.00 ° 100.00 M16 1.91 HW 8.0
45 50.00 29.0 48,00 M20 1.83 HW 6.0
45 63.00 56.0 75.00 M20 2.31 HW 8.0
50 50.00 29.0 48.00 M24 3.06 HW 6.0
50 63.00 37.0 56.00 M24 3.08 HW 8.0
50 80.00 43.0 62.00 M24 3.38 HW 8.0

 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITS50nRE
HSK A-MB
MB Modular Connection

System with DIN 69893
HSK A Taper Shanks

LPR

y

i

DCONWS BD

toy

@Cutting edge position

&

P 4

LPR BD
HSK A40 MB32 40.00 32.00 28.0 48.00 0.32 COOLING TUBE HSK A40  WRENCH COOL TUBE HSK40* HW 4.0
HSK A50 MB50 50.00 50.00 = 66.00 0.69 COOLING TUBE HSK A50  WRENCH COOL TUBE HSK50* HW 6.0
HSK A63 MB40 63.00 40.00 34.0 60.00 = 0.92 COOLING TUBE HSK A63  WRENCH COOL TUBE HSK63* HW 5.0
HSK A63 MB40X120 63.00 40.00 94.0 120.00 46.00 1.60 COOLING TUBE HSK A3 WRENCH COOL TUBE HSK63* HW 5.0
HSK A63 MB50 63.00 50.00 40.0 66.00 ° 1.04 COOLING TUBE HSK A63  WRENCH COOL TUBE HSK63* HW 6.0
HSK A63 MB50X120 63.00 50.00 94.0 120.00 1.05 COOLING TUBE HSK A63  WRENCH COOL TUBE HSK63* HW 6.0
HSK A63 MB63 63.00 63.00 = 75.00 1.15 COOLING TUBE HSK A63  WRENCH COOL TUBE HSK63* HW 8.0
HSK A80 MB50 80.00 50.00 44.0 70.00 1.61 COOLING TUBE HSK A80  WRENCH COOL TUBE HSK80* HW 6.0
HSK A80 MB63 80.00 63.00 54.0 80.00 1.50 COOLING TUBE HSK A80  WRENCH COOL TUBE HSK80* HW 8.0
HSK A80 MB80 80.00 80.00 = 86.00 2.54 COOLING TUBE HSK A 80  WRENCH COOL TUBE HSK80* HW 8.0
HSK A100 MB50 100.00 50.00 43.0 72,00 s 2.58 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 6.0
HSK A100 MB50X120 100.00 50.00 91.0 120.00 60.00 1.05 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 6.0
HSK A100 MB63 100.00 63.00 53.0 82.00 = 2.86 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 8.0
HSK A100 MB63X150 100.00 63.00 121.0 150.00 70.00 4.7 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 8.0
HSK A100 MB80 100.00 80.00 59.0 88.00 - 3.60 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 8.0
HSK A100 MB80X180 100.00 80.00 151.0 180.00 6.50 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 8.0

* A cooling tube must be used with all coolant through HSK spindles e Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying

capability.

*  Optional, should be ordered separately

ITSB0RE
HSK E-MB

MB Modular Connection System
with DIN 69893 E Taper Shanks

F

- DCONWS

211

@Cutting edge position

&

4

DCONMS DCONWS LB LPR
HSK E40 MB32 40.00 32.00 22.0 42.00 0.30 HW 4.0
HSK E50 MB50 50.00 50.00 = 66.00 0.71 HW 6.0
HSK E63 MB50 63.00 50.00 40.0 66.00 1.87 HW 6.0

* A cooling tube must be used with all coolant through HSK spindles e Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying
capability.

ISCAR




ITSBGRE Lo
HSK F-MB

MB Modular Connection System
with DIN 69893 F Taper Shanks

o r
| S
3 . i "
- 0"

" N -+— DCONWS

L o i
@Cutting edge position

ocomss_oconws - o 2 (

HSK F 63 MB50 63.00 50.00 39.0 65.00 1.00 HW 6.0

¢ A cooling tube must be used with all coolant through HSK spindles e Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying
capability.
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ITS50RE CAMFIX
Ci#-MB
MB Modular Boring Connection

System with CAMFIX
Exchangeable Shanks

| Fig 2

1] = 1

DCONWS BD

b

DCONMS DCONWS  LPR LB BD Fig. %] / § @

DCONMS

C8 MB63X150 80.00 63.00 150.00 120.0 67.00
C8 MB80X75 80.00 80.00 75.00 - =
C8 MB80X120 80.00 80.00 120.00 - =

 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

*  Optional, should be ordered separately

2.60 HW8.0  COOLING TUBE C8 WRENCH COOL TUBE C8*
4.30 HW80  COOLING TUBE C8* WRENCH COOL TUBE C8*

C4 MB32X42 40.00 32.00 42.00 22.0 = 1. 0.30 HW4.0  COOLING TUBE C4* WRENCH COOL TUBE C4*
C4 MB40X45 40.00 40.00 45.00 - = 1. 0.40 HW50  COOLING TUBE C4* WRENCH COOL TUBE C4*
C5 MB50X55 50.00 50.00 55.00 ° = i, 0.72 HW6.0  COOLING TUBE C5* WRENCH COOL TUBE C5*
C6 MB40X50 63.00 40.00 50.00 28.0 = ilo 0.90 HW5.0  COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 MB40X120 63.00 40.00 120.00 98.0 44.00 2. 1.50 HW5.0  COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 MB50X55 63.00 50.00 55.00 33.0 50.00 2. 0.80 HW6.0  COOLING TUBE C6*  WRENCH COOL TUBE C6*
C6 MB50X67 63.00 50.00 67.00 45.0 - 1. 1.10 HW6.0  COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 MB50X120 63.00 50.00 120.00 98.0 54.00 2. 1.90 HW6.0  COOLING TUBE C6* WRENCH COOL TUBE C6*
C6 MB63X77 63.00 63.00 77.00 > = 1, 1.54 HW8.0  COOLING TUBE C6* WRENCH COOL TUBE C6*
C8 MB50X60 80.00 50.00 60.00 30.0 = 1o 1.99 HW6.0  COOLING TUBE C8*  WRENCH COOL TUBE C8*
C8 MB50X120 80.00 50.00 120.00 90.0 54.00 2. 2.80 HW6.0  COOLING TUBE C8* WRENCH COOL TUBE C8*
C8 MB63X70 80.00 63.00 70.00 40.0 = 1. 2.16 HW8.0  COOLING TUBE C8* WRENCH COOL TUBE C8*

2. 4.00 HW80  COOLING TUBE C8* WRENCH COOL TUBE C8*

1.

1.

ITS50RE
LPR

BT-MB LB r
MB Modular Connection ]
System with BT MAS-403 i}
FORM AD/ADB Taper Shanks Ht—-— DCONWS BD

I L v

Al @Cutting edge position

s oows s e w  ow B

BT30 MB32 30 32.00 10.6 32.00 - M12 0.38 HW 4.0
BT30 MB50 30 50.00 38.6 60.00 = M12 0.70 HW 6.0
BT40 MB40 40 40.00 18.0 45.00 - M16 0.99 HW 5.0
BT40 MB40X120 ADB 40 40.00 93.0 120.00 44.50 M16 1.78 HW 5.0
BT40 MB50 40 50.00 21.0 48.00 = M16 1.00 HW 6.0
BT40 MB50X120 ADB 40 50.00 93.0 120.00 = M16 2.08 HW 6.0
BT40 MB63 40 63.00 39.0 66.00 = M16 1.34 HW 8.0
BT45 MB50 45 50.00 29.0 62.00 - M20 2.32 HW 6.0
BT45 MB63 45 63.00 37.0 70.00 - M20 2.48 HW 8.0
BT45 MB80 45 80.00 37.0 70.00 = M20 2.63 HW 8.0
BT50 MB50 50 50.00 28.0 66.00 = M24 3.78 HW 6.0
BT50 MB50X120 ADB 50 50.00 82.0 120.00 60.00 M24 4.64 HW 6.0
BT50 MB63 50 63.00 37.0 75.00 = M24 3.98 HW 8.0
BT50 MB63X150 ADB 50 63.00 112.0 150.00 70.00 M24 5.85 HW 8.0
BT50 MB80 50 80.00 37.0 75.00 = M24 4.24 HW 8.0
BT50 MB80X180 ADB 50 80.00 142.0 180.00 - M24 8.19 HW 10.0
BT50 MB110X140 50 110.00 102.0 140.00 - M24 6.80 HW 10.0
BT60 MB110X110 60 110.00 63.0 110.00 = M30 11.50 HW 10.0
BT60 MB110X200 60 110.00 1562.0 200.00 = M30 18.10 HW 10.0

e Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

Member IMC Group
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ITS50RE

BT-FC-MB

MB Modular Boring System
with BT MAS-403 Face Contact
ADB Tapered Shanks

LI
o
O
M
N
=

BT30 FC MB50 30 50.00 60.00 ° 32.0 1.
BT40 FC MB50 40 50.00 48.00 ° 21.0 1. 0.90 HW 6.0
BT40 FC MB50X120 ADB 40 50.00 120.00 ° 93.0 2. 1.90 HW 5.0
BT40 FC MB63 40 63.00 66.00 ° ° 1. 1.20 HW 8.0
BT50 FC MB50 50 50.00 66.00 ° 28.0 1. 3.30 HW 6.0
BT50 FC MB50X120 ADB 50 50.00 120.00 60.00 82.0 2. 4.20 HW 6.0
BT50 FC MB63 50 63.00 75.00 - 37.0 1. 3.70 HW 8.0
BT50 FC MB63X150 ADB 50 63.00 150.00 70.00 112.0 2. 5.80 HW 8.0
BT50 FC MB80 50 80.00 75.00 ° 37.0 1. 4.00 HW 8.0
BT50 FC MB80X180 ADB 50 80.00 180.00 ° 142.0 2. 7.50 HW 8.0
ITS50RE
BTB-MB ,;ﬁ\i
MB Modular Connection 0
System with BT MAS-403 DC(iNWS

Type B Taper Shanks

@Cutting edge position

s scows s T

BTB40 MB50 40 50 21.0 48.00 M16 0.96 HW 6.0
BTB40 MB63 40 63 - 66.00 M16 1.34 HW 8.0
BTB50 MB50X66 50 50 28.0 66.00 M24 3.89 HW 6.0
BTB50 MB63X75 50 63 37.0 75.00 M24 4.00 HW 8.0
BTB50 MB80 50 80 37.0 75.00 M24 4.30 HW 8.0
 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
ITSB0nRE o
ISOM-MB o — 4&‘
MB Modular Connection System i“ t
with DIN 2080-A Taper Shanks ‘49' DCONWS
N -
- B |~
< LPR—> @Cutting edge position
" - oo B
ISOM 30-MB50 30 50.00 - 58.00 M12 0.78 HW 6.0
ISOM 40-MB50 40 50.00 36.0 48.00 M16 0.95 HW 6.0
ISOM 40-MB63 40 63.00 - 60.00 M16 1.34 HW 8.0
ISOM 45-MB50 45 50.00 33.0 48.00 M20 1.81 HW 6.0
ISOM 45-MB63 45 63.00 45.0 60.00 M20 1.99 HW 8.0
ISOM 45-MB80 45 80.00 - 66.00 M20 2.37 HW 8.0
ISOM 50-MB50 50 50.00 33.0 48.00 M24 2.82 HW 6.0
ISOM 50-MB63 50 63.00 41.0 56.00 M24 3.04 HW 8.0
ISOM 50-MB80 50 80.00 45.0 60.00 M24 3.60 HW 8.0

o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITSBoRE
ISO-MB

MB Modular Connection System
with ISO 297 Taper Shanks

¥

r DCONWS

@Cutting edge position

. wows 15 o B

1SO 40-MB50 40 50.00 36.0 48.00 UNC 5/8"-11 1.03 HW 6.0
1SO 40-MB63 40 63.00 = 60.00 UNC 5/8"-11 1.36 HW 8.0
1SO 50-MB50 50 50.00 33.0 48.00 UNC 1.0"-8 283 HW 6.0
1SO 50-MB63 50 63.00 41.0 56.00 UNGC 1.0"-8 2.94 HW 8.0
1SO 50-MB80 50 80.00 45.0 60.00 UNC 1.0"-8 3.56 HW 8.0

 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
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ITSB0RE LL]
ST-MB o
MB Modular Connection System T i O
with Straight Cylindrical Shanks DCONMS | | DCONWS M

@Cutting edge position

wcomws  oows  ow o o B 5 [

ST 16-MB16 16.00 16.00 100.00 66.0 1 0.15 1. HW 2.5
ST 20-MB20 20.00 20.00 125.00 85.0 1 0.27 1. HW 3.0
ST 25-MB32 25.00 32.00 100.00 35.0 0 0.41 2. HW 4.0
ST 32-MB50 32.00 50.00 140.00 60.0 0 0.42 2. HW 6.0
* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
() Maximum overhang.
ST-MB Straight Carbide Shank with MB Connection Assembly Options
ST16-32 MB16-MB32 Diameter Range: 18-50 mm
Rear Connection HSK ‘ Hydraulic Chuck HSK Rear Connection
HSK
DIN HoK
BT BT
CAMFIX @) @) CAMFIX

MAXIN Power Chuck

ER Collet Chuck

- = = =

\
Straight Carbide Shank

ST 16-32

BHF MB 16-32

Rough Boring Head

BHR-MB 16-32
18-50 Dia. Range

CC-MB-ER

IHRF 16-32
IHFF 25-32

|
=

@)

BHF-MB
Fine Boring Heads
18-50 Dia. Range

ER Collet Chuck

IHSR 18-50 7
IHCR 28-50

IHPR 36-50 , m{ \

Member IMC Grou
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NN ITS50RE
m ST-MB-E e LF(assembly) - K
O MB Modular Connection System ; Y =
with Cylindrical Carbide Shanks DCONMS | s y | cm
M { N AT
CIL) ot ~ |DCONWS

ocowss_ oconws on y .. B

ST 16-MB16X110E 16.00 16.00 110.00 144.00 100.0 0.28 HW 2.5
ST 16-MB16X140E 16.00 16.00 140.00 174.00 125.0 0.17 HW 2.5
ST 16-MB16X170E 16.00 16.00 170.00 204.00 160.0 0.42 HW 2.5
ST 20-MB20X135E 20.00 20.00 1356.00 175.00 125.0 0.40 HW 3.0
ST 20-MB20X170E 20.00 20.00 170.00 210.00 160.0 0.69 HW 3.0
ST 20-MB20X210E 20.00 20.00 210.00 250.00 200.0 0.40 HW 3.0
ST 25-MB25X160E 25.00 25.00 160.00 210.00 160.0 0.40 HW 3.0
ST 25-MB25X205E 25.00 25.00 205.00 255.00 200.0 1.28 HW 3.0
ST 25-MB25X255E 25.00 25.00 255.00 305.00 250.0 1:55 HW 3.0
ST 32-MB32X195E 32.00 32.00 195.00 258.00 200.0 1.96 HW 4.0
ST 32-MB32X250E 32.00 32.00 250.00 313.00 250.0 2.50 HW 4.0
ST 32-MB32X315E 32.00 32.00 315.00 378.00 320.0 3.30 HW 4.0
 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITS50nRE
R8-MB

MB Modular Connection System
with R-8 Bridgeport Shanks

- DCONWS

;

@Cutting edge position

s EE Y B

R8 MB50 R8 50.00 50.00 UNF 7/16-20 0.84 HW 6.0

 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITS50nRE

o
MTT-MB ‘

Morse Taper Shanks

MB Modular Connection r T
System with DIN 228/B 1806 e %,,7,57,,, ffffff | bconws

e 1PR—]

@Cutting edge position

Q

MTS 63.00 65.00 2.16 HW 8.0

o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITS50nRE

MTD-MB

MB Modular Connection
System with DIN 228/A 220
Morse Taper Shanks

F

@Cutting edge position

m wme B

MTD 4-MB50 MT4 50.00 63.00 M16 0.93 HW 6.0
MTD 4-MB50 SIP MT4 50.00 63.00 M14 0.98 HW 6.0

 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ISCAR




ITSBGRE THID LSCMS ‘ LF e LIJ
DIN2079-MB — o
MB Modular Connection T T dd— T O
System with DIN 2079 Spindle BD_2 DCONMS IOk DcONWS BD M
Connecting Interface l T

. LB E

DCONWS  LF  LSCMS LB BD BD2 DCONMS DBC  THID & /

DIN2079 MB50 40 50 35.00 10.00 21.0 90.00 110.00 88.89 66.70 M12 1.96 HW 6.0

DIN2079 MB63 40 63 47.00 10.00 31.0 90.00 110.00 88.89 66.70 M12 2.06 HW 8.0

DIN2079 MB63 50 63 45.00 12.00 31.0 1356.00 150.00 128.57 101.60 M16 4.60 HW 8.0

DIN2079 MB80 50 80 50.00 12.00 36.0 1356.00 150.00 128.57 101.60 M16 5.00 HW 8.0
e Standard connection plate that can be assembled easily on most CNC spindle machines with a DIN2079 interface. This connection plate enables the use of ITS BORE
components with the MB connection by using any standard adapter with four screws. It is affixed directly on the machine spindle.

Accessories

MB-BL-RING
Interchangeable Balancing Rings
for MB Modular Boring Heads

. =

MB 32 BL-RING MB32 42,00 31.00 14.00 0.07
MB 40 BL-RING MB40 50.00 39.00 15.00 0.07
MB 50 BL-RING MBS0 63.50 49.00 16.00 0.14
MB 63 BL-RING MB63 80.00 62.00 18.00 0.12

The balancing rings enable a high degree of balance. This is achieved by setting the two counterweights to balance the toolholder on which it is mounted.
The result is @ more economical and accurate mounting technique.
The use of the balancing rings provides the following advantages:

* Improved accuracy and surface finish

* Considerable extension of tool life

* Considerable extension of spindle bearing life

 Drastic reduction of vibrations and noise

The purpose of balancing a toolholder is to improve the distribution of the masses of the different elements in order to produce centrifugal forces within a
prescribed limit, when spinning at a given spindle speed (RPM). The balancing operation for a toolholder has the aim of bringing the original unbalance within the
maximum admissible level “G” prescribed by the ISO 1940/1 standards.

ITS50RE

EX-MB

Extensions for the MB Modular
Connection System

&

EX 14X25-MB14 14.00 25.00 14.00 0.04
EX 16X25-MB16 16.00 25.00 16.00 0.06
EX 20X32-MB20 20.00 32.00 20.00 0.09
EX 25X25-MB25 25.00 25.00 25.00 0.10
EX 25X40-MB25 25.00 40.00 25.00 0.16
EX 32X32-MB32 32.00 32.00 32.00 0.20
EX 32X50-MB32 32.00 50.00 32.00 0.31
EX 40X40-MB40 40.00 40.00 40.00 0.39
EX 40X63-MB40 40.00 63.00 40.00 0.61
EX 50X50-MB50 50.00 50.00 50.00 0.70
EX 50X80-MB50 50.00 80.00 50.00 1.21
EX 50X100-MB50 50.00 100.00 50.00 1.53
EX 63X63-MB63 63.00 63.00 63.00 1.49
EX 63X100-MB63 63.00 100.00 63.00 2.39
EX 63X125-MB63 63.00 125.00 63.00 2.99
EX 80X80-MB80 80.00 80.00 80.00 3.10
EX 80X125-MB80 80.00 125.00 80.00 4.50
EX 80X160-MB80 80.00 160.00 80.00 6.25
EX 110X140-MB110 110.00 140.00 110.00 10.45
EX 110X200-MB110 110.00 200.00 110.00 14.30
 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

Member IMC Group
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Reducers for the MB Modular
Connection System

DCONMS- - DCoNws

LI
o
O
M
N
=

scows scows s &

RE MB16-MB14X24 16.00 14.00 25.00 19.5 0.04
RE MB20-MB14X19 20.00 14.00 20.00 14.5 0.03
RE MB20-MB16X20 20.00 16.00 20.00 16.0 0.05
RE MB25-MB14X19 25.00 14.00 20.00 13.5 0.06
RE MB25-MB16X20 25.00 16.00 20.00 15.0 0.08
RE MB25-MB20X25 25.00 20.00 25.00 20.0 0.09
RE MB32-MB14X25 32.00 14.00 25.00 17.5 0.08
RE MB32-MB16X24 32.00 16.00 24.00 18.0 0.13
RE MB32-MB20X25 32.00 20.00 25.00 20.0 0.14
RE MB32-MB25X28 32.00 25.00 28.00 23.0 0.16
RE MB40-MB14X23 40.00 14.00 25.00 16.5 0.23
RE MB40-MB16X24 40.00 16.00 24.00 17.0 0.22
RE MB40-MB20X26 40.00 20.00 26.00 20.0 0.23
RE MB40-MB25X28 40.00 25.00 28.00 22.0 0.26
RE MB40-MB32X32 40.00 32.00 32.00 27.0 0.29
RE MB50-MB14X23 50.00 14.00 25.00 14.5 0.40
RE MB50-MB14X39 50.00 14.00 39.00 30.5 0.42
RE MB50-MB16X24 50.00 16.00 24.00 15.0 0.39
RE MB50-MB16X40 50.00 16.00 40.00 31.0 0.41
RE MB50-MB16X74 50.00 16.00 74.00 65.0 047
RE MB50-MB20X26 50.00 20.00 26.00 18.0 0.40
RE MB50-MB20X70 50.00 20.00 70.00 62.0 0.50
RE MB50-MB20X93 50.00 20.00 93.00 85.0 0.56
RE MB50-MB25X117 50.00 25.00 117.00 110.0 0.68
RE MB50-MB25X28 50.00 25.00 28.00 21.0 0.42
RE MB50-MB25X87 50.00 25.00 87.00 80.0 0.64
RE MB50-MB32X144 50.00 32.00 144.00 137.0 1.09
RE MB50-MB32X32 50.00 32.00 32.00 25.0 0.46
RE MB50-MB32X87 50.00 32.00 87.00 80.0 0.71
RE MB50-MB40X176 50.00 40.00 176.00 170.0 1.87
RE MB50-MB40X36 50.00 40.00 36.00 30.0 0.51
RE MB50-MB40X87 50.00 40.00 87.00 80.0 097
RE MB63-MB50X40 63.00 50.00 40.00 34.0 097
RE MB80-MB50X45 80.00 50.00 45.00 36.0 1.36
RE MB80-MB63X60 80.00 63.00 60.00 52.0 177
RE MB110-MB80X70 110.00 80.00 70.00 52.0 6.00

o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITS50RE

RE MB-AVI 5 ﬁ

MB Modular System Vibration ooonwss - T ocdws B*D

Damping Reducers L ]

LPR

s s mom b . - B
RE MB50-MB16X74-AVI MB16 50.00 16.00 74.00 17.50 65.0 0.51
RE MB50-MB20X93-AVI MB20 50.00 20.00 93.00 21.50 85.0 0.65
RE MB50-MB25X117-AVI MB25 50.00 25.00 117.00 27.00 110.0 0.92
RE MB50-MB32X144-AVI MB32 50.00 32,00 144,00 35.00 138.0 147
RE MB50-MB40X176-AVI MB40 50.00 40.00 176.00 47.00 170.0 2.66
RE MB63-MB50X220-AVI MBS50 63.00 50.00 220,00 60.00 2140 5.00
RE MB80-MB63X280-AVI MB63 80.00 63.00 280.00 77.00 272.0 10.40

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

28 ISCAR
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5 - LB e
CHS MB-R — oy ] AE'
Coolant Supply Collar
with a Stopper for the MB
Modular Boring System

]

1 L 4
DCONMS {—-—H--#={{+— DCONWS BD

ety i

DCONMS R DCONWS BD LB LPR LS RPMX(" cpa &
50.00 65 50.00 80.00 285 72.00 43.00 7000 10 3.06

CHS MB50-R80 50.00 80 50.00 80.00 28.5 72.00 43.00 7000 10 3.30
63.00 80 63.00 100.00 37.0 88.00 51.00 5600 10 5.16
* Use with stop block e Important: coolant flow must be started prior to rotating the spindle to avoid damage of the O-rings e Verify that the weight of the entire tool
assembly does not exceed the machine spindle's carrying capability.

) Maximum RPM
(2 Coolant pressure (Bar)

LI
s
)
M
N
=

ITS50RE e, )
CHR MB | 15 ,ﬂ
Coolant Supply Collar for the f & T
MB Modular Boring System DCONMS E +DCONWS BD

=\ '

DCONMS DCONWS BD LB LPR RPMX®) CcP® ﬁ

CHR MB63 63.00 63.00 115.00 35.0 63.00 3500 10 3.29

* Important: coolant flow must be started prior to rotating the spindle to avoid damage of the O-rings e Verify that the weight of the entire tool assembly does not exceed the
machine spindle's carrying capability.

) Maximum RPM

(2 Coolant pressure (Bar)

Ly _v_ 7 _J

ITSE50RE o @

EMH MB Lo Al:giRGAWhistle notch ’r

Weldon and Whistle Notch || 7[> EMH 1835-E

Side-Lock Holders with } 5 |

the MB Modular Boring DCONMS m: R DCOL\'WS Bf

Connection System LL B~: -

EMH 1835-B

DCONMS DCONWS BD LB LPR Ls ADJRGA Fig. &
EMH MB50-6 50.00 6.00 25.00 325 44.00 7.00 2.0 1. 0.51
EMH MB50-8 50.00 8.00 28.00 33.0 44.00 7.00 2.0 1. 0.54
EMH MB50-10 50.00 10.00 35.00 420 52.00 11.00 3.0 1. 0.68
EMH MB50-12 50.00 12.00 42.00 48.0 57.00 11.00 3.0 1. 0.85
EMH MB50-14 50.00 14.00 42.00 48.0 57.00 11.00 3.0 1. 0.84
EMH MB50-16 50.00 16.00 48.00 61.0 67.00 17.00 4.0 1. 1.12
EMH MB50-20 50.00 20.00 51.00 - 67.00 16.00 4.0 1. 1.08
EMH MB50-25 50.00 25.00 63.00 = 80.00 22.00 4.0 2. 1.21
EMH MB63-16 63.00 16.00 48.00 53.0 64.00 14.00 4.0 1. 1.45
EMH MB63-20 63.00 20.00 52.00 56.0 66.00 14.00 4.0 1. 1.56
EMH MB63-25 63.00 25.00 64.00 - 74.00 16.00 4.0 2, 2.11
EMH MB63-32 63.00 32.00 72.00 = 76.00 14.00 4.0 2. 2.42
EMH MB80-40 80.00 40.00 80.00 = 83.00 12.00 4.0 2. 3.21

 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

Member IMC Group
o=
L 4 11 ]
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CC MB-ER
DIN 6499 ER Collet Chuck

with the MB Modular Boring
Connection System

(A

gD  DCONNWS

DCONXWS
Y

Csl

LI
o
O
M
N
=

DCONMS ~ CSI DCONNWS® DCONXWS® BD LPR L  ADJRGA & @ /
2.0

CC MB16 ER11M 16.00 ER11 0.5 7.0 16.00 25.00 2.50 0.05  NUTER11 MINI  WRENCH ER11 MINI*
CC MB20 ER16M 20.00 ER16 0.5 10.0 22.00 32.00 1.00 2.0 0.05  NUTER16 MINI  WRENCH ER16 MINI*
CC MB25 ER20M 25.00 ER20 1.0 13.0 28.00 40.00 2.50 2.0 014 NUT ER20 MINI WRENCH ER20 MINI
CC MB32 ER25M 32.00 ER25 1.0 16.0 35.00 42,00 1.50 2.0 023  NUTER25 MINI WRENCH ER25 MINI
CC MB40 ER25 40.00 ER25 1.0 16.0 42.00 45.00 5.00 2.0 0.45  NUT ER25 TOP WRENCH ER25*
CC MB50 ER25 50.00 ER25 1.0 16.0 42.00 48.00 7.00 2.0 0.67  NUT ER25 TOP WRENCH ER25*
CC MB50 ER32 50.00 ER32 2.0 20.0 50.00 55.00 7.00 2.0 079  NUTER32 TOP WRENCH ER32*
CC MB63 ER32 63.00 ER32 2.0 20.0 50.00 59.00 12.00 2.0 1.35  NUT ER32 TOP WRENCH ER32*
CC MB63 ER40 63.00 ER40 3.0 26.0 63.00 64.00 12.00 2.0 1.66  NUT ER40 TOP WRENCH ER40*

 For ER collets, see ISCAR Tooling Systems Catalog.
) Minimum diameter

@) Maximum diameter

*  Optional, should be ordered separately

(IR
i
& |
L H
T 7Y NUT
ITS50RE
DC MB =
DIN238 DC Drill Chuck T
Arbor with the MB Modular DCONMS
Connection System l

(@]

DC MB50 B16 50.00 B16 10.00 0.40
DC MB63 B16 63.00 B16 13.50 0.41

o Without drill chuck.

S ISCAR
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SMH MB

Shell Mill Holders with
the MB Modular Boring
Connection System

y
DCONWS BD
¥

[

DBC THID LF LSCWS Fig.
SMH MB40-16 40.00 16.00 32.00 15.00 17.00 1 0.32
SMH MB40-22 40.00 22.00 40.00 13.00 19.00 1 0.38
SMH MB50-16 50.00 16.00 32.00 15.00 17.00 1 0.48
SMH MB50-22 50.00 22.00 40,00 15.00 19.00 1 0.55
SMH MB50-27 50.00 27.00 50.00 15.00 21.00 1 0.66
SMH MB50-32 50.00 32.00 60.00 15.00 24.00 1 0.79
SMH MB63-22 63.00 22.00 60.00 15.00 19.00 1, 1.01
SMH MB63-27 63.00 27.00 60.00 15.00 21.00 1. 1.09
SMH MB63-32 63.00 32.00 70.00 15.00 24.00 1 1.24
SMH MB80-32 80.00 32.00 88.00 - - 24.00 24,00 1 2.09
SMH MB80-40 80.00 40,00 88.00 66.70 Mi2 24.00 27.00 2 2.25
SMH MB80-50 80.00 50.00 90.00 - - 24,00 30.00 2 258
SMH MB80-60 (1) 80.00 60.00 128.50 101.60 M16 31.50 40.00 2. 419
SMH MB110-60 (1) 110.00 60.00 128.50 101.60 M16 36.00 40.00 2. 7.64

¢ \WWhen mounting slitting cutters, remove the drive dogs and use spacer rings.

carrying capability.

() Shell locking screw not supplied

Spare Parts

e Verify that the weight of the entire tool assembly does not exceed the machine spindle's

=N

@ (3

f (4)

Designation

SMH MB40-16 M 8 CLAMP SCREW SEM 16 BH DOG DRIVE SMH 16 KEY SMH 16 M3X8 SMH KEY SCREW
SMH MB40-22 M 10 CLAMP SCREW SEM 22 BH DOG DRIVE SMH 22 KEY SMH 22 M4X10SMH KEY SCREW
SMH MB50-16 M 8 CLAMP SCREW SEM 16 BH DOG DRIVE SMH 16 KEY SMH 16 M3X8 SMH KEY SCREW
SMH MB50-22 M 10 CLAMP SCREW SEM 22 BH DOG DRIVE SMH 22 KEY SMH 22 M4X10SMH KEY SCREW
SMH MB50-27 M 12 CLAMP SCREW SEM 27 BH DOG DRIVE SMH 27 KEY SMH 27 M5X12SMH KEY SCREW
SMH MB50-32 M 16 CLAMP SCREW SEM 32 BH DOG DRIVE SMH 32 KEY SMH 32 M6X16SMH KEY SCREW
SMH MB63-27 M 12 CLAMP SCREW SEM 27 BH DOG DRIVE SMH 27 KEY SMH 27 M5&X12SMH KEY SCREW
SMH MB63-32 M 16 CLAMP SCREW SEM 32 BH DOG DRIVE SMH 32 KEY SMH 32 M6X16SMH KEY SCREW
SMH MB80-32 M 16 CLAMP SCREW SEM 32 BH DOG DRIVE SMH 32 KEY SMH 32 M6X16SMH KEY SCREW
SMH MB80-40 M 20 CLAMP SCREW SEM 40 BH DOG DRIVE SMH 40 KEY SMH 40 M6X18SMH KEY SCREW

Spare Parts

&

Designation

SMH MB40-16 BH MB40 COUPLING SET
SMH MB40-22 BH MB40 COUPLING SET
SMH MB50-16 BH MB50 COUPLING SET
SMH MB50-22 BH MB50 COUPLING SET
SMH MB50-27 BH MB50 COUPLING SET M5
SMH MB50-32 BH MB50 COUPLING SET
SMH MB63-27 BH MB63/80 COUPLING SET
SMH MB63-32 BH MB63/80 COUPLING SET
SMH MB80-32 BH MB63/80 COUPLING SET
SMH MB80-40 BH MB63/80 COUPLING SET

ITS BORE
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A8 stuB mB 1 e =t 4&‘
(@ STUB 60 Holder with an 85 Deonms Mk =T =
m MB80 Connection for Disk QIRIEEIE S PN ] THSAVS DOONWS Ds
Type Milling Cutters \ D—
CIQ -+ trelisowsle
_— .
STUB MB80-60 80.00 60.00 84.00 31.50 40.00 M30 84.00 3.60

* \When mounting slitting cutters, use spacer rings. e Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITS50nRE
LPR
TP MB-M | Flo,, ¢ <FIf
Tapping Chucks with the MB
Modular Connection System DCONMS DCONWS BD Flo ¢.: » FIf
ﬂ[i I
1 LB—=
DCONMS Tap min Tap max LB LPR BD DCONWS FIf Flb @
TP MB50-M 3-12 50.00 M1 M14 65.0 76.00 36.00 19.00 75 75 0.78
TP MB50-M 8-20 50.00 M4.5 M20 - 106.00 53.00 31.00 12.5 125 1.60
TP MB63-M 3-12 63.00 M1 M14 57.2 70.00 36.00 19.00 75 75 114
TP MB63-M 8-20 63.00 M4.5 M20 93.0 104.00 53.00 31.00 12.5 12.5 1.88
 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
ITS50RE ~ lsows., R
TCS-DIN |
Quick Change Tap T e 74 iR
Collets for Solid Taps BN i 4 @‘NWS

B '
s| LSCWS

DCONWS!  §@ $® So BD  DCONMS  LPR LSCMS  LSCWS =

TCS #1 DIN 4-3 4.00 3.00 M4 = 30.00 19.00 7.0 21.50 17.0 0.48
TCS #1 DIN 3.5-2.7 3.50 2.70 M3 M4.5, M5 30.00 19.00 7.0 21.50 17.0 0.01
TCS #1 DIN 4.5-3.4 4.50 3.40 M3.5 M6 30.00 19.00 7.0 21.50 17.0 0.08
TCS #1 DIN 6-4.9 6.00 4.90 M4.5, M6 M8 30.00 19.00 7.0 21.50 17.0 0.08
TCS #1 DIN 8-6.2 8.00 6.20 M8 = 30.00 19.00 7.0 21.50 17.0 0.10
TCS #1 DIN 9-7 9.00 7.00 = M12 30.00 19.00 7.0 21.50 17.0 0.08
TCS #1 DIN 10-8 10.00 8.00 M10 - 30.00 19.00 7.0 21.50 17.0 0.10
TCS #1 DIN 11-9 11.00 9.00 M14 M14 30.00 19.00 7.0 21.50 17.0 0.48
TCS #2 DIN 8X6.2 8.00 6.20 M8 = 48.00 31.00 1.0 35.00 30.0 0.28
TCS #2 DIN 9X 7 9.00 7.00 - M12 48.00 31.00 17.0 35.00 30.0 0.28
TCS #2 DIN 10X 8 10.00 8.00 M10 = 48.00 31.00 17.0 35.00 30.0 0.28
TCS #2 DIN 11X 9 11.00 9.00 = M14 48.00 31.00 17.0 35.00 30.0 0.48
TCS #2 DIN 12X 9 12.00 9.00 = M16 48.00 31.00 17.0 35.00 30.0 0.27
TCS #2 DIN 14X11 14.00 11.00 = M18 48.00 31.00 17.0 35.00 30.0 0.25
TCS #2 DIN 16X12 16.00 12.00 = M20 48.00 31.00 17.0 356.00 30.0 0.24

™) According to tap shank size.

(@ Square size.

@) Tap size according to DIN371

) Tap size according to DIN376/374

ISCAR




ITS50RE LL
- LSCMS = LPR

TCC-DIN ] \ s

Quick Change Tap Collets ‘ O

with a Safety Clutch DCONMS i M

1] a C|£
DCONWS® s i@ Sol4 BD DCONMS LPR LSCMS LSCWS &
TCC #1 DIN 2.8-2.1 2.80 210 M2, M2.5 M4 32.00 19.00 25.0 21.50 17.0 017
TCC #1 DIN 4-3 4.00 3.00 M3.5 - 32.00 19.00 25.0 21.50 17.0 0.34
TCC #1 DIN 4.5-3.4 4.50 3.40 M4 M6 32.00 19.00 25.0 21.50 17.0 0.17
TCC #1 DIN 6-4.9 6.00 4.90 M4.5, M6 M8 32.00 19.00 25.0 21.50 17.0 017
TCC #1 DIN 7-5.5 7.00 5.50 M7 M10 32.00 19.00 25.0 21.50 17.0 017
TCC #1 DIN 8-6.2 8.00 6.20 M8 - 32.00 19.00 25.0 21.50 17.0 0.16
TCC #1 DIN 9-7 9.00 7.00 - M12 32.00 19.00 25.0 21.50 17.0 017
TCC #1 DIN 10-8 10.00 8.00 M10 - 32.00 19.00 25.0 21.50 17.0 0.16
TCC #1 DIN 11-9 11.00 9.00 M10 M14 32.00 19.00 25.0 21.50 17.0 0.15
TCC #2 DIN 6X4.9 6.00 4.90 M4.5, M6 M8 50.00 31.00 34.0 35.00 30.0 0.53
TCC #2 DIN 7X5.5 7.00 5.50 M7 M10 50.00 31.00 34.0 35.00 30.0 0.54
TCC #2 DIN 8X6.2 8.00 6.20 M8 - 50.00 31.00 34.0 35.00 30.0 0.53
TCC #2 DIN 9X7 9.00 7.00 M7 M12 50.00 31.00 34.0 35.00 30.0 0.53
TCC #2 DIN 10X8 10.00 8.00 M10 - 50.00 31.00 34.0 35.00 30.0 0.53
TCC #2 DIN 11X9 11.00 9.00 - M14 50.00 31.00 34.0 35.00 30.0 0.53
TCC #2 DIN 12X9 12.00 9.00 - M16 50.00 31.00 34.0 35.00 30.0 0.52
TCC #2 DIN 14X11 14.00 11.00 - M18 50.00 31.00 34.0 35.00 30.0 0.51
TCC #2 DIN 16X12 16.00 12.00 - M20 50.00 31.00 34.0 35.00 30.0 0.50

() According to tap shank size.

@) Square size.

@) Tap size according to DIN371

4 Tap size according to DIN376/374

ITS50RE
AMT MB-MT
MB Modular Connection

System with Morse Taper
Tang DIN 228 A/B

T

=18 _[THID pcONMS
1

DIN 228A DIN 228B
DCONMS Tt d BD THID LB LPR 5]
AMT MB50-MT1 50 MT1 12.07 20.00 M6 68.0 80.00 0.52
AMT MB50-MT2 50 MT2 17.78 30.00 M10 86.0 100.00 0.78
AMT MB50-MT3 50 MT3 23.82 36.00 M12 110.0 120.00 1.02
AMT MB63-MT3 63 MT3 23.82 36.00 M12 108.0 120.00 1.40
AMT MB63-MT4 63 MT4 31.26 48.00 M16 133.0 150.00 2.20

 Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

AMT il
Screw for Shanks — Morse
Taper Tang AMT

Spare Parts

1
AMT MB50-MT2 AMT MT2-SCREW
AMT MB50-MT3 AMT MT3-SCREW
AMT MB63-MT3 AMT MT3-SCREW
AMT MB63-MT4 AMT MT4-SCREW

Member IMC Group
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ITSBGRE
BLANK MB

Blanks with MB Modular
Connection System

—]

l
DCOlNMS K

|

22-25 HRc

55-60 HRc
ocoms . o L)
BLANK MB50-63X160 50.00 63.00 160.00 4.44
BLANK MB63-80X200 63.00 80.00 200.00 8.77
BLANK MB80-100X250 80.00 10000 250.00 16.62
BLANK MB110-130X250 11000 13000 25000 18.00

® Material: 39NiCrMo3

ITS50RE

Rough Boring Options

Q@

| B oz | v
A 0 A A1
VA | 2L i :,IJ i "r
IHSR | LIHSR ;
IHCR IHSR

~

fe—— O —»

PLT |

IHSR

Roughing with
High Feed

Fig. a

Roughing with
High Cutting Depth

Fig. b

Light Roughing or
Semi-Finishing Applications

Fig. ¢

. Radial setting of the cutting edges should be

carried out with tool presetting equipment.

. Boring bars fitted with two insert pockets are for

roughing operations involving heavy chip removal.

The double-insert boring bars include:

- Two IHSR insert holders on the same plane with
the two cutting edges set at identical radial distance
for high feed rate roughing operations (Fig. a).

- An IHCR insert holder and an IHSR insert holder not on the
same plane with the two cutting edges set at different radial
distances for high-depth roughing operations (Fig. b).

. Boring bars fitted with a single insert holder are for roughing

and finishing operations involving normal chip removal.
The serrated surface protection plate PLT
should always be used (Fig. c).

Rough Boring Head Diameter Range

10 20 30 40

BHR MB16-16x34 18-22

50 60

70 80 90 100 110 120 13

200 300 400 500 600 700 800 900 1000 1100 1200

Assembly
Reference

Page

BHR MB20-20x40

22-28

28-38

BHR MB25-25x50
BHR MB32-32x63

35.5-50

BHR MB40-40x80

50-68

843

BHR MB50-50x100

68-90

BHR MB50-63x80

90-120

BHR MB63-63x125

90-120

BHR MB80-80x140

120-

200

TCH AL200

200-602

TCH AL300

300-702

TCH AL400

400-802

TCH AL 500

500-

902 847

TCH AL 600

600-1002

TCH AL 700

700-1102

TCH AL 800

800-1202

ISCAR
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BHR MB

Rough Boring Heads for
Diameter Range 18-200 mm

f=LF (assembl

y)
F

L1

Designation

BHR MB16-16X34
BHR MB20-20X40
BHR MB25-25X50
BHR MB32-32X63
BHR MB40-40X80
BHR MB50-50X100
BHR MB50-63X80
BHR MB63-63X125

BHR MB80-80X140

() Cutting diameter minimum
(2 Cutting diameter maximum

Spare Parts

BHR MB16-16X34
BHR MB20-20X40
BHR MB25-25X50
BHR MB32-32X63
BHR MB40-40X80

BHR MB50-63X80
BHR MB63-63X125

]
{il!!li".l W il BD DCONMS{i—
G
IHBR| IHSRBW
o] D
Q.
DCONMS BD LF DCN® DCX®@ L1 H )
16 16.00 34.00 18.0 22.0 - [H...18-22 0.06
20 20.00 40.50 22.0 28.0 = H...22-28 0.11
25 25.00 50.00 28.0 38.0 - [H...28-38 0.18
32 32.00 63.00 35.5 50.0 - H...36-50 0.36
40 40.00 80.00 50.0 68.0 = [H...50-68 0.70
50 55.00 100.00 68.0 90.0 50.0 |H...68-90 1.49
50 72.00 80.00 90.0 120.0 60.0 IH...90-120 1.50
63 72.00 125.00 90.0 120.0 63.0 IH...90-120 3.09
80 95.00 140.00 120.0 200.0 75.0 IH...120-800 5.38
o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
& & s ol

BH NUT BHR MB16 PLT 16* SR M3X14 DIN912 SR M3X8 DIN913

BH NUT BHR MB20 PLT 20* SR M4X15DIN912 BH M3X5UNI5923

BH NUT BHR MB25 PLT 25* SR M4X20 DIN912 SR M3X8 DIN913

BH NUT BHR MB32 PLT 32* SR M5X25DIN912 SR M4X12 DIN913

BH NUT BHR MB40 PLT 40* SR M6X30 DIN912 SR M5X14 DIN913

BH NUT BHR MB50 PLT 50* SR M10X40DIN912 SR M5X12 DIN913

BH NUT BHR MB63 PLT 63 SR M10X40DIN912 SR M6X16 DIN913

BH NUT BHR MB80 PLT 80* SR M12X45DIN912 SR M8X25 DIN913

BHR MB80-80X140

* Optional, should be ordered separately
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BHR MB16-16X34

018 ~ .22

51 Il

E

BHR MB - Additional Information

(M-
iy
s

34

|
MB16

BHR MB20-20X40
022 ~ 28

@20

B

o
o
)
Q

IHSR 18-22

40.5

=

@22-28

—

|
MB20

BHR MB25-25X50
028 ~ 38

BHR MB32-32X63
035.5 ~ 50

@32

MB32

BHR MB40-40X80
050 ~ 68

_ @40

MB40

IHSR 22-28

IHSR 28-38
IHCR 28-38

IHSR 36-50
IHCR 36-50

80

IHSR 50-68
IHCR 50-68

IHSR 20-24 BW

IHSR 23.5-30BW

(@1+26):2
029.5-40

@min:

IHSR 29.5-40BW

& 14
o) g S [
& Ly -
g @8 s
1 Q cy 1 =
IHPR 36-50 §
IHSR 36-50-09
IHCR 36-50-09 IHSR 39-52 BW
63.5
N % o
8 1g .
8 [S]
§ %
£
1S
Q
IHPR 50-
50-68 IHSR 51-70 BW
IHSR 50-68-12
IHCR 50-68-12

920-24

923.5-30

50

3

foo N

IHSR 26-38 CH15

63

IHSR 34.5-49 CH15

80

|
;o

26-38

? Q
IHSR 26-38 CH45
IHSR 26-38 CH30

©34.5-49

IHSR 34.5-49 CH45
IHSR 34.5-49 CH30

@51-70

Y

IHSR 46.5-66 CH15

46.5-66

IHSR 46.5-66 CH45
IHSR 46.5-66 CH30

ISCAR
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BHR MB - Additional Information

LI
o
O
M
n
=

BHR MB50-50X100 805 _ 100
068 ~ 90
N ©
g 2. g = 3
& SHES S8 8
8 I © S
£
Q
ISR 68-90 IHSR 65-88 CH45
IHCR 68-90  IHPR 68-90 IHSR 69-92 BW  IHSR 65-88 CH15 113 a5-88 GH30
BHR MB50-63X80 80 s
090 ~ 120 53
33 ‘ I
© ®
@ N
Bl
N2 g Bl B
Q Q [ S é Q s 5‘
3 & Q
S
Q o
MB50 IHSR 90-120 ! v
IHCR 90-120 IHBR 90-120
IHPR 90-120 IHSR 91-122 BW
BHR MB63-63X125 125 ‘
090 ~ 120 98 ‘ 1005
© © N’ _ ]
N g S E
s © 2 § © S5
Q I Q
£
Q 1
IHSR 90-120 ‘ | 7
IHCR 90-120 IHBR 90-120
IHPR 90-120 IHSR 91-122 BW

BHR MB80-80X140 140 110.5
9120 ~ 200 108 7 o

@95
@80

@120-160
@min=(21+96):2
@95 ‘
(&)
21
a121-162

43 r

| v !
IHSR 120-160 IHBR 120-160
IHCR 120-160 IHPR 120-160 IHSR 121-162 BW

MB80

140

110.5

JA

(D1+96):2

@161-202

©160-200

@min:

=
N
|

IHSR 160-800
IHCR 160-800 IHPR 160-800 IHBR 160-800
IHSR 160-800-19 IHPR 160-800-19 IHSR 161-802 BW

Member IMC Group




BENN ITSSCRE 45 DCX
m CHA @ DCN
O 45° Chamfering Holders I —— 1o
R BD DC(iNMS E -
m o -
I: — OAL =
O
DCN® DCX DCONMS OAL Insert ko] &
CHA 16-45 18.0 28.0 16.00 13.00 DCMT 0702.. 0.06 SR 14-548
CHA 20-45 23.0 320 20.00 15.00 DCMT 0702.. 0.07 SR 14-548
CHA 25-45 28.0 43.0 25.00 18.00 DCMT 0702.. 0.12 SR 14-548
CHA 32-45 35.0 54.0 32.00 22.00 DCMT 0702.. 0.20 SR 14-548
CHA 40-45 46.0 720 40.00 30.00 DCMT 11T3.. 0.53 SR 16-236 P
CHA 50-45 56.0 95.0 50.00 38.00 DCMT 11T3.. 1.13 SR 16-236 P
CHA 63-45 75.0 125.0 63.00 46.00 DCMT 1504.. 245 SR 16-212
CHA 80-45 95.0 165.0 80.00 58.00 DCMT 1504.. 5.20 SR 16-212
* To minimize mismatch use insert radius 0.2 mm e (a) Only one insert can be mounted on either one of the two pockets.
() Cutting diameter minimum
For inserts, see pages: ® DCGT-AS (894) ¢ DCMT-14 (892) ¢ DCMT-PF (893) » DCMT/DCGT (893) ® DCMT/DCGT-SM (892)
( For more inserts with other chip breakers, please refer to the Non-Rotating Catalog )
For holders, see pages: BHR MB (843)
r Yy, |
MiIN} FACE LINE —
IHSR-MIFR T Y j
Trepanning Cartridges Carrying WB \ ‘}
MINCUT Inserts Mounted on the cw E g l U Ao
BHR MB32-32X63 Boring Head S " _DAXX
rL— OAL —»‘ €OAHJ
DAXN® DAXX®@ CWN®© Cwx@ OAL WB OAH Insert & y
IHSR 8-21 MIFR8 8.0 21.0 1.50 2.20 32.00 23.00 17.5 MR 8 SR 14-297 T-8/5
19.0 34.0 2.00 3.00 27.00 22.00 17.8 MLR 10 SR 34-506 T-9/5
() Minimum axial grooving diameter
(2) Maximum axial grooving diameter
@) Minimum cutting width
@) Maximum cutting width
For inserts, see pages: MIFR (846)
For holders, see pages: BHR MB (843)
MIK CUT MIFR 15 MIFR 10 MIFR 8
MiNI FACE LINE CDX *PDY‘»‘
MIFR : D/% t/@j - & %ﬁ«g *tgj
Screw-Clamped Inserts 3 []
for Internal Face Grooving T{DAXX ‘ﬁ INSL—= " |WE J
and Turning %wxﬁ
RE
=<1
Dimensions lslzg?lmir:gen[?;i
fface- | fface-
=3 groove | turn
Designation INSL CW CWTOL®m  RE RETOL®  WF St DAXN®  DAXX4 CDX PDY S (mm/rev) | (mm/rev)
MIFR 8-1.50-0.20 17.70 1.50 0.02 0.20 0.020 2.60 6.5 8.0 115 5.50 11.00 . 0.02-0.10 | 0.02-0.06
MIFR 8-1.60-0.80 17.70 1.60 0.02 0.80 0.020 2.60 6.5 8.0 121 5.50 11.00 ° 0.02-0.10 | 0.02-0.06
MIFR 8-2.00-0.20 17.70 2.00 0.02 0.20 0.020 2.80 6.5 8.0 16.0 5.50 11.00 L] 0.02-0.10 | 0.02-0.06
MIFR 8-2.20-0.20 17.70 2.20 0.02 0.20 0.020 2.90 6.5 8.0 21.0 5.50 11.00 . 0.02-0.10 | 0.02-0.06
MIFR 10-2.00-0.20 25.10 2.00 0.02 0.20 0.020 3.00 76 10.0 9.00 14.80 ° 0.02-0.10 | 0.02-0.06
MIFR 10-2.00-1.00 25.10 2.00 0.02 1.00 0.020 3.00 7.6 10.0 - 9.00 14.80 . 0.02-0.10 | 0.02-0.06
MIFR 10-2.50-0.20 25.10 2.50 0.02 0.20 0.020 3.10 76 10.0 30.0 9.00 14.80 L] 0.02-0.10 | 0.02-0.06
MIFR 10-2.50-1.25 25.10 2.50 0.02 1.25 0.020 3.30 76 10.0 - 9.00 14.80 . 0.02-0.10 | 0.02-0.06
MIFR 10-3.00-0.20 25.10 3.00 0.02 0.20 0.020 3.40 76 10.0 30.0 9.00 14.80 . 0.02-0.10 | 0.02-0.06
MIFR 10-3.00-1.50 25.10 3.00 0.02 1.50 0.020 3.30 7.6 10.0 34.0 9.00 14.80 (] 0.02-0.10 | 0.02-0.06
MIFR 15-2.50-0.20 30.00 2.50 0.02 0.20 0.020 5.55 9.0 15.0 60.0 16.00 19.30 ° 0.03-0.05 | 0.03-0.04
MIFR 15-2.50-1.25 30.00 2.50 0.02 1.25 0.020 5.55 9.0 12.0 47.0 15.00 19.30 . 0.03-0.05 | 0.03-0.04
MIFR 15-3.00-0.20 30.00 3.00 0.02 0.20 0.020 5.85 9.0 15.0 60.0 15.00 19.30 ° 0.03-0.05 | 0.03-0.04
MIFR 15-3.00-1.50 30.00 3.00 0.02 1.50 0.020 5.85 9.0 10.0 - 16.00 19.30 ° 0.03-0.05 | 0.03-0.04
MIFR 15-3.50-0.20 30.00 3.50 0.02 0.20 0.020 6.00 9.0 10.0 15.00 19.30 ° 0.03-0.05 | 0.03-0.04
. Regommended cutting speeds and feelds lcan increased by 20-30% fgr MIFE 8 MIFR 10 MIFR 15
aluminum, and reduced by 20-30% for titanium and Inconel e For cutting speed
recommendations, see pages ﬁ(
() Cutting width tolerance (+/-)
@) Corner radius tolerance (+/-) “
) Minimum axial grooving diameter
4 Maximum axial grooving diameter
For tools, see pages: IHSR-MIFR (846) - v ;
ISCAR
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DYNE > OAW = BH
g =H B=
TCH AL =H T
Aluminum Twin Cutter
Heads for Rough and Fine ¥
Boring Operations, Diameter S% BZBC PO, :Zm DN DO
Range 200-1200 mm % \
o
Designation DCNM DCX@ BD DCONMS DBC SS OAW CXT BH CSP@ k)
TCH AL200 200.0 602.0 194.00 40.00 66.70 80 - 54.00 1 3.20
TCH AL300 300.0 702.0 288.00 40.00 66.70 80 - 54.00 1 3.90
TCH AL400 400.0 802.0 394.00 40.00 66.70 80 - 1/4GAS 61.00 0 6.90
TCH AL500 500.0 902.0 494,00 60.00 101.60 80,110 128.0 1/4GAS 69.00 0 8.70
TCH AL600 600.0 1002.0 594.00 60.00 101.60 80,110 128.0 1/4GAS 71.00 0 8.34
TCH AL700 700.0 1102.0 694.00 60.00 101.60 80,110 128.0 1/4GAS 74.00 0 8.34
TCH AL800 800.0 1202.0 794.00 60.00 101.60 80,110 128.0 80.00 0 15.20

o Aluminum body, with steel serrated seats ® The "O" position on the counterweight balances the BHF boring head for 200 mm boring diameter position. For every 10 mm
change in boring diameter, move the counterweight by 1 measurement mark e Verify that the weight of the entire tool assembly does not exceed the machine spindle's
carrying capability e For spare parts, see pages 875,904

() Cutting diameter minimum
() Cutting diameter maximum
@) Coolant presure

For tools, see pages: IHBR (849) ¢ IHCR (848) ¢ IHPR (849)

IHSR (848) «

IHSR-BW (850)

Large Diameter Double Edge Rough Boring Options

- OAW
| e [‘F

DIN2080-CP
(centering plug)

SMH 40-60
MB80-110-140

ss} Ef

HSK'A 100 FM 60X 7
BT-FM
DING9871-FM

BH LF ;

F)h
s

0

DCN-DCX

TCHH EX100/300 pe-
Extension slides

-y

IHPR 160-800-19

DCX  DMIN BD

]

| I

IHSR 161-802 BW

DCN-DCX (3,4) DMIN

TCHH EX 100/300

DCN-DCX (3,4)

Boring Tools Extension Slides

IH.R 160-800/-19

IH.R 160-800/-19 TCHH EX 100

IH.R 160-800/-19 TCHH EX 300

IHSR 161-802 BW

IHSR 161-802 BW TCHH EX 100

IHSR 161-802 BW TCHH EX 300

IH.R 16

IHR 1 60-800-1 9

IH.R 160-800 TCHH EX 100

IH.R 160-800

IH.R 160-800-19 TCHH EX 100

IH.R 160-800-19 TCHH EX 300

IHSR 161-802 BW

IHSR 161-802 BW TCHH EX 100

mg; 11 gg%%% IHSR 160-800-19 DMIN=(DCN (3,4)+BD+1)/2
IHPR 160-800 L IHBR 160-800
Aluminum Twin Cutter Heads
Dimensions TCH 200 TCH 300 TCH 400 TCH 500 TCH 600 TCH 700 TCH 800
DCN-DCX 200-300 300-400 400-500 500-600 600-700 700-800 800-900
DCN-DCX 300-400 400-500 500-600 600-700 700-800 800-900 900-1000
DCN-DCX 400-600 500-700 600-800 700-900 800-1000 900-1100 1000-1200
DCN-DCX (3,4) 202-302 302-402 402-502 502-602 602-702 702-802 802-902
DCN-DCX (3,4) | 302-402 402-502 502-602 602-702 702-802 802-902 902-1002
DCN-DCX (3,4) 402-602 502-702 602-802 702-902 802-1002 902-1102 1002-1202
LF 86 86 93 101 103 106 112
LF 94 94 101 109 111 114 120
LF 2 116 116 123 131 133 136 142
TCHH EX 300 LF 2 126 126 133 141 143 146 152
LF 2 124 124 131 139 141 144 150
LF 2 134 134 141 149 151 154 160
LF 3 56.5 56.5 63.5 71.5 73.5 76.5 82.5
LF 4 86.5 86.5 93.5 101.5 103.5 106.5 112.5
TCHH EX 300 LF 4 96.5 96.5 103.5 111.5 118.5 116.5 122.5

IHSR 161-802 BW

Member IMC
||
|4 |

Group
v |
[ ]
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s
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N
=




NN ITS50RE

AEN |HSR T

O Rough Boring Tools for Twin WF

Al Cutters with a Radial and Axia k iy

Edge Positioned Inner to the
o 90°
(_IL) Opposite Finishing Tool -
. - an = & b

IHSR 18-22 18.0 220 8.00 15.00 CCMT 0602... SR 14-548 T7/5
IHSR 22-28 22.0 28.0 9.50 19.00 CCMT 0602... SR 14-548 T-7/5
IHSR 28-38 280 380 12,50 23.00 CCMT 0602... SR 14-548 T7/5
IHSR 36-50 355 500 15,00 32.00 COMT 0602... SR 14-548 T7/5
IHSR 36-50-09 35.5 50.0 15.00 32.00 CCMT 09T8... SR 16-236 T-15/5
IHSR 50-68 500 680 19,00 40.00 CCMT 09T8... SR 16-236 T15/5
IHSR 50-68-12 50.0 68.0 19.00 40.00 CCMT 1204... SR 16-212 T-20/5
IHSR 68-90 68.0 900 22,00 54.00 COMT 1204... SR 16-212 T-25/3
IHSR 90-120 900 1200 27.00 70.50 CCMT 1204... SR 16-212 T-25/3
IHSR 120-160 120.0 160.0 32.00 94.50 CCMT 1204... SR 16-212 T-25/3
IHSR 160-800 160.0 800.0 32.00 130.00 CCMT 1204... SR 16-212 T-25/3
IHSR 160-800-19 160.0 800.0 40.00 130.00 CNMG 1906... SR 16-212 T-25/3

 For user guide, see pages 842,907,910-916

() Cutting diameter minimum ) Cutting diameter maximum

For inserts, see pages: CCET-WF (890) * CCGT-AF (892) ¢ CCGT-AS (891) ¢ CCGW/CCMT (CBN) (891) * CCMT (PCD) (891) * CCMT-14 (889) ® CCMT-PF (889)
o CCMT-WG (890) * CCMT/CCGT (890) * CCMT/CCGT-SM (889)

For holders, see pages: BHR MB (843) « TCH AL (847) « TCHH EX (877)

ITS50RE
IHCR }
Boring Toolholders for the MB WF
Modular Boring System RS 1
S
OAL

o oom we Y

IHCR 28-38 28.0 38.0 12.30 23.00 CCMT 0602... SR 14-548 T-7/5
IHCR 36-50 36.5 50.0 14.80 32.00 CCMT 0602... SR 14-548 T-7/5
IHCR 36-50-09 36.0 50.0 14.80 32.00 CCMT 09T8...

IHCR 50-68 50.0 68.0 18.70 40.00 CCMT 09T8... SR 16-236 T-16/5
IHCR 50-68-12 50.0 68.0 18.70 40.00 CCMT 1204... SR 16-212 T-20/5
IHCR 68-90 68.0 90.0 21.70 54.00 CCMT 1204... SR 16-212 T-20/5
IHCR 90-120 90.0 120.0 26.70 70.50 CCMT 1204... SR 16-212 T-20/5
IHCR 120-160 120.0 160.0 31.70 94.50 CCMT 1204... SR 16-212 T-20/5
IHCR 160-800 160.0 800.0 31.70 130.00 CCMT 1204... SR 16-212 T-20/5

e For user guide, see pages 842,907,910-916

() Cutting diameter minimum (@ Cutting diameter maximum

For inserts, see pages: CCET-WF (890) « CCGT-AF (892) ¢ CCGT-AS (891) « CCGW/CCMT (CBN) (891) ® CCMT (PCD) (891) « CCMT-14 (889) ¢ CCMT-PF (889)
o CCMT-WG (890) ® CCMT/CCGT (890) ® CCMT/CCGT-SM (889)

For holders, see pages: BHR MB (843) ® TCH AL (847) « TCHH EX (877)

ISCAR




ITSB0RE LL
IHPR — oC
75° Rough Boring Toolholders @ WE O
-~ m
b %
<7OAL—\: |_
o oo w o e &
IHPR 36-50 3565 50.0 156.00 32.00 SCMT 09T3... SR 16-236 T-15/5
IHPR 50-68 50.0 68.0 19.00 40.00 SCMT 09T3... SR 16-236 T-15/5
IHPR 68-90 68.0 90.0 22.00 53.90 SCMT 1204... SR 16-212 T-20/5
IHPR 90-120 90.0 120.0 27.00 70.50 SCMT 1204... SR 16-212 T-20/5
IHPR 120-160 120.0 160.0 32.00 94.50 SCMT 1204... SR 16-212 T-20/5
IHPR 160-800 160.0 800.0 32.00 130.00 SCMT 1204... SR 16-212 T-20/5
IHPR 160-800-19 160.0 800.0 40.00 129.00 SNMG 1906...
* For user guide, see pages 842,907,910-916
() Cutting diameter minimum ) Cutting diameter maximum
For inserts, see pages: SCGT-AS (895) ¢ SCMT-14 (894) ¢ SCMT-19 (496)
* SCMT-SM (894)
For holders, see pages: BHR MB (843) ® TCH AL (847) « TCHH EX (877)
ITSB0RE
IHBR 1
Rough Boring Toolholders W

K —‘}
90°
le—— OAL
o oom Y

IHBR 90-120 90.0 120.0 27.00 70.50 TCMT 2205... SR 16-212 T-20/5
IHBR 120-160 120.0 160.0 32.00 94.50 TCMT 2205... SR 16-212 T-20/5
IHBR 160-800 160.0 800.0 32.00 130.00 TCMT 2205... SR 16-212 T-20/5

® For user guide, see pages 842,907,910-916

() Cutting diameter minimum @ Cutting diameter maximum

For inserts, see pages: TCMT-19 (895) ¢ TCMT-SM (896)

For holders, see pages: BHR MB (843) ¢ TCH AL (847) « TCHH EX (877)

ITS50nRE
IHSR-CH 20 PSIRR

Chamfering Tools for
BHR Boring Heads

s

LF OAL DCN-DCX

DCN®  DCX®  PSIRR LF OAL WF L BD Insert & ?'

IHSR 26-38 CH15 26.0 38.0 15.0 21.40 23.00 12.50 1.60 2500 CCMT0602.. SR 14-548 T-7/5
IHSR 26-38 CH30 26.0 38.0 30.0 20.00 23.00 12.50 3.00 2500 CCMT0602.. SR 14-548 T-7/5
IHSR 26-38 CH45 26.0 38.0 45.0 18.70 23.00 12.50 4.30 2500 CCMT0602.. SR 14-548 T-7/5
IHSR 34.5-49 CH15 34.5 49.0 15.0 29.40 31.00 15.00 1.60 32.00 CCMT0602.. SR 14-548 T-7/5
IHSR 34.5-49 CH30 34.5 49.0 30.0 28.00 31.00 15.00 3.00 32.00 CCMT0602.. SR 14-548 T-7/5
IHSR 34.5-49 CH45 345 49.0 45.0 26.70 31.00 15.00 4.30 32.00 CCMT0602.. SR 14-548 T-7/5
IHSR 46.5-66 CH15 46.5 66.0 16.0 36.60 39.00 19.00 240 40.00  CCMT 09T3.. SR 16-236 T-15/5
IHSR 46.5-66 CH30 46.5 66.0 30.0 34.40 39.00 19.00 4.60 40.00  CCMT09T3.. SR 16-236 T-15/5
IHSR 46.5-66 CH45 46.5 66.0 45.0 32.50 39.00 19.00 6.50 4000 CCMT09T3.. SR 16-236 T-15/5
IHSR 65-88 CH15 65.0 88.0 15.0 49.80 53.00 22.00 3.20 50.00  CCMT 1204.. SR 16-236 T-15/5
IHSR 65-88 CH30 65.0 88.0 30.0 46.80 53.00 22.00 6.20 50.00  CCMT 1204.. SR 16-236 T15/5
IHSR 65-88 CH45 65.0 88.0 45.0 44.20 53.00 22.00 8.80 50.00  CCMT 1204.. SR 16-236 T-15/5

¢ For user guide, see pages 842,907,910-916

M) Cutting diameter minimum @ Cutting diameter maximum

For inserts, see pages: CCET-WF (890) « CCGT-AF (892) ® CCGT-AS (891) « CCMT-14 (889) ® CCMT-PF (889) ® CCMT-WG (890) ® CCMT/CCGT (890)

¢ CCMT/CCGT-SM (889)

For holders, see pages: BHR MB (843)

Member IMC Group
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Lu ITSBGRE DMIN (i —— DMIN—»
m BHR20-200 = BD = ~—BD—»| TCH202-802
IHSR-BW m ‘
(:) Back Face Turning Tools for BHR il i
2 and TCH AL Rough Boring Heads Z '—'F L
CD 90%,| WF 902 b
— .~ OA["pen-Dox DONDOK
SSi BD DCN®@ LF DCX@ WF OAL Insert
IHSR 20-24 BW BHR MB16-16 16.0 20 27.5 24 8.0 16.00 CCMT 0602...
IHSR 23.5-30BW BHR MB20-20 20.0 23.5 32.5 30 9.5 19.50 CCMT 0602...
IHSR 29.5-40BW BHR MB25-25 25.0 29.5 39.0 40 12.0 24.00 CCMT 0602...
IHSR 39-52 BW BHR MB32-32 32.0 39 50.0 52 14.0 32.00 CCMT 09T3...
IHSR 51-70 BW BHR MB40-40 40.0 51 63.5 70 17.5 42.00 CCMT 1204...
IHSR 69-92 BW BHR MB50-50 55.0 69 80.5 92 21.0 57.00 CCMT 1204...
IHSR 91-122 BW BHR MB63-63 72.0 91 100.5 122 25.0 76.00 CCMT 1204...
IHSR 121-162 BW BHR MB80-80 95.0 121 110.5 162 28.0 101.00 CCMT 1204...
BHR MB80-80 95.0 161 110.5 202 28 122 CCMT 1204...
TCH AL200 194 202 56.5 302 28 122 CCMT 1204...
TCH AL300 288 302 56.5 402 28 122 CCMT 1204...
IHSR 161-802 BW TCH AL400 394 402 63.5 502 28 122 CCMT 1204...
TCH AL500 494 502 71.5 602 28 122 CCMT 1204...
TCH AL600 594 602 738 702 28 122 CCMT 1204...
TCH AL700 694 702 76.5 802 28 122 CCMT 1204...
TCH AL800 794 802 82.5 902 28 122 CCMT 1204...
* DMIN=(min bore diameter)=(DCN+BD+1)/2 e BD=Size of the boring head being used e For user guide, see pages 842,907,910-916
() Suitable boring heads
(@) Cutting diameter minimum @ Cutting diameter maximum
For inserts, see pages: CCET-WF (802) ® CCGT-AF (804) * CCGT-AS (803) ® CCGW/CCMT (CBN) (803) ® CCMT (PCD) (803) * CCMT-14 (801) ® CCMT-PF (801)
* CCMT-WG (802) » CCMT/CCGT (802) ® CCMT/CCGT-SM (801)
For holders, see pages: BHR MB (760) ® TCH AL (762) ® TCHH EX (789)
Spare Parts
Designation & ?
IHSR 20-24 BW SR 14-548 T7/5
IHSR 23.5-30BW SR 14-548 T7/5
IHSR 29.5-40BW SR 14-548 T7/5
IHSR 39-52 BW SR 16-236 T-15/56
IHSR 51-70 BW SR 16-212 T-20/5
IHSR 69-92 BW SR 16-212 T-20/5
IHSR 91-122 BW SR 16-212 T-20/5
IHSR 121-162 BW SR 16-212 T-20/5
IHSR 161-802 BW SR 16-212 T-20/5
l Tss GRE t«=— LF (assembly)
ADRGR | 10 ym
BHC MB Y s 1 2ym|}O
Combi Rough and Fine Boring : T fg IHRF C
Heads with 10 um Direct & bconvs e 3%% E AP @ erime
Diameter Adjustment and °%8
2 pm by a Vernier Scale i = IHSR G
tADJRGR
DCONMS LF DCN" DCX® ADJRGR H
BHC MB25-25-57 25.00 56.50 28.0 36.0 0.50 H..-C
BHC MB32-32-71 32.00 71.00 36.0 46.0 0.50 H...-C
BHC MB40-40-90 40.00 90.00 46.0 60.0 1.00 H...-C
BHC MB50-50-87 50.00 87.00 60.0 75.0 1.00 H...-C
BHC MB63-63-109 63.00 109.00 75.0 95.0 2.00 H..-C
BHC MB80-80-130 80.00 130.00 95.0 120.0 2.00 H...-C

* The roughing head precedes the finishing head by 0.2 mm. Each head can be adjusted independently ¢ Important: insert radius for combi rough and fine boring must be the

same size. * For spare parts, see pages 904
() Cutting diameter minimum (@ Cutting diameter maximum
For tools, see pages: IHFF-C (852) ¢ IHRF-C (852) ¢ IHSR-C (852)

Graduated dial of 0.01 mm with
circular vernier of 0.002 mm
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BHC MB - Additional Information

BHC MB25-25-57 56.3 HRE 26.36 G
028 ~ 36 ”;165 IHFF 28-36 C ’
=]
©
Q ey o
4 miil ¢
[Te}
o IHSR 28-36 C IHSR 28-36 C
MB25 | 565
BHCI MB32-32-71
036 ~ 46 IHFF 36-46 C IHRF 36-46 C
g
IHSR 36-46 C IHSR 36-46 C
MB32
89.8
BHCI MB40-40-90 898
046 ~ 60 IHFF 46-60 C [ IHRF 46-60 C
———¢ O
2 8 g
g g Sl g
MB40 IHSR 46-60 C 9 | IHSR46-60 C
BHCI MB50-50-87
960 ~ 75 IHFF 60-75 C IHRF 60-75 C
0 0
~ ~
o N
g g g
| ! \ !
MB50 IHSR 60-75 C IHSR 60-75 C
BHCI MB63-63-109 108.8
975 ~ 95 IHFF 75-95 C IHRF 75-95 C
O : LA
2 e2s 8 2
© “cg 0 N~
° oy 'S °
|
MB63 Nr1 . IHSR 75-95 C IHSR 75-95 C
BHCI MB80-80-130 129.8
295~ 120 100.5
IHFF 95-120 C IHRF 95-120 C
&Y = r ——
f
— & o
Q a5y L o o
og ccg E B g )
o8 ) 8
o
L Nrm IHSR 95-120 C IHSR 95-120 C
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IHRF-C V\tF

Boring Tools for Twin Cutters R

Positioned Inner to the T

Opposite Finishing Tool on MB

BHC Combi Boring Heads D08

OAL

el e w oL & } 4
IHRF 28-36 C 280 36.0 9.80 24.00 CCGT 0602... SR 14-548 T7/5
IHRF 36-46 C 36.0 46.0 11.30 30.00 CCGT 0602... SR 14-548 T-7/5
IHRF 46-60 C 46.0 60.0 13.80 40.00 CCGT 09T3... SR 16-236 T15/5
IHRF 60-75 C 60.0 750 18.80 54.00 CCGT 09T3... SR 16-236 T15/5
IHRF 75-95 C 75.0 95.0 24.30 68.00 CCGT 09T8... SR 16-236 T-15/5
IHRF 95-120 C 95.0 120.0 29.30 87.00 CCGT 09T8... SR 16-236 T-15/5

 For user guide, see page 916
() Cutting diameter minimum @ Cutting diameter maximum
For inserts, see pages: CCGT-AS (891) « CCGW/CCMT (CBN) (891) « CCMT (PCD) (891) » CCMT-14 (889) » CCMT-PF (889) » CCMT-WG (890) * CCMT/CCGT (890)

* CCMT/CCGT-SM (889)
For holders, see pages: BHC MB (850)

ITS50nRE

IHFF-C A

Triangular Finishing Insert Holders v

for BHC Combi Boring Heads (

91°
le— OAL
WF OAL Insert DCN™ DCX@ & ?’

IHFF 28-36 C 9.80 24.00 TPGX 0902... 28.00 36.00 SR 14-298 T-8/5
IHFF 36-46 C 11.30 30.00 TPGX 0902... 36.00 46.00 SR 14-298 T-8/5
IHFF 46-60 C 13.80 40.00 TPGX 1108... 46.00 60.00 SR-17979 M3X8 T-8/5
IHFF 60-75 C 18.80 54.00 TPGX 11083... 60.00 75.00 SR-17979 M3X8 T-8/5
IHFF 75-95 C 25.30 68.00 TPGX 11083... 75.00 95.00 SR-17979 M3X8 T-8/5
IHFF 95-120 C 29.30 87.00 TPGX 1103... 95.00 120.00 SR-17979 M3X8 T-8/5

® For user guide, see page 916

) Cutting diameter minimum @ Cutting diameter maximum

For inserts, see pages: TPGX (896) ¢ TPGX (CBN) (897)

For holders, see pages: BHC MB (850)

ITS50RE —

IHSR-C WF

Rhombic Roughing Insert Holders N )

for BHC Combi Boring Heads K

90°
OAL

Y Y
IHSR 28-36 C 28.0 36.0 10.00 24,00 CCMT 0602... SR 14-548 T-7/5
IHSR 36-46 C 36.0 46.0 11.50 30.00 CCMT 0602... SR 14-548 T-7/5
IHSR 46-60 C 46.0 60.0 14.00 40.00 CCMT 09T8... SR 16-236 T-15/5
IHSR 60-75 C 60.0 75.0 19.00 54.00 CCMT 09T3... SR 16-236 T-15/5
IHSR 75-95 C 75.0 95.0 24.50 68.00 CCMT 09T8... SR 16-236 T-15/5
IHSR 95-120 C 95.0 120.0 29.50 87.00 CCMT 09T8... SR 16-236 T-15/5

® For user guide, see pages 916

() Cutting diameter minimum @ Cutting diameter maximum
For inserts, see pages: CCET-WF (890) » CCGT-AF (892) » CCGT-AS (891) » CCGW/CCMT (CBN) (891) » COMT (PCD) (891)  CCMT-14 (889) » CCMT-PF (889)
* CCMT-WG (890) ® CCMT/CCGT (890) ® CCMT/CCGT-SM (889)
For holders, see pages: BHC MB (850)

ISCAR




ITS50RE LI
i oC
Triangular Insert Holders -
for Mounting on MB 1{ [l
Fine Boring Heads
g 91° CD
OAL |:
T
IHFF 25 10.00 26.50 28.0 40.0 TPGX 0902... SR 14-298 T-8/5
IHFF 32 11.50 34.50 35.0 53.0 TPGX 0902... SR 14-298 T-8/5
IHFF 40 14.00 4460 480 66.0 TPGX 1103.. SR-17979 M3X8 T-8/5
IHFF 50 19.00 52.00 54.0 86.0 TPGX 1108... SR-17979 M3X8 T-8/5

) Cutting diameter minimum @ Cutting diameter maximum

For inserts, see pages: TPGX (896) ¢ TPGX (CBN) (897)

For holders, see pages: BBH 30/40 (873) ¢ BBH 63 (874)  BBH D16 (872) « BHD 50 L200 (875) ¢ BHD MB (853) * BHE MB (857) ® BHEH (874) ¢ BHF L200 (875)
BHF MB16-MB50 Dia. 2.5-108 (864) ® BHFH (874)

ITS50nRE

IHRF VI/F

80° Rhombic Insert i

Holders for Mounting on —

MB Fine Boring Heads

90°
oAL 3

Y Y
IHRF 16 8.00 17.00 18.0 24.0 CCGT 0602... SR 14-548 T-7/5
IHRF 20 8.50 21.00 22.0 30.0 CCGT 0602... SR 14-548 T7/5
IHRF 25 10.00 26.50 28.0 40.0 CCGT 0602... SR 14-548 T-7/5
IHRF 32 11.50 34.50 35.0 53.0 CCGT 0602... SR 14-548 T-7/5
IHRF 40 14.00 44.00 48.0 66.0 CCGT 09T8... SR 16-236 T-15/5
IHRF 50 19.00 52.00 54.0 86.0 CCGT 09T8... SR 16-236 T-15/5

() Cutting diameter minimum @ Cutting diameter maximum

For inserts, see pages: CCET-WF (890) ¢ CCGT-AF (892) ¢ CCGT-AS (891) « CCGW/CCMT (CBN) (891) e CCMT (PCD) (891) ® CCMT-14 (889) « CCMT-PF (889)

o CCMT-WG (890) ® CCMT/CCGT (890) ® CCMT/CCGT-SM (889)

For holders, see pages: BBH 30/40 (873) ¢ BBH 63 (874) « BBH D16 (872) « BHD 50 L200 (875) ¢ BHD MB (853) * BHE MB (857) ® BHEH (874) ¢ BHF L200 (875)
BHF MB16-MB50 Dia. 2.5-108 (864) ® BHFH (874)

l TSEGRE LF (assembly)

BHD MB

Fine Boring Heads with Digital
2 pum Direct Adjustment
Diametric Display

BHEH 2um

et IHRE JHRE CH IHAF BW @n
Bar Max
7 DON-DCX penpex
Al T foconws | ‘
= BBH owa?

T %F

LF DCONMS DON® DCX® LPR ADJRGR DCONWS o]

BHD MB32-32-83 83.00 32.00 35.0 51.0 715 3.00 = 0.41
BHD MB40-40-90 90.00 40.00 48.0 64.0 76.0 4,00 - 0.73
BHD MB50-50-60 80.00 50.00 25 110.0 61.0 5.00 16.00 1.10
BHD MB63-63-89 88.50 63.00 6.0 125.0 69.5 5.00 16.00 2.20
BHD MB80-80-104 104.00 80.00 6.0 200.0 84.5 5.00 16.00 3.90

* For spare parts, see page 874-875
) Cutting diameter minimum @ Cutting diameter maximum
For tools, see pages: IHAXF (871) » IHAXF-AVI (873) » IHAXF-E (873) » IHFF (853)  IHRF (853) » IHRF-BW (877) » IHRF-CH (878)  IHWF (875)

Digital
Display
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2 pym Direct Diametric Adjustment

Fine Boring Head Range
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2 um

2 ym Direct Diametric Adjustment
BHD MB80-80X104

Fine Boring Head Range
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ITS50RE = LF (assembly) IHFF (B) 10 pm L]
IHWF E IHRF CH -
BHE MB EE IHRF _IHRF BW Only for BHE MB50-50x80 2um |40 D:
Fine Boring Heads with the ADJRGR O
MB Connection, 10 pm Direct Al _| — M
Diametric Adjustment and f ] m_ag‘g < DON-DCX | | o5t 8111
i DCONMS See ok t1— 2 T § DCONWS
2 pm by a Vernier Scale ¢ ey BCONWS I Sis OF &,ﬁ @)D
|~ | IHAXF |_
DCONMS LF DCN® DCX® LPR ADJRGR DCONWS &
BHE MB14-14-30 14.00 30.00 14.5 18.0 22,0 1.00 - 0.05
BHE MB16-16-34 16.00 34.00 18.0 24.0 26.0 2.00 - 0.05
BHE MB20-20-40 20.00 40.00 22,0 30.0 315 3.00 - 0.05
BHE MB25-25-50 25,00 50.00 28.0 40.0 40.0 3.00 - 0.20
BHE MB32-32-63 32.00 63.00 35.0 53.0 51.5 4.00 - 0.41
BHE MB40-40-80 40.00 80.00 48.0 66.0 66.0 5.00 - 0.79
BHE MB50-50-80 50.00 80.00 25 110.0 61.0 5.00 16.00 1.04
BHE MB63-63-89 63.00 89.00 6.0 125.0 69.5 10.00 - 1.00
BHE MB80-80-104 80.00 104.00 6.0 200.0 84.5 12.00 - 1.20

® For boring options, see pages 826-827,859-861 e For spare parts, see pages 874-875, 903
() Cutting diameter minimum @ Cutting diameter maximum
For tools, see pages: IHAXF (871) o IHAXF-AVI (873) o IHAXF-E (873) ® IHFF (853) ¢ IHRF (853)  IHRF-BW (877) ¢ IHRF-CH (878) ® IHWF (875)

Boring Head Diameter Range

10 20 30 4|0 5|0 60 70 80 90 100120 130 140 150 160 170 180 190 200

BHE MB32-35-53 H 2518 ||
BHE MB50-50-60 H o2 | |
BHE MB14-14-30 s-fis ||
BHE MB16-16-34 ~24 |
BHE MB20-20-40 B o2 o |
BHE MB25-25-50 B 2s- o
BHE MB32-32-63
BHE MB40-40-80
BHE MB50-50-80
BHE MB63-63-89
BHE MB80-80-104 5 Y A L
BHC MB25-25-57
BHC MB32-32-71
BHC MB40-40-90
BHC MB50-50-86
BHC MB63-63-108
BHC MB80-80-129 120
Graduated dial of 0.01 mm with
circular vernier of 0.002 mm

35|~53

BHE MB50-50-80

ITSB0RE
BHE MB-H srca, | 2im

= ] 1 " 8ar max
Fine Boring Heads for I
High Rotation Speed with T
10 Micrometer Direct Dia. DCONMSHE
Adjustment and 2 Micrometer

by a Vernier Scale

DCONMS LPR DCN® DCX® DCONWS ADJRGR RPMX®@ &

BHE MB32- 32.00 53.00 2.5 18.0 8.00 0.50 12000 0.35
BHE MB50-50-60 H 50.00 60.00 2.5 22.0 16.00 1.00 12000 1.00
o For spare parts, see pages 874-875, 903
) Cutting diameter minimum
(2 Cutting diameter maximum
For tools, see pages: IHAXF (871) o IHAXF-AVI (873) o IHAXF-E (873)
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BHE MB14-14-30
014.5 ~ 18

BHE MB - Additional Information

MB14

BHE MB16-16-34
018 ~ 24

IHWF 14 E

@14.5-18

BHE MB20-20-40
922 ~ 30

MB20

BHE MB25-25-50

IHRF 20

@18-24

@22-30

(D1+021):2

@min=

27.5
| ©
N
=)
AN
I Q

33.5
; ETI
o —|
8 2 S 3
S —1Q

IHRF 24.5-32BW

50
R

w

B

o

!

o«

°

(SE
g—
o [ 7

Al

o)~
/ ﬁ/ /

Q y

028 ~ 40
[ ©
[aV
o ¥
ol le)
Q —
1 [s0)
ls
MB25
IHRF 31.5-41.5BW
IHRF 25
63
BHE MB32-32-63 515
035 ~ 53 T
vL N
— 5 %)
;«_»% ‘| \(j ; B ¥
252 9| ( C 5 &
g [ﬂﬂ Sl g8 1 ’
I §
IHFF 32

IHRF 38.5-51.5BW

026.5-39.5

\
IHRF 25 CH15 28-38 IHRF 25 CH45 28-38
IHRF 25 CH30 28-38

63

©38.5-53.5

E SE@.W ﬂ
T &
//’:‘
/
0,

@34-52

IHRF 32 CH15 35-53 IHRF 32 CH45 36-50

IHRF 32 CH30 35-53

BHE MB40-40-80
048 ~ 66

@40

68 80 _
= (o

< - fe}

© X o S 9

g 8 S @ g

< I o 2

Q g 8 3

§ Q
MB40 IHFF 40 IHRF 40 CH45 48-66
IHRF 40 IHRF 40 CH15 48-66 IHRF 40 CH30 48-66

IHRF 50.5-65BW
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10 um
2 ym

10 um Direct Diametric Adjustment and 2 um by a Vernier Scale

Fine Boring Head Range
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Fine Boring Head Range
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BHE MB80-80x104
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10 um Direct Diametric Adjustment and 2 um by a Vernier Scale

Fine Boring Head Range
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A8 BHF MB-BL T 2um | (5o
- ADJRGR DCONWSHS ar v
O Fine Boring Heads with 1 O —
m a Balancing Mechanism T m—v-qgﬁgﬂjﬁ H - T
and 2 Micrometer Direct REONMS i & & 1 BD
[@p) Diametric Adjustment | s H~F |ooN-Dox |
= [Hax
o)
DCONMS BD LPR DCN® DCX@ DCONWS ADJRGR |

BHF MB50-32X60 BL 50.00 32.00 60.00 2.5 12.0 8.00 3.00 0.80
BHF MB50-50X68 BL 50.00 50.00 68.50 6.0 22.0 16.00 4.00 1.12
® For boring options, see page 866 e For spare parts, see page 902-903 e For cutting conditions, see page 907

() Cutting diameter minimum @ Cutting diameter maximum
For tools, see pages: IHAXF (871)

Balancing Weights W1 & W2

-
BHF MB50-32X60 BL and BHF MB50-50X68 BL,
with the simple positioning of the two
counterweights into the graduated groove.

The table below displays all tools available for the
working range of 2.5-22 mm diameters.
x60BL
@ BORE SKB 40-MB50 BTB 40 MB50 HSK 63 MB50
W1 w2 w1 w2 W1 w2
2.5 66° 283° 54° 292° 60° 257°
3 76° 283° 56° 284° 8° 196°
e 35 83° 360° 44° 246° 107° 261°
4 116° 285° 30° 224° 128° 264°
4 71° 293° 50° 294° 63° 262°
4.5 75° 287° 55° 287° 6° 194°
IHAXF 4-6/8 5.5 4° 238° 44° 248° 129° 287°
5.5 126° 208° 32° 229° 129° 268°
6 123° 264° 145° 301° 136° 254°
6.6 2° 302° 45° 307° 68° 280°
6.5 75° 288° 56° 288° 78° 274°
IHAXF 6-8/8 7.7 5° 280° 55° 280° 179° 351°
7.5 16° 199° 78° 295° 129° 284°
8 121° 292° 18° 214° 128° 275°
8 70° 295° 49° 297° 88° 300°
8.5 75° 280° 55° 281° 51° 245°
IHAXF 8-10/8 9 67° 2565° 49° 2568° 160° 330°
9.5 131° 302° 19° 216° 112° 273°
10 119° 272° 167° 320° 129° 266°
10 65° 293° 46° 293° 56° 257°
10.5 66° 273° 29° 262° 182° 351°
IHAXF 10-12/8 " 44° 234° 45° 255° 163° 317°
11.5 130° 295° 16° 214° 131° 270°
12 127° 275° 156° 312° 138° 259°
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Balancing Data for Various BHF...MB...BL Boring Combinations (continued)

LL]
(0] SKB 40-MB50 BTB 40 MB50 HSK 63 MB50 D:
BORE W1 W2 Wi W2 Wi W2 O
6.0 43° 316 46° 346° 46° 346° m
6.5 63° 326° 44° 326° 59° 336°
IHAXF 6- 8/16 7 82° 305° 67° 304° 93° 323° CD
7.5 30° 205° 62° 255° 5.5 163° |:
8 124° 242° 126° 258° 92° 219°
8 42° 312° 36° 336° 48° 348°
8.5 52° 328° 39° 339° 75° 330°
IHAXF 8-10/16 9 68° 318° 51° 317° 112° 331°
9.5 104° 283° 73° 268° 56° 212°
10 110° 270° 15° 200° 113° 222°
10 35° 336° 30° 330° 44° 344°
10.5 44° 321° 32° 332° 45° 345°
IHAXF 10-12/16 11 56° 307° 35° 312° 71° 325°
11.5 1563° 328° 21° 223° 327° 121°
12 139° 297° 171° 333° 84° 234°
12 30° 330° 26° 326° 40° 340°
12.5 32° 332° 28° 328° 48° 334°
IHAXF 12-14/16 13 64° 281° 40° 280° 80° 304°
18.5 38° 236° 42° 261° 38° 208°
14 138° 253° 177° 300° 114° 236°
14 22° 324° 18° 318° 39° 339°
14.5 30° 330° 16° 316° 57° 357°
IHAXF 14-16/16 15 37° 257° 22° 266° 54° 302°
185 184° 340° 35° 270° 130° 297°
16 160° 253° 172° 277° 138° 251°
16 26° 326° 24° 324° 58° 358°
16.5 36° 3083° 14° 313° 37° 319°
IHAXF 16-18/16 17 37° 276° 27° 292° 56° 272°
17.5 151° 287° 187° 324° 128° 288°
18 160° 279° 189° 304° 140° 243°
18 10° 310° 6° 305° 28° 328°
18.5 29° 328° 0° 300° 17° SilCE
19 200° 317° 230° 332° 26° 259°
19.5 190° 295° 208° 307° 169° 303°
IHAXF 18-22/16 20 180° 242° 188° 249° 174° 234°
20.5 179° 240° 186° 247° 168° 228°
21 176° 236° 174° 236° 169° 229°
21.5 190° 252° 141° 202° 170° 230°
22 180° 240° 170° 230° 176° 236°

Member IMC Group
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BHF MB16-MB50 Dia.
2.5-108

Fine Boring Heads with 2 ym
Direct Diametric Adjustment

for a Diameter Range of

2.5 up to 108 mm

LF (assembly)

2pm ‘&-40
Bar Max

LI
o
O
M
N
=

o\
DCONMS BD LF LPR  ADJRGR DCN® DCX® DCONWS Fig. M 5] f

BHF MB16-16X34 RV 16.00 16.00 34.0 26.00 1.00 180 230 = 1. H.16. 011 BHLOCKNUT 14/16  BHLOCK SR 14/16
BHF MB20-20X40 RV

20.00 20.00 40.0 32.60 2.00 220 290 - 1. IH.20. 013 BHLOCKNUT 20 BH LOCK SR 20
BHF MB25-25X50 25.00 2500 50.0 40.00 2.00 280 380 = 1. H.25. 021 BHLOCKNUT25 BH LOCK SR 25
BHF MB32-32X63 32.00 3200 63.0 51.50 3.00 365 500 - 1. H.32. 043 BHLOCKNUT32 BH LOCK SR 32
BHF MB40-40X80 40.00 40.00 80.0 66.00 4.00 480 630 - 1. H.40. 079 BHLOCKNUT40 BH LOCK SR 40
BHF MB50-50X60 50.00 50.00 79.0 60.00 4.00 25 1080 16.00 2. IH.50. 1.09 BH NUT 10 BH LOCK SR 50

® For user guide, see page 867, 908 e For spare parts, see page 902-903
() Cutting diameter minimum @ Cutting diameter maximum
For tools, see pages: IHAXF (871) o IHAXF-AVI (873) o IHAXF-E (873) ¢ IHFF (853) ¢ IHRF (853) ® IHRF-BW (877) * IHRF-CH (878)

Fine Boring Head Diameter Range Assembly Reference

10 20 30 40 50 60 70 80 9 100 110 120 130 150 180 280 400 600 700 800 1200 Page

BHF MB16-16x34 18-23

BHF MB20-20x40 22-29
BHF MB25-25x50 28-38 864
BHF MB32-32x63 35.5-50
BHF MB40-40x80 48-63

BHF MB50-32x60 BL 2.5-12
BHF MB50-50x68 BL 6-22

862

BHF MB50-50x60 2.5-108 864

BHF MB50-63x87 2.5-160
BHF MB50-80x94 2.5-220
BHF MB80-80x94 2.5-220
BHF MB80-125x114 36-500

87

TCH AL 200 200-602

TCH AL 300 300-702

TCH AL 400 400-802

TCH AL 500 500-600

TCH AL 600 600-700
TCH AL 700 700-800
TCH AL 800 800-1200

876
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ITS BORE

BHF Fine Boring Heads

High precision machining to a close tolerance
with high surface quality.

These heads enable a fine diametric adjustment
as small as 2 pm with a direct reading.

BHF MB16-MB40
Diameter Range: 18-63

018-23

©22-29
IHRF 20

-
BHF MB20-20x40

BHF MB16-16x34
BHF MB16-16x34 BHF MB20-20x40

028-38

936-50

IHFF 25
IHRF 25
@36-50
IHFF 32
IHRF 32

BHF MB25-25x50 BHF MB32-32x63
BHF MB32-32x63

BHF MB25-25x50
048-63

BHF MB40-40x80
BHF MB40-40x80

Member IMC Grou
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Fine Boring Heads with Balancing Rings 2 um

2 pm Direct Diametric Adjustment

LI
o
O
M
N
=

Body

Tool Slide
Expansion Pin
Graduated Dial
Slide Locking Screw
Coolant Nozzle
Boring Bar Locking
Screws

Balancing Rings

BHF MB50-32x60 BL
02.5-12

©O0QO0o000Ode

60 36

28

:
'
E
a4

BHF MB50-32x60 BL

BHF MB50-50x68 BL
06-22

2.5-4
IHAXF 2.5-4/8
04-6

IHAXF 4-6/8
26-8

IHAXF 6-8/8
28-10

IHAXF 8-10/8
210-12

IHAXF 10-12/8

68.5 8 63

50

50

42

i
!
0

@
4
!

IHAXF 6-8/16
©8-10

IHAXF 8-10/16
@10-12

IHAXF 10-12/16
@12-14

HAXF 12-14/16
014-16

IHAXF 14-16/16
216-18

IHAXF 16-18/16
018-22

IHAXF 18-22/16

Body

Tool Slide
Expansion Pin
Graduated Dial
Slide Locking Screw
Coolant Nozzle
Boring Bar Locking
Screws

Qiling Nipple
Balancing Rings

(ON NN NS NORNE-

A See page 908
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3d04d S|

2 um

BHF MB50-50x60

02.5-108

Fine Boring Head Range
2 pym Direct Diametric Adjustment

91/08-¢¢ dXVHI

0€-ccQ

91/¢¢-81 dXVHI

¢¢-8LQ

68

63

91/81-91 dXVHI

81-910

91L/91-v1 dXVHI

9l-v1Q

50
50

9L/vL-¢l dXVHI

vi-clQ

9L/EL-1L1 dXVHI

el-11g

42
40

91/¢1-01 dXVHI

¢k-0lg

91/01-8 JXVHI

01-80
91/8-9 dXVHI

8-90
8/9-v JXVHI

9-vQ

0 8/v-G'¢ JXVHI
¥-9'¢d

SLEEVE D8-D16

T

, ¥5-950
27820

26 JuHl

G2 JdH

2€ 49Hi

G¢ 44HI

S0ILX 9Ld H4Eg

¥5-9€Q0
cv-8¢0

o ¢¢ 4dHI
G¢ 44dHI

¢e 44Hl
Gc 44HI

€GX 91Ld H4gg

FLE-18Q
M8 208-9G 4dHI

18-990
M8 ¢08-9S 4dHI

o
— e
LEL-950
) 601-2.0
V0+-20 .S F=ddV
§6.-G'1v0 Sh=td V) 66-5'290 .06=Hd V>
S-6v0 08=ddV 96-G'690 .Sr=ddw
o 12660 Sr=HdV S
w ~ HO 0G JelH
~ HO 0S JdHi V
V H @ G/Xyg HIHG
]
QH & <
7 e —
B W — 601-250 s o
OF 1NN HE
801-080
0G JaHi
0S 44Hi
¥8-750 - T
ZEM
. 05 JaHi R I
S/XvZ H3HE
@,
_ 0S 43I .
% i - sokvso ,,  ERLIEE
24 1] 0r INNHE & OF 1NN HE

A\ See page 908
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Fine Boring Head Range 2 um
2 pym Direct Diametric Adjustment

LI
o
O
M
N
=

BHF MB50-63x87 O Body
BHF MB63-63x87 @ Tool Slide
02.5-160 A @ Graduated Dial
@ Toolholder Locking Screw
® Expansion Pin
® Slide Locking Screw
@ Coolant Nozzle
@ Oiling Nipple
© Toolholder Locking Screw
| f«— 38.5 —>
! 823
! | |_eHFH 303 g %%
| 385>
! & o9
| see — =)
| BHFH 30x75
[ PHrmeoxr
—— 49 —>
_ ! 125
— > 80

—
_-A
/O\

||
LA
A\

©36-80
IHFF 3 2

IHRF 32

©28-70
IHFF 25
IHRF 25

BHF MB50-63x87

H [ BBH 30x40 [ BBH 30x70 [ BBH 30x115

i

©
© © © © © © © ©
63 | © = a ) 3 @ © N S
3 = o i iy v " q @
o ,G«o 128 @9 i S - I < %) o o
c © © ol o < | ©| | T o
| € ot 9% T T Ty Ty Tk Y Qs
s o2 @2 oz £l g2 Iz e ® % NS
d ' a8 alt QlL QlL QlL QlL QlL QL QlL QlL
| |<7L1*>
.
| ’<—L~>
' k@ — T Dia Range L L1
| o
| | 946 20 24
D IHAXF 4-6/8
ADBH T
| 02.5-4 12 2
SLEEVE D8-D16 IHAXF 2.5-4/8

A see pages 908-909
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Fine Boring Head Range 2 um
2 pym Direct Diametric Adjustment

ITS BORE

BHF MB50-80x94 O Body
BHF MB80-80x94 @ Tool Slide
02.5-220 A © Graduated Dial
@ Toolholder Locking Screw
© Expansion Pin
® Slide Locking Screw
@ Coolant Nozzle
| @ Oiling Nipple
i - 985 ©  Toolholder Locking Screw
H BHFH 30x135 § 23
| -8t —c=afd
|

BHFH 30x93

l«———125

@36-96
IHFF 32
IHRF 32

BHF MB50-80x94

228-86
IHFF 25
IHRF 25

I BBH 30x40 T BBH 30x70 T BBH 30x115

68

50

| 63
! 24 50

] p

' 40

| 35

«—28 H‘

i

BHF MB80-80x94

| |
o o

«21—>‘

© o © © <o} © o
© © = N i I T T T
z > el b 2 = 2 & 8
ﬂ«e & 12 T Jo = & | e Jo|d
c © © [ ™| < | o~ | T (<3
| £ ot 2% Tl Tl Ty Tl Ty YL P
- T SE 2 93 R YR HE 9E 92 g
| 8 Qlf Qf g g g o g g Qt
— L1 ——>
? L L1
D
| ©4-6 20 24
IHAXF 4-6/8
02.5-.4 12 21
SLEEVE D8-D16 IHAXF 2.5-4/8

A See pags 908-909
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Fine Boring Head Range 2 um
2 pym Direct Diametric Adjustment

LI
o
O
M
N
=

Body

Tool Slide

Graduated Dial
Toolholder Locking Screw
Expansion Pin

Slide Locking Screw
Coolant Nozzle

Qiling Nipple

BHF MB80-125x114
236-500

O0O00O0e

BHFH 40x400

@405-500
IHFF 50
IHRF 50

BHFH 40x300

@305-410
IHFF 50
IHRF 50

BHFH 40x200

IHFF 50
IHRF 50
E @205-310

IHFF 50
IHRF 50

@135-210
— >

BHFH 40x133

BHF MB80-125x114

046-137

R TEEE— |
IHFF 40

IHRF 40

@36-123
IHFF 32
IHRF 32

VR

0 00 | |
.

| BBH 40x189

BBH 40x114
BBH 40x69

A see page 909
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BHF MB50-MB80 Dia. g 2pm ﬂ° 0C
77-500 ; : = 5 @)
Fine Boring Heads with 2 pm f 1l DCN-DCX

Direct Diametric Adjustment BD DCONMS 0 0
for a Diameter Range of l | L] [iS: @p)
77 up to 500 mm |_

DCONMS BD LF DCN® DCX®) LPR ADJRGR %

BHF MB50-63X87 (1) 50.00 63.00 87.0 25 125.0 49,00 5.00 1.28
BHF MB50-80X94 (2) 50.00 80.00 94.0 25 160.0 58.00 5.00 2.22
BHF MB63-63X87 (1) 63.00 63.00 87.0 25 125.0 49,00 5.00 157
BHF MB80-80X94 (2) 80.00 80.00 94.0 25 160.0 58.00 5.00 263
BHF MB80-125X114 (3) 80.00 125.00 114.0 135.0 500.0 63.00 5.00 5.72

® For user guide, see pages 868-870 e For spare parts, see pages 872, 902, 905

™ Use with slide BHFH 30X75 or BHFH 30X93.

@ Use with slide BHFH 30X93 or BHFH 30X135.

@ Use with slide BHFH 40X133, BHFH 40X200, BHFH 40X300 and BHFH 40X400.

) Cutting diameter minimum

) Cutting diameter maximum

ITS50RE
-~ LSCMS =

IHAXF -~ LSCMS {=— OHN —| = OHN ——»

Brazed and Indexable rLDRED* ) \«— LDRED —»| | LSCMS [+-OHN=) o

Boring Bars for the MB e el B jT ﬁ<‘ 777777 1 o I— C. T 1 :

Modular Boring System ToCoNMSas \/(DCN-DCX ””” B R %{DCN'DCX SCoNMSes TDCN-DCX

6 DCONMSg5 KAPR -
Fig. 1 — Fig.2 Fig. 3

DCN® DCX® LDRED OHN®@ LSCMS DCONMS®  Fig  KAPR Insert CcsP & ?
IHAXF 2.5-4/8 (1) 2.50 4.00 125 21.00 22.00 8.00 1. 3.0 SOLID 0
IHAXF 4- 6/8 (1) 4.00 6.00 20.0 24.00 24.00 8.00 1. 3.0 SOLID 0
IHAXF 6- 8/16 6.00 8.00 21.0 29.00 22.00 16.00 2. 3.0 WCGT 0201... 1 SR 14-299 T-6/5
IHAXF 6- 8/8 6.00 8.00 21.0 23.00 16.00 8.00 3, 50 WCGT 0201... 1 SR14299  T6/5
IHAXF 8-10/16 8.00 10.00 28.0 36.00 22.00 16.00 2. 3.0 WCGT 0201... 1 SR 14-299 T-6/5
IHAXF 8-10/8 8.00 10.00 - 28,00 16.00 8.00 3, 50 WCGT 0201... 1 SR14-299  T6/5
IHAXF 10-12/16 10.00 12.00 35.0 43,00 22,00 16.00 2, 30 TPGX 0902... 1 SR14298  T8/5
IHAXF 10-12/8 10.00 12.00 - 36.00 16.00 8.00 3. 5.0 TPGX 0902... 1 SR 14-298 T-8/5
IHAXF 11-13/16 11.00 13.00 400 48,00 22.00 16.00 2, 30 TPGX 0902... 1 SR14-298  T-8/5
IHAXF 12-14/16 12.00 14,00 420 48,00 22.00 16.00 2, 30 TPGX 0902... 1 SR14-298  T8/5
IHAXF 12-14/8 12.00 14.00 - 42.00 14.00 8.00 3. 3.0 TPGX 0902... 1 SR 14-298 T-8/5
IHAXF 14-16/16 14.00 16.00 50.0 52.00 22.00 16.00 2, 30 TPGX 0902... 1 SR14-298  T-8/5
IHAXF 14-16/8 14,00 16.00 - 48,00 14,00 8.00 3, 30 TPGX 0902... 1 SR14298  T8/5
IHAXF 16-18/16 16.00 18.00 50.0 58.00 22.00 16.00 2. 3.0 TPGX 0902... 1 SR 14-298 T-8/5
IHAXF 16-18/8 16.00 18.00 - 54.00 14.00 8.00 3 30 TPGX 0902... 1 SR14-298  T-8/5
IHAXF 18-22/16 18.00 22,00 - 63.00 22.00 16.00 2, 30 TPGX 0902... 1 SR14-298  T8/5
IHAXF 22-30/16 22,00 30,00 - 68.00 22,00 16.00 2, 30 TPGX 0902... 1 SR14-298  T8/5

() Brazed tool

() Cutting diameter minimum

() Cutting diameter maximum

(@) Minimum overhang

) For DCONMS=8 mm, 16 mm O.D. sleeves should be used.

For inserts, see pages: TPGX (896) « TPGX (CBN) (897) » TPGX (PCD) (897) » WCGT (896)

For holders, see pages: ADBH (874)  BHD MB (853) » BHE MB (857)  BHE MB-H (857)  BHF MB-BL (862) » BHF MB16-MB50 Dia. 2.5-108 (864) * SLEEVE (872)

Member IMC Group
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PICCOACE ITS50RE

PICCO ACE-BH

Holders with Short Shanks for
ITS BORE System Carrying
PICCOCUT Inserts

le—— B ——»

OAL

T

L

PICCO ACE-BH 16-4

PICCO ACE-BH 16-5
PICCO ACE-BH 16-6
PICCO ACE-BH 16-7

BDDCONWS+——H-— L < ——— 4 - DCONMS
| " |
)
DCONMS DCONWS BD OAL LB /
16.00 4,00 14.50 4250 21.50 WRENCH ACE 4-5
16.00 5.00 14.50 42.50 21.50 WRENGCH AGE 4-5
16.00 6.00 19.90 4350 2150 WRENCH ACE 6-7
16.00 7.00 19.90 4350 21,50 WRENCH AGE 6-7

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

The PICCO-ACE-BH Holders Can Carry a Wide Range of PICCOCUT Insert Geometries

B

|

/4

PICCO 050

L

PICCO 050C

PICCO 051

PICCO 050 IB50 (CBN)

PICCO 520

ITSB0RE
BBH D16

Extension Slides for MB
Modular Fine Boring Holders

PICCO 060

PICCO MF

PICCO 010

PICCO 020

DCONMS g6

B

DCONMS

LPR

BD

LS

BBH D1
BBH D16-105

16.00
16.00

53.00
95.00

25.00
25.00

21.50
21.50

0.50
0.80

For tools, see pages: IHFF (853) * IHRF (853)

ITS50RE
SLEEVE
Reduction Sleeves for

Boring Bars on the MB
Modular Boring System

f ;7 OAL—ﬂ

7/

DCONMSg7

DCONWSh8

=+

Fig.1

7B

1 Z|
Fig.2

| Designation |

DCONMS

DCONWS

OAL

SLEEVE D 4-D16
SLEEVE D 8-D16

SLEEVE D10-D16
SLEEVE D12-D16

16.00
16.00
16.00
16.00

4.00
8.00
10.00
12.00

23.00
23.00
23.00
23.00

— o

For tools, see pages: IHAXF (871)
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IHAXF-AVI f«—22—>a— OHN—> —22 OHN F
Heavy Metal Vibration

) U
Damping Boring Bars DCO’\iMSQS —-—--}%~ DCOTMSQS —— {—vﬁiﬁ-——é DCNTDCX

LI
s
)
M
N
=

— 1
3 T
DCN DCX@ OHN DCONMS Insert & ?
IHAXF 6- 8-AVI 6.00 8.00 36.0 16.00 WCGT 0201... SR 14-299 T-6/5
IHAXF 8-10-AVI 8.00 10.00 48.0 16.00 WCGT 0201... SR 14-299 T-6/5
IHAXF 10-12-AVI 10.00 12.00 60.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 12-14-AVI 12.00 14.00 72.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 14-16-AVI 14.00 16.00 84.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 16-18-AVI 16.00 18.00 96.0 16.00 TPGX 0902... SR 14-298 T-8/5

* Note: Not recommended to be used on balanceable BHF-BL fine boring heads.

() Cutting diameter minimum

(@) Cutting diameter maximum

For inserts, see pages: TPGX (896) ® TPGX (CBN) (897) ¢ WCGT (896)

For holders, see pages: ADBH (874) « BHD MB (853) ® BHE MB (857) ® BHE MB-H (857) ® BHF MB16-MB50 Dia. 2.5-108 (864)

ITSB0RE
OHN |

IHAXF-E | »?f

Carbide Vibration j

Dampening Boring Bars DCONl\iISg5 é(& DCN-DCX

\Se

DCNi DCX®@ OHN DCONMS Insert & ?
IHAXF 6- 8-E 6.00 8.00 45.0 16.00 WCGT 0201... SR 14-299 T-6/5
IHAXF 8-10-E 8.00 10.00 60.0 16.00 WCGT 0201... SR 14-299 T-6/5
IHAXF 10-12-E 10.00 12.00 75.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 12-14-E 12.00 14.00 90.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 14-16-E 14.00 16.00 105.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 16-18-E 16.00 18.00 120.0 16.00 TPGX 0902... SR 14-298 T-8/5

* Note: Not recommended to be used on balanceable BHF-BL fine boring heads.

() Cutting diameter minimum

() Cutting diameter maximum

For inserts, see pages: TPGX (896) ® TPGX (CBN) (897) ¢ WCGT (896)

For holders, see pages: ADBH (874) « BHD MB (853) « BHE MB (857) « BHE MB-H (857) ¢ BHF MB16-MB50 Dia. 2.5-108 (864)

L r v_ 7 _J

ITSBORE= ~—BD2—~ —

BBH 30/40 T

Extension Slides for MB T

Modular Fine Boring Holders LgLPR

l«-BD—!

o . %x
BBH 30X40 30.5 40.0 25.00 52.50 43.00 0.26
BBH 30X70 30.5 70.0 25.00 82.50 43.00 0.38
BBH 30X115 30.5 115.0 27.00 127.50 43.00 0.64
BBH 40X69 40.0 69.0 32.00 86.00 56.00 0.69
BBH 40X114 40.0 114.0 32.00 131.00 56.00 098
BBH 40X189 40.0 189.0 38.00 206.00 56.00 1.94

For tools, see pages: IHFF (853) * IHRF (853)

Member IMC Group
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BHFH et

Counter Weight Slides for MB T

Modular Fine Boring Holders

;1

OAW OAL

7

OAH

BHFH 30X75 30.5
30.5
30.5
40.0

40.0

75.00
93.00
135.00
133.00
200.00

BHFH 30X93

BHFH 30X135
BHFH 40X133
BHFH 40X200
BHFH 40X300 40.0 300.00
BHFH 40X400 40.0 400.00

25.0
25.0
25.0
40.0
40.0
40.0
40.0

0.44
0.54
0.76
1.62
2.30
3.47
4.56

SR M10X25 DIN912
SR M10X25 DIN912
SR M10X25 DIN912
SR M10X25 DIN912
SR M10X25 DIN912
SR M10X25 DIN912
SR M10X25 DIN912

For tools, see pages: IHFF (853) * IHRF (853) ¢ IHRF-BW (877) ¢ IHRF-CH (878)

ITS50RE

= OAW =

BBH 63
Extension Slides for MB Modular
BHE Fine Boring Holders

BD_2 LPR

LB OAW

63.00 78.00

BBH 63X

28.0 0.52

For tools, see pages: IHFF (853) ¢ IHRF (853)

ITSB0RE
BHEH

Slides for MB Modular BHE
Fine Boring Holders

¥
Hoconws BD

i

(@]
OAW BD LF DCONWS )

&

;S L /L

BHEH 24X75

24.0
28.0

75.00 14.5
80.00 22.5
BHEH 28X108 28.0 108.00 22.5
BHEH 28X148 28.0 148.00 22.5

0.20
0.33
0.53
0.69

BHEH 28X80 16.00

SR M6X6 DIN913* SR M5X25DIN912* HW 4.0* HW 3.0

For tools, see pages: IHFF (853) * IHRF (853)  IHRF-BW (877) ¢ IHRF-CH (878)

ITS50RE

ADBH
Sleeve for MB Modular
Fine Boring Holders

— BD_2 —
>

| !

‘4— OAW

OAL

LBD—J

N DCONWS

BD DCONWS OAL

BD_2 OAW

25.00

ADBH 30XD16 30.00 16.00

39.00 30.5 0.15

For tools, see pages: IHAXF (871) o IHAXF-AVI (873) ¢ IHAXF-E (873)

ISCAR
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cws2

Counter Balancing Weight Tf {j

[ 22 — 17
Dy A

Used on BHEH Slide for OAL
Fine Boring Holders

o —
| E—

LI
s
)
M
N
=

&
[owz

31.50 0.05

ITSBCRE
IHWF t

Trigon Insert Holders for Mounting
on MB Fine Boring Heads Y

WF OAL DCN(! DCX® Insert
| IHWWF14E | 8.00 14.00 145 18.0 WGGT 0201...
() Cutting diameter minimum @) Cutting diameter maximum
For inserts, see pages: WCGT (896)
For holders, see pages: BHD MB (853) ¢ BHE MB (857)
ITSBORE .
ADJRGR
BHD 50 L200 DON-DCX
Digital Fine Boring Slide Head for —
TCH AL Large Diameter Holders OAL
‘ IHFF 50 IHRF 50 CH45 54-800
S P, IHRF 50 IHRF 50 CH30 54-800
Sefaled oface IHRF 56-802BW IHRF 50 CH15 54-800
v
Q
D DCN® DCX®@ OAL OAH ADJRGR k]
200.0 1202.0 110.00 740 5.00 170

() Cutting diameter minimum @ Cutting diameter maximum
For tools, see pages: IHFF (853) * IHRF (853) ¢ IHRF-BW (877)  IHRF-CH (878)

y _ry v _ V7V _J
l Tspvﬂﬂ ADJRGR LF (assembly)

BHF L200
Fine Boring Slide Head for TCH
AL Large Diameter Holders

DCN-DCX

IHRF 50 CH45 54-800
IHRF 50 CH30 54-800
IHRF 50 CH15 54-800

BHF L200 200.0 1202.0 110.00 67.0 5.00

1.27

) Cutting diameter minimum @ Cutting diameter maximum
For tools, see pages: IHFF (853) ¢ IHRF (853) » IHRF-BW (877) » IHRF-CH (878)

ITSB0RE
CwW200
Counter Balancing Weight

for TCH AL Rough and
Fine Boring Holders

30x56.5

B e

&
[owzoo

105.00 112

Member IMC Group

(T [Tl 875
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180 [ [
TCH AL
Aluminum Twin Cutter
o Lkl

=3
Heads for Rough and Fine ¥
Boring Operations, Diameter Sﬁ DoONMS o i

DBC 4 40;
Range 200-1200 mm % { \_‘E[ [ [ E

DCN-DCX

LL
oC
O
)
N
=

DCN®  DCX® BD  DCONMS  DBC ss 0AW CXT BH csp &

TCH AL200 200.0 602.0 194.00 40.00 66.70 80 ° ° 54.00 1 320
TCH AL300 300.0 702.0 288.00 40.00 66.70 80 - = 54.00 1 3.90
TCH AL400 400.0 802.0 394.00 40.00 66.70 80 ° 1/4GAS 61.00 0 6.90
TCH AL500 500.0 902.0 494.00 60.00 101.60 80,110 128.0 1/4GAS 69.00 0 8.70
TCH AL600 600.0 1002.0 594.00 60.00 101.60 80,110 128.0 1/4GAS 71.00 0 8.34
TCH AL700 700.0 1102.0 694.00 60.00 101.60 80,110 128.0 1/4GAS 74.00 0 8.34
TCH AL800 800.0 1202.0 794.00 60.00 101.60 80,110 128.0 ° 80.00 0 15.20

e Aluminum body, with steel serrated seats ® The "O" position on the counterweight balances the BHF boring head for 200 mm boring diameter position. For every 10 mm
change in boring diameter, move the counterweight by 1 measurement mark e Verify that the weight of the entire tool assembly does not exceed the machine spindle's
carrying capability e For spare parts, see page 875, 905

() Cutting diameter minimum

(@) Cutting diameter maximum

For tools, see pages: IHBR (849) ¢ IHCR (848) ¢ IHPR (849) * IHSR (848)  IHSR-BW (850)

Large Diameter Double Edge Fine Boring Options

LF LF_2 T LF_3-—»

LF_2
Tw 5°30° 45°

DIN2080-CP
(centering plug)

=H

SMH 40-60
MB80-110-140

&

K A 100 FM 60X 70|
M

HS
BTF
DING9871-FM

DM DCN-D

DCN-DCX

DCN-DCX

CW 200 %77 IHRF 50 CH15 54-800
TCHH EX 100/300 IHRF 56-802BW. TOHH Ex 10013001 222 IHRF 50 CH30 54-800
IHRF 50 CH45 54-800 —

DCN-DCX

TCHH EX 100/300

DCN-DCX(3,4)

Aluminum Twin Cutter Heads

Extension
Boring Tools Fine Boring Slide Head Slides Dimensions | TCH 200 | TCH 300 | TCH 400 | TCH 500 | TCH 600 | TCH 700 | TCH 800

NS BHF 1200 / BHD MB50 1200 d 200-300 | 300-400 | 400-500 | 500-600 | 600-700 | 700-800 | 800-900

A EE BHF 1200 / BHD MBS0 1200 [TCHH EX 100 d 300-400 | 400-500 | 500-600 | 600-700 | 700-800 | 800-900 |900-1000

I BHF 1200 / BHD MB50 L200 [TCHH EX 300 d 400-600 | 500-700 | 600-800 | 700-900 |800-1000 | 900-1100 [1000-1200
BHF L200 / BHD MB50 L200 di 202-302 | 302-402 | 402-502 | 502-602 | 602-702 | 702-802 | 802-902
ICLEEEEEET BHF 1200 / BHD MBS0 1200 [TCHH EX 100 di 302-402 | 402-502 | 502-602 | 602-702 | 702-802 | 802-902 | 902-1002
ICLEEEERAETM| BHF L200 / BHD MB50 L200 [TCHH EX 300 di 402-602 | 502-702 | 602-802 | 702-902 |802-1002 | 902-1102 [1002-1202
[IHLF50 [N L1 120 120 127 135 137 140 146
G EE BHF 1200 TCHH EX 100 L2 150 150 157 165 167 170 176
[IHLF50  [EIEEN TCHH EX 300 L2 160 160 167 175 177 180 186
IHRF 56-802BW IR L3 103 103 110 118 120 123 129
IHRF 56-802BW R TCHH EX 100 L4 133 133 140 148 150 153 159
BHF L200 TCHH EX 300 L4 143 143 150 158 160 163 169
ICEEE BHD MB50 1200 L5 147 147 154 162 164 167 173
ICEE BHD MB50 L200 TCHH EX 100 L6 177 177 184 192 194 197 203
ICEEE BHD MB50 L200 TCHH EX 300 L6 187 187 194 202 204 207 213
G P =1 BHD MBS0 1200 L7 130 130 137 145 147 150 156
MLEEEEERPEIT BHD MB50 1200 TCHH EX 100 L8 160 160 167 175 177 180 186
G EEEEGPE T BHD MB50 L200 TCHH EX 300 L8 170 170 177 185 187 190 196

ISCAR
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TCHH EX

Boring Tools Extension Slides
for TCH AL Boring Heads

LI
s
)
M
N
=

o
o o ou 5
TCHH EX100 310 355 165,00 150
TCHH EX300 410 355 255.00 2.80

For tools, see pages: IHBR (849) ¢ IHCR (848) * IHPR (849) * IHSR (848) * IHSR-BW (850)

ITS50RE .

~ | DMIN =
IHRF-BW BHE16.50 J BD
Back Face Turning Toolholders g
for BHF and TCH AL

Fine Boring Heads

BHF63-125
BHFH
IHRF...BW

TCH AL200-800
BHF L200
LF IHRF..BW

L
LOAL o TLoAL
DCN-DCX || DCN-DCX
ss BD DCN®@ LF DCX®  WF OAL Insert
IHRF 20-25BW BHF MB16-16x34 16 20 27.5 25 8 18 CCMT 0602...
IHRF 24.5-32BW BHF MB20-20x40 20 24.5 BEI5) 32 8.5 22.5 CCMT 0602...
IHRF 31.5-41.5BW BHF MB25-25x50 25 31.5 41.5 40.5 9.5 28.5 CCMT 0602...
IHRF 38.5-51.5BW BHF MB32-32x63 32 38.5 53 BIES 11 8515 CCMT 0602...
IHRF 50.5-65BW BHF MB40-40X80 40 50.5 68 65 185 46 CCMT 09T3...
BHF MB50-50X60 50 56 62 87 17.5 58 CCMT 09T8...
BHF MB63-63X87+BHFH... 75-93 82 70.5 127 17.5 58 CCMT 09T83...
BHF MB80-80X94+BHFH... 93-135 100 79.5 162 17.5 53 CCMT 09T83...
BHF MB80-125X114+BHFH... 133-400 140 98 502 17.5 58] CCMT 09T8...
TCH AL200+BHF L.200/BHD 50 L200 194 202 103 302 17.5 53 CCMT 09T83...
IHRF 56-802BW TCH AL300+BHF L200/BHD 50 L200 288 302 103 402 17.5 58] CCMT 09T3...
TCH AL400+BHF L.200/BHD 50 L200 394 402 110 502 17.5 58] CCMT 09T8...
TCH AL500+BHF L200/BHD 50 L200 494 502 118 602 17.5 58 CCMT 09T8...
TCH AL600+BHF L.200/BHD 50 L200 594 602 120 702 17.5 53 CCMT 09T83...
TCH AL700+BHF L200/BHD 50 L200 694 702 123 802 17.5 58] CCMT 09T8...
TCH AL800+BHF L.200/BHD 50 L200 794 802 129 902 17.5 58 CCMT 09T3...

* DMIN=(min bore diameter)=(DCN+BD+1)/2 e BD=Size of the boring head being used
() Suitable boring heads

(2 Cutting diameter minimum

@) Cutting diameter maximum

For inserts, see pages: CCGT-AS (803) « CCGW/CCMT (CBN) (803) ¢ CCMT (PCD) (803) » CCMT-14 (801)  CCMT-PF (801) » CCMT-WG (802) » CCMT/CCGT (802)

e CCMT/CCGT-SM (801)
For holders, see pages: BHD 50 L200 (787) « BHD MB (766) ®* BHE MB (770) ® BHEH (786) ® BHF L200 (787) ® BHF MB16-MB&0 Dia. 2.5-108 (774) ® BHFH (785)

Spare Parts
& b4

SR 16-236 T-15/5

Member IMC Group
o=
L 4 11 ]




ITS50RE
IHRF-CH PSIRRQ W e
Chamfering Tools for = x o T

BHF Boring Heads JHL

LI
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DCN( DCX®@ LF OAL WF LFA PSIRR Insert

IHRF 16 CH20 18-23 18.0 23.0 17.80 20.00 11.00 2.20 20.0 CCGT 0602...
IHRF 16 CH30 18-23 18.0 23.0 16.80 20.00 9.00 3.20 30.0 CCGT 0602...
IHRF 16 CH45 18-23 18.0 23.0 16.54 20.10 9.50 4.60 45.0 CCGT 0602...
IHRF 16 CH60 18-23 18.0 23.0 14.50 20.00 9.50 5.60 60.0 CCGT 0602...
IHRF 20 CH15 22-29 220 29.0 22.30 24.00 11.00 1.70 156.0 CCGT 0602...
IHRF 20 CH20 22-29 22.0 29.0 21.70 24.00 11.00 2.20 20.0 CCGT 0602...
IHRF 20 CH30 22-29 220 29.0 20.80 24.00 9.00 3.20 30.0 CCGT 0602...
IHRF 20 CH45 22-29 22.0 29.0 19.40 24.00 9.50 4.60 45.0 CCGT 0602...
IHRF 20 CH60 22-29 220 29.0 18.40 24.00 9.50 5.60 60.0 CCGT 0602...
IHRF 25 CH15 28-38 28.0 38.0 24.00 25.70 10.40 1.70 15.0 CCGT 0602...
IHRF 25 CH30 28-38 28.0 38.0 22.60 25.60 10.40 3.20 30.0 CCGT 0602...
IHRF 25 CH45 28-38 28.0 38.0 21.40 25.90 10.40 4.40 45.0 CCGT 0602...
IHRF 32 CH15 35-53 35.0 53.0 32.00 33.70 12.60 1.70 15.0 CCGT 0602...
IHRF 32 CH30 35-53 35.0 53.0 30.50 33.70 12.10 3.20 30.0 CCGT 0602...
IHRF 32 CH20 36-50 36.0 50.0 32.50 34.80 13.50 2.20 20.0 CCGT 0602...
IHRF 32 CH45 36-50 36.0 50.0 29.20 33.70 12.10 4.60 45.0 CCGT 0602...
IHRF 32 CH60 36-50 36.0 50.0 29.30 34.80 12.00 5.60 60.0 CCGT 0602...
IHRF 40 CH60 48-63 48.0 63.0 39.10 47.50 16.50 8.40 60.0 CCGT 09T3...
IHRF 40 CH15 48-66 48.0 66.0 44.90 47.40 17.50 2.50 15.0 CCGT 09T8...
IHRF 40 CH30 48-66 48.0 66.0 38.20 42.90 14.40 4.70 30.0 CCGT 09T8...
IHRF 40 CH45 48-66 48.0 66.0 36.40 43.00 14.40 6.70 45.0 CCGT 09T8...
IHRF 50 CH15 54-800 54.0 800.0 48.10 50.60 19.00 2.50 15.0 CCGT 09T3...
IHRF 50 CH20 54-800 54.0 800.0 52.20 56.50 18.00 3.30 20.0 CCGT 09T8...
IHRF 50 CH30 54-800 54.0 800.0 49.95 50.80 19.00 4.70 30.0 CCGT 09T3...
IHRF 50 CH45 54-800 54.0 800.0 44.00 50.60 19.00 6.70 45.0 CCGT 09T8...
IHRF 50 CH60 54-800 54.0 800.0 4710 55.50 16.50 8.40 60.0 CCGT 09T3...

() Cutting diameter minimum @ Cutting diameter maximum
For inserts, see pages: CCGT-AS (891) ¢ CCGW/CCMT (CBN) (891) « CCMT (PCD) (891) » CCMT-PF (889) » CCMT-WG (890) » CCMT/CCGT (890) ® CCMT/CCGT-SM (889)
For holders, see pages: BHD 50 L200 (875) ¢ BHD MB (853) ¢ BHE MB (857) ® BHEH (874)  BHF L200 (875) ¢ BHF MB16-MB50 Dia. 2.5-108 (864) ® BHFH (874)

ISCAR




ITSBORE el LL|
KIT BHD-MB % o
Contains a Digital Display T - O
Fine Boring Head and Various |
Boring Tools and Inserts DeeE PON-BOX m
@p)
=
DCN® DCONMS DCX®@
KIT BHD MB50-50 6-110 6.00 50.00 110.00
KIT BHD MB63-63 6-125 6.00 63.00 125.00
KIT BHD MB80-80 6-200 6.00 80.00 200.00
() Cutting diameter minimum @ Cutting diameter maximum
Boring Kit BHD MB50-50 metric/inch (26-110 mm)
Fine Boring Head with 2 ym Direct Diametric 2 ym
Adjustment Resolution and a Built-in Digital Display
1 BHD MB50-50x60 1 IHAXF 22-30/16
1 IHFF 25 1 BBH D16-53
1 IHFF 32 1 BHEH 24x75
1 IHFF 50 1 BH NUT 10
1 IHAXF 6-8/16 1CW 32
1 IHAXF 8-10/16 2 WCGT 020102L
1 IHAXF 11-13/16 5 TPGX 730-L
1 IHAXF 16-18/16 1 TPGX 220-L
Designation MB Boring Range
KIT BHD MB50-50 6-110 50 6-110
26-30 928-54 954-84 280-108 292-108
L e8] |
"l_ﬁ!ﬂl; 8 'IINl‘EL 10 H#e [ 79 ?“"E
e Tz | ey [l
u 21 BBH { |—
Wﬁe W] | 2B | s BHEH 2475
Q\Haszb — a J 5 68 A IHFF 50 BHEH 24x75
oty oy 4 ose |
IHAXF 11136 IHFF 25 @80-108 IHFF 50
oz oSt ‘
%—j@ y [HFF32 ©92-108
Boring Kit BHD MB63-63-89 metric/inch (g6-125 mm)
Fine Boring Head with 2 pm Direct Diametric
Adjustment Resolution and a Built-in Digital Display
1 BHD MB63-63-89 1 IHAXF 16-18/16
1 BBH 63X78 1 IHAXF 22-30/16
1 BHEH 28X80 1 IHFF 25
1 BBH 16-53 1 IHFF 32
1 CW32 1 IHFF 50
1 IHAXF 6- 8/16 2 WCGT 020102L
1 IHAXF 8-10/16 5 TPGX 730-L
ABNNEE 1 IHAXF 11-13/16 1 TPGX 220-L
[a]a[a] o]-] -
Designation MB d1 Boring Range

972-103

086-125

| (@

1§ i
LRy B

BHEH 28X80)|

04056 | ees 125

H HF
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Boring Kit BHD MB80-80-104 metric/inch (26-200 mm)
Fine Boring Head with 2 pm Direct Diametric
Adjustment Resolution and a Built-in Digital Display

1 BHD MB80-80-104 1 IHAXF 16-18/16
1 BBH D16-53 1 IHAXF 22-30/16
1 BBH 63X78 1 IHFF 25

1 BHEH 28X108 1 IHFF 32

1 BHEH 28X148 1 IHFF 50

1 CW32 2 WCGT 020102L
1 IHAXF 6- 8/16 5 TPGX 730-L

1 IHAXF 8-10/16 1 TPGX 220-L

S 1 IHAXF 11-13/16

Designation MB Boring Range
KIT BHD MB80-80-104 63 6-200

Q72-103 086-125

ﬁ

1 ° I ‘
91 . 885
110
l [ H Z\ l
T BEH 6376 I —
= 63 e or2-103 owa2
-1, _ 50 A l 845 BHEH 28%G0)
01117 A BBH D16.53 04055 os12s
AT 17378 IHFF 32
_ 00844, |
R TR 25

U8 ISCAR
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LLl
KIT BHE MB niE @< as
Contains a Fine Boring Head and 58 8 - @ @ O
Various Boring Tools and Inserts DCONMS °%2 © >:§JT [« M
OF2
e IHFF (E) U)
=
DCONMS DCNe DCX®
KIT BHE MB32-32-53 H (1) 32 25 12
KIT BHE MB50-50-60 H (1) 50 6 22
KIT BHE MB50-50-80 50 6 110
KIT BHE MB63-63-89 63 6 125
KIT BHE MB80-80-104 80 6 200
e For kit contents and boring options, see following page. ® 0.01 mm direct diametric adjustment and 0.002 mm by a vernier scale.
() Balanced to G2.5/12,000 RPM
(@) Cutting diameter minimum
@) Cutting diameter maximum
Boring Kit BHE MB32-32x53 H (22.5-12 mm) <
Fine Boring Head 10 pm Direct Diametric 10um || G25
Adjustment and 2 pm by a Vernier Scale 2 pym 12,000 RPM ”
Boring Tools: Inserts:
1 BHE MB32-32X53 H 5 TPGX 090202L
1 IHAXF 2.5-4/8 2 WCGT 020102L
1 IHAXF 4-6/8
1 IHAXF 6-8/8
1 IHAXF 8-10/8

1 IHAXF 10-12/8

Designation MB Boring Range
KIT BHE MB32-32X53 H 32 25-12

0254
THAXF 2.5-4/8

)
d l 21
046 2

THAXF 4-6/8

06-8
THAXF 6-8/8

08-10
THAXF 8-10/8

21012
THAXF 10-12/8

Member IMC Group
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Boring Kit BHE MB50-50x60 H (26-22 mm)
Fine Boring Head 10 pm Direct Diametric
Adjustment and 2 pm by a Vernier Scale

Q
10 um G2.5
2um 12,000 RPM
[

Boring Tools: Inserts:
1 BHE MB50-50X60 H 5 TPGX 090202L
1 IHAXF 6-8/16 2 WCGT 020102L
1 IHAXF 8-10/16
1 IHAXF 10-12/16
1 IHAXF 12-14/16
1 IHAXF 14-16/16
1 IHAXF 16-18/16
1 IHAXF 18-22/16

Designation
KIT BHE MB50-50X60 H 50

MB Boring Range

6-22

10 pm direct diametric adjustment and 2 pm by a Vernier scale

60

06-8

IHAXF 6-8/16

@8-10
12-14
IHAXF 12-14/16
01416
IHAXF 14-16/16
016-18
IHAXF 16-18/16

IHAXF 18-22/16

018-22

Boring Kit BHE MB50-50 x 80 (26-110 mm)
Fine Boring Head 10 pm Direct Diametric
Adjustment and 2 pm by a Vernier Scale

1 BHE MB50-50x80

10 um
2 ym

1 IHAXF 16-18/16

1 IHFF 25 1 IHAXF 22-30/16
1 IHFF 32 1 BBH D16x53
1 IHFF 50 1 BHEH 24x75
1 IHAXF 6-8/16 1 BH NUT 10
1 IHAXF 8-10/16 1 CW 32
1 IHAXF 11-13/16
Designation MB Boring Range
KIT BHE MB50-50X80 50 6-110

10 um direct diametric adjustment and 2 pm by a Vernier scale

26-30

08-12
IHAXF 8-10/16
o11-17 ﬁ

IHAXF 1113716

016-23 —
IHAXF 16-78776

022:30

IHAXF 22-30716

280-110 292-110

©80-110 IHFF 50

ISCAR
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Boring Kit BHE MB63-63 x 89 (26-125 mm)
Fine Boring Head 10 pm Direct Diametric
Adjustment and 2 pm by a Vernier Scale

1 BHE MB63-63x89
1 IHFF 32

1 IHFF 50

1 IHFF 6-8/16

1 IHAXF 8-10/16

1 IHAXF 11-13/16

10 um
2 ym

1 IHAXF 16-18/16

1 IHAXF 22-30/16

1 BBH 63x78

1 BHEH 28x80

1 BH WASHER IH..50
1 CW 32

HAXF 22-30/16

Designation MB Boring Range
KIT BHE MB63-63X89 63 6-125
©40-74 72-110 86-125
5 685
91 885
s 110
ﬂ
BHEH 28:60 ! IHFF 50
u 2 75
268 — 2 5 845 072110
IHAXF 6.8716 -
om12 s i L BHEH 28x80
THAXF 810716 6 owse |
PN S —
W’J BBH 63x78 HFF 50
h A 086-125

oe2s ] 040-56
IHAXF 16-18/16 IRFF 32

N 054-74
02230 | HFF 5

Boring Kit BHE MB80-80 x104 (96-200 mm)

Fine Boring Head 10 pm Direct Diametric
Adjustment and 2 pym by a Vernier Scale

1 BHE MB80-80x104
1 IHFF 32

1 IHFF 50

1 IHFF 6-8/16

1 IHAXF 8-10/16

1 IHAXF 11-13/16

1 IHAXF 16-18/16

1 IHAXF 22-30/16

1 BBH 63x78

1 BHEH 28x80

1 BHEH 28x108

1 BHEH 28x148

1 BH WASHER IH..50
1 CW 32

Designation
KIT BHE MB80-80X104

MB Boring Range
80 6-200

288-132 @115-200

BHEH 28x80

26-8
IHAXF 6-8/16
28-12
HAXF 8-10/16

(1)4—1
IHAXF 11-13/16
A

[} 4—1

IHAXF 16-18/16
3

IF {FO(F 22-30/16

IHFF 50
©115-160 BHEH 28x108
9155-200 BHEH 26x148

1255

() The specified boring range differs from the one specified for the boring bar.
The extra range is not recommended for high rotational speeds.
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ITS50RE
KIT BHF MB-BL
Contains a Balanceable Fine T oL

Boring Head and Various DCONMS £ %
Boring Tools and Inserts

IHAXF = IHAXF

LI
o
O
M
N
=

DCONMS DON@ DOX®

KIT BHF MB50-50 BL (1) 50.00 6.00 22,00

() Balanced to G2.5/20,000 RPM.
(2 Cutting diameter minimum
@) Cutting diameter maximum

with BHF BL Fine Boring Balanceable Head 2 um G2.5

Boring Kit BL BHF MB50-50 (96-22 mm) Q@
20,000 RPM @

—— 50—

685

sl
1 BHF MB50-50X68 BL o
1 IHAXF 6-8/16 TR J i)
1 IHAXF 8-10/16 P | |
1 IHAXF 10-12/16 U S
1 IHAXF 12-14/16 TR
1 IHAXF 14-16/16 T
1 IHAXF 16-18/16 VR - N
1 IHAXF 18-22/16 TR
5 TPGX 090202L — T
2 WCGT 020102L () On BHF BL max. balanceable dia. is 20 mm.

Designation MB Boring Range
KIT BL BHF MB50-50 50 6-22

2 ISCAR
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ITS50RE e LL
KIT BHF-MB — I O
Contains a Fine Boring Head and — O
Various Boring Tools and Inserts DCONMS ‘_ ® M
- N
|_
DON DCX DCONMS

KIT BHF MB50-50 6-108 6.00 108.00 50.00

KIT BHF MB50-63 6.00 125,00 50.00

KIT BHF MB50-80 6.00 220.00 50.00

KIT BHF MB63-63 6.00 125.00 63.00

KIT BHF MB80-80 6.00 200.00 80.00

() Cutting diameter minimum

Boring Kit BHF MB50-50 (@6-108 mm)
Fine Boring Head 10 pm Direct Diametric 2 um
Adjustment and 2 pm by a Vernier Scale

1 BHF MB50-50x60 1 IHAXF 22-30/16
1 IHFF 25 1 BBH D16x53

1 IHFF 32 1 BHEH 24x75

1 IHFF 50 1 BH NUT 10

1 IHAXF 6-8/16 1 CW 32

1 IHAXF 8-10/16 2 WCGT 020102L
1 IHAXF 11-13/16 5 TPGX 730-L

1 IHAXF 16-18/16 1 TPGX 220-L

BHNUT 10

i Iéli

Designation MB Boring Range
KIT BHF MB50-50 6-108 50 6-108

@6-30 928-54 254-84 280-108 292-108

;\w 2N &
1 BH |y
- 61 NUT -
(@
il #ie@wl o 10 B 79 | @rl % n i o %
. ] ]
19
BBH !
- D16x53 63 ] A
068 oPeTh. IHFF 50 BHEH 24x75 ow a2
. s N @54-84 | IHFF50 BHEH 24x75
IHAXF 8-10/16
01117 ' 02842
IHAXF 11-13/76 A IHFF 25 080108 | IHFF50
91628 0T | ogess
IHAXF 16-16716 099108

A y HFF 32

@22-30
IHAXF 22-30/16

Member IMC Grou
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Boring Kit BHF MB50-63 /
Boring Kit BHF MB63-63 (26-125 mm) 2 um

1 BHF MB...-63x87

1 BHFH 30x75

1 IHAXF 6-8/16 1 IHFF 25
1 IHAXF 8-10/16 1 IHFF 32
1 IHAXF 11-13/16 1 IHFF 50
1 IHAXF 16-18/16 5 TPGX 090202L
1 IHAXF 22-30/16 1 TPGX 110302L
1 ADBH 30xD16 2 WCGT 020102L
1 BBH 30x40
1 BBH 30x70
Designation MB Boring Range
KIT BHF MB50-63 50 6-125
KIT BHF MB63-63 63 6-125
6-30 28-80 Q77125

~

) | [ 1l

1 O\ 1 O\ [ il
L L A\ L (\
,\8 Qo ? 0 390
<o) m@; # (of- )
2 L * i = =
© © | 7 f
5 Irl v o
2 > S - —
8 3 2 385
1) x
5 * T 8
8 i 3 % £ N
<< w
21 80 5
@ Q77-125
Y o8 IHFF 50
26-8
IHAXF 6-8 — 40 o
@ &
28-10 58 b @
IHAXF 8-10 a
@ @1-17 ©28-70
- IHFF 25
IHAXF 11-13 @ s
216-23 @36-80 .
) jHaxF 16-18 IHFF 32
@ IHRF 32
©22-30 ‘
IHAXF 22-30

) The specified boring range differs from the one specified for the boring bar. The extra range is not recommended for high rotational speeds.
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Boring Kit BHF MB50-80 /
Boring Kit BHF MB80-80 (26-220 mm) 2 um

1 BHF MB..-80x94 1 BHFH 30x93

1 IHAXF 6-8/16 1 BHFH 30x135

1 IHAXF 8-10/16 1 IHFF 25

1 IHAXF 11-13/16 1 IHFF 32

1 IHAXF 16-18/16 1 IHFF 50

1 IHAXF 22-30/16 5 TPGX 090202L
1 ADBH 30xD16 1 TPGX 110302L
1 BBH 30x40 2 WCGT 020102L
1 BBH 30x70

1 BBH 30x115

Designation Boring Range

KIT BHF MB50-80 6-220
KIT BHF MB80-80 6-220

1 ] T O\ 1 O\ ]
[ [N [ [N
T I <1 T
@‘ o&?; # Tt »c S am|
) ¢ 2 - f
é >.< 2;1 2 T 385
T y © ® 0
: + ol g o Cle
o
21 l 80 E ©95-160 ‘ °
6-8 * 28 @ z IHFF 50 %
e —»
IHAXF 6-8 = 40 g 195
28-10 2 J 8
—
IHAXF 8-10 %8 @ 228-86 @
@ s IHFF 25
21117 IHRF 25 @140-220
(1 |
IHAXF 11-13 IHFF 50
w0
@ .- @
m 21628 T - 21 o386
IHAXF 16-18 a HFF 25
@ IHRF 25
©22-30 - @36-96
LeEeE
IHAXF 22-30 HFE32 1
IHRF 32
06-30 028-96 095-220
(™) The specified boring range differs from the one specified for the boring bar. The extra range is not recommended for high rotational speeds.
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ITS50RE

_ AKITS
T® § M= _sren IHFF g
KIT BHFH-MB I &
Contains Adapters, Extensions t— iHFp HRE [T
and Boring Bars for 36 to IHRF 1 IHFE
400 mm Boring Range BBH IHFF
BBH BBH -
DCONMS DCN® DCX
KIT BHFH MB80-125 80.00 36.00 400.00
() Cutting diameter minimum
Kit BHFH MB80-125 Holder for
BHF MB80-125x114 936-410 2 pm
ggg 38§?34 u Borlng Range
BBH 40x189 KIT BHFH MB80-125 [&i) 36-410
BHFH 40x133
BHFH 40x200
BHFH 40x300
IHFF 25
IHFF 40
IHFF 50
@36-137 @135-500
1 O ] PN
L L
o) o
1 5 - }_ } ( b < ) ) o
9
| r
. 51
: A
z T o o
m 125 @135-210
A . ompn | ||
T 200 X g 2
< = g =
= ' i i £
3 %@ & z :
I T
% %
g '
i @205-310
& 036-123 IHFF 50
e ©305-410
IHFF 50
246-137
IHFF 40
IHRF 40
ITSB0RE AE
KIT IHAXF @@/

The Kit Contains Five Boring
Bars and Suitable Inserts

DCNI

DCX

6.00

30.00

() Cutting diameter minimum

ISCAR
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CCMT/CCGT-SM - o
Single-Sided Turning Inserts for O
Semi-Finishing and Finishing on m
Soft Materials and Exotic Alloys
@p)
|_
Dimensions Tough <— Hard ﬁizﬂmgnggti
clslgle|s Sl |B8|eln|x !
S8 8|8|zs|g|B|§|8|8|8|8]| >, M
Designation L IC S RE D oc|lo|o|o|e|e | |o|e|C|C| S| (mm]| r
CCGT 060201-SM B3 6.35 2.38 0.10 2.80 ® 0.25-2.00|0.05-0.20
CCGT 060202-SM X3 6.35 2.38 0.20 2.80 ® 0.25-2.00|0.05-0.25
CCMT 060202-SM Y 6.35 2.38 0.20 2.80 o o ° 0.25-2.00(0.05-0.25
CCMT 060204-SM ¥ 6.35 2.38 0.40 2.80 o o ° [} [} ° ® |0.50-2.50{0.07-0.25
CCMT 060208-SM Y3 6.35 2.38 0.80 2.80 [ ° o ® (0.50-2.50(0.07-0.25
CCMT 09T302-SM |N(i] 9.52 3.97 0.20 4.40 o o ° [} o ® |0.50-2.50{0.06-0.25
CCMT 09T304-SM N (] 9.562 3.97 0.40 4.40 ° ° ° . . ° . ) ° . ® |0.50-2.50(0.06-0.25
CCMT 09T308-SM JcN(i] 9.52 3.97 0.80 4.40 ° . . ° ° . ° o ® 10.50-3.000.07-0.25
CCMT 120404-SM Pl 12.70 4.76 0.40 5.50 o ° ° o ® |0.70-3.50{0.07-0.25
408 12.90 12.70 4.76 0.80 5.50 o o ° ° ° ® 10.70-3.50(0.07-0.30
I

For tools, see pages: * IHCR (848) * IHRF (853) * IHRF-BW (877) * IHRF-C (852) ® IHRF-CH (878) ¢ IHSR (848) » IHSR-BW (850) * IHSR-C (852) * IHSR-CH (849)

L.
oV I VRN

CCMT-PF

80° Rhombic Inserts with

a Positive Flank for Semi-
Finishing and Finishing on Soft
Materials and Exotic Alloys

Dimensions Tough «— Hard ﬂiﬁﬁﬂﬂg"ﬂ’;ﬂ

g|8|(3|(8|s|5|3| = f
Designation L IC S RE D1 8|8|8|&8|8|3 |8 (mm) (mm/rev)
CCMT 060202-PF 6.30 6.35 2.38 0.20 2.80 o o ° ° ° o 0.20-2.50 0.04-0.25
CCMT 060204-PF 6.30 6.35 2.38 0.40 2.80 ° ° ° ° ° o 0.40-2.50 0.04-0.30
CCMT 09T302-PF 9.70 9.52 3.97 0.20 4.40 o ° ° ° o 0.50-3.00 0.05-0.30
CCMT 09T304-PF 9.70 9.52 3.97 0.40 4.40 o o ° ° ° ° o 0.50-3.50 0.05-0.35

For tools, see pages: IHCR (848) * IHRF (853) ¢ IHRF-BW (877)  IHRF-C (852) » IHRF-CH (878)  IHSR (848) ¢ IHSR-BW (850) * IHSR-C (852) * IHSR-CH (849)

ISCT Ui
CCMT-14 fj
80° Rhombic Inserts with a
7° Positive Flank for Semi-
Finishing and Finish Turning
Dimensions Tough <— Hard azz?lm?r:gng;g
g 8| g|s|8|8|8| » f
Designation L IC S RE D1 O || |o|9|co|Qo (mm) (mm/rev)
CCMT 060204-14 6.30 6.35 2.38 0.40 2.80 . [ [ o . [ 0.50-2.50 0.14-0.25
CCMT 09T304-14 9.70 9.62 3.97 0.40 4.40 o ° ° 0.50-3.00 0.14-0.25
CCMT 09T308-14 9.70 9.52 3.97 0.80 4.40 o ° . ° ° 0.80-3.00 0.14-0.30
CCMT 120408-14 12.90 12.70 476 0.80 5.50 [ [ 0.80-3.00 0.14-0.30

* Grooving depth (CDX) varies in conformance with blade's overhang (WFN-WFX and OHN-OHX) and depends on the bore diameter (D) ¢ CGHN 26...-M can be modified
from external double-sided CGHN blades e When TIP inserts are used the seat needs to be modified to ensure clearance
For tools, see pages:  IHCR (848) * IHRF (853) ® IHRF-BW (877) ® IHRF-C (852) ® IHRF-CH (878) * IHSR (848)  IHSR-BW (850) ® IHSR-C (852) ¢ IHSR-CH (849)

Member IMC Group
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CCET-WF

80°

i ; R P
80° Rhombic Inserts with a 7° 86° ]r\ 5
Positive Flank and a Wiper Near \ 9 5 ‘> Dr
the Corner for High Feed Finishing - ;%é’ 2o
0.3
L S =
Dimensions Recommended Machining Data
g ap f
Designation L IC S RE D+ [} (mm) (mm/rev)
CCET 0602005-WF 6.30 6.35 2.38 0.05 2.80 [ 0.05-2.00 0.01-0.20
CCET 09T3005-WF 9.50 9.52 3.97 0.05 4.40 ° 0.05-2.00 0.01-0.20

For tools, see pages: IHCR (848) * IHRF (853) ¢ IHSR (848) ¢ IHSR-BW (850) ® IHSR-C (852) ¢ IHSR-CH (849)

y 7.y v vy

PV I VN

CCMT/CCGT

80° Rhombic Inserts with a
7° Positive Flank for Semi-

Finishing and Finish Turning

Dimensions Tough <— Hard Recommended Machining Data

2| = = | 8

N S o S I a f
Designation L IC S RE D1 8|8 |8 |8 |8 (mm) (mm/rev)
CCGT 060202 6.45 6.35 2.38 0.20 2.80 o 0.50-2.00 0.10-0.20
CCGT 060202L (1 6.45 6.35 2.38 020 2.80 ° ° 0.50-2.00 0.10-0.20
CCGT 060204 6.45 6.35 2.38 0.40 2.80 o 0.50-2.00 0.10-0.20
CCGT 060204L (1) 6.45 6.35 2.38 0.40 2.80 ° 0.50-2.00 0.10-0.20
CCMT 060202 6.45 6.35 2.38 0.20 2.80 o 0.50-2.00 0.10-0.20
CCMT 060204 6.45 6.35 2.38 0.40 2.80 o (] o 0.50-2.00 0.12-0.22
CCMT 09T302 9.70 9.52 3.97 0.20 4.40 [ o 0.50-2.50 0.12-0.25
CCMT 09T304 9.70 9.62 3.97 0.40 4.40 ° ° 0.50-2.50 0.12-0.25
CCMT 09T308 9.70 9.52 3.97 0.80 4.40 ° o 0.80-3.00 0.14-0.25

® Use left-hand inserts for left-hand external tools and for right-hand internal tools
() Left-hand insert

For tools, see pages: IHCR (848) ¢ IHRF (853) ¢ IHRF-BW (877) ¢ IHRF-C (852) * IHRF-CH (878) * IHSR (848) * IHSR-BW (850) ® IHSR-C (852) ¢ IHSR-CH (849)

1907 Ui

CCMT-WG

80° Rhombic Inserts with a 7°
Positive Flank and a Wiper Near
the Corner for High Feed Finishing

Dimensions Tough <— Hard Recommended Machining Data

8 ~ ~

Y S S ap f
Designation L IC S RE D1 8 ] 3 (mm) (mm/rev)
CCMT 060204-WG 6.30 6.35 2.38 0.40 2.80 o o 0.40-2.00 0.10-0.35
CCMT 09T304-WG 9.70 9.52 3.97 0.40 4.40 [ 0.40-2.00 0.14-0.30
CCMT 09T308-WG 9.70 9.62 3.97 0.80 4.40 o 0.50-2.50 0.20-0.38
CCMT 120408-WG 12.90 12.70 476 0.80 5.50 [ 0.50-3.00 0.20-0.36

For tools, see pages: IHCR (848) ¢ IHRF (853) ¢ IHRF-BW (877) ¢ IHRF-C (852) * IHRF-CH (878) * IHSR (848) * IHSR-BW (850) ® IHSR-C (852) ¢ IHSR-CH (849)

ISCAR




ISCT Uiy : T LL
RE 80 LE 70 ..f u D:
CCMT (PCD) 0 € =
Inserts with a Single PCD Q 4 [ ‘ @)
Top Corner Tip, 7° Clearance P M
and Positive Rake Angle I
for Finishing Aluminum
9 gl C|L)
Dimensions Recommended Machining Data
[Te) ap
Designation L IC S RE LE D1 =] (mm) (mm/rev)
CCMT 060202D 6.30 6.35 2.38 0.20 3.1 2.80 . 0.08-3.00 0.05-0.30
CCMT 060204D 6.30 6.35 2.38 0.40 30 2.80 ° 0.10-3.00 0.05-0.30
CCMT 09T304D 9.70 952 3.97 0.40 39 4,40 ° 0.10-3.00 0.05-0.30

For tools, see pages: IHCR (848) * IHRF (853) ¢ IHRF-BW (877)  IHRF-C (852) ¢ IHRF-CH (878)  IHSR (848) ¢ IHSR-BW (850) * IHSR-C (852)

VI VRN

CCGW/CCMT (CBN)
80° Rhombic Inserts with
a Single CBN Top Corner
Tip and 7° Clearance for
Machining Hardened Steel

Dimensions Tough <— Hard mxmm;ng :g

Ble(s| o f
Designation L IC S RE LE D1 ] o o (mm) (mm/rev)
CCGW 03X102T01015-1 3.63 3.57 1.39 0.20 2.0 1.90 o o 0.05-0.50 0.05-0.20
CCGW 03X104T01015-1 3.63 3.57 1.39 0.40 2.3 1.90 o [ 0.05-0.50 0.05-0.20
CCGW 04T102T01015-1 4.44 437 1.79 0.20 20 2.30 o L] 0.05-0.50 0.05-0.20
CCGW 04T104T01015-1 4.44 4.37 1.79 0.40 2.3 2.30 (] (] 0.056-0.50 0.056-0.20
CCMT 060202T 6.30 6.35 2.38 0.20 26 2.80 o 0.05-0.50 0.05-0.20
CCMT 060204T 6.30 6.35 2.38 0.40 2.7 2.80 . 0.05-0.50 0.05-0.20
CCMT 09T304T 9.70 9.52 3.97 0.40 29 4.40 o 0.05-0.50 0.05-0.20
CCMT 09T308T 9.70 9.52 3.97 0.80 3.6 4.40 d 0.05-0.50 0.05-0.20

For tools, see pages: IHCR (848) » IHRF (853) » IHRF-BW (877) * IHRF-C (852) ¢ IHRF-CH (878)  IHSR (848)  IHSR-BW (850) » IHSR-C (852)

VI VRN

CCGT-AS

80° Rhombic Inserts with a 7°
Positive Flank, Very Positive
Rake Angle and Sharp Cutting
Edge for Machining Aluminum

Dimensions Recommended Machining Data
o a f

Designation L IC S RE D1 3] (mm) (mm/rev)
CCGT 060201-AS 6.40 6.35 2.38 0.10 2.80 . 0.50-2.00 0.10-0.20
CCGT 060202-AS 6.40 6.35 2.38 0.20 2.80 [ 0.50-2.00 0.10-0.20
CCGT 060204-AS 6.40 6.35 2.38 0.40 2.80 o 0.50-2.00 0.10-0.25
CCGT 09T301-AS 9.70 9.52 3.97 0.10 4.40 o 0.50-2.50 0.10-0.25
CCGT 09T302-AS 9.70 9.52 3.97 0.20 4.40 . 0.50-2.50 0.10-0.25
CCGT 09T304-AS 9.70 9.62 3.97 0.40 4.40 o 0.50-2.50 0.10-0.25
CCGT 09T308-AS 9.70 9.52 3.97 0.80 4.40 o 0.80-3.00 0.10-0.30
CCGT 120402-AS 12.90 12.70 476 0.20 5.50 . 0.50-2.50 0.10-0.25
CCGT 120404-AS 12.90 12.70 476 0.40 5.50 o 0.50-2.50 0.10-0.25
CCGT 120408-AS 12.90 12.70 476 0.80 5.50 o 1.00-3.50 0.10-0.30

For tools, see pages: IHCR (848) ¢ IHRF (853) ® IHRF-BW (877) * IHRF-C (852)  IHRF-CH (878) ¢ IHSR (848) ¢ IHSR-BW (850) ¢ IHSR-C (852) ¢ IHSR-CH (849)

Member IMC Group
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CCGT-AF

80° Rhombic Inserts with a 7°
Positive Flank, Very Positive
Rake Angle and Sharp Cutting
Edge for Machining Aluminum

LI
o
O
M
N
=

Dimensions Recommended Machining Data
S ap f
Designation L IC S RE D+ &} (mm) (mm/rev)
CCGT 09T308-AF 9.70 9.52 3.97 0.80 4.40 [ 0.80-3.00 0.15-0.25
CCGT 120408-AF 12.90 12.70 4.76 0.80 5.50 [ 1.00-3.50 0.15-0.30

For tools, see pages: IHCR (848) * IHRF (853) ¢ IHSR (848) ¢ IHSR-BW (850) ® IHSR-C (852) ¢ IHSR-CH (849)

IS0T Ui
DCMT/DCGT-SM

55° Rhombic Inserts with a 7°
Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

Dimensions Tough <— Hard a:zgm{:;ng;i
28|88 |2(8|8|egl|x|s ;
LI I I BB 2| B38| 4
Designation L IC S RE D1 S o S | © o | © [&] S | © &} (mm) | (mm/rev)
DCMT 070202-SM 7.70 6.35 2.38 0.20 2.80 o ° ° ® | 0.50-2.00 | 0.04-0.20
DCMT 070204-SM 7.70 6.35 2.38 0.40 2.80 [ L] o . . [ ® | 0.50-2.50 | 0.05-0.25
DCMT 070208-SM 7.70 6.35 2.38 0.80 2.80 o 0.50-3.00 | 0.07-0.25
DCGT 11T302-SM 11.60 9.62 3.97 0.20 4.40 ° 0.50-2.50 | 0.05-0.25
DCGT 11T304-SM 11.60 9.62 3.97 0.40 4.40 ® | 0.50-2.50 | 0.05-0.25
DCMT 11T302-SM 11.60 9.62 3.97 0.20 4.40 o ° ° ° ° o 0.50-2.50 | 0.05-0.25
DCMT 11T304-SM 11.60 9.62 397 0.40 4.40 . . . . ° ° . ® | 050250 | 0.07-0.25
DCMT 11T308-SM 11.60 9.52 397 0.80 4.40 ° ° ° . ° . e | 1.00-3.00 | 0.07-0.25
DCMT 11T312-SM 11.60 9.52 3.97 1.20 440 ° 1,00-3.50 | 0.10-0.28
For tool, see page: CHA (846)
.y vt ¥/ _ 7V}
VI VRN a.l W 'I!
DCMT-14 B‘l E !
55° Rhombic Inserts with a 3 -
Positive Flank for Semi-Finishing /i-_ ’ 'ﬁ% |r|0
and Finish Turning on Soft
Materials and Exotic Alloys
Dimensions Tough <— Hard ﬁziﬁmgngae{i
o (Yo
2| Eg|8 8| = f
Designation L IC S RE D1 S| | | | 9 (mm) (mm/rev)
DCMT 11T304-14 11.60 9.52 3.97 0.40 4.40 o o () 1.00-2.50 0.14-0.25
DCMT 11T308-14 11.60 9.52 3.97 0.80 4.40 ° ° ° ° 1.50-3.00 0.14-0.29

® Grooving depth (CDX) varies in conformance with blade's overhang (WFN-WFX and OHN-OHX) and depends on the bore diameter (D)

from external double-sided CGHN blades ¢ When TIP inserts are used the seat needs to be modified to ensure clearance
For tools, see pages: CHA (846)

ISCAR

* CGHN 26...-M can be modified
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DCMT/DCGT . as
55° Rhombic Inserts with ,-a 4 O
a 7° Positive Clearance for | / m
Finishing Applications
@p)
|_
Dimensions Tough «— Hard agzgmm;ng;i
S| 8|1s|z|8|8|8|8| = f
Designation L IC S RE D1 38|83 |8|8|8 |8 |8 (mm) (mm/rev)
DCGT 070201R (1) 7.70 6.35 2.38 0.10 2.80 o 0.25-1.50 0.05-0.15
DCGT 070202 7.70 6.35 2.38 0.20 2.80 ° 0.50-2.00 0.08-0.20
DCGT 070204 7.70 6.35 2.38 0.40 2.80 o 0.80-2.50 0.10-0.25
DCMT 070202 7.70 6.35 2.38 0.20 2.80 o o ° o 0.50-2.00 0.08-0.20
DCMT 070204 7.70 6.35 2.38 0.40 2.80 o ° 0.50-2.00 0.08-0.22
DCGT 117302 11.60 9.52 3.97 0.20 4.40 o 0.50-2.00 0.08-0.20
DCGT 117304 11.60 9.52 3.97 0.40 4.40 o ° 1.00-2.50 0.12-0.25
DCMT 11T302 11.60 9.52 3.97 0.20 4.40 [} ° o o 0.50-2.00 0.08-0.20
DCMT 11T304 11.60 9.52 3.97 0.40 4.40 o o o 0.50-2.00 0.12-0.25
DCMT 11T308 11.60 9.52 3.97 0.80 4.40 o . ° 1.50-3.00 0.14-0.29
* Right-hand inserts for right-hand external tools and for left-hand internal tools
() Right-hand insert
For tool, see page: CHA (846)
Y 7.y N7y
VI Ui . o= ]| ﬁﬁ
DCMT-PF \] iﬁ@
55° Rhombic Inserts with
a Positive Flank for Semi- “
Finishing and Finishing on Soft =
Materials and Exotic Alloys
Dimensions Tough «<— Hard aZiﬁmgng :ti
g 8| d|8|8|8|8|8| > f
Designation L IC S RE D1 oc ||l || |oc| S| (mm) (mm/rev)
DCMT 070201-PF 7.70 6.35 2.38 0.10 2.80 ° ° 0.30-3.00 0.02-0.25
DCMT 070202-PF 7.70 6.35 2.38 0.20 2.80 [ 0.40-3.00 0.03-0.25
DCMT 070204-PF 7.70 6.35 2.38 0.40 2.80 [ 0.50-3.50 0.05-0.30
DCMT 070208-PF 7.70 6.35 2.38 0.80 2.80 . [ 0.70-3.00 0.08-0.30
DCMT 11T302-PF 11.60 9.62 3.97 0.20 4.40 o o o 0.30-2.50 0.04-0.25
DCMT 11T304-PF 11.60 9.52 3.97 0.40 4.40 ° o [ [} ° ° ° o 0.50-3.00 0.05-0.25
DCMT 11T308-PF 11.60 9.52 3.97 0.80 4.40 [ o o o o o o o 0.70-3.00 0.10-0.25

For tool, see page: CHA (846)

Member IMC Group
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Y 7.y v ¥/ _7VY]
VI Ui ; >
o [ @A
DCGT-A 7
(@) 55° Rhombic Inserts with a 7° o T
m Positive Flank, Very Positive D1 &.
Rake Angle and Sharp Cutting T ST
[@p) Edge for Machining Aluminum J s L
Dimensions Tough <— Hard Recommended Machining Data
S g8 % f
Designation L IC S RE D1 [} &) [} (mm) (mm/rev)
DCGT 070201-AS 7.75 6.35 2.38 0.10 2.80 L] 0.50-2.00 0.03-0.20
DCGT 070202-AS 7.75 6.35 2.38 0.20 2.80 [ o 0.50-2.00 0.05-0.20
DCGT 070204-AS 7.75 6.35 2.38 0.40 2.80 o 0.50-2.50 0.05-0.25
DCGT 11T301-AS 11.60 9.52 3.97 0.10 4.40 o 0.50-2.50 0.05-0.25
DCGT 11T302-AS 11.60 9.52 3.97 0.20 4.40 o 0.50-2.50 0.05-0.26
DCGT 11T304-AS 11.60 9.52 3.97 0.40 4.40 o (] 0.50-2.50 0.05-0.25
DCGT 11T308-AS 11.60 9.52 3.97 0.80 4.40 o 0.80-3.00 0.08-0.30
For tool, see page: CHA (846)
NS SmEy IFRAN
OV § Ui ) o ‘
SCMT-SM % § 7
Square Inserts with a 7° _ ’ N '
Positive Flank for Semi-Finishing [e=L [ B
and Finish Turning on Soft ) J et
Materials and Exotic Alloys RE Ly S
Dimensions Tough <— Hard Recommended Machining Data
w0 o o 0
2 28| 8|z|8|8|8 G :
Designation L S RE D1 (&} &) o o [ (& ] (mm) (mm/rev)
SCMT 09T304-SM 9.52 3.97 0.40 4.40 [ ° ° o 0.50-3.00 0.07-0.25
SCMT 09T308-SM 9.62 397 0.80 4,40 . ° ° . ° . . 0.50-3.00 0.10-0.30
SCMT 120404-SM 12.70 4.76 0.40 5.50 o 0.50-3.50 0.10-0.25
SCMT 120408-SM 12.70 4.76 0.80 5.50 o [} ° o 1.00-4.00 0.10-0.30
For tool, see page: IHPR (849)
NS SmEE IFRAN
VI Ui ) o ‘
SCMT-14 % § 7
Square Inserts with a 7° ! e | P \| ¥
Positive Flank for Semi-Finishing [e=L [
and Finish Turning on Soft - gt
Materials and Exotic Alloys RE [y S
Dimensions Tough «<— Hard Recommended Machining Data
o
S| 8|8 @ f
Designation L S RE D1 o | Q| Q (mm) (mm/rev)
9.52 3.97 0.40 4.40 o o 1.00-3.50 0.12-0.30
SCMT 120404-14 12.70 476 0.40 5.50 [ 1.00-4.00 0.12-0.30

For tool, see page: IHPR (849)

ISCAR




Y 7.y v ¥/ _7Y)
ISOT RN . LL]
SCMT-19 . F Fa— ) W= s
Square Inserts with a 7° Positive Py ? N ' T O
Flank for Semi-Roughing at \“"j [e=t [ = 5 @ M
Medium to High Feeds . | N R K £
T
RS ol c|£
Dimensions Tough <— Hard Recommended Machining Data
[Ye)
g2le|8l5|8| o~ @
Designation L S RE D+ [} [$} (&) [} &} (mm) (mm/rev)
SCMT 120408-19 12.70 476 0.80 5.50 o L] [ [ [ 3.00-8.00 0.08-0.15
SCMT 120412-19 12.70 4.76 1.20 5.50 o 3.00-8.00 0.08-0.15
For tools, see pages: E45 / T245 (34)  IHPR (849)
IS907T Ui
a: : eI
SCGT-AS ™ Sall ]
Square Inserts with a 7° Positive ~ -
Flank, Very Positive Rake
Angle and Sharp Cutting Edge N '
for Machining Aluminum gof\k IC=L —» S
Dimensions Recommended Machining Data
S ap f
Designation L IC S RE D+ [&) (mm) (mm/rev)
SCGT 09T308-AS 9.52 9.52 3.97 0.80 4.40 o 0.50-3.00 0.10-0.30
SCGT 120404-AS 12.70 12.70 476 0.40 5.50 L] 1.00-4.00 0.10-0.30
SCGT 120408-AS 12.70 12.70 4.76 0.80 5.50 [ 1.00-4.00 0.10-0.30
For tool, see page: IHPR (849)
Y 7.y v ¥/ _7Y)
DV I Ui
TCMT-19 »1 g@ E
Triangular Inserts with a 7° ot
Positive Flat Rake for Semi- ¥ \&_}
Roughing Applications at D1
Medium to High Feeds Foel
S
Dimensions Tough <— Hard Recommended Machining Data
o = 3 f
2|18 | % |8 &
Designation L IC S RE D1 o (&) o [$} (mm) (mm/rev)
TCMT 110204-19 11.00 6.35 2.38 0.40 2.80 . [ [ 0.50-3.00 0.10-0.30
TCMT 16T308-19 16.50 9.52 3.97 0.80 4.40 [ [} ° 1.00-4.00 0.20-0.35
TCMT 220508-19 22.00 12.70 5.00 0.80 5.50 o 1.00-4.00 0.20-0.35

For tools, see pages: IHBR (849)

Member IMC Grou
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VI U

TCMT-SM

Triangular Inserts with a 7°
Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

q q Recommended
Dimensions Tough <— Hard Machining Data
o o o o [Ye]
o [Ye) 'el [==} 0 — [=2] o ~ ~ f
. LILI I[N | B |F|RB| | & @
Designation L IC S RE D1 S || ||| |lo|le| el o (mm) | (mm/rev)
TCMT 110204-SM 11.00 6.35 2.38 0.40 2.80 o [ . [ [ . ° ® | 0.20-3.00 | 0.05-0.25
TCMT 110208-SM 11.00 6.35 2.38 0.80 2.80 o ° o 0.50-2.50 | 0.07-0.25
TCMT 16T304-SM 16.50 9.52 397 0.40 4.40 ° . . . . ° ® | 050-300 | 0.06-0.25
TCMT 16T308-SM 16.50 9.62 3.97 0.80 4.40 o o ° ° ° o 0.50-3.00 | 0.08-0.28
TCMT 16T308-SM* 16.50 9.52 3.97 0.80 4.40 o 0.50-3.00 | 0.08-0.28
For tools, see pages: IHBR (849)
.y v ¥/ _ 7V}
VI UnRin
WCGT =
Trigon Inserts with a 7° -
Positive Flank and Chipformer
for Finish Turning -
S ‘¢
Dimensions Tough «<— Hard Recommended Machining Data
z | & . f
Designation L IC S RE (&) &) (mm) (mm/rev)
WCGT 020102L 218 3.97 1.59 0.20 L] . 0.40-2.00 0.05-0.10
WCGT 020104L 218 3.97 1.59 0.40 o o 0.40-2.00 0.10-0.15
For tools, see pages: [HAXF (871)  IHAXF-AVI (873) ¢ IHAXF-E (873) ® IHWF (875)
Y r.ry v ¥/ _ 7V}
oV I Ui
TPGX - T-
Triangular Inserts with an 11° 7
Positive Flank and Ground ¥
Chipformer for Finish Turning D1 75
i
- S L
Dimensions Tough <— Hard Recommended Machining Data
=
2l s|8|8 2 i
Designation L IC S RE D1 [} &) 15} (5} (mm) (mm/rev)
TPGX 090202-L 9.52 5.56 2.38 0.20 3.00 ° . . ° 1.00-2.00 0.10-0.20
TPGX 090204-L 9.62 5.56 2.38 0.40 3.00 o ° o o 1.00-2.50 0.15-0.20
TPGX 110302-L 11.00 6.35 3.18 0.20 3.50 ° . ° o 1.00-2.50 0.10-0.20
TPGX 110304-L 11.00 6.35 3.18 0.40 3.50 o ° ° ° 1.00-3.00 0.15-0.20
TPGX 110308-L 11.00 6.35 3.18 0.80 3.50 [ 1.00-3.50 0.15-0.25

For tools, see pages: IHAXF (871) o IHAXF-AVI (873) o IHAXF-E (873) » IHFF (853)  IHFF-C (852)

ISCAR



ISOTURN LL
TPGX (CBN) «.:1_ D:
Triangular Inserts with a Single MoF O
CBN Top Corner Tip, 11° ¥ m
Clearance for Machining Cast D1
Iron and Hardened Steel T U)
Wsle —
Dimensions Tough «<— Hard |Recommended Machining Data
g | 8 > !

Designation L IC S RE LE D+ m m (mm) (mm/rev)

TPGX 090202T 9.52 5.56 2.38 0.20 25 2.50 o o 0.05-0.05 0.03-0.20

TPGX 090204T 9.52 5.56 2.38 0.40 2.6 2.50 o o 0.05-0.05 0.03-0.20

TPGX 110302T 11.00 6.35 3.18 0.20 3.3 3.50 o [ 0.05-0.05 0.03-0.20

TPGX 110304T 11.00 6.35 3.18 0.40 3.0 3.50 o [ 0.05-0.05 0.03-0.20
For tools, see pages: IHAXF (871) ¢ IHAXF-AVI (873) ® IHAXF-E (873) o IHFF (853) » IHFF-C (852)
Y 7.y v ¥/ _7Y)
oV I Ui 70
TPGX (PCD) et =
Triangular Inserts with a Single T
PCD Top Corner Tip, 11° “ i1
Clearance and Positive Rake D‘T
Angle for Finishing Aluminum

sl
Dimensions Recommended Machining Data
[Te} & f

Designation L IC S RE LE D1 a (mm) (mm/rev)

TPGX 090202 9.62 5.56 2.38 0.20 3.0 2.50 o 0.10-3.00 0.05-0.30

TPGX 090204 9.52 5.56 2.38 0.40 3.0 2.50 o 0.10-3.00 0.05-0.30

TPGX 110302 11.00 6.35 3.18 0.20 34 3.50 o 0.10-3.00 0.05-0.30

TPGX 110304 11.00 6.35 3.18 0.40 3.8 3.50 [ 0.10-3.00 0.05-0.30
For tool, see page: ® IHAXF (871)
PICCOCUT e , —

PICCO R/LX050
Reinforced Boring Inserts
with Internal Coolant Holes

= @ =1 [
A =

v - Jouns
|\ CDX

| DMIN<3
Dimensions

g

[$]
Designation DCONMS WF a RE LF OHN® CDXx®@ DMIN
PICCO R/LX050.2-5R15 4.00 = 1.80 0.15 19.00 5.0 0.10 2.00 o
PICCO R/LX050.2-10R05 4.00 - 1.80 0.05 24.00 10.0 0.10 2.00 o
PICCO R/LX050.2-10R15 4.00 = 1.80 0.15 24.00 10.0 0.10 2.00 o
PICCO R/LX050.3-16R10 4.00 0.70 2.70 0.10 30.00 16.0 0.15 3.00 o
PICCO R/LX050.3-16R20 4.00 0.70 2.70 0.20 30.00 16.0 0.15 3.00 ()
PICCO R/LX050.4-10R10 4.00 1.60 3.60 0.10 24.00 10.0 0.20 4,00 o
PICCO R/LX050.4-10R20 4.00 1.60 3.60 0.20 24.00 10.0 0.20 4.00 o
PICCO R/LX050.4-16R10 4.00 1.60 3.60 0.10 30.00 16.0 0.20 4,00 o
PICCO R/LX050.4-16R20 4.00 1.60 3.60 0.20 30.00 16.0 0.20 4,00 o
PICCO R/LX050.5-15R10 5.00 2.10 460 0.10 30.00 15.0 0.30 5.00 o
PICCO R/LX050.5-15R20 5.00 2.10 4.60 0.20 30.00 16.0 0.30 5.00 ()
PICCO R/LX050.5-25R10 5.00 2.10 4.60 0.10 40.00 25.0 0.30 5.00 o
PICCO R/LX050.5-25R20 5.00 2.10 4.60 0.20 40.00 25.0 0.30 5.00 o
PICCO R/LX050.6-15R10 6.00 2.50 5.50 0.10 30.00 15.0 0.40 6.00 o
PICCO R/LX050.6-15R20 6.00 2.50 5.50 0.20 30.00 15.0 0.40 6.00 o
PICCO R/LX050.6-22R20 6.00 2.50 5.50 0.20 37.00 22.0 0.40 6.00 o
PICCO R/LX050.6-35R20 6.00 2.50 5.50 0.20 50.00 35.0 0.40 6.00 [

® | eft-hand inserts on request
() Minimum overhang
(2 Cutting depth maximum

Member IMC Group
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BN PICCOCUT | F C

AN pICCO RIL 050, 053, 055 T conus ﬁ F

O Inserts for Internal Turning N I = I;MIN

Al and Chamfering v S SN

a Sp———
@) ) J 2c§° CDX
WF RE
I_ Right-hand shown
Dimensions Tough <— Hard
X =

Designation DCONMS WF a LF OHN®@ RE CDX®@ DMIN 3 3
PICCO R 050.06-2 (1) 4.00 - 0.50 20.00 20 0.04 0.08 0.60 ° °
PICCO R 050.06-3 (1) 4.00 - 0.50 20.00 30 0.04 0.08 0.60 ° °
PICCO R 050.08-4 4.00 - 0.70 20.00 40 0.04 0.08 0.80 o
PICCO R/L 050.1-5 4.00 - 0.90 20.00 45 0.05 0.10 1.00 ° °
PICCO R/L 050.1-7 4,00 - 0.90 22,00 6.5 0.05 0.10 1.00 ° °
PICCO R 050.15-5 4.00 - 1.30 19.00 50 0.05 0.10 1.50 o
PICCO R 050.15-10 4,00 - 1.30 24,00 10.0 0.05 0.10 150 °
PICCO R/L 050.2-5 4,00 - 1.70 19.00 40 0.05 0.10 2.00 ° °
PICCO R 055.2-5 4.00 - 1.70 19.00 5.0 0.05 0.10 2.00 o
PICCO R/L 050.2-10 4,00 - 1.70 24,00 9.0 0.05 0.10 2.00 ° °
PICCO R 055.2-10 4,00 - 1.70 24,00 10.0 0.05 0.10 2.00 °
PICCO R/L 050.2-15 4.00 - 1.70 29.00 14.0 0.05 0.10 2.00 [ o
PICCO R 055.2-15 4,00 - 1.70 29.00 15.0 0.05 0.10 2.00 °
PICCO R 050.25-5 4,00 0.20 2.20 19.00 5.0 0.05 0.15 2,50 °
PICCO R 050.25-10 4.00 0.20 2.20 24.00 10.0 0.05 0.15 2.50 o
PICCO R 050.25-16 4.00 0.20 2.20 30.00 16.0 0.05 0.15 2,50 °
PICCO R 053.3-10 4,00 0.60 2.60 24,00 9.0 0.03 0.20 2.80 °
PICCO R 055.3-10 4.00 0.60 2.60 24.00 10.0 0.05 0.20 2.80 o
PICCO R/L 050.3-10 4,00 0.60 2.60 24,00 9.0 0.10 0.20 2.80 ° °
PICCO R 053.3-16 4,00 0.60 2.60 30.00 15.0 0.03 0.20 2.80 °
PICCO R 055.3-16 4.00 0.60 2.60 30.00 16.0 0.05 0.20 2.80 o
PICCO R/L 050.3-16 4,00 0.60 2.60 30.00 15.0 0.10 0.20 2.80 ° °
PICCO R 053.3-20 4,00 0.60 2.60 34.00 19.0 0.03 0.20 2.80 °
PICCO R/L 050.3-20 4.00 0.60 2.60 34.00 19.0 0.10 0.20 2.80 [ o
PICCO R 050.35-10 4,00 1.10 3.10 24,00 10.0 0.10 0.25 3,50 °
PICCO R 050.35-16 4,00 1.10 3.10 30.00 16.0 0.10 0.25 350 °
PICCO R 050.35-20 4.00 110 3.10 34.00 20.0 0.10 0.25 3.50 o
PICCO R 050.35-24 4,00 1.10 3.10 38.00 24.0 0.10 0.25 3,50 °
PICCO R 053.4-10 4.00 1.50 3.50 24.00 9.0 0.03 0.30 4.00 o
PICCO R 055.4-10 4.00 1.50 3.50 24.00 10.0 0.05 0.30 4.00 o
PICCO R/L 050.4-10 4,00 1.50 3.50 24,00 9.0 0.10 0.30 4,00 ° °
PICCO R 053.4-16 4,00 1.50 3.50 30.00 15.0 0.03 0.30 4,00 °
PICCO R 055.4-16 4.00 1.50 3.50 30.00 16.0 0.05 0.30 4.00 o
PICCO R/L 050.4-16 4,00 1.50 3.50 30.00 15.0 0.10 0.30 4,00 ° °
PICCO R 053.4-20 4.00 1.50 3.50 34.00 19.0 0.03 0.30 4.00 o
PICCO R 055.4-20 4.00 1.50 3.50 34.00 20.0 0.05 0.30 4.00 o
PICCO R/L 050.4-20 4,00 1.50 3.50 34.00 19.0 0.10 0.30 4,00 ° °
PICCO R/L 050.4-24 4,00 1.50 3.50 38.00 23.0 0.10 0.30 4,00 ° °
PICCO R/L 050.4-28 4.00 1.50 3.50 42.00 27.0 0.10 0.30 4,00 ° °
PICCO R 055.4-28 4,00 1.50 3.50 42,00 28.0 0.05 0.50 4,00 °
PICCO R 055.5-10 5.00 1.90 4.40 25.00 9.0 0.05 0.50 5.00 o
PICCO R/L 050.5-10 5.00 1.90 4.40 25.00 9.0 0.15 0.50 5.00 o o
PICCO R 055.5-15 5.00 1.90 440 30.00 14.0 0.05 0.50 5.00 °
PICCO R/L 050.5-15 5.00 1.90 4.40 30.00 14.0 0.15 0.50 5.00 ° °
PICCO R 055.5-20 5.00 1.90 4.40 35.00 19.0 0.05 0.50 5.00 °
PICCO R/L 050.5-20 5.00 1.90 4.40 35.00 19.0 0.15 0.50 5.00 ° °
PICCO R 055.5-25 5.00 1.90 4.40 40.00 24.0 0.05 0.50 5.00 .
PICCO R/L 050.5-25 5.00 1.90 4,40 40,00 24.0 0.15 0.50 5.00 ° °
PICCO R 055.5-30 5.00 1.90 440 45,00 29.0 0.05 0.50 5.00 °
PICCO R/L 050.5-30 5.00 1.90 4.40 45,00 29.0 0.15 0.50 5.00 ° o
PICCO R/L 050.5-35 5.00 1.90 4.40 50.00 34.0 0.15 0.50 5.00 ° °
PICCO R 055.6-15 6.00 2.30 5.30 30.00 14.0 0.05 0.50 6.00 °
PICCO R/L 050.6-15 6.00 2.30 5.30 30.00 14.0 0.15 0.50 6.00 [ o
PICCO R 055.6-22 6.00 2.30 5.30 37.00 21.0 0.05 0.50 6.00 .
PICCO R/L 050.6-22 6.00 2.30 5.30 37.00 21.0 0.15 0.50 6.00 ° °
PICCO R 055.6-25 6.00 2.30 5.30 40.00 24.0 0.05 0.50 6.00 o
PICCO R/L 050.6-25 6.00 2.30 5.30 40.00 24.0 0.15 0.50 6.00 ° °
PICCO R 055.6-30 6.00 2.30 5.30 45,00 29.0 0.05 0.50 6.00 °
PICCO R/L 050.6-30 6.00 2.30 5.30 45.00 29.0 0.15 0.50 6.00 [ o
PICCO R/L 050.6-35 6.00 2.30 5.30 50,00 34.0 0.15 0.50 6.00 ° °

* Specify right- or left-hand bars

) Maximum D.0.C.=0.01-0.03 mm, maximum feed=0.01 mm/rev.
2 Minimum overhang

@) Cutting depth maximum

ISCAR
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PICCOCUT | F C LLJ
PICCO R/L 050, 053, 055 o~ F———DcONMs * < "F s
(continued) _ o [ OHN—= === v @)
Inserts for Internal Turning v =~ NSNE m
and Chamfering a "= ]
5 sk Cl
@ 20°\RE > U)
Right-hand shown |—
Dimensions Tough <— Hard
(==} @
s N S
Designation DCONMS WF a LF OHN®@ RE CDX® DMIN [$} o
PICCO R/L 050.6-42 6.00 2.30 5.30 57.00 41.0 0.15 0.50 6.00 . [
PICCO R/L 050.7-20 7.00 2.80 6.30 35.00 19.0 0.15 0.60 6.80 ° °
PICCO R/L 050.7-25 7.00 2.80 6.30 40.00 24.0 0.15 0.60 6.80 ° °
PICCO R/L 050.7-30 7.00 2.80 6.30 45.00 29.0 0.15 0.60 6.80 o °
PICCO R/L 050.7-35 7.00 2.80 6.30 50.00 34.0 0.15 0.60 6.80 . o
PICCO R/L 050.7-40 7.00 2.80 6.30 55.00 39.0 0.15 0.60 6.80 L] [
PICCO R/L 050.7-45 7.00 2.80 6.30 60.00 44.0 0.15 0.60 6.80 o °
PICCO R/L 050.7-50 7.00 2.80 6.30 65.00 49.0 0.15 0.60 6.80 ° o
* Specify right- or left-hand bars
) Maximum D.0.C.=0.01-0.03 mm, maximum feed=0.01 mm/rev.
2 Minimum overhang
@) Cutting depth maximum
PIcCOCT , | 0 L
PICCO R 050.20 o~ === DCONMS E._ 1_,‘ ,F
Inserts for Internal Turning . ) Pl
and Chamfering Next to the 1 B ] = ,1%’”'\‘
Bottom of Blind Holes 2 e —)
MT 2(}\ RE  LCDX
Right-hand shown

Dimensions
3
Designation DCONMS WF a LF OHN® RE CDX@ DMIN 3
PICCO R 050.20.2-10 4.00 - 1.70 24.00 10.0 0.05 0.10 2.00 o
PICCO R 050.20.3-10 4.00 0.60 2.60 24.00 10.0 0.10 0.20 2.80 °
PICCO R 050.20.4-16 4.00 1.50 3.50 30.00 16.0 0.10 0.30 4.00 L]
PICCO R 050.20.5-20 5.00 1.90 4.40 35.00 19.0 0.15 0.50 5.00 [
* Specify right- or left-hand bars
() Minimum overhang
(2 Cutting depth maximum
PICCO 050... PICCO 050.20...
8° 20°
PIcCOCUT .
‘47 LF —
PICCO R/L 047 DCONMS -
Inserts for Internal Deep Profiling 5\ i
. fe—OHN—»
B G "
a ¥ — - _|
T rap Rﬁ twe
s B= [CDX Right-hand shown
Dimensions
8
Designation DCONMS WF a LF OHN® WB CDX@ DMIN RE 3
PICCO R/L 047.4-20 4.00 1.50 3.50 34.00 20.0 3.00 0.30 4.00 0.15 °
PICCO R/L 047.5-25 5.00 1.90 4.40 40.00 25.0 3.80 0.50 5.00 0.15 [
PICCO R/L 047.6-30 6.00 2.30 5.30 45.00 30.0 450 0.50 6.00 0.15 o
PICCO R 047.T6-22 6.00 2.30 5.30 37.00 22.0 3.40 1.80 6.00 0.15 L]
PICCO R 047.T6-30 6.00 2.30 5.30 45.00 30.0 3.40 1.80 6.00 0.15 °

e | eft hand inserts on request
) Minimum overhang
(2 Cutting depth maximum

Member IMC Grou
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N PiccocuT . -
A8 picco R/L 050-C A o — e ﬁ‘ 4@5
O Inserts with Chipformers for &\x i
m Internal Boring and Profiling . 0E ’T\ET OHN ——
CD :-_\_-':'."‘_-_.- a ‘7! | \ i L =
I_ t 20\ [ m Right-hand shown
Dimensions
S
o
Designation DCONMS WF a LF OHN® CDX®@ DMIN RE
PICCO R/L 050.4-10C 4.00 1.50 3.50 24.00 10.0 0.30 4.00 0.20 o
PICCO R/L 050.4-20C 4,00 1.50 3.50 34.00 20.0 0.30 4,00 0.20 o
PICCO R/L 050.4-24C 4.00 1.50 3.50 38.00 24.0 0.30 4.00 0.20 o
PICCO R/L 050.4-28C 4.00 1.50 3.50 42,00 28.0 0.30 4,00 0.20 o
PICCO R 050.4-16C 4.00 1.50 3.50 30.00 16.0 0.30 4.00 0.20 °
PICCO R/L 050.5-10C 5.00 1.90 4.40 25.00 10.0 0.50 5.00 0.20 o
PICCO R/L 050.5-15C 5.00 1.90 4.40 30.00 15.0 0.50 5.00 0.20 o
PICCO R/L 050.5-20C 5.00 1.90 4.40 35.00 20.0 0.50 5.00 0.20 [}
PICCO R/L 050.5-25C 5.00 1.90 4.40 40.00 25.0 0.50 5.00 0.20 o
PICCO R/L 050.5-30C 5.00 1.90 4.40 45,00 30.0 0.50 5.00 0.20 o
PICCO R/L 050.5-35C 5.00 1.90 4.40 50.00 35.0 0.50 5.00 0.20 o
PICCO R/L 050.6-15C 6.00 2.30 5.30 30.00 15.0 0.50 6.00 0.20 o
PICCO R/L 050.6-22C 6.00 2.30 5.30 37.00 22.0 0.50 6.00 0.20 o
PICCO R/L 050.6-25C 6.00 2.30 5.30 40.00 25.0 0.50 6.00 0.20 [}
PICCO R/L 050.6-30C 6.00 2.30 5.30 45.00 30.0 0.50 6.00 0.20 °
PICCO R/L 050.6-35C 6.00 2.30 5.30 50.00 35.0 0.50 6.00 0.20 o
PICCO R/L 050.6-42C 6.00 2.30 5.30 57.00 42.0 0.50 6.00 0.20 o
PICCO R/L 050.7-20C 7.00 2.80 6.30 35.00 20.0 0.60 6.80 0.20 °
PICCO R/L 050.7-25C 7.00 2.80 6.30 40.00 25.0 0.60 6.80 0.20 o
PICCO R/L 050.7-30C 7.00 2.80 6.30 45,00 30.0 0.60 6.80 0.20 [}
PICCO R/L 050.7-35C 7.00 2.80 6.30 50.00 35.0 0.60 6.80 0.20 °
PICCO R/L 050.7-40C 7.00 2.80 6.30 55.00 40.0 0.60 6.80 0.20 o
PICCO L 050.7-50C 7.00 2.80 6.30 65.00 50.0 0.60 6.80 0.20 o
* All left-hand inserts on request
() Minimum overhang
() Cutting depth maximum
Stainless Steel 316L
PICCO R 050.6-35C with Chipbreaker PICCO R 050.6-35 Standard
f= 0.03 mm/rev f= 0.05 mm/rev f= 0.03 mm/rev f= 0.05 mm/rev

W
T

PIcCOcuT

PICCO R/L 090
Inserts for Internal

|- DCONMS -r

o
Turning and Profiling %P TBtMIN
R
=
Right-hand shown
Dimensions

[=2]

g

S
Designation DCONMS WF a LF OHN® RE CDX@ DMIN
PICCO R/L 090.3-10 4.00 0.60 2.60 24.00 9.0 0.10 0.20 2.80 o
PICCO R/L 090.3-16 4.00 0.60 2.60 30.00 15.0 0.10 0.20 2.80 o
PICCO R/L 090.4-10 4.00 1.50 3.50 24.00 9.0 0.10 0.30 4.00 o
PICCO R/L 090.4-16 4.00 1.50 3.50 30.00 15.0 0.10 0.30 4.00 [}
PICCO R/L 090.5-10 5.00 1.90 4.40 25.00 9.0 0.15 0.50 5.00 o
PICCO R/L 090.5-15 5.00 1.90 4.40 30.00 14.0 0.15 0.50 5.00 o
PICCO R/L 090.5-20 5.00 1.90 4.40 35.00 19.0 0.15 0.50 5.00 o

® Specify right- or left-hand bars
() Minimum overhang
() Cutting depth maximum

ISCAR




PICCOCUT . ' LL]
oS C
PICCO R 050 (CBN) . Emwg o
CBN Tipped Inserts for N 4 O
Internal Turning, Profiling and WE 8° ’<— OHN — M
Chamfering of Hard Steel o e
| Ay i
F e ! N
20°* \RE CDX
Right-hand shown e HARD MATERIAL |—
Dimensions
g
o
Designation DCONMS WF a LF OHN® CDX®@ DMIN RE
PICCO R 050.3-10B 4.00 0.60 2.60 25.50 10.0 0.20 2.80 0.10 [
PICCO R 050.4-10B 4.00 1.50 3.50 25.50 10.0 0.30 4.00 0.10 °
PICCO R 050.5-15B 5.00 1.90 4.40 31.50 15.0 0.50 5.00 0.15 [
PICCO R 050.6-15B 6.00 2.30 5.30 31.50 15.0 0.50 6.00 0.15 °
PICCO R 050.7-20B 7.00 2.80 6.30 36.50 20.0 0.60 6.80 0.15 °
e |t is not recommended to use coolant when machining with CBN tipped tools e Available on request only
() Minimum overhang
@ Cutting depth maximum
PIcCOCT . | = .
PICCO R/LHD 050 &~ — — === Dconwvs * ﬁ. r" r
Inserts for Internal Turning [} e
and Chamfering of Hard v Sl OHN —= i}@.\ ‘i%/'"\‘
Steel - Up to 65 HRC a 'op———1——
MT 2(?’ RE foox
Dimensions
N
S
o
Designation DCONMS WF a LF OHN® RE CDX@ DMIN
PICCO R/LHD 050.2-5 4.00 - 1.70 19.00 4.0 0.05 0.10 2.00 °
PICCO R/LHD 050.3-10 4.00 0.60 2.60 24.00 9.0 0.10 0.20 2.80 o
PICCO R/LHD 050.3-16 4.00 0.60 2.60 30.00 15.0 0.10 0.20 2.80 °
PICCO R/LHD 050.4-10 4.00 1.50 3.50 24.00 9.0 0.10 0.30 4.00 [
PICCO R/LHD 050.4-20 4.00 1.50 3.50 34.00 19.0 0.10 0.30 4.00 o
PICCO R/LHD 050.5-10 5.00 1.90 4.40 25.00 9.0 0.15 0.50 5.00 °
PICCO R/LHD 050.5-15 5.00 1.90 4.40 30.00 14.0 0.15 0.50 5.00 [
PICCO R/LHD 050.6-15 6.00 2.30 5.30 30.00 14.0 0.15 0.50 6.00 o
PICCO R/LHD 050.7-20 7.00 2.80 6.30 35.00 19.0 0.15 0.60 6.80 o
PICCO R/LHD 050.7-25 7.00 2.80 6.30 40.00 24.0 0.15 0.60 6.80 °
PICCO R/LHD 050.7-35 7.00 2.80 6.30 50.00 34.0 0.15 0.60 6.80 o

® Specify right- or left-hand bars
() Minimum overhang
() Cutting depth maximum

PICCOCUT
PICCO R/L 520 “ i; %‘
Inserts for Internal Chamfering —
e
Right-hand shown
Dimensions
3

Designation DCONMS WF KAPR LF RE CDX DMIN 3

PICCO R/L 520.0045-15 5.00 1.50 45.0 30.00 0.20 3.50 1.00 .

PICCO R/L 520.0060-15 5.00 1.50 60.0 30.00 0.20 4.00 1.00 °

e | eft hand inserts on request

Member IMC Group
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DCONMS

LI ITS50RE ACCESSORIES

aC

@) Accessories o T
00 et r ‘ | O
@p)

=

Cover Plate Protects the I
Serrated Faces When a H o ; l
Single Toolholder is Used ' .
1
DCONMS H OAL G
16.00 7.0 14.00 SR M3x12 DINg12
20,00 85 17.00 SR Mdx14 DIN912
25,00 102 21.00 SR M4x16 DIN7991
32,00 139 28,00 SR M5x20 DIN7991
40,00 174 35.00 SR MBx25 DIN7991
50.00 21.4 47.50 SR M8x25 DIN7991
63.00 26.4 62.00 SR M10x30 DIN7991
80.00 339 82.50 SR M12x35 DIN7991
BH MB COUPLING SET :
P
= )
di d2
l OR— \\
\
di de 1 OR
BH MB14 COUPLING SET 14 10 25 -
BH MB16 COUPLING SET 16 10 25
BH MB20 COUPLING SET 20 13 3
BH MB25 COUPLING SET 25 16 3 -
BH MB32 COUPLING SET 32 20 4 ORM 0075-10
BH MB40 COUPLING SET 40 25 5 ORM 0100-10
BH MB50 COUPLING SET/M5 50 32 6 ORM 0130-10
BH MB63-80 COUPLING SET 63 - 80 42 8 OR 2075
BH MB110 COUPLING SET 110 76 14 OR 3112
BHF - SPARE PARTS
i 2 3 4 5
BHF...-16... - SR M3X6 DIN 912 - BH HW 1.5 HANDLE SR M3X4.5 DIN 913
BHF...-20... SR M4X8 DIN 912 BH HW 1.5 HANDLE SR M3X4.5 DIN 913
BHF...-25... SR M5X10 DIN 912 - BH HW 2.0 HANDLE SR M4X4 DIN 913
BHF...-32... SR MBX12 DIN 912 BH HW 2.0 HANDLE SR M4X5 DIN 913
BHF...-40... - SR M8X14 DIN 912 - BH HW 2.5 HANDLE SR M5X6 DIN 913 SR
BHF...-50-60 BHNUT 10 SR M10X25 DIN 912 SR M10X16 DIN 913 BH HW 2.5 HANDLE SR M5X8 DIN 913
BHF - SPARE PARTS
1 3
T SR M5X12 DIN 912 SR M10X25 DIN 912
BHF - SPARE PARTS
1 2 3
BHF...-63... SR MX10 DIN 915
BHF...-80... SR M6X14 DIN 915 SR M10X25 DIN 912 BH HW 3.0 HANDLE
BHF...-125... SR M6X22 DIN 915

ISCAR




ITS50RE

BHF - SPARE PARTS

ACCESSORIES

BHF 50
IHAXF 8

-0

4 123

IHAXF 16/AVI/E

BHF 32 BL
BHF 50 BL

IHAXF 16/AVI/E

BHF...-50...

BHF...-32... BL
BHF...-50... BL

BHE MB - SPARE PARTS

[

1 2 4
SR M5X8 DIN 913 SLEEVE D 8-D16 SR M10X10 DIN 913 BH HW 2.5 HANDLE
SR M5X8 DIN 913
SR M4X5 DIN 913 BH HW 2.0 HANDLE
SR M5X12 DIN 913
SR M5X8 DIN 913 SLEEVE D 8-D16 SR M10X10 DIN 913 BH HW 2.5 HANDLE
4
* =
IHRF BW
Bty

1 2 3 4 5
BHE MB14-14X30 SR M3X6 DIN 912 - BH HW 1.5 HANDLE SR M3X3.5 DIN 913
BHE MB16-16X34 SR M3X6 DIN 912 BH HW 1.5 HANDLE SR M3X4.5 DIN 913
BHE MB20-20X40 SR M4X8 DIN 912 - BH HW 1.5 HANDLE SR M3X4.5 DIN 913
BHE MB25-25X50 SR M5X10 DIN 912 BH HW 1.5 HANDLE SR M4X4 DIN 913
BHE MB32-32X63 SR M6X12 DIN 912 - BH HW 2.5 HANDLE SR M5X5 DIN 913
BHE MB40-40X80 - SR M8X14 DIN 912 - BH HW 3.0 HANDLE SR M6X6 DIN 913
BHE MB50-50X80 BHNUT 10 SR M10X25 DIN 912 SR M10X16 DIN 913 BH HW 3.0 HANDLE SR M6X8 DIN 913
BHE MB63-63X89 - SR M10X20 DIN 912 - BH HW 3.0 HANDLE SR M6X8 DIN 913
BHE MB80-80X104 SR M10X25 DIN 912 = BH HW 3.0 HANDLE SR M6X12 DIN 913
BHE - SPARE PARTS
1 2 3
BHE MB50-50X80 SR M5X12 DIN 912
BHE MB63-63X89 SR M10X20 DIN 912 SR M10X25 DIN 912
BHE MB80-80X104 SR M5X25 DIN 912
BHE - SPARE PARTS 4
EHEIMBOZ SaXos IHAXF 18/AVI/E BHE MB63-63X89 IHAXF 18/AVI/E
Bre mggg:ggigg A peeg BHE MB80-80X104
H <
K| JENG
123
1 3
i 2 ; ;
SR M5X5 DIN 913 - SR M5X8 DIN 913
BHE MB32-32X53 H SR M5X5 DIN 913 - SR M5X12 DIN 913 Ellicedle b oS
BHE MB50-50X60 H SR M6X8 DIN 913 SLEEVE D 8-D16 SR M10X10 DIN 913
BHE MB50-50X80 SR M6X8 DIN 913 SLEEVE D 8-D16 SR M10X10 DIN 913 BH HW 3.0 HANDLE
BHE MB63-63X89 SR M6X8 DIN 913 - SR M6X6 DIN 913
BHE MB80-80X104 SR M6X12 DIN 913 SR M6X6 DIN 913

Member IMC Group
o=
L 4 11 ]
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BHC - SPARE PARTS

ACCESSORIES

BHC

1 2 3 4 5
BHC MB25-25X57 SR M4X8 DIN 913 BH SR M4X11 DIN 912 PT BH NUT-BHC MB25 BH HW 2.0 HANDLE SR M4X5 DIN 913
BHC MB32-32X71 SR M5X10 DIN 913 BH SR M5X12.5 DIN 912 PT BH NUT-BHC MB32 BH HW 2.5 HANDLE SR M5X5 DIN 913
BHC MB40-40X90 SR M6X12 DIN 913 BH SR M6X16 DIN 912 PT BH NUT-BHC MB40 BH HW 3.0 HANDLE SR M6X6 DIN 913
BHC MB50-50X87 SR M6X14 DIN 913 BH SR M8X20 DIN 912 PT BH NUT-BHC MBS0 BH HW 3.0 HANDLE SR M6X3 DIN 913
BHC MB63-63X109 SR M6X16 DIN 913 BH SR M10X26 DIN 912 PT BH NUT-BHC MB63 BH HW 3.0 HANDLE SR M6X8 DIN 913
BHC MB80-80X130 SR M6X20 DIN 913 BH SR M12X30 DIN 912 PT BH NUT-BHC MB80 BH HW 3.0 HANDLE SR M6X12 DIN 913
BHR - SPARE PARTS ’ © |‘©/
i 3
fig.1 2 2
1 |F IHFR CH
S..
&
fig.2 2
IH
1
i 2 3
BHR MB16...16 BH NUT BHR MB16 SR M3X14 DIN912 SR M3X4 DIN913
BHR MB20...20 BH NUT BHR MB20 SR M4X15 DIN912 SR M3X5 DIN913
BHR MB25...25 BH NUT BHR MB25 SR M4X20 DIN912 SR M3X8 DIN913
BHR MB32...32 BH NUT BHR MB32 SR M5X25 DING 12 SR MAX12 DIN913
BHR MB40...50 BH NUT BHR MB40 SR M6X30 DIN912 SR M5X14 DIN913
BHR MB50...50 BH NUT BHR MB50 SR M8X35 DIN912 SR M5X12 DIN913
BHR MB50...63 BH NUT BHR MB63 SR M10X40 DIN912 SR M6X16 DIN913
BHR MB63...63 BH NUT BHR MB63 SR M10X40 DIN912 SR M6X16 DIN913
BHR MB80...80 BH NUT BHR MB80 SR M12X45 DIN912 SR M8X25 DIN913
TCH AL - SPARE PARTS
(Rough Boring) ISR 161-800 BW
5 4 3
IH...160-800
7
8
1
| — = 2
[Designation | 1 3 2
TCH AL 200-300-400
BH TCH NUT A BHTCH NUT B SR M12X40 DIN 912
TCH AL 500-600-700-800 BHTCHNUTC
5 6 7 8
TCH AL 200 SR M8X40 DIN 915 SR M12X35 DIN 912 BH SERRATED PLATE 200 SR M8X25 DIN 912
TCH AL 300 SR M8X40 DIN 915 SR M12X35 DIN 912 BH SERRATED PLATE 300 SR M8X25 DIN 912
TCH AL 400 SR M8X40 DIN 915 SR M12X35 DIN 912 BH SERRATED PLATE 400-700 SR M8X20 DIN 912
TCH AL 500-600-700-800C SR M8X40 DIN 915 SR M16X50 DIN 912 BH SERRATED PLATE 400-700 SR M8X25 DIN 912

ISCAR




ITS50RE ACCESSORIES

TCH AL - SPARE PARTS IHFF..., IHRF...
(Fine Boring) IHRF...CH, IHRF...BW

CW 200

11

ITS BORE

BHF L200 - - - ~ - 8

; L

U \%m |
1 2 3 4 5
TCH AL 200-300-400
TCH AL 500-600-700-800 BH TCH NUT A BH TCH NUT B BH TCH NUT C SR M12X40 DIN 912 SR M8X40 DIN 915
Designation 6 7 8 9 10 11
TCH AL 200 SR M12X35 DIN 912 BH SERRATED PLATE 200 SR M8X25 DIN 912 SR M10X20 DIN 912 SR M6X8 DIN 915  BH HW 3.0 HANDLE
TCH AL 300 SR M12X35 DIN 912 BH SERRATED PLATE 300 SR M8X25 DIN 912 SR M10X20 DIN 912 SR M6X8 DIN 915  BH HW 3.0 HANDLE
TCH AL 400 SRM12X35 DIN 912  BH SERRATED PLATE 400-700 SR M8X20 DIN 912 SR M10X20 DIN 912 SR M6X8 DIN915 BH HW 3.0 HANDLE

ey VR Lo FETo [ P o Jo FE= 1o [o B SR M16X50 DIN 912 BH SERRATED PLATE 400-700 SR M8X25 DIN 912 SR M10X20 DIN 912 SR M6X8 DIN 915 BH HW 3.0 HANDLE

ADBH - SPARE PARTS

1
ADBH 30XD16 TSR M8X8 DIN 915

BBH-D - SPARE PARTS

IHRF.. IHRF...CH.-

=

1 2

BBH D16-53 SR M5X12 DIN 912 WASHER DIN 125A M5
BBH D16-105 SR M5X12 DIN 912 WASHER DIN 125A M5

BHFH - SPARE PARTS IHRF...CH.. IHRF.. BW..

1
BHFH 30X75
BHFH 40X133 SRMIOX18 DIN 912
BHFH 30X93

BHFH 40X200
BHFH 30X135
BHFH 40X300
BHFH 40X400

SR M10X25 DIN 912

Member IMC Group
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BHEH - SPARE PARTS

BHEH 24x75

BHEH 28x80

BHEH 28x108
BHEH 28x148

SR M10X20 DIN 912

SR M10X25 DIN 912

EMH - SPARE PARTS

Screw

Screw

Screw #1 Screw #2
EMH MB 50-6 EMH 50-6 SCREW M6x10 EM SCREW
EMH MB 50-8 EMH 50-8 SCREW M8x10 EM SCREW
EMH MB 50-10 EMH 50-10 SCREW M10x12 EM SCREW
EMH MB 50-12 EMH 50-12 SCREW M12x16 EM SCREW
EMH MB 50-14 EMH 50-14 SCREW M14x16 EM SCREW
EMH MB 50-16 EMH 50-16 SCREW M14x16 EM SCREW
EMH MB 50-20 EMH 50-20 SCREW M16x16 EM SCREW
EMH MB 63-16 EMH 63-16 SCREW M14x16 EM SCREW
EMH MB 63-20 EMH 63-20 SCREW M16x16 EM SCREW
EMH MB 63-25 EMH 63-25 SCREW M18x20 EM SCREW
EMH MB 63-32 EME 63-32 SCREW M18x20 EM SCREW
EMH MB 80-40 EMH 80-40 SCREW M20x20 EM SCREW
BH WASHER - SPARE PARTS
For Kit BHE T
151.5 L
— 6.9
For Kit BHE
KIT BHE MB50-50X80
KIT BHE MB63-63X89
o) CLEL T LR KIT BHE MB80-80X104
KIT BHF MB50-50X80 6-108
CC - SPARE PARTS
Components for CC MB
1 2 Wrench
CC MB16-ER11M CC MB16 SCREW NUT ER11 MINI WRENCH ER11 MINI
CC MB20-ER16M CC MB20 SCREW NUT ER16 MINI WRENCH ER16 MINI
CC MB25-ER20M CC MB25 SCREW NUT ER20 MINI WRENCH ER20 MINI
CC MB32-ER25M CC MB32 SCREW NUT ER25 MINI WRENCH ER25 MINI
CC MB40-ER25 CC MB40 SCREW NUT ER25 TOP WRENCH ER25
CC MB50-ER25 CC MB50 SCREW NUT ER25 TOP WRENCH ER25
CC MB50-ER32 CC MB50 SCREW NUT ER32 TOP WRENCH ER32
CC MB63-ER32 CC MB63 SCREW NUT ER32 TOP WRENCH ER32
CC MB63-ER40 CC MB63 SCREW NUT ER40 TOP WRENCH ER40

ISCAR
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LLJ
Cutting Depth 3 oC
(4]
Cutting Conditions for BHR T T 8
Rough Boring Heads oz
A | o A Al L\ A ] A U)
7 i 2B —
(R || [l0ER IHCR IHSR —
Twin boring cutters Twin boring cutters
with the same cutting diameter with different cutting diameters and heights (Z=1)
B Working Range ap Steel ap Cast Iron, Aluminum
18-28 ap-1.5-2 ap-2-25
28-50 ap-2-3 ap-25-35
50-68 ap-34 ap-3.5-5
It's advisable to start with B 68-200 45 a-57
hole >boring bar diameter d 200-500 ap- 56 ap-6-8
Cutting Conditions for BHF Fine Boring Heads
Feed f=mm/rev
Cutting Insert
Material LDRED/BDRED Stability Speed Insert Radius
. Grade
Ve=m/min
RE=0.2 RE=0.4
Carbon Steel LDRED/BDRED=2.5 coo 200-300 0.05-0.08 0.08-0.10 IC20N
HB <200 LDRED/BDRED=4 oo 160-250 0.05-0.08 0.08-0.10 IC30N
= LDRED/BDRED=6.3 ° 70-100 0.05-0.08 - IC54
LDRED/BDRED=2.5 160-250 0.05-0.08 0.08-0.10
P LDRED/BDRED=4 o | 150200 | 005008 | 008010 | caon N
LDRED/BDRED=6.3 ° 70-100 0.05-0.08 -
LDRED/BDRED coo 150-200 0.05-0.08 0.08-0.10 IC20N/30N ap, ||
Stainless Steel LDRED/BDRED oo 120-160 0.05-0.08 0.08-0.10 IC54 0.1-0.25
LDRED/BDRED ° 70-80 0.05-0.08 0.08-0.10 1C908 -
LDRED/BDRED=2.5 120-160 0.05-0.08 0.08-0.10 Stability
(1)
AT | DRED/BDRED=4 "¢ | 100-140 | 005008 | 008-0.10 054 | vee— Good
LDRED/BDRED=6.3 ¢ 70-100 0.05-0.08 = ee - Normal
LDRED/BDRED=2.5 coo 120-160 0.05-0.08 0.08-0.10 e - Poor
Cast Iron LDRED/BDRED=4 oo 100-140 0.05-0.08 0.08-0.10 1C20
LDRED/BDRED=6.3 ° 70-100 0.05-0.08 =
LDRED/BDRED=2.5 coo 300-400 0.05-0.08 0.08-0.10
Aluminum LDRED/BDRED=4 oo 250-350 0.05-0.08 0.08-0.10 IC20
LDRED/BDRED=6.3 ¢ 100-150 0.05-0.08 =

M ap=0.1 min

LDRED

BDRED

In case of a single or a stepped boring cutter configuration, only half the feed should be applied.

Member IMC Group
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Fine Boring Head BHF 16-50
Operating Instructions

LI
o
O
M
N
=

BHF 50 Shown

A Reduction Sleeve
| . IHAXF

T )

0 Body e Toolholder e Serrated face @ Slide adjustment range
Do not exceed the
e Expanding pin e locking screw e Oiling nipple range marks!!
A e Graduated dial Coolant nozzle e Tool bore 16H7 m Cutting edge

position mark
A @ Slde locking screw

Assembly Positioning
e Before mounting the BHF boring head, The tool slide (7) allows for a 4 mm adjustment,
make sure that expanding pin (2) does not by turning graduated dial (3) counterclockwise.
protrude from the cylindrical body part. * \When changing the direction of the dial rotation,
¢ Insert BHF into the shank. backlash must be compensated for.
¢ Tighten pin (2) by turning clockwise e After positioning, lock the tool slide by means
following the recommended tightening of screw (4).
torque guidelines below: ¢ Loosen screw (4) before making
Recommended torque:  (N.m) any slide adjustment.
BHF MB16-16x34 20- 25
BHF MB20-20x40 40- 4.5 Maintenance
BHF MB25-25x50 6.5- 7.5 Weekly:
BHF MB32-32x63 7.0- 8.0 e Lubricate through the nipple (8) with ISO UN G220 oil.
BHF MB40-40x80 16.0 - 18.0 Periodically:
BHF MB50-50x60 30.0 - 35.0 ¢ Clean and lubricate the conical and
¢ |nsert the screw (5). If it protrudes, the sleeve should cylindrical matching surfaces.
be rotated until the screw can enter the recess in e Treat expanding pin (2) with an
the sleeve nut, reduction sleeve or boring bar. anti-friction lubricant.
e Clean and lubricate the tool slide guideway.
Disassembly
In order to separate the BHF from the shank, Important Note:
loosen the expanding pin (2) by Toolholder should be firmly affixed to the slide.

turning counterclockwise.
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Fine Boring Head BHF 63-125
Operating Instructions

LI
s
)
M
N
=

— BHFH
i T
] IHFF
BBH
IHFF / IHRF
_______ ADBH 30xD16
e (- D@
| ? — | .
i IHAXF
0 Body A o Slide locking screw e Coolant nozzle e Toolholder locking screws
©®  Expansion pin © Tooholder locking screw @ Slide holder @ Side adjustment range
Do not exceed
A ©  Graduated dial © Oiing nipple the range marks
Assembly Positioning
e Before mounting the BHF boring head, The tool slide (7) allows for a 5 mm adjustment,
make sure that expansion pin (2) does not by turning graduated dial (3) counterclockwise.
protrude from the cylindrical body part. * When changing the direction of the dial rotation,
¢ Insert BHF into the shank. backlash must be compensated for.
¢ Tighten pin (2) by turning clockwise e After positioning, lock the tool slide by means
following the recommended tightening torque of screw (4).
guidelines below: ¢ Loosen screw (4) before making
Recommended torque:  (N.m) any slide adjustment.
BHF MB50- 63x87 30-35
BHF MB50- 80x94 30-35 Maintenance
BHF MB63- 63x37 80-90 Week|y:
BHF MB80- 80x94 80-90 * Lubricate through the nipple (8) with ISO UN G220 oil.
BHF MB80-125x94 80-90 Periodically:
e Insert the screw (5). If it protrudes, the sleeve e Clean and lubricate the conical and
should be rotated until the screw can enter the cylindrical matching surfaces.
recess in the sleeve nut or boring bar. « Treat expanding pin (2) with an anti-friction lubricant.
e Clean and lubricate the tool slide guideway.
Disassembly
In order to separate the BHF from the shank, Important Note:
loosen the expanding pin (2) by turning Toolholder should be firmly affixed to the slide.
counterclockwise.
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BHR Rough Boring Cutting Data

USER GUIDE

Boring Range Boring Range Boring Range
Workpiece | Hardness ?_‘g&agf ap (mm) 18-28 28-50 50-68
e i BDRED | RE(Radius) | o542 | 1225 | 0815 | 1525 | 0815 | 1530
0.2 0.4 0.2-0.4 0.4 0.2-0.4 0.4-0.8
25 Ve (m/min) | 150-180 | 120-150 | 160-200 | 140-170 | 160-200 | 140-180
25 | fmmiey | 0102 | 00802 | 0.15-02 | 0.15:0.2 | 0.15-0.25 | 0.08-0.2
Carbon | |15 oo \ Ve (wmin) | 140-160 | 100-140 | 160-180 | 120-150 | 160-180 | 120-150
Steel ¢ | fmmiey | 01018 | 008-0.15 | 0.1-0.12 | 0.08-01 | 0.1-0.12 | 0.08-0.1
. Ve (m/min) | 60-80 40-60 60-90 50-60 70-90 50-70
s f (mm/rev) | 0.06-0.12 | 0.06-0.1 | 0.06-0.12 | 0.06-0.1 | 0.06-0.1 | 0.06-0.1
25 Ve (m/min) | 130-160 | 100-130 | 140-180 | 120-160 | 140-180 | 120-160
25| fmmiey) | 0.08-0.15 | 0.08-0.12 | 0.08-0.2 | 0.06-0.12 | 0.08-0.25 | 0.08-0.18
Carbon HB>200 4 Ve (m/min) | 110-140 | 80-110 100-140 | 80-120 100-140 | 80-120
Steel o f (mm/rev) | 0.08-0.12 | 0.08-0.1 | 0.08-0.15 | 0.06-0.15 | 0.08-02 | 0.06-0.15
o Ve (m/min) | 70-90 60-70 | 80-100 | 60-80 | 80-100 | 60-80
s f (mm/rev) | 0.08-01 | 0.06-0.08 | 0.06-0.1 | 0.06-0.08 | 0.08-0.15 | 0.06-0.1
Boring Range Boring Range Boring Range
Workpiece | Hardness ?_‘ggéagf ap (mm) 68-120 120-200 200-500
Material HB BDRED | RE(Radius) [ 08-15 | 1535 | 0820 | 2035 | 0820 | 2040
0204 | 0408 | 02-04 |R=0.4-0.8|R=0.2-0.4|R=0.4-0.8
s Ve (m/min) | 160-220 | 150-180 | 180-250 | 160-200 | 220-280 | 200-220
oe | f(mmiey) | 015025 | 0.08-02 | 01503 | 0102 | 01503 | 0.1-0.15
Carbon Ve (m/min) | 140-180 | 120-150 | 160-200 | 140-180
Steel | MB<200 e | fmmiey) | 00802 | 008015 | 01-02 |o008015| M NR.
Ve m/min) | 701100 | 5070
%% | tmirey) | 00601 | 00601 | " NR MR MR
’ Ve (m/min) | 140-180 | 120-160 | 150170 | 100-140 | 100-140 | 80-120
oo | fmmiey) | 015-03 | 01202 | 015-025 | 0.1-02 | 01503 | 01-0.2
Carbon Vc (m/min) | 120-150 100-140 100-130 80-110
Steel | HB<200 | 4 | ey | 0102 | 04-048 | 00802 | 00s012 | M NA.
Ve (m/min) | 80-100 | 60-80
% | tmiey | 008012 | 00g0t2 | M MR A MR

Stability

eee — Good
— Normal
e —Poor

N.R. = Not Recommended

- > |-

IHSR

e

IHSR

In case of a single or a stepped boring cutter
configuration, only half the feed should be applied.
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o
BHR Rough Boring Cutting Data M
Boring Range Boring Range Boring Range |:
Workpiece | Hardness ?_‘ggéagf ap (mm) 18-28 28-50 50-68
Material HB BDRED | RE(Radius) | 0510 | 1.0-1.8 | 0510 | 1.0-1.8 | 0512 | 1.2-20
. 0.2 0.4 0.2-0.4 0.4 0.2-04 | 0.4-0.8
- Ve (m/min) | 140-160 | 90-120 | 150-180 | 100-130 | 160-200 | 140-180
e f (mm/rev) | 0.08-0.18 | 0.08-0.15 | 0.08-0.2 | 0.08-0.18 | 0.1-0.25 | 0.1-0.15
Alloyed | |1e o0 . Ve (m/min) | 100-130 | 70-100 | 110-150 | 90-120 | 140-180 | 100-130
Steel . f (mm/rev) | 0.08-0.15 | 0.06-0.12 | 0.08-0.18 | 0.08-0.15 | 0.8-0.18 | 0.08-0.12
63 Ve (m/min) | 80-100 60-90 80-100 70-90 | 100-140 | 80-120
. f (mm/rev) | 0.08-0.15 | 0.06-0.1 | 0.06-0.12 | 0.06-0.12 | 0.6-0.15 | 0.08-0.1
- Ve (m/min) | 130-150 | 120-140 | 130-150 | 120-140 | 140-170 | 120-150
o f (mm/rev) | 0.08-0.18 | 0.06-0.15 | 0.08-0.18 | 0.06-0.15 | 0.08-0.2 | 0.08-0.18
Aloyed | 1o o0 ) Ve (m/min) | 100-130 | 100-120 | 100-130 | 100-120 | 120-150 | 100-120
Steel o f (mm/rev) | 0.08-0.15 | 0.06-0.13 | 0.08-0.15 | 0.06-0.13 | 0.08-0.18 | 0.08-0.15
65 Ve (m/min) | 80-100 70-90 80-100 70-90 | 100-120 | 70-90
. f (mm/rev) | 0.08-0.12 | 0.06-0.11 | 0.08-0.12 | 0.06-0.11 | 0.08-0.12 | 0.06-0.11
Boring Range Boring Range Boring Range
Workpiece | Hardness ?_‘gg:zagf ap (mm) 68-120 120-200 200-500
Material HB BDRED | RE (Radius) 1.8 2.5 0.8-20 | 2035 | 0820 | 2040
S0 0.2-04 | 04-08 | 0.2-04 | 04-0.8 | 02-04 | 04-0.8
”5 Ve (m/min) | 160-220 | 140-180 | 160-220 | 140-180 | 160-220 | 140-180
e f (mmiev) | 01-03 | 01025 | 01083 | 01-025 | 0.1-0.35 | 0.1-0.3
Alloyed Ve (m/min) | 150-200 | 120-160 | 120-160 | 120-160
Steel | HB<200 L f (mm/iev) | 01-02 | 0.08-0.18 | 0.1-02 | 0.08-0.18 N.R NR
Ve (m/min) | 100-140 100-140
8 | fmmirey) | 008-0.18 | 0.08-0.15 | T NA NR NA
25 Ve (m/min) | 160-200 | 140-180 | 140-200 | 140-180 | 140-200 | 140-180
o f (mm/rev) | 0.1-03 | 0.01-0.25 | 0.01-0.35 | 0.01-0.3 | 0.01-0.35 | 0.01-0.3
Alloyed Ve (m/min) | 140-160 | 120-140 | 150-180 | 120-140
Steel | HB>200 2 f (mm/rev) | 0.08-0.2 | 0.08-0.15 | 0.08-0.12 | 0.08-0.12 N.R NR
Ve (m/min) | 100-120 | 70-90
63 f (mm/rev) | 0.08-0.16 | 0.08-0.12 N.R NR N.R NR

Stability

eee — Good
ee — Normal
e —Poor

N.R. = Not Recommended

[

-

] [ J
/: Al L \AJ\W
—7 L]
IHSR IHSR A V PLT IHSR
IHCR IHSR

In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
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BHR Rough Boring Cutting Data

USER GUIDE

IHSR

IHSR

PLT

Boring Range Boring Range Boring Range
Workpiece | Hardness ?_‘ggéagf ap (mm) 18-28 28-50 50-68
Material HB BDRED | RE(Radius) | 05-10 | 1.0-1.8 | 05-1.0 | 1.0-1.8 | 0512 | 1.2-20
1SO 0.2 0.4 0.2-0.4 0.4 0.2-0.4 0.4-0.8
25 Ve (m/min) 100-150 110-130 120-160 100-150 120-160 110-160
coe f (mm/rev) | 0.08-0.15 | 0.06-0.12 | 0.08-0.18 | 0.06-0.12 | 0.08-0.25 | 0.08-0.18
Stainless Ferritic & 4 Ve (m/min) 90-130 90-120 100-140 90-140 100-150 80-120
Steel Martensitic oo f (mm/rev) | 0.08-0.12 0.06-0.1 0.08-0.12 0.06-0.1 0.08-0.18 | 0.08-0.12
63 V¢ (m/min) 60-90 50-70 60-90 50-70 70-100 50-70
o f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.12 | 0.06-0.1 0.06-0.15 | 0.08-0.1
95 Ve (m/min) | 110-130 100-130 120-150 110-140 110-160 100-150
coe f (mm/rev) | 0.08-0.15 | 0.06-0.12 | 0.08-0.18 | 0.06-0.12 | 0.08-0.25 | 0.06-0.12
Stainless Austenitic 4 V¢ (m/min) 80-110 80-110 90-130 90-120 100-150 90-130
Steel e f (mm/rev) | 0.08-0.12 | 0.06-0.1 0.08-0.12 | 0.06-0.1 0.08-0.18 | 0.06-0.1
63 Ve (m/min) 60-90 50-70 60-90 50-70 70-100 50-70
- o f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.12 | 0.06-0.1 0.06-0.15 | 0.06-0.1
25 Ve (m/min) 90-130 100-130 120-150 110-140 120-160 100-150
oo f (mm/rev) | 0.08-0.15 | 0.06-0.12 | 0.08-0.18 | 0.06-0.12 | 0.08-0.25 | 0.06-0.12
Stgilsetss Ferritic & 4 Ve (m/min) 70-110 80-110 90-130 90-120 100-150 90-130
Steel Martensitic .o f (mm/rev) | 0.08-0.12 | 0.06-0.1 0.08-0.12 | 0.06-0.1 0.08-0.18 | 0.06-0.1
63 Ve (m/min) 60-90 50-70 60-90 50-70 70-100 50-70
o f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.12 0.06-0.1 0.06-0.15 0.06-0.1
25 Ve (m/min) 80-120 70-110 100-150 90-140 110-150 100-150
coe f (mm/rev) | 0.08-0.15 | 0.06-0.12 | 0.08-0.18 | 0.06-0.1 0.08-0.25 | 0.06-0.12
St;ilsetss Austenitic 4 V¢ (m/min) 70-100 70-100 80-130 70-120 90-140 90-130
Steel oo f (mm/rev) | 0.08-0.12 0.06-0.1 0.08-0.12 0.06-0.1 0.08-0.18 0.06-0.1
63 Ve (m/min) 60-90 50-70 60-90 50-70 70-100 50-70
o f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.12 | 0.06-0.1 0.06-0.15 | 0.06-0.1
Stability
eee — Good
ee — Normal
e —Poor
@ R ——
— O T ’* Q T
] ]
A A A Ll —
¥ Py .

In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
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BHR Rough Boring Cutting Data

USER GUIDE

Boring Range Boring Range Boring Range
Workpiece | Hardness ?_‘ggéagf ap (mm) 68-120 120-200 200-500
Material HB BDRED | RE(Radius) | 0.8-1.8 | 1.8-25 | 0820 | 2030 | 0820 | 2.035
50 0204 | 0408 | 0204 | 0408 | 0204 | 0408
b5 | Ve(wmin | 130-220 | 120-200 | 140220 | 120180 | 150-220 | 12020
2| fmmirey) | 00803 | 008025 | 00803 | 008025 | 0.0803 | 008025
Stainless | Ferritic & ] Ve (m/min) | 100-160 | 90-140 | 120-180 | 90-140 NR \R
Steel | Martensitic | o f (mm/rev) | 0.08-0.25 | 0.08-0.18 | 0.08-0.25 | 0.08-0.18 : :
Ve (m/min) | 70-100 50-70
63 f(mmiey) | 00802 | 008015 | R NR NR NR
Ve (m/min) | 120-200 | 100-160 | 120-200 | 100-160 | 120-200 | 100-180
25
G2 | f(mmvrey) | 00803 | 008025 | 00803 | 008025 | 0.0803 | 008025
Stainless N Ve m/min) | 100-150 | 90-140 | 100-160 | 90-140
Steel | Austentc : f (mm/rev) | 0.08-0.25 | 0.08-0.18 | 0.08-0.25 | 008018 | 1 NA
[ X ]
Ve (m/min) 70-100 50-70
. % | tmmiey) | 00802 | 008015 | NP NA NR NA
b | Vemmin) | 130-200 | 120180 | 140200 | 120-160 | 140200 | 120-180
O | fmmiey) | 00803 | 0.08-025 | 00803 | 0.08-025 | 0.08-03 | 0.08-0.25
Stgilséss Ferritic & ) Ve (m/min) | 110-150 [ 90-150 | 100-160 | 90-140 R \R
Stooy | Martensitc S| fmmirev) | 0.08-0.25 | 0.08-0.18 |0.08-025 |0.08-0.18 ' :
Ve (m/min) | 70-100 50-70
% | f{mmirev) | 00802 | 008015 | P NA NA NA
,s | Ve(wmin) | 130-180 | 120-180 | 120-200 | 100-160 | 120200 | 100-180
O | fmmiey) | 0.08-03 | 008025 | 0.08-03 | 008025 | 00803 | 0.08-0.25
Cast
/ y Ve (m/min) | 100-140 | 90-140 | 100-160 | 90-140
Stgg:lss Austenitic S f (mm/rey) | 0.08-0.25 | 0.08-0.18 | 008025 | 008-0.18 | T N.R
Ve (m/min) 70-190 50-70
55 | fnmiey | 008-02 | 008015 | NP NR NR NR

Stability

eee — Good
ee —Normal
e —Poor

N.R. = Not Recommended

IHSR

IHSR

PLT

IHSR

In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
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s
A0 BHR Rough Boring Cutting Data
I: Boring Range Boring Range Boring Range
Workpiece | Hardness ?_\Begéa[;‘f ap (mm) 18-28 28-50 50-68
Material HB BDRED | RE(Radius) | 0510 | 1.0-1.8 | 05-1.0 | 1.0-1.8 | 051.2 | 1.2-2.0
0.2-0.4 0.4 0.2-0.4 0.4 0.2-04 | 0.4-0.8
vs Ve (m/min) | 120-160 | 100-140 | 120-180 | 110-150 | 120-180 | 110-150
o f (mm/rev) | 0.06-0.15 | 0.06-0.18 | 0.06-0.15 | 0.06-0.12 | 0.08-02 | 0.08-0.12
Ca‘:ﬁ‘:on HB<200 ) Ve (m/min) | 100-140 | 80-120 | 100-150 | 80-120 | 100-150 | 80-120
06 10.25 o f (mm/rev) | 0.06-0.12 | 0.06-01 | 0.06-0.12 | 0.06-01 | 0.08-0.12 | 0.08-0.1
o Ve (m/min) | 70-100 60-90 70-100 60-90 70-100 60-90
> f(mm/rev) | 0.06-0.1 | 006-0.1 | 006-01 | 00601 | 00801 | 0.080.1
- Ve (m/min) | 140-200 | 140-200 | 140-220 | 160-250 | 180-220 | 200-280
ot f (mm/rev) | 0.06-0.15 | 0.06-0.18 | 0.06-0.15 | 0.06-0.18 | 0.08-02 | 0.1-0.25
Ca‘:ﬁ‘r’on ) Ve (m/min) | 120-160 | 120-160 | 120-180 | 140-200 | 140-180 | 180-220
06 25.40 o f (mm/rev) | 0.06-0.12 | 0.06-0.14 | 0.06-0.12 | 0.06-0.14 | 0.08-0.12 | 0.08-0.2

Ve (m/min) | 70-100 60-90 70-100 60-90 60-100 60-120
. f (mm/rev) | 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 0.08-0.1 0.08-0.1

Ve (m/min) | 120-180 120-180 120-200 140-220 180-220 180-240
cee f (mm/rev) | 0.06-0.15 | 0.06-0.18 | 0.06-0.15 | 0.06-0.18 | 0.08-0.18 | 0.1-0.2

Cast Iron | Spheroidal Ve (m/min) | 120-160 120-160 120-180 140-200 140-200 160-220
GGG & Graphite .o f (mm/rev) | 0.06-0.12 | 0.06-0.14 | 0.06-0.12 | 0.06-0.14 | 0.08-0.12 | 0.08-0.18

63 Ve (m/min) 60-100 60-90 60-100 60-90 60-90 60-100
. f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 0.08-0.1 0.08-0.1
Boring Range Boring Range Boring Range
Workpiece | Hardness ?_‘SSE?/Q ap (mm) 68-120 120-200 50-68
Material HB BDRED | RE(Radius) | 08-1.8 | 1.8-25 | 0820 | 2.0-30 | 0820 | 2035
1o 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
95 Ve (m/min) | 120-200 110-150 150-250 180-280 150-250 180-280
oo f (mm/rev) | 0.08-0.25 0.08-0.3 0.08-0.25 | 0.08-0.35 | 0.08-0.25 | 0.08-0.35
Grey -
Ve (m/min) | 100-150 80-120 120-170 120-170
Cast Iron | HB<200 4 N.R N.R
GG 10-25 .o f (mm/rev) | 0.08-0.18 | 0.08-0.2 | 0.08-0.18 | 0.08-0.25
Ve (m/min) 70-100 60-90
63 f (mmirev) | 0.08-0.15 | 0.08-012 | R NR NR NR
25 Ve (m/min) | 250-300 250-350 250-350 250-350 250-350 250-350
coo f (mm/rev) | 0.12-0.35 | 0.12-0.35 | 0.15-0.3 0.15-04 0.15-0.3 0.15-04
Grey -
Ve (m/min) | 200-270 230-300 200-300 200-270
Cast Iron 4 4 N.R N.R
GG 25-40 .o f (mm/rev) 0.1-0.25 0.12-0.3 0.15-0.3 | 0.15-0.35
63 Ve (m/min) | 70-150 60-120 NR NR NR NR

o f (mm/rev) | 0.1-0.15 | 0.12-0.25
Ve (m/min) | 200-240 | 200-280 | 200-280 | 220-300 | 220-300 | 220-300

.2.'5. f (mm/rev) | 0.12-0.3 0.12-0.3 | 0.15-0.3 | 0.15-0.35 | 0.15-0.3 | 0.15-0.35
Cast Iron | Spheroidal 4 Ve (m/min) | 160-220 180-240 180-250 200-270 NR NR
GGG & Graphite .o f (mm/rev) 0.1-0.2 0.12-0.25 | 0.12-0.2 | 0.15-0.35 ' '
V¢ (m/min) | 60-100 60-100

85 | fmmiey | 01015 | 01202 | NR NR NR NR
N.R. = Not Recommended
Stability
eee — Good
ee —Normal
e —Poor

In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
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BHR Rough Boring Cutting Data Mm
Boring Range Boring Range Boring Range I:
Workpiece | Hardness OL\E)eFr:Ean ap (mm) 18-28 28-50 50-68
Material HB BDRED | RE(Radius) | 0515 | 1525 | 0515 | 1525 | 0520 | 1.2-3.0
50 0.2-0.4 0.4 0.2-0.4 0.4 0.2-04 | 0.4-0.8
vs Ve (m/min) | 200-300 | 240-350 | 200-300 | 240-350 | 200-300 | 240-35
o f(mm/rev) | 0.06-0.2 | 0.06-0.25 | 0.06-0.2 | 0.06-0.25 | 0.06-0.25 | 0.06-0.3
Aluminum | ) Ve (m/min) | 150-220 | 150-220 | 150-220 | 150-220 | 150-220 | 150-220
/ Cast oo f(mm/rev) | 006-0.2 | 006-02 | 006-02 | 00602 | 00602 | 00602
o Ve (wmin) | 60-100 | 60-100 | 60-100 | 60-100 | 60-100 | 60-100
> f (mm/rev) | 0.06-01 | 006-01 | 006-01 | 006-01 | 0.06-0.1 | 0.06-0.1
vs Ve (m/min) | 180-250 | 220-280 | 180-250 | 220-280 | 180-250 | 220-280
oo f(mm/rev) | 0.06-0.2 | 0.06-0.25 | 0.06-0.25 | 0.06-0.25 | 0.06-0.25 | 0.06-0.3
Aluminum | ) Ve (/min) | 120-220 | 120-220 | 120-220 | 120-220 | 120-220 | 120-220
/ Cast .e f (mm/rev) | 0.06-0.2 | 0.06-0.2 | 006-0.2 | 0.06-0.2 | 0.06-0.2 | 0.06-0.25
o Ve (m/min) | 60-100 | 60-100 | 60-100 | 60-100 | 60-100 | 60-100
” f (mm/rev) | 006-0.1 | 006-0.1 | 006-0.1 | 006-0.1 | 0.06-0.1 | 0.06-0.1
Boring Range Boring Range Boring Range
Workpiece | Hardness ?_‘g;:sagf ap (mm) 68-120 120-200 200-500
sl = BDRED | RE(Radius) | 0830 | 1.840 | 0830 | 2040 | 0830 | 2.045
S0 0.2-04 | 04-0.8 | 02-04 | 04-08 | 02-04 | 0.4-0.8
vs Ve (m/min) | 200-300 | 240-350 | 200-300 | 240-350 | 200-300 | 240-350
o0 | fmmiey) | 0.06-025 | 0.06-03 | 0.06-025 | 0.06-04 | 0.06-025 | 0.06-0.4
Aluminum | ) Ve (m/min) | 150-220 | 150-220 | 150-220 | 150-220 NR NR
/ Cast .e f(mm/rev) | 0.06-0.2 | 0.06-0.2 | 0.06-0.2 | 0.06-0.2 : '
Ve (m/min) | 60-100 | 60-100
85 | fmmiev) | 0.06-01 | 006-0.1 NR NR NR NR
v Ve (m/min) | 180-250 | 220-280 | 180-250 | 220-280 | 180-250 | 220-280
O, | fmmiey) | 0.06-025 | 0.06-03 | 00603 | 00604 | 00603 | 00604
Aluminum | ) Ve (m/min) | 120-220 | 120-220 | 120-220 | 120-220 \R NR
/ Cast oo f (mm/rev) | 0.06-0.2 | 0.06-0.2 | 0.06-0.2 | 0.06-0.2 : :
Ve (m/min) | 60-100 | 60-100
8 | fmmrey) | 006-01 | 0.06-0.1 NR NR NR NR

N.R. = Not Recommended
Stability

eee — Good

ee — Normal

e —Poor

IY_
Bl
N
L

IHSR IHSR PLT IHSR

In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
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O Recommended Cutting Conditions for Boring Operations with
A8 BHC Combi Rough and Fine
Cutting Feed fn=mm/rev
Boring Depth to Working Speed

Material Diameter Ratio Conditions | Vc=m/min | RE=0.2 | RE=0.4 Carbide Grade Cutting Depth mm
LDRED/BDRED = 2.5 good 160 - 250 01-02 | 01-02

Carbon Steel _

HB < 200 LDRED/BDRED =4 normal 120 - 180 01-02 | 01-02 015-03 [ 16| 2 | 25
LDRED/BDRED = 6.3 difficult 70-100 |*0.1-0.15| 0.1-0.2 |IC807,IC908, IC520N, IC20N,

IC30N, 1C8150, 1C8250,

LDRED/BDRED = 2.5 good 140 - 200 01-02 | 01-02 1C3028

Carbon Steel _ i i i i

HB > 200 LDRED/BDRED = 4 normal 100 - 160 01-02 | 01-02 015-03 | 15| 2 | 25
LLDRED/BDRED = 6.3 difficult 70-100 |*0.1-0.15| 0.1-02
LDRED/BDRED = 2.5 good 100 - 140 0.1-02 0.1-0.2

Stainless Steel _

AISI 304 - 316 LDRED/BDRED =4 normal 80- 110 0.1-02 0.1-0.2 IC807, IC30N, IC3028 015-03 | 15| 2 [ 25
LDRED/BDRED = 6.3 difficult 60 - 90 01-015( 0.1-0.2
LDRED/BDRED = 2.5 good 120 - 160 0.1-02 0.1-0.2

Cast Iron .DRED/BDRED = 4 normal 90-120 0.1-02 0.1-0.2 | IB55,1C908, IC5005, IC428 | 0.15-0.3 2 |125( 3
LDRED/BDRED = 6.3 difficult 60 - 90 *01-015( 01-02
LDRED/BDRED = 2.5 good 250-350 | 0.1-02 | 01-02

Aluminum LDRED/BDRED = 4 normal 160-250 | 01-02 | 01-02 D5, 1C20 0.15-03 2 |125( 3
LDRED/BDRED = 6.3 difficult 100-150 |*0.1-0.15| 0.1-0.2

* Only for finishing Inserts.
**Use inserts with the same corner radii for both roughing and finishing inserts.

Vc Cutting speed (m/min)

D Diameter of workpiece (mm)

n  Number of revolutions / min' (rev./min)
Vf Feed rate (mm/min.)

fn  Feed / rev/ (mm/rev)

T 3.14
Vc= I-D:n
1000
n= Ve 1000
1D ——
—~ |BDRED| |=
Vf= nfn
LDRED
© i
 —
0.2
ap roughing e ap finishing

ISCAR
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Fine Boring Head Range

2 um
2 pym Direct Diametric Adjustment

ITS BORE

BHF MB50-80x94
BHF MB80-80x94

92.5-160

@ 8 95

21
i s

1 o25-4

216 9%
© 8 H6
N
N

M| HAXF2.5-4/8

SLEEVE D 8-D16 — B=—— 7

IHAXF 4- 6/8 04-6

2169
2169
N
N
216 9%

95°

45

o0 P77 2 |

il e il -
Eﬁjl o~ @E@ T 06-8

IHAXF 6- 8/16 IHAXF 6- 8-AVI IHAXF 6- 8-E

52.5 36 48 60
= = =
— [~ @

=] §7T 08 - 10
IHAXF 8-10/16 IHAXF 8-10-AVI IHAXF 8-10-E
@ 43 60 75
kP e —
— o B Bl fpi0-12
| IHAXF 10-12/16 IHAXF 10-12-AV IHAXF 10-12-E
\
48 72 90
1 e R s I e
2 lgs — E — =] v B fg12-14

:@ IHAXF 12-14/16 IHAXF 12-14-AVI IHAXF 12-14-E
o) 2
5]
o 52 84 105
| — -
— [ oA 609
ADBH 30XD16 gﬁ g g Q 214 - 16
IHAXF 14-16/16 IHAXF 14-16-AVI IHAXF 14-16-E
‘ 58 | 96 | | 120 |
\ | \ |
— E— = & B9 foe-18
IHAXF 16-18/16 IHAXF 16-18-AVI IHAXF 16-18-E
63

—
. Low-ze.

IHAXF 18-22/16

i
— 2

IHAXF 22-30/16
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Fine Boring Head Range
2 pym Direct Diametric Adjustment

LI
o
O
M
N
=

BHF MB80-125x114

236-500

T € @
A — ** IHRF 40 @ 36 ~ 138
‘[ pe—— IHFF 40
BBH 40X69 BBH 40X189 IHRF 32
BBH 40X114 IHFF 32

BHFH 40X400

BHFH 40X300

BHFH 40X200 fr

IHRF 56-802BW
IHRF CH...

IHRF 50

IHFF 50

BHFH 40X133

e T

— @135 ~ 500

2125

ISCAR
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Fine Boring Head Range

2 um
2 pym Direct Diametric Adjustment

ITS BORE

BHF MB80-125x114

92.5-160 s

ﬁ
g u@% o % o %‘ o %‘
< sl R b R o 9 o
© § ° o e e
BHFH 40X133
BHFH 40X200
BHFH 40X300 [
BHFH 40X400
98
a8 V
98
98 V ©
oz
Y
g ™ @ g é Q f%\ % 3 ﬁg § o f%
sl o [ Sl s R NS sle 3§ S 12
ik SRR v e I E
£ £ £
V%
BHFH 40X133 - Z 7
IHRF 56-802BW BHFH 40X200
BHFH 40X300 T

BHFH 40X400

15

2135-210

2133

2200

2300

2205-310
2 400

2305-410
2 405-500

BHFH 40X133

BHFH 40X200

IHRF 50 CH45 54-800 BHFH 40X300
LIHRF 50 CH30 54-800
L |HRF 50 CH15 54-800

BHFH 40X400

Member IMC Group

(T [Tl 919



LLI
o
O
M
n
=

ITS50RE

Operation and Maintenance

USER GUIDE

MB Connection
To LOCK, rotate the radial pin clockwise
To UNLOCK, rotate the radial pin counter-clockwise

Table shows the recommended tightening torques:

Driving Torque

UNLOCKING

MB Nm
MB14 2-2.5
MB16 2-2.5
MB20 4-4.5
MB25 6.5-7.5
MB32 7-8
MB40 16-18
MB50 30-35
MB63 70-80
MB80 70-80

MB110 200-220

LOCKING

Before assembling MB connection elemants, make sure radial pin is not projected from the cylindrical parts.

CORRECT

Stages for adjusting boring heads with dial:
1- Loosen slide adjustment screw

2- Adjust the dial screw

3- Tighten slide adjustment screw

1

ISCAR
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Cartridge should be mounting according to the insert symbol direction

CORRECT WRONG CORRECT

Warning: slide position must be adjusted within the indicated limits. Excess movements damage internal kinematics

When BHF is assembled the cutting edge should be positioned in relation to the arbor key slots.

Cutting Edge Position

= B[ Y e

O\ ]

LI
o
O
M
n
=

Member IMC Group
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LL
e
m
@p)]
=
ITS50nRE 4'1:51 dmax
CHA &@ _dmin
45° Chamfering Holders ‘ e I N F!g
R e
ISR
=oAL |-

oo e oows  w  ou  wm B P

CHA 16-45 18.0 28.0 16.00 28.00 13.00 DCMT 0702.. 0.06 SR 14-548
CHA 20-45 23.0 32.0 20.00 32.00 15.00 DCMT 0702.. 0.07 SR 14-548
CHA 25-45 28.0 43.0 25.00 43.00 18.00 DCMT 0702.. 0.12 SR 14-548
CHA 32-45 35.0 54.0 32.00 54,00 22.00 DCMT 0702.. 0.20 SR 14-548
CHA 40-45 46.0 72.0 40.00 72.00 30.00 DCMT 11T3.. 0.53 SR 16-236 P
CHA 50-45 56.0 95.0 50.00 95.00 38.00 DCMT 11T8.. 1.13 SR 16-236 P
CHA 63-45 75.0 125.0 63.00 125.00 46.00 DCMT 1504.. 2.45 SR 16-212
CHA 80-45 95.0 165.0 80.00 165.00 58.00 DCMT 1504.. 5.20 SR 16-212

Maintenance
Boring heads should be lubricated with ISO UN G220 oil weekly

ISCAR






