ISCAR MULTI-MASTER LINES

SOLD CARBIDE & INDEXABLE HEADS
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Quality Standard

ISCAR has been certified by the prestigious Standards Institution,
as being in full compliance to ensure delivery of the finest quality
goods. Quality control facilities include the metallurgical laboratory,
raw metal testing, an online testing procedure and a machining
center for tool performance testing and final product inspection.
Only the finest products are packaged for entry into

ISCAR’s inventory.

‘THE STANDARDS INSTITUTION OF ISRAEL
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TI-miAS T e USER GUIDE

INDEXABLE SOLID CARBIDE LINE

Exchangeable Solid Carbide Heads

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

100 2 7.8-16 Slot Drill Miling Heads o4 Em
45° 2,3 6-20 High Speed Machining on Aluminum 21 b
e O VI P s IO IR
38° 3 7.7-19.7 For Keyways (DIN 6885) 15 m
MM EC-3 450 3 8-12 - 15 n
MM EC-4 300, 45° 4 5-20 = 16 m
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MM EC-6 300, 450 6 8-12 For Machining Hardened
MM EC-D 50° 6, 8, 10 8-20 Steel (up to 65 HRC).

MM ECK-CF 35°, 38° 5,6 8-32 For Machining Titanium Alloys 24 '

17

MM EC-8/10 300, 450 810  |1625 - 18
450 4 8-25 Finishred 19 W
MM EFS-CF 38° 4 6-25 Finishred CHATTERFREE 20 m
MM EC-CF 3g° 4,12 18
MM EC-CF-1.5xD 30,4650 | 47,9 |O%2 CHATTERFREE 23 w
MM ERA 45° 3 8-25 Rough Machining on Aluminum o1 W
MM ERS 450 N 20 .
MM ERS-1.5xD 400-470 456 1825 Rough Miling 20 w
Ball Nose
(s} -
MM EBA 49 2 825 for Machining Aluminum % ”
— 1 6,8 Engraving 52 @
— 6 10-25 Face Mill 15 '
o o o 2v 4 5'25 o 35
30°,37°,38 4 8-20 Ball Nose Milling 37 @
450
— 4 8,10,12,16 Oval-Shaped (Barrel) 38 @

G = Economical
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INDEXABLE SOLID CARBIDE LINE

Exchangeable Solid Carbide Heads

USER GUIDE

MM ECS

MM ECDF

MM TS

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

MM GRIT-4T8

B: Economical

ISCAR

Helix Angle | No. of Flutes | Diameter Range | Remarks Page
— 4 8,10,12,16 Lens-Shaped (Barrel) 37 m
- 2 816 22|L§ZF§i;?ghing “» 10 *
- | 2w R « o G
— 2 10-20 Torodial N E m
— 2 10-20 Feed Mil 0 |0 &j}
— 4,6 8-25.4 Feed Mill 31 w
30° 6 8-16 Torodial 36 m
— i g$g7 Corner Rounding ig @
— | e o (Zmmowenion | 4 g (B
— 4,6 10-25 Chamfering and Countersinking 47 g
— 2 1.07-6.41 Centering Drills (DIN 332) 54 @
_ 2 8-20 Fiat Bottom Drill Heads 56 s
— 2 9.8-15.7 Double Chamfering 47 &
_ 3 7.4-11.6 Double Chamfering 48 & "
— 4,6 7.7-25 Groove Milling 486‘21' b
— 3 16.7,17.7 Groove Miling 59 Q
— 4 21.7,27.7 Groove Miling 60 E
_ 810,12 g;:;:i;:?a T-Slot 64 &5
— 4 21.7 Involute Spline 63 *




MULTI-mASTER USER GUIDE
o
LL]
Exchangeable Solid Carbide Heads c|7)
No. of Flutes | Diameter Range | Remarks Page 1
¢ B=
MM GRIT-45A 346 17.721.7,27.7 | 45° Chamfering 48 @_
- -
MM GRIT 28P-DR 6 — Corner Round Milling 50 w
MM TS-DG 4 15.5,18.5,24.5 63 m
11.94,15.94, _
MM TRF 55 5,6 byl 71 6
11.94,15.94,
MM TRF 60 5,6 1904977 72 b
SD TRD-M-SP 8,10 31.7,39.7 60° Partial Profile 73 #
SD TRD-W-SP 8,10 31.7,39.7 55° Partial Profile 73 .@
MM TRD 3,4 167,217 55° / 60° Partial Profile 70-71 ’g
MM ESR BLANKS .
— 882 Blank Heads 77 g
MM ESR-1.5D BLANKS 8-25.4
13.8,17.1,23.4,
MM TC-G — 28.6.35.6 Blank Heads 76 e
2 459 Modular SUMOCHAM Dril 57 @

Member IMC Group




Tl-miAS § e USER GUIDE

INDEXABLE SOLID CARBIDE LINE

Indexable Endmills with a MULTI-MASTER Adaptation

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

T290 ELN-MM — 2,34 10-16 — 25 E! p
-

HP E90AN-MM = 2,3,4,5 12,16,20 — 25 .

T490 ELN-MM — 23 |16,20 — 25 h:‘;
H490 E90AX-MM = 3 20 = 26 ey

o
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HM90 E90A-MM — 2345 |1620,2532 — 26,28 E“
FF EWX-MM — 234 16,20,25 — 33 g-}. b
E90SO-MM — 23456 |10-20 — 26 '&ﬂ
HM390 ETP-MM — 234  |8-16 _ o7 m
HM390 ETC-MM — 234  [162025 — 27 3 ; 2l
HCE-MM — 2 12,16,20 — 28 E@

E93CN-MM — 2,3 16,20 — 39

FFT3 EFM-MM — 2-6 10-25 - 32 @

FFX4 ED-MM - 234  [162025 — 33 'E )
L
H690 EWN-MM — 35 20,25 — 29 3 E
=
FFT3 EFM-MM — 26 |825 — 32 m

ISCAR




TI-miAS T e USER GUIDE

INDEXABLE SOLID CARBIDE LINE m
LLI
Indexable Endmills with a MULTI-MASTER Adaptation C|7)
Helix Angle | No. of Flutes | Diameter Range | Remarks Page 1
— —
g 12-25 45 e =
B ' - b D,
——
— 2 12,16,20,25 — 45 )

CH45-MM-PNO06 = 1,2,3 11.7,16.7,18.7 — 51

SGSF/A-MM = 3,4,6 32,40 — 66

TGSF-MM = 5 50 — 66

ETS-LNO8-MM = 4,6 32,40 = 66

= 1,2,3 13.7-30.4 — o ‘ E\W

Shanks for MULTI-MASTER Adaptation

Connection Connection Thread
Connection Thread | Diameter Machine | Shank Size Nominal Size Workpiece
Size (THSZMS) Side (DCONMS) (SS) (THSZWS) Page
MM 'S-A {stepped — 8-32 — T04-T21 I e

shanks)

MM S-A-N — 10-16 — T06-T10 81 §

MM GRT (shanks) — 9.52-12.7 — T06-T08 g1 | (@

MM S-A (straight _ 12-40 — T05-T21 82 =
shanks)
_ 8-40 — T05-T15 82 E

MM S-B (85°
conical shanks)
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MULTI-mASTER USER GUIDE
C
LLl
C|7) Shanks for MULTI-MASTER Adaptations
E Connection Connection Thread
" Connection Thread |Diameter Machine | Shank Size Nominal Size Workpiece
— Size (THSZMS) Side (DCONMS) (SS) (THSZWS) Page
I_
= MM S-D (89°
D) SDf - 12-32 - T05-T15 83
E conical shanks)
- = ER11-ER32 T04-T12 84
MM S-ER-H - - ER32 T05-T15 84
MM S-A-HSK - 40-63 - T05-T15 85
MM S-A-SK - 40 - TO6-T15 85
- 32-80 - T05-T15 85
M06-M12 9.7-21 - T06-T08 86
MM CAB-T-T-W T06-T15 9.6-24 - T05-T12 86
T10-T15 15.2-23.9 - M4x0.5 ,M5x0.5 ,M6x0.5 87
MM CAB-T-T T04-T21 - - T04-T21 86 B

Accessories for MULTI-MASTER Heads

Page

MM Adjustable 1 |ehe— .

Torque Keys

ISCAR




USER GUIDE

MULTI-MASTER and FLEXFIT Connection Options

MILLING HEADS ADAPTERS SHANKS
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Features

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

Do not apply lubricant to the threaded connection.
Thl:ead Key!" Tightening Torque

Size (Nxcm)

T04 MM KEY 6x4 400

T05 MM KEY 6x4 700

T06 MM KEY 8x5 1000

T08 MM KEY 10x7 1500

T10 MM KEY 13x8 2800

T12 MM KEY 16x9 2800

T15 MM KEY 20 4000

T21 MM WRENCH 24-21 11000 &

() Order separately

ISCAR




USER GUIDE

Accessories

MM Adjustable Torque
Keys

Adjustable Torque Handle

and Keys for Secure and
Accurate Tightening of MULTI-
MASTER Milling Heads

TORQUE WRENCH 5-50Nm 9X

MM WRENCH 6-05

MM WRENCH 8-06

MM WRENCH 10-08

MM WRENCH 13-10

MM WRENCH 16-12

MM WRENCH 20-15

MM WRENCH 4E-05

MM WRENCH 5E-06

MM WRENCH 7E-08

MM WRENCH 8E-10

MM WRENCH 9E-12

INSERT TOOL 3/8" 9X12mm

BIT SOCKET T20 3/8" DRIVE

BIT SOCKET T25 3/8" DRIVE

BIT SOCKET T30 3/8" DRIVE

BIT SOCKET T40 3/8" DRIVE

BIT SOCKET T50 3/8" DRIVE -
e NOTE: Recommended clamping torque for each MULTI-MASTER connection size, see page 10
) MULTI-MASTER connection size
(@ Clamping torque Nxm

o
I
@p)
<
=
-
D,
=

s
)

Gy O O O O B W W oW W WM MND NN N N —

Tsl!) Key QR

T05 = 7.0
T06 = 10.0
T08 = 15.0
T10 = 28.0
T12 = 28.0
T15 = 40.0
T05 = 7.0
T06 = 10.0
T08 = 15.0
T10 = 28.0
T12 = 28.0

Torx T20
Torx T25
Torx T30
Torx T40
Torx T50

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

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

asll MULTI-MASTER
LL]
|_
C<fE) Table of Contents
E Grade Priorities for MULTI-MASTER Solid Carbide Heads
i ISO P | 1som  [ET ISO N ISO S ISO H
b 12-13  [EE 15-20 21-28 31-37 38 - 41
Material Groups e ey | Stainless Steel . Hard Steel &
D) - Austenitic & High Temp
Ferritic & D o Cast Iron Nonferrous Hardened Cast
" uplex (Ferritic- Alloys
E Martensitic Austenitic) Iron
Harder
A IC903 IC903
MULTI-MASTER
Endmills
Roughing/ v
Semi-Finishing
Tougher
Coolant N Y Y N Y Y N
Harder
MULTI-MASTER
Endmills
IC608 IC608 IC608 IC608
IC908 IC908 IC908 IC908 IC908
|C08

Finishing Tougher
Coolant N Y Y N Y Y N

W First choice

ISCAR




USER GUIDE
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Machining Data for MULTI-MASTER Exchangeable Solid Carbide Heads C</l:)
Tensile Material Cutting Speed (m/min) 2
o Strength | Hardness | Group A
@ Material Condition [N/mm?] HB No. [1C900/IC608| 1C903 1C300 1C08 —
<0.25% C annealed 420 125 1 260-280 | 260-280 | 210-220 | 180-200 b
Herhaloy >0.25% C annealed 650 190 2 200-230 | 200-230 | 160-180 | 140-160 )
322:’?3606“ <0.55% C quenched and tempered 850 250 3 160220 | 160-220 | 130-180 | 110-150 S
cutting steel ~055% C annealed 750 220 4 160-220 | 160-220 | 130-180 | 110-150
quenched and tempered 1000 300 5 140-180 | 140-180 | 110-140 | 100-130
annealed 600 200 6 160-220 | 160-220 | 130-180 | 110-150
'(T;‘g’sat'faynag% st S 930 275 7 120-180 | 120-180 | 100-140 | 80-130
alloying elements) quenched and tempered 1000 300 8 130-180 | 130-180 | 100-140 | 90-130
1200 350 9 140-180 | 140-180 | 110-140 | 100-130
high alloyed steel, cast annealed 680 200 10 130-180 | 130-180 | 100-140 | 90-130
steel and tool steel quenched and tempered 1100 325 11 70-120 70-120 | 60-100 | 50-80
stainless stel and cast stesl ferritic / martensitic 680 200 12 80-160 80-160 | 60-130 | 60-110
martensitic 820 240 13 60-150 60-150 | 50-120 | 40-100
M | stainless steel and cast steel austenitic, duplex 600 180 14 60-120 60-120 | 50-100 40-80
gray cast iron (GG) ferritic / pearlitic 180 15 80-260 80-250 | 60-210 | 60-180
pearlitic / martensitic 260 16 130-240 | 130-240 | 100-190 | 90-170
nodular cast iron (GGG) ferritic 160 17 150-280 | 150-270 | 120-220 | 100-200
pearlitic 250 18 90-280 90-270 | 70-220 | 60-200
malleable cast iron ferritic 130 19 150-280 | 150-270 | 120-220 | 100-200
pearlitic 230 20 140-240 140-240 | 110-190 | 100-170
B e not hardenable 60 21 800-900
hardenable 100 22 700-800
alurminum- <12% S not hardenable 75 23 800-900
hardenable 90 24 750-850
cast alloys - -
>12% Si high temperature 130 25 400-450
>1% Pb free cutting 110 26 500-550
copper alloys brass 90 27 500-550
electrolytic copper 100 28 350-380
non metallic duroplastics, fiber plastics 70 Shore D 29
hard rubber 55 Shore D 30
Fo based annealed 200 31 20-40 20-40 20-30 10-20
high hardened 280 32 20-40 20-30 20-20 10-20
temperature . annealed 250 33 20-50 20-30 20-20 20-50
alloys E;gé dCo hardened 350 34 20-70 20-30 20-20 20-50
cast 320 89 30-70 30-80 20-60 20-50
e o pure 400 190 36 30-70 30-80 20-60 20-30
alpha+beta alloys, hardened 1050 310 37 30-70 30-80 20-60 20-30
hardened steel hardened 55 HRC 38 30-50 30-60 20-40 40-60
hardened 60 HRC 39 30-40 30-40 20-30 20-30
chilled cast iron cast 400 40 60-80 70-90 50-60 65-75
cast iron hardened 55 HRC 4 30-50 30-60 20-40 40-45
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Exchangeable Solid Carbide Heads

| rywv.y J/ |
MULTI-miaSTER
INDEXABLE SOLID CARBIDE LINE APMX Q %
- A
MM FM THSZMS

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

Dimensions Recom_mended
Machining Data
3 fz

Designation DC APMX RE NOF( THSZMS LF / 3 (mm/t)
MM FM100-36R0.2-06T05 10.00 3.60 0.20 6 T05 4.40 T-20/3* ° 0.04-0.10
MM FM120-36R0.2-06T05 12.00 3.60 0.20 6 T05 4.40 T-20/3* . 0.04-0.10
MM FM160-48R0.4-06T06 16.00 4.80 0.40 6 T06 5.60 T-25/3* o 0.05-0.10
MM FM200-60R0.4-06T08 20.00 6.00 0.40 6 T08 6.80 T-40/3 L* o 0.05-0.10
MM FM250-75R0.4-06T10 25.00 7.50 0.40 6 T10 8.40 T-50/3 L* o 0.05-0.10

() Number of flutes
* Optional, to be ordered separately
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MULTI-mASTER -
NDEXABLE LID CARBIDE LINE Hdl
MM ECU % @ '
Interchangeable 3 Flute FHA ’i\jl: =
Undersized Solid Carbide Heads DCh8 ™1 @ @ ®
for Keyways (DIN 6885) |
RE 4|
. . Recommended
LR Machining Data
s fz
Designation DC NOF(® APMX RE THSZMS  DCONMS LF FHA 3 (mm/t)
MM ECU077E04R020-3T05 7.70 3 4.00 0.20 T05 7.70 10.00 38.0 o 0.03-0.08
MM ECU097E05R030-3T06 9.70 3 5.00 0.30 T06 9.60 13.00 38.0 . 0.03-0.09
MM ECU117E07R030-3T08 11.70 3 7.00 0.30 T08 11.50 16.50 38.0 o 0.03-0.10
MM ECU157E08R030-3T10 156.70 3 8.00 0.30 T10 15.30 20.50 38.0 o 0.04-0.12
MM ECU197E12R040-3T12 19.70 3 12.00 0.40 T12 18.45 25,50 38.0 o 0.05-0.13

For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
() Number of flutes

MULTI-miAST =R

INDEXABLE SOLID CARBIDE LINE THSZMS
MM EC-3 AR %
99

Interchangeable 3 Flute
Solid Carbide Endmill
Heads with 45° Helix

9|9

Dimensions Recommended Machining Data
2 fa
Designation DC NOF@ APMX RE THSZMS LF FHA DCONMS| S (mm/t)
MM EC080B05R000-3T05 8.00 3 5.00 0.00 T05 10.00 450 7.70 o 0.03-0.09
MM EC100B07R000-3T06 10.00 3 7.00 0.00 T06 13.00 45.0 9.60 o 0.03-0.10
MM EC100B12R000-3T06 10.00 3 12.00 0.00 T06 1900 450 9.60 [} 0.03-0.10
MM EC120B09R000-3T08I (1) [EPX] 3 900  0.00 T08 16.50  45.0 11.70 ° 0.04-0.11
MM EC120B09R000-3T08 12.00 3 9.00 0.00 T08 1650 45.0 11.70 o 0.04-0.11

For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() With coolant holes directed to each flute

2 Number of flutes

Member IMC Grou
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CD ,MQ’;I!:M:’E,QHJE DC= 5.0 and 6.0 DCONMS 3
S VM EC-4 R - 4 THszvs % @ 7
1 Interchangeable 4 Flute Solid h \ DCe8 | | S
== Carbide Endmill Heads with 30°, " @ @ N
E 45° Helix and Various Corner Radii L
Re 2 APMX = |1
) ——LF
Z
LI—] Dimensions Re°°!".’“e"ded
m Machining Data
i R
_] Designation DC RE FHA NOF(® APMX THSZMS DCONMS LF 3 (mm/t)
MM EC050B07R000-4T05 [ 0.00 450 4 7.00 705 8.00 15.00 . 0.02-0.06
D MM EC060B05R000-4T05 6.00 0.00 45,0 4 5.00 T05 8.00 10.00 . 0.03-0.07
O MM EC060B04R0.5-4T04 6.00 050 450 4 400 04 580 850 o 0.02-0.04
T MM EC080BO5R000-4T05 [N 0.00 450 4 500 105 7.70 10.00 . 0.03-0.09
MM EC080B09R000-4T05 8.00 0.00 45.0 4 9.00 T05 7.70 15.00 . 0.03-0.09
@P) MM EC080A05R0.5-4T05 8.00 050 300 4 500 105 7.70 10.00 . 0.03-0.09
MM EC080A09R0.5-4T05 8.00 050 300 4 9.00 705 7.70 15.00 . 0.03-0.09
LL MM EC080B05R0.5-4T05 8.00 0.50 450 4 5.00 105 7.70 10.00 . 0.03-0.09
C MM EC080AO5R1.0-4T05 8.00 1.00 300 4 500 105 7.70 10,00 . 0.03-0.09
<E MM EC080B05R1.0-4T05 8.00 1.00 450 4 500 105 7.70 10.00 . 0.03-0.09
- MM EC080AO5R1.5-4T05 8.00 150 300 4 5.00 105 7.70 10.00 . 0.03-0.09
MM EC080B05R1.5-4T05 8.00 150 450 4 5.00 105 7.70 10.00 . 0.03-0.09
O MM EC100BO7R000-4T06 [N 000 450 4 7.00 T06 960 13,00 . 003-0.10
) MM EC100B12R000-4T06 RIS 0.00 450 4 12,00 06 9.60 19.00 . 0.03-0.10
MM EC100A07R0.5-4T06 10.00 050 300 4 7.00 06 9.60 13.00 . 0.03-0.10
MM EC100B07R0.5-4T06 10.00 0.50 450 4 7.00 T06 9,60 13.00 . 0.03-0.10
MM EC100A07R1.0-4T06 10.00 1.00 300 4 7.00 06 9.60 13.00 . 0.03-0.10
MM EC100B07R1.0-4T06 10.00 1.00 450 4 7.00 06 9.60 13.00 . 0.03-0.10
MM EC120B09R000-4T08 [EFX 0.00 450 4 9.00 T08 1.70 16.50 . 0.04-0.11
MM EC120B14R000-4T08 RPN 0.00 450 4 14,00 08 11.70 23.00 . 0.04-0.11
MM EC120A09R0.5-4T08 12,00 050 300 4 9.00 T08 11.70 16.50 . 0.04-0.11
MM EC120B09R0.5-4T08 12,00 0.50 450 4 9.00 T08 1.70 16.50 . 0.04-0.11
MM EC120A09R1.0-4T08 12,00 1.00 300 4 9.00 08 11.70 16.50 . 0.04-0.11
MM EC120B09R1.0-4T08 12,00 1.00 450 4 9.00 08 1.70 16.50 . 0.04-0.11
MM EC160B12R000-4T10 R[N 0.00 450 4 12,00 T10 15.30 2050 . 0.05-0.13
MM EC160A12R0.5-4T10 16.00 0.50 300 4 12,00 T10 15,30 2050 . 0.05-0.13
MM EC160B12R0.5-4T10 16.00 0.50 45.0 4 12.00 T10 15.30 20.50 ° 0.05-0.13
MM EC160A12R1.0-4T10 16,00 1.00 300 4 12,00 T10 15.30 20,50 . 0.05-0.13
MM EC160B12R1.0-4T10 16,00 1.00 450 4 12,00 T10 15,30 2050 . 0.05-0.13
MM EC160A12R1.5-4T10 16.00 150 300 4 12,00 T10 15,30 20,50 . 0.05-0.13
MM EC160B12R1.5-4T10 16.00 150 450 4 12,00 T10 15.30 2050 . 0.05-0.13
MM EC160A12R2.0-4T10 16.00 200 300 4 12,00 T10 15.30 20,50 . 0.05-0.13
MM EC160B12R2.0-4T10 16.00 200 450 4 12,00 T10 15,30 2050 . 0.05-0.13
MM EC160A12R3.0-4T10 16.00 3.00 300 4 12,00 T10 15.30 20,50 . 0.05-0.13
MM EC160B12R3.0-4T10 16.00 3.00 450 4 12,00 T10 15,30 2050 . 0.05-0.13
MM EC160A12R4.0-4T10 16.00 400 300 4 12,00 T10 15,30 20,50 . 0.05-0.13
MM EC160B12R4.0-4T10 16.00 400 450 4 12,00 T10 15.30 2050 . 0.05-0.13
MM EC200B15R000-4T12 [ 0.00 450 4 15.00 T12 18.45 25,50 . 0.05-0.13
MM EC200A15R0.5-4T12 20.00 0.50 300 4 15,00 12 18.45 2550 . 0.05-0.13
MM EC200A15R1.0-4T12 20.00 1.00 300 4 15.00 T12 18.45 25,50 . 0.05-0.13
MM EC200A15R2.0-4T12 20.00 200 300 4 15.00 T12 18.45 2550 . 0.05-0.13
MM EC200A15R3.0-4T12 20.00 3.00 300 4 15.00 T12 18.45 25,50 . 0.05-0.13

e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. ¢ For user guide, see pages 9,12-13
() Number of flutes

ISCAR




MM EC-6
Interchangeable 6 Flute Solid
Carbide Endmill Heads with 30°,

45° Helix and Various Corner Radii

THSZMS

=

i ! Rd~l

@p)

1

1

O

Z

Dimensions Re°°!“.'“‘~‘"ded LU

Machining Data

ns

LL]

S ; 0O

Designation DC NOF( APMX RE THSZMS DCONMS LF FHA RMPX°@ o (mm/t) _I
MM ECO080A05R0.5-6T05 [EIL 5 500 050 T05 770 1000 300 60 . 0.03-009

MM ECO080A05R1.0-6T05 [EI 6 500 100 T05 770 1000 300 60 . 0.03-0.09 D

MM ECO80AO5R1.5-6T05 [N 6 500 150 T05 770 1000 300 60 . 0.03-0.09 O
MM EC080B05R0.5-6T05 [N 6 500 050 T05 770 1000 450 30 o 0.03-0.10

MM EC080B05R1.0-6T05 [N 6 500 100 T05 770 1000 450 30 . 0.03-0.09 T

MM ECO080B05R1.5-6T05 [N 6 500 150 T05 770 1000 450 30 . 0.03-0.09 @P)
MM EC100A07R0.5-6T06 [IRRLLIY 6 7.00 050 T06 9.60 1300 300 60 o 0.03-010

MM EC100A07R1.0-6T06 [IRELY 6 7.00 100 T06 9.60 1300 300 60 o 003010 LL]

MM EC100A07R1.5-6T06 [BRRILY 6 7.00 150 T06 9.60 1300 300 6.0 . 0.03-0.10 oC

MM EC100B07R0.5-6T06 [IRGLY 6 7.00 050 T06 9.60 1300 450 30 o 0.04-0.10 <E
MM EC100B07R000-6T06 [IRRILY 6 7.00 0.00 T06 9.60 1300 450 30 o 003010

MM EC100B07R1.0-6T06 [IROLY 6 7.00 100 T06 9.60 1300 450 30 . 0.04-0.10 D

MM EC100B07R1.5-6T06 [N 6 7.00 150 T06 9.60 13.00 4.0 30 o 0.03-0.10 O

MM EC100B12R1.5-6T06 [IRROLY 6 1200 150 T06 9.60 19.00 450 30 o 0.04-0.10 )
MM EC120A09R0.5-6T08 [BRRFLY 6 9.00 050 To8 170 1650 300 60 . 0.04-011
MM EC120A09R1.0-6T08 [IRELY 6 9.00 1.00 To8 11.70 16.50 300 60 o 0.04-011
MM EC120B09R0.5-6T08 [BRFLY 6 9.00 050 To8 1170 1650 450 30 o 0.04-0.10
MM EC120B09R000-6T08 [IRRELY 6 9.00 0.00 To8 11.70 1650 450 30 . 0.04-0.11
MM EC120B09R1.0-6T08 [BRRELY 6 9.00 100 To8 170 1650 4.0 30 o 0.04-0.10
MM EC120B09R1.5-6T08 [JEELY 6 9.00 150 To8 11.70 16.50 450 30 o 0.04-0.11

e For shanks, see pages 79-86 ® For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11

¢ Do not apply lubricant to the threaded connection.

() Number of flutes
2 Maximum ramping angle

l.-- A SmeEEEn

MULTI =i

INDEXABLE SOLID CARBIDE LINE
MM EC-D
Interchangeable 6, 8, 10
Flute Solid Carbide Endmill
Heads with 50° Helix for
Machining Hardened Steel

® For user guide, see pages 9,12-13

¥
CHWx45"

THSZMS

o -
- DCONMS

\Z FHA

@

Rd1
/

] . Recommended
PLETEENS Machining Data
2 fe
Designation DC NOF™  APMX CHW KCH  THSZMS DCONMS LF FHA  RMPX°@ 3 (mm/t)
MM EC080D05C01-6T05 8.00 6 5.00 0.10 45.0 T05 7.70 10.00 50.0 2.0 o 0.03-0.10
MM EC100D07C01-6T06 10.00 6 7.00 0.10 45.0 T06 9.60 13.00 50.0 20 o 0.03-0.10
MM EC120D09C01-6T08 12.00 6 9.00 0.10 45.0 T08 11.70 16.50 50.0 3.0 o 0.04-0.11
MM EC160D12C02-8T10 16.00 8 12.00 0.20 45.0 T10 15.30 20.50 50.0 3.0 o 0.05-0.13
MM EC200D15C02-10T 12 [riool) 10 15,00 0.20 45.0 T12 18.45 25.50 50.0 3.0 () 0.05-0.13
e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
() Number of flutes
2 Maximum ramping angle
-ﬂb W Group




Pl MULTLMASTER e -
Sl MM EC-8/10 : — — % @ »
B B Interchangeable 8, 10 Flute Solid ' ' T ' fifit
et Carbide Endmill Heads with 30°, ‘
E 45° Helix and Various Corner Radii
O
Z
LL] Dimensions Recommended
m Machining Data
a 5| .
] Designation DC NOF®  APMX RE  THSZMS DCONMS LF FHA  RMPX® | & (mmA)
MM EC160A12R0.5-8T10 16.00 8 12.00 0.50 T10 156.30 20.50 30.0 50 o 0.05-0.13
D MM EC160A12R0.5-8T10H (1) 16.00 8 12.00 0.50 T10 156.30 20.50 30.0 50 [ 0.05-0.13
O MM EC160A12R1.0-8T10 16.00 8 12.00 1.00 T10 15.30 20.50 30.0 5.0 o 0.05-0.13
I MM EC160A12R1.6-8T10 16.00 8 12.00 1.60 T10 15.30 20.50 30.0 5.0 o 0.05-0.13
MM EC160A12R2.0-8T10 16.00 8 12.00 2.00 T10 15.30 20.50 30.0 5.0 o 0.05-0.13
U) MM EC160B12R0.5-8T10 16.00 8 12.00 0.50 T10 15.30 20.50 45.0 5.0 o 0.05-0.13
MM EC160B12R1.0-8T10 16.00 8 12.00 1.00 T10 15.30 20.50 45.0 50 o 0.05-0.13
I—I—l MM EC160B12R1.6-8T10 16.00 8 12.00 1.60 T10 156.30 20.50 45.0 50 o 0.05-0.13
m MM EC160B12R2.0-8T10 16.00 8 12.00 2.00 T10 15.30 20.50 45.0 5.0 o 0.05-0.13
<E MM EC200A15R1.0-10T12 20.00 10 15.00 1.00 T12 18.45 25.50 30.0 3.0 o 0.05-0.13
D MM EC200A15R2.0-10T12 20.00 10 15.00 2.00 T2 18.45 25.50 30.0 3.0 o 0.05-0.13
MM EC250A22R0.8-10T15 25.00 10 22.00 0.80 T15 23.90 37.00 30.0 3.0 [ 0.05-0.13
O * For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
CD * Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
() With a central coolant hole

2 Number of flutes
@) Maximum ramping angle

CHATTERFREE

Mu TI vy
L =WiAD I ErN - .
INDEXABLE SOLID CARBIDE LINE e - % @ Ry

ol !

f

MM EC-CF DC ! SR poonms 1 EEN @? ®

Interchangeable Solid ‘ T

Carbide Endmill Heads for (xz &l

CHATTERFREE Roughing -

and Finishing Operations

) . Recommended
PIUEIE ST Machining Data
2 fz

Designation DC RE  NOF@ APMX THSZMS DCONMS LF FHA CHW KCH | 8 (mm/t)
MM ECO080E05C3CF-4T05 8.00 ® 4 5.00 T05 7.70 10.00 38.0 0.30 45.0 o 0.03-0.09
MM ECO080EO05ROCF-4T05 8.00 - 4 5.00 T05 7.70 10.00 38.0 ° 0.03-0.09
MM ECO080E05R05CF-4T05 8.00 0.50 4 5.00 T05 7.70 10.00 38.0 - - o 0.03-0.09
MM EC100E07C4CF-4T06 10.00 - 4 7.00 T06 9.60 13.00 38.0 0.40 450 | o 0.03-0.10
MM EC100E07RO0CF-4T06 10.00 - 4 7.00 T06 9.60 13.00 38.0 . 0.03-0.10
MM EC100E07R02CF-4T06 10.00 0.20 4 7.00 T06 9.60 13.00 38.0 o 0.03-0.10
MM EC100E07R04CF-4T06 10.00 0.40 4 7.00 T06 9.60 13.00 38.0 o 0.03-0.10
MM EC100E07R05CF-4T06 1000 050 4 7.00 T06 9.60 13.00 38.0 ° 0.03-0.10
MM EC100E07R25CF-4T06 10.00 2.50 4 7.00 T06 9.60 13.00 38.0 - - o 0.03-0.10
MM EC120E09C5CF-4T08 12.00 - 4 9.00 T08 11.70 16.50 38.0 0.50 45.0 [ 0.04-0.11
MM EC120E09C5CF-4T08I (1) ERRPX} 4 9.00 T08 11.70 16.50 38.0 0.50 450 | e 0.04-0.11
MM EC120E09R00CF-4T08 12.00 - 4 9.00 T08 11.70 16.50 38.0 - - . 0.04-0.11
MM EC120E09R02CF-4T08 12.00 0.20 4 9.00 T08 11.70 16.50 38.0 o 0.04-0.11
MM EC120E09R04CF-4T08 1200 040 4 9.00 T08 11.70 16.50 38.0 ° 0.04-0.11
MM EC120E09R05CF-4T08 1200 050 4 9.00 T08 11.70 16.50 38.0 . 0.04-0.11
MM EC120E09R15CF-4T08 12.00 1.50 4 9.00 T08 11.70 16.50 38.0 - - o 0.04-0.11
MM EC160E12C6CF-4T10 16.00 - 4 12.00 T10 15.30 20.50 38.0 0.60 450 | @ 0.05-0.13
MM EC160E12R05CF-4T10 16.00 050 4 12.00 T10 15.30 20.50 38.0 - - . 0.05-0.13
MM EC200E15C6CF-4T12 20.00 - 4 15.00 T12 18.45 25.50 38.0 0.60 45.0 o 0.05-0.17
MM EC200E15R05CF-4T12 2000 050 4 15.00 T12 18.45 25,50 38.0 - - . 0.05-0.17
MM EC250E28C6CF-12T15 25.00 - 12 2800 T15 23.90 43.00 38.0 0.60 450 | @ 0.06-0.13
MM EC250E28C6CF-4T15 25.00 4 28.00 T15 23.90 43.00 38.0 0.60 45.0 o 0.06-0.17
MM EC250E22C6CF-4T15 25.00 - 4 22,00 Ti5 23.90 37.00 38.0 0.60 450 | e 0.06-0.17
MM EC250E22R05CF-4T15 2500 050 4 22,00 T15 23.90 37.00 38.0 ° 0.06-0.17
MM EC250E22R10CF-4T15 25.00 1.00 4 22.00 T15 23.90 37.00 38.0 o 0.06-0.17
MM EC250E22R20CF-4T15 2500 200 4 22,00 Ti5 23.90 37.00 38.0 ° 0.06-0.17
MM EC250E22R30CF-4T15 2500  3.00 4 22,00 T15 23.90 37.00 38.0 - - . 0.06-0.17
MM EC320H38C06-4T21 32.00 - 4 38.00 T21 30.00 55,00 38.0 0.60 450 | @ 0.06-0.18

e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

™) With coolant holes directed to each flute

@ Number of flutes

ISCAR




MULTEMASTER e
MM EC-H-4-CF
Interchangeable Carbide Endmill
Heads for CHATTERFREE
Milling Alloyed Steel

THSZMS T % @
A 22N\
- DCONMS S i <
| \ \§2% @ @
S—— ° as°
FHA (46-48°) \+/ ®

Dimensions Recom_mended
Machining Data
8 fe

Designation DC NOF(®) APMX THSZMS  DCONMS LF CHW KCH 3 (mm/t)
MM EC080H05C3-4TO5CF 8.00 4 5.00 T05 7.70 10.00 0.30 45.0 o 0.03-0.09
MM EC100H07C4-4TO6CF 10.00 4 7.00 T06 9.60 13.00 0.40 45.0 o 0.03-0.10
MM EC120H09C5-4T08CF 12.00 4 9.00 T08 11.70 16.50 0.50 45,0 o 0.04-0.11
MM EC160H12C6-4T10CF 16.00 4 12.00 T10 15.30 20.50 0.60 45.0 o 0.05-0.13
MM EC200H15C6-4T12CF 20.00 4 15.00 T12 18.45 25.50 0.60 45,0 ° 0.05-0.17

® For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. ¢ For user guide, see pages 9,12-13
() Number of flutes

MULTI-miAS T =

INDEXABLE SOLID CARBIDE LINE THSZMS

MM EC-H-5-CF — o % @ y
Interchangeable Carbide Endmill ? arr % 7230

DCe8 \ DCO¢NMS ;( & 7J
’J \ZFHA (35-41°) L ar
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Heads for CHATTERFREE Milling
of High Temperature Alloys

such as titanium and inconel CHxdss, |
. . Recommended
PLIETEETS Machining Data
8 f
Designation DC NOF( APMX  THSZMS DCONMS LF RMPX°®@ CHW KCH 3 (mm/t)
MM EC080H05C3-5T05CF 8.00 5 5.00 T05 7.70 10.00 50 0.30 45.0 [ 0.03-0.09
MM EC100H07C4-5TO6CF jmleXy] 5 7.00 T06 9.60 13.00 5.0 0.40 45.0 o 0.03-0.10
MM EC120H09C5-5TO8CF P! 5 9.00 T08 11.70 16.50 4.0 0.50 45.0 (] 0.04-0.11
MM EC160H12C6-5T10CF (X} 5 12.00 T10 16.30 20.50 4.0 0.60 45.0 o 0.05-0.13
MM EC200H15C6-5T12CF i} 5 15.00 T12 18.45 25.50 3.0 0.60 45.0 o 0.05-0.17
MM EC250H22C6-5T 15CF iy 5 22.00 T15 23.90 37.00 3.0 0.60 45.0 [ 0.06-0.17

e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() Number of flutes

2 Maximum ramping angle

MULTI-miASTER

INDEXABLE SOLID CARBIDE LINE CHWx45°
o E IEe =

]

Rd
f

THSZMS

MULTI-MASTER LINE
MM EFS
Combination of Interchangeable
Solid Carbide Endmill Heads ‘ =

; mishi FHA
for Roughing and Finishing F

©
©

DCONMS

4,8

Dimensions Re°°!“."‘e"ded
Machining Data
g f.
Designation DC NOF®) APMX THSZMS DCONMS LF FHA CHW KCH 3 (mm/t)
MM EFS080B05-4T05 8.00 4 5.00 T05 7.70 10.00 45.0 0.30 45.0 o 0.03-0.08
MM EFS100B07-4T06 10.00 4 7.00 T06 9.60 13.00 45.0 0.30 45,0 o 0.03-0.09
MM EFS120B09-4T08 12.00 4 9.00 T08 11.70 16.50 45.0 0.40 45.0 o 0.04-0.10
MM EFS160B12-4T10 16.00 4 12.00 T10 156.30 20.50 45.0 0.60 45.0 o 0.05-0.11
MM EFS200B15-4T12 20.00 4 15.00 T12 18.45 25.50 45.0 0.60 45.0 o 0.05-0.11
MM EFS250B22-4T15 25.00 4 22.00 T15 23.90 37.00 45.0 0.60 45.0 [ 0.06-0.11

® For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
() Number of flutes

Member IMC Grou
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CD MULTI-MASTER LINE CHWX45° Rd?
e ! &S
CHATTERFREE '

_] MULT}I-MASTER LINE

=28 MM EFS-CF 1 @ ®

2 4 Flute Solid Carbide Heads - A

D with 38° Helix and Variable Pitch \_L P
for CHATTERFREE Roughing

Z and Finishing Applications

LL] Dimensions Recommended

m Machining Data

a g |

_| Designation DC NOF(®) APMX CHW KCH THSZMS DCONMS LF FHA § (mm/t)

MM EFS060E05-4T05 CF 6.00 4 5.00 0.25 45.0 T05 7.70 10.00 38.0 . 0.03-0.08

:) MM EFS080E05-4T05 CF 8.00 4 5.00 0.30 45.0 T05 7.70 10.00 38.0 o 0.03-0.08

O MM EFS100E07-4T06 CF IR 4 7.00 0.40 450 106 9,60 13.00 380 . 0.03-0.09

I MM EFS120E09-4T08 CF 12.00 4 9.00 0.50 45.0 T08 11.70 16.50 38.0 o 0.04-0.10

MM EFS160E12-4T10 CF 16.00 4 12.00 0.60 45.0 T10 16.30 20.50 38.0 . 0.05-0.11

CD MM EFS200E15-4T12 CF 20.00 4 16.00 0.60 45.0 T12 18.45 25.50 38.0 o 0.05-0.11

MM EFS250E22-4T15 CF 25.00 4 22.00 0.60 45.0 T15 23.90 37.00 38.0 o 0.06-0.11

I—I—l ® For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11

m ¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

<E () Number of flutes

D)

Sl mursasten
MM ERS v CHWx45° N _ HSZMS % @ 7
Interchangeable Solid Carbide s o } = } =
Rough Milling Heads for High — DCONMS @
Metal Removal Rates .

ﬂ APMX = FHA
le—— LF —|
Dimensions Recommended
Machining Data
8 fz

Designation DC NOF® APMX THSZMS DCONMS LF FHA  RMPX°®  CHW KCH 3 (mm/t)
MM ERS080B05-4T05 8.00 4 5.00 T05 7.70 10.00 45.0 5.0 0.25 45.0 . 0.03-0.08
MM ERS080B09-4T05 8.00 4 9.00 T05 7.70 15.00 45,0 5.0 0.25 45.0 o 0.03-0.08
MM ERS100B07-4T06 10.00 4 7.00 T06 9.60 13.00 45,0 5.0 0.30 45.0 o 0.03-0.09
MM ERS120B09-4T08 12.00 4 9.00 T08 11.70 16.50 45.0 5.0 0.35 45.0 . 0.04-0.10
MM ERS120B09-4TO08H (1) BESPX] 4 9.00 T08 11.70 16.50 45,0 5.0 0.35 45.0 o 0.04-0.10
MM ERS120B09-4T08I (2 12.00 4 9.00 T08 11.70 16.50 45,0 510 0.35 45,0 o 0.04-0.11
MM ERS120B14-4T08 12.00 4 14.00 T08 11.70 23.00 45.0 5.0 0.35 45.0 o 0.04-0.10
MM ERS160B12-5T10 16.00 5 12.00 T10 16.30 20.50 45,0 5.0 0.40 45.0 () 0.04-0.10
MM ERS160B12-5T10H (1) B[00} 5) 12.00 T10 156.30 20.50 45,0 510) 0.40 45.0 o 0.04-0.10
MM ERS200B15-6T12 20.00 6 15.00 Ti2 18.45 25.50 45.0 30 0.40 45.0 . 0.05-0.11
MM ERS250B22-6T15 25.00 6 22.00 T15 23.90 37.00 45,0 3.0 0.50 45.0 o 0.05-0.11

* For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() With a central coolant hole

) With coolant holes directed to each flute

3 Number of flutes

@ Maximum ramping angle

ISCAR




Tl-miAaS 7 e

IMQ&LE SOLID CARBIDE LINE RE THSZMS
MM ERA %

/
Interchangeable Solid Carbide f =
DC - 2| ~ DCONMS @ @ ®

Rough Milling Heads for
Machining Aluminum at High

Metal Removal Rates | Apixl=
S ALUMINUM
Dimensions Recom_mended
Machining Data
© f.

Designation DC NOF®) APMX RE THSZMS  DCONMS LF FHA 8 (mm/t)
MM ERA080B05R0.2-3T05 8.00 3 5.00 0.20 T05 7.70 10.00 45.0 . 0.03-0.15
MM ERA100B06R0.2-3T06 10.00 3 6.00 0.20 T06 9.60 13.00 45.0 L] 0.05-0.20
MM ERA120B08R0.2-3T08 12.00 3 8.00 0.20 T08 11.70 16.50 45,0 o 0.07-0.22
MM ERA160B10R0.2-3T10 16.00 3 10.00 0.20 T10 15.30 20.50 45,0 o 0.07-0.25
MM ERA200B12R0.2-3T12 20.00 3 12.00 0.20 T12 18.45 25.50 450 ) 0.07-0.25
MM ERA250B19R0.2-3T15 25.00 3 19.00 0.20 T15 23.90 37.00 45.0 [ 0.07-0.25

® For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
() Number of flutes

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE THSZMS
MM EA T

Interchangeable Solid Carbide _
Slot Drill Milling Heads for e
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Machining Aluminum L
re /]
ALUMINUM
. . Recommended
EINEIEES Machining Data
© f2

Designation DC NOF(®) APMX RE THSZMS  DCONMS LF FHA 8 (mm/t)
MM EA060BO3R0.0-3T04 6.00 3 3.20 0.00 T04 5.80 8.50 45.0 o 0.02-0.05
MM EA080BO5R0.5-2T05 8.00 2 5.00 0.50 T05 7.70 10.00 45.0 o 0.03-0.09
MM EA080BO5R0.5-3T05 8.00 3 5.00 0.50 T05 7.70 10.00 45.0 o 0.03-0.09
MM EA100B07R0.5-2T06 10.00 2 7.00 0.50 T06 9.60 13.00 45.0 o 0.03-0.10
MM EA100B07R1.0-2T06 10.00 2 7.00 1.00 T06 9.60 13.00 45.0 o 0.03-0.10
MM EA100B06R0.5-3T06 10.00 3 6.00 0.50 T06 9.60 13.00 45.0 o 0.03-0.10
MM EA100BO6R1.0-3T06 10.00 3 6.00 1.00 T06 9.60 13.00 45.0 o 0.03-0.10
MM EA120B09R0.5-2T08 12.00 2 9.00 0.50 T08 11.70 16.50 45.0 o 0.04-0.11
MM EA120B09R1.0-2T08 12.00 2 9.00 1.00 T08 11.70 16.50 45.0 . 0.04-0.11
MM EA120B08R0.5-3T08 12.00 3 8.00 0.50 T08 11.70 16.50 45.0 o 0.04-0.11
MM EA120B08R1.0-3T08 12.00 3 8.00 1.00 T08 11.70 16.50 45.0 ° 0.04-0.11
MM EA120B08R3.0-3T08 12.00 3 8.00 3.00 T08 11.70 16.50 45.0 o 0.04-0.11
MM EA160B10R000-3T10 16.00 3 10.00 0.00 T10 15.30 20.50 45.0 o 0.05-0.13
MM EA160B10R1.0-3T10 16.00 3 10.00 1.00 T10 15.30 20.50 45.0 o 0.05-0.13
MM EA160B10R2.0-3T10 16.00 3 10.00 2.00 T10 156.30 20.50 45.0 . 0.05-0.13
MM EA160B10R3.0-3T10 16.00 3 10.00 3.00 T10 15.30 20.50 45.0 ° 0.05-0.13
MM EA160B10R4.0-3T10 16.00 3 10.00 4.00 T10 15.30 20.50 45.0 ° 0.05-0.13
MM EA200B12R0.5-3T12 20.00 3 12.00 0.50 T12 18.45 25.50 45.0 o 0.05-0.13
MM EA200B12R1.0-3T12 20.00 3 12.00 1.00 T12 18.45 25.50 45.0 o 0.05-0.13
MM EA200B12R2.0-3T12 20.00 3 12.00 2.00 T12 18.45 25.50 45.0 o 0.05-0.13
MM EA200B12R3.0-3T12 20.00 3 12.00 3.00 Ti2 18.45 25.50 45.0 . 0.05-0.13
MM EA200B12R4.0-3T12 20.00 3 12.00 4.00 T12 18.45 25.50 45.0 o 0.05-0.13

* For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11

* Do not apply lubricant to the threaded connection.

() Number of flutes

-ﬂb W Group




@p CHATTERFREE
MM VM EA-CF BVl % @ i
BB nterchangeable Solid Carbide RE THEZIS =
==l Encimill Heads with Different e @ @ N
Pl Helix for Machining Aluminum DChe DCONMS
O
ALUMINUM
Z
LI—] Dimensions Recommended
m Machining Data
i I
] Designation DC NOF( APMX RE THSZMS  DCONMS LF FHA 3 (mm/t)
MM EA0S8OHOSROCF-4T05 800 4 800 0.00 T05 770 15.00 00 | e 0.08-009
D MM EA100H10ROCF-4T06 10.00 4 10.00 0.00 T06 9.60 19.00 40.0 ° 0.03-0.10
O MM EA120H12R0.2CF-3T08 [REREPIIY 3 12,00 020 108 11.70 23.00 400 o 0.04-0.11
T MM EA120H12ROCF-4T08 12,00 4 12,00 0.00 T08 11.70 2300 00 | e 0.04-0.11
MM EA160H16R0.0CF-3T10 R[N 3 16.00 0.00 10 1630 28,00 00 |e 0.05-013
@P) MM EA160H16R0.2CF-3T10 (IR 3 16,00 0.20 10 1530 28.00 00 | e 0.05-013
MM EA160H16R0.5CF-3T10 [RR[I00 3 16.00 050 T10 1530 28,00 00 | e 0.05-0.13
LL MM EA160H16R2.5CF-3T10 IR 3 16,00 250 T10 15.30 28,00 400 | e 0.05-0.13
C MM EA160H16ROCF-4T10 16,00 4 16.00 0.00 10 1530 26.00 00 |e 0.05-012
< MM EA200H20R0.0CF-3T12 [ 3 20,00 0.00 TH2 18.45 34.00 00 | e 0.05-013
MM EA200H20R0.2CF-3T12 [N 3 20.00 020 T12 1845 34,00 00 | e 0.05-013
D) MM EA200H20R0.5CF-3T12 [ 3 20,00 050 TI2 1845 34.00 00 | e 0.05-013
O MM EA200H20R2.5CF-3T12 [P 3 20,00 250 T42 1845 34,00 00 | e 0.05-013
N MM EA250H19R0.5-3T15 25.00 3 19,00 050 Ti5 23.90 37.00 400 |e 0.06-0.16
MM EA250H19R1.0-3T15 25.00 3 19.00 100 Ti5 23.90 37.00 00 |e 0.06-0.16
MM EA250H19R3.0-3T15 2500 3 19,00 300 Ti5 23.90 37.00 400 | e 0.06-0.16

® For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
() Number of flutes

MULTI-miASTER
INDEXABLE SOLID CARBIDE LINE CHW APMX;" THSZMS )
MM ERS-1.5xD o =2 % @ /

Interchangeable Solid Carbide ' Wi =
DCes DCONMS @

Rough Milling Heads with

1.5xD Flute Lengths for High _umu i
Metal Removal Rates
1 LF | FHA
. . Recommended
PLIEIESTS Machining Data
8 fz
Designation DC NOF(® APMX CHW KCH THSZMS  DCONMS LF FHA RMPX°® | S (mm#t)
MM ERS080B12-4T05 8.00 4 12.00 0.25 45.0 T05 7.70 18.00 46.0 5.0 o 0.03-0.08
MM ERS100B15-4T06 10.00 4 15.00 0.30 45.0 T06 9.60 22.00 46.0 5.0 o 0.03-0.09
MM ERS120B18-4T08 12.00 4 18.00 0.35 45.0 T08 11.70 27.00 46.0 50 [ 0.04-0.10
MM ERS160B24-5T10 16.00 5 24.00 0.40 45.0 T10 15.30 33.50 40.0 5.0 o 0.04-0.10
MM ERS200B30-6T12 20.00 6 30.00 0.40 45.0 T12 18.45 41.00 47.0 3.0 o 0.05-0.11
MM ERS250B37-6 25.00 6 37.00 0.50 45.0 T15 23.90 52.50 47.0 3.0 o 0.05-0.11

e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection e For user guide, see pages 9,12-13

() Number of flutes

2 Maximum ramping angle

ISCAR




CHATTERFREE @ @Y |
MULTI-MASTER LINE _I
MM EC-Z4-1.5xD @? @ ® —
Interchangeable Solid 2
Carbide Endmill Heads with
1.5xD Flute Lengths for D
Roughing and Finishing Z
Dimensions Tough <— Hard azzamm;ng:ti LU
C
x x f, H
Designation DC NOF( APMX RE THSZMS DCONMS LF FHA 3 3 (mm/t) ]
MM EC080B12R000-4T05 8.00 4 12.00 0.00 T05 7.70 18.00 46.5 [ 0.03-0.09
MM EC080H12R05CF-4T05 8.00 4 12.00 0.50 T05 7.70 18.00 46.5 [ 0.03-0.09 :)
MM EC100B15R000-4T06 10.00 4 15.00 0.00 T06 9.60 22.00 46.5 o 0.03-0.10 O
MM EC100H15R05CF-4T06 10.00 4 15.00 0.50 T06 9.60 22.00 46,5 o 0.03-0.10
MM EC120B18R000-4T08 12.00 4 18.00 0.00 T08 11.70 27.00 465 ° 0.04-0.11 I
MM EC120H18R05CF-4T08 12.00 4 18.00 0.50 T08 11.70 27.00 46,5 o 0.04-0.11 U)
MM EC160B24R000-4T10 16.00 4 24.00 0.00 T10 15.30 33.50 46.5 [ 0.05-0.13
MM EC160H24R05CF-4T10 16.00 4 24.00 0.50 T10 15.30 33.50 46.5 o 0.05-0.13 I—IJ
MM EC200B30R000-4T12 20.00 4 30.00 0.00 T12 18.45 41.00 46,5 [ 0.05-0.17 m
MM EC200H30R05CF-4T12 20.00 4 30.00 0.50 T12 18.45 41,00 46,5 o 0.05-0.17 <E
MM EC250B37R000-4T15 25.00 4 37.00 0.00 T156 23.90 52.50 46.5 [ 0.06-0.17
4 25.00 4 37.00 0.50 T15 23.90 52.50 46.5 [ 0.06-0.17 D
e For shanks, see pages 79-86 e Do not apply lubricant to the threaded connection e For user guide, see pages 9,12-13 O
) Number of flutes CD

TI-mAS TErn

INDEXABLE SOLID CARBIDE LINE

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

THSZMS % Wl

DCONMS

. . Recommended
PIUEIEETS Machining Data
= fz

Designation DC APMX RE NOF()  THSZMS DCONMS LF FHA RVMPX@ | & (mm/t)
MM EC080H12R05CF-7T05 8.00 12.00 0.50 7 T05 7.70 18.00 36.0 3.0 . 0.03-0.10
MM EC100H15R05CF-7T06 10.00 15.00 0.50 7 T06 9.60 22.00 36.0 3.0 o 0.04-0.10
MM EC120H18RO5CF-7T08 12.00 18.00 0.50 7 T08 11.70 27.00 36.0 3.0 . 0.04-0.10
MM EC160H24R08CF-9T10 16.00 24.00 0.80 9 T10 15.30 33.50 36.0 1.0 ° 0.05-0.10
MM EC200H30R10CF-9T12 20.00 30.00 1.00 9 T12 18.45 41.00 36.0 1.0 o 0.05-0.10
MM EC250H37R10CF-9T15 25.00 37.00 1.00 9 T15 23.90 52.50 36.0 1.0 o 0.05-0.10

e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
e Do not apply lubricant to the threaded connection e For user guide, see pages 9,12-13

) Number of flutes

2 Maximum ramping angle
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Tl-miAaS 7 e

MM ECK-CF

5,6 Flute Solid Carbide Heads
with 35°/38° Helix Featuring
Different Corner Radii For
Machining Titanium Alloys

@Y

Dimensions Re°°!".’“e"ded
Machining Data
=3 fz
Designation DC RE NOF(® APMX THSZMS  DCONMS LF RMPX® | 3 (mm/t)
MM ECK080HO5R04-6TOSCF 8.00 0.40 6 5.00 T05 7.70 10.00 5.0 o 0.04-0.08
MM ECK100H07R05-6TO6CF 10.00 0.50 6 7.00 T06 9.60 13.00 5.0 ° 0.04-0.08
MM ECK120HO09R05-6TO8CF 12.00 0.50 6 9.00 T08 11.70 16.50 5.0 o 0.04-0.08
MM ECK160H12R08-6T10CF 16.00 0.80 6 12.00 T10 15.30 20.50 5.0 o 0.07-0.12
MM ECK200H15R10-6T12CF 20.00 1.00 6 15.00 T12 18.45 2550 5.0 . 0.07-0.12
MM ECK250H22R10-6T15CF 25.00 1.00 6 22.00 T15 23.90 37.00 5.0 o 0.07-0.12
MM ECK320H38R4-5T21 32.00 4.00 5 38.00 T21 30.00 55.00 1.0 o 0.06-0.18
MM ECK320H38R5-5T21 32.00 5.00 6} 38.00 T21 30.00 55.00 1.0 o 0.06-0.18

* For shanks, see pages 79-86 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() Number of flutes

2 Maximum ramping angle
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MULTI-miAS T =

INDEXABLE SOLID CARBIDE LINE

THSZMS

MM HC
Interchangeable Solid Carbide T T
Slot Drill Milling Heads with DCJ@’ N DCjNMS

Two 10° Helix Flutes v
Re . APMX .

—lF== ECONOMICAL SOLUTION
Dimensions Tough «<— Hard h?lzz?lﬁinr:gngaeti
= 2 fz

Designation DC NOF®  APMX RE Tm@  THSZMS DCONMS  LF FHA 3 3 (mm/t)
MM HC078C08R0.2-2T05 7.80 2 7.70 0.20 r0-2.0 T05 7.60 10.00 10.0 ° 0.03-0.09
MM HC080CO08R0.4-2T05 8.00 2 7.70 0.40 10-2.0 T05 7.60 10.00 10.0 [ ° 0.03-0.09
MM HC080CO8R1.0-2T05 I 2 7.70 100 10-2.0 105 7.60 10.00 100 o o 0.03-0.09
MM HC080C08R2.0-2T05 8.00 2 7.70 2.00 r0-2.0 T05 7.60 10.00 10.0 (] ° 0.03-0.09
MM HC098C10R0.3-2T06 9.80 2 9.00 0.30 0-3.0 TO6 9.50 12.35 10.0 ° 0.03-0.10
MM HC100C10R0.4-2T06 RN 2 9.00 0.40 10-30 T06 9,50 1235 100 . . 0.03-0.10
MM HC100C10R1.0-2T06 10.00 2 9.00 1.00 r0-3.0 T06 9.50 12.35 10.0 (] ° 0.03-0.10
MM HC100C10R2.0-2T06 10.00 2 9.00 2.00 r0-3.0 T06 9.50 12.35 10.0 () ° 0.03-0.10
MM HC117C13R0.3-2T08 [RRER() 2 10.00 0.30 10-3.0 108 1150 14.20 100 o 0.04-0.11
MM HC120C13R0.4-2T08 12.00 2 10.00 0.40 r0-3.0 T08 11.50 14.20 10.0 [ ° 0.04-0.11
MM HC120C13R1.0-2T08 12.00 2 10.00 1.00 r0-3.0 TO8 11.50 14.20 10.0 () ° 0.04-0.11
MM HC120C13R2.0-2T08 JIRE 2 10.00 2,00 10-3.0 T08 1150 14.20 100 o . 0.04-0.11
MM HC140C11R0.4-2T08 14.00 2 11.60 0.40 10-4.0 T08 11.50 15.05 10.0 ° 0.04-0.12
MM HC157C16R0.3-2T10 15.70 2 15.00 0.30 0-4.0 T10 15.20 19.05 10.0 ° 0.05-0.13
MM HC160C16R0.4-2T10 RN 2 14.90 0.40 10-4.0 T10 16.20 19.05 100 o o 0.05-0.13
MM HC160C16R0.8-2T10 16.00 2 14.90 0.80 10-4.0 T10 15.15 19.05 10.0 ° ° 0.05-0.13

* For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() Number of flutes

@ Specially tailored radius range, available upon request.
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Exchangeable Heads with Indexable Inserts

UMOxniii.i.

290 LINE

MULTI-MASTER

T290 ELN-MM-05

Endmills with a MULTI-MASTER
Adaptation Carrying Tangentially
Clamped Inserts

G & /
Designat DC CICT®) ~ APMX DCONMS THSZMS LF OAL  DRVS®@ )

T290 ELN D10-02-MMTO06-05 10.00 2 5.00 9.20 T06 13.40 20.00 8.0 0.01 SR 10503833-S T-7/51
T290 ELN D12-03-MMT08-05 12.00 3 5.00 11.00 T08 16.00 24.00 10.0 0.01 SR 10503833 T-7/51
T290 ELN D14-03-MMTO08-05 14.00 3 5.00 13.00 T08 16.06 24.00 10.0 0.01 SR 10503833 T-7/51
T290 ELN D16-04-MMT10-05 16.00 4 5.00 14.95 T10 19.25 31.00 13.0 0.03 SR 10503833 T-7/51

¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 9 ¢ For user guide see pages 10-11

() Number of inserts

(2 Clamping wrench size

For inserts: T290 LNMT/LNHT 0502

For holders, see pages: MM CAB (86) ® MM CAB-T-T (86) ® MM CAB-T-T-W (86) ® MM GRT (shanks) (81) ® MM S-A (stepped shanks) (79)

¢ MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ® MM S-A-HSK (85) © MM S-A-N (81) ®« MM S-A-SK (85) ® MM S-B (85° conical shanks) (82)

¢ MM S-D (89° conical shanks) (83) ® MM S-ER (84) ¢ MM S-ER-H (84) ¢ MM TS-A (81)
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HELIPLUS Drvs  THSZMS -
DRVS

MULTI-#iASTER é} / } % @ ’

HP E90AN-MM-07 DC — }m DCONMS Q

90° Endmills with a | [@® | =7

MULTI-MASTER Threaded S LeaPwmx

Adaptation Carrying HELIPLUS B

HP ANKT 0702.. Inserts

DC CICT OAL LF APMX THSZMS DCONMS DRVS® RMPX®® RMPX° 24 RPMX® <] & /

HP E9S0AN-D12-2-MMTO08 PA] 2 2445 1650  7.70 T08 10.60 10.0 2.7 3.5 56970 001 SR34-533/UHG  T-6/51
HP E90AN-D16-3-MMT10 gulcio] 3 31.75 20.00 7.70 T10 14.95 13.0 3.2 6.0 44860 003  SR34-533/UHG  T-6/51
HP E90AN-D16-4-MMT10 R[] 4 31.75 2000 7.70 T10 14.95 13.0 3.2 6.0 37630 003 SR34-533/UHG  T-6/51
HP E90AN-D20-5- 20.00 5 36,30 2150 7.70 T12 18.40 16.0 24 45 38890 005 SR34-533/UHG  T-6/51

¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 9 ¢ For user guide see pages 10-11

() Number of inserts

() Clamping wrench size

@) Maximum ramping angle

@ Values only for HP ANKT 0702R12T-FF insert

) Maximum RPM

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

For holders, see pages: MM CAB (86) ® MM GRT (shanks) (81) ® MM S-A (stepped shanks) (79) ¢ MM S-A (straight shanks) (82)

e MM S-A-C# (85) * MM S-A-HSK (85) ® MM S-A-N (81) ® MM S-A-SK (85) ® MM S-B (85° conical shanks) (82) ¢ MM S-D (89° conical shanks) (83)

e MM S-ER (84) * MM S-ER-H (84) « MM TS-A (81)

HELITANG DRVS

T490 LIN

MULTI-MASTER T e @ Y®
DC 1 THSZMS DCONMS —

T490 ELN-MM-08 | L] L l %1

90° Endmills with a /

MULTI-MASTER Threaded *APMX‘T_F

Adaptation Carrying OAL
Tangentially Clamped Inserts

O

DC CICT® APMX DCONMS LF  OAL THSZMS DRVS® RMPX°® RMPX°_ 2@ & /
T490 ELN D16-2-MMT10 [RRK) 2 8.00 14.70 20.00  32.00 T10 13.0 20 1.1 003 SR 10502813-HGSM  IP-7/51
T490 ELN D20-3-MMT12 [pieu) 3 8.00 18.70 22,00  35.00 T12 16.0 1.7 0.8 005 SR 10502813-HG-M  IP-7/51

¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 9 ¢ For user guide see pages 10-11

() Number of inserts

() Clamping wrench size

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

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

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

For holders, see pages: MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ¢ MM S-A-HSK (85)

* MM S-A-N (81) ® MM S-A-SK (85) ® MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) ® MM S-ER-H (84) ¢« MM TS-A (81)

Member IMC Group




HE? iDO -

490 LINE

MULTI-#ASTER " M P @99
Qe

DC THSZMS DCONMS
H490 E90AX-MM —
| -4 |

90° Endmills with a
MULTI-MASTER Threaded Connection APMXl<-
Carrying H490 ANKX/ANCX 090... LF
Double-Sided Rectangular Inserts

L]

DC  CICT® APMX  LF  DCONMS THSZMS DRVS®! & & / V4

H490 E90AX D20-3-MMT12-09 [P 3 8.00 24.70 18.70 16.0 0.06 SR 10508082-HG  BLD T08/M7  SW4-SD

* Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation, see page 9 e For user guide, see pages 10-11
() Number of inserts

(2 Clamping wrench size

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

For holders, see pages: MM S-A (stepped shanks) (79) ¢ MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ® MM S-A-HSK (85)

¢ MM S-A-SK (85) ® MM S-B (85° conical shanks) (82) ¢ MM S-D (89° conical shanks) (83) ®« MM S-ER (84) ¢ MM S-ER-H (84)

y
HEL 2000 THSZMS

MULTI-MASTER ! @ %
¥

HM90 E90A-MM-10 - DCONMS Hd}
90° Endmills with a J

MULTI-MASTER Threaded
Adaptation Carrying HM90
AP.. 1003... Inserts

R 2®
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DC  CICT® APMX  OAL RMPX°® LF  THSZMS DRVS® DCONMS 5] & /

HM90 E90A-D16-2-MMT10 BN 2 10.00 34.75 16.0 23.00 T10 13.0 156.30 0.03 SR 34-506/HG
HM90 E90A-D20-2-MMT12 i} 2 10.00 38.30 7.5 24.60 T12 16.0 19.20 0.05 SR34-505HG  T-8/53
HM90 E90A-D20-3-MMT12 [P 3 10.00 38.30 7.5 24.60 T12 16.0 19.20 0.05 SR 34-505/HG

¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 9 ¢ For user guide see pages 10-11

() Number of inserts

2 Maximum ramping angle

@) Clamping wrench size

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

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

For holders, see pages: MM S-A (stepped shanks) (79) ¢ MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ¢ MM S-A-HSK (85)

* MM S-A-N (81) ® MM S-A-SK (85) * MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) ¢ MM S-ER-H (84) « MM TS-A (81)

KL i MILL

A THSZMS B %
MULTI-#ASTER - M
&=/

pcx_2 DC 2
,,,,,,, DCONMS -
E90SO-MM-04 Df H

%
vy
F

Endmills with a MULTI-MASTER
) . o] [<APMX
Connection Carrying Inserts J
for Shouldering and Fast OAL )
Feed Applications 15

Designati DC APMX DC_2 DCX_2 APMX_2 LF OAL CICT®" DCONMS THSZMS DRVS® RMPX°® MIID® MIID_26) &
(=l oMo R [ EP B T[T} W[-E0810.00 350 3.90 10.17 050 1500 21.30 2 9.70 T06 8.0 6.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.05
[SCDOETo NP RRH o L: B0 81200 350 590 12.17 050 16.00 2350 3 11.60 T08 10.0 30 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.15
E90SO D14-4-MMTO08-04 |EXVREHIRNA/ RISV 050 16.00 2350 4 13.60 T08 10.0 2.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.01
[N o MR CRUET [ g DR 2 1600 350 990 16.17 050 18.0029.30 5 15.60 T10 13.0 2.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.03
([ R oM L ECH T [h R P20 890.00 350 13.90 20.17 050 25003880 6 19.60 T12 16.0 1.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.08
* A - with SOMT/CT 0402 insert ¢ B - with SOMT 0402-FF insert (pocket seat must be modified) e Tightening torque 0.5 Nxm

() Number of inserts

@ Torque key size

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

4 Master insert identification

) Master insert identification 2

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

For holders, see pages: MM CAB (86) ® MM CAB-T-T (86) ® MM CAB-T-T-W (86) ® MM GRT (shanks) (81) ® MM S-A (stepped shanks) (79)

* MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ® MM S-A-HSK (85) ® MM S-A-N (81) MM S-A-SK (85) ® MM S-B (85° conical shanks) (82)

¢ MM S-D (89° conical shanks) (83) ® MM S-ER (84) © MM S-ER-H (84) ¢« MM TS-A (81)

Spare Parts

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

ISCAR




NMILL DRVS
NANO ENDMILL Q
rvrywv.v.
MULTI-miASTER [_\T] m i T % %ﬂ |
HM390 ETP-MM-04 DC THSZMS DCONMS
90° Endmills with a MULTI-MASTER l_J M,m_& i 7

Threaded Adaptation
Carrying HM390 TPKR P | ‘

0401... Triangular Inserts OAL

DC APMX  CICT®) LF  DCONMS THSZMS  OAL  DRVS®  RMPX® 3]
HM390 ETP D08-2-MMTO05-04 8.00 3.00 2 10.00 7.60 T05 16.75 55 3.0 0.04
HM390 ETP D10-3-MMTO06-04 10.00 3.00 3 12.00 9.60 T06 18.30 8.0 25 0.04

¢ Insert tightening torque 0.5 N*m e For adaptation, see page 9 ¢ For user guide, see pages 10-11

() Number of inserts

) Clamping wrench size

) Maximum ramping angle

For inserts: HM390 TPKR 0401

For holders, see pages: MM CAB (86) ® MM CAB-T-T (86) ® MM CAB-T-T-W (86) ® MM GRT (shanks) (81) ® MM S-A (stepped shanks) (79)

* MM S-A (straight shanks) (82) ® MM S-A-C# (85) ® MM S-A-HSK (85) ® MM S-A-N (81) ¢ MM S-A-SK (85) * MM S-B (85° conical shanks) (82)
* MM S-D (89° conical shanks) (83) ® MM S-ER (84) ® MM S-ER-H (84) « MM TS-A (81)

Spare Parts

»H
LEETOR =g o EEP R o RO SRM2X0.4-3T6  T-6/6 MAGNET 3X3
HMS390 ETP D10-3-MMT06-04 i1V o8 Sk PRI

#5%! ILL 7 DRVS THSZMS —
MULTI-MASTER Naal@ T @YY
HM390 ETC-MM be DCONMS @? /Ki
90° Endmills with a

MULTI-MASTER Threaded APMX

Adaptation Carrying HM390 Tl

TCKT 0703 Triangular Inserts : OAL:

)

DC  APMX CICTW  LF DCONMS THSZMS OAL  DRVS® RMPX® & i
HM390 ETC D16-2-MMT10-07 R L 2 1600 15.20 T10 2730 130 19 002 SRM25X5T7.60  T7/51
HM390 ETC D20-3-MMT12-07 20.00 5.00 3 20.00 18.30 T12 33.30 16.0 1.4 0.04 SR M2.5X5-T7-60 T-7/51
HM390 ETC D25-4-MMT15-07 [ NIy 4 2500 2390 Ti5 4200 200 10 008 SRM25X6T7-60  T-7/51

* Insert clamping screw must be lubricated every indexing. e Tightening torque 0.9 Nxm. e For adaptation see page 9 e For user guide see pages 10-11

() Number of inserts

(2 Clamping wrench size

3 Maximum ramping angle

For inserts: HM390 TCKT/CT 0703

For holders, see pages: MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ¢ MM S-A-HSK (85)

¢ MM S-A-N (81) ® MM S-A-SK (85) * MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) ¢ MM S-ER-H (84) « MM TS-A (81)

AL [ OMILL
MULTI-RiASTER

HM390 ETP-MM-05

90° Endmills with a
MULTI-MASTER Threaded
Adaptation Carrying HM390

2%

i It THSZMS DCONMS @?

TPKT 0502... Triangular Inserts

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

HM390 ETP D10-02-MMT06-05 10.00 3.50 2 15.00 9.60 T06 21.60 8.0 2.0 0.01
HM390 ETP D12-03-MMT08-05 12.00 3.50 3 16.00 11.60 T08 24.20 10.0 1.5 0.00
HM390 ETP D14-03-MMT08-05 14.00 3.50 3 16.00 13.60 T08 22.90 10.0 1.5 0.01
HM390 ETP D16-04-MMT10-05 16.00 3.50 4 18.00 15.60 T10 29.80 13.0 1.5 0.03

* Insert tightening torque 0.5 N*m e For adaptation, see page 9 ® For user guide, see pages 10-11

™) Number of inserts

(2 Clamping wrench size

@) Maximum ramping angle

For inserts: HM390 TPKT/CT 0502

For holders, see pages: MM CAB (86) ® MM CAB-T-T (86) ® MM CAB-T-T-W (86) ® MM GRT (shanks) (81) ¢ MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82)
o MM S-A-C# (85) ® MM S-A-HSK (85) ¢ MM S-A-N (81) « MM S-A-SK (85) ® MM S-B (85° conical shanks) (82)

¢ MM S-D (89° conical shanks) (83) ® MM S-ER (84) ¢ MM S-ER-H (84) « MM TS-A (81)

Spare Parts

P o

HM390 ETP-MM-05 TS 180411/HG T-6IP/51
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iﬁm!zooo DRVS THSZMS ®

MULTI-#iASTER T ! T @ %

HM90 E90A-MM-10-JHP DIy = ¥ DCONMS > @f Q

90° JHP Endmills with a i

MULTI-MASTER Threaded APV

Adaptation Carrying HELI2000 e "LF

and HELIMILL Inserts OAL

DC  CICT) APMX OAL RMPX°® LF THSZMS TQ 39 DRVS® DCONMS  MIID® 3]
HM90 E90A D16-2-MMT10-JHP 16.00 2 10.00 34.80 15.0 23.40 T10 28 13.0 15.60  APKT 1003PDR-HM 0.10
HM90 E90A D20-3-MMT12-JHP 20.00 8] 10.00 38.50 7.5 25.50 T12 28 16.0 19.70  APKT 1003PDR-HM 0.15
HM90 E90A D25-4-MMT15-JHP 25.00 4 10.00 47.00 7.5 30.00 T15 40 20.0 24,70  APKT 1003PDR-HM 0.05
HM90 E90A D32-5-MMT21-JHP 32.00 B 10.00 57.95 3.0 34.85 T21 110 24.0 30.10  APKT 1003PDR-HM 0.00

* Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 9

() Number of inserts

2 Maximum ramping angle

@) Maximum RPM

@ Torque key size

) Tool tightening torque Nxm (Ibfxin)

e For user guide see pages 10-11

For inserts: APCR 1003PDFR-P ¢ APCT 1003PDR-HM ¢ APKR 1003PDR ¢ APKT 1003-FF ¢ APKT 1003..R ¢ APKT 1003..TR-RM ¢ APKT 1003PDR-HM
¢ APKT 1003PDR-HM-CS ¢ APKT 1003PDTR-76 ¢ APKT 1003PDTR/L-RM ¢ HM90 APCR 100304PDFR-P/DP ¢ HM90 APCT 1003  HM90 APKT 1003
¢ HM90 APKT 1003PD-W ¢ HM90 APKW 1003PDR

For holders, see pages: MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ¢ MM S-A-HSK (85)

¢ MM S-A-N (81) ® MM S-A-SK (85) * MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) ¢ MM S-ER-H (84) « MM TS-A (81)

Spare Parts

Designation

HM90 E90A-MM-10-JHP

(@ Recommended tightening torque for this item: 1.2 Nxm

&

&

/

V4

SR 34-505/HG

SR 34-505/HG®

BLD T08/M7

SW4-SD

BALLFLGS
MULTI-RmASTER

HCE-MM

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

DRVS

LF

THSZMS

OAL

@

@

9
(7]

Designation DC

OAL

LF

APMX  THSZMS DCONMS DRVS(

[

TQ

& /S

12.00
16.00
20.00

HCE D12/.50-MMTO08
HCE D16/.62-MMT10

HCE D20/.75-MMT12

28.00
36.75
48.80

20.00
25.00
35.00

8.10
10.30
12.80

T08 1
T10 1

T12 18.50

1.50
5.20

10.0
13.0
15.0

156.0
28.0
28.0

0.01
0.03
0.06

SR 34-540

BLD T15/S7

SR 10503579  BLD T20/S7

SR 1052964

BLD T25/S7

SW6-T
SW6-T
SW6-T

e For undercutting, use HTR inserts only e The dimensions are for HCC inserts with RE=0.5 mm e Do not apply lubricant to the MULTI-MASTER threaded connection

e For adaptation options, see page e For user guide, see pages 10-11
() Width across flats (wrench should be ordered separately)

For inserts: HCC-QF

For holders, see pages: MM CAB (86) ® MM GRT (shanks) (81) ¢ MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82)
o MM S-A-C# (85) ® MM S-A-HSK (85) ® MM S-A-N (81) « MM S-A-SK (85) ® MM S-B (85° conical shanks) (82) ¢ MM S-D (89° conical shanks) (83)
¢ MM S-ER (84) ¢ MM S-ER-H (84) « MM TS-A (81)

ISCAR
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Yy
TRIGON LINE
MULTI-HASTER

*&S
CIE

90° Endmills with a
MULTI-MASTER Threaded
Connection Carrying H690 WNMU
0403 Double-Sided Trigonal Inserts

DC  APMX CICT)  LF  DCONMS THSZMS OAL  DRVS® RMPX°® TQ 3% 3]

H690 EWN D20-3-MMT12-R04 20.00 4.00 3 20.00 18.30 T12 33.00 16.0 1.5 28 0.07
H690 EWN D25-5-MMT15-R04 25.00 4.00 5 25.00 23.90 T15 42.00 20.0 1.1 40 0.12

¢ Insert clamping screw must be lubricated every indexing. ¢ For adaptation see page 9 e For user guide see pages 10-11

() Number of inserts

) Clamping wrench size

) Maximum ramping angle

@) Tool tightening torque (Nxm)

For inserts: H690 WNMU 0403

For holders, see pages: MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ¢ MM S-A-HSK (85)

o MM S-A-SK (85) * MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) ® MM S-ER-H (84) « MM TS-A (81)

Spare Parts

S 7

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

(@ Tightening torque 0.9 Nxm
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eable Solid Carbide Head

MULTI* 3ASTER

KAPR THSZMS QP
MM FF ﬁé =7 ; @
Interchangeable 2 Flute FEEDMILL @ ®

Solid Carbide Heads for Milling at
Very Fast Feeds and Small D.O.C.

)
LL
LL
Ll
—
<
L

R’LL‘M

LF —= ECONOMICAL SOLUTION

’ . Recommended

Dimensions Tough «<— Hard Machining Data

g | 8 .
Designation DC NOF( APMX Rg®  THSZMS DCONMS LF KAPR®  RMPX°®) 3 3 (mm/t)

MM FF100R1.5-L12-2T06 R [0Xoli 2 0.60 2.00 T06 9.60 12.50 97.0 7.0 [ 0.30-0.60
MM FF120R2.0-2T08 12.00 2 0.68 2.50 T08 11.50 11.10 97.0 7.0 o o 0.50-1.00
MM FF500R08-L59-2T08 12.70 2 0.68 2.50 T08 11.50 15.00 95.0 7.0 o 0.50-1.00
MM FF160R2.0-2T10 16.00 2 1.10 3.00 T10 15.20 13.50 97.0 7.0 o 0.55-1.10
MM FF200R2.0-2T12 20.00 2 1.50 3.40 T12 18.45 17.40 95.0 7.0 o 0.75-1.50

e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() Number of flutes

() Radius for programming

© Tool cutting edge angle

@) Maximum ramping angle

SO ISCAR




MULTI* 5ASTER T

MM EFF i — &=y @ %l L
4, 6 Flute Solid Carbide . = LLI
Heads for Milling at Very Fast = | DCONMS @ @ @ T
Feeds and Small D.O.C. S i

L

Dimensions Tough <— Hard agzzmi[:\];ngaeti
8 8 fz
Designation DC NOF®  APMX THSZMS DCONMS LF  RMPX°® KAPR® Rg® CSP™ S é:-; (mm/t)
MM EFFO80T3R1.62-4T05 8.00 4 0.40 T05 7.50 10.00 5.0 97.0 1.62 0 . 0.12-0.48
MM EFF100T4R2.01-4T06 10.00 4 0.50 T06 9.50 13.00 5.0 97.0 2.01 0 o 0.16-0.57
MM EFF100T2R1.0-6TO6H (1) JTeXoy 6 0.45 T06 9.50 10.00 3.0 97.0 1.00 1 o 0.16-0.47
MM EFF120T4R1.8-4T08H (1) QP 4 0.60 T08 150 1650 50 97.0 1.80 1 ° 0.16-0.67
MM EFF120T4R2.47-4T08 12.00 4 0.60 T08 11.50 16.50 5.0 97.0 247 0 . 0.16-0.67
MM EFF120T2R1.2-6TO8H (1) JPX0) 6 0.65 T08 11.50 12.50 3.0 97.0 1.20 1 () 0.16-0.54
MM EFF127T4R2.59-4T08 12.70 4 0.60 T08 12.20 16.50 5.0 97.0 2.59 0 . 0.16-0.67
MM EFF127T4R1.3-6TO8H 12.70 6 0.70 T08 12.20 12.70 3.0 97.0 1.30 1 o 0.16-0.67
MM EFF160T5R2.2-4T10H (1) I 4 0.80 T10 15.40 20.50 5.0 97.0 2.20 1 o 0.20-0.75
MM EFF160T5R3.25-4T10 16.00 4 0.80 T10 15.40 20.50 5.0 97.0 825 0 o 0.20-0.75
MM EFF160T4R2.0-6T10H (1) @R[ 6 1.05 T10 15.40 16.00 3.0 97.0 2.00 1 L] 0.20-0.65
MM EFF200T6R4.02-4T12 20.00 4 1.00 T2 18.45 25.50 5.0 97.0 4,02 0 o 0.20-0.90
MM EFF200T5R2.2-6T12H (1) [0l 6 1.25 T12 18.45 20.00 3.0 97.0 2.20 1 ° 0.20-0.80
MM EFF250A7R3.1-6T15 (2 [P} 6 1.20 T15 23.90 25.00 5.0 97.0 3.10 0 L] 0.25-1.00
MM EFF254A7R3.1-6T15 (2 [l 6 1.20 T15 23.90 25.00 5.0 97.0 3.10 0 [ 0.25-1.00
e For shanks, see pages 79-86 ¢ For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
(M With a central coolant hole
(2 Cannot be used for plunging application
3 Number of flutes
@) Maximum ramping angle
) Tool cutting edge angle
(6) Radius for programming
(™ 0 - Without coolant supply, 1 - With coolant supply
Multi Master Machining Recommendations for MM EFF Heads
fz (mm/t) vs. Tool Diameter (mm)
VDI 3323 |Material Group("| vc (m/min) ap ae 8 10 12 16 20 25
1 180 0.045xD 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
2 160 0.045xD | 0.7xD 0.48 057 0.67 0.75 0.90 1.00
8 160 0.045xD 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
4 160 0.045xD 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
5 150 0.045xD 0.7xD 0.43 0.50 0.57 0.65 0.75 0.87
6 150 0.045xD 0.7xD 0.33 0.40 0.48 0.57 0.67 0.78
7 140 0.045xD 0.7xD 0.33 0.40 0.48 0.57 0.67 0.78
8 140 0.045xD | 0.7xD 0.30 0.35 0.43 0.52 0.60 0.70
9 140 0.045xD 0.7xD 0.30 0.35 0.43 0.52 0.60 0.70
10 130 0.04xD 0.6xD 0.28 0.33 0.38 0.48 057 0.67
11 120 0.04xD 0.6xD 0.25 0.30 0.35 0.43 0.52 0.62
12,13 120 0.04xD 0.6xD 0.30 0.35 0.43 0.52 0.60 0.70
15-16 180 apmax 0.7xD 0.45 0.52 0.60 0.70 0.80 0.90
17-18 160 apmax 0.7xD 0.38 0.45 0.52 0.60 0.70 0.80
38.1@ 100 0.035xD | 0.45xD 0.20 0.25 0.33 0.40 0.48 0.55
38.20) 80 0.03xD 0.3xD 0.16 0.22 0.30 0.38 0.45 0.52
394 60 002xD | 0.25xD 0.12 0.16 0.16 0.20 0.20 0.25
() |SCAR material group in accordance with VDI 3323 standard
@ 45-49 HRC
©) 50-55 HRC ap - maximum depth of cut
4 56-63 HRC ae - maximum width of cut

Member IMC Grou
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Exchangeable Heads with Indexable Inserts

NANSFEED OAL

NANO FEED MiLL LF

MULTI-MASTER bc é @

| &=

— P
FFT3 EFM-MM 02 DCX — THSZMS DCONMS @ |
Small Diameter Endmills with l | l

a MULTI-MASTER Threaded 1\

Adaptation that Mount Triangular APMX |\ e
Inserts for Fast Feed Miling —

DCX™ DC APMX AE@ CICT® LF DCONMS THSZMS OAL DRVS# RMPX°® MDN® MDX® MIID® QW ﬁ
Fa RS0 D AR B oLE-] 800 220 060 29 2 1000 7.60 T05 1675 55 10.8 1020 15.00 FFT3TXMT 0201205T 0.5 0.01
FFT3 EFMD10/.39-3MMT06-02 [yl oX: (rx:) 3 1000 970 T06 1630 8.0 47 1420 19.00 FFT3TXMT 0201205T 0.5 0.01

* For adaptation, see page 9  For user guide, see pages 10-11 e Radius for programing 1.1 mm e To generate a straight surface without cusps, the width of cut must not

exceed DC

() Cutting diameter maximum

2 Maximum plunging width

) Number of inserts

@ Torque key size

5) Maximum ramping angle

(6) Machinable diameter minimum for interpolation

() Machinable diameter maximum for interpolation

8 Master insert identification

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

For inserts: FFT3 TXMT 02

For holders, see pages: MM CAB (86) ® MM CAB-T-T (86) ® MM CAB-T-T-W (86) ® MM GRT (shanks) (81) ® MM S-A (stepped shanks) (79)

o MM S-A (straight shanks) (82) ® MM S-A-C# (85) ® MM S-A-HSK (85) » MM S-A-N (81) ® MM S-A-SK (85) » MM S-B (85° conical shanks) (82)

¢ MM S-D (89° conical shanks) (83) ® MM S-ER (84) ® MM S-ER-H (84) ¢« MM TS-A (81)

O
LLI
LI
L
|_
2
L

2a e

Spare Parts

& 4

SR M2X0.4-2.9 T6-HG# T-6/5 MAGNET 3X3

(@ Recommended tightening torque:0.5 N*m

MICROGFEED ‘ oA ‘
MF 300 ENDMJLL

MULTI-MASTER \ - L§ : S

&=y
FFT3 EFM-MM 03 pcx DG Y ‘ THSZMS DCONMS @ / Q
Endmills with a MULTI-MASTER NS A i
Threaded Adaptation Carrying APMX, Mo~ 24 ig ,’f

Single-Sided Small Trigon 7\
Dcxm DC APMX AE@ CICT® LF DCONMS THSZMS OAL DRVS“ RMPX°® MDN® MDX? MIID® &

Inserts for Fast Feed Milling
S S R Lo AR g o] Eex] 10.00 560 060 22 2 1000 970 T06 16.30 80 6.9 15.60 19.00 FFT3 WXMT 030206T 0.02
AN DRPTRY ST TR O ExY 1200 760 060 22 3 15600 1170 T08 2250 10.0 4.7 19.60 23.00 FFT3 WXMT 0302067 0.03
FFT3 EFMD16/.63-4MMT10-03 [0 (RuNN:URN0N: 0 RN-¥) 4 2000 1530 T10 31.30 130 29 2760 31.00 FFT3 WXMT 030206T 0.05
AR Pl R g PEORE 20.00 1560 060 22 5 2500 19.00 T12 3830 16.0 2.0 3560 39.00 FFT3WXMT 030206T 0.07
FFT3 EFMD25/.98-6MMT15-03 X0l loXc Ro) Ry 6 3000 24.00 T15 4700 200 1.5 4560 49.00 FFT3 WXMT 030206T 0.00

e Radius for programming 1.1 mm e To generate a straight surface without cusps, the width of cut must not exceed DC

() Cutting diameter maximum

2 Maximum plunging width

3 Number of inserts

@) Torque key size

8) Maximum ramping angle

(6) Machinable diameter minimum for interpolation

() Machinable diameter maximum for interpolation

8 Master insert identification

For inserts: FFT3 WXMT 03

For holders, see pages: MM CAB (86) ® MM CAB-T-T (86) ® MM CAB-T-T-W (86) ® MM GRT (shanks) (81) ® MM S-A (stepped shanks) (79)

o MM S-A (straight shanks) (82) ® MM S-A-C# (85) ® MM S-A-HSK (85) » MM S-A-N (81) » MM S-A-SK (85) ® MM S-B (85° conical shanks) (82)

¢ MM S-D (89° conical shanks) (83) ® MM S-ER (84) « MM S-ER-H (84) ¢« MM TS-A (81)

Spare Parts

 vesraion [ AT S

FFT3 EFM-MM 03 TS 180411/HG TS 180411/HGE! T-6IP/51

@ Recommended tightening torque: 0.5 Nxm

<288 ISCAR




HELIOFEED

UPFEED LINE

MULTI-HASTER
FF EWX-MM

Fast Feed Endmills with
MULTI-MASTER Threaded Connection
That Mount Double-Sided Inserts

with 6 Cutting Edges

DRVS THSZMS

g
rDCONMS
'

o
Y

=@ @

DCX() DC APMX CICT® THSZMS LF

OAL DCONMS DRVS® TQ® RMPX°®) MDN® MDX?

MIIDE!

[

E A QR CEPR IR DEEY 16.00 860 080
SN A) Qo PLEE IR PEOEY 2000 1260 0.80
A QPR IR EEEY 2500 1760 0.80
FF EWX D25-3-MMT15-05 X URRiXVORuRi

2
3
4
3

T10
T2
T15
T15

19.50 31.25
25.00 38.80
30.00 47.00
30.00 47.00

16.20
18.80
23.90
23.90

12.0
16.0
19.0
19.0

09
0.9
09
2.0

5.0
4.8
3.3
5.0

24.60
32.60
42.60
40.00

31.00  HB00 WXCU 040310HP  0.02
39.00  HB0O WXCU 040310HP  0.05
49.00  HB00 WXCU 040310HP  0.10
49.00  H600 WXCU 05T312T  0.09

Do not apply lubricant to the MULTI-MASTER threaded connection.
* For adaptation options, see page 9 e For user guide, see pages 10-11

() Cutting diameter maximum
2 Number of inserts

() Width across flats (wrench should be ordered separately)
4) Recommended tightening torque (N*m) for insert screw

(6) Maximum ramping angle

(6) Machinable diameter minimum for interpolation
(M) Machinable diameter maximum for interpolation
(8 Master insert identification

For inserts: H600 WXCU

For holders, see pages: MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ® MM S-A-HSK (85)
* MM S-A-N (81) ® MM S-A-SK (85) * MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) « MM S-ER-H (84) « MM TS-A (81)

Spare Parts

ocsgrarcn [

7

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

FF EWX D16-2-MMT10-04 SR M2.5X6-T7-60 T-7/51
FF EWX D20-3-MMT12-04 SR M2.5X6-T7-60 T-7/51
FF EWX D25-4-MMT15-04 SR M2.5X6-T7-60 T-7/51
FF EWX D25-3-MMT15-05 SR 10508600 T-9/51
LOGIQLFEED
HIGH FEED MILLING - ® Q
Fryv.y "/ \ ; @J
MULTI-MASTER pox  DC | THSZMS DCONMS
FFX4 ED-MM v @ Ay

Endmills with MULTI-MASTER
Adaptation that Mount Small
"Bone Shaped" Inserts with 4
Cutting Edges for Fast Feed Milling

—

¥

Y

DCX(‘) DC CICT® APMX AE® THSZMS LF OAL DCONMS RMPX°“ MDN® MDX® DRVS®

FFX4 ED16/.63-2-MMT10-04  RIKVOR:X:0)
FFX4 ED20/.78-3-MMT12-04 [RORVORPXCY
FFX4 ED25/.98-4-MMT15-04 [RIXCORVAC)
FFX4 ED32/1.26-5-MMT21-04 [RPXVOPIAR
FFX4 ED040-6-MMT21-04

MIID® TQ9 Rg“mﬁ

080 37 TI0 20.0031.30 15.20 43 2460 31.00 13.0 FFX4 XNMU040310T 09 1.80 0.02

080 37 T12 25003830 18.80 2.7 32.60 39.00 15.0 FFX4 XNMUO040310T 0.9 1.80 0.04

080 37 T16 30.0047.00 24.00 1.8 4260 49.00 19.0 FFX4 XNMU 040310T 09 1.80 0.14

080 37 T21 35005810 29.00 1.2 019 6300 240 FFX4 XNMU040310T 0.9 1.80 0.19

40.00 32.60 080 37 T21 40.063.10 30.00 0.9 030 79.00 240 FFX4 XNMU040310T 0.9 1.80 0.27

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

() Cutting diameter maximum

2 Number of inserts

() Maximum plunging width

@ Maximum ramping angle

(8) Machinable diameter minimum for interpolation
(6) Machinable diameter maximum for interpolation
™ Torque key size

(8) Master insert identification

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

(10) Radius for programming
For inserts: FFX4 XNMU-04

For holders, see pages: MM CAB-T-T (86) ® MM CAB-T-T-W (86) ®* MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82) ® MM S-A-C# (85) ® MM S-A-HSK (85)
¢ MM S-A-N (81) ® MM S-A-SK (85) « MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) ¢ MM S-ER-H (84) « MM TS-A (81)

Spare Parts

S

7

[Frxa ED-MM ST

T-7/51

Member IMC Group
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ngeable Solid Carbide Heads

M L ATyl Pt/ /e

INDEXABLE SOLID CARBIDE LINE

MM HCR
Interchangeable 2 Flute Solid
Carbide Ball Nose Milling Heads

—

THSZMS

]

bt

DCXh9 — _I_“wii DCONMS
P APMxiJ
- W ECONOMICAL SOLUTION
Dimensions

©

o
Designation DCX(" NOF@ APMX THSZMS DCONMS LF 3
MM HCR080-2T05 8.00 2 7.80 T05 7.60 9.95 .
MM HCR100-2T06 10.00 2 10.00 T06 9.50 12.35 °
MM HCR120-2T08 12.00 2 11.45 T08 11.50 15.30 .
MM HCR160-2T10 16.00 2 16.80 T10 16.20 19.10 [

® For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11

¢ Do not apply lubricant to the threaded connection.

() Cutting diameter maximum
2 Number of flutes

® For user guide, see pages 9,12-13

TI-niAaS 7 e
INDEXABLE SOLID CARBIDE LINE THSZMS
MM HRF @
Interchangeable 2 Flute ?
Solid Carbide Ball Nose DCxh7 DCONMS
Finishing Miling Heads i
|« APMX !
e LF—
Dimensions Tough «<— Hard
S S
Designation DCX( NOF® APMX THSZMS DCONMS LF ] 2
MM HRF080-2T05 8.00 2 7.60 05 7.60 9.95 .
MM HRF100-2T06 10.00 2 10.20 T06 9.50 12.35 ° °
MM HRF120-2T08 12,00 2 11.50 08 11.50 15.30 .
MM HRF160-2T10 16.00 2 15.80 T10 15.20 19.10 °

* For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11

¢ Do not apply lubricant to the threaded connection.

() Cutting diameter maximum
2 Number of flutes

® For user guide, see pages 9,12-13

INDEXABLE SOLID CARBIDE LINE

MM HBR
Interchangeable 2 Flute High

THSZMS

%

7
Precision Ball Nose Solid Dy \\.‘ DECLEE
Carbide Miling Heads N =
2]
LF
Dimensions

[=e]
o
Designation DCX™M NOF®@ THSZMS DCONMS LF / 3
MM HBR080-2T04 8.00 2 T04 5.80 8.22 MM KEY 6X4* .
MM HBR100-2T05 10.00 2 T05 7.60 10.00 MM KEY 6X4* °
MM HBR120-2T06 12.00 2 T06 9.50 11.60 MM KEY 10X7* .
MM HBR160-2T08 16.00 2 T08 12.20 15.40 MM KEY 13X8* °
MM HBR200-2T10 20.00 2 T10 15.20 18.40 MM KEY 13X8* o
MM HBR250-2T12 25.00 2 T12 18.30 23.20 MM KEY 16X9* o

* For shanks, see pages 79-86 e For tightening torques and clamping instructions, see pages 10-11

* For user guide, see pages 9,12-13
() Cutting diameter maximum

) Number of flutes

*  Optional, to be ordered separately

ISCAR

* Do not apply lubricant to the threaded connection.




Tl-miAaS T Ein

INDEXABLE SOLID CARBIDE LINE

¥ DCX=5.0 - 7.4°

THSZMS @

= ©)
MM EB — S ® o S

Interchangeable Solid Carbide oaa” 0117 TA G‘ } Z

Ball Nose Milling Heads = Nb DC(zNMS 1

ii ;’MX« - LI_

LF — O

o

Dimensions D_
=3
Designation DCX®@ NOF® APMX RE THSZMS DCONMS LF FHA 3
MM EBO50E07-4T05 5.00 4 7.00 2.49 05 8.00 15.00 380 °
MM EBO60E04-4T04 6.00 4 4,00 2.99 T04 5.80 7.60 37.0 °
MM EBO60E05-4T05 6.00 4 5,00 2.9 05 8.00 10.00 380 °
MM EB080A05-2T05 8.00 2 5.00 3.98 T05 7.70 10.00 300 °
MM EB0O80A05-4T05 8.00 4 5.00 3.98 T05 7.70 10.00 30.0 .
MM EB100A07-2T06 10.00 2 7.00 4,98 T06 9.60 13.00 300 °
MM EB100A07-4T06 10.00 4 7.00 4,98 T06 9.60 13.00 300 °
MM EB120A09-2T08 12.00 2 9.00 598 08 11.70 16.50 300 °
MM EB120H09CF-3T08I (1) 12.00 3 9.00 5.98 T08 11.70 16.50 38.0 °
MM EB120A09-4T08 12.00 4 9.00 5.98 T08 11.70 16.50 300 °
MM EB160A09-2T10 16.00 2 9.00 7.98 Ti0 15.30 20.50 300 o
MM EB160A12-4T10 16.00 4 12.00 7.98 Ti0 15.30 20.50 300 °
MM EB200A15-4T12 20.00 4 15.00 9.97 Ti2 18.45 25.50 300 °
MM EB250A22-4T15 25.00 4 22.00 12.47 Ti5 23.90 37.00 300 °

e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() With coolant holes directed to each flute

(@) Cutting diameter maximum

) Number of flutes

MULTI-miASTER

INDEXABLE SOLID CARBIDE LINE

MM HT

Torodial 2 Flute Interchangeable
Solid Carbide Milling Heads

vs/s[e
%k

Dimensions Tough <— Hard

S S
Designation DC NOF®)  APMX RE Tm®  THSZMS DCONMS  LF KAPR® | & 3
MM HT100C08R0.5-2T06 10.00 2 7.00 0.50 r0-1.0 TO6 9.50 12.45 95.0 o
MM HT100CO08R1.0-2T06 10.00 2 7.00 1.00 10-1.0 T06 9.50 12.45 95.0 °
MM HT100NO6R2.0-2T06 10.00 2 6.00 2.00 r0-3.0 T06 9.50 12.40 97.0 °
MM HT100NO7R0.5-2T06 10.00 2 6.90 0.50 r0-1.0 T06 9.50 11.20 95.0 [
MM HT100NO7R1.0-2T06 10.00 2 6.90 1.00 r0-1.0 TO6 9.50 11.20 95.0 °
MM HT100NO7R2.0-2T06 10.00 2 6.90 2.00 0-3.0 T06 9.50 11.20 95.0 °
MM HT100NO7R3.0-2T06 10.00 2 6.90 3.00 2.7-4.0 TO6 9.50 11.20 95.0 [
MM HT120NO6R3.0-2T06 12.00 2 5.40 3.00 12.7-4.0 T06 9.10 9.10 97.0 °
MM HT120NO6R4.0-2T06 12.00 2 5.10 4,00 12.7-4.0 TO6 11.50 9.10 97.0 (]
MM HT120NO6R1.6-2T08 12.00 2 5.70 1.60 r1.3-r2.7 TO8 11.50 11.10 97.0 (] °
MM HT120NO6R2.0-2T08 12.00 2 5.90 2.00 r1.3-2.7 T08 11.50 11.10 97.0 ° °
MM HT120NO6R2.5-2T08 12,00 2 550 250 1.3-4.0 T08 1150 11.10 970 .
MM HT120NO6R3.0-2T08 12.00 2 5.50 3.00 r2.7-4.4 T08 11.50 11.10 97.0 () °
MM HT120NO6R4.0-2T08 12.00 2 5.60 4,00 r2.7-4.4 T08 11.50 11.10 97.0 ()
MM HT160NO7R2.0-2T10 16,00 2 690 200 1540 T40 15.20 13,10 970 .
MM HT160NO7R3.0-2T10 16.00 2 7.20 3.00 r1.5-4.0 T10 156.20 13.40 97.0 °
MM HT160N07R4.0-2T10 16.00 2 7.10 4.00 r1.5-4.0 T10 15.20 13.40 97.0 ()
MM HT160NO8R5.0-2T10 16,00 2 800 500 2.7-4.4 T40 15.20 2020 970 . .
MM HT200N11R3.0-2T12 2000 2 1080 300 13.0-80 TH2 18.45 17.00 970 .
MM HT200N11R4.0-2T12 20.00 2 11.10 4,00 r3.0-8.0 T12 18.45 17.30 97.0 ()
MM HT200N11R5.0-2T12 20.00 2 11.10 5.00 13.0-8.0 T12 18.45 17.30 97.0 (]
MM HT200N11R6.0-2T12 2000 2 11,00 6.00 3.0-80 TH2 18.45 17.30 970 .
MM HT200N11R8.0-2T12 20.00 2 10.90 8.00 13.0-8.0 T12 18.45 17.30 97.0 o

® For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() Number of flutes

(@) Specially tailored radius range upon request

©) Tool cutting edge angle

Member IMC Group
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MM ETR <" ‘ ‘f 7
Torodial 6 Flute Interchangeable
Solid Carbide Milling Heads
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Dimensions Tough <— Hard

3 8
Designation DCX RE NOF®@ APMX  THSZMS DCONMS LF FHA RMPX°@ 3 3
MM ETRO80A4R05CF-6T05 8.00 0.50 6 4.00 T05 7.70 10.00 30.0 9.0 L]
MM ETRO80A4R10CF-6T05 8.00 1.00 6 4.00 T05 7.70 10.00 30.0 9.0 .
MM ETR0O80A04R2.0-6T05 8.00 2.00 6 5.00 T05 7.70 10.00 30.0 9.0 o
MM ETR100A5R05CF-6T06 10.00 0.50 6 5.00 T06 9.60 13.00 30.0 9.0 o
MM ETR100A5R10CF-6T06 10.00 1.00 6 5.00 T06 9.60 13.00 30.0 9.0 o
MM ETR100A05R3.0-6T06 10.00 3.00 6 7.00 T06 9.60 13.00 30.0 9.0 o
MM ETR120A7R05CF-6T08 12.00 0.50 6 7.00 T08 12.00 17.00 30.0 9.0 o
MM ETR120A7R10CF-6T08 12.00 1.00 6 7.00 T08 11.70 16.50 30.0 9.0 o
MM ETR120A07R4.0-6T08 12.00 4.00 6 9.00 T08 11.70 16.50 30.0 9.0 o
MM ETR160A09R5.0-6T10 16.00 5.00 6 12.00 T10 16.30 20.50 30.0 9.0 o

® For shanks, see pages 79-86 * For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
e Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() Cutting diameter maximum

(2 Number of flutes

(3 Maximum ramping angle

Interchangeable 2 Flute High DCONMS
Precision Solid Carbide Ball Nose
Heads for Machining Aluminum

MULTI".';I‘Is'-ER RE THSZMS

INDEXABLE SOLID CARBIDE LINE

MM EBA N\ l‘ \ o T
N

Dimensions

(==}
Designation DCXM NOF®@ APMX RE RETOL® THSZMS DCONMS LF FHA §
MM EBA080B05-2T05 8.00 2 5.00 3.98 0.010 T05 7.70 10.00 45,0 o
MM EBA100B07-2T06 10.00 2 7.00 4.98 0.010 T06 9.60 13.00 45.0 o
MM EBA120B09-2T08 12.00 2 9.00 5.98 0.012 T08 11.50 16.50 45.0 o
MM EBA160B12-2T10 16.00 2 12.00 7.98 0.012 T10 15.30 20.50 45,0 o
MM EBA200B15-2T12 20.00 2 15.00 9.97 0.012 T12 18.45 25.50 45.0 o
MM EBA250B22-2T15 25.00 2 22.00 12.50 0.012 T15 23.90 37.00 45,0 o

® For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11

¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
() Cutting diameter maximum

2 Number of flutes

() Corner radius tolerance (+/-)

<GS ISCAR




Tl-miAaS 7 e

INDEXABLE SOLID CARBIDE LINE

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

Dimensions
3

Designation DCX™M NOF®@ APMX RE THSZMS DCONMS LF FHA 3
MM EBC080B05-4TO5CF 8.00 4 5.40 3.98 T05 7.70 10.00 45.0 o
MM EBC100B07-4TO6CF 10.00 4 7.40 4.98 T06 9.60 13.00 45.0 o
MM EBC120B09-4TO8CF 12.00 4 9.30 5.98 T08 11.70 16.50 45.0 o
MM EBC160B12-4T10CF 16.00 4 12.40 7.98 T10 15.30 20.50 45.0 o
MM EBC200B15-4T12CF 20.00 4 16.00 9.97 T12 18.45 25.50 45.0 o

e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11

¢ Do not apply lubricant to the threaded connection. ¢ For user guide, see pages 9,12-13

() Cutting diameter maximum

) Number of flutes

*  Optional, to be ordered separately

MULTI-#ASTER :

INDEXABLE SOLID CARBIDE LINE Dl LU THSZMS

NEOBARREL APMX

PROFILE MILLING —

MM ELB

Interchangeable Lens DC DCONMS

Shaped (Barrel) Solid Carbide l ng({)z M

Heads for 3D Profiling A

Dimensions
8

Designation DC BSR RE LU APMX THSZMS DCONMS NOF(® LF 3
MM ELBO8R16A05-4T05 8.00 16.00 0.50 5.50 0.90 T05 8.00 4 10.00 .
MM ELB10R20A07-4T06 10.00 20.00 1.00 7.50 1.42 T06 10.00 4 13.00 o
MM ELB12R24A09-4T08 12.00 24.00 1.00 9.00 1.65 T08 12.00 4 16.50 .
MM ELB16R32A12-4T10 16.00 32.00 1.00 12.00 1.80 T10 16.00 4 20.50 o

e For user guide, see pages 9,12-13, 40-44
() Number of flutes
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Tl-miAS 7 =i

INDEXABLE SOLID CARBIDE LINE

NEOBARREL

PROFILE MILLING

MM EOB

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

Dimensions
=3
Designation PRFRAD RE APMX PRFA THSZMS NOF(®) DCONMS LF 3
MM EOBO8R1.5R80A13-4T05 80.00 1.50 14.20 24.00 T05 4 8.00 18.00 o
MM EOB10R2.0R85A16-4T06 85.00 2.00 16.50 24.00 T06 4 10.00 22.00 .
MM EOB12R2.0R75A21-4T08 75.00 2.00 21.30 24.00 T08 4 12.00 27.00 o
MM EOB16R3.0R75A26-4T10 75.00 3.00 27.00 24.00 T10 4 16.00 33.40 o
e For user guide, see pages 9,12-13, 40-44
() Number of flutes
TI-muAS T e ~LF
INDEXABLE SOLID CARBIDE LINE RE \82° THSZMS )
MM ET
Solid Carbide Tapered Heads with
20/30° Helix, Variable Pitch and 35 | cesvE r
Coolant Holes for CHATTERFREE
Finishing Operations
] LApmx
I . Recommended
D e 1 Machining Data
8 fe
Designation DC RE NOF( APMX THSZMS  DCONMS LF RMPX@ | B (mm#)
MM ET11/8H4R10CF-8T08H 11.00 1.00 8 3.50 T08 12.00 16.50 3.0 [} 0.04-0.10
MM ET15/8H4R10CF-12T10H 15.00 1.00 12 3.50 T10 16.00 20.50 3.0 o 0.05-0.11

* For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
e Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() Number of flutes

@ Maximum ramping angle

ISCAR




Exchangeable Heads with Indexable Inserts

TORmiiii
MULTI-miASTER

E93CN-MM-07

Bull Nose Endmills with
MULTI-MASTER Threaded
Adaptation Carrying
Toroidal Inserts

DCY APMX CICT® LF  OAL RMPX’® THSZMS DCONMS DRVS“  MID® is] & A

E93CN D16-2-MMT10-07 A 5.00 2 27.00 38.64 4.0 T10 15.00 130 CNHTO70315 003 SR34-505/LHG  T-8/53
E93CN D20-3-MMT12-07 i) 5.00 3 27.00 41.00 3.0 T12 19.00 16.0 CNHTO070315 005 SR34-505/HG  T-8/53

* Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation options, see page 9 e For user guide, see pages 10-11

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

@) Number of inserts

3 Maximum ramping angle

(4) Clamping wrench size

5) Master insert identification

For inserts: CNHT/MT 07

For holders, see pages: MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ® MM S-A-HSK (85)

¢ MM S-A-N (81) « MM S-A-SK (85) ® MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) ¢ MM S-ER-H (84) ¢ MM TS-A (81)

Rd

&% S
%@

Diameter Change According to Insert Radius

R 0.8 1.5 2.0 2.5 3.0
AD +0.03 -0.07 -0.14 -0.21 -0.28
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USER GUIDE

Circle Segment Lines for Advanced Finish Milling Operations

Barrel Endmill

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

For more information, refer to ISCAR’S

New Product Annoucement 22-2020

©)
<
—
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Solid Carbide Endmills

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

MULTI-MASTER Heads
Oval Barrel - MM EOB
Lens Barrel -MMELB

Barrel endmills are intended for finishing
and semi-finishing 3D surfaces

Blade Rough Blade Finish

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

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

2 ISCAR




USER GUIDE

Machining Guidelines

The Most Important Thing to Remember

Programming circle segment tooling requires a supporting CAM system

e Step #1 - for Ball-Nose
Select a Ball-Nose tool

PROFILING

#12

Milling Toc!

configuration and define Mill e Straight Shank |
its parameters. ‘ alm ‘ | 1
| TEb || FEM bEM .c\mrpl LolliTangent|
EBaiel; F_a_c..e. e
E LRl T
ey Cut| Cntr [ || Spot [ -
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Turn A +
| @ = |
80°C | 75°E | 55°0 | 35°W | md.R | sqr.§
A B & O o
mT tan. MY |pent. P | 55°K {irect. L aronve v
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Largih ot f e
Tool Length Offset #
Cutter Comp, Dffset 2
Tool Materisl | Carbide Solid v| [JTeolID# Spindie Dir [Foward

Comment |

¢ Step #1 - for Oval Shape =
Select a Barrel tool configuration (et

and define its parameters. i " i |n i

#12

FALREALARAN T
| TEM FEM _IJ_EM_'CVHTD' Lali E_an_sn_ R
AN
| Barrel || Tpr Brl || Dowve || Shell |Face Fly Cut |
el e .
CAESE AR AN
Ky Cut | Thd bill FPTha | Dril || Cotr D | Spot D | _
e |88ore | Top |[R.Tap | Spot Rasmar
EAk: A
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80°C | 75°E [ 55°D | 35°% |md.R | sqn.3
A B & o a|
tri. T | tgn, W pent. P | 55° K {frect. L araowe | v
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USER GUIDE

e Step #1 - for Taper Shape

Select a Taper tool configuration
and set its parameters.

e Step #1 - for Lens Shape

Select a Lens tool configuration
and set its parameters.

il A
rERA || FEM || bEM [[Cwn Tipj Lol [Tangent,
@ b == & A
| Barrel t il Iig_ye Shell | Face ||Fly Cut
| o B T B
Ke__yC;tMill FPThd | Diill || Crir O Spot_D_
;B__o_l_e_ EBore | Tap | R.Tap ! _Gpat .F{eamer!
AR ARAES
C.Sink Rndo_w!_DForm _D_Eg_r_nj_!
Tum k 3
| =7 | ©
80°C 15_“_E ! _Si*‘l)_ 35“\."_,_rnd. R| sqr. 5 |
AlB o s O
tri. T tgn.W||pent. Fl 55K | re_c_ti!iglgg'y_'e_' v
— == [ |
Tool Material | Carbide Solid v OTedl D%

Straight Shank. |

e —
—
Toal Length Offset #

Cutter Comp. Offset# |1 |

Spindle Dir | Forward

i Tangent

= &

| Face

Rrdowr 2D Form:

o,

1EL L]

R

Cntr

@

Spot [

&

_ Spot jReamer

A

55D

md. R

sqr. 5

8| @

i T | kgn, ¥ pent. F

rect. L

9% K

—=

v| [JTod D2

# Flutes

Tool Length Offset #
Cuitter Comp. Dffset 2

Length out of Helder

Spindle Dir | Forward +

ISCAR




USER GUIDE

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

Surface, 5-Axis, Adv3D, etc.

Remember:

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

Important

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

The following example
demonstrates only one way to
define surface finish (Ra) and

is process dependent. In this
example you will notice how many
stepovers are required to obtain
the same Ra with different tools.

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

Example
Same Ra - Different stepovers

To Be Considered

zarch

ﬂ My

I |2 || &=

Roughing

@

Contour

Rad Con

§ Plunge Rgh

WoluMill

Rad Pocket| |Rot. Rough

Thread

%

~—
o

B-Lois

F-uis Paramigters

Optiors Surface paths Toul axs winbd | Guuge ek ik Roughing Uity

Cehudabion baved on m s
5 = - 4

(Pt breymte) v
Edit curves:

Driue s foe
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Barrel milling is not necessarily the answer to finishing 3D machined surfaces. Some part shapes are not conducive

to Barrel milling operations. Sometimes, the blend radii of the machined part or the kinetics of the machine, result in

a complicated CAM tool path which may increase the cycle time compared to using a conventional Ball-Nose milling.
approach. This is where the need for a highly skilled programmer to make good and effective decisions comes into play.
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USER GUIDE

©)
Z
:I Recommended initial metric cutting parameters (for Barrel)
LL Tensile Cutting Parameters
O Strength | Hardness Material
m Material Condition [N/mm?] HB Group No. | Ve m/min f- mm/t f, start
0 <0.25% C annealed 420 125 1 210-300 0.005-0.01xD 0.006xD
>0.25% C annealed 650 190 2 200-250 0.005-0.01xD 0.006xD
non-aloy steel _ ggg, ¢ | Auenched and 850 250 3 160-240 | 0.004-0.009xD | 0.005xD
and cast steel, tempered
free cutting steel annealed 750 220 4 160-240 | 0.003-0.008xD 0.004xD
20.55% C e 1000 300 5 140-200 | 0.004-0.009xD | 0.005xD
tempered
annealed 600 200 6 160-240 0.003-0.008xD 0.004xD
L%gsa:fgnag‘%%?t Hize cuenched and 930 275 7 120200 | 0.003-0.008xD | 0.004D
B ———— — 1000 300 8 130-200 0.003-0.008xD 0.004xD
1200 350 9 140-200 0.003-0.008xD 0.004xD
. annealed 680 200 10 130-200 0.003-0.008xD 0.004xD
high alloyed steel, cast o e
steel and tool steel tempered 1100 525 11 70130 | 0.002-0.007xD | 0.003xD
stainless steel and cast steel ferriic / martensitic 680 200
martensitic 820 240 12 80-175 0.002-0.007xD 0.003xD
Stainless steel and cast steel Martensitic 820 240 13 60-165 0.002-0.007xD 0.003xD
stainless steel and cast steel austenitic, duplex 600 180 14 60-110 0.002-0.007xD 0.003xD
e o (B8 ferritic / pearlitic 180 15 150-275 0.005-0.01xD 0.006xD
pearlitic / martensitic 260 16 150-265 0.005-0.01xD 0.006xD
nodular cast ron (GGG) ferritic 160 17 150-200 0.005-0.01xD 0.006xD
pearlitic 250 18 90-150 0.004-0.009xD 0.005xD
elleable cast fon ferritic 130 19 150-200 0.005-0.01xD 0.006xD
pearlitic 230 20 90-150 0.004-0.009xD 0.005xD
Fo based annealed 200 31 20-45 0.002-0.004xD 0.003xD
, hardened 280 32 20-35 0.002-0.004xD 0.003xD
gﬁggempemnum o G annealed 250 33 2035 | 0002-0.004xD | 0.003xD
based hardened 350 34 20-35 0.002-0.004xD 0.003xD
cast 320 35 60-90 0.002-0.004xD 0.003xD
pure 400 190 36 60-90 0.002-0.004xD 0.003xD
titanium alloys dpha+betaalioys, | 4, 310 37 6090 | 0.002-0.004xD | 0.003xD
hardened
hardenad steel hardened 55 HRC 38 40-80 0.001-0.003xD 0.002xD
hardened 60 HRC 39
chilled cast iron cast 400 40 40-80 0.001-0.003xD 0.002xD
cast iron hardened 55 HRC 4 40-80 0.001-0.003xD 0.002xD

() Based on ISO 513 and VDI 3323 Standards

L2328 ISCAR




BALLFLGS

N DRVS
MULTI-#ASTER o @ IS
— & © @ TS

Ball Nose Multifunction V
Endmills with a MULTI-MASTER

Threaded Adaptation

DCX?  OAL®  LF® DCONMS THSZMS DRVSY TQ  TQ .30 &= & i

HCM D12/.50-MMT08 12.00 28.00 20.00 11.50 T08 10.0 15.0 20 0.01 SR34-540  BLDT15/S7 SWe-T
HCM D16/.62-MMT10 16.00 36.75 25.00 15.20 T10 13.0 28.0 33 0.03 SR 10503579  BLD T20/S7 SWe-T
HCM D20/.75-MMT12 20.00 48.80 35.00 18.50 T12 15.0 28.0 20 0.06 SR 1052964  BLD T25/S7 SW6-T
HCM D25/1.0-MMT15 25.00 63.00 46.00 24.00 T15 20.0 40.0 33 0.13 SR 1051666  BLD T25/S7 SW6-T

* The dimensions are for HBR inserts ¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation options, see page 9

e For user guide, see pages 10-11

() Cutting diameter maximum

(2) Refers to HBR inserts

() Refers to HBR inserts

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

(8) Screw Tightening Torque

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

For holders, see pages: MM CAB (86) ® MM GRT (shanks) (81) ® MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ® MM S-A-HSK (85)

¢ MM S-A-N (81) ® MM S-A-SK (85) * MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ¢ MM S-ER (84) ¢ MM S-ER-H (84) ¢ MM TS-A (81)

®
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‘-« OAL———

©)
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an

DROPiwiik.i.
DRVS @ ® @

MULTI-MASTER o ) —t i

i DCX FTHSZMS DCONMS A
BCM-MM . L }% ) i
Ball Nose Endmills with \‘ e — /
MULTI-MASTER Threaded Adaptation ﬂAPMXLF

OAL—

that Mount Tangent Straight Edge
Inserts for Finish Profiling

DCX?  RE  APMX CICT®  LF OAL  DRVSY DCONMS THSZMS CSP®  MIID® a]

BCM D12-MMTO08 12.00 6.00 9.60 2 20.00 28.00 10.0 11.50 T08 0 BCR D120-QT 0.01
BCM D16-MMT10 16.00 8.00 12.70 2 25.00 36.80 13.0 156.20 T10 0 BCR D160-QT 0.03
BCM D20-MMT12-CC (1 20.00 10.00 17.00 2 35.00 48.80 15.0 18.50 T12 0 BCR D200.. 0.10
BCM D25-MMT15-C 25.00 12.50 20.00 2 40.00 57.00 19.0 24.00 T15 1 BCR D250-QT 0.11

e Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation options, see page 9 e For user guide, see pages 10-11

() Center Cutting

(2 Cutting diameter maximum

3 Number of inserts

(@) Clamping wrench size

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

(6) Master insert identification

For inserts: BCR

For holders, see pages: MM CAB (86) ® MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ¢ MM S-A-HSK (85) ¢ MM S-A-N (81)

¢ MM S-A-SK (85) * MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) « MM S-ER-H (84) « MM TS-A (81)

Spare Parts

e / / Y

BCM D12-MMT08 SR 10503457 T-6/51
BCM D16-MMT10 SR 34-505/1 MHG 2.5X7.2 T-8/53
BCM D20-MMT12 SR 34-506/L T-9/51
BCM D20-MMT12-CC SR 34-506/L T-9/51
BCM D25-MMT15-C SR 14-601 BLD T15/87 SW6-T

Member IMC Group




Exchangeable Solid with Indexable Inserts

Z

AN MULTI-mASTER THszvs

AN MM Hep s @ @ @

W [nterchangeable 2 Flute Solid — &/ I 5conms

Carbide Heads for Chamfering, X —| [ UL E

<§E Countersinking and Spot Drilling .

I ECONOMICAL SOLUTION

Q Dimensions

=3

Designation DCX4 DCXTOL NOF®) LU THSZMS DCONMS LF APMX DC KAPR® 5
MM HCD080-120-2T05 8.00 h10 2 7.80 T05 7.60 10.30 2.15 1.00 30.0 °
MM HCD080-090-2T05 (1) 8.00 29 2 7.00 T05 7.60 9.75 3.15 1.00 45,0 .
MM HCD083-090-2T05 (1) 8.30 29 2 7.50 T05 7.60 10.00 3.56 1.00 450 )
MM HCD.375-080-2T06 9.50 79 2 9.00 T06 9.20 11.80 5,00 2.00 50.0 °
MM HCD.375-100-2T06 (@ 9.50 79 2 9.70 T06 9.50 13.40 3.60 2.00 400 °
MM HCD100-060-2T06 10.00 h10 2 9.30 T06 9.50 11.75 7.60 1.50 60.0 °
MM HCD100-120-2T06 10.00 h10 2 9.50 T06 950 12.70 2.70 1.50 30.0 °
MM HCD100-090-2T06-N (1) 10.00 29 2 10.10 T06 9.50 14.00 450 1.50 450 .
MM HCD104-090-2T06 (1) 10.40 29 2 9.00 T06 9.50 11.75 4,60 1.50 450 )
MM HCD120-060-2T08 12.00 h10 2 11.00 T08 11.50 15.40 9.24 1.50 60.0 °
MM HCD120-120-2T08 12,00 h10 2 11.65 T08 11.50 15.20 3.50 1.50 30.0 °
MM HCD120-090-2T08 (1) 12.00 29 2 12.00 T08 11.50 15.50 5.30 1.50 45,0 °
MM HCD124-090-2T08 (1) 12.40 79 2 11.80 T08 11.50 15.50 5.50 1.50 450 °
MM HCD.500-080-2T08 12.70 29 2 11.10 T08 12.20 15.50 6.80 1.50 50.0 °
MM HCD.500-100-2T08 (2 12.70 79 2 10.90 T08 11.50 14.70 4.90 1.50 40.0 .
MM HCD.625-080-2T10 15.90 29 2 15.20 T10 15.00 18.80 8.80 2.00 50.0 )
MM HCD.625-100-2T10 (@ 15.90 29 2 14.90 T10 15.10 19.00 6.20 2.00 40.0 °
MM HCD160-060-2T10 16.00 h10 2 16.20 T10 15.20 20.20 12.00 2.50 60.0 °
MM HCD160-120-2T10 16.00 h10 2 15.50 T10 15.20 19.90 4.40 1.50 30.0 °
MM HCD160-090-2T10-N 16.00 79 2 15.70 T10 15.20 20.00 7.40 1.50 45.0 °
MM HCD165-090-2T10 () 16.50 29 2 14.90 T10 15.20 18.80 7.10 1.50 45,0 .
MM HCD.750-080-2T12 19.05 79 2 19.60 Ti2 18.45 24.70 11.00 2.00 50.0 °
MM HCD.750-100-2T12 (2 19.05 79 2 18,50 T12 18.30 23,60 7.50 1.50 40.0 °
MM HCD200-060-2T12 20.00 h10 2 18.20 T12 18.45 24.70 15.50 2.50 60.0 °
MM HCD200-120-2T12 20.00 h10 2 14.65 T12 18.45 21.15 5.50 1.50 30.0 °
MM HCD200-090-2T12 (1) 20.00 29 2 18.20 T12 18.45 24.70 9.40 1.50 450 .

® For shanks, see pages 79-86 ¢ Clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

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

(2 May be used for 100° countersink according to ISO 5856, DIN EN 4072, ANSI B18.6.3-1972

@) Countersink according to American National and British standard flat screws.

) Cutting diameter maximum

5) Number of flutes

(8 Tool cutting edge angle

288 ISCAR




MULTEMASTER ©)
MM ECF - THszms @ @

Interchangeable Solid Carbide z

Heads for Chamfering DCONMS m

and Countersinking LU

LL

Dimensions <E

L

. O
Designation KAPR( DCX@ NOF® DC APMX THSZMS DCONMS LF 3
MM ECF120-02/100-4T06 30.0 10.00 4 2.00 2.30 T06 10.00 13.00 (]
MM ECF120-02/120-4T08 30.0 12.00 4 2.00 2.90 T08 12.00 16.50 (]
MM ECF120-03/160-6T10 300 16.00 6 3.00 3.70 T10 16.00 20.50 °
MM ECF120-05/200-6T12 30.0 20.00 6 5.00 4.30 T12 18.45 25.50 °
MM ECF120-06/250-6T15 300 25.00 6 6.00 5.40 Ti5 25.00 25.00 o
MM ECF45-080-4T05 450 8.00 4 1.95 3.00 T05 8.00 10.00 °
MM ECF45-100-4T06 45.0 10.00 4 1.95 4.00 T06 10.00 13.00 (]
MM ECF45-120-4T08 45.0 12.00 4 1.95 5.00 T08 12.00 16.50 (]
MM ECF45-.500-4T08 450 12.70 4 1.95 5.00 T08 12.70 16.50 °
MM ECF45-160-6T10 450 16.00 6 3.00 6.50 T10 16.00 20.50 °
MM ECF45-200-6T12 45.0 20.00 6 5.00 7.50 T12 18.45 25.50 [
MM ECF45-250-6T15-M 450 25.00 6 5.00 10.00 Ti15 25.00 25.00 o
MM ECF60-100-4T06 60.0 10.00 4 1.60 7.30 T06 10.00 13.00 °
MM ECF60-02/100-4T06 60.0 10.00 4 2.00 6.90 T06 10.00 13.00 (]
MM ECF60-03/120-4T08 60.0 12.00 4 3.00 7.80 T08 12.00 16.50 °
MM ECF60-04/160-6T10 60.0 16.00 6 4.00 10.00 T10 16.00 20.50 °
MM ECF60-05/200-6T12 60.0 20.00 6 5.00 13.00 T12 18.45 25.50 [
MM ECF60-08/250-6T15 60.0 25.00 6 8.00 14.00 T15 25.00 25.00 [

e For shanks, see pages 79-86 e For Clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() Tool cutting edge angle

(@) Cutting diameter maximum

3 Number of flutes

MULTI-mASTER .
MM HDF 7 & THSZMS g @ @
Interchangeable 2 Flute Solid ) —,:¢
e eads o oo oot KEH v 1
sl |
>l L5 |
W] P ECONOMICAL SOLUTION
Dimensions
Ve 2
Designation DCX™ NOF®@ L5 L6 FW DC THSZMS DCONMS LF [&]
MM HDF100-090-2T05 9.80 2 430 0.90 2.50 1.20 T05 7.60 10.80 MM KEY 8X5* °
MM HDF120-090-2T06 11.80 2 5.30 1.20 2.00 1.20 06 9.30 1120 MMKEY 10X7* .
MM HDF160-090-2T08 15.70 2 7.10 2.20 2.00 150 T08 11.50 1400 MM KEY 13X8° °

* For shanks, see pages 79-86 e Clamping keys to be ordered separately e For tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection e For user guide, see pages 9,12-13

() Cutting diameter maximum

) Number of flutes

*  Optional, to be ordered separately

Member IMC Group
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MULTI-ASTER <%
THSZMS
MM EDF DRVS l% @
Interchangeable 3 Flute Solid /\ 1
Carbide Heads for Upper ' DC  90° DCONMS
pet

and Bottom Chamfering

§
=T v

-~ LF

Dimensions

©)
<
C
L]
T
=
<<
L
@)

Designation DC DCONMS NOF() L6 L7 LF THSZMS

MM EDF074-090-58-3T04 7.40 5.80 3 0.90 1.00 10.00 To4
MM EDF094-090-76-3T05 9.40 7.60 3 0.90 1.00 12.50 T05

MM EDF116-090-95-3T06 11.60 9.60 3 1.00 1.00 16.50 T06

e o o |C908

® For shanks, see pages 79-86 ¢ For Clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
() Number of flutes

MULTI-miaSTER S

INDEXABLE SOLID CARBIDE LINE RE THSZMS

MM TS-45 —r : @
Interchangeable Solid r T 4 “ P h T

Carbide Small Diameter = DC - DCONMS

45° Chamfering Heads ' L%ﬁ l
ooxb | e IF 44‘

e U —
Dimensions
=
Designation DC KAPR( CDX® RE NOF® | THSZMS DCONMS LU LF 3
MM TS077-45-20A-4T05 7.70 45.0 1.20 0.20 4 15.20 T05 8.00 10.3 13.85 o

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11 e Do not apply lubricant to the threaded connection
() Tool cutting edge angle

(2 Cutting depth maximum

() Number of flutes

MULTI-mASTER
INDEXABLE SOLID CARBIDE LINE CDX RE/FW
[l il |

MM GRIT-45A p— .
TrarR ' >KAPR ’7

Interchangeable Solid
THSZMS /

Carbide Small Diameter
45° Chamfering Heads

L cw
Dimensions
=3
Designation DC KAPR( CDX®@ RE FW cw THSZMS NOF® / &
MM GRIT18K-45A-3T6 17.70 45.0 1.40 0.10 = 3.47 T06 3 T-25/3* o
MM GRIT18P-45A-3T6 17.70 450 1.40 0.10 - 3.47 T06 3 T-25/3¢ o
MM GRIT22K-45A-4T8 21.70 45.0 1.70 - 1.50 5155 T08 4 T-30/3 L* o
MM GRIT28K-45A-6T10 27.70 45.0 4.00 - 0.50 9.80 T10 6 T-40/3 ¥ o

* P-TYPE - Positive geometry for soft and gummy materials. ¢ K-Type - For general steel machining. e Modification options on request.
¢ Do not apply lubricant to the threaded connection. ¢ For clamping instructions, see pages 10-11 e For shanks, see pages 79-86

() Tool cutting edge angle

(@ Cutting depth maximum

3 Number of flutes

* Optional, to be ordered separately

ISCAR




Tl-miAaS 7 e

INDEXABLE SOLID CARBIDE LINE
MM ER
Interchangeable 4 Flute
Solid Carbide Corner
Round Milling Heads

Designation

MM ER0.5/020-5.0-4T04
MM ER1.0/040-5.8-4T05
MM ER1.6/063-6.8-4T06
MM ER2.0/078-6.0-4T06
MM ER2.5/094-5.1-4T06
MM ER3.0/125-6.5-4T08

THSZMS @
DCOlNMS
Dimensions

8

PRFRAD Tm( DC DCX®@ DCONMS NOF® LF THSZMS 3
0.50 0.5-1.0 5.00 6.00 6.00 4 8.50 T04 o
1.00 0.5-1.4 5.80 8.00 8.00 4 10.00 T05 o
1.60 0.5-2.5 6.80 10.00 10.00 4 13.00 T06 [
2.00 0.5-2.5 6.00 10.00 10.00 4 13.00 TO6 °
2.50 0.5-2.5 5.10 10.00 10.00 4 13.00 T06 °
3.00 0.5-3.1 6.50 12.70 12.70 4 16.50 T08 o

() Specially tailored radius range upon request.

() Cutting diameter maximum
() Number of flutes

MULTI-miAS T =

INDEXABLE SOLID CARBIDE LINE

MM GRIT Dovetail
Interchangeable Solid
Carbide Heads

Designation

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

() Tool cutting edge angle
(2 Cutting depth maximum
() Number of flutes

*  Optional, to be ordered separately

MM GRIT 28K-45D-6T10

® For user guide, see pages 9,12-13

For shanks, see pages 79-86 e For Clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection.

Dimensions

2

DC KAPR( CDX®@ APMX RE THSZMS NOF® / e

27.70 135.0 4.00 5.00 0.20 T10 6 T-40/3 L* L]

27.70 120.0 4.00 7.80 0.20 T10 6 T-40/3 L* o

27.70 106.0 2.20 10.10 0.20 T10 6 T-40/3 L* []

® Use carbide shanks for groove milling heads e For user guide, see pages 9,12-13
MM GRIT 28K-60D-6T10 MM GRIT 28K-75D-6T10
— | I

CHAMFERING
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MULTLMASTER s
MM HR — @

Interchangeable 2 Flute bt
Solid Carbide Corner ; DCXh10 DC e —= DCONMS

Round Milling Heads j 3 e,
PRFRAD PATH /|, appix o

©)
<
C
L]
T
=
<<
L
@)

- L ECONOMICAL SOLUTION
Dimensions

S

Designation DCX  PRFRAD Tm@ NOF® DC APMX  THSZMS  DCONMS LF 3
MM HR1.0/047-5.8-2T05 [JIELL 1.00 10530 2 580 750 T05 760 1060 .
MM HR1.6/063-6.8-2T06 10.00 1.60 r0.5-3.0 2 6.80 9.50 T06 9.50 12.50 (]
MM HR2.0/078-6.0-2T06 10.00 2.00 r0.5-3.0 2 6.00 9.50 T06 9.50 12.50 ]
MM HR2.5/094-5.1-2T06 10.00 2.50 10.5-3.0 2 5.10 9.50 T06 9.50 12.50 °
MM HR3.0/125-6.5-2T08 [RPXL) 300 10540 2 650 12,00 T08 11.50 16,60 .
MM HR4.0/156-4.7-2T08 12.70 4,00 r0.5-4.0 2 4.70 12.00 T08 11.50 15.60 ]
MM HR5.0/188-6.2-2T10 [R[100 488 10550 2 620 15,00 TH0 16,20 1940 .
MM HR6.0/236-8.0-2T12 20.00 6.00 r0.5-6.0 2 8.00 7.00 T12 18.45 17.40 °

* For shanks, see pages 79-86 e For Clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() Cutting diameter maximum

) Specially tailored radius range upon request.

(3 Number of flutes

(rywv.y / | _
MULTI-mAST =R —
MM GRIT 28P-DR o j @

Interchangeable 6 Flute Solid
Carbide Double-Sided Corner
Round Milling Heads

DCX DC DCONMS

| L, s
PRERAD, 1~ %

cw
> LF |

Dimensions
S
Designation PRFRAD CF DCX™M DC LF cw NOF® THSZMS DCONMS / 3
MM GRIT 28P-2.7-DR1.0 1.00 2.70 27.70 24.80 6.00 5.60 6 T10 15.30 T-40/3 L* .
MM GRIT 28P-2.6-DR2.0 2.00 2.60 271.70 22.90 7.70 7.30 6 T10 156.30 T-40/3 L* o
MM GRIT 28P-2.3-DR3.0 3.00 2.30 27.70 2110 9.70 8.90 6 T10 15.30 T-40/3 L* o
MM GRIT 28P-2.6-DR4.0 4.00 2.60 27.70 19.70 11.70 10.90 6 T10 15.30 T-40/3 L* °

® For shanks, see pages 79-86 e For Clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() Cutting diameter maximum

2 Number of flutes

* Optional, to be ordered separately

SO ISCAR




Exchangeable Heads with Indexable Inserts

CHAMFERIN(yINEFm'LL DRVS | THSZMS

MULTI-MASTER ¥ LS
w DCONMS

CH45-MM-PN06 I

Upper and Bottom Chamfering
Endmills with a MULTI-MASTER
Threaded Adaptation

DCX DC2 DC APMX APMX2 LF LF2 OAL DCONMS THSZMS CICT® DRVS® DMIN® 3]

CH45-10/.39-1-MMT05-PNO6 EAN(] 8.45 6.60 1.50 1.50 13.00 9.00 19.75 7.60 T05 1 55 10.00 0.03
CH45-17/.67-2-MMT08-PNO6 JERlN(] 1345 1140 1.50 1.50 1800 1400 25.50 12.20 T08 2 10.0 17.00 0.02
CH45-19/.75-3-MMT10-PNO6 JREN() 1645 1340 1.50 1.50 20.00 16.00 31.30 15.30 T10 3 13.0 19.00 0.02

e Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation options, see page 9 e For user guide, see pages 10-11

() Cutting diameter maximum

2 Number of inserts

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

@ Minimum penetration diameter for back chamfering

For inserts: PNMT 0602-TN

For holders, see pages: MM CAB (86) ® MM CAB-T-T (86) ® MM CAB-T-T-W (86) ® MM GRT (shanks) (81) ® MM S-A (stepped shanks) (79)

* MM S-A (straight shanks) (82) ® MM S-A-C# (85) ® MM S-A-HSK (85) ® MM S-A-N (81) ® MM S-A-SK (85) ® MM S-B (85° conical shanks) (82)

¢ MM S-D (89° conical shanks) (83) ® MM S-ER (84) ¢ MM S-ER-H (84) ¢« MM TS-A (81)

CHAMFERING

Spare Parts

» 7

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

Member IMC Grou

v==n= B



Exchangeable Heads With Indexable Inserts

A !
MM EPG LF | pems View A @a
Single Flute MULTI-MASTER
Engraving Tool Head T

©)
<
2
C
©)
pd
LL

> | AR
i@l A ~g

Dimensions

S
Designation DC RE CF() PRFA LF THSZMS ©
MM EPG060/60-1T04 6.00 0.20 - 60.00 8.50 T04 o
MM EPG080/30-1T05 8.00 0.20 - 30.00 10.00 T05 o
MM EPG080/45-1T05 8.00 0.20 - 45,00 10.00 T05 (]
MM EPG080/60-1T05 8.00 0.20 - 60.00 10.00 T05 )
MM EPG080/90-1T05 8.00 0.20 - 90.00 10.00 T05 .
MM EPG080/60-F50-1T05 8.00 = 0.50 60.00 10.00 T05 [
MM EPG080/60-F75-1T05 8.00 = 0.75 60.00 10.00 T05 o
MM EPG080/90-F32-1T05 8.00 - 0.32 90.00 10.00 T05 .
MM EPG080/90-F50-1T05 8.00 - 0.50 90.00 10.00 T05 .

e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection
) Front flat
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Exchangeable Solid Carbide Heads

_
Smrasy §
O SOLIDS i i FTDZ Lg — THSZMS
9N MULTI-MASTER / & ki
MM ECS 1200 DC E

(D Interchangeable Solid Carbide

Z Centering Drills (DIN 332)

z Fig. 1 Type A

%: Dimensions

1 S

O Designation DC DCONMS  THSZMS LPR SDL SD_2 SD_3 STA_ 2 PL Fig. [&]
MM ECS-A1.00X06-2T04 107 6.00 To4 10.00 132 414 60.0 0.280 1 .

1= B MM ECS-A1.60X06-2T04 165 600 To4 10.00 197 445 600 0430 1 .
MM ECS-A2.00X06-2T04 2.07 6.00 T04 10.00 2.36 6.37 60.0 0540 1 .
MM ECS-A3.15X08-2T05 3.28 8.00 T06 16.00 3.75 8.76 60.0 0.850 1 o
MM ECS-A4.00X10-2T06 442 10.00 T06 19.00 483 11.05 60.0 1070 1 .
MM ECS-A5.00X12-2T08 5.13 12,00 T08 23.00 5.88 13.23 60.0 1320 1 .
MM ECS-A6.30X16-2T10 6.46 16.00 T10 28.00 7.05 17.18 - 60.0 1.650 1 o
MM ECS-B3.15X12-2T08 3.24 12.00 T08 23.00 3.55 7.40 8.94 60.0 0.830 2 .
MM ECS-B4.00X127-2T08 409 12.70 T08 23.00 453 9.50 10.71 60.0 1.070 2 .
MM ECS-B5.00X19-2T12 5.09 18.45 T12 25.50 5.56 11.70 14.17 60.0 1330 2 .
MM ECS-B6.30X20-2T12 6.41 18.45 Ti2 25.50 6.9 14.50 16.58 60.0 1,680 2 o

® For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

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

DCX Zj

AF}I\E MM ECS- MM ECS- MM ECS- MM ECS- MM ECS- MM ECS- MM ECS-
' A1.00X06-2T04 | A1.60X06-2T04 | A2.00X06-2T04 | A3.15X08-2T05 | A4.00X10-2T06 | A5.00X12-2T08 | A6.30X16-2T10
bc,l o
DCX=2.12, DCX=3.35, DCX=4.25, DCX=6.70, DCX=8.50, DCX=10.60, DCX=13.20,
ISO APMX=2.5 APMX=3.9 APMX=4.8 APMX=7.60 APMX=9.80 | APMX=12.00 | APMX=14.80
4340 24-29HRC 80x0.020 80x0.025 80x0.025 80x0.030 80x0.040 80x0.050 80x0.060
4340 38-42HRC 65x0.020 65x0.025 65x0.025 65x0.030 65x0.040 65x0.050 65x0.060
316L MAX-215 HB 50x0.015 50x0.020 50x0.020 50x0.025 50x0.030 50x0.040 50x0.040
Inconel 718 16x0.010 15x0.010 16x0.015 15x0.015 15x0.020 156x0.020 15x0.025

* Ve Calculated for @DC

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

=
.

AP;\/IX MM ECS-A3.15X12-2T08 | MM ECS-A4.00X127-2T08 | MM ECS-A5.00X19-2T12 | MM ECS-A6.30X20-2T12
V4
DC, | [«
ISO DCX=10.00, APMX=8.80 | DCX=12.50, APMX=11.00 |DCX=16.00, APMX=13.900| DCX=18.00, APMX=16.80
4340 24-29HRC 75x0.030 75x0.040 75x0.050 75x0.060
4340 38-42HRC 60x0.030 60x0.040 60x0.050 60x0.060
316L MAX-215 HB 45x0.025 45x0.030 45x0.040 45x0.040
Inconel 718 12x0.015 12x0.020 12x0.020 12x0.025

* Ve Calculated for @DC

ISCAR




SOLIDS i i

MULTI-#iASTER T .
MM ECD De e q;l)
NC Spot Drills for Accurate =9

Hole Location without the
need for a Bushing Guide.

LPR THSZMS

Dimensions
3

Designation DC LPR THSZMS SIG [&]
MM ECD-06X145-2T04 6.00 8.50 T04 145 (]
MM ECD-06X90-2T04 6.00 11.00 T04 90 (]
MM ECD-08X145-2T05 8.00 10.00 T05 145 °
MM ECD-08X90-2T05 8.00 15.00 105 90 .
MM ECD-10X145-2T06 10.00 13.00 T06 145 .
MM ECD-10X90-2T06 10.00 19.00 T06 90 .
MM ECD-12X145-2T08 12.00 16.50 T08 145 [
MM ECD-12X90-2T08 12.00 23.00 T08 90 .
MM ECD-16X145-2T10 16.00 20.50 T10 145 .
MM ECD-16X90-2T10 16.00 28.00 T10 90 .

® For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11

e Do not apply lubricant to the threaded connection

[ rywv. v J _J_ ]

MULTI-mASTER s

MM EFCB ~ m @

Interchangeable 4 Flute 30° T I

Helix Solid Carbide Heads DC

for Flat Counter Boring

LAPMX»‘
; . Recommended
PIETEES Machining Data
2 fz

Designation pc APMX LF DCONMS THSZMS  NOF®@ FHA CHW KCH 3 (mm#t)
MM EFCB110A08-4T06 11.00 8.40 16.50 10.00 T06 4 30.0 45.0 0.25 [ 0.03-0.04
MM EFCB140A11-4T08 14.00 11.50 28.00 12.00 T08 4 30.0 45.0 0.25 o 0.04-0.05

* 0.06 mm maximum concavity on the tool's bottom e For shanks, see pages 79-86

* For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11

* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13

() e8 tolerance

(2 Number of flutes

-HD W Group
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SOLIDSHii i — | Fﬂ

MULTI-miASTER

O

—

O MM ECDF DC hr DCONMS

(D MULTI-MASTER i

Exchangeable Solid Carbide i

(D Flat Bottom Dirill Heads F - LPR ‘\ e

% Dimensions

<

> 2
Designation DC DCONMS NOF(® LU LPR RE FHA THSZMS 3

LIJ MM ECDF080A100-2T05 8.00 7.70 2 12.00 22.00 0.00 30.0 T05 o

_I MM ECDF085A120-2T05 8.50 7.70 2 12.00 22.00 0.00 30.0 T05 [

O MM ECDF090A120-2T05 9.00 7.70 2 12.00 22.00 0.00 30.0 T05 o
MM ECDF095A120-2T06 9.50 9.20 2 12.00 22.00 0.00 30.0 T06 °

I MM ECDF100A120-2T06 10.00 9.60 2 12.00 22.00 0.00 30.0 T06 °
MM ECDF105A120-2T06 10.50 9.60 2 12.00 23.00 0.00 30.0 T06 °
MM ECDF110A120-2T06 11.00 9.60 2 12.00 23.00 0.00 30.0 T06 o
MM ECDF115A120-2T06 11.50 9.60 2 12.00 23.00 0.00 30.0 T06 [
MM ECDF120A150-2T08 12.00 11.70 2 15.00 27.00 0.00 30.0 T08 o
MM ECDF125A150-2T08 12.50 12.10 2 15.00 27.00 0.00 30.0 T08 °
MM ECDF130A150-2T08 13.00 12.20 2 15.00 27.00 0.00 30.0 T08 o
MM ECDF135A150-2T08 13.50 12.20 2 15.00 27.00 0.00 30.0 T08 o
MM ECDF140A150-2T08 14.00 12.20 2 15.00 27.00 0.00 30.0 T08 o
MM ECDF145A150-2T08 14.50 12.20 2 15.00 27.00 0.00 30.0 T08 o
MM ECDF150A150-2T08 16.00 12.20 2 15.00 27.00 0.00 30.0 T08 o
MM ECDF155A150-2T08 15.50 12.20 2 15.00 27.00 0.00 30.0 T08 °
MM ECDF160A200-2T10 16.00 15.30 2 20.00 33.50 0.00 30.0 T10 o
MM ECDF165A200-2T10 16.50 16.30 2 20.00 33.50 0.00 30.0 T10 °
MM ECDF170A200-2T10 17.00 15.30 2 20.00 33.50 0.00 30.0 T10 o
MM ECDF175A200-2T10 17.50 15.30 2 20.00 33.50 0.00 30.0 T10 [
MM ECDF180A200-2T10 18.00 15.30 2 20.00 33.50 0.00 30.0 T10 .
MM ECDF185A200-2T12 18.50 18.20 2 25.00 41,00 0.00 30.0 T12 o
MM ECDF190A250-2T12 19.00 18.30 2 25.00 41.00 0.00 30.0 T12 )
MM ECDF195A250-2T12 19.50 18.30 2 25.00 41.00 0.00 30.0 T12 °
MM ECDF200A250-2T12 20.00 18.45 2 25,00 41.00 0.00 30.0 T12 °

® For shanks, see pages 79-86 ¢ For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
() Number of flutes

Recommended Machining Conditions for MM ECDF Heads DC=8.0-25.4 mm

Feed vs. Flat-Drill Diameter
(=) (=) (=] <
= & L2 = &
o by by Y iy
b = e e e
Tensile Material & & & & &
Strength | Hardness | Group e e Qe Qe 2
Material Condition [N/mm?] HB No. V m/min frev mm/rev
N—— <0.25 %C Annealed 420 125 1
on-alloy stee > 0.25 %C Annealed 650 190 2 ~ _ 1 12 14 1
and cast steel, < 0.55 %C | Quenched and tempered | 850 250 g | B 8?8 818 8'1 5 8'1 7 82?
free cutting steel 0.55 %C Annealed 750 220 4 : : ' ' '
=090k Quenched and tempered | 1000 300 5 80-105-130 012 | 014 ] 018 | 020 | 024
Annealed 600 200 6
Low alloy and cast steel (less 930 275 7
than 5% of alloying elements) Quenched and tempered :OOO 300 8 006 | 006 | 008 | 010 | 0.12
200 1 350 | 9 14080100 | 0.08 | 0.08 | 0.10 | 0.42 | 0.14
High alloyed steel, cast Ml 680 | 200 [ 10 010 | 010 | 012 | 0.14 | 0.16
steel and tool steel Quenched and tempered | 1100 325 11
Ferritic/martensitic 680 200 12 0.01 | 0.02 | 0.03 | 0.04 | 0.06
Stainless steel and cast steel 60-80-100 | 0.02 | 0.03 | 0.04 | 0.05 | 0.07
Martensitic 820 240 13 0.03 | 0.04 | 0.05 | 0.06 | 0.08
0.01 0.02 | 0.03 | 0.04 | 0.06
M | Stainless steel and cast steel Austenitic, duplex 600 180 14 60-80-100 | 0.02 | 0.03 | 0.04 | 0.05 | 0.07
0.03 | 0.04 | 0.05 | 0.06 | 0.08
; Ferritic / pearlitic 180 17
Clrzy el (E1C) Pearitic / martensitic 260 | 18
Eorit 60 15 0.08 | 0.10 | 0.14 | 0.16 | 0.18
Nodular cast iron (GGG) ermiic 80-120-160 | 0.10 | 0.12 | 0.16 | 0.18 | 0.20
Pearlitic 250 16
- Ferritic 130 19 012 | 014 | 0.18 | 0.20 | 0.22
Malleable cast iron Poariitic 230 20

B recommended cutting data

ISCAR




Exchangeable Heads with Indexable Inserts

O

O

LPROAL CD

DCN-MM .| <PL W (D

Modular SUMOCHAM Dirills are ?7 1

Dedicated for Multi-Spindle and ! BEONE Z

Swiss-Type Machines with a DON DOX s —

MULTI-MASTER Connection i l K

DCN  DCX®  DCONMS LU LPR PL OAL  THSZMS  SSC® MID®  DRVS® %
DCN 040-008-MMTO05-2D 4.00 4.40 7.60 8.62 22.00 0.620 28.75 T05 4 ICP 040 55

DCN 045-009-MMTO05-2D 450 490 7.60 9.66 23.30 0.660 30.05 T05 45 ICP 045 55 LIJ

DCN 050-010-MMT06-2D 5.00 5.40 9.60 10.73 27.30 0.730 33.55 T06 5 ICP 050 8.0 _I
DCN 055-011-MMT06-2D 5.50 5.90 9.60 11.81 27.50 0.810 33.80 T06 55 ICP 055 8.0

(M Cutting diameter minimum O

(@) Cutting diameter maximum I

B Seat size code
4 Master insert identification
) Torque key size

Spare Parts

Vg

MM KEY 6X4

Member IMC Grou
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Exchangeable Solid Carbide Head

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE

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

Interchangeable Solid
Carbide Small Diameter
Groove Milling Heads

Designation

MM GRIT16K150-010-3T6
MM GRIT16P150-010-3T6
MM GRIT16K157-020-3T6
MM GRIT16K200-020-3T6
MM GRIT16P220-110-3T6
MM GRIT16K239-020-3T6
MM GRIT16K250-020-3T6
MM GRIT16K300-020-3T6
MM GRIT16P300-020-3T6
MM GRIT16K317-020-3T6
MM GRIT18K120-005-3T6
MM GRIT18P120-060-3T6
MM GRIT18K140-005-3T6
MM GRIT18K150-010-3T6
MM GRIT18K157-020-3T6
MM GRIT18K170-005-3T6
MM GRIT18K200-020-3T6
MM GRIT18P200-100-3T6
MM GRIT18P220-110-3T6
MM GRIT18K239-020-3T6
MM GRIT18K250-020-3T6
MM GRIT18K300-020-3T6
MM GRIT18P300-150-3T6
MM GRIT18K317-020-3T6

() Cutting depth maximum
2 Number of flutes
() Minimum bore diameter

* Optional, to be ordered separately

THSZMS  RE @ @ @
b
CDX
v ik
- CDX
L)
Low
Dimensions
3
DC cw CDX( NOF®@ RE DMIN® THSZMS / <3
15.70 1.50 2.80 3 0.10 16.00 T06 T-20/3* o
15.70 1.50 2.80 3 0.10 16.00 T06 T-20/3* o
15.70 1.57 2.80 3 0.20 16.00 T06 T-25/3 o
15.70 2.00 2.80 3 0.20 16.00 T06 T-20/3* [
15.70 2.20 2.80 3 1.10 16.00 T06 T-20/3* °
15.70 2.39 2.80 3 0.20 16.00 T06 T-25/3* °
15.70 2.50 2.80 3 0.20 16.00 T06 T-25/3" [
15.70 3.00 2.80 3 0.20 16.00 T06 T-25/3* o
15.70 3.00 2.80 3 0.20 16.00 T06 T-25/3" [
15.70 3.17 2.80 3 0.20 16.00 T06 T-25/3" [
17.70 1.20 3.80 3 0.05 18.00 T06 T-20/3* o
17.70 1.20 3.80 3 0.60 18.00 T06 T-20/3* o
17.70 1.40 3.80 3 0.05 18.00 T06 T-20/3* o
17.70 1.50 3.80 3 0.10 18.00 T06 T-20/3* o
17.70 1.57 3.80 3 0.20 18.00 T06 T-20/3* ()
17.70 1.70 3.80 3 0.05 18.00 T06 T-20/3* o
17.70 2.00 3.80 3 0.20 18.00 T06 T-20/3* o
17.70 2.00 3.80 3 1.00 18.00 T06 T-20/3* ()
17.70 2.20 3.80 3 1.10 18.00 T06 T-20/3 o
17.70 2.39 3.80 3 0.20 18.00 T06 T-20/3* o
17.70 2.50 3.80 3 0.20 18.00 T06 T-20/3* °
17.70 3.00 3.80 3 0.20 18.00 T06 T-25/3 o
17.70 3.00 3.80 3 1.50 18.00 T06 T-25/3* o
17.70 3.17 3.80 3 0.20 18.00 T06 T-25/3" [
* Recommended for O-rings and retaining rings ® Modification options on request ¢ Do not apply lubricant to the threaded connection
* For clamping instructions, see pages 10-11 e For user guide, see pages 9,12-13 e For shanks, see pages 79-86
e K-Type - For general steel machining e P-Type - Positive geometry for soft and gummy materials
| T m

GROQOVING
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O MULTI-mASTER
CWs1.2

yZ | MM GRIT-4T8 THszvs  OF Low @ @

st | Interchangeable Solid TNy

> Carbide Small Diameter CDX @

Groove Milling Heads v K

O CDX

O o

C

(D Dimensions

S

Designation DC Ccw CDX™ NOF@ RE DMIN®) THSZMS / 3
MM GRIT22K076-000-4T8 21.70 0.76 1.50 4 0.00 22.00 T08 T-25/3" o
MM GRIT22K086-000-4T8 21.70 0.86 1.70 4 0.00 22.00 T08 T-25/3* °
MM GRIT22K096-000-4T8 21.70 096 1.90 4 0.00 22,00 T08 T-25/3* °
MM GRIT22K100-005-4T8 21.70 1.00 2.00 4 0.05 22.00 T08 T-25/3* o
MM GRIT22P100-005-4T8 21.70 1.00 2.00 4 0.05 22.00 T08 T-25/3* o
MM GRIT22K120-005-4T8 21.70 1.20 450 4 0.05 22,00 T08 T-25/3* °
MM GRIT22K140-005-4T8 21.70 1.40 450 4 0.05 22.00 T08 T-25/3* [
MM GRIT22K157-000-4T8 21.70 1.57 4.50 4 0.00 22.00 T08 T-25/3* o
MM GRIT22K170-010-4T8 21.70 1.70 450 4 0.10 22,00 T08 T-25/3* )
MM GRIT22P170-010-4T8 21.70 1.70 450 4 0.10 22,00 T08 T-25/3* °
MM GRIT22K195-020-4T8 21.70 1.95 4.50 4 0.20 22.00 T08 T-25/3* o
MM GRIT22K200-020-4T8 21.70 2.00 4.50 4 0.20 22.00 T08 T-25/3* .
MM GRIT22P200-020-4T8 21.70 2.00 4.50 4 0.20 22.00 T08 T-25/3* o
MM GRIT22K225-020-4T8 21.70 2.25 4.50 4 0.20 22.00 T08 T-25/3* o
MM GRIT22K239-020-4T8 21.70 2.39 450 4 0.20 22.00 T08 T-25/3* °
MM GRIT22K250-020-4T8 21.70 250 450 4 0.20 22,00 T08 T-25/3* °
MM GRIT22P250-020-4T8 21.70 2.50 4.50 4 0.20 22.00 T08 T-25/3* o
MM GRIT22K275-020-4T8 21.70 2.75 450 4 0.20 22.00 T08 T-25/3* °
MM GRIT22K300-020-4T8 21.70 3.00 450 4 0.20 22,00 T08 T-30/3 L* .
MM GRIT22P300-020-4T8 21.70 3.00 450 4 0.20 22.00 T08 T-30/3 L* o
MM GRIT22K317-020-4T8 21.70 3.17 450 4 0.20 22.00 T08 T-30/3 L* o
MM GRIT22K325-020-4T8 21.70 3.25 450 4 0.20 22,00 T08 T-30/3 L1 .
MM GRIT22P381-020-4T8 21.70 3.81 4.50 4 0.20 22.00 T08 T-30/3 L* o
MM GRIT22K400-020-4T8 21.70 400 450 4 0.20 22,00 T08 T-30/3 L* °
MM GRIT22P400-020-4T8 21.70 400 450 4 0.20 22,00 T08 T-30/3 L% °
MM GRIT22P400-200-4T8 21.70 4.00 4.50 4 2.00 22.00 T08 T-30/3 L* o
MM GRIT22K425-020-4T8 21.70 4.25 450 4 0.20 22.00 T08 T-30/3 L* o
MM GRIT22K425-120-4T8 21.70 4.25 450 4 1.20 22,00 T08 T-30/3 L% .
MM GRIT22K475-020-4T8 21.70 475 450 4 0.20 22.00 T08 T-30/3 L* [
MM GRIT22K525-020-4T8 21.70 6425 450 4 0.20 22.00 T08 T-30/3 L* o
MM GRIT22K600-300-4T8 21.70 6.00 450 4 3.00 22,00 T08 T-30/3 L* .
MM GRIT28K250-020-6T10 271.70 2.50 6.00 6 0.20 28.00 T10 T-40/3 L* o
MM GRIT28K525-020-6T10 27.70 6¥25 6.00 6 0.20 28.00 T10 T-40/3 L* o
MM GRIT28P700-350-6T10 27.70 7.00 6.00 6 350 28.00 T10 T-40/3 L* .
MM GRIT28K1000-020-6T10 271.70 10.00 6.00 6 0.20 28.00 T10 T-40/3 L* o
MM GRIT28K1100-020-6T10 27.70 11.00 6.00 6 0.20 28.00 T10 T-40/3 L* o
MM GRIT28K1200-020-6T10 27.70 12,00 6.00 6 0.20 28.00 T10 T-40/3 L* .
MM GRIT28K1300-020-6T10 27.70 13.00 6.00 6 0.20 28.00 T10 T-40/3 L* .

* Recommended for Orings and retaining rings ® K - for general steel & cast iron machining P - for soft and gummy materials

* Modification options on request ¢ Do not apply lubricant to the threaded connection e For clamping instructions, see pages 10-11
e For user guide, see pages 9,12-13 e For shanks, see pages 79-86

() Cutting depth maximum

@) Number of flutes

3 Minimum bore diameter

*  Optional, to be ordered separately
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Tl-miAaS 7 e MM TSO77-N...
15

INDEXABLE SOLID CARBIDE LINE

MM TS-N 45
Interchangeable Solid Carbide
T-Slot Milling Heads

CHwWx45°

THSZMS  cw
mee I Wt
. ;“ - 8.0 DI: 7C‘DX
CW
@J - ‘ - oW

g

@

w

Dimensions Tough <— Hard
S| 2

Designation DC  DCTOLL CW NOF®  THSZMS  CDX® RE CHW / / e ]
MM TS077-NO7A-4T05 7.70 -0.0500 0.70 4 T05 1.20 0.20 = MM KEY 6X4* °
MM TS077-NO8A-4T05 7.70 -0.0500 0.80 4 T05 1.20 0.20 ® MM KEY 6X4* °
MM TS077-NO9A-4T05 7.70 -0.0500 0.90 4 T05 1.20 0.20 = MM KEY 6X4* °
MM TS077-N10A-4T05 7.70 -0.0500 1.00 4 T05 1.20 0.20 - MM KEY 6X4* o
MM TS077-N15A-4T05 7.70 -0.0500 1.50 4 T05 1.20 0.20 = MM KEY 6X4* o
MM TS077-N20A-4T05 7.70 -0.0500 2.00 4 T05 1.20 0.20 ° MM KEY 6X4* °
MM TS105-N20D-06T04 10.50 -0.0500 2.00 6 TO4 2.00 0.40 = T-15/3* o
MM TS.500-N062P-06T05 12.70 -0.0500 1.58 6 T05 2.25 = 0.15 .
MM TS.500-N078P-06T05 12.70 -0.0500 1.98 6 T05 2.25 - 0.15 .
MM TS135-N20P-06T05 13.50 -0.0500 2.00 6 T05 2.65 - 0.20 T-20/3 o
MM TS135-N25P-06T05 13.50 -0.0500 2.50 § T05 2.65 = 0.20 T-20/3 o

e For shanks, see pages 79-86 e For tightening torques and clamping instructions, see pages 10-11 e Do not apply lubricant to the threaded connection

* For user guide, see pages 9,12-13

() Number of flutes

() Cutting depth maximum

* Optional, to be ordered separately
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O)| MULTI-mASTER
MM TS-H R @ @

z Interchangeable Solid Carbide f THSZMS = \‘%

> T-Slot Milling Heads with e jCDX

O Diverse Corner Radii L

O e

oC

(D Dimensions

=3

Designation DC DCTOLL (%) CDX( NOF®@ RE THSZMS / 3
MM TS135-H30D-06T05 13.50 -0.0500 3.00 2.65 6 0.40 T05 T-20/3 o
MM TS135-H40D-06T05 13.50 -0.0500 4.00 2.65 6 0.40 T05 T-20/3* o
MM TS165-H40A-06T05 1650 -0.0500 400 425 6 0.20 05 T-20/3" .
MM TS160-H20D-06T06 16.00 -0.0500 2.00 3.00 6 040 T06 T-20/3* )
MM TS160-H30D-06T06 16.00 -0.0500 3.00 3.00 6 0.40 T06 T-25/3* o
MM TS160-H40D-06T06 16.00 -0.0500 4,00 3.00 6 040 T06 T-25/3° .
MM TS165-H20D-06T06 16.50 -0.0500 2.00 3.25 6 0.40 T06 T-20/3* o
MM TS165-H30D-06T06 16.50 -0.0500 3.00 3.25 6 0.40 T06 T-25/3* [
MM TS165-H40D-06T06 1650 -0.0500 400 325 6 0.40 06 T-25/3" .
MM TS195-H60A-06T06 1950 -0.0500 6.00 445 6 020 T06 T-25/3* )
MM TS225-H60A-06T06 22.50 -0.0500 6.00 5.95 6 0.20 T06 T-25/3* o
MM TS195-H40D-06T08 1950 -0.0500 400 345 6 040 T08 T-30/3 L* )
MM TS195-H50D-06T08 19.50 -0.0500 5.00 3.45 6 0.40 T08 T-30/3 L* o
MM TS195-H60D-06T08 19.50 -0.0500 6.00 3.45 6 0.40 T08 T-30/3 L* [
MM TS225-H40D-06T08 22.50 -0.0500 400 490 6 040 08 T-40/3 L* .
MM TS225-H50D-06T08 22.50 -0.0500 5.00 495 6 040 T08 T-40/3 L* .
MM TS225-H60D-06T08 22.50 -0.0500 6.00 495 6 0.40 T08 T-40/3 L* o
MM TS225-H80D-06T08 22.50 -0.0500 8.00 495 6 040 T08 T-40/3 L* )
MM TS250-H50D-06T08 25.00 -0.0500 5.00 590 6 0.40 08 T-50/3 L* .
MM TS250-H60D-06T08 25.00 -0.0500 6.00 5.90 6 0.40 T08 T-50/3 L* [
MM TS250-H80D-06T08 25.00 -0.0500 8.00 5.90 6 0.40 T08 T-50/3 L* o
MM TS250-H50D-06T10 25.00 -0.0500 5.00 430 6 040 T10 T-50/3 L* )
MM TS250-H60D-06T10 25.00 -0.0500 6.00 4.30 6 0.40 T10 T-50/3 L* o
MM TS250-H80D-06T10 25.00 -0.0500 8.00 430 6 040 T10 T-50/3 L* .

* Inserts in 5 mm and wider feature chip splitting edges e For tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection e For shanks, see pages 79-86 e For user guide, see pages 9,12-13
() Cutting depth maximum

2 Number of flutes

* Optional, to be ordered separately

- ry vt J /]

nrchang Solid Carbid X

Interchangeable Solid Carbide —

Circlip Groove Milling Heads e HW:COFNMS - I

Conform to DIN 471/472 v i

CW:.0008 RE* \T tr foox
Dimensions
&

Designation DC CW CDX LF t RE THUB LH OAL DCONMS NOF("  THSZMS 3
MM TS127C118T035-6T05 ERPA((] 1.18 0.35 2.23 0.27 0.05 3.00 27 8.43 7.70 6 T05 T-20/3 [
MM TS127C118T040-6T05 EmbA(] 1.18 0.40 2.23 0.32 0.05 3.00 2.7 8.43 7.70 6 T05 T-20/3* o
MM TS127C118T050-6T05 WP} 1.18 0.50 2.23 0.42 0.05 3.00 2.7 8.43 7.70 6 T05 T-20/3" .
MM TS127C138T050-6T05 EaPA(] 1.38 0.50 2.23 0.42 0.05 3.00 2.7 8.63 7.70 6 T05 T-20/3 [
MM TS225C138T060-6T08 [ 1.38 0.60 3.08 0.50 0.05 450 4.2 9.48 11.70 6 T08 T-40/3 L* o
MM TS225C138T070-6T08 [rzA] 1.38 0.70 3.08 0.60 0.05 4.50 4.2 9.48 11.70 6 T08 T-40/3 L* o
MM TS225C138T085-6T08 J»¥:] 1.38 0.85 3.08 0.74 0.05 4.50 42 9.48 11.70 6 T08 T-40/3 L* [
MM TS225C168T070-6T08 [pz&:] 1.68 0.70 3.23 0.60 0.10 450 4.2 9.78 11.70 6 T08 T-40/3 L* o
MM TS225C168T085-6T08 X X} 1.68 0.85 3.23 0.74 0.10 4.50 4.2 9.78 11.70 6 T08 T-40/3 L* o
MM TS225C168T100-6T08 [rzA] 1.68 1.00 323 0.89 0.10 4.50 42 9.78 11.70 6 T08 T-40/3 L* o
MM TS225C193T100-6T08 72X} 1.93 1.00 3.35 0.89 0.10 4.50 42 10.03 11.70 6 T08 T-40/3 L* [
MM TS225C193T125-6T08 [ezA] 1.93 1.25 3.35 1.13 0.10 4.50 4.2 10.03 11.70 6 T08 T-40/3 L* o
MM TS225C223T150-6T08 2] 2.23 1.50 3.50 1.38 0.10 4.50 42 10.33 11.70 6 T08 T-40/3 L* o
MM TS225C273T150-6T08 [pzA:] 2.73 1.50 3.77 1.39 0.20 4.50 41 10.83 11.70 6 T08 T-40/3 L* o
MM TS225C273T175-6T08 [ ki 2.73 1.75 3.77 1.64 0.20 4.40 39 10.83 11.70 6 T08 T-40/3 L* o
MM TS225C325T175-6T08 [pz4:) 3.25 1.75 4.40 1.64 0.20 5.10 4.6 11.35 11.70 6 T08 °

* For shanks, see pages 79-86 e For tightening torques and clamping instructions, see pages 10-11 e Do not apply lubricant to the threaded connection
e For user guide, see pages 9,12-13

() Number of flutes

*  Optional, to be ordered separately
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TI-7iAS T =i (D
INDEXABLE SOLID CARBIDE LINE 045 max.
MM TS-DG depth of cut A LF DRVS THSZMS Z
Double Groove Internal ol —
Grooving Heads with a : fin:ﬂ:_ >
Threaded Connection for Heat v - DO e DCONES
Exchanger Tube Sheets I 1 L@ J L : — ni | O
3 5 3 A Lo = O
C

Dimensions
=3
Designation DC DCONMS  PHD("  THSZMS  NOF@ LF L3 L DRVS® / 3
MM TS155-04T10-8238 16,50 16.00 15.88 T10 4 33.70 17.80 14.20 100 MM KEY 10X7* .
MM TS185-04T12-8239 1850 18.45 19.05 Ti2 4 34.50 18.30 1450 13.0 MM KEY 13X8* °
MM TS245-04T15-8240 24.50 23.80 25.40 Ti5 4 37.20 11.00 14.40 20.0 MM KEY 20* °

e For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection e For user guide, see pages 9,12-13

() For minimum tube outer diameter

2) Number of flutes

() Clamping wrench size

* Optional, to be ordered separately

TI-miAS 7 =irs

INDEXABLE SOLID CARBIDE LINE

MM ss

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

Dimensions
| B
Designation Module T range(! DC PDX cw NOF®@ THSZMS e
MM SS22M100Z1720-4T08 1.00 17-20 21.70 28 5.50 4 T08 T-30/3 L o
MM SS22M100Z2125-4T08 1.00 21-25 21.70 2.3 4.50 4 T08 T-30/3 L °
MM SS22M150Z1720-4T08 1.50 17-20 21.70 2.7 5.40 4 T08 T-30/3 L o

e Tightening torque 1500 Nxcm ¢ Do not apply lubricant to the threaded connection. e For clamping instructions, see pages 10-11
® For user guide, see pages 9,12-13 ¢ For shanks, see pages 79-86

() Teeth range

2 Number of flutes

*  Optional, to be ordered separately

Member IMC Group
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-SLOT

SD-SP

Interchangeable Solid Carbide
T-Slot Milling Heads

©)
<
>
O
Q
(T
©)

Dimensions

8
Designation DC cw CDX@ NOF® RE D1 DCONMS OAL 3
SD D32-1.0-R0.2-SP15 31.70 1.00 8.00 8 0.20 8.40 15.00 8.00 o
SD D32-1.5-R0.2-SP15 31.70 1.50 8.00 8 0.20 8.40 15.00 8.00 °
SD D32-2.0-R0.2-SP11 31.70 2.00 10.00 8 0.20 7.20 11.00 6.75 o
SD D32-2.0-R0.2-SP15 31.70 2.00 8.00 8 0.20 8.40 15.00 8.00 o
SD D32-2.5-R0.4-SP15 31.70 2.50 8.00 8 0.40 8.40 15.00 8.00 ()
SD D32-3.0-R0.4-SP11 31.70 3.00 10.00 8 0.40 7.20 11.00 6.75 o
SD D32-3.0-R0.4-SP15 31.70 3.00 8.00 8 0.40 8.40 15.00 8.00 [
SD D32-3.5-R0.4-SP15 31.70 3.50 8.00 8 0.40 8.40 15.00 8.00 o
SD D32-4.0-R0.4-SP15 31.70 4.00 8.00 8 0.40 8.40 15.00 8.00 ()
SD D32-4.0-R1.6-SP15 31.70 4.00 8.00 8 1.60 8.40 15.00 8.00 °
SD D32-4.5-R0.4-SP15 31.70 4.50 8.00 8 0.40 8.40 15.00 8.00 o
SD D32-5.0-R0.4-SP15 31.70 5.00 8.00 8 0.40 8.40 15.00 8.00 o
SD D32-5.0-R1.6-SP15 31.70 5.00 8.00 8 1.60 8.40 15.00 8.00 o
SD D32-5.5-R0.4-SP15 31.70 5.50 8.00 8 0.40 8.40 15.00 8.00 o
SD D32-6.0-R0.4-SP15 31.70 6.00 8.00 8 0.40 8.40 15.00 8.00 o
SD D32-6.0-R1.6-SP15 31.70 6.00 8.00 8 1.60 8.40 15.00 8.00 [}
SD D32-6.5-R0.4-SP15 31.70 6.50 8.00 8 0.40 8.40 15.00 8.00 o
SD D32-7.0-R0.4-SP15 31.25 7.00 7.75 8 0.40 8.40 15.00 8.00 [}
SD D32-7.0-R1.6-SP15 31.70 7.00 7.75 8 1.60 8.40 15.00 8.00 o
SD D32-7.5-R0.4-SP15 31.25 7.50 7.75 8 0.40 8.40 15.00 8.00 o
SD D32-8.0-R0.4-SP15 31.25 8.00 7.75 8 0.40 8.40 15.00 8.00 °
SD D32-8.0-R1.6-SP15 31.70 8.00 7.75 8 1.60 8.40 15.00 8.00 o
SD D32-8.5-R0.4-SP15 31.25 8.50 7.75 8 0.40 8.40 15.00 8.00 o
SD D40-1.0-R0.2SP13 39.70 1.00 13.00 10 0.20 7.50 13.00 7.30 o
SD D40-1.5-R0.2SP13 39.70 1.50 13.00 10 0.20 7.50 13.00 7.30 o
SD D40-2.0-R0.2SP13 39.70 2.00 13.00 10 0.20 7.50 13.00 7.30 o
SD D40-2.5-R0.4SP13 39.70 2.50 13.00 10 0.40 7.50 13.00 7.30 °
SD D40-3.0-R0.4SP13 39.70 3.00 13.00 10 0.40 7.50 13.00 7.30 o
SD D40-3.5-R0.4SP13 39.70 3.50 13.00 10 0.40 7.50 13.00 7.30 o
SD D40-4.0-R0.4SP13 (1) 39.70 4,00 13.00 10 0.40 7.50 13.00 7.30 °
SD D40-4.0-R0.4SP17 39.70 4.00 11.00 10 0.40 7.50 17.00 10.00 ()
SD D40-5.0-R0.4SP17 39.70 5.00 11.00 10 0.40 9.80 17.00 10.00 o
SD D40-6.0-R0.4SP17 39.70 6.00 11.00 10 0.40 9.80 17.00 10.00 °
SD D40-7.0-R0.4SP17 39.70 7.00 11.00 10 0.40 9.80 17.00 10.00 o
SD D40-8.0-R0.4SP17 39.70 8.00 11.00 10 0.40 9.80 17.00 10.00 [
SD D40-9.0-R0.4SP17 39.70 9.00 11.00 10 0.40 9.80 17.00 10.00 o
SD D40-10-R0.4SP17 39.70 10.00 11.00 10 0.40 9.80 17.00 10.00 o
SD D50-4.0-R0.4-SP19 49.70 4.00 15.00 12 0.40 9.80 19.00 14.00 °
SD D50-5.0-R0.4-SP19 49.70 5.00 15.00 12 0.40 9.80 19.00 14.00 o
SD D50-6.0-R0.4-SP19 49.70 6.00 15.00 12 0.40 9.80 19.00 14.00 o
SD D50-7.0-R0.4-SP19 49.70 7.00 15.00 12 0.40 9.80 19.00 14.00 °
SD D50-8.0-R0.4-SP19 49.70 8.00 15.00 12 0.40 9.80 19.00 14.00 o
SD D50-9.0-R0.4-SP19 49.70 9.00 15.00 12 0.40 9.80 19.00 14.00 o
SD D50-10-R0.4-SP19 49.70 10.00 15.00 12 0.40 9.80 19.00 14.00 o
SD D50-12-R0.4-SP19 49.70 12.00 15.00 12 0.40 9.80 19.00 14.00 o

* For shanks, see pages 79-87 e For user guide, see pages 9,12-13
() Maximum feed: 0.1 mm/tooth

() Cutting depth maximum

() Number of flutes
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Cutting Data for SD-SP Milling Heads

Feed for | Feed for | Feed for | Feed for | Feed for (D

Workpiece Material Cutting | SP11 SP13 SP15 SP17 SP19 Z

ISCAR | Typical Representative Speed _—

mat. | AISI/SAE/ Hardness Ve fz fz fz fz fz >

Description | group* ASTM DIN W.-Nr. HB m/min | mm/tooth | mm/tooth | mm/tooth | mm/tooth | mm/tooth O
Non-alloy steel 1 1020 1.0402 130-180 |130-200| 0.06-0.12 | 0.06-0.12 | 0.07-0.15 | 0.07-0.15 | 0.07-0.15

Low alloy steel 8 4340 1.6511 260-300 [120-170| 0.06-0.12 | 0.06-0.12 | 0.07-0.15 | 0.07-0.15 | 0.07-0.15 O

Low alloy steel 9 3135 15710 [HRC 35-40* 80-120 | 0.02-0.06 | 0.02-0.06 | 0.03-0.12 | 0.04-0.12 | 0.04-0.13 CC

High alloy steel | 10 H13 1.2344 200-220 [100-140| 0.04-0.07 | 0.04-0.07 | 0.04-0.12 | 0.04-0.12 | 0.05-0.13 (D
Martensitic s.s. | 12 420 1.4021 200 100-140| 0.03-0.06 | 0.03-0.06 | 0.04-0.12 | 0.04-0.12 | 0.04-0.13
Austenitic s.s. 14 304L 1.4306 200 80-120 | 0.02-0.06 | 0.02-0.06 | 0.03-0.10 | 0.03-0.12 | 0.03-0.12
Grey cast iron 16 Class 40 %?2255) 250 160-200 | 0.05-0.12 | 0.05-0.12 | 0.05-0.20 | 0.06-0.20 | 0.06-0.20

Nodular Class 0.7050

cast iron 17 65-45.12 (GGGS0) 200 140-180 | 0.05-0.11 | 0.05-0.11 | 0.05-0.18 | 0.06-0.18 | 0.06-0.20
High 34 Inconel 718 2.4668 |HRC 36-40| 20-30 | 0.02-0.12 | 0.02-0.12 | 0.02-0.12 | 0.02-0.12 | 0.02-0.13
tem:"irya;“re 37 |AMS R56400 (ﬁgglif’/) HRGC 40-45| 35-45 | 0.02-0.06 | 0.02-0.06 | 0.02-0.12 | 0.02-0.12 | 0.02-0.13

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

T-GEAR DX
GEAR MILLING D1

SD-M-N-SP

Interchangeable Solid Carbide
Heads for Involute Gear
Profile Milling According to
DIN 3972 Basic Profile Il

DC g DCONMS

PDX 1.

W | 1 . LOAL
Dimensions

S
Designation Module T range( DC PDX cw CDX CEDC®  DCONMS D1 OAL 3
SD D32-M1.00-NO1-SP15 1.00 12-13 32.00 2.20 4.40 2.50 8 15.00 8.40 7.70 [
SD D32-M1.00-NO2-SP15 1.00 14-16 32.00 2.20 4.40 2.50 8 15.00 8.40 7.70 o
SD D32-M1.25-NO3-SP15 1.25 17-20 32.00 2.20 4.40 3.00 8 15.00 8.40 7.70 o
SD D32-M1.25-NO4-SP15 1.25 21-25 32.00 2.20 4.40 3.00 8 15.00 8.40 7.70 o
SD D32-M1.50-NO5-SP15 1.50 26-34 32.00 2.20 4.40 3.50 8 15.00 8.40 7.70 [
SD D32-M1.50-NO6-SP15 1.50 35-54 32.00 2.20 4.40 3.50 8 15.00 8.40 7.70 °
SD D32-M1.75-NO6-SP15 1.75 35-54 32.00 2.70 5.40 4.25 8 15.00 8.40 7.70 o
SD D32-M1.75-NO7-SP15 1.75 55-134 32.00 2.70 5.40 425 8 15.00 8.40 7.70 o
SD D32-M1.75-NO8-SP15 1.75 >134 32.00 2.70 5.40 4.25 8 15.00 8.40 7.70 o
SD D32-M2.00-NO4-SP15 2.00 21-25 32.00 3.20 6.40 450 8 15.00 8.40 7.70 o
SD D32-M2.00-NO5-SP15 2.00 26-34 32.00 3.20 6.40 4.50 8 15.00 8.40 7.70 o
SD D32-M2.00-NO6-SP15 2.00 35-54 32.00 3.20 6.40 450 8 15.00 8.40 7.70 °
SD D32-M2.25-N06-SP15 2.25 35-54 32.00 3.20 6.40 5.00 8 15.00 8.40 7.70 o
SD D32-M2.25-NO7-SP15 2.25 55-134 32.00 3.20 6.40 5.00 8 15.00 8.40 7.70 [
SD D32-M2.50-NO6-SP15 2.50 35-54 32.00 3.70 7.40 5.50 8 15.00 8.40 7.70 °

e Tightening torque 4 Nxm e For user guide, see pages 9,12-13 ¢ For shanks, see pages 79-87
() Gear teeth range
(2) Number of cutting edges

Member IMC Grou
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Exchangeable Heads with Indexable Inserts

SELFGrHi-
9| %%

MULTI-MASTER
‘&1 40
Bar Max

SGSF/A-MM-JHP
Grooving and Slitting Small
Diameter Cutters with the
MULTI-MASTER

Threaded Adaptor

DC cw CDX  CICT" DCONMS THSZMS  LF OAL  DRVS® Insert 7

SGSF 32-2-MMT08-3Z-JHP 32.00 2.00 9.00 3 11.70 T08 10.60 18.10 10.0 GSFN2..  ESG1.4-2°
SGSA 32-3-MMT08-4Z-JHP 32.00 3.00 9.00 4 11.70 T08 11.60 19.20 10.0 GSAN .. ESG14-2*
SGSF 40-2-MMT10-4Z-JHP 40.00 2.00 11.30 4 16.30 T10 10.60 21.90 13.0 GSFN2.. ESG14-2*
SGSA 40-3-MMT10-6Z-JHP 40.00 3.00 11.30 6 15.30 T10 11.40 22.70 13.0 GSANB.. ESG14-2*

* For best performance use internal coolant with "CH" type shanks

() Number of inserts

@ Torque key size

* Optional, to be ordered separately

For inserts: GSAN ¢ GSFN ¢ GSFU

For holders, see pages: MM CAB (86) ® MM CAB-T-T (86) ® MM CAB-T-T-W (86) ® MM GRT (shanks) (81) ® MM S-A (stepped shanks) (79)

* MM S-A (straight shanks) (82) ® MM S-A-C# (85) ® MM S-A-HSK (85) ® MM S-A-N (81) ® MM S-A-SK (85) ® MM S-B (85° conical shanks) (82)
¢ MM S-D (89° conical shanks) (83) ® MM S-ER (84) « MM S-ER-H (84) ¢« MM TS-A (81)

TANGSLIT OALT g

MULTI-miASTER ey r &
. THSZMS CDX

TGSF-MM-JHP £ 4 - j @ .

Grooving and Slitting Small DCONMS I DC Bar Max

Diameter Cutters with |

MULTI-MASTER
Threaded Adaptor

DC cwW CDX  CICT®) DCONMS THSZMS  LF OAL  DRVS® Insert ./

Z 50.00 2.00 14.00 5 19.00 T12 10.70 24.00 16.0 TAG 2 ETG 2*
TGSF 50-3-MMT12-5Z-JHP 50.00 3.00 14,00 5 19.00 T12 11.50 24.70 16.0 TAG3  ETG 3-4-SH*
e For best performance use internal coolant with "CH" type shanks
() Number of inserts
@ Torque key size
* Optional, to be ordered separately
For inserts: TAG N-A ¢ TAG N-C/W/M e TAG N-HF ¢ TAG N-J/JS/JT ¢ TAG N-MF
For holders, see pages: MM CAB-T-T (86) ® MM CAB-T-T-W (86) ® MM S-A (stepped shanks) (79) ¢ MM S-A (straight shanks) (82)
e MM S-A-C# (85) ® MM S-A-HSK (85) ® MM S-A-SK (85) ® MM S-B (85° conical shanks) (82) ¢ MM S-D (89° conical shanks) (83)
¢ MM S-ER (84) * MM S-ER-H (84) « MM TS-A (81)

MINI-TANGSLOT CWN-CWX g
e A s CDX

MULTI-#iASTER s W @ @ %

ETS-LNO8-MM DOONMS THs‘znTsmH 77777 55 r

Grooving and Slitting Cutters ' r

with MULTI-MASTER DRVS o

Threaded Adaptator o:_LF

DC CWN®  Ccwx® cDX®  NOFY  ZEFP DCONMS THSZMS LF OAL  DRVS®

ETS D32/1.26-4-LN08-MMT10 32.00 4,006 4500 8.20 4 2 15.20 T10 13.00 24.30 13.0
ETS D40/1.57-4-LN08-MM 40.00 4.00 @ 4500 10.40 6 3 18.20 T12 13.00 26.30 16.0

* For user guide, see pages 9-11

() Minimum cutting width

2 Maximum cutting width

@) Cutting depth maximum

@) Number of flutes

) Torque key size

(6) Use LNET 0826.. insert with SR 114-018-L3.40 screw

(M) Use LNET 0828.. insert with SR 114-018-L.3.40 screw

For inserts: LNET 08

For holders, see pages: MM S-A (stepped shanks) (79) ¢ MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ¢ MM S-A-HSK (85)

¢ MM S-A-N (81) ® MM S-A-SK (85) « MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) ¢ MM S-ER-H (84) « MM TS-A (81)

Spare Parts

Designation & ? /
ETS-LNO8-MM SR 114-018-L3.40 T-6/5 T-6/3-L

ISCAR
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Exchangeable Solid Carbide Head
Identification Code

cutting no. of cutting . thread connection
MULTI- H pitch o .
MASTER dia. flutes length ipsr;:flle size
thread mill o
G (565°)
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SOLIDTrRREAD
MT-1ISO-MM

Carbide Milling Heads with
a Threaded Connection for

Internal ISO Metric Thread

Application: General engineering

Dimensions

=]
Designation TP( M Coarse M Fine DC NOF®@ APMX LF THSZMS 3
MT10D7.5 0.5I1SO-MMTO05 0.500 = =>14 10.00 4 7.50 12.75 T05 [
MT 10D6 0.751SO-MMTO05 0.750 = =>12 10.00 4 6.00 12.75 T05 o
MT 10D6 1.01SO-MMTO05 1.000 - =>12 10.00 4 6.00 12.75 T05 .
MT 10D5 1.25I1SO-MMTO05 1.250 - =>14 10.00 4 5.00 12.75 T05 .
MT 10D6 1.51SO-MMTO05 1.500 = =>14 10.00 4 6.00 12.75 T05 o
MT 12D8 0.51SO-MMT06 0.500 - =>16 12.00 4 8.00 14.30 T06 o
MT 12E8 0.75I1SO-MMT06 0.750 - =>16 12.00 5 8.30 14.30 T06 .
MT 12E8 1.0ISO-MMTO06 1.000 - =>16 12.00 5 8.00 14.30 T06 °
MT 12D8 1.251SO-MMTO06 1.250 - =>16 12.00 4 7.50 14.30 T06 L]
MT 12D7 1.51SO-MMT06 1.500 - =>16 12.00 4 7.60 14.30 T06 .
MT 12D7 1.751SO-MMTO06 1.750 = =>16 12.00 4 7.10 14.30 T06 o
MT12D8 2.01SO-MMTO06 2.000 M16 =>17 12.00 4 8.00 14.30 TO6 °
MT 16F12 1.0ISO-MMTO08 1.000 - =>22 16.00 6 12.00 20.00 T08 .
MT 16F12 1.51SO-MMTO08 1.500 = =>20 16.00 6 12.00 20.00 T08 o
MT 16E12 2.01SO-MMTO08 2.000 = =>19 16.00 5] 12.00 20.00 T08 °
MT15.4E13 2.51SO-MMTO08 2.500 M20 =>22 15.40 5 12.70 20.00 T08 .
MT 16C12 3.0ISO-MMTO08 3.000 M24 =>25 16.00 & 1210 20.00 T08 o
MT20F14 2.0ISO-MMTT10 2.000 = =>27 20.00 6 12.00 21.00 T10 o
MT20D12 3.0I1SO-MMTT10 3.000 - =>27 20.00 4 12.20 21.00 T10 .
MT20D14 3.51SO-MMTT10 3.500 = =>30 20.00 4 10.60 21.00 T10 o

¢ Note: Description and dimensions relate to the new products with clamping flats. e For shanks, see pages 79-86

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11 ¢ Do not apply lubricant to the threaded connection
() Thread pitch

2 Number of flutes

ISCAR
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MULTI-mAST =R

INDEXABLE SOLID CARBIDE LINE

MT-UN-MM

Carbide Milling Heads with
a Threaded Connection for
Internal UN Thread Profile

Application: General engineering
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Dimensions

8
Designation TPIO UNC UNF UNEF DC NOF@ APMX LF THSZMS TP® 3
MT 10D7 32UN-MMTO5 32.0 - - - 10.00 4 6.40 12.75 T05 0.794 o
MT 10D6 28UN-MMTO05 28.0 - 12 - 10.00 4 5.50 12.75 T05 0.907 o
MT 10D6 24UN-MMTO5 24.0 - - 9/16-5/8 10.00 4 5.30 12.75 T05 1.058 o
MT 10D6 20UN-MMTO05 20.0 = 1/2 - 10.00 4 510 12.75 T05 1.270 °
MT 10D5 18UN-MMTO5 18.0 - 9/16-5/8 11/8-15/8 10.00 4 5.60 12.75 T05 1.411 o
MT 10D7 16UN-MMTO5 16.0 - 3/4 - 10.00 4 6.40 12.75 T05 1.588 o
MT 12D8 24UN-MMTO06 24.0 - - 5/8-11/16 12.00 4 7.40 14.30 T06 1.058 o
MT 12D8 20UN-MMT06 20.0 - - 3/4-1 12.00 4 7.70 14.30 T06 1.270 °
MT 12D8 18UN-MMTO06 18.0 - 5/8 =>111/16 12.00 4 7.10 14.30 T06 1.411 o
MT 12D8 16UN-MMTO06 16.0 = 3/4 - 12.00 4 8.00 14.30 T06 1.588 °
MT 12D8 14UN-MMTO06 14.0 - /8 - 12.00 4 7.30 14.30 T06 1.814 .
MT 16E11 18UN-MMTO08 18.0 - 5/8 =>111/16 16.00 5 11.30 20.00 T08 1.411 o
MT 16E13 14UN-MMTO8 14.0 = 7/8 - 16.00 5 12.70 20.00 T08 1.814 °
MT 16E13 12UN-MMT08 12.0 - 1-11/2 - 16.00 5 12.70 20.00 T08 2.117 .
MT 15.3D13 10UN-MMTO8 10.0 3/4 - - 16.30 4 12.70 20.00 T08 2.540 o
MT 16C11 9UN-MMTO08 9.0 7/8 - - 16.00 3 11.30 20.00 T08 2.822 °
MT 16C13 8UN-MMTO08 8.0 1.0 - - 16.00 3 12.70 20.00 T08 3.175 °
MT20F13 12UN-MMTT10 12.0 - =>1 - 20.00 6 12.70 21.00 T10 2117 o
MT20D13 S8UN-MMTT10 8.0 1 - 20.00 4 12.70 21.00 T10 3.175 o
MT20D15 7UN-MMTT10 7.0 - 11/8-11/4 - 20.00 4 10.90 21.00 T10 3.629 o

* Note: Description and dimensions relate to the new products with clamping flats e For shanks, see pages 79-86

e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11 e Do not apply lubricant to the threaded connection
() Threads per inch

) Number of flutes

®) Thread pitch

Member IMC Group
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MULTI.-- A SmeEEEn U THSZMS
INDEXABLE som‘clglgﬁﬂ " :
MT-W-MM DC

Carbide Milling Heads with

Internal and External 55° EL LF

a Threaded Connection for
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BSW Thread Profile Application: General engineering fittings and pipe couplings
g el Dimensions
L\0\4
RE=0.137TP
SCREW| o
Designation TPIO TDZ DC NOF@ APMX LF THSZMS TPO '3
MT 10D6 19W-MMTO05 19.0 G1/4-3/8 10.00 4 5.30 12.75 T05 1.337 o
MT 16D13 14W-MMTO08 14.0 G1/2-7/8 16.00 4 12.70 20.00 T08 1.814 o
MT 16D11 11W-MMTO08 11.0 G=>1 16.00 4 11.50 20.00 T08 2.309 o
MT20F15 14W-MMTT10 14.0 G3/4-7/8 20.00 6 12.70 21.00 T10 1.814 o
MT20F14 11W-MMTT10 11.0 G=>1 20.00 6 11.50 21.00 T10 2.309 o
* Note: Description and dimensions relate to the new products with clamping flats e For shanks, see pages 79-86
e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11 ¢ Do not apply lubricant to the threaded connection
e B.S.84 Internal & External tolerance: Medium class
() Threads per inch
(2 Number of flutes
@) Thread pitch
Thread Size Key® Torque Wrench® Wrench® Tightening Torque (Nxcm)
T05 MM KEY 6x4 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 6-05 700
T06 MM KEY 8x5 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 8-06 1000
T08 MM KEY 10x7 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 10-08 1500
T10 MM KEY 13x8 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 13-10 2800

™ Order separately

SOLIDTrirEAD -
MULTE-mASTER =
MM TRD-M
Interchangeable Solid Carbide
Milling Heads for 60° Partial
) - / THSZMS
Profile Thread Milling PDX
' . Tough
Dimensions < Hard
TPN_ TPX_ TPIN_ TPIX_ § §
Designation DC NOF(" TPN@ TPX® DF24) DF26) TPIN® TPIX?) DF2®) DF2® RE CF PDX THSZMS TDZ(0 DMIN| © 1S
W G RGE T [ RO B 008 1570 3 0.500 2.000 0.400 2.000 13.00 4800 1600 5600 -0V 005 14 T06 M20  19.05 [ [
MM TRD16-M60-15P-3T06 REN/(NE] 1.500 2.000 1.000 1.500 13.00 1600 16.00 2800 005 - 14 T06 M22  19.05 ° o
MM TRD22-M60-30P-4T08 AN/ 3.000 4.500 2.500 4.000 6.00 9.00 7.00 1000 020 - 24 T08 M36  31.00 o o

® For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983) e For shanks, see pages 79-86 e For clamping instructions, see pages 10-11
e Do not apply lubricant to the threaded connection. ¢ DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g
* ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A

() Number of flutes

@ Thread pitch minimum (mm)-internal

@) Thread pitch maximum (mm)-internal

4 Thread pitch minimum (mm)-external

) Thread pitch maximum (mm)-external

(6) Threads per inch minimum-internal

(7 Threads per inch maximum-internal

8 Threads per inch minimum-external

©) Threads per inch maximum-external

(109) Smallest possible thread

(1) Flat

Spare Parts

7
MM TRD16-M60-15P-3T06 MM EGR 16-18* T-25/3*
MMEGR2022  TH0SL

* Optional, to be ordered separately

ISCAR
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SOLI
MULTI-#ASTER

INDEXABLE SOL/D CARBIDE LINE

MM TRD-W

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

Dimensions Tough <— Hard

TPIN_ TPIX_ § §
Designation DC NOF RE PDX TPIN® TPIX® DF2® DF26 THSZMS TDZ® DMIN Standard o o
MM TRD22-W55-14P-4T08 JriN(! 4 0.20 2.0 11.00 1400  11.50  16.00 T08 G3/4 2420 DINISO228,B.S. 84 o [

* For shanks, see pages 79-86 ¢ For clamping instructions, see pages 10-11 ¢ Do not apply lubricant to the threaded connection.
() Number of flutes

@ Threads per inch minimum-internal

@) Threads per inch maximum-internal

@) Threads per inch minimum-external

) Threads per inch maximum-external

6) Thread diameter size

Spare Parts

4

T-30/3 L*

&

MM ECR 20-22*

MM TRD-W

* Optional, to be ordered separately

I nnEALR

SOLI

MULTI-mAST =R

INDEXABLE SOLID CARBIDE LINE

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

Dimensions

Designation DC NOF() TPIN® TPIX® RE PDX THSZMS  TDZW DMIN

TQH

MM TRF12-W55-P11-5T05
MM TRF12-W55-P19-5T05

11.94 5 11.00 14.00 0.23 1.15 T05
11.94 5 19.00 28.00 0.11 0.75 T05 14.287
MM TRF16-W55-P8-5T06 15.94 5 8.00 14.00 0.23 1.55 T06 20.637

MM TRF20-W55-P6-6T08 19.94 6 6.00 8.00 0.40 1.95 T08 254

15.875 13.60
13.10
18.30

21.30

7.0
10.0
15.0
28.0

e o o o ||CI08

e For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983) e For shanks, see pages 79-86 e For clamping instructions, see pages 10-11
e Do not apply lubricant to the threaded connection.

() Number of flutes

@ Threads per inch minimum
®) Threads per inch maximum
4) Smallest possible thread

) Tightening torque

Thread Size

Tightening Torque (Nxcm)

T05
T06
T08
T10

700
1000
1500
2800

() Order separately

Spare Parts

Designation

s

MM TRF12-W55-P11-5T05

MM TRF12-W55-P19-5T05
MM TRF16-W55-P8-5T06
MM TRF20-W55-P6-6T08

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

*  Optional, to be ordered separately

Member IMC Group
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SOLI

Tl-miaS 7 Ein

INDEXABLE SOLID CARBIDE LINE

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

TPN_ TPX_ TPIN_ TPIX_ §
Designation DC NOF® TPN@ TPX® DF24 DF26) TPIN® TPIX? DF2® DF2® CF PDX THSZMS TDZ TQ DMIN| ©
MM TRF12A60-P080-5T05 kK] 5) 0.500 0.800 0.400 0.800 28.00 56.00 3200 64.00 005 0.55 T05 M14 70 1350 o
MM TRF12A60-P175-5T05 jukk] 5 1.000 1.750 0.800 1.500 14.00 28.00 16.00 3200 0.11 096 T05 M14 70  13.00 o
MM TRF12A60-P250-5T05 kK] & 2,000 2500 1750 2.000 10.00 1300 11.00 1500 022 121 T05 M16 7.0 14.00 o
MM TRF16A60-P080-5T06 aEx! 5} 0.500 0.800 0.400 0.800 28.00 56.00 3200 64.00 005 0.55 T06 M18 100 17.50 o
MM TRF16A60-P175-5T06 fER] 5 1.000 1.750 0.800 1.500 14.00 28.00 16.00 3200 0.10 1.00 T06 M18 100 17.00 ()
MM TRF16A60-P300-5T06 bR & 2,000 3000 1750 2500 800 1300 10.00 1500 022 1.41 T06 M20 100 18.00 o
MM TRF20A60-P200-6T08 Bulck.! 6 1.000 2000 0800 1.750 13.00 28.00 1500 3200 O0.11 095 T08 M24 100 23.00 o
MM TRF20A60-P300-6T08 ik 6 2000 3000 1.750 2,500 800 1300 1000 15.00 022 141 T08 M24 150 22.00 o
MM TRF20A60-P400-6T08 faick] 6 3.000 4.000 2500 3500 600 900 700 1000 0.31 1.86 T08 M25 150 22.00 o
MM TRF28A60-P600-5T10 R4/ 5} 5000 6.000 4500 5.000 400 500 500 600 057 249 T10 M38 280 33.00 °
MM TRF28A60-P500-6T10 i/ 6 3.000 5000 2500 4,500 600 800 600 1000 034 217 T10 M33 280 30.00 o

e For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983) e For shanks, see pages 79-86 e For clamping instructions, see pages 10-11
¢ Do not apply lubricant to the threaded connection.
() Number of flutes

@ Thread pitch minimum (mm)-internal

®) Thread pitch maximum (mm)-internal

@) Thread pitch minimum (mm)-external

) Thread pitch maximum (mm)-external

(6) Threads per inch minimum-internal

) Threads per inch maximum-internal

8 Threads per inch minimum-external

) Threads per inch maximum-external

(109) Smallest possible thread

Spare Parts

s IS

Designation

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

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

- . e e -

o

e

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




SOLIDT rir=AD

SD TRD-M-SP
Interchangeable Solid
Carbide Heads for 60° Partial
Profile Thread Milling

Dimensions

Designation DC DMIN DIOUT®  THFT® TPN® TPX® TPIN® TPIX® PDX RE D1 CDX OAL ZEFP?) DCONMS

SD TRD32-M60 LAy 3170 42.00 36.00 VP60 4000 6.000 400 600 370 030 840 470 7.70 8 15.00
SD TRD40-M60: Slald 39.70  57.00 64.00 VP60 6000 8000 300 400 450 040 980 620 950 10 17.00

e e (|C908

® For shanks, see page 87 e For user guide, see pages 9,12-13 ¢ DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g
* ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A

™) Minimum diameter for external threading

(2 VPB0=60° partial thread form

) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

) Threads per inch minimum

(6) Threads per inch maximum

(M Num. of cutting edges

SOLID T HiREAD

SD TRD-W-SP A

Interchangeable Solid o )
Carbide Heads for 55° Partial -

Profile Thread Milling &

Dimensions

Designation DC  DMIN DIOUT(! THFT@ THFT_2 TPIN® TPIX® PDX D1 CDX OAL ZEFP® RE DCONMS

CDRGODRPAVCLECY RS AN 3170 4600 3500 VPS5 WH55  4.00 6.00 3.70 8.40 4.70 7.70 8 0.50 15.00
DR GDEVRELERIEET A @ 3970 5700 5700 VPS5 WHB5 3.0 4.00 4.50 9.80 6.20 9.50 10 0.80 17.00

e o ||C908

* For shanks, see page 87 e For user guide, see pages 9,12-13 ¢ B.S.84 Internal & External tolerance: Medium class
() Minimum diameter for external threading

(2) VP55=55° partial thread forms

@) Threads per inch minimum

) Threads per inch maximum

) Num. of cutting edges

Member IMC Group
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Exchangeable Heads with Indexable Inserts

-
Ikl FTAEAL DRVS THSZMS

MULTI-MASTER Fﬁ I
DC |

Z
—
—
MTE-MM DCONMS
E Indexable Threading Endmills %.WT
N with a MULTI-MASTER posan
Shank Connection LF—»|
< OAL —
LL]
C DC APMX cicT LF THSZMS DCONMS  OAL DRVS® QO &
I MTE D13.7-1-MMTO06-14 13.70 14.00 1 17.00 T06 9.60 23.30 8.0 1.2 0.03
|_ MTE D15.8-1-MMT08-14 156.80 14.00 1 17.00 T08 11.70 2450 10.0 12 0.02
MTE D20/D0.79-2-MMT10-14 [ZI) 14.00 2 18.00 T10 16.30 29.30 130 12 0.03
MTE D20/D0.79-3-MMT10-14 20.00 14.00 3 24.00 T10 16.30 35.30 13.0 1.2 0.02
MTE D21/D0.82-1-MMT10-21 21.00 21.00 1 25.00 T10 15.30 36.30 13.0 4.8 0.12
MTE D30.4/D1.2-2-MMT15-21 [ 21.00 2 25.00 T15 23.90 42,00 200 48 013
MTE D30.4/D1.2-3-MMT15-21 30.40 21.00 3 34.00 T15 23.90 51.00 20.0 4.8 0.10
MTE D27-1-MMT12-30 27.00 30.00 1 38.20 T12 18.30 52.00 16.0 9.0 0.10

¢ Tool cutting diameter should not exceed 2/3 of thread bore diameter e For user guide, see pages 9-11

() Number of inserts

@ Torque key size

() Recommended clamping torque

For inserts: MT LNH#-ACME (Internal) ¢ MT LNH#-ISO (Internal) * MT LNH#-NPS ¢ MT LNH#-NPSF ¢ MT LNH#-UN (Internal) ¢ MT LNH#-W

¢ MT LNHT-ABUT ¢ MT LNHT-BSPT ¢ MT LNHT-NPT ¢ MT LNHT-NPTF ¢ MT LNHU-ISO (External) ®* MT LNHU-NPSM (Internal) « MT LNHU-PG

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

For holders, see pages: MM CAB (86) ® MM GRT (shanks) (81) ® MM S-A (stepped shanks) (79) ® MM S-A (straight shanks) (82) ¢ MM S-A-C# (85) ¢ MM S-A-HSK (85)
¢ MM S-A-N (81) ® MM S-A-SK (85) * MM S-B (85° conical shanks) (82) ® MM S-D (89° conical shanks) (83) ® MM S-ER (84) ¢ MM S-ER-H (84) ¢ MM TS-A (81)

Spare Parts

$ / / S/

MTE D9.9-1-MMTO05-12 SR M2.5-T8-MT BLD T08/M7 SW4-SD MM KEY 6X4*
MTE D13.7-1-MMT06-14 SR M2.6-L6.7-S11 BLD T08/M7 SW4-SD MM KEY 8X5*
MTE D15.8-1-MMT08-14 SR M2.6-L6.7-S11 BLD T08/M7 SW4-SD MM KEY 10X7*
MTE D20/D0.79-2-MMT10-14 SR M2.6-L6.7-S11 BLD T08/M7 SW4-SD MM KEY 13X8*
MTE D20/D0.79-3-MMT10-14 SR M2.6-L6.7-S11 BLD T08/M7 SW4-SD MM KEY 13X8*
MTE D21/D0.82-1-MMT10-21 SR M4-IP15-MT BLD IP15/S7 SW6-SD MM KEY 13X8*
MTE D30.4/D1.2-2-MMT15-21 SR M4-IP15-MT BLD IP156/S7 SW6-SD MM KEY 20*

MTE D30.4/D1.2-3-MMT15-21 SR M4-IP15-MT BLD IP15/S7 SW6-SD MM KEY 20*

MTE D27-1-MMT12-30 SR M5-IP25-MT-S BLD IP25/S7 SW6-T MM KEY 16X9*

* Optional, to be ordered separately

ISCAR
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INDEXABLE SOLID CARBIDE LINE

DRVS

MM TC-G
Interchangeable Cemented
Carbide Blank Heads

DC

Dimensions Tough <— Hard
[=e] (=]
Designation DC oW LF OAL DCONMS DRVS(" THSZMS S 3
MM TC138N-19-G-T05 13.80 1.90 2.50 9.60 7.60 20.0 T05 °
MM TC138N-23-G-T05 13.80 2.30 2.90 10.00 7.60 20.0 T05 °
MM TC138N-28-G-T05 13.80 2.80 3.40 10.50 7.60 20.0 T05 [
MM TC138N-35-G-T05 13.80 3.50 410 11.20 7.60 20.0 T05 °
MM TC138N-43-G-T05 13.80 4.30 4.90 12.00 7.60 20.0 T05 °
MM TC171N-19-G-T06 17.10 1.90 2.75 9.40 9.25 25.0 T06 (]
MM TC171N-23-G-T06 17.10 2.30 3.15 9.80 9.25 25.0 T06 °
MM TC171N-33-G-T06 17.10 3.30 415 10.80 9.25 25.0 T06 °
MM TC171N-43-G-T06 17.10 4.30 515 11.80 9.25 25.0 T06 ()
MM TC171N-50-G-T06 17.10 5.00 5.85 12.50 9.25 25.0 T06 °
MM TC234N-27-G-T08 23.40 2.70 3.30 11.25 12.00 40.0 T08 °
MM TC234N-42-G-T08 23.40 4.20 4.80 12.75 12.00 40.0 TO8 (]
MM TC234N-53-G-T08 23.40 5.30 5.90 13.85 12.00 40.0 T08 °
MM TC234N-66-G-T08 23.40 6.60 7.20 15.75 12.00 40.0 T08 °
MM TC234N-82-G-T08 23.40 8.20 8.80 17.35 12.00 40.0 T08 [
MM TC234N-99-G-T08 23.40 9.90 10.50 19.05 12.00 40.0 T08 ()
MM TC286N-28-G-T10 28.60 2.80 3.65 15.40 15.30 40.0 T10 o
MM TC286N-36-G-T10 28.60 3.60 4.45 16.20 15.30 40.0 T10 (]
MM TC286N-46-G-T10 28.60 4.60 5.45 17.20 15.30 40.0 T10 ()
MM TC286N-56-G-T10 28.60 5.60 6.45 18.20 15.30 40.0 T10 ° °
MM TC286N-66-G-T10 2860 6.60 7.45 19.20 165,30 400 T40 .
MM TC286N-83-G-T10 28.60 8.30 9.15 20.90 15.30 40.0 T10 ()
MM TC286N-93-G-T10 28.60 9.30 10.15 21.90 15.30 40.0 T10 °
MM TC286N-103-G-T10 28.60 10.30 11.15 22.90 15.30 40.0 T10 (]
MM TC356N-60-G-T12 35.60 6.00 6.55 20.35 18.30 50.0 T12 ()
MM TC356N-100-G-T12 35.60 10.00 10.55 2435 18.30 50.0 T12 ° °
MM TC356N-120-G-T12 35.60 12,00 1255 2635 18.30 500 TH2 .
MM TC356N-160-G-T12 35.60 16.00 16.55 30.35 18.30 50.0 T12 °

* For shanks, see pages 79-86 e For tightening torques and clamping instructions, see pages 10-11 e Do not apply lubricant to the threaded connection
* For user guide, see pages 9,12-13
™) Torque key size

GBS ISCAR




TI-miAS 7=
INDEXABLE SOLID CARBIDE LINE Fig. 1 THSZMS Fig. 2 THSZMS

MM ESR BLANKS

Interchangeable Solid T T ¥ K
Carbide Blank Heads U oo :%m ok Z
r e R -

f< LH —|
T D 0

Dimensions Tough <— Hard
(=] @
Designation DC LF THSZMS LH DN Fig. 8 8
MM ESR-G 080-10 T05 8.00 10.35 T05 - - 1 . .
MM ESR-G 080-15 T05 8.00 15.40 T05 1 °
MM ESR-G.375-.56T06 9.53 13.35 T06 1 .
MM ESR-G.375-.75T06 9.53 19.40 T06 1 .
MM ESR-G 100-13 T05 10.00 13.35 T05 1 °
MM ESR-G 100-13 T06 10.00 1335 T06 1 . .
MM ESR-G 100-19 T06 10.00 19.45 T06 1 .
MM ESR-G 120-17 T06 12.00 17.05 T06 1 .
MM ESR-G 120-17 T08 12.00 17.05 T08 1 °
MM ESR-G 120-23 T08 12.00 23.40 T08 1 .
MM ESR-G.500-.67T06 12.70 17.09 T06 1 .
MM ESR-G.500-.67T08 12.70 17.09 T08 1 . .
MM ESR-G.500-.91T08 12.70 23.45 T08 1 °
MM ESR-G.625-.83 T10 15.88 20.90 T10 1 °
MM ESR-G 160-21 T08 16.00 20.90 T08 1 °
MM ESR-G 160-21 T10 16.00 20.90 T10 1 ° .
MM ESR-G 160-28 T08 16.00 28.45 T08 1 °
MM ESR-G 160-28 T10 16.00 28.45 T10 - - 1 °
MM ESR-G.750-1.02T12 19.05 26.05 T2 17.0 18.45 2 °
MM ESR-G 200-26 T12 20.00 28.10 T12 16.6 18.45 2 ° °
MM ESR-G 200-34 T12 20.00 34.50 T2 - - 1 .
MM ESR-G 222-295 T12 22.00 29.50 T12 17.9 18.45 2 °
MM ESR-G 222-295 T10 22.22 29.50 T10 17.9 18.45 2 .
MM ESR-G 250-25 T15 25.00 25.60 T15 - - 1 . .
MM ESR-G 250-37 T12 25.00 37.60 T12 1 .
MM ESR-G 250-37 T15 25.00 37.60 T15 - - 1 °
MM ESR-G 320-55-T21 N 32.00 55.80 T21 395 30.00 2 °
TI-miAS TEr
INDEXABLE SOLID CARBIDE LINE THSZMS
MM ESR-1.5D BLANKS
Interchangeable Solid
Carbide Blank Heads Df e
ST
Dimensions
=]
Designation DC LF THSZMS 3
MM ESR-G 080-18.0 T0O5 08 8.00 18.40 T05 .
MM ESR-G.375-.87T06 9.63 22.40 T06 .
MM ESR-G 100-22.0 T06 10.00 22.40 T06 .
MM ESR-G 120-27.0 T0O8 08 12.00 27.45 T08 °
MM ESR-G.500-1.06T08 12.70 27.45 T08 °
MM ESR-G 160-33.5 T10 16.00 34.00 T10 .
MM ESR-G.750-1.61T12 19.05 41.50 T12 .
MM ESR-G 200-41.0 T12 20.00 41.50 T12 °
MM ESR-G 250-52.5 T15 25.00 53.00 T15 .
MM ESR-G1.00-2.07T15 25.40 53.00 T15 .

Member IMC Grou
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MULTI-MIASTER (D) MMS-A-L.-H @)

MM S-A (stepped shanks) - M 5 /:I e K

Stepped Cylindrical Shanks ¥ } {HB@ g ,

Mount Interchangeable ] T ”*’%} ***** DC?NMS - Z

Milling Heads — (2) MM s-A-L.-CH IR sissetone <C

THSZWS _ DCONMS _ BD LB LBX OAL _ Shank™ Shankm.® CSP® Fig. RPMX¥  Kg
MM S-A-L050-C08-T04 T04 8.00 5.80 9.90 14.0 50.00 C S 0 - 60000 0.03
MM S-A-L060/20-C08-T04-C T04 8.00 5.80 16.90 20.0 60.00 C C 0 60000 0.03
MM S-A-L060-C08-T05 T05 8.00 7.60 12.50 15.0 60.00 C S 0 60000 0.02
MM S-A-L065/24-SL08T05C T05 8.00 7.60 24.00 25.6 65.00 SL C 0 60000 0.04
MM S-A-L070-C08-T05-C T05 8.00 7.60 18.60 20.0 70.00 C C 0 60000 0.04
MM S-A-L070-C08-T05-W T05 8.00 7.60 18.90 20.0 70.00 C W 0 60000 0.06
MM S-A-L090-C08-T05-C T05 8.00 7.60 38.60 40.0 90.00 C C 0 50160 0.06
MM S-A-L090-C08-T05-W T05 8.00 7.60 38.60 40.0 90.00 C W 0 36090 0.07
MM S-A-L110-C08-T05-C T05 8.00 7.60 57.90 60.0 110.00 C C 0 30600 0.07
MM S-A-L110-C08-T05-W T05 8.00 7.60 58.90 60.0 110.00 C W 0 21060 0.09
MM S-A-L070-C10-T06-C T06 10.00 9.60 18.50 20.0 70.00 C C 0 - 54900 0.08
MM S-A-L070-C10-T06-W-H T06 10.00 9.60 18.90 20.0 70.00 C W 1 1 60000 0.08
MM S-A-L075-C10-T06 T06 10.00 9.60 17.70 20.0 75.00 C S 0 - 60000 0.05
MM S-A-L075-C10-T06-H T06 10.00 9.60 19.40 20.0 75.00 C S 1 1 53940 0.04
MM S-A-L075/12-C10-T06-CH T06 10.00 9.60 10.60 12.0 75.00 C S 1 2 53940 0.04
MM S-A-L075/30-SL10T06C T06 10.00 9.60 30.00 31.7 75.00 SL C 0 53940 0.08
MM S-A-L090-C10-T06-C T06 10.00 9.60 38.60 40.0 90.00 C C 0 - 55170 0.06
MM S-A-L090/040C10T06C-H T06 10.00 9.60 38.60 40.0 90.00 C C 1 1 60000 0.08
MM S-A-L090-C10-T06-W T06 10.00 9.60 17.20 20.0 90.00 C w 0 - 41670 0.12
MM S-A-L090-C10-T06-W-H T06 10.00 9.60 39.00 40.0 90.00 C W 1 1 40860 0.10
MM S-A-L110-C10-T06-C T06 10.00 9.60 57.90 60.0 110.00 C C 0 - 34530 0.11
MM S-A-L110-C10-T06-W-H T06 10.00 9.60 59.00 60.0 110.00 C w 1 1 24840 0.12
MM S-A-L150-C10-T06-C T06 10.00 9.60 98.50 100.0 150.00 C C 0 16620 0.16
MM S-A-L070-C12-T08-C T08 12.00 11.60 17.90 20.0 70.00 C C 0 - 60000 0.10
MM S-A-L070-C12-T08-W-H T08 12.00 11.60 18.70 20.0 70.00 C W 1 1 60000 0.1
MM S-A-L085/36-C12T08C T08 12.00 11.60 36.00 31.7 85.00 C C 0 - 60000 0.13
MM S-A-L090/14-C12-T08-CH T08 12.00 11.60 13.00 14.0 90.00 C S 1 2 43000 0.08
MM S-A-L090-C12-T08 T08 12.00 11.60 13.30 16.0 90.00 C S 0 - 43000 0.08
MM S-A-L070/020C12T08C-CH T08 12.00 11.60 18.00 20.0 70.00 C C 1 2 43050 0.08
MM S-A-L090-C12-T08-C T08 12.00 11.60 39.00 40.0 90.00 C C 0 - 43050 0.12
MM S-A-L090-C12-T08-H T08 12.00 11.60 38.70 40.0 90.00 C S 1 1 41040 0.08
MM S-A-L090-C12-T08-W-H T08 12.00 11.60 38.70 40.0 90.00 C W 1 1 49800 0.15
MM S-A-L090/040C12T08C-CH T08 12.00 11.50 38.00 40.0 90.00 C C 1 2 49800 0.11
MM S-A-L090/42-C12-T08-CH T08 12.00 11.60 41,00 42,0 90.00 C S 1 2 41010 0.07
MM S-A-L110-C12-T08-W T08 12.00 11.60 17.00 20.0 110.00 C w 0 31350 0.20
MM S-A-L110-C12-T08-C T08 12.00 11.60 57.00 60.0 110.00 C C 0 - 41040 0.16
MM S-A-L110-C12-T08-W-H T08 12.00 11.60 58.70 60.0 110.00 C w 1 1 30210 0.18
MM S-A-L110/060C12T08C-CH T08 12.00 11.50 58.00 60.0 110.00 C C 1 2 30210 0.12
MM S-A-L130-C12-T08-C T08 12.00 11.60 78.60 80.0 130.00 C C 0 - 27960 0.19
MM S-A-L130-C12-T08-W-H T08 12.00 11.60 78.70 80.0 130.00 C W 1 1 20100 0.21
MM S-A-L130/080C12T08C-CH T08 12.00 11.50 78.00 80.0 130.00 C C 1 2 20100 0.17
MM S-A-L070-C16-T10-W-H T10 16.00 15.30 18.20 20.0 70.00 C W 1 1 60000 0.21
MM S-A-L090-C16-T10-C T10 16.00 16.30 38.00 40.0 90.00 C C 0 - 60000 0.21
MM S-A-L090-C16-T10-W-H T10 16.00 15.30 38.20 40.0 90.00 C w 1 1 57510 0.27
MM S-A-L090/040C16T10C-CH T10 16.00 15.30 38.00 40.0 90.00 C C 1 2 57510 017
MM S-A-L100-C16-T10 T10 16.00 15.30 17.10 20.0 100.00 C S 0 - 39000 0.15
MM S-A-L100-C16-T10-H T10 16.00 15.30 48.00 50.0 100.00 C S 1 1 37140 0.13
MM S-A-L100/20-C16-T10-CH T10 16.00 15.30 18.00 20.0 100.00 C S 1 2 37140 0.12
MM S-A-L100/42-C16-T10-CH T10 16.00 15.30 40.20 420 100.00 C S 1 2 38040 0.14
MM S-A-L100/48-C16T10C T10 16.00 16.30 48.00 50.3 100.00 C C 0 38040 0.06
MM S-A-L110-C16-T10-C T10 16.00 15.30 58.20 60.0 110.00 C C 0 - 47010 0.27
MM S-A-L110-C16-T10-W-H T10 16.00 15.30 58.20 60.0 110.00 C W 1 1 36030 0.33
MM S-A-L110/060C16T10C-H T10 16.00 15.00 58.10 60.0 110.00 C C 1 1 60000 0.24
MM S-A-L110/060C16T10C-CH T10 16.00 15.30 58.00 60.0 110.00 C C 1 2 36030 0.28
MM S-A-L130-C16-T10-C T10 16.00 15.30 77.40 80.0 130.00 C C 0 - 33510 0.32
MM S-A-L130-C16-T10-W-H T10 16.00 15.30 78.20 80.0 130.00 C W 1 1 24450 0.41
MM S-A-L130/080C16T10C-CH T10 16.00 16.30 78.00 80.0 130.00 C C 1 2 24450 0.32
MM S-A-L150-C16-T10-C T10 16.00 15.30 97.40 100.0 150.00 C C 0 - 24660 0.37
MM S-A-L150-C16-T10-W-H T10 16.00 16.30 98.20 100.0 150.00 C W 1 1 17610 0.45
MM S-A-L090-C20-T12-C T12 20.00 18.30 37.20 40.0 90.00 C C 0 - 60000 0.27
MM S-A-L090-C20-T12-W-H T12 20.00 18.30 36.90 40.0 90.00 C W 1 1 60000 0.41

* Do not apply lubricant to the threaded connection

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

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

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

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

P




D) MULTI-#EASTER
MM S-A (stepped shanks e -
% Stepped nglinc'l’r'i’cal Shanks ) I A 1 /:I Covtindrical
Mount Interchangeable EiD T S e DC?NMS
<L | Miling Heads T ‘ (D)MMS-AL.. IR sesseione
I — LBX— | SAFE-ADCK®
CD OAL byHAIMER.
THSZWS _ DCONMS _ BD LB LBX OAL _ Shank™ Shankm.? CSP® Fig. RPMX¥  Kg
MM S-A-L090/040C20T12C-CH T12 20,00 1830  37.20 400 90.00 e © 1 2 60000  0.30
MM S-A-L110/50-SL20T12C T12 20.00 18.30 50.00 53.3 110.00 SL C 0 60000 0.41
MM S-A-L120-C20-T12 T12 20.00 1830 20.30 25.0 120.00 @ S 0 - 36000  0.27
MM S-A-L120-C20-T12-H T12 20.00 1830  66.70 700 120.00 @ s 1 1 32160 025
MM S-A-L120/25-C20-T12-CH T12 20.00 18.30 22.20 25.0 120.00 C S 1 2 32160 0.12
MM S-A-L120/48-C20-T12-CH T2 20.00 1830 4520 480 120,00 @ s 1 2 32160  0.20
MM S-A-L130-C20-T12-C T12 20.00 1830  77.20 80.0 130.00 @ © 0 - 42360 047
MM S-A-L130-C20-T12-W-H T12 20.00 18.30 76.90 80.0 130.00 C W 1 1 31650 0.59
MM S-A-L130/080C20T12C-CH T12 20.00 1830  77.20 80.0 130.00 @ © 1 2 42360 044
MM S-A-L170-C20-T12-C T12 20.00 1830  97.20 1000 170.00 @ @ 0 25170 063
MM S-A-L200-C20-T12-C T12 20.00 18.30 116.50 120.0 200.00 C C 0 - 17790 0.76
MM S-A-L200-C20-T12-W-H T12 20.00 18.30 116.90 120.0 200.00 C W 1 1 12540 0.92
MM S-A-L200/120C20T12C-CH T12 20.00 1830  117.20 1200 200.00 @ @ 1 2 17790 0.74
MM S-A-L120-C25-T15-C T15 25.00 23.90 57.50 60.0 120.00 C C 0 - 49400 0.64
MM S-A-L120-C25-T15-W-H T15 25.00 2390 5800 600 120.00 @ w 1 1 41700 0.89
MM S-A-L125/63-C25T15C T15 25.00 2400 6300 65.8 125,00 @ @ 0 41700 0.75
MM S-A-L135-C25-T15 T15 25.00 23.90 33.00 35.0 135.00 C S 0 - 28290 0.47
MM S-A-L135/35-C25-T15-CH T15 25.00 23.90 33.00 35.0 135.00 C S 1 2 28230 0.42
MM S-A-L135/50-C25-T15-CH T15 25.00 2390  47.70 50.0 135.00 @ s 1 2 28230 040
MM S-A-L170-C25-T15-C T15 25.00 23.90 98.00 100.0 170.00 C C 0 27360 0.96
MM S-A-L175-C25-T15 T15 25.00 23.90 62.70 65.0 175.00 C S 0 16890 0.10
MM S-A-L250-C25-T15-C 15 25.00 2390 14800 150.0 250,00 @ © 0 12690 145
MM S-A-L100/32-C32-T21 21 32.00 3000  32.00 353 100.00 @ s 0 12600 056
MM S-A-L130/60-C32-T21-C T21 32.00 30.00 60.00 63.3 130.00 C C 0 12690 122
MM S-A-L135/64-C32T21C T21 32.00 3000  64.00 67.5 135.00 @ © 0 12690  1.02
MM S-A-L150/50-C32-T21 T21 32.00 30.00 50.00 53.5 150.00 C S 0 12690 0.86
MM S-A-L170/100-C32-T21-C T21 32.00 30.00 100.00 103.5 170.00 C C 0 12690 122
MM S-A-L250/150-C32-T21-C 21 32.00 3000 15000 1635 250.00 @ © 0 12690 250
MM S-A-L300/200-C32-T21-C T21 32.00 30.00 200.00 203.5 300.00 C C 0 12690 3.00

¢ Do not apply lubricant to the threaded connection

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

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

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

) The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.
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MULTI-ﬁfﬁs b s THSZWS CD
MM S-A-N F e
Stepped Cylindrical Shanks with BD DCONMS Z
Parallel Directed Coolant Mount
Interchangeable Milling Heads 18— <
e—— LBX
OAL I

Designation THSZWS DCONMS BD LB LBX OAL Shank m.(") ﬁ\

MM S-A-L075-C10-T06-N T06 10.00 9.60 18.00 28.0 75.00 S 0.04

MM S-A-L090-C12-T08-N T08 12.00 11.60 18.00 30.0 90.00 S 0.07

MM S-A-L100-C16-T10-N T10 16.00 15.30 23.00 35.0 100.00 S 0.04
¢ Do not apply lubricant to the threaded connection
) S-steel
MULTI-miASTER
MM TS-A Detail B A ®© MM TS-A-L...-H
Cylindrical Shanks Mount o
Interchangeable Milling Heads BL. BD DCONMS

yon 2 OAL

Designation THSZWS DCONMS BD OAL Shank m.(" RPMX@ CSP®) Fig. ﬁ\

MM TS-A-L070-C08-T04 T04 8.00 5.80 70.00 S - 0 - 0.03

MM TS-A-L070-C08-T05 T05 8.00 7.60 70.00 S 60000 0 - 0.03

MM TS-A-L080-C10-T06 T06 10.00 9.60 80.00 S 47400 0 - 0.05

MM TS-A-L080-C10-T06-H T06 10.00 9.60 80.00 S 46920 1 1 0.04

MM TS-A-L090-C12-T08 T08 12.00 11.60 90.00 S 43110 0 - 0.08

MM TS-A-L090-C12-T08-H T08 12.00 11.60 90.00 S 42780 1 1 0.08

MM TS-A-L100-C16-T10 T10 16.00 15.30 100.00 S 39420 0 - 0.16

MM TS-A-L100-C16-T10-H T10 16.00 15.30 100.00 S 39210 1 1 0.14

¢ Do not apply lubricant to the threaded connection

M) S-steel

@ The actual maximum RPM to be calculated by dividing the listed RPM max by the number of the head's flutes being used.
©3) 0 - Without coolant supply, 1 - With coolant supply

MULTI-MASTER

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

Il\/Iount Slitting and'C.%roovmg L i)

nterchangeable Milling Heads DCONMS 7

OAL/LF |

Designation THSZWS DCONMS OAL Shank m.(") CSP@ ﬁ\
MM GRT-095-T06 T06 9.52 80.00 C 0 0.07
MM GRT-100-T06 T06 10.00 100.00 C 0 0.10
MM GRT-120C-T08 T08 12.00 100.00 C 1 0.12
MM GRT-127C-T08 T08 12.70 120.00 C 1 0.17

¢ MM GRT... shanks serve mainly for MM GRIT... slitting heads.

When mounting other types of milling heads, do not exceed maximum specified depth of cut for the particular milling head.

Since the shank diameter is not relieved, it may touch a wall on the workpiece being machined.

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

M) C - Solid carbide

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

Member IMC Group
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p) MULTI-MASTER

K MM S-A (straight shanks) ! N

Z Shgnks Mount Interchangeable BD*W 777777777777777777777 J 00 OANMS ,

< Milling Heads TS g —— — ¥ @ W-Weldon

T

N

THSZWS DCONMS BD OAL Shank®@ Shank m.®) RPMX@ ﬁ\

MM S-A-L055-W12-T05 05 12.00 7.60 55.00 w S 60000 0.05
MM S-A-L070-C20T05 05 20.00 7.60 70.00 © S 60000 0.24
MM S-A-L150-C12-T05-B (1) T05 12,00 7.60 150.00 © S 18270 0.13
MM S-A-L065-W16-T06 T06 16.00 9.60 65.00 w S 60000 0.09
MM S-A-L080-C25T06 T06 25,00 9.60 80.00 © S 60000 0.29
MM S-A-L200-C16-T06-B (1) T06 16.00 9.60 200.00 © S 11970 0.33
MM S-A-L065-W16-T08 T08 16.00 11.60 65.00 W S 60000 0.10
MM S-A-L080-C25T08 T08 25,00 11.60 80.00 © S 60000 0.40
MM S-A-L250-C20-T08-B (1) T08 20.00 11.60 250.00 © S 9330 0.60
MM S-A-L070-W20-T10 T10 20.00 15.30 70.00 w S 60000 0.7
MM S-A-L080-C32T10 T10 32.00 15.30 80.00 © S 60000 0.65
MM S-A-L250-C25-T10-B (1) T10 25,00 15.30 250.00 © S 11130 0.94
MM S-A-L075-W25-T12 Ti2 25.00 18.30 75.00 W S 60000 0.28
MM S-A-L080-C32T12 T2 32,00 18.30 80.00 © S 60000 0.65
MM S-A-L100-W32-T15 Ti5 32.00 23.90 100.00 w S 60000 0.30
MM S-A-L100-C40T15 Ti5 40.00 23.90 100.00 © S 60000 0.94
MM S-A-L100-C40T21 21 40,00 30.00 100.00 © S 60000 1.56

¢ Do not apply lubricant to the threaded connection.

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

(2 G-Cylindrical, W-Weldon

@) S-steel

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

MULTI-RiASTER

MM S-B (85° conical shanks) THSZWS EIE S [T) oo

Shanks Interchangeable B‘; 777777 N 0 DCJNMS ‘

Miling Heads [ ' @ e

1B ‘ '
~——LBX -

THSZWS DCONMS  BD BHTA  Shank() LB LBX OAL  Shankm.2  RPMX® ﬁ\
MM S-B-L080/24-C08-T04 T04 8.00 5.80 26 C - 24.0 80.00 S 60000 0.04
MM S-B-L080-C12-T05 T05 12.00 7.60 5.0 C - 256.0 80.00 S 60000 0.06
MM S-B-L085/32-C16T05 T05 16.00 7.60 5.0 C 27.00 32.0 85.00 S 41280 0.11
MM S-B-L125-C16-T06 T06 16.00 9.60 50 C 31.50 31.7 125.00 S 41280 0.19
MM S-B-L095/40-C20T06 T06 20.00 9.60 50 C 34.00 40.0 95.00 S 41280 0.19
MM S-B-L140-C20-T06-W T06 20.00 9.65 5.0 C ® 60.3 140.50 W 51180 0.62
MM S-B-L140-C16-T08 T08 16.00 11.60 50 C 19.30 22.0 140.00 S 25590 0.22
MM S-B-L100/48-C20T08 T08 20.00 11.60 5.0 C - 48.0 100.00 S 25590 0.32
MM S-B-L140-C20-T10 T10 20.00 16.30 5.0 C 27.0 140.00 S 31020 0.34
MM S-B-L170-C25-T10 T10 25.00 15.30 50 C 56.0 170.00 S 29490 0.16
MM S-B-L120/55-C25T10 T10 25.00 16.30 50 C 56.4 120.00 S 29490 0.40
MM S-B-L160-C25-T12 T12 25.00 18.30 5.0 C 40.0 160.00 S 28680 0.08
MM S-B-L190-C32-T12 T12 32.00 18.30 50 C 80.0 190.00 S 34890 0.56
MM S-B-L150/78-C32T12 T12 32.00 18.30 5.0 C 78.3 150.00 S 34890 0.78
MM S-B-L200-C32-T15 T15 32.00 23.90 50 C 50.0 200.00 S 14160 1.19
MM S-B-L180/92-C40T15 T15 40.00 23.90 50 C 92.0 180.00 S 14160 0.28
MM S-B-L250-W40-T15 T15 40.00 23.90 50 w 100.0 250.00 S 21840 212
MM S-B-L150/57-C40T21 T21 40.00 30.00 50 C 57.0 150.00 S 21840 0.62

* Do not apply lubricant to the threaded connection.

() G-Cylindrical, W-Weldon

@) S-steel, W-tungsten

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

MM S-D (89° conical shanks)
Shanks Mount Interchangeable
Milling Heads

+ 1 1 DCONMS

OAL/LF

SHANKS

THSZWS DCONMS  BD LB Shank LBX OAL BHTA  Shankm. CSP®  RPMX® ﬁ

MM S-D-L100-C12-T05 T05 12.00 7.60 29.60 C 35.0 100.00 1.0 S 0 52000 0.08
MM S-D-L110-C12-T05-C T05 12.00 7.60 55.90 C 60.0 110.00 1.0 C 0 53430 0.13
MM S-D-L110-C12-T05-W-H T05 12.00 7.60 55.70 C 60.0 110.00 1.0 W 1 38460 0.14
MM S-D-L130-C12-T05-C T05 12.00 7.60 77.30 C 80.0 130.00 1.0 C 0 36420 0.15
MM S-D-L130-C12-T05-W-H T05 12.00 7.60 76.40 C 80.0 130.00 1.0 W 1 26160 0.16
MM S-D-L150-C16-T05-C T05 16.00 7.60 91.50 C 100.0 150.00 1.0 C 0 29700 0.28
MM S-D-L110-C12-T06-W-H T06 12.00 9.60 58.80 C 60.0 110.00 1.0 W 1 36990 017
MM S-D-L130-C16-T06-W-H T06 16.00 9.60 73.40 C 80.0 130.00 1.0 W 1 29490 0.28
MM S-D-L150-C16-T06-C T06 16.00 9.60 95.40 C 100.0 150.00 1.0 C 0 30150 0.27
MM S-D-L150-C16-T06-W-H T06 16.00 9.60 93.80 C 100.0 150.00 1.0 W 1 21660 0.33
MM S-D-L160-C16-T06 T06 16.00 9.60 46.80 C 55.0 160.00 1.0 S 0 23370 0.12
MM S-D-L170-C16-T06-C T06 16.00 9.60 116.90 C 120.0 170.00 1.0 C 0 23400 0.11
MM S-D-L170-C16-T06-W T06 16.00 9.60 46.30 C 55.0 170.00 1.0 W 0 21210 0.48
MM S-D-L130-C16-T08-C T08 16.00 11.60 77.20 C 80.0 130.00 1.0 C 0 39870 0.28
MM S-D-L130-C16-T08-W-H T08 16.00 11.60 76.40 C 80.0 130.00 1.0 W 1 29040 0.32
MM S-D-L150-C16-T08-C T08 16.00 11.60 97.80 C 100.0 150.00 1.0 C 0 29970 0.33
MM S-D-L150-C16-T08-W-H T08 16.00 11.60 98.30 C 100.0 150.00 1.0 W 1 21540 0.38
MM S-D-L170-C20-T08 T08 20.00 11.60 69.70 C 80.0 170.00 1.0 S 0 22680 0.30
MM S-D-L170-C20-T08-C T08 20.00 11.60 112.00 C 120.0 170.00 1.0 C 0 26250 0.47
MM S-D-L170-C20-T08-W T08 20.00 11.60 69.70 C 80.0 170.00 1.0 W 0 24900 0.65
MM S-D-L170-C20-T08-W-H T08 20.00 11.60 113.10 C 120.0 170.00 1.0 W 1 18750 0.53
MM S-D-L150-C20-T10-C T10 20.00 156.30 97.50 C 100.0 150.00 1.0 C 0 35610 0.10
MM S-D-L150-C20-T10-W-H T10 20.00 16.30 96.80 C 100.0 150.00 1.0 W 1 25800 0.60
MM S-D-L170-C20-T10-C T10 20.00 16.30 118.30 C 120.0 170.00 1.0 C 0 28140 0.61
MM S-D-L170-C20-T10-W-H T10 20.00 16.30 118.00 C 120.0 170.00 1.0 w 1 20100 0.73
MM S-D-L190-C20-T10 T10 20.00 16.30 73.70 C 80.0 190.00 1.0 S 0 15780 0.42
MM S-D-L190-C20-T10-C T10 20.00 16.30 - C 140.0 190.00 1.0 C 0 22830 0.68
MM S-D-L190-C20-T10-W-H T10 20.00 16.30 C 140.0 190.00 1.0 W 1 16170 0.83
MM S-D-L210-C20-T10-C T10 20.00 16.30 C 160.0 210.00 1.0 C 0 18270 0.75
MM S-D-L210-C20-T10-W-H T10 20.00 16.30 - C 160.0 210.00 1.0 W 1 12870 0.93
MM S-D-L180-C25-T12-C T2 25.00 18.30 115.70 C 120.0 180.00 1.0 C 0 29460 091
MM S-D-L180-C25-T12-W-H T12 25.00 18.30 114.60 C 120.0 180.00 1.0 W 1 20940 1.15
MM S-D-L200-C25-T12-W-H T2 25,00 18.30 146.60 C 150.0 200.00 1.0 W 1 16560 1.21
MM S-D-L210-C25-T12 T12 25.00 18.30 94.60 C 100.0 210.00 1.0 S 0 16540 0.66
MM S-D-L250-C25-T12-C T2 25.00 18.30 135.60 C 140.0 250.00 1.0 C 0 16170 1.40
MM S-D-L250-C25-160T12W-H T12 25.00 18.30 157.20 C 160.0 250.00 1.0 W 1 11310 1.76
MM S-D-L250-C25-T12-W-H T2 25.00 18.30 135.60 C 140.0 250.00 1.0 W 1 11300 1.80
MM S-D-L250-C32-T15 T15 32.00 23.90 90.10 C 100.0 250.00 1.0 S 0 14160 1.00
MM S-D-L250-C32-T15-C T15 32.00 23.90 143.30 C 150.0 250.00 1.0 C 0 20370 1.88
MM S-D-L300-C32-T15-C T15 32.00 23.90 195.70 C 200.0 300.00 1.0 C 0 16000 2.62

e Shank material (Shank m.): S-steel, C-carbide, W-tungsten. ¢ Do not apply lubricant to the threaded connection.
() 0 - Without coolant supply, 1 - With coolant supply
) The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.
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(i) MULTI-MASTER Fig 1 Fig 2 oL Fig3

MM S-ER BHTA
= Shanks that Mount I‘ | E— [

MULTI-MASTER Solid I‘ S j—i{SZWS BD BD_2
< Carbide Heads with an .~ 5 . 1
I ER Collet Adaptation LBX—»

LF—

D) OAL

Cspi) &

@

S§S  THSZWS BHTA BD BD_2 LB LBX LF OAL Fi

MM S-A-H004-ER11-T04 ER11 T04 5.80 = - 4.0 9.60 22.00 1 0 0.01
MM S-A-H004-ER11-T05 ER11 T05 - 7.60 - - 4.0 9.60 22.00 1 0 0.01
MM S-A-H10.5-ER11-T05 ER11 T05 = 7.60 = - 10.5 16.10 28.50 1 0 0.01
MM S-A-H004-ER16-T05 ER16 T05 - 7.60 - - 4.0 11.60 31.50 2 1 0.02
MM S-A-H004-ER16-T06 ER16 T06 - 9.25 - = 4.0 11.60 31.50 2 1 0.03
MM S-A-H004-ER16-T08 ER16 T08 - 11.60 - - 4.0 11.60 31.50 1 0 0.04
MM S-A-H10.5-ER16-T05 ER16 T05 = 7.60 - - 10.5 18.10 38.00 1 0 0.03
MM S-A-H10.5-ER16-T06 ER16 T06 - 9.25 - - 10.5 18.10 38.00 1 0 0.04
MM S-A-HO13-ER16-T08 ER16 T08 - 11.60 = - 14.0 20.60 40.50 1 0 0.02
MM S-A-H004-ER20-T05 ER20 T05 - 7.60 = - 4.0 12.60 35.50 2 1 0.06
MM S-A-H004-ER20-T06 ER20 T06 - 9.25 - = 4.0 12.60 35.50 2 1 0.06
MM S-A-H004-ER20-T08 ER20 T08 - 11.60 - - 4.0 12.60 35.50 2 1 0.07
MM S-A-H004-ER20-T10 ER20 T10 - 156.30 - - 4.0 12.60 35.50 1 0 0.06
MM S-A-H10.5-ER20-T05 ER20 T05 - 7.60 = - 10.5 19.10 42.00 1 0 0.04
MM S-A-H10.5-ER20-T06 ER20 T06 = 9.25 = - 10.5 19.10 42.00 1 0 0.05
MM S-A-HO013-ER20-T08 ER20 T08 - 11.60 = - 13.0 21.60 44.50 2 1 0.07
MM S-A-H016-ER20-T10 ER20 T10 > 156.30 - = 16.0 24.60 47.50 1 0 0.07
MM S-A-H004-ER25-T05 ER25 T05 - 7.60 - - 4.0 13.10 38.00 2 1 0.08
MM S-A-H10.5-ER25-T05 ER25 T05 - 7.60 - - 10.5 19.60 4450 2 1 0.08
MM S-A-H004-ER25-T06 ER25 T06 ° 9.25 - - 4.0 13.10 38.00 2 1 0.07
MM S-A-H10.5-ER25-T06 ER25 T06 - 9.25 - = 10.5 19.60 4450 2 1 0.12
MM S-A-H004-ER25-T08 ER25 T08 - 11.60 - - 4.0 13.10 38.00 2 1 0.1
MM S-A-H10.5-ER25-T08 ER25 T08 ° 11.60 - - 10.5 19.60 4450 2 1 0.06
MM S-A-H004-ER25-T10 ER25 T10 > 15.30 - - 4.0 13.10 38.00 2 1 0.10
MM S-A-H10.5-ER25-T10 ER25 T10 - 156.30 = - 10.5 19.60 44.50 2 1 0.10
MM S-A-H004-ER25-T12 ER25 T12 ° 18.30 - - 4.0 13.10 38.00 1 0 0.10
MM S-A-H10.5-ER25-T12 ER25 T2 - 18.30 - = 105 19.60 4450 1 0 0.06
MM S-A-H025-ER32-T06 ER32 T06 - 9.25 10.00 18.00 25.0 35.10 65.00 3 0 0.15
MM S-B-H025-ER32-T06 ER32 T06 5.0 9.60 13.50 22.30 25.0 35.10 65.00 3 0 0.16
MM S-B-H050-ER32-T06 ER32 T06 5.0 9.60 17.90 47.30 50.0 60.10 90.00 3 0 0.20
MM S-B-H075-ER32-T06 ER32 T06 5.0 9.60 22.60 7410 75.0 85.10 115.00 3 0 0.25
MM S-D-H050-ER32-T06 ER32 T06 1.0 9.60 11.20 45.00 50.0 60.10 90.00 3 0 0.17

¢ Do not apply lubricant to the threaded connection. e For adaptation see page 9 ¢ When a rigid ER collet is assembled in an ER holder, the actual protruding length of the
holder becomes shorter by 2.0 mm for ER20 and by 3.0 mm for ER25/ER32
() 0 - Without coolant supply, 1 - With coolant supply

F'ryv.>r J_ /.
MULTI-EASTER Fig. 1 Fig. 2

Ss
MM S-ER-H THSZWS

Shanks that Mount
MULTI-MASTER Solid Carbide

>‘

BD

Heads with an ER Collet .

Adaptation and Coolant Holes o LBX

LF
OAL

SS THSZWS BD LBX LF OAL Fig. &
MM S-A-H004-ER32-T05-H ER32 T05 7.60 4.0 14.10 44.00 1 0.14
MM S-A-H025-ER32-T05-H ER32 T05 7.60 25.0 35.10 65.00 2 0.20
MM S-A-H040-ER32-T05-H ER32 T05 7.60 40.0 50.10 80.00 2 0.15
MM S-A-H004-ER32-T06-H ER32 T06 9.60 40 14.10 44.00 1 0.14
MM S-A-H025-ER32-T06-H ER32 T06 9.25 25.0 35.10 65.00 2 0.20
MM S-A-H040-ER32-T06-H ER32 T06 9.25 40.0 50.10 80.00 2 0.22
MM S-A-H004-ER32-T08-H ER32 T08 11.60 4.0 14.10 44.00 1 0.16
MM S-A-H025-ER32-T08-H ER32 T08 11.60 25.0 35.10 65.00 2 0.20
MM S-A-H050-ER32-T08-H ER32 T08 11.60 50.0 60.10 90.00 2 0.23
MM S-A-H004-ER32-T10-H ER32 T10 15.30 40 14.10 44.00 1 0.14
MM S-A-H025-ER32-T10-H ER32 T10 15.30 25,0 35.10 65.00 2 0.20
MM S-A-H050-ER32-T10-H ER32 T10 15.20 50.0 60.10 90.00 2 0.25
MM S-A-H004-ER32-T12-H ER32 T12 18.30 40 14.10 44.00 1 0.14
MM S-A-H025-ER32-T12-H ER32 T12 18.30 25.0 35.10 65.00 2 0.22
MM S-A-H050-ER32-T12-H ER32 T12 18.30 50.0 60.10 90.00 2 0.22
MM S-A-H004-ER32-T15-H ER32 T15 23.90 40 14.10 44.00 1 0.16
MM S-A-H025-ER32-T15-H ER32 T15 23.90 25.0 35.10 65.00 2 0.21
MM S-A-H050-ER32-T15-H ER32 T15 23.90 50.0 60.10 90.00 2 0.25

¢ Do not apply lubricant to the threaded connection.
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MULTI-RIASTER HSK ] ~LPR— =

RE

MM S-A-HSK THSZWS

MULTI-MASTER Threaded 1

Connection Shanks with an DCONMS - AT= - BD

Integral HSK DIN 69893 Form v

A Tapered Adaptation U

l«—LBX—

DCONMS ~ THSZWS BD LPR LBX LU RE coi ﬁ
MM S-A-H035-HSK A40-T05 40.00 T05 7.60 35.00 15.0 10.00 50 1 0.20
MM S-A-H040-HSK A40-T06 40.00 T06 9.25 40.00 20.0 15.00 5.0 1 0.28
MM S-A-H045-HSK A40-T08 40.00 T08 11.60 45.00 25.0 20.00 50 1 0.24
MM S-A-H050-HSK A40-T10 40.00 T10 15.30 50.00 30.0 25.00 5.0 1 0.23
MM S-A-H050-HSK A40-T12 40.00 T12 18.30 50.00 30.0 25.00 5.0 1 0.27
MM S-A-H050-HSK A63-T06 63.00 T06 9.25 50.00 24.0 18.00 6.0 1 0.70
MM S-A-H050-HSK A63-T08 63.00 T08 11.60 50.00 24.0 18.00 6.0 1 0.72
MM S-A-H055-HSK A63-T10 63.00 T10 15.30 55.00 29.0 23.00 6.0 1 0.73
MM S-A-HO055-HSK A63-T12 63.00 T12 18.30 56.00 29.0 23.00 6.0 1 0.40
MM S-A-H060-HSK A63-T15 63.00 T15 23.90 60.00 34.0 28.00 6.0 1 0.76

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

() 1 - Slot for data chip, 0 - Without slot for data chip

MULTI-MASTER

DCONMS

DIN69871 ﬁ\;

MM S-A-SK

DIN 69871 Integral Tapered

Shanks Mount MULTI-MASTER

Milling Heads

DCONMS CRKS THSZWS BD LPR LBX LU RE ﬁ\
MM S-A-H040-SK 40-T06 40.00 M16 T06 9.25 40.00 21.0 15.00 6.0 0.86
MM S-A-H045-SK 40-T08 40.00 M16 T08 11.60 45.00 26.0 20.00 6.0 0.87
MM S-A-H050-SK 40-T10 40.00 M16 T10 16.30 50.00 31.0 25.00 6.0 0.83
MM S-A-H050-SK 40-T12 40.00 M16 T2 18.30 50.00 31.0 25.00 6.0 0.90
MM S-A-H050-SK 40-T15 40.00 M16 T15 23.90 50.00 31.0 25.00 6.0 0.93

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

MULTI-MIASTER

CAMFiIX KE

DCONMS

MM S-A-Ci

MULTI-MASTER Threaded

Connection Shanks with

a CAMFIX (ISO 26623-1) I ~iiie

Exchangeable Adaptation

DCONMS THSZWS BD LPR LBX LU coit ﬁ\
MM S-A-H035-C3-T05 32.00 T05 7.60 35.00 20.0 15.00 0 0.12
MM S-A-H035-C3-T06 32.00 T06 9.25 35.00 20.0 15.00 0 0.12
MM S-A-H040-C3-T08 32.00 T08 11.60 40.00 25.0 20.00 0 0.13
MM S-A-H040-C3-T10 32.00 T10 16.30 40.00 25.0 20.00 0 0.15
MM S-A-H045-C3-T12 32.00 T12 18.30 45.00 30.0 25.00 0 0.16
MM S-A-H045-C4-T06 40.00 T06 9.25 45.00 25.0 20.00 0 0.25
MM S-A-H045-C4-T08 40.00 T08 11.60 45.00 25.0 20.00 0 0.25
MM S-A-H050-C4-T10 40.00 T10 15.30 50.00 30.0 25.00 0 0.28
MM S-A-H055-C4-T12 40.00 T12 18.30 55.00 35.0 30.00 0 0.22
MM S-A-H055-C4-T15 40.00 T15 23.90 55.00 35.0 30.00 0 0.35
MM S-A-H060-C5-T10 50.00 T10 15.30 60.00 40.0 35.00 0 0.22
MM S-A-H060-C5-T12 50.00 T12 18.30 60.00 40.0 35.00 0 0.48
MM S-A-H060-C5-T15 50.00 T15 23.90 60.00 40.0 35.00 0 0.58
MM S-A-H065-C6-T12 63.00 T12 18.30 65.00 43.0 38.00 0 0.80
MM S-A-H065-C6-T15 63.00 T15 23.90 65.00 43.0 38.00 0 0.84
MM S-A-H070-C8-T15 80.00 T15 23.90 70.00 40.0 36.00 0 1.83

* Do not apply lubricant to the threaded connection e For adaptation options, see page 9
() 1 - Slot for data chip, 0 - Without slot for data chip
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MULTI-MASTER

MM CAB-T-T
MULTI-MASTER Shank Extensions|

THSZMS

P
'
Z
<<
L
0p)

Designation BD THSZWS THSZMS LF DRVS() ﬁ\

MM CAB T05T05-25/1.0-C 7.60 T05 T05 25.40 6.0 0.02
MM CAB T06T06-25/1.0-C 9.30 T06 T06 25.40 8.0 0.02
MM CAB T08T08-25/1.0-C 11.50 T08 T08 25.40 10.0 0.02
MM CAB T10T10-38/1.5-C 16.20 T10 T10 38.10 13.0 0.08
MM CAB T12T12-38/1.5-C 18.45 T12 T2 38.10 16.0 0.11
MM CAB T15T15-45/1.77-C 23.90 T15 T15 45.00 20.0 0.21

Clamping key to be ordered separately e For adaptation options, see page 9
() Clamping wrench size

MULTI-miASTER

MM CAB-T-T-W
MULTI-MASTER Shank Reducers

DCONMS  THSZMS THSZWS BD LB LPR DRVS(") ﬁ\

MM CAB T05T04-14.0/.55-W 7.60 T05 T04 5.80 8.20 14.00 55 0.01
MM CAB T06T05-15.0/.59-W 9.60 T06 T05 7.60 9.00 15.00 8.0 0.03
MM CAB T08T06-16.0/.63-W 12.70 T08 T06 9.60 9.00 16.00 10.0 0.04
MM CAB T10T08-19.0/.75-W 16.30 T10 T08 11.60 10.00 19.00 13.0 0.07
MM CAB T12T10-24.0/.94-W 19.00 T12 T10 16.30 15.00 24.00 16.0 0.12
MM CAB T15T12-30.0/1.18-W 24.00 T15 T12 18.30 17.50 30.00 20.0 0.24

e Clamping key to be ordered separately ¢ For adaptation options, see page 9
™) Torque key size

FLEXF i s .
MULTI-MASTER T
MM CAB DCONMS  THSZMS BD
Adapters for Connecting i i_r
FLEXFIT Shanks and i -

1 < Lscms— LPR
MULTI-MASTER Milling Heads

Designation THSZWS  THSZMS LPR LU BD DCONMS  LSCMS  DRVS(® BHTA TQ_3? él

MM CAB TO6M06-16/.63 T06 M06 16.00 11.60 9.30 9.70 14.50 8.0 15 15 0.01
MM CAB T0O6MO08-16/.63 T06 M08 16.00 13.70 9.60 13.00 17.50 1.0 6.0 20 0.02
MM CAB T0O6MO08-25/1.0 T06 M08 25.00 11.30 9.30 13.00 17.50 11.0 15 20 0.02
MM CAB TO6M10-25/1.0 T06 M10 25.00 16.60 9.60 18.00 20.00 1.0 5.0 29 0.04
MM CAB T0O8M08-16/.63 T08 M08 16.00 5.40 11.70 13.00 17.50 1.0 1.4 20 0.03
MM CAB TO8MO08-25/1.0 T08 M08 25.00 19.50 11.70 13.00 17.50 1.0 15 20 0.03
MM CAB T0O8M10-20/.75 T08 M10 20.00 11.30 11.70 18.00 20.00 13.0 7.0 29 0.04
MM CAB T0O8M10-25/1.0 T08 M10 25.00 14.20 11.70 18.00 20.00 1.0 15 29 0.03
MM CAB T08M12-20/.75 T08 M12 20.00 9.30 11.70 21.00 22.00 13.0 7.0 33 0.05
MM CAB T08M12-25/1.0 108 M12 25.00 12.50 11.70 21.00 22.00 13.0 15 33 0.04

Do not apply lubricant to the threaded connection e When mounting items with FLEXFIT threaded adaptation to their holders, the mating surfaces and threaded areas must
be thoroughly cleaned. Apply appropriate tightening torque to eliminate a gap between the mating faces. Estimated torque values are specified in the TQ_3 parameter

() Clamping wrench size

@) Tool tightening torque Nxm (Ibfxin)

ISCAR




=SLOT
MULTI-mASTER

DCONMS DCONWS

SD CAB

Adapters for Connecting SD Solid i |
Carbide T-Slot Milling Heads T
and MULTI-MASTER Shanks HDRED L~

l«e——— OAL ——

THSZMS DRVS THSZWS

LN

)
X
Z
<<
L
w

Designation THSZWS THSZMS LF LDRED OAL DCONWS DCONMS DRVS( ﬁ
SD CAB T10-14/0.55-SP11 M4x0.5 T10 14.00 3.9 29.15 11.00 16.20 13.0 0.02
SD CAB T12-14/0.55-SP13 M4x0.5 T12 14.00 43 31.65 13.00 18.30 16.0 0.04
SD CAB T12-14/0.55-SP15 M5x0.5 T12 14.00 49 32.70 15.00 18.30 16.0 0.04
SD CAB T15-14/0.55-SP17 M6x0.5 T15 14.00 6.0 37.00 17.00 23.90 20.0 0.07
SD CAB T15-14/0.55-SP19 M6x0.5 T15 14.00 8.5 39.50 19.00 23.90 20.0 0.07
Note: Apply lubricant to the MULTI-MASTER threaded connection and to the slotting head clamping screw

() Clamping wrench size

Spare Parts

Designation @ / & /

SD CAB T10-14/0.55-SP11 SR M4X0.5-SP11 HG BLD T15/S7 SW6-T-SH MM KEY 13X8*
SD CAB T12-14/0.55-SP13 SR M4X0.5-SP13-IP15-HG BLD IP15/S7 SW6-T-SH
SD CAB T12-14/0.55-SP15 SR M5X0.5-SP15-IP20-HG BLD IP20/S7 SW6-T-SH
SD CAB T15-14/0.55-SP17 SR M6X0.5-SP17-IP20-HG BLD IP20/S7 SW6-T-SH
SD CAB T15-14/0.55-SP19 SR M6X0.5-SP17-IP20-HGEE! BLD IP20/S7 SW6-T-SH
* Optional, to be ordered separately
@ Recommended tightening torque:10.0 N*m
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P
| Iy
L 4 1 | ]




ALPHABETICAL INDEX

X4ANI IVOILAGVHJ IV

88



XJANI " IVOILAGVHJ IV

N
g
§

L -

|
§

QY

|



X4ANI IVOILAGVHJ IV

ISCAR




XJANI " IVOILAGVHJ IV

N
g
§

L -

|
§

QY

|



= @ =

X4ANI IVOILAGVHJ IV

ISCAR




ISCAR LTD.

Israel

Headquarters

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

Argentina

ISCAR TOOLS ARGENTINA SA
Tel +54 114 912 2200

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

Australia

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

Austria

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

Belarus

JV ALC “TWING-M”

Tel +375 17 506-32-38
+375 17 506-33-31/65
Tel/Fax +375 17 506-32-37
info@twing.by
www.twing.by

Belgium

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

Bosnia
(Representative Office)
Tel +387 32 201 100
Fax+387 32 201 101
info@iscar.ba

Brazil

ISCAR DO BRASIL COML. LTDA.

Tel +55 19 3826-7100
Fax+55 19 3826-7171
DDG 0800 701 8877
iscar@iscarbrasil.com.br

Bulgaria

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

Canada

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

Chile

J&A INTERNATIONAL
Tel +56 2 2232 5838
amedina@jya.cl
www.jya.cl

China

ISCAR CHINA

Tel +86 21 8024 8888
iscar@iscar.com.cn

Colombia

ISCAR Andina

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

Croatia

ISCAR ALATI d.o.0.

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

Cyprus

WAMET (Demetriades) Ltd.
Tel +357 (0) 2 336660/5498
Fax+357 (0) 2 333386
wamet@cytanet.com.cy

Czech Republic
ISCAR CR s.r.0.

Tel +420 377 420 625
Fax+420 377 420 630
iscar@iscar.cz

“© 2013 Iscar Ltd. This document, as well as all information and other data contained herein and/or derived therefrom, including but not limited to, all trademarks, logos,
trade-names, concepts, pictures, designs and/or devices, as well as any data from which any proprietary and/or intellectual property right may emanate (“Information”),
is the sole and exclusive property of Iscar Ltd. and is protected by copyright and other applicable laws. No part of any Information may be used or otherwise

Denmark

KJ VAERKTOEJ AS/ISCAR DENMARK
Tel +4570 11 22 44

Fax+45 46 98 67 10

kj@kj.dk

Ecuador

ISCAR Andina

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

Estonia
KATOMSK AS

Tel +372 6775 671
Fax+372 6720 266
aleksei@katomsk.ee

Finland

ISCAR FINLAND OY

Tel +358-(0)9-439 1420
Fax+358-(0)9-466 328
info@iscar.fi

France

ISCAR FRANCE SAS

Tel +33 (0)1 30 12 92 92
Fax+33 (0)1 30 12 95 82
info@iscar.fr

Germany

ISCAR Germany GmbH
Tel +49 (0) 72 43 9908-0
Fax+49 (0) 72 43 9908-93
gmbh@iscar.de
www.iscar.de

Greece

INTERNATIONAL TOOLS

K.-X. GEORGOPOULOS & SIA O.E
Tel +30 210 346 0133

Fax+30 210 342 5621
info@internationaltools.gr

VIMA

V. Mazloumian & Sons

Tel +30 2310 517-117 / 544-521
Fax+30 2310 529-107
vimaco@otenet.gr
http://www.vimaco.gr

Hong Kong

MTC TOOLING SYSTEMS LTD
Tel +85-2-23054838
Fax+85-2-27988789
yoongkamsing@hotmail.com

Hungary

ISCAR HUNGARY KFT.
Tel +36 28 887 700
Fax+36 28 887 710
iscar@iscar.hu

India

ISCAR India Ltd.

Tel +91 77009 63707
sales@iscar.in

Indonesia

CV MULTI TEKNIK

Tel +62-21-29206242/44/45/59
Fax+62-21-29206243
contact@multi-teknik.co.id

Ireland

HARD METAL MACHINE TOOLS
Tel +353 (0) 1 286 2466
Fax+353 (0) 1 286 1514
phannigan@hardmetal.ie
www.hardmetal.ie

Italy

ISCAR ITALIA srl

Tel +39 02 93 528 1
Fax+39 02 93 528 213
marketing@iscaritalia.it

Japan

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

Latvia

MECHA, UAB

Tel +370 37 407 230
Fax+370 37 407 231
info@mecha.lt

Lithuania

MECHA, UAB

Tel +370 37 407 230
Fax+370 37 407 231
sigitas@mecha.lt

Mexico i

ISCAR DE MEXICO

Tel +52 (442) 214 5505
Fax+52 (442) 214 5510
iscarmex@iscar.com.mx

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

New Zealand

ISCAR PACIFIC LTD.
Tel +64 (0) 9 573 1280
Fax+64 (0) 9 573 0781
iscar@iscarpac.co.nz

North Macedonia
(Representative Office)
Tel +389 2 309 02 52
Fax+389 2 309 02 54
info@iscar.com.mk

Norway

SVEA MASKINER AS

Tel +47 32277750

Fax+47 32277751
per.martin.bakken@svea.no

Peru

HARTMETALL SAC

Tel: (511) 6612699
otorres@hartmetallgroup.com

Philippines

MESCO

Tel +63 2631 1775
Fax+63 2635 0276
mesco@mesco.com.ph

Poland

ISCAR POLAND Sp. z 0.0.
Tel +48 32 735 7700
Fax+48 32 735 7701
iscar@iscar.pl

Portugal

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

Romania

ISCAR Tools SRL

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

Russia

Moscow

ISCAR LLC

Tel/fax +7 495 660 91 25/31
iscar@iscar.ru

Serbia

ISCAR TOOLS d.o.0.
Tel +381 11 314 90 38
Fax+381 11 314 91 47
info@iscartools.rs

Singapore

SINO TOOLING SYSTEM
Tel +65 6566 7668
Fax+65 6567 7336
sinotool@singnet.com.sg

Slovakia

ISCAR SR, s.r.o.

Tel +421 (0) 41 5074301
Fax+421 (0) 41 5074311
info@iscar.sk

www.iscar.com

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

disseminated for any purpose whatsoever without the express prior written consent of Iscar Ltd.
Items appearing in this catalog may be improved, amended or withdrawn without prior notice.”

Slovenia

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

South Africa

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

Tel +27 11 997 2700

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

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

Spain

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

Sweden

ISCAR SVERIGE AB

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

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

Taiwan

ISCAR Taiwan Ltd.

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

Thailand

ISCAR Thailand Ltd.

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

Turkey

ISCAR Kesici Takim

TIC. VE. IML. LTD

Tel +90 (262) 751 04 84 (Pbx)
Fax+90 (262) 751 04 85
iscar@iscar.com.tr

Ukraine

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

United Arab Emirates
SVRS General Trading LLC
Tel +971 4 342 6699
WWW.SVIS-mena.com

United Kingdom
ISCAR TOOLS LTD.

Tel +44 (0) 121 422 8585
Fax+44 (0) 121 423 2789
sales@iscar.co.uk

United States

ISCAR METALS INC.

Tel +1 817 258 3200
Tech Tel 1-877-BY-ISCAR
Fax+1 817 258 3221
info@iscarmetals.com

Venezuela

FERREINDUSTRIAL ISO-DIN C.A.
Tel +58 2 632 8211/633 4657
Fax+58 2 632 5277
iso-din@cantv.net

Vietnam

ISCAR VIETNAM
(Representative Office)
Tel +84 8 38 123 519/20
Fax+84 8 38 123 521
iscarvn@hcm.fpt.vn

02/2023
LN

3440839 G



SCAR MULTI-MASTER LINES

SOLID CARBIDE & INDEXABLE HEADS

Metric Catalog

Download ISCAR WORLD APP E-CAT

ekakalingseisen

Werkzeuge & Maschinen

78554 Aldingen

Tel. (07424) 98192-0 _ Fax. (07424) 84601
info@klingseisen.de www.klingseisen.de



