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Small Part Production
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Bone Line Machining Layout
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Bone Line Machining Layout

SOLIDiviii.i SWISSCuT
SOR 22 150NP..

SNl in NARRINDF I INF

ECO30B10-4C03

SOLIDiviii.. SWISSCu
([ ([[5S LW
SNIiin nARRINF I INF
SCHR 16-22BF
ECO30B10-4C03 SCIR 22-MTR..

L[ )
sw, r_yr§/ |
(Y |
SCHR 16-22BF
SCIR 22-AR...

Q Member IMC Group
(T Iy
4 11 []



Grooving and turning
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CUTGrRir
GEHSR\L-SL Tools with
Side Clamping Mechanism

ISCAR is introducing the new GEHSR/L-SL tool
family for Swiss-type and screw machines. These
new tools with a unique clamping mechanism can
solve the main problems related to insert clamping
and replacement on Swiss-type and screw machines.
They are an improved style of the current

GEHSRY/L screw-clamped tools.

MIK Cur

MINI FACE LINE
Face Grooving and
Turning Family for Dmin 8 mm

ISCAR’s family for face grooving and turning in a
diameter range of 8 to 17 mm for up to 5.5mm
grooving depth, covers the range between ISCAR’s
PICCO and CHAMGROOVE tools.

Tool Features

Can also be used for rotating applications.
Internal coolant hole, directed to the cutting edge.
Can be used for grooving in deep holes.
Uninterrupted chip flow on the insert rake.

MIFR 8-2.20-0.20 MITR 8-MT1-0.05 MIGR 8-1.60-0.80

MIFR 8-1.60-0.80 MIUR 8-1.00-0 .50 MIGR 8-2.00-0.10

ISCAR



Grooving and turning

SWISSCu'T

INNQDVAL LINE

Upgraded SWISSCUT Line

A compact tool design for Swiss-type
automatics and CNC lathes, providing
reduced setup time and easy indexing
without having to remove the toolholder
from the machine.

¢ The same tool and insert can be used in
both front and back clamping

¢ |Insert indexing without removing the screw
ISCAR is upgrading the SWISSCUT line.
The new inserts feature an innovative
oval-shaped hole that enables 2
important improvements.
The new clamping design uses a special
screw that can be accessed and operated
from both tool sides.
In the upgraded line the insert can be
indexed without the need to fully remove the
screw. Therefore, there is no risk of
falling parts and indexing is easier and faster.

Dmin. 4 mm

Front Clamping

Back Clamping

Y47,

Ay e AN
SWISS T uriv
ISCAR features a variety of ISO standard
inserts, with small shank sizes. Also available
are many standard geometry inserts with
precision ground cutting edges and small
radii for manufacturing small and thin parts.
Toolholders with a unique clamping device
for solving the main problems related to
insert clampingandreplacement on
Swiss-type machines.




Parting

PENTACu' v

PARTING GROOVING LINE

The PENTACUT insert has 5 cutting
edges, useful for multifunction applications
including grooving, parting, recessing
and chamfering. This cost-effective insert
is designed to perform shallow grooving
operations and parting of small solid bars
up to 12.5 mm in diameter. Each cutting
edge on the pentagonal shaped insert is
equipped with a unique J-type positive
chipformer that provides excellent chip
control in grooving, parting and recessing
(light side turning) applications.

y v . v/
DO<Gnrir
ISCAR’s short head, small shank
holders (8-12mm)use DO-GRIP’s
economical, double-ended twistedinserts
inwidths of 1-3 mm.
These inserts, featuring advanced PVD
coatings, are capable of parting small
diameter and thin walled parts while
saving workpiece material. The new shank
design features a very short clamping
head and a slanted screw for convenient
indexing - essential features for operating
in the very limited space of Swiss-type
automatic and small CNC machines.

ISCAR




Threading

ISCAR/T rincEAL

ISCAR offers a wide range of threading
standards for both external and internal
operations. The smallest triangular laydown
insert is the O6IRM which can be used for
internal threading in minimum bore size of 7
mm.Other ISCAR threading systems include:

e PICCOCUT - solid carbide bars for
minimum bore diameters of 4 mm.

e MINICHAM — miniature inserts for
minimum bore diameters of 6 mm.

e CUT-GRIP and CHAMGROOVE -
for a variety of innovative internal
andexternal threading applications.

Dmin. 4mm

() (o —

PENTACU T

THREADING LINE

Multi-corner, five cutting edges,

which provide

an advantageous price per cutting edge
Combination of very rigid clamping
system and a strong insert design
enables machining

at very high machining parameters

Can be used for threading between walls
to enable complete part production on
bar feeder machines

Inserts feature chipformers, providing
short and easily exposed chips,excellent
accuracy and surface quality

Dmin. 16mm

Whirling Head

Whirling tools are provided on request.
Attached is a list of available

whirling tools according to the
machine model being used.

The customer should specify his
specific thread profile and the required
number of inserts in the cutter (or leave
this decision to ISCAR designers).

The inserts are made from
PVD coated grade 1C908.




Grooving and Parting

CUTGrir

PENTACUT

JET LINE

Grooving and Parting Tools

for High Pressure Coolant

As in the ISO turning line, JETCUT
groove-turn and parting tools also feature
coolant outlets near the cutting zone and
thus the coolant jet increases the amount
of coolant that reaches directly to the
cutting edge and chips.

In grooving and parting operations,
applying high pressure coolant

provides excellent chip breaking

results on all materials.

ISCAR

JETCUT
SWISSTu'7

INNQDVAL LINE

Grooving and Parting Tools for
High Pressure Coolant
Following the very successful launch of
the SWISSCUT INNOVAL line and
the smooth transition from the old line,
ISCAR is expanding the product range:
Tools with high pressure coolant
channels (JETCUT) pinpointed
directly to the cutting edge.

The tools can handle pressure up to
340 bars. They will be available in

10 to 16mm shank sizes.



Turning and Threading

DEcalUkwiresin
ECO THREAD

New Tangentially Clamped
Threading Inserts, Featuring

10 Cutting Edges.

This unique (patented) geometry is a

16 mm round insert with 5 double-sided
corners, providing 10 cutting edges.
The new geometry provides the most
economical price per threading corner
(when compared with the popular

3 corner laydown inserts).
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Boring Bars with Coolant
Channel and New Small Size
Inserts for Miniature

The boring tools for small diameters
are available with steel and solid
carbide shank options.

These new tools carry new

positive inserts.

JETCuUT

SWISSTURN Toolholders

The new tools were designed for

Swiss-type automatics and CNC machines.
They include tools for ISO standard
screw-clamped and lever-lock rhombic 80°
(C-type), 55° (D-type) and 35° (V-type) inserts,
all with 7° positive flank relief inclination.



Versatile System

PASSPORT

The PASSPORT is a single holder-bar
that is capable of clamping a variety of
solid carbide shanks — the VISAS - that
carry various inserts.The holder-bar
accommodates 2 different diameters, one
on each end, as well as both

right- and left-hand shanks. This system
allows the user to adjust the shank’s
extension for maximum rigidity. The
PASSPORT system is designed for boring,
grooving, profiling, back turning, threading
and undercutting.

This system provides endless economical
tooling combinations.

One Economical Holder
for Many Applications
Boring ¢ Grooving

Profiling * Back-Turning
Threading * Undercutting

ISCAR

PICCOACE

High Precision Holders
for PICCO Inserts

The growing demands for high accuracy and
flexibility in clamping orientation have led
ISCAR to develop a new advanced line of
PICCO holders.The PICCOACE features

a unigue patented clamping system which
sets new standards for three highly important
properties: accuracy, rigidity and flexibility

of clamping orientation.

No Setup Time




Versatile System

PICCOnirv

The Dirilling, Turning, Boring and
Threading Combination Tool

Dmin. 4 mm

CHAMGROOVE

The same shank can carry either right- or left-
hand inserts for turning, threading and grooving
in bores as small as 8 mm. This system features
easy mounting and indexing. CHAMGROOVE is
a part of the versatile PASSPORT system.

Dmin. 4 mm

N A
DR-mir
ISCAR introduces the DR-MF,
a multifunction tool. The new tool
can be used for manufacturing
small sized components.
[t reduces production time and
the number of tools needed.

== e

The new PICCO MF/MFT

was designed in particular for

use on Swiss-type and all other
machines that produce miniature
parts. This family of tools provides
a unigque cutting geometry and
machining abilities that combine
the work of a few tools into one.

PICCO MF/MFT is a part of the
versatile PASSPORT system.

PICCOmir

The Drilling, Turning and
Boring Combination Tool

Dmin. 3 mm

MINICHAM

Applications inside bores as small as
4 mm can now be performed by
using ISCAR’s MINICHAM.

This system features secure, self-
clamping

inserts with no spare parts.

The unique cartridge is used for
mounting and indexing the inserts.
ISCAR’s MINICHAM, a part of the
versatile PASSPORT system, has
eliminated many of the problems
associated with very small inserts.

Dmin. 4 mm




Milling Innovations

SOLIDniiii MULTI-mASTER

PREMIUM LINE INDEXABLE SOLID CARBIDE LINE
Micrograin solid carbide endmills with MULTI-MASTER is a family of tools with
extended tool life are a part of the shanks and interchangeable heads for a
ISCARMILL family. These endmills variety of milling applications including ball
have an improved design and are nose, straight shoulder and slitting and
available with the most advanced TICN slotting applications. This system features
or TIAIN PVD coatings, in a range of ISCAR’s unique threaded carbide heads for
2-20 mm. Ball nose endmills are available superior performance, short indexing time

in a of diameter range 3-20 mm. and improved economy.

Dmin. 4 mm As there is no setup time for

head replacement.
Dmin. 6-8 mm

ISCAR



Hole Making

SUMOCHAM

FLAT HEAD
Flat SUMOCHAM Drilling Heads
ISCAR is extending the application range
of thesuccessful SUMOCHAM drilling
line by addingflat face drilling heads.

The new flat face drilling heads are
designated FCP, designed for drilling steel
components (ISO P/K material group).

| v _ 7/ ]
SOLIDO ik
The unique requirements of the mass
production industries make specially
tailored drills essential for optimal
performance. ISCAR’s trained design
engineers ensure that customers
have the finest multifunction drilling
tools for their required profiles.
Dmin. 0.8 mm




Hole Making

sumocHAMIQ)

CHAMDRILL LINE
HCP-1Q SUMOCHAM Drilling Heads

ISCAR is expanding the SUMOCHAM
drilling head options, by introducing a
revolutionary drilling head geometry that
features concave cutting edges which
substantially enhance the self-centering
capability of the drill.

By eliminating the need for a pilot hole,
the new drilling heads shorten machining
cycle time and the number of tools
required for the drilling operation.This
can provide a substantial cost reduction.

SOLIDH-REAM
INDEXH-REAM
BAYOT-REAM

Solid carbide reamers for standard H7
reaming in the range of 3 to 40 mm are
available in cylindrical or Morse cone
shanks, with straight or helical flutes.
Also available is an interchangeable,
shell reaming head system with a unique
quick-change mechanism, in IC08
submicron grade or IC908 PVD coating
for high speed machining.

Dmin. 3 mm

%



Deep Drilling

GUNE Nk

ISCAR’s gundrill consists of a single piece carbide
head, a streamlined shank and a driver through
which coolant flows to the working end where

it is most needed Chips are evacuated along
the V-shaped external flute. Features:

e Drilling precision of [T7 to IT9
tolerances can be reached

* High precision hole center alignment
e Surface roughness of 0.4 to 1.6 um is easily obtained

® Reboring operations are often unnecessary
Dmin. 1 mm




EXTERNAL TURNING
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External Turning
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SWISSCUT

INNQDVAL LINE

ISCAR



SWISSCUT

INNQDVAL LINE

SCHR/L-BF
Grooving and Turning Holders, for Swiss-Type and Automatic Machines - i -
Back and Front Clamping
w h - SCHR 0810-22BF
2 Loy [ BLE
i m% I2
max-r -
) W
Left-hand shown
h b I4 ha I2 Tmax-r1) W min W max
8.0 10.0 125.00 2.0 24.0 8.00 0.50 2.50
10.0 10.0 125.00 = = 8.00 0.50 2.50
12.0 12.0 125.00 - - 8.00 0.50 2.50
16.0 16.0 125.00 = = 8.00 0.50 2.50

() See insert dimensions

For inserts, see pages: SCIR-22-MTR-ISO (A10) » SCIR/L-22-AR/AL (A8) * SCIR/L-22-BR/BL (A8) ® SCIR/L-22-ER/EL (A9) * SCIR/L-22-MTR/MTL (A115) e
SCIR/L-22-N/L/R (A10)  SCIR/L-22-NP (A11).

& b

Clamp Screw  Key
SR M4X0.7-19425 T-8/5

SCHR/L-BF-JHP
Grooving and Turning Tools with High Pressure Coolant Channels, ] -
for Swiss-Type and Automatic Machines u Sy
-1 !'V
h
v
X3
- 1
El b
i | 340
Bar Max
Right-hand shown
h b I4 I2 W min W max Tmax-r1)
10.0 10.0 125.00 20.7 0.50 2.50 8.00
12.0 12.0 125.00 20.7 0.50 2.50 8.00
16.0 16.0 125.00 20.7 0.50 2.50 8.00

* Note: Coolnat ports of the left-hand tools are in the same position as those of the right-hand tools.

) See insert dimensions

For inserts, see pages: SCIR-22-MTR-ISO (A10) » SCIR/L-22-AR/AL (A8) » SCIR/L-22-BR/BL (A8) ® SCIR/L-22-ER/EL (A9) » SCIR/L-22-MTR/MTL (A115) e
SCIR/L-22-N/L/R (A10) » SCIR/L-22-NP (A11)

Clamp Screw  Key Plug Key 1
SR M4X0.7-19425 HW 5/32" SR 5/16UNF TL360 T-8/5

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
1-3 2-4 35
3-5 4-6 5-7
6-8 7-9 8-10

Member IMC Group



SWISSCUT

INNQDVAL LINE
SCIR/L-22-AR/AL
Turning Inserts with a Frontal Relief Angle

| 290 __I ‘ 3.0 Workpiece
ol ’
A
Tc
v
Left-hand shown
a n Recommended Machining
Dimensions
Data
©
=]
S ap fturn
R=0.02 Tc fa° Kr® Tmax-r (€] (mm) (mm/rev)
0.00 8.0 8.0 16.0 3.80 [ 0.05-3.80 0.01-0.15
0.00 8.0 8.0 16.0 3.80 [} 0.05-3.80 0.01-0.15
0.10 8.0 12.0 8.0 3.80 ° 0.12-3.80 0.01-0.15
0.10 8.0 12.0 8.0 3.80 [J 0.12-3.80 0.01-0.15
For tools, see pages: SCHR/L-BF (A7) ¢ SCHR/L-BF-JHP (A7).
SCIR/L-22-BR/BL -
Back Turning Inserts
Kre
7~

Left-hand shown

Dimensions Recommended Machining Data

8

S ap fturn
w Kr° R=0.02 o (mm) (mm/rev)
0.50 7.0 0.00 o 0.05-3.00 0.01-0.15
0.50 7.0 0.10 [} 0.12-3.00 0.01-0.15
0.50 7.0 0.00 ° 0.05-3.00 0.01-0.15
0.50 7.0 0.10 [} 0.12-3.00 0.01-0.15
0.50 15.0 0.10 [} 0.12-3.00 0.01-0.15
1.00 7.0 0.08 [} 0.10-3.00 0.01-0.15
1.00 7.0 0.08 [} 0.10-3.00 0.01-0.15
1.00 15.0 0.08 [J 0.10-3.00 0.01-0.15

For tools, see pages: SCHR/L-BF (A7) ¢ SCHR/L-BF-JHP (A7).

ISCAR



SWISSCUT

INNQDVAL LINE

SCIR/L-22-ER/EL

Back Turning Inserts for Short Chipping Materials

60°

pa

4 —»

Kre

o

|
]

Left-hand shown

Dimensions Recommended Machining Data

©

o

e ap f turn
R=0.02 w a° ®) (mm) (mm/rev)
0.00 0.30 6.00 ° 0.05-2.50 0.01-0.15
0.00 0.30 6.00 ° 0.05-2.50 0.01-0.15
0.00 0.70 15.00 [ 0.05-2.50 0.01-0.15
0.00 0.70 15.00 [ 0.05-2.50 0.01-0.15
0.00 0.70 3.00 ° 0.05-2.50 0.01-0.15
0.00 0.70 3.00 [ 0.05-2.50 0.01-0.15

For tools, see pages: SCHR/L-BF (A7) e SCHR/L-BF-JHP (A7).

ISCARTHREAD °

SCIR/L-22-MTR/MTL
60° Partial Profile Threading Inserts

SWISSCUT

INNQDVAL LINE

Left-hand shown

Dimensions

©

]

R Y Pmin Prmax TPI max TPI min §
0.03 0.4 0.30 0.90 83 28 °
0.03 0.4 0.30 0.90 83 28 °
0.07 0.5 0.70 1.10 36 23 °
0.07 0.5 0.70 1.10 36 23 °
0.10 0.8 0.90 1.70 28 15 °
0.10 0.8 0.90 1.70 28 15 °

For tools, see pages: SCHR/L-BF (A7) ® SCHR/L-BF-JHP (A7).

Member IMC Group



ISCAR

THREAD » SWISSCUT

SCIR-22-MTR-ISO
Precision Ground ISO Metric Full Profile Threading Inserts

INNQDVAL LINE

[ 22.0

P\LO.

R Tmax-r
y_\‘ ﬂ!dy [j 3.0
i tw !
Dimensions
©
=}
=)
Pitch w Trmax-r R Y ©)
0.30 1.00 3.00 0.03 0.2 °
0.40 1.00 3.00 0.04 0.2 [ ]
0.50 1.00 3.00 0.06 0.3 °
0.75 1.00 3.00 0.10 0.4 [ ]
1.00 1.50 4.00 0.14 0.6 [ ]
1.50 2.00 4.00 0.20 0.8 [ ]
For tools, see pages: SCHR/L-BF (A7) ¢ SCHR/L-BF-JHP (A7).
SCIR/L-22-N/L/R
Grooving and Parting Inserts
¥ 22.0 — »
‘ |
7.0
' [}
Tc Trmax-
SCIL 22-...N... e f Te
DD]@ T ]
fa®
~
SCIL 22-...L... g )
I A
R ‘ Tmaxr Left-hand shown
Dimensions Recommended
Machining Data
©
=)
2 f groove
W=0.02 fa° R Trmax-r Tc ®] (mm/rev)
0.50 0.0 0.00 1.80 5.5 [ ] 0.02-0.04
1.00 0.0 0.00 4.00 5.5 ° 0.03-0.05
1.50 0.0 0.00 5.50 8.0 [ ] 0.03-0.07
2.00 0.0 0.10 7.00 8.0 [ ] 0.03-0.09
0.50 12.0 0.00 2.00 5.5 ° 0.01-0.03
0.50 12.0 0.00 2.00 5.5 [ ] 0.01-0.03
1.00 16.0 0.00 4.00 5.5 [ ] 0.02-0.04
1.00 16.0 0.00 4.00 5.5 ° 0.02-0.04
1.50 16.0 0.00 5.50 8.0 [ ] 0.03-0.06
1.50 16.0 0.00 5.50 8.0 [ ] 0.03-0.06
2.00 16.0 0.00 7.00 8.0 ° 0.03-0.07
2.00 16.0 0.00 7.00 8.0 [ ] 0.03-0.07

For tools, see pages: SCHR/L-BF (A7) ¢ SCHR/L-BF-JHP (A7).

ISCAR



SWISSCUT

INNQDVAL LINE

SCIR/L-22-NP
Grooving, Turning and Parting Inserts
. KX
Workpiece
‘ 22.0 | ¥
- i
* ] I
Trmax-r ;‘C
) Y
E Left-hand shown
Dimensions Recommended Machining Data

©

=}
S ap f turn f groove
Designation W=0.02 R=0.02 Trmax-r Tc O (mm) (mm/rev) (mm/rev)
SCIR/L 22-080NP0OO 0.80 0.00 2.50 8.0 [} 0.05-0.70 0.02-0.06 0.02-0.05
1.00 0.08 3.00 8.0 [ ] 0.05-0.80 0.02-0.08 0.02-0.06
SCIR/L 22-150NP05 1.50 0.05 6.00 8.0 [} 0.05-1.80 0.02-0.11 0.02-0.07
2.00 0.05 6.00 8.0 [ ) 0.05-2.50 0.03-0.15 0.03-0.09
SCIR/L 22-250NP05 2.50 0.05 6.00 8.0 [J 0.05-3.10 0.03-0.19 0.03-0.11

For tools, see pages: SCHR/L-BF (A7) ¢ SCHR/L-BF-JHP (A7).
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CUTGRIP
GEHSR/L-SL

External Machining Tools with Side Clamping Mechanism, for Swiss-Type and
Automatic Machines

2
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Tmax-r fo Left-hand shown
h W min W max  Tmax-r b 5 f ha f2 A I2 F1 H2
10.0 2.20 3.20 6.80 10.0 120.00 9.1 2.0 2.00 1.80 18.0 8.0 15.0
12.0 2.20 3.20 6.80 12.0 120.00 1.4 - - 1.80 18.0 8.0 17.0
16.0 2.20 3.20 6.80 16.0 120.00 151 - 1.80 18.0 8.0 21.0
For inserts, see pages: GEMI (B29) « GEPI (B30) » GEP! (full radius) (B30)  GEPI-MT (B102) » GEPI-WT (B99).
Clamping Pin

Screw

Sealing Screw )
SR M5x3.5PL M
(Key: HW 2.5/5) Insert

PIN-22435

4;) ) SR M5-24145

(Key: HW 2.5/5)

Clamping Device Clamp Screw Plug Hex Flag Key
PIN-22435 SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5
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CUT-GRIP » JETCUT
GHSR/L-JHP-SL
Grooving and Turning Side Lock Tools with Channels for High Pressure Coolant on ] —F “

<¢>

Swiss-Type and Automatic Machines H

Dmax % 2 —»i I ‘

:‘\ B¢ @ | h

<4

T lhs K Alfle

J UNF 5/16”-24 typx3

f gﬁﬁ_ﬁjf‘ﬁ' = :+ b 340

A it b Left-hand sh s

e and snown

W min W max h b D max I4 I f f1 A
2.20 3.00 10.0 10.0 20.0 100.00 25.0 9.1 2.2 1.80
2.20 3.00 12.0 12.0 25.0 100.00 25.0 11.1 = 1.80
2.20 3.00 16.0 16.0 25.0 120.00 27.0 15.1 = 1.80
2.80 4.00 12.0 12.0 25.0 100.00 25.0 10.8 = 2.40
2.80 4.00 16.0 16.0 25.0 120.00 27.0 14.8 = 2.40

For inserts, see pages: GIG (A32)  GIM-J (A77) » GIM-J-RA/LA (A78) » GIMY (A27)  GIMY (full radius) (A28) » GIP (A33)  GIP (full radius W<M) (A31) » GIP (full
radius) (A33) ® GIP-E (A29) » GIP-E (full radius) (A30) * GIPA (full radius W=3-6) (A37) * GIPA (W=3-6) (A36) * GIPM-A46 / GIP-1250 (A38) * GIPY (A36) * GITM
(A35) » GITM (full radiius) (A35) » TIP-MT (A114) » TIP-P-BSPT (A122) » TIP-P-BSW (A121) e TIP-P-ISO (A117) ® TIP-P-NPT (A128) » TIP-P-UN (A119) ® TIP-WT

(A112).

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
4-6 7-9 9-11

Clamping Pin
PIN-28128

Plug
SR M5x3.5 Plastic

® .
Insert i ' ¥ .
a y ', - .

= ' Screw
SR M5-24145

o " (Key: HW 2.5/5)

¢ ® b ® /

Clamp Screw Plug Hex Flag Key Plug 1 Key

SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5 SR 5/16XUNF-TL-S HW 5/32"
SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5 SR 5/16UNF TL360 HW 5/32"
SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5 SR 5/16UNF TL360 HW 5/32"
SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5 SR 5/16UNF TL360 HW 5/32"
SR M5-24145 SR M5X3.5 ULTEM 2300 HW 2.5/5 SR 5/16UNF TL360 HW 5/32"

ISCAR
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GHSR/L

External Machining Holders for Swiss-Type and Automatic Machines

aNEER B
|
v
-+
1/ i = >
ho\ I] h %
! b oAy
|
. o
f ﬂ b
A ) Left-hand shown
W min W max D max( h b I4 f I2 h4 A
2.20 3.15 20.0 10.0 10.0 120.00 9.1 18.0 2.0 1.80
2.20 3.15 25.0 12.0 12.0 120.00 14 20.0 2.0 1.80
2.20 3.15 26.0 14.0 14.0 120.00 131 20.0 - 1.80
2.20 3.15 32.0 16.0 16.0 120.00 151 26.0 - 1.80

() For W>2.1 mm: grooving depth depends on part diameter

For inserts, see pages: GIG (A32) » GIM-J (A77) » GIM-J-RA/LA (A78) = GIMY (A27) » GIMY (full radius) (A28) * GIP (A33)  GIP (full radius W<M) (A31) * GIP (full
radius) (A33) ¢ GIP-E (A29) * GIP-E (full radius) (A30) * GIPA (full radius W=3-6) (A37) » GIPA (W=3-6) (A36) » GIPM-A46 / GIP-1250 (A38) * GIPY (A36)  GITM
(A35) » GITM (full radius) (A35) » TIP-MT (A114) e TIP-P-BSPT (A122) » TIP-P-BSW (A121)  TIP-P-ISO (A117)  TIP-P-NPT (A128)  TIP-P-UN (A119) » TIP-WT

(A112).

Grooving Depth
Grooving Depth Tmax per Diameter for Width > 2.1 mm

W>2.1 T

[ NSy

o

Tmax 5.0 4.5 4.0 3.5 3.0 2.5 2.3

2.0

1.7

D 10.5 10.8 11.5 12.6 14.5 17 20

25

34

Tmax is also limited by insert.

&/

Screw Key
SR 16-236 P

SR 16-236 P

SR 16-236 P
SR16-212 T-20/3

Member IMC Group



CUTGRIP

PHSR/L
External Machining Holders for Swiss-Type and Automatic Machines <+ i
B - I2 I 7
AT
/ k=
v y ‘
h hi L i * h
Dmax / 4 { ha j A
f @‘ b
> T
4 j Left-hand shown

W min W max D max( h b I4 f F1 I2 hs A

2.40 3.18 20.0 10.0 10.0 150.00 9.0 8.0 18.0 2.0 1.90

2.40 3.18 25.0 12.0 12.0 150.00 11.1 7.0 20.0 - 1.90

2.40 3.18 32.0 16.0 16.0 150.00 15.1 8.0 241 - 1.90
* T=Max depth capacity. see chart below.
() Limited by part diameter
For inserts, see pages: GDMW 2.4 (A17).

Grooving Depth
Grooving Depth Tmax per Diameter for Width > 2.1 mm
W>2.1 ‘ - T .
v
it
4D = N
Tmax 5.0 4.5 4.0 3.5 3.0 2.5 2.3 2.0 1.7
D 10.5 10.8 11.5 12.6 145 17 20 25 34

Tmax is also limited by insert.

p 7

Screw Key
SR 16-236 P T-15/3

ISCAR



CUTGRIP

PHGR/L
Holders for External Grooving and Turning
] KX
I
' = I -y
f M Tmax-r g 1.“ b
A Y Left-hand shown
Wmin Wmax D max®  Tmaxr h b I I2 f h4 A Insert
2.40 3.18 34.0 17.00 16.0 16.0 110.00 33.0 15.1 5.5 1.90 GDMW 2.4
() Maximum parting diameter.
For inserts, see pages: GDMW 2.4 (A17).
/4@ /
Screw Key
SR M5X16DIN912 12.9 HW 4.0
GDMW 2.4
Utility Double-Ended Inserts for External Turning, Grooving and Parting ]
. KX
+0.1 !‘*’
I
W
Dimensions Tough <> Hard Recommended Machining Data
o | o z
2 8 S S ap f turn f groove
W:o0.04 R=0.03 M Tmax-r o ] o o (mm) (mm/rev) | (mm/rev)
2.40 0.18 2.0 18.00 ° [ [ ® | 025150 | 0.07-0.12 | 0.05-0.08

For tools, see pages: ® PHGR/L (A17)  PHSR/L (A16).

Member IMC Group
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DO-GRIFP

TWISTED 2-SIDED

HGFH

Parting and Grooving Blades for 3 mm GRIP Inserts

o HELi-GRIP

-
Q Q I
o )
h1 Bi
,,,,,,,,,,,,,,,,,,,,,,, FE
L A
I 150°
B W A I hy T blade D o
26.0 3.00 2.40 110.00 21.4 37.5 75.0
32.0 3.00 2.40 150.00 24.8 50.0 100.0

For inserts, see pages: GRIP (A19) ¢ GRIP (full radius) (A20) ® HGN-C (A70) ® HGR/L-C (A71) ® HGN-J (A71) ¢ HGN-UT (A72) ® HGR/L-J/JS (A72).
For holders, see pages: ® SGTBU/SGTBN (A88) .

%

Extractor

EDG 23B*

* (Optional, should be ordered separately)

DGFH

Parting and Grooving Blades with and without Coolant Holes for DO-GRIP and

HELI-GRIP Inserts

Dmax
ht
‘4—
W -
w,, DGFH = d i 841 s
Y L
- | ————» A
150°
DGFH-C r . o
T2 0
JET-CUT o
B1 W min W max A l1 h1 D max Insert
26.0 1.40 1.40 2.50 @ 110.00 21.4 26.0 DG. 14..
26.0 1.90 @ 2.50 1.60 110.00 21.4 39.09 DG. 1.../DG. 2...
26.0 3.00 @ 3.18 2.40 110.00 21.4 39.0 9 DG. 1.../DG. 3...
26.0 3.00 3.18 2.40 110.00 21.4 39.0 G DG. 3..C
26.0 4.00 4.00 3.20 110.00 21.4 80.0 DG. 4.../GRIP 4...

¢ DG..1.0 insert can be mounted into pocket sizes 2 and 3. In that case the pocket width has to be modified

() For Dmax 50 mm, use single-ended insert (should be modified by the user). @ Blades with frontal coolant holes (JET-CUT) e For Dmax 50 mm, use single-
ended insert (should be modified by the user). @ For DG. 1... insert, modify holder © Thickness at the D.O.C. area is 1.0 mm

8) Maximum diameter with double-sided inserts.

For inserts, see pages: DGN-MF (A65) ¢ DGN/DGNC/DGNM-C (A64) ® DGR/L-C DGRC/LC-C (A64) * DGN/DGNM-J/JS/JT (A65) ® DGR/L-J/JS (A66) * DGN-P
(AB8) » DGN-UT/UA (A68) * DGN-WP (A69) ® DGN-Z (A67) ® DGR-P (A69) ® DGR-WP (A70) ® DGR-Z/ZS (A67) * GRIP (A19) e GRIP (full radius) (A20).

For holders, see pages: ® SGTBU/SGTBN (A88) .

4 b @ g e

Extractor Sealing Screw Cooling Tube Pipe Fitting Pipe Fitting 1 Pipe Fitting 2

EDG 23B*
EDG 23A*
EDG 23A*
EDG 23A* SGC 340 SGCU 341* CGF 343* CF 343* CGM 343*
EDG 23A*

* (Optional, should be ordered separately)

ISCAR



HELI-GRIP

HELIR/L

External Holders for Turning, Grooving and Parting

(M3
\

Tmax-r
ORI
, J= ‘ Drmax ﬁ v Ff; v v
h| BE
A ' .
L hat A
| — I %L\NY
b O/ 7L, 1
| e MaXT
A [} Right-hand shown
Wmin W max Tmax-r? Fig. D maxt® h b f I1 I2 A hs Insert
3.00 3.18 12.00 1 = 120 120 10.8 135.00 30.0 240 4.0 GRIP-3..., HG.-3
3.00 3.18 12.00 1 = 16.0 16.0 14.8 135.00 30.0 2.40 = GRIP-3..., HG.-3
4.00 4.76 12.00 1 = 16.0 16.0 144 135.00 29.0 3.20 3.20 GRIP-4..., DG.-4
3.00 3.18 = 2 40.0 16.0 16.0 14.8 140.00 36.4 240 = GRIP-3..., HG.-3
4.00 4.76 = 2 40.0 16.0 16.0 14.4 140.00 38.0 3.20 4.0 GRIP-4..., DG.-4

® For tool type as shown in Fig.2, Tmax for grooving is limited by the part diameter D. For grooving depth capacity, see table below.
() DGN inserts are not suitable for this tool. @ Does not depend on the workpiece diameter ® Maximum parting diameter

For inserts, see pages: GRIP (A19) ¢ GRIP (full radius) (A20) » DGN/DGNG/DGNM-C (AB4) ® HGN-C (A70) ® DGR/L-C DGRC/LC-C (AB4)
o DGN/DGNM-J/JS/JT (AB5) » HGN-J (A71) » DGR/L-J/JS (AG6) » DGN-LF/LFT (A66)  DGN-UT/UA (A68) » DGN-Z (A67) » DGR-Z/ZS (A67) » HGN-UT (A72).

D

— — — — 80 194 co o0 o0 o0
- — — — 78 132 505 oo o0 o0
30.0 28.0 25.0 23.0 21.0 20.0 18.0 16.0 14.012.0 10.0 8.0 6.5

oo o0
(e ol o)

’

Screw Key

SR M5X16DIN912 12.9 HW 4.0
SR M5X16DIN912 12.9 HW 4.0
SR M5X16DIN912 12.9 HW 4.0
SR M6X20DIN912 12.9 HW 5.0
SR M6X20DIN912 12.9 HW 5.0

GRIP

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

HG-Y

+0.1

Q}:r— IRef.
R o

L
'

a?
)

—F
)

No depth penetration limit

Dimensions Tough <> Hard Recommended Machining Data
(=] o - -
2l g388|2(8]3 ap fturn | f groove ;:ﬁg:e ! Iﬁ:‘:r?
[+0] [+o] o [+ (=23 < [+ ['2]

W=0.05 Rz0.05 | M| OQ|Q|Q|Q|Q|Q|Q|Q (mm) | (mm/rev)| (mm/rev)| (mm/rev)| (mm/rev)
3.00 020 1600 23| @ | ® (@ © | @ (] 0.25-1.80 | 0.14-0.18 | 0.07-0.11 | 0.08-0.20 | 0.10-0.20
3.00 030 1600 23 (e (e (@ @ [} ® | 0.40-1.80 | 0.15-0.19 | 0.07-0.11 | 0.08-0.20 | 0.10-0.20
3.18 040 16.00 23| @ | @ e (o o 0.50-1.90 | 0.17-0.22 | 0.07-0.12 | 0.08-0.20 | 0.10-0.20
4.00 020 1900 28| e (@ (@ (@ | @ [} 0.25-2.40 | 0.16-0.21 | 0.09-0.14 | 0.10-0.24 | 0.15-0.30
4.00 040 1900 28| e (e (e | @ | @® | ® | ® | @ |0.50-240 | 0.18-0.24 | 0.09-0.15 | 0.10-0.24 | 0.15-0.30
4.76 080 1900 31| e | @ e (o o 1.00-2.80 | 0.21-0.33 | 0.10-0.20 | 0.10-0.24 | 0.15-0.30

For tools, see pages: DGFH (A17) ¢ DGTR/L (A56) ® HELIR/L (A18) ® HGFH (A17) » HGHR/L-3 (B127).

Member IMC Group



HELi-Grir
GRIP (full radius)

Utility Double-Ended Full Radius Inserts, for External, -+ i
Internal and Face Machining ﬁ v
>
+0.1
IRef. —» J
m <>
-
70
i |
W
R v T
No depth penetration limit
Dimensions Tough <> Hard Recommended Machining Data
ol 8 olelels|2 f face- f face-
S e P P S e s S ap fturn | fgroove | groove turn
\W=0.05 R=0.05 | M[OQ|[Q|O|Q|QQ|Q|QO (mm) | (mm/rev)| (mm/rev)| (mm/rev)| (mm/rev)
3.00 150 1580 21| e | e e | o | e e | e e 0.00-1.50]|0.18-0.26 | 0.07-0.13 | 0.08-0.20 | 0.10-0.20
3.18 159 16.00 23 e |0 0.00-1.50 | 0.19-0.28 | 0.07-0.13 | 0.08-0.20 | 0.10-0.20
4.00 200 1900 28| e | e o | ®@ | ® e | @ e 0.00-2.00]|0.20-0.34 | 0.09-0.17 | 0.10-0.24 | 0.15-0.30
4.76 2.38 19.00 3.2 [ K] 0.00-2.30 | 0.21-0.40 | 0.10-0.20 | 0.10-0.24 | 0.15-0.30

For tools, see pages: » DGFH (A18) ¢ DGTR/L (A56) » HELIR/L (A19) » HGFH (A18) » HGHR/L-3 (B128)

ISCAR



TOP-GRIP
TGDR/L

External Holders for Turning, Grooving and Profiling

\
‘+|2*

I
4¢>

B ]
h 'y h
T I
Y ¥
f Tmax r . b
i ” 1
M Right-hand shown
W min W max Tmax-r1) h b I4 I2 f hs Insert
3.00 3.00 7.50 16.0 16.0 100.00 30.5 14.7 6.0 TGMF 3
4.00 5.00 9.00 16.0 16.0 100.00 32.2 14.2 6.0 TGMF 4/TGMF 5
() Grooving depth is limited by the insert

For inserts, see pages: TGMF (full radius) (A22) ® TGMF/P (A22).

Screw

Key

SR M5X12DIN912 12.9 HW 4.0

TGHN-D

Double-Ended Blades for Utility Grooving and Turning Inserts

+‘ Tblade F

+
/§‘ (e]
‘ -
B W min W max T blmin T blade h1 I4 A Insert

26.0 3.00 3.00 10.0 15.0 21.4 110.00 2.40 TGMF 3

26.0 4.00 5.00 10.0 15.0 21.4 110.00 3.20 TGMF 4, TGMF/P 5

26.0 5.00 5.00 10.0 20.0 21.4 110.00 4.00 TGMF/P 5
® Use the drilled holes on blade for min. and max. overhang e Grooving depth is limited by the insert

For inserts, see pages: TGMF (full radius) (A22) ® TGMF/P (A22).

For holders, see pages: SGTBU/SGTBN (A88) .

Member IMC Group



TOP-GRIP
TGMF/P

Utility Double-Ended Inserts, for External and Internal Grooving and Turning

+0.1

—

<— | Ref. —>‘

VS o

Dimensions Tough <—> Hard Recommended Machining Data
[=} 2 © P4 ©
S rRIEST TS ap f turn f groove
W=0.05 R=0.05 | Tmax-r O O O o &) o (mm) (mm/rev) | (mm/rev)
3.00 0.20 13.50 10.50 [} [} [} ® [ ] ® 0.25-1.80 | 0.14-0.18 | 0.07-0.11
3.00 0.40 13.55 10.30 [} [} ® ® [ ] [ 0.50-1.80 | 0.16-0.20 | 0.07-0.12
4.00 0.20 17.70 14.70 [} [} [} [ [ ] ® 0.20-2.40 | 0.16-0.21 | 0.09-0.14
4.00 0.40 17.70 14.60 [} [} [ ] [} ® [ ] 0.50-2.40 | 0.18-0.24 | 0.09-0.15
5.00 0.60 17.60 15.00 ® [ ] 0.75-3.00 | 0.21-0.32 | 0.11-0.20
5.00 0.80 17.80 14.20 [J [J [J [ ] ® [J 1.00-3.00 | 0.23-0.35 | 0.11-0.21
* Dmin for internal application=20.5 mm
For tools, see pages: TGDR/L (A21) ¢ TGHN-D (A21) ¢ TGIR/L-C (B28) .
TGMF (full radius)
Utility Double-Ended Full Radius Inserts, for External and -~
Internal Grooving and Profiling U
<50. ma—ﬂ
| |
s
Dimensions Tough <> Hard Recommended Machining Data
o o
(=} Ire} © © -
AP S SR ap f turn f groove
Ws005  Re0.05 | Toar | © | Q| O | O | O | Q| (mm) | (mmirev) | (mm/rev)
3.00 1.50 13.50 11.40 [ ] [ ® (] [ ] 0.00-1.50 | 0.18-0.26 | 0.07-0.13
4.00 2.00 17.80 14.90 ® [} [} (] [ [ ] 0.00-2.00 | 0.20-0.34 | 0.09-0.17
5.00 2.50 17.75 14.30 (J [J [J [J [J 0.00-2.50 | 0.23-0.42 | 0.11-0.21
e Can cut arcs to 250° e Dmin for internal application=20.5 mm
For tools, see pages: TGDR/L (A21) e TGHN-D (A21) e TGIR/L-C (B28).
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CUTGRIP

GHMR/L
Toolholders for Shallow Radial and Axial Grooving with Narrow and Special Profile Inserts ]
|
a— |2 —2 -—
it o %
h |y h >
S I T 1K
¥ Tmax,, o ]
f L| | .‘ b
Ly EV o Right-hand shown
W max Tmax-r Tmax-a h b 11 I2 f h4
4.00 4.80 4.80 12.0 12.0 110.00 25.0 10.8 4.0
4.80 4.80 4.80 16.0 16.0 115.00 25.0 14.5 -
5.00 4.80 4.80 16.0 16.0 78.00 25.0 15.0 -

e Use for recessing: light turning, small depth of cut (ap=0.1-0.5 mm) and small feed (f=0.1 mm/rev).

() For Star and multi-spindle machines.

For inserts, see pages: ¢ GIF (A34) ¢ GIF (full radius) (A34) e GIF-E (W=4-6 full radius) (A30) ® GIF-E (W=4-6) (A29) ® GIG (A32) ® GIM-C (A77) ® GIM-J (A77)
GIM-J-RA/LA (A78)  GIM-UT (A79) e GIM-UT-RA/LA (A80) ® GIM-W (A78) ® GIM-W-RA/LA (A79) ¢ GIMF (A27) e GIMN (A28) e GIMY (A27) e GIMY (full radius)
(A28) * GIP (A33) ® GIP (flat top W<M) (A31) e GIP (full radius W<M) (A31) e GIP (full radius) (A33) ® GIP-E (A29) e GIP-E (full radius) (A30) ® GIP-RX/LX (A38)
GIP-UN (A40)  GIPA (full radius W=3-6) (A37) ® GIPA (W=3-6) (A36) ® GIPM-A46 / GIP-1250 (A38) ® GIPY (A36) ® GITM (A35) ¢ GITM (full radius) (A35) ® TIP-MT
(A114) o TIP-P-BSPT (A122) ® TIP-P-BSW (A121) * TIP-P-ISO (A117) & TIP-P-NPT (A128) ¢ TIP-P-UN (A119)  TIP-WT (A112).

Screw Key Screw 1 Key 1
SR 76-1021

SR M6X16DIN912 12.9
SR M6X16DIN912 12.9

GHMPR/L
Perpendicular Toolholders for Shallow Radial and Axial Grooving with ]
Narrow and Special Profile Inserts H
l2 -
i i
" [ " g
b < 11 -1
a5 '
™y T
W" ~ Tmax-a Right-hand shown
W max Tmax-r Tmax-a h b l4 I2
4.80 4.80 4.80 16.0 16.0 110.00 17.0

® Use for recessing: light turning, small depth of cut (ap=0.1-0.5 mm) and small feed (f=0.1 mm/rev).

For inserts, see pages: ¢ GIF (A34) ¢ GIF (full radius) (A34) e GIF-E (W=4-6 full radius) (A30) ® GIF-E (W=4-6) (A29) ¢ GIG (A32) ® GIM-C (A77) ® GIM-J (A77)
GIM-J-RA/LA (A78)  GIM-UT (A79) ® GIM-UT-RA/LA (A80) ® GIM-W (A78) ¢ GIM-W-RA/LA (A79) ® GIMF (A27) e GIMN (A28) ® GIMY (A27) e GIMY (full radius)
(A28) * GIP (A33) * GIP (flat top W<M) (A31) ® GIP (full radius W<M) (A31) e GIP (full radius) (A33) ¢ GIP-E (A29) e GIP-E (full radius) (A30) ® GIP-RX/LX (A38)
GIP-UN (A40)  GIPA (full radius W=3-6) (A37) ® GIPA (W=3-6) (A36) ® GIPM-A46 / GIP-1250 (A38) ® GIPY (A36) ® GITM (A35) * GITM (full radius) (A35) ® TIP-MT
(A114) o TIP-P-BSPT (A122) e TIP-P-BSW (A121) ® TIP-P-ISO (A117) e TIP-P-NPT (A128) ¢ TIP-P-UN (A119) e TIP-WT (A112).

Screw Key
SR M6X16DIN912 12.9 HW 5.0

Member IMC Group



CUT-GRIP
GHDRY/L (short pocket)

External Tools for Turning, Grooving and Parting i T?
l2
t [l v ¥
>
h w h
; Y A
v E e | IE
v : v
f Tmax-r | |( b '
fﬂ Right-hand shown
W min W max Tmax-r h b 14 I2 f A h4
2.80 4.00 8.00 12.0 12.0 110.00 25.0 10.8 2.40 4.0
2.80 4.00 9.00 16.0 16.0 110.00 26.0 14.8 2.40 4.0
2.80 4.00 9.00 16.0 16.0 78.00 24.0 15.0 2.20 4.0
4.00 5.00 10.00 16.0 16.0 110.00 26.0 14.4 3.20 4.0
4.00 5.40 10.00 16.0 16.0 78.00 24.6 14.0 3.40 4.0

e For using TIP and GPV inserts, toolholder seat needs to be modified according to insert profile to ensure clearance.

() For Star and multi-spindle machines.

For inserts, see pages: ® GIF (A34) ¢ GIF (full radius) (A34) ® GIF-E (W=4-6 full radius) (A30) ® GIF-E (W=4-6) (A29) ® GIG (A32) ¢ GIM-C (A77) ® GIM-J (A77)
GIM-J-RA/LA (A78) ® GIM-UT (A79) ® GIM-UT-RA/LA (A80) ® GIM-W (A78)  GIM-W-RA/LA (A79) ® GIMF (A27) ® GIMN (A28) ® GIMY (A27) ® GIMY (full radius)
(A28) ® GIP (A33) * GIP (flat top W<M) (A31) e GIP (full radius W<M) (A31) e GIP (full radius) (A33) ® GIP-E (A29) e GIP-E (full radius) (A30) ® GIP-UN (A40) * GIPA
(full radius W=3-6) (A37) ® GIPA (W=3-6) (A36) ® GIPM-A46 / GIP-1250 (A38) * GIPY (A36) ® GITM (A35) ® GITM (full radius) (A35) e TIP-MT (A114) e TIP-P-BSPT
(A122) o TIP-P-BSW (A121) o TIP-P-ISO (A117) ® TIP-P-NPT (A128)  TIP-P-UN (A119)  TIP-WT (A112).

/

Key Screw

Key 1

SR 76-1021

SR M5X16DIN912 12.9
SR M5X16DIN912 12.9
SR M6X16DIN912 12.9
SR M6X16DIN912 12.9
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CUTGRIP
GHGR/L

External Holders for Deep Grooving and Parting i T? KX
- |2
/'\Dm;‘

A A v N <_T <

e

Tal | A

1 |

v v

RN | b

A A Left-hand shown
W min W max D max? h b l4 I2 f A ha
3.00 4.00 40.0 16.0 16.0 110.00 36.0 14.7 2.50 4.0
3.00 4.00 34.0 16.0 16.0 78.00 33.0 15.0 2.40 4.0
4.00 5.00 40.0 16.0 16.0 110.00 36.0 14.4 3.20 4.0

* For machining depth over 13 mm, a single-ended insert is required (GIM, GIMF, GIMY). Tmax for grooving depth depends on part diameter D. For grooving a part
with a diameter larger than Dmax, see next table. e For using TIP inserts, toolholder seat needs to be modified according to insert profile to ensure clearance.

() For Star and multi-spindle machines. @ Maximum parting diameter

For inserts, see pages: ® GIF (A34) ¢ GIF (full radius) (A34) e GIF-E (W=4-6 full radius) (A30) ® GIF-E (W=4-6) (A29) ® GIG (A32) ® GIM-C (A77)  GIM-J (A77)
GIM-J-RA/LA (A78) ® GIM-UT (A79) ® GIM-UT-RA/LA (A80) ® GIM-W (A78)  GIM-W-RA/LA (A79) e GIMF (A27) e GIMN (A28) ® GIMY (A27) ® GIMY (full radius)
(A28) ¢ GIP (A33) * GIP (flat top W<M) (A31) e GIP (full radius W<M) (A31) e GIP (full radius) (A33) ® GIP-E (A29) e GIP-E (full radius) (A30)  GIPA (full radius

W=3-6) (A37) ® GIPA (W=3-6) (A36) ® GIPM-A46 / GIP-1250 (A38) * GIPY (A36) ® GITM (A35)  GITM (full radius) (A35) ® TIP-MT (A114) e TIP-P-BSPT (A122)

TIP-P-BSW (A121) ® TIP-P-ISO (A117)  TIP-P-NPT (A128)  TIP-P-UN (A119) * TIP-WT (A112).

a /

Screw Key Designation
SR MEX16DIN91212.9 HW 5.0  GHGRIL 16-3/16-4 I — 80 120 290 1000 —
SR M6X16DIN912 12.9 HW 5.0 Depth T 23 20 19 16 14 12 11 9

SR M6X16DIN912 12.9 HW 5.0

CGHN-D
Double-Ended Blades for External Grooving and Turning

Thblade |

Lol -

* For over 13 mm depth: GIM, GIMF and GIMY, GPV (single ended insert) only.

B1 W min W max T blmin T blade I A

26.0 2.80 4.00 10.0 15.0 110.00 2.40
26.0 3.50 4.50 10.0 15.0 110.00 3.20
26.0 4.40 6.40 10.0 20.0 110.00 4.00

e Use the yellow lines on blade for min. and max. overhang. e For using TIP inserts, toolholder seat needs to be modified according to insert profile to ensure

clearance. * When using a double-ended insert, grooving depth is limited by the insert.

For inserts, see pages: ® GIF (A34) ¢ GIF (full radius) (A34) ® GIF-E (W=4-6 full radius) (A30) * GIF-E (W=4-6) (A29)  GIM-C (A77) ® GIM-J (A77) ® GIM-J-RA/LA
(A78) » GIM-UT (A79) » GIM-UT-RA/LA (AS0) » GIM-W (A78) » GIM-W-RA/LA (A79) * GIMF (A27) » GIMN (A28) * GIMY (A27) * GIMY (full radius) (A28)

« GIP (A33) * GIP (full radius) (A33) ® GIP-E (A29) ¢ GIP-E (full radius) (A30)  GIPA (full radius W=3-6) (A37) * GIPA (W=3-6) (A36) * GIPM-A46 / GIP-1250 (A38)
* GIPY (A36) * GITM (A35) » GITM (full radius) (A35) » TIP-MT (A114) » TIP-P-BSPT (A122) s TIP-P-BSW (A121)  TIP-P-ISO (A117)  TIP-P-NPT (A128) *

TIP-P-UN (A119) o TIP-WT (A112).
For holders, see pages: SGTBU/SGTBN (A88) .

Member IMC Group
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"LUGGN

SXCNN

External Toolholders for Specially Tailored Wide Profile Inserts

A —

CF a
Y v
v N
W b
[ 1}
’J ‘ Tmax-r
w Trnax-r h b I1 Insert
10.40 17.00 12.0 12.0 125.00 XNUW 10
10.40 17.00 16.0 16.0 125.00 XNUW 10
13.00 20.00 12.0 12.0 125.00 XNUW 13
13.00 23.00 14.0 14.0 125.00 XNUW 13
13.00 23.00 16.0 16.0 125.00 XNUW 13
14.50 - 12.0 12.0 125.00 XNUW 14
14.50 17.00 16.0 16.0 125.00 XNUW 14
20.50 - 16.0 16.0 125.00 XNUW 20
* Toolholder seat needs to be modified according to insert profile to ensure clearance.
For inserts, see pages: XNUW (A26).
Screw Key
SR 76-2067
SR 76-2067
SR 76-2068 T-20/5
SR 76-2068 T-20/5
SR 14-591 T-20/5
SR 76-2067
SR 76-2067
SR 14-591 T-20/5
XNUW
Blank Inserts for Wide Profile Grooving
= 7°

| Ref. fr
w.di
Y. %
60°
Dimensions Tough <—> Hard

© <t © ~ o
. N 0 <} o N
W f Ls di S d1 I Q|| ]9 | @

10.40 6.0 10.50 6.35 3.18 4.53 17.00 [ ] [ ]
13.00 5.0 11.40 12.70 5.35 5.50 20.60 [} [ ] [} ®
14.50 3.0 3.70 9.52 3.97 4.40 14.00 [ ) [} [} [}
20.50 4.8 5.00 12.70 6.35 5.50 20.30 [J [J [J (]

For tools, see pages: ¢ SXCNN (A26).
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CUTGRIP
GIMF

Utility Single-Ended Inserts for Grooving and Turning

T3]y
)

N

Dimensions Tough <— Hard Recommengzg Machining

o o

o | ® | © | © | © |~ © | =
HAIEIZIIS13S8IE S| & ap fturn | f groove
Ws0.0s  Re0.05 M |[Q]|o|o|Q|Q|Q|Q || Q| (mm |(mmire mmiev
4.00 0.60 3.2 [ ® [ ] ® ® ® ® [ ] ® | 0.75-2.40 | 0.19-0.25 | 0.09-0.16
5.00 0.20 4.0 ® ® 0.25-3.00 | 0.18-0.26 | 0.11-0.18
5.00 0.80 4.0 (] [J ® [J [J ® ® |[1.00-3.00 | 0.23-0.35 | 0.11-0.21

* Dmin for internal applications = 70 mm

For tools, see pages: * CGHN-D (A25) » GHDR/L (short pocket) (A24) » GHGR/L (A25) « GHMPR/L (A23) » GHMR/L (A23).

GIMY

Utility Single-Ended Inserts, for Grooving and Turning

+0.1 @
L i ' j
. 5
S| L
W > 15',\% Ref. = ™7 Pl
S
] ER—-—1 J @
|
Y R - @
Dimensions Tough <> Hard Recommended Machining Data
o
o | ® | ©
S SN ETS ap f turn f groove
\\/£0.05 R=0.05 M |l o| Q| o (mm) (mm/rev) (mm/rev)
3.00 0.40 2.4 ® [ ] ® [ 0.50-1.80 0.16-0.20 0.07-0.12

* Dmin for internal applications =70 mm

For tools, see pages: * CGHN-D (A25) GHDR/L (short pocket) (A24) ® GHGR/L (A25) ¢ GHMPR/L (A23) » GHMR/L (A23) » GHSR/L (A15) ® GHSR/L-JHP-SL

(A14)

Member IMC Group
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CUTGRIP
GIMN

Utility Single-Ended Inserts for Grooving and Turning Ductile Materials

+0.1

gfﬁ I

n
|9
-
Dimensions Dimensions Dimensions
© ~
S S ap f turn f groove
W=0.05 R=0.05 M o o (mm) (mm/rev) (mm/rev)
3.00 0.20 2.4 [} 0.30-1.20 0.07-0.11 0.04-0.09
4.00 0.60 3.4 [} 0.75-1.60 0.11-0.18 0.05-0.14
5.00 0.80 41 ([ ] ([ ] 1.00-2.00 0.15-0.25 0.06-0.18

* Dmin for internal applications = 70 mm

For tools, see pages: * CGHN-D (A25) s GHDR/L (short pocket) (A24) » GHGR/L (A25) » GHMPR/L (A23) » GHMR/L (A23).

GIMY (full radius)

Utility Single-Ended Inserts, for Grooving and Profiling

Dimensions Tough <> Hard Recommended Machining Data
2(8/2|8|s|3
SIS 81 8 | & ap fturn f groove
\W\/=0.05 R=0.05 M o o | © o O o (mm) (mm/rev) (mm/rev)
3.00 1.50 2.4 (] ® [ ] [ ® ® 0.00-1.50 0.18-0.26 0.07-0.13
4.00 2.00 3.2 (] [ [ ] [ ® [ 0.00-2.00 0.20-0.28 0.09-0.17
5.00 2.50 3.9 [J [ ° o o o 0.00-2.50 0.23-0.42 0.11-0.21

* Dmin for internal application=70 mm e Can cut arcs to 250°

For tools, see pages: ® CGHN-D (A25) » GHDR/L (short pocket) (A24) s GHGR/L (A25) « GHMPR/L (A23) » GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL

(A14).

ISCAR



CUTGRIP
GIF-E (W=4-6)

Precision Double-Ended Inserts for Grooving and Turning

+0.025
7° y v
S| |
| 15.3 Ref. 1%5
' 1
= —
w
. =
Dimensions Tough <> Hard Recommended Machining Data
o
o |l ® | © | ~
QISR ap fturn f groove
W=o0.02 R=0-05 M Trmax-r O O o ©) &} (mm) (mm/rev) | (mm/rev)
4.00 0.40 3.2 13.00 [ [ ] [ ] [ ] [ ] 0.50-2.40 0.18-0.24 0.09-0.15
4.00 0.60 3.2 13.00 [ [ ] [ ] 0.75-2.40 0.19-0.25 0.09-0.16
4.00 0.80 3.2 13.00 [ [ ] o [ ] [ ] 1.00-2.40 0.20-0.28 0.09-0.17
5.00 0.40 4.0 13.00 [ ] [} [} [} 0.50-3.00 0.20-0.30 0.11-0.19
5.00 0.60 4.0 13.00 [ [ ] ([ ] 0.75-3.00 0.21-0.32 0.11-0.20
5.00 0.80 4.0 13.00 ® [ ] [ ] [ ] [ ] 1.00-3.00 0.23-0.35 0.11-0.21
® Dmin for internal machining = 70 mm
For tools, see pages: » CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) « GHGR/L (A25) ® GHMPR/L (A23) » GHMR/L (A23).
GIP-E
Precision Double-Ended Inserts for Grooving and Turning
+0.025
v

Dimensions Tough <— Hard Recommended Machining Data
o =)

2l8l3|8|8|5|clBl8]5]| . o
K| | |||l |qN|q|F| D p urn fgroove
W=0.02 R2005 M Tnar| Q[ Q[Q[(Q|Q Q|0 |0|Q]|Q (mm) (mm/rev) | (mm/rev)
3.00 0.00 24 13.00| e 0.00-1.80 0.12-0.16 0.07-0.11
3.00 0.20 24 1300( @ (@ | @ e | e ® 0.25-1.80 0.15-0.20 0.08-0.13
3.00 0.40 24 1300 e | @ | ® (o  © o | ©® | o0 o o 0.50-1.80 0.17-0.22 0.08-0.14
3.00 0.80 24 13.00 [} 1.00-1.80 0.19-0.26 0.08-0.15
4.00 0.40 32 1300( @ (@ | @ o (o o o0 0 0o 0.50-2.40 0.19-0.26 0.10-0.18
4.00 0.60 32 1300 e | @ | @ (] [ I 0.75-2.40 0.21-0.28 0.10-0.19
4.00 0.80 32 1300( @ (@ | ®@ | ®@ | ®@ | O® | O [ B 1.00-2.40 0.22-0.31 0.10-0.20
4.78 0.55 40 1300 @ | @ | @ ® e | e 0.70-2.80 0.21-0.31 0.12-0.20
5.00 0.40 40 1300 @ | @ | @ [} (] 0.50-3.00 0.22-0.33 0.13-0.21
5.00 0.60 40 1300 @ | ® | @ e | o 0.75-3.00 0.23-0.35 0.13-0.22
5.00 0.80 40 1300 @ | @ | @ [J e | e 1.00-3.00 0.24-0.39 0.13-0.23

® Dmin for internal machining = 70 mm
For tools, see pages: ®* CGHN-D (A25)  GHDR/L (short pocket) (A24) « GHGR/L (A25) ® GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL (A14)

Member IMC Group



CUT-GRIP
ey

GIF-E (W=4-6 full radius)

Precision Double-Ended Full Radius Inserts, for Profiling and Grooving

NN s
+0.025
Z ! ' ]:E
_»115.3 Ref. a— 5 g
v f
w
M
R=W/2 L
Dimensions Tough <— Hard Recommended Machining Data
o
o 0 ©
19} I3 =} o
8 8 8 S ap f turn f groove
W=0.02 R=0.05 M Trmax-r = = = = (mm) (mm/rev) (mm/rev)
4.00 2.00 3.2 11.80 ® (] [ L] 0.00-2.00 0.20-0.34 0.09-0.17
5.00 2.50 4.0 11.30 ® ® [J 0.00-2.50 0.23-0.42 0.11-0.21

® Dmin for internal machining = 70 mm
For tools, see pages: ® CGHN-D (A25) e GHDR/L (short pocket) (A24) ® GHGR/L (A25) ® GHMPR/L (A23) ¢ GHMR/L (A23).

GIP-E (full radius)

Precision Double-Ended Full Radius Inserts, for Profiling and Grooving
E ; ]
] +0.025
<¢>
- o *
15.3 Ref. *5

P s
Dimensions Tough <—> Hard Recommeng:;ia echihig
o o
o | B | ® | ~ ®© | =
B33 8 ap fturn | f groove
W:=o0.02 R=0-05 M Tmax-r S] (S] S S ) o Q (mm) (mm/rev) | (mm/rev)
3.00 1.50 24 12.30 ® [ ) ® [ [ ] 0.00-1.50 | 0.18-0.28 | 0.08-0.15
4.00 2.00 3.2 11.80 [ ] [ ] [ ] [ ] [ ] [ ] ® | 0.00-2.00 | 0.20-0.34 | 0.10-0.20
5.00 2.50 4.0 11.30 (] [ ] ([ ] ® | 0.00-2.50 | 0.25-0.42 | 0.13-0.23

* Dmin for internal machining = 70 mm

For tools, see pages: ® CGHN-D (A25) ® GHDR/L (short pocket) (A24)  GHGR/L (A25) * GHMPR/L (A23) * GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL
(A14)

ISCAR



CUTGHIP
GIP (flat top W<M)

Flat Top Precision Double-Ended Inserts for Grooving
v
15.3 Ref.
+0.025 ¢
7° .
% [275
. ‘
R S—— f
] e
| Tmax-r
i . Recommended
Dimensions Tough <— Hard Machining Data
o [o0] N~ P4
SIS TS TSNS f groove
W=0.02 R=0-03 Tmax-r M O o &) o O (mm/rev)
0.50 0.00 1.00 2.2 [} ® 0.02-0.04
0.80 0.00 1.60 2.2 [} ® 0.02-0.04
1.04 0.00 2.00 2.2 ° [} [} (] [} 0.02-0.05
1.20 0.00 2.00 2.2 [ ] [ ] [ ] [ ] [ ] 0.03-0.05
1.40 0.00 2.00 2.2 [ ] [} [} 0.03-0.06
1.47 0.00 2.50 2.2 (] [ J ® 0.03-0.06
1.57 0.15 2.70 2.2 (] ([ ] [ ] [ ] 0.04-0.06
1.70 0.10 3.00 2.2 (] [} [} [} 0.04-0.07
1.78 0.18 3.00 2.2 [ ([ ] (] 0.04-0.07
1.96 0.15 3.00 2.2 (] [J [J [J [J 0.04-0.08
® Dmin for internal machining = 70 mm
For tools, see pages: GHDR/L (short pocket) (A24) ® GHGR/L (A25) ® GHMPR/L (A23) » GHMR/L (A23).
GIP (full radius W<M)
Flat Top Precision Double-Ended Inserts with Full Radius for Grooving
v
15.3 Ref.
€T
+0.025 £
70
. r
Dimensions Dimensions Dimensions
(=] [<) [o0] © N~
2123|813 |8]| foroowe
Wz0.02 R=0.05 Tmax-r M Q| QO | Q|9 |9 (mm/rev)
1.00 0.50 2.00 2.2 () [} 0.03-0.06
1.40 0.70 2.00 2.2 [ ) 0.04-0.07
1.57 0.79 2.70 2.2 [ ] [ ] [ ] [ ] ° 0.04-0.08
2.00 1.00 3.00 2.2 [ ] [ ] [ ] [ ] [ ] 0.05-0.11
2.39 1.20 4.70 2.4 [ ] [ ] [ ] 0.06-0.12

® Dmin for internal machining = 70 mm

For tools, see pages: GHDR/L (short pocket) (A24) » GHGR/L (A25) ¢ GHMPR/L (A23) » GHMR/L (A23) » GHSR/L (A15) ¢ GHSR/L-JHP-SL (A14).

Member IMC Group



CUTGRIP

GIG
Precision Double-Ended Inserts for Grooving
v
+0.025
Dimensions Tough <—> Hard azzzm::gnl;’;i
318 e §

& S Q groove

W=0.02 R=0.03 Traxcr M ©| | Qo (mm/rev)
1.04 0.00 2.00 2.2 ° 0.02-0.03
1.20 0.00 2.00 2.2 ° 0.02-0.03
1.25 0.10 2.00 2.2 o | o 0.02-0.04
1.40 0.00 2.00 2.2 [ ] 0.02-0.04
1.45 0.10 2.00 2.2 o | o 0.02-0.04
1.47 0.00 2.50 2.2 ° 0.02-0.04
1.50 0.10 2.50 2.2 [ ] [ ] 0.02-0.04
1.57 0.15 2.70 2.2 ° 0.03-0.05
1.70 0.10 3.00 2.2 ° 0.03-0.05
1.78 0.18 3.00 2.2 [ ] 0.03-0.05
1.85 0.15 3.00 2.2 o | o 0.03-0.05
1.86 0.15 3.00 2.2 ° 0.03-0.05
1.96 0.15 3.00 2.2 ° 0.03-0.06
2.00 0.20 3.00 2.2 o | o | o 0.04-0.06
2.22 0.15 3.50 2.2 ° 0.04-0.06
2.30 0.20 3.50 2.2 o | o 0.04-0.07

® Dmin for internal machining = 70 mm
For tools, see pages: GHDR/L (short pocket) (A24) ® GHGR/L (A25) » GHMPR/L (A23) * GHMR/L (A23) * GHSR/L (A15) ® GHSR/L-JHP-SL (A14).

ISCAR



curﬁnln

ey

GIP

Precision Double-Ended Inserts for Grooving

Dimensions Tough <—> Hard azzzm::gnl;’;i
S|8(2/8|5|o|5

|0 |o|o|0| N8| f groove

W=o.02 R=0-03 Trmax-r M OC| O |lQ|QC|O|O]| QO (mm/rev)
2.22 0.15 3.50 2.2 [} [} [} () 0.05-0.09
2.39 0.15 4.70 2.4 [} [} [} [} [} 0.05-0.09
2.47 0.20 5.00 2.4 [} [} [} [} [} 0.06-0.10
2.70 0.10 13.00 2.4 [ ] [ ] [ ] [ ] 0.06-0.10
2.70 0.20 13.00 2.4 [} [} 0.07-0.11
2.87 0.20 13.00 2.4 [} [} [} 0.07-0.12
3.00 0.00 13.00 2.4 ° ° ° 0.07-0.11
3.00 0.20 13.00 2.4 [} [} [} [} [} 0.08-0.13
3.00 0.40 13.00 2.4 ° 0.08-0.14
3.15 0.15 13.00 2.4 [ ] [ ] [ ] [ ] [ ] 0.07-0.12
3.18 0.20 13.00 2.4 [} [} [} [} [} 0.08-0.13
3.30 0.10 13.00 2.4 [} [ ) [} [ ) 0.07-0.12
3.48 0.20 13.00 3.2 [ ] [ ] 0.09-0.15
3.56 0.20 13.00 3.2 [} [} 0.09-0.15
3.74 0.20 13.00 3.2 [} [} [} 0.09-0.16
3.98 0.20 13.00 3.2 [ ] [ ] [ ] [ ] [ ] 0.10-0.17
4.00 0.80 13.00 3.2 [} 0.10-0.20
4.23 0.10 13.00 3.2 [} [} [} [} 0.10-0.16
5.00 0.40 13.00 4.0 [J 0.13-0.21

® Dmin for internal machining = 70 mm
For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) ® GHGR/L (A25) ® GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL (A14)

GIP (full radius)
Precision Double-Ended, Full Radius Inserts for Grooving

+0.025

70>
15.3 Ref. 5
|

| W
M
P R=W/2
. . Recommended
Dimensions Tough <— Hard Machining Data
o
o re) ©

18131 f groove

W=0.02 R=0-05 Trmax-r M S] O S O (mm/rev)

3.00 1.50 12.30 2.4 ® 0.08-0.15

3.18 1.59 12.20 2.4 [} [ ] (] ® 0.08-0.16

3.98 1.99 11.80 3.2 (] [ 0.10-0.20

4.78 2.39 11.40 4.8 [ [ ] 0.12-0.22

5.00 2.50 11.30 4.0 (J 0.13-0.23

For tools, see pages: ®* CGHN-D (A25) « GHDR/L (short pocket) (A24)  GHGR/L (A25) « GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL
(A14)

Member IMC Group



curﬁnln

ey

GIF

Precision Double-Ended Inserts for Grooving

=

+0.025
=
15.3 Ref. ™ 5
= =
W
F Rl
i . Recommended
Dimensions Tough <—> Hard Machining Data
=}
o Ire} ©

SRR f groove

W=0.02 R=0.03 M Tmax-r |0 | Q]| Q9O (mm/rev)
3.48 0.20 3.2 13.00 [} [} [} [} 0.08-0.12
3.56 0.20 3.2 13.00 [} [} 0.08-0.13
3.74 0.20 3.2 13.00 [ ] [ ] 0.08-0.13
3.98 0.20 3.2 13.00 [ ] [ ] [ ] ] 0.09-0.14
4.23 0.10 3.2 13.00 [ ] [ ] [ ] 0.08-0.13
4.45 0.15 4.0 13.00 [} ® [} ® 0.09-0.14
4.78 0.55 4.0 13.00 [} [} [} [} 0.11-0.18
4.86 0.30 4.0 13.00 [J [J [ J 0.11-0.18

® Dmin for internal machining = 70 mm

For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) o GHGR/L (A25) « GHMPR/L (A23) ¢ GHMR/L (A23).

GIF (full radius)
Precision Double-Ended Full Radius Inserts for Grooving

+0.025

7°

15.3 Ref. =

e

4

=

i . Recommended
Dimensions Tough <—> Hard Machining Data
=}
re} ©
S S f groove
W=0.02 R=0.05 M Tmax-r O o (mm/rev)
4.78 2.39 4.0 11.40 o [J 0.11-0.20

® Dmin for internal machining = 70 mm

For tools, see pages: ® CGHN-D (A25) e GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) ® GHMPR/L (A23) « GHMR/L (A23).

ISCAR



CUTA-.-

n ]/ ad

GITM

CBN Tipped Inserts for Turning and Grooving on Hard Ferrous Materials

+0.025
DALY

1B20H 1B50 / IB10H

Dimensions Tough <—> Hard Recommended Machining Data
I I
S & S ap f turn f groove
\W:=0.02 R=0.05 M m o o (mm) (mm/rev) | (mm/rev)
3.00 0.20 2.4 ® ® [ 0.00-0.30 0.02-0.07 0.02-0.05
4.00 0.20 3.2 [ ® [ 0.00-0.40 0.03-0.09 0.02-0.07
5.00 0.40 4.0 [} [} [ 0.00-0.50 0.05-0.13 0.03-0.10
® Dmin for internal machining = 70 mm
For tools, see pages: ® CGHN-D (A25) » GHDR/L (short pocket) (A24) ® GHGR/L (A25) » GHMPR/L (A23) ® GHMR/L (A23)
® GHSR/L (A15) ® GHSR/L-JHP-SL (A14).
GITM (full radius)
CBN Tipped Inserts, Full Radius for Grooving and Turning “
on Hard Ferrous Materials a
-—
% '
1B20H 1B50 / 1B10H s
Dimensions Tough <— Hard Recommended Machining Data
I T
S B3 S ap fturn f groove
\W20.02 R=0.05 M D1 min m m u1] (mm) (mm/rev) | (mm/rev)
3.00 1.50 2.4 160.0 [} (] [} 0.00-0.30 | 0.03-0.10 | 0.02-0.06
4.00 2.00 3.2 160.0 [} ® [} 0.00-0.40 | 0.04-0.14 | 0.02-0.09
5.00 2.50 3.9 160.0 [ [ [ 0.00-0.50 | 0.05-0.18 | 0.03-0.11

® Dmin for internal machining = 70 mm

For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) ® GHMPR/L (A23) » GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL (A14).

Member IMC Group
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CUTGRIP
GIPY

Single-Ended Full Radius Sharp Edged Precision Inserts for

Profiling of High Temperature Alloys

+0.025

: y
AE 5
o 15.3 Ref. =
v

i

-

?

Dimensions Tough <— Hard Recommended Machining Data
s 88| el 8§ f turn f
o 1<) o N 9] groove
\W:=0.02 R=0.05 M |1l Q| Q| O | 9 (mm/rev) (mm/rev)
3.00 1.50 2.4 [ ] [ [ ] [ ] [ ] 0.19-0.28 0.08-0.15
4.00 2.00 3.2 [ ] [ ] [ ] [ ] [ ] 0.22-0.37 0.10-0.20
5.00 2.50 3.9 [ [ ] [ ] [ ] 0.24-0.46 0.13-0.23

e Can cut arcs to 250° e Dmin for internal machining = 70 mm

For tools, see pages: ® CGHN-D (A25) « GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) » GHMPR/L (A23) » GHMR/L (A23)

® GHSR/L (A15) ® GHSR/L-JHP-SL (A14).

GIPA (W=3-6)

Double-Ended Precision Ground Inserts with a Polished Top Rake,

for Machining Aluminum

] +0.025
ke i & 15 R
> [

of. ™
. W=
N of e

gy
} g

i

GIPA...D-ID5
Dimensions Dimensions Recommended Machining Data

S 9 ap f turn f groove

W=0.02 R=0.03 M &) o (mm) (mm/rev) (mm/rev)
3.00 0.20 2.4 [ 0.25-1.80 0.12-0.20 0.08-0.14
3.00 0.20 2.4 ° 0.25-1.80 0.12-0.25 0.09-0.16
4.00 0.40 3.2 [ 0.50-2.40 0.14-0.31 0.10-0.20
5.00 0.40 4.0 [ 0.50-3.00 0.16-0.34 0.11-0.23

® Dmin for internal machining = 70 mm
() Single-ended PCD tipped insert

For tools, see pages: ® CGHN-D (A25) ¢ GHDR/L (short pocket) (A24) ¢ GHGR/L (A25) » GHMPR/L (A23) » GHMR/L (A23)

o GHSR/L (A15)  GHSR/L-JHP-SL (A14).

ISCAR



CUT-GRIP
GIPA (full radius W=3-6)

Precision Double-Ended Inserts with Polished Top Rake, for Machining Aluminum

+0.025
==
5 4 s
<+
(el —
Dimensions Tough <—> Hard Recommended Machining Data
©
S =) 9 ap f turn f groove
W=0.02 R=0.05 M o o =] (mm) (mm/rev) (mm/rev)
3.00 1.50 2.4 ° 0.00-1.50 0.15-0.30 0.08-0.16
3.00 1.50 2.4 ° 0.00-1.50 0.19-0.36 0.09-0.19
3.00 1.50 2.4 (] 0.00-1.50 0.19-0.36 0.09-0.19
4.00 2.00 3.2 ® ® 0.00-2.00 0.20-0.43 0.10-0.22
4.00 2.00 3.2 [ ] 0.00-2.00 0.25-0.53 0.12-0.26
4.00 2.00 3.2 [ ] 0.00-2.00 0.25-0.53 0.12-0.26
5.00 2.50 3.9 [} o 0.00-2.50 0.21-0.48 0.09-0.24
5.00 2.50 3.9 [ ] 0.00-2.50 0.22-0.60 0.11-0.30
5.00 2.50 3.9 [ ] 0.00-2.50 0.22-0.60 0.11-0.30

() Single-ended PCD tipped insert ) Single-ended molded PCD chipformer tipped insert

For tools, see pages: ® CGHN-D (A25) ¢ GHDRY/L (short pocket) (A24) « GHGR/L (A25) « GHMPR/L (A23)
* GHMR/L (A23) « GHSR/L (A15) ® GHSR/L-JHP-SL (A14)

v v @

D YZ-0 |

Member IMC Group
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CUT-GRIP
GIP-RX/LX

Precision Double-Ended Inserts for External Grooving Next to a Shoulder

+0.025 (Ty—y 153 F¢=

Recommended

Dimensions Tough <—> Hard Machining Data
2 3 f groove
=) Q
W:=o0.02 R=0.03 Tmax-r M Fi O O (mm/rev)
0.80 0.00 1.60 2.4 1.6 [ 0.02-0.04
1.04 0.00 2.00 2.4 1.6 ® 0.02-0.05
1.19 0.10 2.00 2.4 1.6 [ 0.03-0.05
1.57 0.15 2.70 2.4 1.7 [ ] 0.04-0.06
1.57 0.79 2.80 2.4 1.7 [ 0.04-0.08
2.00 0.15 3.00 2.4 1.7 [ 0.05-0.08
2.39 0.15 3.50 2.4 1.7 [ 0.05-0.09
2.39 1.19 3.90 2.4 1.7 [ 0.06-0.12
* Toolholder seat needs to be modified according to insert profile to ensure clearance.
For tools, see pages: GHMPR/L (A23) ¢ GHMR/L (A23).
GIPM-A46 / GIP-1250
Precision Back Turning Inserts, for External Machining on Swiss-Type and Automatic Machines -

GIP 3.00-1250R

GIPM 2.35-A46R

Dimensions Tough <— Hard Recommended Machining Data
© | ©
SHESHINS ap fturn
W:=0.05 R:0.03 M | O |9 (mm) (mm/rev)
2.35 0.05 2.2 ® [ 0.10-1.00 0.02-0.15
2.35 0.05 2.2 ® ® 0.10-1.00 0.02-0.15
3.00 0.00 2.4 [ [ 0.10-1.00 0.02-0.15
3.00 0.00 2.4 [ [ 0.10-1.00 0.02-0.15

* Toolholder seat needs to be modified according to insert profile to ensure clearance.

* For grooving, reduce cutting speed by 30% and feed by 50%.

For tools, see pages: ® CGHN-D (A25) « GHDR/L (short pocket) (A24) « GHGR/L (A25) « GHMPR/L (A23) ® GHMR/L (A23) ® GHSR/L (A15) ® GHSR/L-JHP-SL

(A14).

ISCAR



CUTGRIP

n g/ o

GHMUR/L

External Holders for 45° Undercutting

h ‘ h
L I i |
I
f 1
}/\1 5 —
B ;
v Y
AN
W( Right-hand shown
W max h b I4 I2 f
4.80 16.0 16.0 112.00 25.0 19.0
e For D>100 mm, GIP/GIF inserts can be used (clearance types UN, D or G are not required).
For inserts, see pages: GIMY-UN (A39) e GIP-UN (A40).
/‘,{}@ /
Screw Key
SR M6X16DIN912 12.9 HW 5.0
GIMY-UN
Utility Single-Ended Inserts for External Undercutting
+0.025
Y
Dimensions Recommended
Machining Data
o
0
S f groove
W=0.05 R=0.05 M Trmaxr S (mm/rev)
3.00 1.50 24 ° 0.05-0.15
4.00 2.00 3.2 [ 0.05-0.15

e For 45° undercutting on D 100 mm, regular GIMY inserts may be used.
For tools, see pages: GHMUR/L (A39).

Member IMC Group



curﬁnln

g/ o

GIP-UN

Precision Double-Ended Inserts for External Undercutting

+0.025

i . Recommended
Dimensions Tough <— Hard Machining Data
=}
o Ire} ©

2 S S A f groove

W=0.05 R=0.05 M Trmax-r |l Q| Q]| Q (mm/rev)

3.00 1.50 2.4 4.00 ° ° ° ) 0.05-0.15

4.00 2.00 3.2 4.00 [ ] [ ] 0.05-0.15

* Not recommended for turning. ¢ For undercutting at 45° and D100 mm, other GIP inserts apply as well.

For tools, see pages: ® GHDR/L (short pocket) (A24) ¢ GHMPR/L (A23) » GHMR/L (A23) » GHMUR/L (A39).

ISCAR




PENTACUT

PCHR/L-24
Grooving, Parting and Recessing Holders for Inserts with 5 Cutting Edges

‘ I

L]
w f2
0.50-3.20 [ 2.0 L ¥ [ "
3.21-4.23 25 o Kha L
4.24-5.20 [3.0 : v*—Tmaxr : .
5.21-6.20 | 3.5 == [t
6.21-820 (45 | f v%%@lm ] b
=het2 LR TR W K
Right-hand shown
h b W min W max f Trmax-r2 I4 I2 ha Insert
10.0 10.0 0.50 3.20M 8.5 6.50 120.00 19.5 6.0 PENTA 24
12.0 12.0 0.50 320 10.5 6.50 120.00 19.5 4.0 PENTA 24
16.0 16.0 0.50 3.20 14.5 6.50 120.00 19.5 = PENTA 24

™) Up to 6.2 mm width may be ordered on request. @ For specific information, refer to insert data.

For inserts, see pages: PENTA 24-BSPT (A123) ® PENTA 24-ISO (A117) e PENTA 24-MT (A114) » PENTA 24-UN (A119) » PENTA 24-W (A121)
« PENTA 24-WT (A113) ® PENTA 24N-C (A86) » PENTA 24N-C (full radius) (A87) » PENTA 24N-J (A44) » PENTA 24N-J (full radius) (A45) ¢ PENTA 24N-PF/P (A45)

® PENTA 24N-Z (A46)  PENTA 24R-C (A87)  PENTA 24R-P (A84) ® PENTA 24R/L-J (A82) * PENTA 24R/L-Z (A85).

& b4

Screw Key

SR 16-212-01397L T-2010/5
SR 16-212-01397 T-2010/5
SR 16-212-01397L T-2010/5
SR 16-212-01397 T-2010/5
SR 16-212-01397L T-2010/5
SR 16-212-01397 T-2010/5

PENTACUT « JETCUT

PCHR/L-24-JHP
Grooving, Parting and Recessing Holders for PENTA Inserts
with Channels for High Pressure Coolant

[~ [2 —
- L‘ Ao v >
/ h 4 © h
)| ﬁ ’ Lswl ALh i i
J Th typx3
j' v —
. — ——— < — I ——
L/ il ﬁﬁ %Li TAEZ?;%J% e T*:) gﬂ\'ng
h b Wmin W max(" f I1 I2 L3 h4 Th Tmax-r2) Insert

12.0 12.0 0.50 3.20 5.5 100.00 24.5 20.50 4.0
16.0 16.0 0.50 3.20 9.5 120.00 24.5 0.00 -

UNF 5/16-24  6.50 PENTA 24
UNF 5/16-24  6.50 PENTA 24

™) Up to 6.2 mm width may be ordered on request. @ For specific information, refer to insert data.

For inserts, see pages: PENTA 24-BSPT (A123) e PENTA 24-ISO (A117)  PENTA 24-MT (A114) » PENTA 24-UN (A119) » PENTA 24-W (A121) » PENTA 24-WT
(A113) » PENTA 24N-C (A86) » PENTA 24N-C (full radius) (A87) » PENTA 24N-J (Ad4) e PENTA 24N-J (full radius) (A45) » PENTA 24N-PF/P (A45) » PENTA 24N-Z

(A46) o PENTA 24R-C (A87) ® PENTA 24R-P (A84) » PENTA 24R/L-J (A82) » PENTA 24R/L-Z (A85).

For Accessories, see pages: B134-135.

a r @ /

Screw Key Plug Plug Key
SR M2.5X2.5DIN913 45H HW 5/32" SR 5/16UNF TL360 HW 5/32"
SR M2.5X2.5DIN913 45H HW 5/32" SR 5/16UNF TL360 HW 5/32"
HW 5/32" SR 5/16UNF TL360 HW 5/32"
HW 5/32" SR 5/16UNF TL360 HW 5/32"

Member IMC Group



. JETCUT

PENTACUT

PCHRS/LS

Holders with 5 Edged Inserts for Grooving, Parting and Recessing Next to High Shoulders

[2
! /”é‘ ,,// ' 1
O] h He
=L ;
A -3 m
w Fi 1
(N B | b
P f 3° Pocket Inclinati K
4 OCXEWINCINELON Right-hand shown
h b W min W max 14 I2 L3 h4 H2
12.0 12.0 0.80 4.80 120.00 19.5 24.50 4.0 21.0
16.0 16.0 0.80 4.80 120.00 19.5 - - 21.0

For inserts, see pages: PENTA 24N-RS/LS (A47).

& b4

Screw Key

SR 16-212-01397LS T-2010/5
SR 16-212-01397RS T-2010/5
SR 16-212-01397LS T-2010/5
SR 16-212-01397RS T-2010/5

a0 T 3°

PENTACUT

PCHPR/L

Facing, Grooving, Parting and Recessing Perpendicular Holders for Inserts with 5 ]
Cutting Edges ] KX
IL»\ -
: ; )
e A hs
- 11
L:ﬂ Right-hand shown
h b W min W max f F1 5 I hs Tmax-al!)
16.0 16.0 0.50 3.20@ 150 23.5 120.00 11.5 - 6.50

() For specific information, refer to insert data. @ Up to 6.2 mm width may be ordered on request. @ Valid for inserts with W<3.2 mm

For inserts, see pages: PENTA 24-BSPT (A123) » PENTA 24-ISO (A117) ® PENTA 24-MT (A114) » PENTA 24-UN (A119) » PENTA 24-W (A121) » PENTA 24-WT
(A113) ® PENTA 24N-C (A86) ® PENTA 24N-C (full radius) (A87) ® PENTA 24N-J (A44) e PENTA 24N-J (full radius) (A45) ® PENTA 24N-PF/P (A45) ¢ PENTA 24N-Z
(A46) » PENTA 24R-C (A87) » PENTA 24R-P (A84) » PENTA 24R/L-J (A82) » PENTA 24R/L-Z (A85)

& b

Screw Key
SR 16-212-01397 T-20/5
SR 16-212-01397L T-20/5

ISCAR



PENTACUT

PCHBR/L

Double-Ended Parting and Grooving Blades for PENTACUT Inserts

T._
P 1

B1

1y
=

)|

Left-hand shown

B1 W min W max h1 fol2 14 A2 Insert
26.0 0.50 6.20 21.4 7.00 110.00 8.5 PENTA 24
26.0 0.50 6.20 21.4 7.00 110.00 8.5 PENTA 24
26.0 1.50 4.00 21.4 7.15 110.00 8.5 PENTA 34
26.0 1.50 4.00 21.4 7.15 110.00 8.5 PENTA 34

* For insert/blade orientation, see the following drawings

() Single pocket blade @ To the center of inserts up to 4.15 mm width

For inserts, see pages: PENTA 24-BSPT (A123) ¢ PENTA 24-ISO (A117) e PENTA 24-MT (A114)  PENTA 24-UN (A119) e PENTA 24-W (A121) o PENTA 24-WT
(A113) » PENTA 24N-C (A86) » PENTA 24N-C (full radius) (A87) » PENTA 24N-J (A44)  PENTA 24N-J (full radius) (A45) ¢ PENTA 24N-PF/P (A45) » PENTA 24N-Z
(A46) ® PENTA 24R-C (A87) ® PENTA 24R-P (A84) » PENTA 24R/L-J (A82) ® PENTA 24R/L-Z (A85)

PCHBL 26-24R Shown

& b

Screw Key

SR 16-212-01397L T-2010/5
SR 16-212-01397

SR 16-212-01397 T-2010/5

PCHBL 26-24L

PCHBR 26-24L

PCHBL 26-24R

PCHBR 26-24R
Right-hand blade

Right-hand pocket
location on the blade

Member IMC Group



PENTA

Identification System for Standard Inserts

L) |

PENTA

24

150
|

J
I

. Circular Insert Cutting )
Family circumference lead angle (K) edge width Cth:pkfjreazker
name of the insert N,R, L W(mm)x100 SV CE
PENTA 24N-J

Parting and Grooving Insert with 5 Cutting Edges, for Soft Materials, Parting of Tubes,
Small and Thin-Walled Parts

-

w,
2N

010

Corner radius R (mm)x100
for neutral insert. (k=0)

Or lead angle for right- or
left-hand inserts. (eg. 15D=15°)

" ik
=M
Dimensions Tough <— Hard hljlz?:ﬁmmgngaet‘;
® ]

S ) f groove

Wz0.02 R Tmax-{1) O o (mm/rev)
0.50 0.00 1.00 ® 0.02-0.04
0.50 0.04 2.50 [} 0.02-0.05
0.80 0.00 1.60 [ 0.02-0.05
1.00 0.04 3.50 ® 0.03-0.07
1.00 0.06 3.50 [} 0.03-0.07
1.04 0.00 2.00 [ ] 0.02-0.07
1.20 0.00 2.00 ® 0.03-0.07
1.25 0.10 2.00 [} 0.03-0.07
1.40 0.00 2.00 [ ] 0.03-0.08
1.47 0.00 2.50 [} 0.03-0.08
1.50 0.10 5.00 [} [} 0.03-0.10
1.57 0.15 3.00 [ ] 0.03-0.12
1.70 0.10 3.00 [} 0.03-0.12
1.78 0.18 3.00 [ ] 0.04-0.12
1.85 0.15 3.00 [ ] 0.04-0.12
1.96 0.15 3.00 [} 0.04-0.12
2.00 0.20 6.00 [} [} 0.04-0.12
2.22 0.15 3.50 [ ] 0.04-0.16
2.30 0.20 3.50 [} 0.04-0.16
2.39 0.15 5.00 [ ] 0.04-0.16
2.47 0.20 5.00 [ ] 0.04-0.16
2.70 0.10 5.00 ® 0.04-0.16
2.87 0.20 6.50 [ ] 0.04-0.16
3.00 0.00 6.50 ® 0.04-0.10
3.00 0.20 6.50 [} 0.04-0.16
3.00 0.40 6.50 ® 0.04-0.16
3.15 0.15 6.50 [ ] 0.04-0.16
3.18 0.20 6.50 ® 0.04-0.16
3.30 0.10 6.50 [ ] 0.04-0.16
3.48 0.20 6.50 [ ] 0.04-0.18
3.56 0.20 6.50 [} 0.04-0.18
3.74 0.20 6.50 [ ] 0.04-0.18
3.98 0.20 6.50 ® 0.04-0.18
4.00 0.40 6.50 [} 0.04-0.18
4.23 0.10 6.50 [J 0.04-0.18

® Recessing is possible only with 2.39 mm and wider inserts.

() For grooving and parting depth relative to part diameter, see page (A46)
For tools, see pages: ® PCHBR/L (A43) ® PCHPR/L (A42) ¢ PCHR/L-24 (A41) ® PCHR/L-24-JHP (A41).

ISCAR




PENTACUT

PENTA 24N-J (full radius)
Precision Grooving Pentagonal Full Radius Insert for Soft Materials

- 2
\ >
3 ”
Dimensions Recor.n.mended
Machining Data
3 f

S groove

W=o0.02 R Tmax-1 &) (mm/rev)

1.00 0.50 3.50 ° 0.03-0.07

1.20 0.60 2.00 [ ] 0.03-0.07

1.40 0.70 2.00 ° 0.05-0.08

1.57 0.79 3.00 [ ] 0.05-0.08

2.00 1.00 3.00 [ ] 0.05-0.12

2.39 1.20 5.00 ° 0.06-0.16

3.00 1.50 6.50 [ ] 0.06-0.20

3.18 1.59 6.50 [ ] 0.06-0.20

4.00 2.00 6.25 ° 0.06-0.20

4.78 2.39 6.15 [ ] 0.06-0.20

* Recessing is possible only with 2.39 mm and wider inserts.
() For grooving depth relative to part diameter, see page A46.

For tools, see pages: PCHBR/L (A43) » PCHPR/L (A42)  PCHR/L-24 (A41) e PCHR/L-24-JHP (A41).

PENTA 24N-PF/P
Parting and Precision Grooving Pentagonal Insert with a High Positive Flat Rake

Recommended

Dimensions Tough <— Hard Machining Data

@ 8
8 2 f groove
W=0.02 R Rstoler Trmax-rM Kr® ] o (mm/ rev)
1.00 0.05 0.020 3.50 12.0 ° 0.02-0.05
1.00 0.10 0.020 4.00 6.0 o 0.03-0.06
1.50 0.05 0.020 5.00 12.0 L] 0.02-0.07
1.50 0.20 0.030 6.00 6.0 [} 0.03-0.09
2.00 0.05 0.020 6.00 12.0 0.02-0.08
2.00 0.20 0.030 6.50 6.0 [ ] 0.04-0.10
2.39 0.15 0.030 6.50 6.0 L) 0.04-0.14
2.50 0.20 0.030 6.50 6.0 [ 0.04-0.14
3.00 0.20 0.030 6.50 6.0 [ 0.04-0.14

() For grooving and parting depth relative to part diameter, see page A46.

For tools, see pages: PCHBR/L (A43) ¢ PCHPR/L (A42) « PCHR/L-24 (A41) ® PCHR/L-24-JHP (A41).
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PENTACUT

PENTA 24N-2Z
Insert with 5 Cutting Edges, for Grooving and Parting of Tubes,
Small and Thin-Walled Parts

+0.04
Dimensions Recommended
Machining Data
©
3 f groove
W=0.02 R Trmax-rt) o (mm/rev)
1.50 0.10 5.00 ° 0.05-0.08
2.00 0.20 6.40 ® 0.04-0.12
3.00 0.20 6.40 [ J 0.04-0.16

e Cutting edge with high positive rake, suitable for parting of tubes, thin walled parts and for small diameters e Suitable for machining soft materials and bearing
steel at low to medium feeds
) For grooving and parting depth relative to part diameter, see below

For tools, see pages: ®» PCHBR/L (A43) » PCHPR/L (A42)  PCHR/L-24 (A41) o PCHR/L-24-JHP (A41).

@Dmax Tmax Dmax

= | Ok

Dmax as a Function of Parting / Grooving Depth (T) for PENTA 24 Inserts
W=0.02 Tmax® |Tmax/Dmax| T<3.0 T<3.5 T<4.0 T<4.5 T<5.0 T<5.5 T<6.5 T<6.4
W=0.50 1.0 1.0/N.L. - - - - - - - -
W=0.50 @ 2.5 250
W=0.80 1.6 1.6/N.L. - - - - - - - -
W=1.00 3.5 N.L. 250 - - - - - -
1.04<W<1.40 2.0 2.0/N.L. - - - - - - - -
W=1.47 2.5 2.5/N.L. - - - - - - - -
W=1.50 5.0 N.L. 470 210 70 30 - - -
1.57<W<1.96 3.0 N.L. - - S o = o =
W=2.00 6.014) N.L. 470 210 130 75 45 20 -
2.22<\W<2.30 Bi) N.L. 250 - - - - = -
2.39<W<2.50 5.0 N.L. 470 210 70 30 - - -
2.70<W<3.18 6.4 N.L. 470 210 135 100 70 40 20

() Refers to PENTA 24N050J000 - a precision grooving insert.
(2) Refers to PENTA 24N050J004 - a parting insert.
() Dmax for parting = 2 x Tmax

@) For full radius insert , Tmax = 3.0, Dmax = No limit

ISCAR



PENTACUT

PENTA 24N-RS/LS

Parting and Precision Grooving Pentagonal Inserts,
for Next to High Shoulder Applications

3° pocket inclination

Poma

f - refer to inserts data

Dimensions Recommended
Machining Data
©

53 f groove
W=0.02 R Trax-r D max f O (mm/rev)
0.80 0.10 1.60 - 1.6 ° 0.03-0.05
1.00 0.10 1.80 -1 1.5 [} 0.03-0.06
1.19 0.10 2.00 - 1.4 [} 0.03-0.06
1.57 0.20 3.00 - 1.2 [ ] 0.03-0.08
1.57 0.79 3.00 - 1.2 [} 0.03-0.08
2.00 0.20 3.00 - 1.0 ° 0.03-0.10
2.39 0.20 5.00 40.0 0.8 [} 0.03-0.12
2.39 1.19 5.00 40.0 0.8 [} 0.03-0.12
3.00 0.20 6.20 16.0 0.5 [ 0.04-0.14
3.18 0.20 6.50 13.0 0.4 [ ] 0.04-0.14
3.18 1.59 6.50 13.0 0.4 [} 0.04-0.14
4.00 0.20 6.50 13.0 1.0 (] 0.04-0.16
4.80 0.20 6.50 13.0 1.6 [J 0.04-0.16

™ No limit
For tools, see page: PCHRS/LS (A42).

Member IMC Group
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DO-Grir * HELI-GRIP

TWISTED 2-SIDED

DGFH

Parting and Grooving Blades with and without Coolant Holes for DO-GRIP and

HELI-GRIP Inserts

Dmax
W_ hi
Wo « y DGFH [ ) ol
'lo
i &
-
i - A
150°
DGFH-C f . YU
wzz=z=z=zo0
JET-CUT o
B1 W min W max A 5 h1 D max Insert
26.0 1.40 1.40 2.50 (4 110.00 21.4 26.0 DG. 14..
26.0 1.90 @ 2.50 1.60 110.00 21.4 39.0 ® DG. 1.../DG. 2...
26.0 3.00 @ 3.18 2.40 110.00 21.4 39.0 ® DG. 1.../DG. 3...
26.0 3.00 3.18 2.40 110.00 21.4 39.0 DG. 3..C
26.0 4.00 4.00 3.20 110.00 21.4 80.0 DG. 4.../GRIP 4...

* DG..1.0 insert can be mounted into pocket sizes 2 and 3. In that case the pocket width has to be modified

() For Dmax 50 mm, use single-ended insert (should be modified by the user). (@ Blades with frontal coolant holes (JET-CUT)

® For Dmax 50 mm, use single-ended insert (should be modified by the user). @ For DG. 1... insert, modify holder 4 Thickness at the D.O.C. area is 1.0 mm
5) Maximum diameter with double-sided inserts.

For inserts, see pages: DGN-MF (A65) ® DGN/DGNC/DGNM-C (A64) ® DGR/L-C DGRC/LC-C (A64) * DGN/DGNM-J/JS/JT (A65) ® DGR/L-J/JS (A66) * DGN-P
(A68) ® DGN-UT/UA (A68) ®* DGN-WP (A69) * DGN-Z (A67) ® DGR-P (A69) * DGR-WP (A70) * DGR-Z/ZS (A67) * GRIP (A19) * GRIP (full radius) (A20).
For holders, see pages: SGTBU/SGTBN (A88) .

A

2

%

P =

i

Extractor

Sealing Screw Cooling Tube Pipe Fitting Pipe Fitting 1 Pipe Fitting 2

EDG 23B*
EDG 23A*
EDG 23A*
EDG 23A*
EDG 23A*

SGC 340 SGCU 341*

CGF 343* CF 343*

CGM 343*

* (Optional, should be ordered separately)

Member IMC Group



IANG-GIrir~

PARTING LINE
TGFH-MB
Parting and Grooving Blades for Other Manufacturer's Blocks

| Trmax-r [ - W TGFH 12MB-2
>
% ol O i 4 T o
: h1 hi g h4
] v : t
- p JAT L, '
W min W max A 14 h1 h4 I2 Tmax-r Insert
1.80 2.40 1.65 58.00 12.2 2.8 15.5 11.50 TAG 2
1.80 2.40 1.65 58.00 17.2 - - 11.50 TAG 2
1.80 2.40 1.65 58.00 22.2 - - 11.50 TAG 2
2.80 3.50 2.50 64.00 17.2 - - 12.00 TAG 3
2.80 3.50 2.50 64.00 22.2 - - 12.00 TAG 3
2.80 3.50 2.50 84.00 22.2 - - 16.00 TAG 3
3.70 4.50 3.40 70.00 17.2 - - 14.00 TAG 4
3.70 4.50 3.40 70.00 22.2 - - 14.00 TAG 4
3.70 4.50 3.40 90.00 22.2 - - 17.00 TAG 4

For inserts, see pages: TAG N-A (A74) e TAG N-C/W/M (A73) ¢ TAG N-J/JS/AJT (A75) o TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) ¢ TAG R/L-C (A75)
o TAG R/L-J/JS (AT6).

p

e

Extractor

ETG 2*

ETG 2*

ETG 2*

ETG 3-4-SH*

ETG 3-4-SH*

ETG 3-4-SH*

ETG 3-4-SH*

ETG 3-4-SH*

ETG 3-4-SH*
* (Optional, should be ordered separately)

ISCAR



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGFHR/L

Parting and Grooving Reinforced Blades for DO-GRIP Inserts

Dmax

| DGFHR-26... E

A

1

=] W min( W max A2 A h1 D max(® Machines Insert
26.0 1.90 2.50 8.0 1.70 110.00 21.4 42.0 TNS-30 DG. 1.../DG. 2..
26.0 1.90 2.50 8.0 1.60 110.00 21.4 42.0 TNS-30/112 DG. 1.../DG. 2..
26.0 3.00 3.18 8.0 2.40 110.00 21.4 30.0 TNS-30 DG. 1.../DG. 3..
26.0 3.00 3.18 8.0 2.40 110.00 21.4 42.0 TNS-30/42 DG. 1.../DG. 3..

 |Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user.
¢ DG..1.0 insert can be mounted into pocket sizes 2 and 3. In that case the pocket width has to be modified

() For DG: 1.0 insert - modify holder. @ The specified limit refers to the tool.

For inserts, see pages: DGN-LF/LFT (A66) » DGN-P (A68) « DGN-UT/UA (A68) » DGN-WP (A69) » DGN-Z (A67) » DGN/DGNC/DGNM-C (A64) ® DGN/DGNM-J/
JS/JT (AB5) * DGR-P (AB9)  DGR-WP (A70) » DGR-Z/ZS (A67) » DGR/L-C DGRC/LC-C (A64) » DGR/L-J/JS (AB6).

For holders, see pages: ® SGTBU/SGTBN (A88) .

%

Extractor

EDG 23A*

* (Optional, should be ordered separately)

DGFHR/L-B-D..(R/L)

Reinforced Type Blades with Screw Clamping

DGFHR-B-D50L

W,
LL _ B
B1hi|
3 A
DGFHL-B-D50  DGFHR-B-D50 ‘ A2
<22
B1® W min® W max A A2 14 H2 h1 h4 Tmax-r D max® Insert
26.0 1.90 2.50 1.60 8.0 110.00 33.7 21.4 3.6 18.00 42.0 DG. 1.../DG. 2..
26.0 1.90 2.50 1.60 8.0 110.00 31.5 21.4 3.7 18.00 50.0 DG. 1.../DG. 2..
26.0 1.90 2.50 1.60 8.0 110.00 31.5 21.4 3.7 18.00 50.0 DG. 1.../DG. 2..
26.0 3.00 3.18 2.40 8.0 110.00 31.5 21.4 3.7 18.00 30.0 DG. 1.../DG. 3..
26.0 3.00 3.18 2.40 8.0 110.00 31.5 21.4 3.7 18.00 50.0 DG. 1.../DG. 3..
26.0 3.00 3.18 2.40 8.0 110.00 31.5 21.4 3.7 18.00 50.0 DG. 1.../DG. 3..

 Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user. ¢ DG..1.0 insert can be mounted into
pocket sizes 2 and 3. In that case the pocket width has to be modified

() For Traub machines, model TNC 30, TNM 28, TNS 26/30/42/112, TNA 300, TNK 260. (@ For Tornos Bechler, Emco 2000/20, 2000/26 machines.
@) Mounted on all ISCAR standard blocks. ® For DG: 1.0 insert - modify holder. ® The specified limit refers to the tool.

For inserts, see pages: DGN-LF/LFT (A66) « DGN-P (A68) » DGN-UT/UA (A68) » DGN-WP (AB9)  DGN-Z (A67) » DGN/DGNC/DGNM-C (A64)  DGN/DGNM-J/
JS/JT (AB5) ® DGR-Z/ZS (A67) * DGR/L-C DGRC/LC-C (AB4).

For holders, see pages: ® SGTBU/SGTBN (A88) .

Screw Key

SR M4X20DIN912 12.9 HW 3.0

Member IMC Group



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGFHL-26B-TR-D

Reinforced Type Blades with Screw Clamping for Traub and Index Machines

—37.8—
<A ‘ Dmax
/. )
il H2 31.5 DGFHL..B-..TR-D.. Y
DGFHL.B DGFHL.B A S4max 7 a5\
~TROR  TRD b -
Ai I &1
B W min W max A A2 I1 H2 h1 D maxi® Insert
26.0 1.00 1.50 1.20 7.9 110.00 27.9 21.4 20.0 DG. 1.../DG. 15..
26.0 1.90 ¥ 2.50 1.60 7.9 110.00 27.9 21.4 36.0 DG. 1.../DG. 2..
26.0 1.90 ¥ 2.50 1.60 7.9 110.00 27.9 21.4 36.0 DG. 1.../DG. 2..
260 3004 318 2.40 79 11000  27.9 21.4 36.0  DG.1../DG. 3.
26.0 3.00 ¥ 3.18 2.40 7.9 110.00 27.9 21.4 36.0 DG. 1.../DG. 3..

e Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user. ¢ DG..1.0 insert can be mounted into
pocket sizes 2 and 3. In that case the pocket width has to be modified

() Do not use DG.. 1.4 on this tool! @ Mounted on all ISCAR standard blocks. @ The specified limit refers to the tool. @ For DG: 1.0 insert - modify holder.

For inserts, see pages: DGN-LF/LFT (A66) * DGN-P (A68) » DGN-UT/UA (A68) » DGN-WP (AB9)  DGN-Z (A67) » DGN/DGNC/DGNM-C (A64)  DGN/DGNM-J/
JS/JT (AB5) ® DGR-Z/ZS (A67) ® DGR/L-C DGRC/LC-C (A64) » DGR/L-J/JS (AG).

/TOQ 11,0‘@
& < &

Screw Key Screw 1
SR M5X20-01172 HW 3.0

SR M5X20-01172 HW 3.0 SR 76-1637*
SR M4X20DIN912 12.9 HW 3.0

SR M5X20-01172 HW 3.0

SR M5X20-01172 HW 3.0 SR 76-1637*

* (Optional, should be ordered separately)

ISCAR



....oo .
P Y7/,
DOGrir » JETCUT
TWISTED 2-SIDED
DGTR/L-B-D-JHP-SL

Parting and Grooving, Short Head Tools with Channels for High Pressure Coolant, i
for CNC and Swiss Automatics “
G 1/8"-28
¢
ihe  Thiypxs)| 340
Bar Max
W i< 1
v ‘ _ Ly
. T P e v
A esh=t==a=] b
— A Left-hand shown
W min W max h b A I2 D max H2 ha 14
1.90 2.50 12.0 12.0 1.60 29.4 24.0 25.7 6.5 100.00
1.90 2.50 16.0 16.0 1.60 32.0 35.0 26.7 2.6 120.00
3.00 3.18 12.0 12.0 2.40 29.4 24.0 25.7 6.5 100.00
3.00 3.18 16.0 16.0 2.40 32.0 35.0 26.7 2.6 120.00

For inserts, see pages: DGN-LF/LFT (A66) » DGN-MF (A65) » DGN-P (A68)  DGN-UT/UA (A88) » DGN-WP (A69) » DGN-Z (A67) » DGN/DGNC/DGNM-C (A64)
« DGN/DGNM-J/JS/JT (A65) * DGR-P (A69)  DGR-WP (A70) » DGR-Z/ZS (A67) s DGR/L-C DGRC/LC-C (AB4)  DGR/L-JAJS (AG6).

Depth Capacity DGTR/L-B-D-JHP-SL
Depth of Cut as Function of Workpiece Diameter
(DGN/R/L-100... excluded)

—— O ——»

@Dmax
— — — — — — — — 24 26 27 28 30 32 36 42 52
- - - — — - - - 24 26 27 28 30 32 36 42 52
— — — 35 39 42 46 51 59 7 91 @ 230 1200 NL NL NL
— - — 65 70 75 80 90 100 120 140 @ 250 410 1200 NL NL
- - — 35 3 42 46 51 59 71 91 (130) 230 1200 NL NL NL
— — — 75 90 113 155 250 650 NL NL @ NL NL NL NL NL
56 62 71 83 102 134 200 400 NL NL NL m’ NL NL NL NL NL
50 55 60 67 75 8 100 115 140 200 350 @ NL NL NL NL NL
Depth T ——> 20 19 18 17 16 15 14 13 12 11 10 9 8 7 6 5 4
NL No Limit
Example:
For 9 mm depth of groove on a 75 mm workpiece diameter, six tools may be used.
Flow Rate vs. Pressure
70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
3-4 4-5 5-6
5-6 6-7 7-8

y

Y

/

Clamp Screw Key

Plug 1

Key

SR M5-24145 HW 5/32"
SR M5-24145 HW 2.5/5
SR M5-24145 HW 5/32"
SR M5-24145 HW 2.5/5

SR 5/16UNF TL360 HW 5/32"
SR 5/16UNF TL360 HW 5/32"
SR 5/16UNF TL360 HW 5/32"
SR 5/16UNF TL360 HW 5/32"

Member IMC Group



P Y. )/}
DO-Griir
TWISTED 2-SIDED
DGTR/L-B-D-SH
Parting and Grooving, Short Head Tools, for CNC and Swiss Automatics

DGTR/L..B-1.5D...
with DGN/R/L 1000 inserts

Zal/

_ v
=k 0.75 )
<A
Right-hand shown A Left-hand shown
Wmin W max h b A f I2 D max H2 hs4 I Insert
1.40 1.40 8.0 8.0 1.00 7.5 18.0 10.0 15.4 2.0 125.00 DG. 14..
1.40 1.40 10.0 10.0 1.00 9.5 18.0 20.0 13.7 - 120.00 DG. 14..

1.00 1.50 10.0 10.0 1.00 9.5 19.0 20.0 15.7 2.0 120.00 DG. 1.../DG. 15..
1.90 2.50 10.0 10.0 1.60 9.2 19.0 20.0 15.7 2.0 120.00 DG. 1.../DG. 2..

1.40 1.40 12.0 12.0 1.00 11.5 19.0 24.0 15.7 - 120.00 DG. 14..

1.00 1.50 12.0 12.0 1.00 1.4 19.0 24.0 15.7 - 120.00 DG. 1.../DG. 15..
1.90 2.50 12.0 12.0 1.60 11.2 19.0 24.0 15.7 - 120.00 DG. 1.../DG. 2..
1.90 2.50 12.0 12.0 1.60 11.2 19.0 24.0 15.7 - 85.00 DG. 1.../DG. 2..
3.00 3.18 12.0 12.0 2.40 10.8 19.0 24.0 15.7 - 120.00 DG. 3.../DG. 10..
1.00 1.50 16.0 16.0 1.20 15.4 19.5 25.4 19.7 - 120.00 DG. 1.../DG. 15..
1.90 2.50 16.0 16.0 1.60 15.2 19.5 25.4 19.7 - 120.00 DG. 1.../DG. 2..
3.00 3.18 16.0 16.0 2.40 14.8 19.5 25.4 19.7 - 120.00 DG.1.../DG. 3..

* DGN/R/L 1 mm inserts can also be mounted into pocket sizes 2 and 3.
() Do not use DG.. 1.4 on this tool!

For inserts, see pages: DGN-LF/LFT (A66) » DGN-P (A68) « DGN-UT/UA (A68) » DGN-WP (A69) » DGN-Z (A67) » DGN/DGNC/DGNM-C (A64)  DGN/DGNM-J/
JS/JT (AB5) ® DGR-P (AB9) « DGR-WP (A70) ® DGR-Z/ZS (A67) ® DGR/L-C DGRC/LC-C (AB4)  DGR/L-J/JS (AB6).

Depth Capacity DGTR/L-B-D
Depth of Cut as Function of Workpiece Diameter
(DGN/R/L-100... excluded)

O ———»

@Dmax
- - - - - - - - - - 20 23 26 32 45 76 NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
= - - — 32 35 37 41 47 55 69 93 150 400 NL NL NL
- - - 75 90 113 155 250 650 NL NL NL NL NL NL NL NL
- - - 75 90 113 155 250 650 NL NL NL NL NL NL NL NL
- - - - - 30 32 35 38 43 50 62 83 125 300 NL NL
- - - 35 39 42 46 51 59 71 91 130 230 1200 NL NL NL
56 62 7 83 102 134 200 400 NL NL NL NL NL NL NL NL NL
56 62 71 83 102 134 200 400 NL NL NL l\ﬂ_ NL NL NL NL NL
Screw Key

SR 16-236 P T-15/5

ISCAR



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGTR/L-B/BC-D

Integral Shank Reinforced Parting and Grooving Tools

DGTL-BC-D o DGTL-B-D
v
h
§ v
4 N~ [
o The
y v 1
BN
) ‘<T>j Left-hand shown
Wmin W max h b A I I Tmax-rl2) f ha Coolant Insert
1.40 1.40 10.0 10.0 1.00 140.00 23.6 10.00 9.5 2.0 N DG. 14..
1.40 1.40 12.0 12.0 1.00 140.00 29.6 15.00 11.5 3.5 N DG. 14..
1.40 1.40 16.0 16.0 1.00 140.00 29.6 15.00 15.5 - N DG. 14..
1.90 2.50 10.0 10.0 1.60 140.00 29.6 15.00 9.2 6.6 N DG. 1.../DG. 2..
1.90 2.50 12.0 12.0 1.60 140.00 29.6 15.00 11.2 3.5 N DG. 1.../DG. 2..
1.90 2.50 16.0 16.0 1.60 140.00 30.6 16.00 15.2 - N DG. 1.../DG. 2..
3.00 3.18 12.0 12.0 240 140.00 29.6 15.00 10.8 3.5 N DG. 1.../DG. 3..
3.00 3.18 16.0 16.0 2.40 140.00 32.1 16.00 14.8 2.6 N DG. 1.../DG. 3..
3.00 3.18 16.0 16.0 240 140.00 3141 16.00 14.8 2.6 Y DG.C 3..

e Important: 1.4 mm width inserts should be used only on tools for 1.4 mm specific width tools.

2 and 3.

() Tools for inserts with coolant holes for high temperature alloys and stainless steel @ The specified limit refers to the tool.

For inserts, see pages: DGN-LF/LFT (A66) » DGN-P (A68) « DGN-UT/UA (A68) » DGN-WP (A69) » DGN-Z (A67) » DGN/DGNC/DGNM-C (A64) ® DGN/DGNM-J/
JS/JT (AB5) * DGR-P (AB9)  DGR-WP (A70) » DGR-Z/ZS (A67) » DGR/L-C DGRC/LC-C (A64) » DGR/L-J/JS (AB6).

V4

/

i

&

g

Ll

i

Screw

Key

Pipe Fitting Pipe Fitting 1 Cooling Tube Pipe Fitting 2

SR M5X12DIN912 12.9
SR M5X12DIN912 12.9
SR M5X12DIN912 12.9
SR M5X12DIN912 12.9
SR M5X12DIN912 12.9
SR M4X14DIN912 12.9
SR M5X12DIN912 12.9
SR M5X12DIN912 12.9
SR M5X12DIN912 12.9

HW 4.0
HW 4.0
HW 4.0
HW 4.0
HW 4.0
HW 3.0
HW 4.0
HW 4.0

HW 4.0 CGM 343* CF 343"

SGCU 341*

CGF 343"

* (Optional, should be ordered separately)

e DGN/R/L 1 mm inserts can also be mounted into pocket sizes

Member IMC Group



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGTR/L

Integral Shank Parting and Grooving Tools

l2
T <—|2->‘

v i i ] ﬁ B>y

h | | \G h J

P NPT

L * l max

b “ N ‘ tw

r‘ I | Right-hand shown
W min W max h b A I4 I2 ha D max Insert
1.90 2.50 10.0 10.0 1.80 150.00 29.0 6.6 35.0 DG. 1.../DG. 2..
1.90 2.50 12.0 12.0 1.80 150.00 29.0 6.6 35.0 (M DG. 1.../DG. 2..
1.90 2.50 16.0 16.0 1.80 150.00 29.0 2.6 35.0 (M DG. 1.../DG. 2..
3.00 3.18 12.0 12.0 2.50 150.00 29.0 6.6 35.0 (M DG. 1.../DG. 3..
3.00 3.18 16.0 16.0 2.50 150.00 29.0 6.6 35.0 (M DG. 1.../DG. 3..

e Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user. ¢ DG..1.0 insert can be mounted into

pocket sizes 2 and 3. In that case the pocket wi

idth has to be modified

() Dmax=43 mm when single-ended insert is used

For inserts, see pages: DGN-LF/LFT (A66) * DGN-MF (A65)  DGN/DGNC/DGNM-C (A64) ¢ DGR/L-C DGRC/LC-C (A64) » DGN/DGNM-J/JS/JT (A65)
DGR/L-J/JS (A66)  DGN-P (A68) » DGN-UT/UA (A68) » DGN-WP (AB9) » DGN-Z (A67) » DGR-P (AB9) » DGR-WP (A70) » DGR-Z/ZS (A7) * GRIP (A19)  GRIP

(full radius) (A20).

4

Extractor

EDG 33B*

EDG 33B*

EDG 33B*

EDG 33B*

EDG 33B*
* (Optional, should be ordered separately)

DGTR/L-B-D-TR
Reinforced Parting and Grooving Tools for Double-Ended DO-GRIP Inserts
DGTR/L..12B-1.5D... o —
with DGN/R/L 1000 inserts | 22 - *\r&
A v i
h\_|Se0 N Jn
I A Ey
e L7 A
- oImax=3 0.75 v \ Lﬁ
. 1 e ) o
A M 1 l1 JT Right -hand shown
W min© W max h b A Ao f 5 l2 L7 D max Ho ha Insert
140 1.40 120 120 1.00 23 11,5 9500 325 20.00 20.0 237 8.0 DG. 14..
1.00 150 12.0 120 1.20 23 11.3 9500 325 20.00 200 237 8.0 DG.1../DG.15.
1.00 150 12.0 120 1.20 23 11.3 95.00 325 20.00 20.0 23.7 8.0 DG.1../DG.15..

® Important: 1.4 mm width inserts should be used only on tools for 1.4 mm specific width !!

For inserts, see pages: DGN-P (A68) » DGN/DGNM-J/JS/JT (A65)  DGR-P (AB9) » DGR/L-J/JS (AB6).

S

&

b

Screw
SR 16-236

Key
P T-15/5

ISCAR

e For Traub machines, model TNL 12/7



/I WY 7 W_V.)/,.] A-.-
TANGGRIP » SUM 1il/
PARTING LINE HEAVY DUTY LINE
TGFH/R/L

Blades with Tangentially Oriented Pocket for Parting and Grooving, for TANG-GRIP
Single-Ended Inserts

TGFH...1.4/1.6
(/ | - 11 L
T —
", o) % i
s hy B
1 Dmax N z X aubmimininind )\
TGFH..K f Em_m=%=_ 150
B W min W max A l1 L3 h1 D max Coolant Insert

19.0 1.40 1.40 1.05 @ 86.00 9.60 15.7 30.0 N TAG 1.4
19.0 1.60 1.60 1.30 @ 86.00 11.00 15.7 32.0 32.0 TAG 1.6
19.0 1.80 2.40 1.65 86.00 - 15.7 38.0 38.0 TAG 2
26.0 1.40 1.40 1.05 @ 110.00 8.30 21.4 29.0 29.0 TAG 1.4
26.0 1.60 1.60 1.30 @ 110.00 10.00 21.4 35.0 35.0 TAG 1.6
26.0 1.80 2.40 1.65 110.00 - 21.4 50.0 50.0 TAG 2
26.0 2.80 3.50 2.50 110.00 - 21.4 75.0 75.0 TAG 3
26.0 2.80 3.50 2.50 110.00 - 21.4 75.0 Y TAG 3
26.0 3.70 4.50 3.40 110.00 - 21.4 80.0 80.0 TAG 4
26.0 4.70 5.50 4.00 150.00 - 21.4 80.0 80.0 TAG 5

) With coolant holes, recommended coolant pressure: 10 bar min, cooling tube SGCU 341 should be ordered separately. @ Thickness beyond the D.O.C. area is
2.50 mm ®@ Thickness beyond the D.O.C. area is 1.60 mm

For inserts, see pages: TAG N-A (A74) e TAG N-C/W/M (A73)
* TAG R/L-J/JS (A76) .

For holders, see pages: ® SGTBU/SGTBN (A88) .

o TAG N-J/JS/JT (A75) » TAG N-LF (A76) o TAG N-MF (A73) ® TAG N-UT (A74) » TAG R/L-C (A75)

L b

Extractor
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 2*
ETG 3-4*
ETG 3-4-SH* SGC 340
ETG 3-4*
ETG 5-7*

* (Optional, should be ordered separately)

Sealing Screw

Member IMC Group



1ANG-Gri~
PARTING LINE
TGFH-S
Single-Sided Blades for TANG-GRIP Parting and Grooving Inserts
TGFH 19-2S TGFH |19-38
e——

1

B W min W max A 14 h1 H2 hs I2 Trmax-r D max
19.0 1.80 2.40 1.65 32.00 15.7 19.0 - - 12.00 36.0
19.0 2.80 3.50 2.50 32.00 15.7 22.0 3.0 15.5 16.00 40.0

® For Dmax and Tmax drawing see SGBHRY/L holder.

For inserts, see pages: TAG N-A (A74) e TAG N-C/W/M (A73) o TAG N-J/JS/JT (A75) o TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) ¢ TAG R/L-C (A75)

o TAG R/L-J/JS (A76).

s

Extractor

ETG 2*

ETG 3-4-SH*
* (Optional, should be ordered separately)

TGFHR/L

Single- and Double-Ended Parting and Grooving Reinforced Blades for TANG-GRIP

Tangentially Clamped Inserts

TGFHR 32... — TGFHR 26...

[ |4 >

Right-hand shown

B1 W min W max A A2 14 h1 D max
26.0 1.80 2.40 1.65 7.9 110.50 21.4 43.0
26.0 2.80 3.50 2.50 7.9 110.50 21.4 43.0
26.0 1.80 2.40 1.65 7.9 110.50 21.4 46.0
26.0 2.80 3.50 2.50 7.9 110.50 21.4 46.0

For inserts, see pages: TAG N-A (A74) ® TAG N-C/W/M (A73) ® TAG N-J/JS/JT (A75) ® TAG N-LF (A76) ® TAG N-MF (A73)  TAG N-UT (A74) » TAG R/L-C (A75)

* TAG R/L-J/JS (A76).
For holders, see pages: ® SGTBU/SGTBN (A88) .

v

Extractor

ETG 2*

ETG 3-4-SH*

ETG 2*

ETG 3-4-SH*
* (Optional, should be ordered separately)

ISCAR



maNG-GrRiPI()
350 LINE

TGTR/L-2T..SH-L120
Integral Shank, Short-Head TANG-GRIP Parting and Grooving Toolholder

T Dmax
- 11 - .
v [ ¥
h ) ‘ ‘\‘ijf i
r —_ = - *
had el W TGTR/L 10
r I T
b ‘ N \
I HM J M Right-hand shown
W Wmn Wmx h h1 b A I I hs  Tmexr Dmad?

TGTR/L 1010-2T10SH-L120-1Q jeXl] 1.80 2.50 10.0 10.1 10.0 1.65 120.00 15.0 5.0 10.00 26.0

2.00 1.80 2.50 12.0 121 12.0 1.65 120.00 15.0 3.0 15.00 30.0
TGTR/L 1616-2T18SH-L120-1Q X 1.80 2.50 16.0 16.1 16.0 1.65 120.00 o - 18.00 36.0

() For parting

For inserts, see pages: TAG N-A (A74) » TAG N-C/W/M (A73) o TAG N-J/JS/JT (A75) » TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) ¢ TAG R/L-C (A75)
o TAG R/L-J/JS (A76).

Spare Parts %
Designation Extractor

* (Optional, should be ordered separately)

Q Member I Group
Y| AS55
1 | [




manNG-GrRielID

350 LINE

TGTR/L-IQ

Integral Shank, TANG-GRIP Parting and Grooving Toolholder

Dmax T

I

AN -
\ h ﬁ\ / warieazl]) h H2 /
N L Y
ey I
W 3 =< Tha
A v
A :l b Left-hand shown
A
W min W max h b A I4 Ho Ls ha D max Insert
1.40 1.45 10.0 10.0 1.05 140.00 15.0 15.50 5.0 20.0 TAG 1.4
1.40 1.45 12.0 12.0 1.05 140.00 12.0 16.00 3.0 30.0 TAG 1.4
1.40 1.45 16.0 16.0 1.05 140.00 16.0 16.00 - 30.0 TAG 1.4
1.60 1.64 10.0 10.0 1.30 120.00 - 16.00 5.0 28.0 TAG 1.6
1.60 1.64 12.0 12.0 1.30 120.00 - 16.00 3.0 32.0 TAG 1.6
1.60 1.64 16.0 16.0 1.30 120.00 - 16.00 - 35.0 TAG 1.6
1.80 2.40 10.0 10.0 1.65 150.00 15.0 15.50 5.0 28.0 TAG 2
1.80 2.40 12.0 12.0 1.65 150.00 15.0 17.00 3.0 32.0 TAG 2
1.80 2.50 16.0 12.0 1.65 120.00 16.0 16.00 - 35.0 TAG 2
1.80 2.40 16.0 16.0 1.65 150.00 16.0 16.00 - 35.0 TAG 2
2.80 3.50 12.0 12.0 2.50 150.00 19.0 19.00 7.0 32.0 TAG 3
2.80 3.50 16.0 12.0 2.50 120.00 19.0 19.00 3.0 35.0 TAG 3
2.80 3.50 16.0 16.0 2.50 150.00 19.0 19.00 3.0 35.0 TAG 3

For inserts, see pages: TAG N-A (A74) ® TAG N-C/W/M (A73) o TAG N-J/JS/JT (A75) e TAG N-LF (A76) ® TAG N-MF (A73) ® TAG N-UT (A74) » TAG R/L-C (A75)

* TAG R/L-J/JS (A76) .

&

Extractor
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 2*

ETG 2*

ETG 2*

ETG 2*

ETG 3-4-SH*
ETG 3-4-SH*
ETG 3-4-SH*

* Optional, should be ordered separately

ISCAR



@000
TANGGRIP o JETCUT

PARTING LINE

TGTR/L-JHP
Parting and Grooving Toolholders for TANG-GRIP Inserts, i
with Channels for High Pressure Coolant XX
< I2
Drec @ , v K
r‘] . /'45""”’@:4[1( 7777777777 h H2
L fir " = - - i J 140
L &1 1 ; ’J A Bar Max
————————— PE U Y —
w ==t °
Th (Inlet ports)
Left-hand shown
Wmin W max h b A 5 H2 I2 ha Th Dmax Insert

1.80 2.50 10.0 10.0 1.72 100.00 19.5 18.5 5.0 UNF 5/16-24 24.0 TAG 2
1.80 2.50 12.0 12.0 1.72 100.00 19.5 18.5 3.0 UNF 5/16-24 24.0 TAG 2
1.80 2.50 16.0 16.0 1.72 120.00 21.5 25.5 UNF 5/16-24 35.0 TAG 2
2.80 3.50 16.0 16.0 2,50 120.00 24.5 25.5 3.0 UNF 5/16-24 35.0 TAG 3

For inserts, see pages: TAG N-A (A74) ® TAG N-C/W/M (A73) ¢ TAG N-J/JS/JT (A75) » TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) » TAG R/L-C (A75)
o TAG R/L-J/JS (A76).

Flow Rate vs. Pressure

70 bar 100 bar 140 bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
2-4 4-6 6-8
7-9 9-11 11-13

V4 D
A \© /
\

Extractor  Plug 1 Plug Key

ETG 2-SH-T* ETG 2-SH-T* HW 5/32"
ETG 2-SH-T* HW 5/32"
ETG 2* HW 5/32"
ETG 3-4-SH* HW 5/32"

* (Optional, should be ordered separately)

Member IMC Group



wanNG-GrRiPlID

350 LINE
TGTR/L-D
Integral Shank TANG-GRIP Parting and Grooving Toolholders with Reinforced Blades,
Mainly for Sub-Spindle Machines
11 1
¥ Y Dmax ¥
h ¥ ° b h
r ha : .,j Dimax
P P LTl
L
' . Yy vy
b | [P tw 1
' Iy Right-hand shown
W W min W max h b A Ai l1 I2 f ha D max D1 max Ls

2,00 1.80 240 16.0 16.0 165 3.50 12500 40.0 152 140 52.0 65.0 6.00
3.00 280 3.50 16.0 16.0 250 3.50 12500 40.0 148 140 52.0 65.0 6.00

For inserts, see pages: TAG N-A (A74) » TAG N-G/W/M (A73) » TAG N-J/JS/JT (A75) » TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) » TAG
R/L-C (A75) s TAG R/L-J/JS (A76).

Depth Capacity TGTR/L-D
Table determining depth of cut as function of workpiece diameter

v
T[]
N
D B |
L 3 !
N
Tmax
20 25 19 16 15 13 1 10 9 8
20 25 20 17 15 13 11 10 9 8
D > 40 50 60 70 80 100 120 150 200 300

Extractor

ETG 2*

ETG 3-4-SH*
* (Optional, should be ordered separately)

ISCAR



TANG~Grir~

PARTING LINE

TGFHL-TR

TANG-GRIP Reinforced Blades for Traub and Index Machines, for TANG-GRIP

Tangentially Clamped Inserts

. A
W } m W_hﬁ B1
; vy
Dmax / __ i
54 ...TR-D36R TR-D36
vy
W 3.5
A
[
B+ W min W max A I h D max Insert
26.0 1.80 2.40 1.65 110.00 21.4 36.0 TAG 2
26.0 1.80 2.40 1.65 110.00 21.4 36.0 TAG 2
26.0 2.80 3.50 2.50 110.00 21.4 36.0 TAG 3
26.0 2.80 3.50 2.50 110.00 21.4 36.0 TAG 3

For inserts, see pages: TAG N-A (A74) e TAG N-C/W/M (A73) e TAG N-J/JS/JT (A75) » TAG N-LF (A76) » TAG N-MF (A73) » TAG N-UT (A74) » TAG R/L-C (A75)

® TAG R/L-J/JS (A76).
For holders, see pages: ® SGTBU/SGTBN (A88) .

Spare Parts /
ETG 2*
ETG 2*
TGFHE26:3TR=DS6NN 3 [k *R-TTY
ETG 3-4-SH*

* (Optional, should be ordered separately)




DO-Grir

TWISTED 2-SIDED

DGN/DGNC/DGNM-C

Double-Sided Parting Insert, for Parting and Grooving of Bars, Hard Materials and i
Tough Applications “
+0.1 € I} ‘ -j
" I Ref.—>
w B
'S
C DGN DGNM DGNC o
. . Recommended
Dimensions Tough <—> Hard Machining Data
© o
2lg(8(3/s|18/8/8/8|5/58]¢g
w N | DX || |w | O[]0 ||| f groove
W tol® R Tmaxr IRef.| Q| Q| QO[O | Q| O O[O |O|OC|0OC| QO (mm/rev)
2.00 0.03 0.20 18.00 19.9 [ ] [ ] [ [ ] ([ ] [ ] [ ] [ ] 0.05-0.16
220 0.03 0.20 18.00 19.8 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] 0.05-0.16
250 0.03 0.20 18.00 20.7 [ ] 0.08-0.20
3.10 0.04 0.20 18.00 20.1 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] 0.10-0.25
3.10 0.04 0.20 18.00 21.0 [ ] 0.10-0.25
3.18 0.04 0.20 -@ 20.4 [ ] [ ] [ 0.10-0.25
400 004 030 -® 188 | e | @ | @ | @ o (o | o |0 o ° 0.10-0.30
4.00 0.04 0.30 - @ 19.0 [} [} 0.10-0.30
® Feed values for grade 1C20 should be decreased by 50%
() Inserts with coolant holes, recommended coolant pressure 10 bar minimum (@ Single-ended insert. @) No depth limit
For tools, see pages: ® DGFH (A18) ® DGFHL-26B-TR-D (A52)  DGFHR/L (A51)  DGFHR/L-B-D..(R/L) (A51) ® DGTR/L (A56)
* DGTR/L-B-D-JHP-SL (A53) ® DGTR/L-B-D-SH (A54) e DGTR/L-B/BC-D (A55) ® HELIR/L (A19)
DGR/L-C DGRC/LC-C
Double-Sided Parting Insert, for Parting Bars, Hard Materials and Tough Applications
b ¥ DGRILC
. . Recommended
Dimensions Tough <— Hard Machining Data
©
o |lo | N| x| o[
JllIIBISIS|H f groove
w R Trmax-r fa® | Ref. ®) S] o S] S O o (mm/rev)
2.20 0.20 18.00 6.0 20.8 [ [ ] [ ] [ ] [ ] [ [ ] 0.04-0.12
3.10 0.20 18.00 15.0 21.0 [ ] [ ] [ ] 0.08-0.14
3.10 0.20 18.00 6.0 21.0 [ ] [ ] [ ] [ ] ([ ] [ ] [ ] 0.08-0.18
3.10 0.20 18.00 6.0 21.0 [ ] [ ] 0.08-0.18
3.10 0.20 18.00 8.0 21.1 ([ ] [ ] 0.05-0.15
4.00 0.30 - 4.0 18.9 [ ] [ ] [ ) [ ] 0.08-0.20
4.00 0.30 - 4.0 19.0 [ ] [ 0.08-0.20

* Feed values for grade 1C20 should be decreased by 50%
() Inserts with coolant holes, recommended coolant pressure 10 bar minimum @ No depth limit

For tools, see pages: ® DGFH (A18) ® DGFHL-26B-TR-D (A52)  DGFHR/L (A51) ¢ DGFHR/L-B-D..(R/L) (A51) » DGTR/L (A56)
 DGTR/L-B-D-JHP-SL (A53) » DGTR/L-B-D-SH (A54)  DGTR/L-B/BC-D (A55) ® HELIR/L (A19).

ISCAR



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGN-MF

Parting and Grooving Double-Sided Insert, for Soft and Hard Materials, Medium Feed “ i
+0.1
7° j
-
R
LAY
v EpE—g
| Ref. ! e
i . Recommended
Dimensions Tough <—> Hard Machining Data
o
o o (<]
B8 B f groove
W=o0.04 R Trmax-r | Ref. o O o (mm/rev)
2.00 0.20 18.00 19.9 ° ° ° 0.04-0.12
3.00 0.20 18.00 20.1 ° 0.06-0.18
3.00 0.20 18.00 20.1 ° ° ° 0.06-0.18
For tools, see pages: DGFH (A18) » DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53).
DGN/DGNM-J/JS/JT
Double-Sided Parting and Grooving Insert for Soft Materials, Parting of Tubes, Small v
Diameters and Thin-Walled Parts “
+0.1 DGN 1002 DGNM j
§ > @ A0 T |
R IRef
L © 4" - leax»r
W = =T E} 3
J i -~
Dimensions Tough <> Hard ;Zi?,ﬁir:zn;:ti
o] o
I8 |3|2|8|8|8|5|8]|¢
w ||| |O|®|d| ||| f groove
W tol® R Traxr IRef.| Q | Q | Q| Q| Q| Q| O | OO | Q| O | (mmlev)
1.00 0.02 0.16 3.00 21.0 [} ° [ ) 0.02-0.07
140 003 016 1500 158 | ® | @ | @ | @ o | o | o 0.03-0.12
1.50 0.03 0.16 18.00 20.9 [} [} () 0.03-0.12
200 0.03 020 18.00 1938 ° 0.04-0.14
220 003 002 18.00 19.4 ° 0.03-0.08
220 003 020 1800 19.8 o | o | 0o | @ oo | @ 0.04-0.12
220 003 020 18.00 19.8 ° ° ° 0.04-0.14
310 004 002 1800 197 | ® ° 0.03-0.10
310 004 020 18.00 20.1 o | o | o | 0|0 0 o ° 0.04-0.16
310 0.04 020 18.00 20.1 ° ° ° ° 0.05-0.18
318 004 020 18.00 21.0 ° 0.04-0.16
318 0.04  0.20 -@ 203 | o ° ° 0.04-0.16
4.00 0.04 0.30 - @ 189 | ® o ° o o ° o ° ° 0.05-0.18
400 004 0.30 -@ 18.9 ° 0.05-0.18

e JT chipformer has the basic positive configuration of the J-type and a reinforced negative frontal edge. Most suitable for soft materials at low to medium feeds. e
() Sharp corners @ Single-ended insert. @) No depth limit
For tools, see pages: ® DGFH (A18) ¢ DGFHL-26B-TR-D (A52) ® DGFHR/L (A51) ® DGFHR/L-B-D..(R/L) (A51) ® DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53)
DGTR/L-B-D-SH (A54) ¢ DGTR/L-B-D-TR (A56) ® DGTR/L-B/BC-D (A55) ® HELIR/L (A19)

Member IMC Group



P Y.7/ .
DO-GRir
TWISTED 2-SIDED

DGR/L-J/JS
Double-Sided Parting Insert for Soft Materials, Parting of Tubes,

Small Diameters and Thin-Walled Parts
£0.1¢Ty 1 DGR/L 1001

. . Recommended
Dimensions Tough <> Hard Machining Data
o ol X |<v|o|o|w
S 8(2|8|8|8|8|8| fooowe
w R Trmax-r fa® | Ref. ®] O ©] O S S O S] (mm/rev)
1.00 0.07 3.00 8.0 21.0 [} [} [} (] 0.02-0.06
1.40 0.02 15.00 15.0 15.4 [ ] [ ] [ ] [ ] 0.03-0.07
1.40 0.16 15.00 8.0 15.8 [} ® [} [} [} 0.03-0.08
1.50 0.05 18.00 8.0 20.9 [} [} [} 0.03-0.08
2.20 0.02 18.00 15.0 20.4 ([ ] [ ] [ ] (] [ ] 0.03-0.07
2.20 0.02 18.00 6.0 20.4 [} ® [} [} ® 0.03-0.08
2.20 0.20 18.00 6.0 21.0 [} [} [} [} [} [} 0.03-0.10
2.20 0.20 18.00 15.0 21.0 [ ] [ ] [ ] 0.03-0.08
3.10 0.02 18.00 15.0 20.6 [} ® [} [} [ ] (] 0.03-0.07
3.10 0.02 18.00 6.0 20.6 [} (] [} [ ) ® 0.03-0.08
3.10 0.20 18.00 15.0 21.0 ([ ] [ ] [ ] ([ ] 0.04-0.10
3.10 0.20 18.00 6.0 21.0 [} ® [} [} ® [} 0.04-0.14
4.00 0.00 - @ 15.0 18.4 [} 0.04-0.10
4.00 0.30 - 4.0 18.9 e | o |0 o e | o | o 0.04-0.15
) Sharp corners @ No depth limit.
For tools, see pages: ® DGFH (A18) ¢ DGFHL-26B-TR-D (A52) ¢ DGFHR/L (A51) ¢ DGTR/L (A56) * DGTR/L-B-D-JHP-SL (A53)
* DGTR/L-B-D-SH (A54) ¢ DGTR/L-B-D-TR (A56) ® DGTR/L-B/BC-D (A55) » HELIR/L (A19).
DGN-LF/LFT
Double-Sided Parting and Grooving Insert for Stainless Steel “ 7
-
Dimensions Tough <—> Hard sﬁiﬁﬂmgng:ti
o|w |8 | ®| o
SIS I SIS S f groove
w W tol® R Tmaxcr | Ref. Q|0 | Q9| 9 (mm/rev)
2.00 0.03 0.20 18.00 19.8 [} [} () 0.03-0.08
2.20 0.03 0.20 18.00 19.8 [} [} [} 0.03-0.08
3.10 0.04 0.20 18.00 201 [ ] [ ] [ ] [ ] [ ] 0.04-0.10
3.10 0.04 0.20 18.00 211 [J [J 0.04-0.12

* The LFT chipformer features basically the same design as the LF chipformer, except that it was reinforced by a T-land to improve its durability in interrupted-cut or
on hard materials applications. It can be applied at higher feed than the LF chipformer.

For tools, see pages: ® DGFHL-26B-TR-D (A52)  DGFHR/L (A51) ¢ DGFHR/L-B-D..(R/L) (A51) » DGTR/L (A56) » DGTR/L-B-D-JHP-SL (A53) » DGTR/L-B-D-SH
(A54) » DGTR/L-B/BC-D (A55).

ISCAR



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGN-Z

Double-Sided Insert for Parting of Tubes, Thin-Walled and Small Parts “ i
t0.1€1>:1 j
R -
Ne | Ref—»
W
Z i -
i . Recommended
Dimensions Tough <—> Hard Machining Data
© ©
4 &3 f groove
W=o0.03 Tmax-r R | Ref. [} &) (mm/rev)
2.00 18.00 0.20 20.9 [} ® 0.03-0.12
3.00 18.00 0.20 20.9 [ ] [ ) 0.03-0.16

For tools, see pages: ® DGFH (A18) ® DGFHL-26B-TR-D (A52) ® DGFHR/L (A51) ® DGFHR/L-B-D..(R/L) (A51) ® DGTR/L (A56) ®* DGTR/L-B-D-JHP-SL (A53)

DGTR/L-B-D-SH (A54) ¢ DGTR/L-B/BC-D (A55).

DGR-Z/ZS

Double-Sided Parting Insert, Very Positive Rake for Parting of Tubes,

y =

Thin-Walled and Small Parts

fa:{ = W
zZ ~— | Ref.
Dimensions Re°°T“f“e”ded
Machining Data
©
=1 f groove
w R | Ref. Trmax-r fa® ®) (mm/rev)
2.00 0.02 20.4 18.00 15.0 [} 0.03-0.07
2.00 0.02 20.4 18.00 6.0 [ 0.03-0.08
2.00 0.20 20.4 18.00 15.0 ® 0.03-0.10
2.00 0.20 20.9 18.00 6.0 ® 0.03-0.10
3.00 0.02 20.4 18.00 15.0 ° 0.03-0.10
3.00 0.02 20.4 18.00 6.0 ® 0.03-0.12
3.00 0.20 20.9 18.00 6.0 [J 0.03-0.14

() Sharp corners

For tools, see pages: DGFH (A17)  DGFHL-26B-TR-D (A52) ® DGFHR/L (A51) ¢ DGFHR/L-B-D..(R/L) (A51)  DGTR/L (A56) ¢ DGTR/L-B-D-JHP-SL (A53)
DGTR/L-B-D-SH (A54) » DGTR/L-B/BC-D (A55) » HELIR/L (A18).

Member IMC Group



DO-Grir

TWISTED 2-SIDED

DGN-UT/UA
Parting and Grooving Double-Sided Insert, for Low Feeds on Cr-Ni Alloys, Low i
Carbon Steel and Ductile Materials “
10.1@ 1 j
A |
w
e IRef— }
-
i . Recommended
Dimensions Tough <—> Hard Machining Data
[eo]
[ee) (2] < o <) [o]
N3 /8|8|R f groove
W W tolt) R Trmaxr IRef. | O | O | Q| Q| Q| OO (mm/rev)
2.20 0.03 0.20 18.00 19.9 oo e 0.04-0.13
2.20 0.03 0.20 18.00 19.6 ° ° 0.03-0.11
3.00 0.03 0.25 18.00 20.5 o | o | o ° ° 0.04-0.15
3.00 0.03 0.25 18.00 20.5 o | o 0.04-0.13
4.00 0.04 0.30 - 19.4 0.05-0.16
4.00 0.04 0.30 - 19.3 . . o | o 0.04-0.15

() No depth limit

For tools, see pages: * DGFH (A18) » DGFHL-26B-TR-D (A52) » DGFHR/L (A51) « DGFHR/L-B-D..(R/L) (A51) » DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53)

DGTR/L-B-D-SH (A54) » DGTR/L-B/BC-D (A55)  HELIR/L (A19)

DGN-P

Parting and Grooving Double-Sided Insert, for Soft Materials, Thin and Miniature Parts KX i
DGN 1000
o j
-
(e
RN
b iR -~
D Recommended
Machining Data
©
3 f groove
W=0.02 R | Ref. Trmax-r o (mm/rev)
1.00 0.05 20.0 3.00 ° 0.02-0.05
1.50 0.05 20.0 18.00 ° 0.02-0.07
2.00 0.05 20.0 18.00 ° 0.02-0.08
3.00 0.05 20.0 18.00 ° 0.02-0.10

For tools, see pages: ® DGFH (A18) » DGFHL-26B-TR-D (A52) » DGFHR/L (A51) ® DGFHR/L-B-D..(R/L) (A51) ® DGTR/L (A56)  DGTR/L-B-D-JHP-SL (A53)

DGTR/L-B-D-SH (A54) e DGTR/L-B-D-TR (A56) ® DGTR/L-B/BC-D (A55).

ISCAR



P Y. )/}
DO-Griir
TWISTED 2-SIDED
DGR-P
Double-Sided Parting Insert, for Soft Materials, Thin and Miniature Parts

+0.1 | DGR 1000
. e
== Y
" K= 1 j‘?\ ——=—
a
P ﬂ “ | Tmexr
Dimensions Recommended
Machining Data
©
2 f groove
w R | Tmax-r fa® O (mm/rev)
1.00 0.05 20.00 3.00 15.0 [} 0.02-0.03
1.00 0.05 20.00 3.00 6.0 [ ] 0.02-0.04
1.50 0.05 20.00 18.00 15.0 [} 0.02-0.04
1.50 0.05 20.00 18.00 6.0 [ ] 0.02-0.05
2.00 0.05 20.00 18.00 15.0 [ ] 0.02-0.05
2.00 0.05 20.00 18.00 6.0 [ ] 0.02-0.07

For tools, see pages: ® DGFH (A18) e DGFHR/L (A51) » DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53) ® DGTR/L-B-D-SH (A54) « DGTR/L-B-D-TR (A56) *

DGTR/L-B/BC-D (A55).

DGN-WP
Parting and Grooving, Double-Sided Insert. Wiper Design
for High Flatness and Surface Finish

+0.1 §|H
il ! =] =
& oo [
I H | Ref
-
R 1
e — |
WP w
DI Recommended
Machining Data
©
S f groove
W=0.02 R Trmax-r | [©) (mm/rev)
1.90 0.05 6.00 19.70 [ ] 0.04-0.12
2.39 0.05 6.00 20.40 (] 0.05-0.14

For tools, see pages: ® DGFH (A18) » DGFHL-26B-TR-D (A52) » DGFHR/L (A51) » DGFHR/L-B-D..(R/L) (A51) * DGTR/L (A56) » DGTR/L-B-D-JHP-SL (A53)

DGTR/L-B-D-SH (A54) « DGTR/L-B/BC-D (A55).

Member IMC Group



P Y.7/ .
DO-Grir
TWISTED 2-SIDED
DGR-WP

Double-Sided Parting Insert, Wiper Design for High Flatness and Surface Finish

WP

Dimensions Recor.n.mended
Machining Data
8 f

& groove
w R Trmax-r | fa°® O (mm/rev)
1.90 0.05 6.00 19.70 12.0 [ 0.04-0.10
1.90 0.05 6.00 19.70 5.0 [ ] 0.04-0.10
2.39 0.05 6.00 20.40 12.0 (] 0.04-0.10
2.39 0.05 6.00 20.40 5.0 [ ] 0.04-0.12

For tools, see pages: * DGFH (A18) » DGFHR/L (A51)  DGTR/L (A56) ® DGTR/L-B-D-JHP-SL (A53)  DGTR/L-B-D-SH (A54) » DGTR/L-B/BC-D (A55).

HGN-C

Parting and Grooving Insert, for Parting Bars, Hard Materials and Tough Applications “ i
+0.1 {]:3 1 j
; -
& | Ref
- |- —
= g IRe
4 W
C A -~
. . Recommended
Dimensions Tough <— Hard Machining Data
o] 8 g © [o0]
R AR AR R f groove
\Wz0.05 R | Ol OO |00 | O (mm/rev)
3.00 0.30 15.80 IR 0.08-0.20

* No depth limit
For tools, see pages: ® HELIR/L (A19) ® HGFH (A18) ¢ HGHR/L-3 (B128)

ISCAR



VoY 1/,
DO-GRir
TWISTED 2-SIDED

HGR/L-C
Parting Inserts for Parting Bars, Hard Materials and Tough Applications

i P

R
o - R
| faéﬁ\,
L
wEE=TT L
: 'y
i . Recommended
Dimensions Tough <—> Hard Machining Data
© o
& & f groove
w R | fa° ©] $] (mm/rev)
3.00 0.30 15.60 6.0 [ 0.06-0.16
3.00 0.30 15.60 6.0 [ [ 0.06-0.16

* No depth limit
For tools, see pages: ® HGFH (A18).

HGN-J

Parting and Grooving Insert for Soft Materials, Parting of Tubes, 7
Small Diameters and Thin-Walled Parts “
+0.1 gi}j —j]
é b
R | Ref
y = Re
W
J ! -«
. . Recommended
Dimensions Tough <— Hard Machining Data
21838
S 3 3 3 f groove
\\/20.05 R | (] ] ] ©) (mm/rev)
3.00 0.20 16.10 IR 0.04-0.15

* No depth limit
For tools, see pages: ® HELIR/L (A19) ¢ HGFH (A18) ¢ HGHR/L-3 (B128)

Member IMC Group

\.
4 11 []



V. v.Y/. )
DO-Grir
TWISTED 2-SIDED
HGR/L-J/JS
Parting Double-Sided Insert for Soft Materials, Parting of Tubes,
Small Diameters and Thin-Walled Parts

P =
|
¥ R

L
J s a==<!

. . Recommended
Dimensions Tough <— Hard Machining Data
© =} <
SIS f groove
w R | fa° O | Q| Q (mm/rev)
3.00 0.02 15.20 15.0 [ 0.03-0.07
3.00 0.20 15.70 6.0 ® 0.04-0.12
3.00 0.20 15.70 6.0 [ J [J [ ] 0.04-0.12
* No depth limit
() Sharp corners
For tools, see pages: ® HGFH (A18).
HGN-UT
Parting and Grooving Double-Sided Insert, for Low Feeds i
on Cr-Ni Alloys and Low Carbon Steel “
+0.1 (]):1 j
R -
Foy
s o
e | Ref—s *
P
i . Recommended
Dimensions Tough <— Hard Machining Data
© <
S 3 f groove
\\/20.05 R | o o (mm/rev)
3.00 0.30 15.80 [J [J 0.04-0.13

* No depth limit
For tools, see pages: ® HELIR/L (A19) ® HGFH (A18) ¢ HGHR/L-3 (B128)

ISCAR



IANG-GIrir~

PARTING LINE

TAG N-C/W/M

Parting Grooving and Slitting Single-Ended Inserts for Parting Bars,
Hard Materials and Tough Applications

%

W

v

w

Dimensions Tough <— Hard Szzﬂmmgng:ti
o © S © © P4 ~

Bl ||| 8|88 f groove
w W tolt R=0.04 O|lo|]Q|]9Q|Q|9Q]| Q|9 (mm/rev)
1.40 0.05 0.16 [} 0.04-0.10
1.60 0.05 0.16 [} ® 0.04-0.14
2.00 0.05 0.20 [ ° [ ] [ ° 0.05-0.16
2.40 0.04 0.16 [ ] [ ] 0.06-0.18
3.00 0.05 0.35 [ ] ® 0.12-0.30
3.05 0.05 0.20 ° [} [} [} [} [ ) [} [} 0.10-0.25
3.05 0.05 0.20 ° [} 0.06-0.18
3.05 0.05 0.20 [} [} 0.10-0.25
4.00 0.05 0.24 (] [ ] [ ] [ ] ([ ] [ ] [ ] 0.10-0.30
4.00 0.05 0.40 ° [} 0.10-0.33
4.00 0.05 0.24 ° [} 0.06-0.20
4.00 0.05 0.24 [ ] [ ] 0.10-0.30
4.80 0.05 0.30 [ ] ® 0.10-0.35
5.05 0.05 0.25 [ ] [ ] [ ] 0.10-0.35

e Feed values for grade IC20 should be decreased by 50%
™) Larger corner radii for interrupted cut and high feed applications. @ Similar to C-type, but with a modified edge. Improved chip control at medium feeds.

For tools, see pages: ® TGFH-MB (A50) e TGFH-S (A58) » TGFH/R/L (A57) ® TGFHL-TR (A63) » TGFHR/L (A58) » TGTR/L-2T..SH-L120 (A59) ® TGTR/L-D (A62)
o TGTR/L-IQ (ABO) » TGTR/L-JHP (A61).

TAG N-MF

Parting Grooving and Slitting Single-Ended Inserts for Stainless and Alloy Steel at
Medium Feed Applications

%

. . Recommended
Dimensions Tough <> Hard Machining Data
=3
o | 9| @
SRS f groove
w W tol R=0.03 Ol Q | © (mm/rev)
2.00 0.20 o [ (] 0.04-0.12
3.00 0.20 (] (] (] 0.06-0.18
4.00 0.25 o [ 0.07-0.22

For tools, see pages: ® TGFH-MB (A50) ® TGFH-S (A58) » TGFH/R/L (A57) » TGFHL-TR (A63) » TGFHR/L (A58) ® TGTR/L-2T..SH-L120 (A59)  TGTR/L-D (A62)
o TGTR/L-IQ (ABO) * TGTR/L-JHP (A61).

Member IMC Group



IANG-GIrir~

PARTING LINE
TAG N-UT

Parting Grooving and Slitting Single-Sided Inserts, for Low Feeds on Cr-Ni Alloys,

Ductile Materials & Low Carbon Steel

W%

- W -
R XX v
/ a
; 1
ut U
Dimensions Tough <— Hard Recommeng:tda Machining

o | ® | ©
SRR ES f groove
\Wz0.04 Rz0.04 o O o (mm/rev)
2.00 0.20 ° ° ° 0.03-0.10
3.00 0.30 [ ] ® 0.04-0.12
4.00 0.30 ° 0.05-0.15
5.00 0.30 ® 0.05-0.18

For tools, see pages: ®» TGFH-MB (A50) » TGFH-S (A58) » TGFH/R/L (A57) » TGFHL-TR (AB3) » TGFHR/L (A58) ® TGTR/L-2T..SH-L120 (A59)  TGTR/L-D (A62)

* TGTR/L-IQ (ABO) ® TGTR/L-JHP (A61).

TAG N-A

Parting Grooving and Slitting Single-Ended Inserts for Machining Aluminum

10°

g

Dimensions

Recommended Machining Data

S f groove

\W:=0.04 R=0.05 o (mm/rev)
210 0.20 o 0.02-0.10
3.05 0.20 ° 0.03-0.14
4.05 0.24 o 0.03-0.16

For tools, see pages: ® TGFH-MB (A50)  TGFH-S (A58) ¢ TGFH/R/L (A57) » TGFHL-TR (A63) » TGFHR/L (A58) ® TGTR/L-2T..SH-L120 (A59)  TGTR/L-D (A62)

o TGTR/L-IQ (ABO) » TGTR/L-JHP (A61).

ISCAR



IANG-GIrir~

PARTING LINE
TAG R/L-C
Parting Single-Ended Insert for Bars, Hard Materials and Tough Parting Applications

R
i . Recommended
Dimensions Tough <—> Hard Machining Data
o © © © P-4

SIS RIS f groove
W=0.10 R=0.05 fa° 9 9 9 9 9 (mm/rev)
2.05 0.20 6.0 [} ® 0.04-0.12
2.40 0.16 8.0 [} 0.05-0.13
3.00 0.20 6.0 ° ° ° ° 0.08-0.18
3.00 0.20 8.0 ® 0.06-0.16
3.00 0.20 15.0 [} [} [} [} 0.08-0.16
4.05 0.24 4.0 ° ° ° ° 0.08-0.20
5.05 0.25 4.0 ([ ] [ ] 0.10-0.25
6.35 0.35 4.0 [J [J 0.12-0.30

For tools, see pages: ®» TGFH-MB (A50) » TGFH-S (A58) » TGFH/R/L (A57)  TGFHL-TR (A63)  TGFHR/
o TGTR/L-IQ (AB0) ® TGTR/L-JHP (A61).

=

TAG N-J/JS/JT
Parting Grooving and Slitting Single-Ended Inserts, for Soft Materials

(A58) ® TGTR/L-2T..SH-L120 (A59) ® TGTR/L-D (A62)

%

| JT J
v
T W
J
Dimensions Tough <— Hard azzzmmgng;i
228|885

® | ®» W | ® || 0| N f groove

W=0.04 R=0.05 ol o]l |e@e (mm/rev)
1.40 0.16 [ ] ([ ] [ ] 0.03-0.10
1.60 0.16 [ [ ] 0.03-0.12
2.00 0.02 o [ ] 0.03-0.08
2.00 0.20 [ ] [ ] [ ] [ ] 0.04-0.12
2.00 0.20 [ [ ] [ ] 0.04-0.10
3.05 0.02 [ ] ° 0.04-0.10
3.05 0.20 [ ] [ ] ° () ° () [ 0.04-0.16
3.05 0.20 [ ] [ ] [ ] [ ] 0.05-0.18
3.25 0.20 [ ] 0.05-0.18
4.00 0.24 [ ] [ ] [ ] [ ] [ ] [ ] 0.04-0.18
4.05 0.24 [ [ [ ] [ ] 0.06-0.20
5.05 0.25 [ ] [ ] 0.05-0.20
5.05 0.25 [ ] [ ] ([ ] 0.06-0.22

e JT chipformer has the basic positive configuration of the J-type and a reinforced negative frontal edge. Most suitable for soft materials at low to medium feeds. e

) Sharp corners

For tools, see pages: ® TGFH-MB (A50) ® TGFH-S (A58) ® TGFH/R/L (A57) ® TGFHL-TR (A63) ® TGFHR/L (A58) ® TGTR/L-2T..SH-L120 (A59) » TGTR/L-D (A62)

o TGTR/L-IQ (AB0) ® TGTR/L-JHP (A61).

Member IMC Group



IANG-GIrir~

PARTING LINE
TAG R/L-J/JS

TANG-GRIP Parting Inserts for Soft Materials, Tubes, Small Diameters

and Thin-Walled Parts

Dimensions Tough <— Hard Ezzﬁmir:gng:ti

218|181 8|8 §
o} o3 3} =3 © groove
w R fa° Qe | ]Q @ (mm/rev)
1.40 0.16 8.0 [} () [} 0.03-0.08
1.40 0.02 10.0 ® [} [} 0.02-0.06
2.00 0.20 6.0 (] [} 0.03-0.10
2.00 0.02 6.0 ° [ 0.02-0.08
2.00 0.20 15.0 [} [} 0.03-0.08
2.00 0.02 15.0 ° [} 0.02-0.06
3.00 0.20 6.0 [} [} () [} 0.04-0.14
3.00 0.02 6.0 ® [} 0.03-0.10
3.00 0.20 15.0 (] [} [} [ ] 0.04-0.12
3.00 0.02 15.0 ® [} 0.03-0.08
4.00 0.24 4.0 [} [} [} [} 0.04-0.15
5.05 0.25 4.0 [ J [J 0.05-0.18

() Sharp corners

For tools, see pages: ® TGFH-MB (A50) » TGFH-S (A58) » TGFH/R/L (A57) » TGFHL-TR (AB3) » TGFHR/L (A58) ® TGTR/L-2T..SH-L120 (A59)  TGTR/L-D (A62)

* TGTR/L-IQ (ABO) ® TGTR/L-JHP (A61).

TAG N-LF

Parting Grooving and Slitting Single-Ended Inserts, for Stainless Steel

Sy

7°

%

Dimensions

W=0.04

R=0.03

Tough <—> Hard

Recommended Machining
Data

f groove
(mm/rev)

2.00
3.05

0.20
0.20

® @ |IC830
® o IC5400

® @ |IC808

0.03-0.08
0.04-0.10

For tools, see pages: ® TGFH-MB (A50) ® TGFH-S (A58) » TGFH/R/L (A57) » TGFHL-TR (AB3) » TGFHR/L (A58) » TGTR/L-2T..SH-L120 (A59) ® TGTR/L-D (A62)

* TGTR/L-IQ (AB0) ® TGTR/L-JHP (A61).

ISCAR



CUTGRIP
GIM-C

Parting and Grooving Single-Sided Ins