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PARTING

SELECTION GUIDE

Clamping Systems

DO-Grir

e First choice for parting

¢ Double-ended insert

e Self-clamped for deeper grooving and
parting medium to large diameters

e Screw-clamped for small diameters

¢ See also HELI-GRIP, page 259
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LOGIQ-F-GRIP
GRIP

PARTING AND GROOVING

Economical pentagonal adapters with 5 pockets
No setup time after pocket replacement

Several adapters can be clamped on one holder
The tools and adapters are designed for
JET-CUT cooling up to 340 Bar

Self-clamped Screw-clamped
TANG-Giriir

e Very rigid clamping in a tangentially oriented pocket

e Enables machining at very high feed rates and
provides excellent straightness and surface finish

¢ Recommended for parting large diameter

parts and for interrupted cuts TANG-5-GRIP
e Offers a free, unobstructed chip flow
PENTACUT

5 cutting edges

Fast edge indexing

For shallow grooving and up to 20 mm parting diameter
PENTA-IQ for parting up to 40mm bar diameter

TANG-GRIP

CUTGFIr . ‘
¢ Single-ended insert
e Self- and screw-clamped options

PENTACUT PENTAIQ

Screw-clamped Self-clamped

LOGIQF=GRIP

HIGH FEED GRIP HOLDER

¢ Unique adaptation for Quad /Square

type adapters with 4 pockets

Outstanding stability, vibration free parting

system also on big diameters

* Improves insert life, surface finish and workpiece
straightness due to robust design

Enables reduction of cutting width due to

excellent stability, leading to material savings
@120mm bar can be cut with only 3 mm insert width
Guarantees high productivity, especially when using
TAG N...HF inserts with feed of up to 0.4 mm\rev.

e Economical adapters with 4 pockets

User friendly, easy to operate

Saves set up time after pocket replacement; adapter
can be positioned with new pocket without set up
Several adapters can be clamped on one tool block
The tools and adapters are designed for

JET-CUT cooling up to 140 Bar

2288 ISCAR




PARTING

Main Chipformers

HF-Type
¢ For high feed machining only!

e Reinforced cutting edge (negative rake)
e Should be used with short extension tools

f~ Y Imm/rev]

Nonferrous Cast
Materials Iron

Austenitic

Stainless

Recommended feed range as a function of insert width

Feed
mm/rev

0.80

0.45
0.9 :EZH'_‘i:
0.25

0.15

0.02 Width
30 40 5.0 mm

SELECTION GUIDE

C-Type
e First choice for parting of bars, hard materials

and tough applications
e A positive rake, single cavity with negative land and

shoulders provides extra cutting-edge strength
* Medium-to-high feed

W insert

f= — 18 [mm/rev]
High
Temp.
Alloys

Nonferrous Cast
Materials Iron

Austenitic
Stainless

(IC20 only)

(IC20 only)

Recommendations are for neutral inserts.
For R/L inserts, reduce feed by 20-40%.

7|

Recommended feed range as a function of insert width

Feed
mm/rev

0.80

0.45 I I N

0.35 o /|

0.25 —

0.15

0.02 Width
1620 30 40 5060 80 90 127 mm

MF Type

¢ Parting and Grooving Insert for Soft and
Hard Materials, Medium Feed

f = W rmi/rev]

High
Temp.
Alloys

Nonferrous Cast
Materials Iron

Austenitic
Stainless

Member IMC Group.
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PARTING SELECTION GUIDE
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JT-Type J-Type
Based on the J-type chipformer with a e First choice for soft materials, parting tubes,
T-land reinforced frontal cutting edge. small diameters and thin-walled parts
* Provides a solution for the intermediate range * Cutting edge with positive rake
between the strong and negative C-type configuration * Low-to-medium feed
and the positive edged J-type chipformer. W insert
e Can be used on a wide range of materials. f=—5 [mm/rev]

e Same manner as the J-type, but it can be used :
at higher feeds due to its reinforced edge. Austenitic Nonferrous

Stainless . Materials

W insert
f=~ =5, [mm/rev] 7 v v v X
- High
Austenitic Tem Nonferrous Cast
Stainless Allo ps. Materials Iron Recommendations are for neutral inserts.
Y For R/L inserts, reduce feed by 20-40%.
Y4
:h NN
e
Recommended feed range as a function of insert width
Recommended feed range as a function of insert width Feed

Feed mm/rev
mm/rev 0.25
0.30 _

0.22
0.25 -

bf 0.18 —

0.20 —

0.14 =
0.15 = - =

0.10 =1
0.10 |'| q

A
Width 0.06 |
2 3 4 5 6 7 mm
0.02 Width
1.0 1.4 16 2.0 3.0 40 50 6.0 mm

ISCAR




PARTING

Z-Type

Cutting edge with high positive rake, suitable for parting
tubes, thin walled arts and for small diameters

Suitable for soft materials

Excellent for cutting bearing steel and stainless steel
Low-to-medium feeds

f~ W"”%” [mm/rev]

Nonferrous

Austenitic Cast Iron
Materials

Stainless

LF

e Parting and Grooving Insert for Stainless Steel
& soft materials

¢ Miniature Parts

® Low Feeds

. Winsert
~ 31

f [mm/rev]

Nonferrous Cast
Materials Iron

Austenitic

Stainless

SELECTION GUIDE

UA/UT-Type

A chipformer for use at low feeds

Recommended for CrNi alloys and low

carbon steel, especially in the bearing industry

and on similar, ductile materials

The narrow chipformer design ensures short deformed
chips and provides improved performance

UA and UT are similar chipformers. UT is

slightly tighter than the UA chipformer

. Winsert

f=—25 — [mm/rev]

Recommended feed range as a function of insert width
Feed
mm/rev
0.18 —
0.14 P
4/
0.10 n —
0.06 _I/I/ I E
0.02 Width
2.2 3.0 4.0 50 6.0 mm

Member IMC Group.

©)
=
—
<
al




©)
=
—
<
al

PARTING

P-Type

® \ery positive rake inclination and sharp cutting edge
¢ For soft materials, slim parts and general parting
e | ow feeds

f = V2% Imm/rev]

High
Temp.
Alloys

Nonferrous Cast
Materials Iron

Austenitic

Stainless

M-Type
e Similar to C-type, but with modified edge (smaller K-land)
e Improved chip control at medium feed

f =~ WS [mm/rev]

Nonferrous Cast
Materials Iron

Austenitic
Stainless

ISCAR

SELECTION GUIDE

A-Type
® Positive rake, sharp edge

e For parting aluminum
® |In grade 1C20

. Winsert

f=~—73

[mm/rev]

Nonferrous Cast
Materials Iron

Austenitic

Stainless




PARTING SELECTION GUIDE

Main Chipformers Recommended Feed

Workpiece

Hardness
A
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i i i i i i i i i i i >
018 015 017 019 021 028 025 030 035 040 Feed mm/rev

P et AL

Alloy Steel Hisx':ll'e:‘lp. N&g:::irglzs Cast Iron

@ Hr v X X X v

% © v X (IC2iJ/only) (|02i)/on|y)

High @ﬁ// w v X X X v
A @ C-jet v v x x
(Coolant)

& - sl v | x|~
\ % JT V V V x V
Feed % J ‘/ ./ ‘/ ‘/ x
A “@?}

N v v v v X

@ -1 v | v x| x
\/ @ LF v v v X X
. % " 4 X X X X

%
& | v | v | x| v | x
g% A X X X v X

/ First choice

mmmmmmmmmmmmmm
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OGhir HELiGrir CUTDIA ()
TWISTED 2-SIDED CWN-CWX HE KX A
DGFH CWN-CWX = [

Parting and Grooving Blades ‘ DGFH VA~ ,‘ﬂlaﬁ

with and without Coolant J] CUTDIA - L

Channels Carrying DO-GRIP : OAL B A

and HELI-GRIP Inserts DGFH-C 1807

JET-CUT

H CWN® CWX® WB OAL HF CUTDIA Insert
DGFH 26-1.4 26.0 1.40 1.40 250 110.00 214 26.0 DG. 14..
DGFH 26-2 (1) 26.0 1906 250 1.60 110.00 214 3900 DG. 1../DG. 2.
DGFH 26-3 (1) 26.0 300 3.18 2.40 110.00 214 39.0@ DG. 1../DG. 3...
DGFH 26C-3 @ 26.0 3.00 3.18 2.40 110.00 214 390©®  DGNC/DGRC/DGLC 3...
DGFH 26-4 26.0 4,00 4.00 3.20 110,00 214 80.0 DG. 4../GRIP 4...
DGFH 32-1.4 32,0 1.40 1.40 250 150.00 248 26.0 DG. 14
DGFH 32-2 (1) 32,0 1906 2.50 1.80 150.00 248 3900 DG. 1../DG. 2...
DGFH 32-3 (1) 32,0 3.000 3.18 240 150.00 248 3900 DG. 1../DG. 3.
DGFH 32C-3 @ 32,0 3.00 3.18 2.40 150.00 24.8 39.0@ DGNC/DGRG/DGLC 3...
DGFH 32-4 32,0 4.00 4.00 3.20 150.00 248 1000 DG. 4../GRIP 4...
DGFH 32C-4 (3 32,0 4,00 4.00 3.20 150,00 248 69.0 DGNC/DGRC/DGLC 4...
DGFH 32-5 32,0 5.00 5.00 400 150,00 248 120.0 DG. 5../GRIP 5...
DGFH 32-6 32,0 6.00 6.35 5.20 150.00 248 120.0 DG. 6../GRIP 6...
DGFH 45-3 450 3.000 3.18 240 225.00 38,0 160.0 DG. 1../DG. 3.
DGFH 45-4 450 400 410 3.20 295.00 38,0 160.0 DG. 4../GRIP 4...
DGFH 45-5 450 480 5.00 4,00 225,00 380 160.0 DG. 5../GRIP 5...
DGFH 45-6 45,0 6.00 6.40 5.20 225,00 38.0 160.0 DG. 6../GRIP6...

e DG..1.0 insert can be mounted into pocket sizes 2 and 3, in which case the pocket width has to be modified e For user guide, see pages 540-547
() For CUTDIA 50 mm, use single-ended insert (should be modified by the user)

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

@) These blades are suitable for turning, using GRIP 4 inserts e Blades with frontal coolant holes (JET-CUT)

) Minimum cutting width

5) Maximum cutting width

(6) For DG. 1... insert, modify holder

() Thickness at the D.O.C. area is 1.0 mm

8 Maximum diameter with double-sided inserts.

Inserts: DGN-LF/LFT ¢ DGN-MF ¢ DGN/DGNC/DGNM-C * DGR/L-C DGRC/LC-C * DGN/DGNM-J/JS/JT ¢ DGR/L-J/JS  DGN-P ¢ DGN-UT/UA
e DGN-W ¢ DGN-WP e DGN-Z ¢ DGR-P ¢ DGR-WP e DGR-Z/ZS e GRIP * GRIP (full radius)

Holders: C#-TBK-R/L ¢ HSK A-WH-TBK-R/L ¢ SGTBF e SGTBK e SGTBR/L ¢ SGTBU/SGTBN ¢ UBHCR/L

Spare Parts

P 6o = a2 o @

DGFH 26-1.4 EDG 23B*
DGFH 26-2 EDG 23A*
DGFH 26-3 EDG 23A
DGFH 26C-3 EDG 23A* SGC 340 SGCU 341* CGF 343" CF 343* CGM 343*
DGFH 26-4 EDG 23A*
DGFH 32-1.4 EDG 23B*
DGFH 32-2 EDG 33A
DGFH 32-3 EDG 33A*
DGFH 32C-3 EDG 33A* SGC 340 SGCU 341* CGF 343" CF 343* CGM 343*
DGFH 32-4 EDG 33A"
DGFH 32C-4 EDG 33A SGC 340 SGCU 341* CGF 343* CF 343" CGM 343*
DGFH 32-5 EDG 33A
DGFH 32-6 EDG 33A
DGFH 45-3 EDG 33A
DGFH 45-4 EDG 33A*
DGFH 45-5 EDG 33A"
DGFH 45-6 EDG 33A*
*  Optional, should be ordered separately

ISCAR
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DOGRir JETCUT
DGFH-JHP

Parting and Grooving Blades
with Channels for Low and
High-Pressure Coolant
Carrying DO-GRIP Inserts

[
il

CWN® CWX9 WB WB2 OAL H HF CUTDIA Insert & B %

DGFH 32-2-JHP () 1.90 @ 2.50 1.80 25 15000  32.0 24.8 39.0 DG. 1../DG. 2... SGC 340  EDG 33A-JHP*
DGFH 32-3-JHP 3.004 3.18 2.50 - 15200 320 24.8 90.0 DG. 1../DG. 3... SRM2.0x2.5DIN916  SGC 340 EDG 33A-JHP*
DGFH 32-4-JHP 4.00 4.00 3.20 - 152.00 320 24.9 90.0 DG.4../GRIP4.. SRM2.0X2.5DIN916 SGC 340 EDG 33A-JHP*
DGFH 32-5-JHP 5.00 5.00 4.00 - 15200 320 249 900 DG.5../GRIP5.. SRM2.0X2.5DIN916 SGC 340 EDG 33A-JHP*
DGFH 32-6-JHP (1 6.00 6.35 5.20 - 16000 320 249 900 DG.6../GRIPS... SGC 340 EDG 33A-JHP*

e For user guide and accessories, see pages 540-547

() Only an upper channel

2 Minimum cutting width

() Maximum cutting width

@ For DG. 1... insert, modify holder

* Optional, should be ordered separately

Inserts: DGN-LF/LFT ¢ DGN-MF ® DGN-P ¢ DGN-UT/UA ® DGN-W e DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT * DGR-P

¢ DGR-WP e DGR-Z/ZS ¢ DGR/L-C DGRC/LC-C ® DGR/L-J/JS e GRIP e GRIP (full radius)

Holders: TGTBU-JHP

OAL

PARTING

Parting and Grooving Reinforced
Blades Carrying DO-GRIP Inserts

TWISTED 2-SIDED CUTDIA CV\iﬁ-CiV\:X 3 'L
DGFHR/L mmm (LA
~———OAL—

s
i

P

CUTDIA DGFHR-32...

f«—— OAL——

H CWN" Cwx? WB2 WB OAL HF  CUTDIA®  Machines Insert &

DGFHR 26T16-2 26.0 1.90 2.50 8.0 1.70 110.00 214 42.0 TNS-30 DG.1../DG.2..  EDG 23A*
DGFHR/L 26T23-2 26.0 1.90 2.50 8.0 1.60 110.00 21.4 42.0 TNS-30/112 DG. 1../DG. 2.. EDG 23A*
DGFHR/L 26T16-3 26.0 3.00 3.18 8.0 240 110.00 21.4 30.0 TNS-30 DG. 1../DG. 3.  EDG 23A*
DGFHR/L 26T23-3 26.0 3.00 3.18 8.0 240 110.00 21.4 42.0 TNS-30/42 DG. 1../DG. 3.. EDG 23A*
DGFHR/L 32T22-2 32.0 1.90 2.50 8.0 1.60 110.00 24.8 42.0 TNS-42 DG.1../DG.2..  EDG 33A*
DGFHR/L 32T33-3 32.0 3.00 3.18 8.0 240 110.00 24.8 60.0 TNS-42/60/65 DG. 1../DG. 3.. EDG 33A*
DGFHR/L 32T733-4 32.0 4.00 4.00 8.0 3.40 110.00 24.8 60.0 TNS-42/60/65  DG. 4../GRIP 4..  EDG 33A*
DGFHL 32T41-4 32.0 4.00 4.00 10.0 3.40 110.00 24.8 80.0 TNS-65/80/480  DG. 4../GRIP 4..  EDG 33A*
DGFHR 32T41-4 32.0 4.00 4.00 8.0 3.40 110.00 248 80.0 TNS-65/80/480  DG. 4../GRIP 4..

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

e DG..1.0 insert can be mounted into pocket sizes 2 and 3. in which case the pocket width has to be modified - see page 480

* For user guide, see pages 540-547

() Minimum cutting width e For DG: 1.0 insert - modify holder

(2 Maximum cutting width

@) The specified limit refers to the tool

* Optional, should be ordered separately

Inserts: DGN-LF/LFT ¢ DGN-P ¢ DGN-UT/UA ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C * DGN/DGNM-J/JS/JT ¢ DGR-P * DGR-WP ¢ DGR-Z/ZS

¢ DGR/L-C DGRC/LC-C  DGR/L-J/JS

Holders: C#-TBK-R/L ® HSK A-WH-TBK-R/L * SGTBF ¢ SGTBR/L ¢ SGTBU/SGTBN ¢ UBHCR/L

Member IMC Group.
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Ourm' JE TUU' DGHFL... DGHFR... DGHFR..L DGHFL..R

TWISTED 2-SIDED ! v
CWN-CWX, _ - “r

i

K H

DGFHR/L-BC-JHP @
WB_2 —

Parting and Grooving Reinforced / :
Blades with Channels for o <

|
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High-Pressure Coolant
CWN( Cwx@ WB2 WB OAL H HF  CDX® Insert j / @‘@ @

Carrying DO-GRIP Inserts
DGFHR/L 32BC-3T33-JHP 3.00 3.18 79 2.40 111.00 32.0 248 33.00 DG. 3. SRM4-215632 HW3.0 SGC 340 SR MB3X3DIN913
DGFHL 32BC-3T33R-JHP 3.00 3.18 79 2.40 111.00 32.0 248 33.00 DG.3.. SRM4-215632 HW3.0 SGC 340 SR MB3X3DIN913
DGFHR 32BC-3T33L-JHP 3.00 3.18 7.9 2.40 111.00 32.0 24.8 33.00 DG. 3. SRM4-21532 HW 3.0 SGC 340 SR M3X3DIN913

* For user guide and accessories, see pages 540-547

() Minimum cutting width e For DG: 1.0 insert - modify holder

) Maximum cutting width

@) The specified limit refers to the tool

Inserts: DGN-LF/LFT ¢ DGN-MF ¢ DGN-P  DGN-UT/UA ¢ DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-Z/ZS e DGR/L-C DGRC/LC-C
* DGR/L-J/JS

Holders: TGTBU-JHP

SGC 340

T-2010/5

F. Yy .7/
bognir JEE T, i I £
~ R XX i

DGFS @ itiSand A

Blades for Multi-Spindle _WB

Machines, Replaosment for CUTDIA kK jﬁz

HSS and Brazed Tools

=
)

H CWN® CWX® CUTDIA WB WB_2 OAL LH a’ é‘
DGFS 0-12-2 (1) 127 1.90 2.50 32.0 1.60 32 110.00 32.0 0 EDG 33B*
DGFS 0-17-2 (2 174 1.90 2.50 35.0 1.60 3.2 110.00 32.0 0 EDG 33B*
DGFS 0-17-3 @ 174 3.00 3.18 60.0 2.40 3.2 110.00 32.0 0 EDG 33B*
DGFS 5-17-2 @ 174 1.90 2.50 35.0 1.60 3.2 110.00 32.0 B EDG 33B*
DGFS 5-17-3 174 3.00 3.18 60.0 240 32 110.00 32.0 B EDG 33B*
DGFS 5-17-4 @ 17.4 4.00 4.00 60.0 3.20 3.2 110.00 32.0 5] EDG 33B*
DGFS 5-22-2 4 22.2 1.90 2.50 50.0 1.60 3.2 150.00 32.0 B EDG 33B*
DGFS 5-22-3 22.2 3.00 3.18 75.0 2.40 3.2 150.00 32.0 B EDG 33B*
DGFS 5-22-4 ) 22.2 4.00 4.00 80.0 3.20 3.2 150.00 32.0 5] EDG 33B*
DGFS 5-24-3 23.8 3.00 3.18 80.0 2.40 3.2 150.00 32.0 B EDG 33B*
DGFS 5-28-2 (6) 28.5 1.90 2.50 65.0 1.60 32 150.00 32.0 5] EDG 33B*
DGFS 5-28-4 € 28.5 4.00 4.00 100.0 3.20 3.2 150.00 32.0 5) EDG 33B*

e DG..1.0 insert can be mounted into pocket sizes 2 and 3. in which case the pocket width has to be modified -see page 480

e For user guide, see pages 540-547

() Toolholder assembly X18-1,46,47-WT,160-CL,354-CL,701-ACL,702,702-CL,703,703-CL,704,704-CL,6921,6925

@ Toolholder assembly E-7,47,102-CL,103-CL,161-A-CL,162-A-CL

@) Toolholder assembly 226,226-CL,275,275-CL,276-CL,361-CL,431,630,707-A,707-A-CL

@ Toolholder assembly 100-CL,274,277,277-CL,274-CL,370,383-CL, 6722,6754,6755,6854,6855,6922,51,51-CL,353-CL,167,370-CL
) Toolholder assembly 100-CL,274,277,277-CL,274-CL,370,383-CL, 6722,6754,6755,6854,6855,51,51-CL,353-CL,167,370-CL

(6 Toolholder assembly 278,278-CL,279,279-CL,280,280-CL,281,281-CL,375-CL,359-CL,372-CL,A6120,52,52-CL

(™ Minimum cutting width e For DG: 1.0 insert - modify holder

8 Maximum cutting width

* Optional, should be ordered separately

Inserts: DGN-LF/LFT ¢ DGN/DGNC/DGNM-C ¢ DGR/L-C DGRC/LC-C * DGN/DGNM-J/JS/JT ® DGR/L-J/JS  DGN-P ¢ DGN-UT/UA e DGN-WP
e DGN-Z ¢ DGR-P * DGR-WP ¢ DGR-Z/ZS e GRIP e GRIP (full radius)

ISCAR




gsTED:SI":!.DP CDX ¥ 1
DGFHR/L-B-D..(R/L) _ ' DGFHL-B-D50R DGFHR B-D50L 4>H CWN-CWX “

=7 — o
y = CUTDIA
{HBH \ WB
36.7 L DGFHL-B-D50  DGFHR-B-D50 *‘ WB_2 C

HO CWNS CWX® WB WB2 OAL OAH HF HBH CDX? CUTDIA® Insert f /

DGFHR/L 26B-2D50 (1) L] 1.90 2.50 1.60 8.0 110.00 337 214 36 18.00 50.0 DG.1../DG.2.. SRM4X20DIN912  HW 3.0
DGFHL 26B-2D50R (2 26.0 1.90 2.50 1.60 8.0 11000 315 214 37 18.00 50.0 DG.1../DG.2.. SRM4X20DIN912 HW 3.0
DGFHR 26B-2D50L (2 26.0 1.90 2.50 1.60 8.0 11000 3815 214 37 18.00 50.0 DG.1../DG.2..  SRM4X20DIN912 ~ HW 3.0
DGFHR/L 26B-3D50 (1) WL 3.00 3.18 240 8.0 11000 3156 214 37 18.00 50.0 DG.1../DG.3.. SRM4X20DIN912  HW 3.0
DGFHL 26B-3D50R (2 26.0 3.00 3.18 240 8.0 110.00 315 214 37 18.00 50.0 DG.1../DG.3.. SRM4X20DIN912  HW 3.0
DGFHR 26B-3D50L (2 26.0 3.00 3.18 240 8.0 110.00 315 214 37 18.00 50.0 DG.1../DG.3.. SRM4X20DIN912 HW 3.0
DGFHR/L 32B-2D50 (3 K] 1.90 2.50 1.60 8.0 120.00 315 248 = 18.00 50.0 DG.1../DG.2.. SRM4X20DIN912  HW 3.0
DGFHL 32B-2D50R (2 32.0 1.90 2.50 1.60 8.0 12000 315 248 o 18.00 50.0 DG.1../DG.2.. SRM4X20DIN912 HW 3.0
DGFHR 32B-2D50L (2 32.0 1.90 2.50 1.60 8.0 12000 315 2438 - 18.00 50.0 DG.1../DG.2.. SRM4X20DIN912  HW 3.0
DGFHR/L 32B-3D50 (3 W) 3.00 3.18 240 8.0 12000 315 248 = 18.00 50.0 DG.1../DG.3.. SRM4X20DIN912 HW 3.0
DGFHL 32B-3D50R (2 32.0 3.00 3.18 240 8.0 120.00 315 248 o 18.00 50.0 DG.1../DG.3.. SRM4X20DIN912  HW 3.0
DGFHR 32B-3D50L (2 32.0 3.00 3.18 2.40 8.0 12000 315 248 = 18.00 50.0 DG. 1../DG.3.. SRM4X20DIN912  HW 3.0

* Insert (double sided) limit is CDX=18 mm, If deeper penetration is required the insert should be changed to a single-ended insert DGNM type.

e DG..1.0 insert can be mounted into pocket sizes 2 and 3, in which case the pocket width has to be modified-see page 480

* For user guide, see pages 540-547

() 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

) For TRAUB machines, model TNC 42/65, TNM 42/65, TNS 42/60/65, TNA 300/400

4 Mounted on all ISCAR standard blocks

8) Minimum cutting width e For DG: 1.0 insert - modify holder

6) Maximum cutting width

(™ Cutting depth maximum

(8 The specified limit refers to the tool

Inserts: DGN-LF/LFT ¢ DGN-MF e DGN-P ¢ DGN-UT/UA  DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT ¢ DGR-P ¢ DGR-WP

* DGR-Z/ZS e DGR/L-C DGRC/LC-C e DGR/L-J/JS

Holders: C#-TBK-R/L ® HSK A-WH-TBK-R/L * SGTBF  SGTBR/L ¢ SGTBU/SGTBN e UBHCR/L

Reinforced Type Blades '/
with Screw Clamping onH |,

Py .1/ )
TWISTED 2-.50'5'0 A ‘+37 87 CUTDIA XX 12 _'L
DGFHL-26B-TR-D 7 Tl i \
Reinforced Type Blades with H % HE OAH DGFHL..B-.TR-D..
Screw Clamping for TRAUB WB ‘
and Index Machines WBI. oors borLs A BAma 7 55 onowx
-.TR-D-R -.TR-D Li OAL |
&0
WB_2 1~ BN

H? CWN® CWXY WB WB2 OAL OAH HF CUTDIA® Insert f /

DGFHL 26B-1.5TR-D20 (1) 26.0 1.00 1.50 1.20 7.9 110.00 27.9 214 20.0 DG. 1../DG. 15.. SR M4X20DIN912  HW 3.0
DGFHL 26B-2TR-D36 26.0 1.90 @ 2.50 1.60 7.9 110.00 279 214 36.0 DG. 1../DG.2.. SRM5X20-01172  HW 3.0
DGFHL 26B-2TR-D36R 26.0 1900 2.50 1.60 7.9 110.00 27.9 214 36.0 DG. 1../DG. 2.. SRM4X20DIN912 ~ HW 3.0
DGFHL 26B-3TR-D36 26.0 3.000 3.18 240 7.9 110.00 27.9 214 36.0 DG. 1../DG. 3.. SRM4X20DIN912 ~ HW 3.0
DGFHL 26B-3TR-D36R 26.0 3000 3.18 2.40 7.9 110.00 27.9 214 36.0 DG.1../DG.3.. SRM5X20-01172  HW 3.0

* 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 which case the pocket width has to be modified - see page 480

* For user guide, see pages 540-547

™ Do not use DG.. 1.4 on this tool!

2 Mounted on all ISCAR standard blocks

@) Minimum cutting width

@ Maximum cutting width

) The specified limit refers to the tool

) For DG: 1.0 insert - modify holder

Inserts: DGN-LF/LFT ¢ DGN-P ¢ DGN-UT/UA ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C * DGN/DGNM-J/JS/JT ¢ DGR-Z/ZS e DGR/L-C DGRC/LC-C

* DGR/L-J/JS

Member IMC Group
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(D Tesg‘“;ﬁ!:; DGTR/L..B-1.5D... %FLM v 7
with DGN/R/L 1 mm inserts v/ 1 ¥ I XX u
Z DGTR/L-B-D-SH il = I] x OAH
=== Parting and Grooving Short NP | v
| Head Tools for CNC and @ @ . ooy T2 b
m Swiss Automatics s 075 § f=——OAL ¥
< ’Qa e wE E | |Q| B
D_ ¥ [} Left-hand shown
CWN® Cwx® H B WB WF LH CUTDIA OAH HBH OAL Insert & ?
DGTR/L 8B-1.4SH 1.40 1.40 8.0 80 100 750 180 10.0 15.4 20 125.00 DG. 14.. SR 16-236 P& T-15/5
DGTR/L 10B-1.4D20SH 1.40 1.40 100 100 100 950 180 200 18.7 20  120.00 DG. 14.. SR 16-236 P& T-15/5
DGTR/L 10B-1.5D20SH (1) 1.00 1.50 100 100 1.00 950 190 20.0 16.7 2.0 120.00 DG.1../DG.15.. SR16-236P@  T-15/5
DGTR/L 10B-2D20SH 1.90 2.50 100 100 160 920 190 200 16.7 20 12000 DG.1./DG.2. SR16-236P@  T-15/5
DGTR/L 12B-1.4D24SH 1.40 1.40 120 120 100 1150 190 240 16.7 = 120.00 DG. 14.. SR 16-236 P& T-15/5
DGTR/L 12B-1.5D24SH (1 1.00 1.50 120 120 100 1140 190 24.0 16.7 - 120.00 DG.1../DG.15.. SR 16-236 P@  T-15/5
DGTR/L 12B-2D24SH 1.90 2.50 120 120 160 1120 190 24.0 16.7 - 12000 DG.1./DG.2.. SR16-236P@  T-15/5
DGTR 12B-2D24SH-L85 1.90 2.50 120 120 160 1120 190 240 16.7 = 8500 DG.1./DG.2. SR16-236PR  T-15/5
DGTR/L 12B-3D24SH 3.00 3.18 120 120 240 1080 19.0 24.0 16.7 - 120.00 DG.3../DG.10.. SR16-236P@  T-15/5
DGTR/L 16B-1.5D25SH (1 1.00 1.50 16.0 160 120 1640 195 254 19.7 - 120.00 DG.1../DG.15.. SR 16-236 P&  T-15/5
DGTR/L 16B-2D25SH 1.90 2.50 160 160 160 1520 195 254 19.7 = 12000 DG.1../DG.2.. SR16-236P@  T-15/5
DGTR/L 16B-3D25SH 3.00 3.18 16.0 160 240 1480 195 254 19.7 - 12000 DG.1../DG.3. SR16-236 P@  T-15/5
DGTR/L 20B-1.5D25SH (1 1.00 1.50 200 200 120 1940 195 254 237 = 120.00 DG.1../DG.15.. SR16-236P@  T-15/5
DGTR/L 20B-3D25SH 3.00 3.18 200 200 240 1880 195 254 23.7 - 12000 DG.1../DG.3. SR16-236 P@  T-15/5

e DGN/R/L 1 mm inserts can also be mounted into pocket sizes 2 and 3. For insert depth capacity table and modification instructions

For the 2 and 3 holder pockets, see page 480 e For user guide, see pages 540-547

() Do not use DG.. 1.4 on this tool!

) Minimum cutting width

(@) Maximum cutting width

@ Recommended tightening torque for this item: 3 N*m (26.5 Iof*in)

Inserts: DGN-LF/LFT ¢ DGN-P  DGN-UT/UA ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C * DGN/DGNM-J/JS/JT ¢ DGR-P ¢ DGR-WP ¢ DGR-Z/ZS
¢ DGR/L-C DGRC/LC-C ¢ DGR/L-J/JS

Depth Capacity DGTR/L-B-D v
Depth of Cut as Function

of Workpiece Diameter
(DGN/R/L-100... excluded) D

gDmax
DGTR/L 10B-1.4D20 — — — — = — — — — — 20 23 26 32 45 76 NL
DGTR/L 12B-1.4D30 = = = = = 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 16B-1.4D30 — — — — — 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 20B-1.4D30 = = = = = 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 10B-2D30 = = = = — 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 12B-2D30 — — — — — 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 16B-2D32 — — — — & 37 4 47 55 69 93 150 400 NL NL NL

32
DGTR/L 20B-2D35 - —  — 75 9 118 185 250 650 N
DGTR/L 25B-2D35 — — — 75 90 113 155 250 650 .
DGTR/L 12B-3D30 = = = = = 30 32 35 38 43 50 62 83 125 300 NL NL
DGTR/L 16B-3D35 — — — 35 39 42 46 51 59 7 91 130 230 1200 NL NL NL

DGTR/L 20B-3D40 5 62 71 83 102 | 184 200 400 N N
DGTR/L 25B-3D40 66 62 71 8 102 13 200 400 N N

Depth T ———> 20 19 18 17 16 15 14 13 12 iRl 10 9 8 7 6 5 4

- No Limit Example:
For 9 mm depth of groove on a 75 mm workpiece diameter, six tools may be used.

ISCAR




NEOSWISS DOGHIF 2 € O)

INDEXABLE HEADS TWISTED 2-SIDED

NQCH-DGTR/L-D-SH-JHP M» ﬁ‘l‘g Z

Screw Lock JETCUT Modular OAH S

Heads for Swiss Type Machines ¥ |—

- Double-Sided Parting Inserts = ~oawl+

:F( . — 0C
CWN-CWX % - %4%’;: :(”*U;’) ’’’’’ - E
@assembly)

CWN®  CWx@ HF OAW  OAH LH OAL  CUTDIA  Insert j /
NQCH12-DGTL-2D24SH-JHP 1.90 2.50 121 20.00 16.20 24.0 124.00 24.0 DGN2  SRM3X10DIN912 ~ HW25
NQCH12-DGTR-2D24SH-JHP 1.90 2.50 1241 20.00 16.20 24.2 124.20 24.0 DGN2  SRM3X10DIN912 ~ HW25
NQCH16-DGTL-2D24SH-JHP 1.90 2.50 16.1 20.00 20.20 24.0 124.00 240 DGN2  SRM3X10DIN912 ~ HW25
NQCH16-DGTR-2D24SH-JHP 1.90 2.50 16.1 20.00 20.20 24.2 124.20 24.0 DGN2 SR M3X10DIN912 HW 2.5
NQCH12-DGTL-3D24SH-JHP 3.00 3.18 121 20.00 16.20 24.0 124.00 24.0 DGN3  SRM3X10DIN912 ~ HW25
NQCH12-DGTR-3D24SH-JHP 3.00 3.18 121 20.00 16.20 24.2 124.20 24.0 DGN3 SR M3X10DIN912 HW 2.5
NQCH16-DGTL-3D24SH-JHP 3.00 3.18 16.1 20.00 20.20 24.0 124.00 24.0 DGN3  SRMS3X10DIN912 ~ HW 25
NQCH16-DGTR-3D24SH-JHP 3.00 3.18 16.1 20.00 20.20 24.2 124.20 24.0 DGN3 SR M3X10DIN912 HW 2.5

() Minimum cutting width

2 Maximum cutting width

Inserts: DGN-LF/LFT ¢ DGN-MF ¢ DGN-P  DGN-UT/UA ¢ DGN-W ¢ DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-P
* DGR-WP ¢ DGR-Z/ZS ® DGR/L-C DGRC/LC-C e DGR/L-J/JS

Holders: NQCH-JHP

Member IMC Group.




oGRiF JETCUT

TWISTED 2-SIDED

DGTR/L-B-D-JHP-SL

CNT (typ.x3)

| ! * [t L
gAH “r I 340
'

Parting and Grooving Side Lock
Type Tools with High-Pressure

©)
=
—
<
al

Coolant for CNC and Swiss mb;
Automatics [ = A
' Left-hand shown

CWNT Ccwx®@  H B WB LH CUTDIA®  OAH HBH OAL  Insert CNT
DGTR/L 12B-2D24-JHP-SL 1.90 2.50 12.0 12.0 1.70 294 24,0 25.7 6.5 100.00 DG. 2... 5/16"-24 UNF
DGTR/L 16B-2D35-JHP-SL 190 250 160 160 170 320 350 267 26 12000  DG.2..  5/16"24 UNF
DGTL 20B-2D35-JHP-SL 190 250 200 200 170 320 35.0 281 - 14000 DG.2..  1/8'-28 BSPP
DGTR 20B-2D35-JHP-SL 1.90 2.50 20.0 20.0 1.70 32.0 35.0 281 - 140.00 DG. 2., 1/8"-28 BSPP
DGTR/L 12B-3D24-JHP-SL 3.00 3.18 120 120 240 294 240 25.7 65 10000 DG.3.  5/16™24 UNF
DGTR/L 16B-3D35-JHP-SL 3.00 3.18 160 160 240 320 350 2.7 26 12000 DG.3.  5/16™24 UNF
DGTR/L 20B-3D40-JHP-SL 3.00 3.18 20.0 20.0 240 35.6 40.0 28.1 - 140.00 DG. 3.. 1/8"-28 BSPP
DGTR/L 25B-2D35-JHP-SL 190 250 250 250 170 321 350 331 : 14000  DG.2.  1/8"-28 BSPP
DGTR/L 25B-3D40-JHP-SL 3.00 318 250 250 240 356 400 33.1 : 14000  DG.3.  1/8'-28 BSPP
DGTR 25B-4D40-JHP-SL 400 476 250 250 340 346 400 330 : 14000  DG.4.  1/8'-28 BSPP

* For insert depth capacity table and modification instructions for the holder pockets, see page 480 o For user guide, see pages 540-547

() Minimum cutting width

) Maximum cutting width

() Maximum cutting diameter

Inserts: DGN-LF/LFT ¢ DGN-MF ¢ DGN-P ¢ DGN-UT/UA  DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT ¢ DGR-P ¢ DGR-WP
* DGR-Z/ZS e DGR/L-C DGRC/LC-C e DGR/L-J/JS

Depth Capacity

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

gDmax
DGTR/L 12B-2D24-JHP-SL — — — — — — — — 24 % 2 28 3 & 36 42 52
DGTR/L 16B-2D35-JHP-SL — — — — — — — — 24 2 27 28 K7 3% 42 52
DGTR/L 20B-2D35-JHP-SL - — — 3 39 4 4 5 5 71 9 (480) 280 1200 N N N
DGTR/L 25B-2D35-JHP-SL - — — & 70 75 8 9 100 120 140 (480) 250 410 1200 NL N
DGTR/L 12B-3D24-JHP-SL - -  — 3 39 4 46 51 50 71 ot (430) 230 1200 NL  NL AL
DGTR/L 16B-3D35-JHP-SL - — — 15 9 113 15 250 60 N N CNLD N NL NL NL N
DGTR/L 20B-3D40-JHP-SL 56 62 71 83 102 134 200 400 N N N CNLD NLONLONLONLONL
DGTR/L 25B-3D40-JHP-SL 50 55 60 67 75 85 100 115 140 200 350 (NL) NL NL NL N N

Depth T ——— 20 19 18 17 16 15 14 13 12 11 10 9 8 7 6 5 4

[PREEINo Limit

Example:

For a 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
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
34 45 5-6
5-6 6-7 78
Spare Parts
W\

¢ ¢ ® s/ < v
DGTR/L 12B-2D24-JHP-SL PIN-32121 SR M5-24145-RL SR 5/16UNF TL360 BLD HW2.5 HW 5/32" SW6-SD
DGTR/L 16B-2D35-JHP-SL PIN-32121 SR M5-24145-RL SR 5/16UNF TL360 BLD HW2.5 HW 5/32" SW6-SD
DGTR/L 20B-2D35-JHP-SL PIN-32121 SR M5-24145-RL PLG G1/8 TL360 BLD HW2.5 HW 5.0 SW6-SD
DGTL 12B-3D24-JHP-SL PIN-32121 SR M5-24145 SR M5-24145-RL SR 5/16UNF TL360 BLD HW2.5 HW 5/32" SW6-SD
DGTR 12B-3D24-JHP-SL PIN-32121 SR M5-24145-RL SR 5/16UNF TL360 BLD HW2.5 HW 5/32" SW6-SD
DGTR/L 16B-3D35-JHP-SL PIN-32121 SR M5-24145-RL SR 5/16UNF TL360 BLD HW2.5 HW 5/32" SW6-SD
DGTR/L 20B-3D40-JHP-SL PIN-32121 SR M5-24145-RL PLG G1/8 TL360 BLD HW2.5 HW 5.0 SW6-SD
DGTL 25B-2D35-JHP-SL PIN-32121 SR M5-24145-RL PLG G1/8 TL360 HW 5.0
DGTR 25B-2D35-JHP-SL PIN-32121 SR M5-24145-RL PLG G1/8 TL360 BLD HW2.5 HW 5.0 SW6-SD
DGTL 25B-3D40-JHP-SL BLD HW2.5 SW6-SD
DGTR/L 25B-3D40-JHP-SL PIN-32121 SR M5-24145-RL PLG G1/8 TL360 HW 5.0
DGTR 25B-3D40-JHP-SL BLD HW2.5* SW6-SD*

* Optional, should be ordered separately

ISCAR




[ L3
OGhRir JETCUT ‘ OAL ‘
TWISTED 2-SIDED Ff LH—» ‘
DGTR/L-B-D-JHP-SL-MC

P e

Parting and Grooving Side Lock m A
Type Tools with Bottom Inlets L v
for High-Pressure Coolant | B Goolant '”'eLA

Left-hand shown

©)
=
—
<
al

Designation CWN( Cwx®@ H B WB WF LH CUTDIA® OAH OAL Insert
DGTR/L 20B-2D35-JHP-SL-MC 1.90 2.50 20.0 20.0 1.70 19.15 32.1 35.0 28.10 102.10 DG. 2...
DGTR/L 20B-3D40-JHP-SL-MC 3.00 3.18 20.0 20.0 240 18.80 35.6 40.0 28.10 105.60 DG. 3...
DGTR/L 25B-2D35-JHP-SL-MC 1.90 2.50 25.0 25.0 1.70 24.15 32.1 35.0 33.10 117.10 DG. 2...
DGTR/L 25B-3D40-JHP-SL-MC 3.00 3.18 25.0 25.0 240 23.80 35.6 40.0 33.10 120.60 DG. 3...

* For insert depth capacity table and modification instructions for the holder pockets, see page 480 ® For user guide, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

() Maximum cutting diameter

Inserts: DGN-LF/LFT o DGN-MF ¢ DGN-P  DGN-UT/UA ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-P e DGR-WP

* DGR-Z/ZS e DGR/L-C DGRC/LC-C e DGR/L-J/JS

Spare Parts

Designation ® § } / / § &

DGTR/L-B-D-JHP-SL-MC SR M5-24145-RL SR M8X10 DIN913 PIN-32121 SW6-SD BLD HW2.5 SR M3X3DIN913 SR M2.5X2.5 DIN913

Member IMC Group.
| I
[ 4 1 | ]




Yo
DoGrir JETCUT
DGTR/L-B/BC-D

Integral Shank Reinforced Parting

LH DGTL-B-D ¥ 1
; i .y
L]
B
1

©)
=
—
<
al

and Grooving Tools Especially CWN-cwxt "—IHBH ows
for DGNC Type of Inserts [ S OAL i -
GRIRN)| )
b -lood Left-hand shown

CWN®  Cwx4 H B WB OAL LH cDX®  WF HBH  CSP® Insert
DGTR/L 10B-1.4D20 1.40 1.40 10.0 10.0 1.00 140.00 236 10.00 9.50 2.0 0 DG. 14..
DGTR/L 12B-1.4D30 1.40 1.40 12.0 12.0 1.00 140.00 296 15.00 11.50 35 0 DG. 14..
DGTR/L 16B-1.4D30 1.40 1.40 16.0 16.0 1.00 140.00 29.6 15.00 15.50 - 0 DG. 14..
DGTR/L 20B-1.4D30 1.40 1.40 20.0 20.0 1.00 140.00 296 15.00 19.50 0 DG. 14..
DGTR/L 10B-2D30 1.90 2.50 10.0 10.0 1.60 140.00 29.6 15.00 9.20 6.6 0 DG. 1../DG. 2..
DGTR/L 12B-2D30 1.90 2.50 12.0 12.0 1.60 140.00 29.6 15.00 11.20 35 0 DG. 1../DG. 2..
DGTR/L 16B-2D32 1.90 2.50 16.0 16.0 1.60 140.00 30.6 16.00 15.20 - 0 DG. 1../DG. 2..
DGTR/L 20B-2D35 1.90 2.50 20.0 20.0 1.60 140.00 32.1 17.50 19.20 0 DG. 1../DG. 2..
DGTR/L 25B-2D35 1.90 2.50 25.0 25.0 1.60 140.00 32.1 17.50 24.20 - 0 DG. 1../DG. 2..
DGTR/L 12B-3D30 3.00 3.18 12.0 12.0 2.40 140.00 296 15.00 10.80 &o 0 DG. 1../DG. 3..
DGTR/L 16B-3D35 3.00 3.18 16.0 16.0 2.40 140.00 32.1 16.00 14.80 2.6 0 DG. 1../DG. ..
DGTR/L 16BC-3D35 (1) 3.00 3.18 16.0 16.0 240 140.00 31.1 16.00 14.80 26 1 DGNC/DGRC/DGLC 3...
DGTR/L 20B-3D40 (2 3.00 3.18 20.0 20.0 240 140.00 35.6 20.00 18.80 - 0 DG. 1../DG. 3..
DGTR/L 20BC-3D40 (1 3.00 3.18 20.0 20.0 2.40 140.00 34.6 20.00 18.80 1 DGNG/DGRC/DGLC 3...
DGTR/L 25B-3D40 3.00 3.18 25.0 25.0 2.40 140.00 35.6 20.00 23.80 - 0 DG. 1../DG. 8..

e Important: 1.4 mm width inserts should be used only on tools for 1.4 mm specific width tools ¢ DGN/R/L 1 mm inserts can also be mounted into pocket sizes 2 and 3.
e For insert depth capacity table and modification instructions for the 2 and 3 holder pockets, see page 480 e For user guide, see pages 540-547

(™) Tools for inserts with coolant holes for high temperature alloys and stainless steel

@) Insert's Tmax=18 mm, for deeper penetration modify insert into single-ended

() Minimum cutting width

@ Maximum cutting width

) The specified limit refers to the tool

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

Inserts: DGN-LF/LFT ¢ DGN-P  DGN-UT/UA ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C e DGN/DGNM-J/JS/JT e DGR-P ¢ DGR-WP e DGR-Z/ZS

¢ DGR/L-C DGRC/LC-C ¢ DGR/L-J/JS

Spare Parts

/ @B o = @

DGTR/L 10B-1.4D20 SR M5X12 DIN912 HW 4.0
DGTR/L 12B-1.4D30 SR M5X12 DIN912 HW 4.0
DGTR/L 16B-1.4D30 SR M5X12 DIN912 HW 4.0
DGTR/L 20B-1.4D30 SR M5X12 DIN912 HW 4.0
DGTR/L 10B-2D30 SR M5X12 DIN912 HW 4.0
DGTR/L 12B-2D30 SR M5X12 DIN912 HW 4.0
DGTR/L 16B-2D32 SR M4X14 DIN912 HW 3.0
DGTR/L 20B-2D35 SR M4X14 DIN912 HW 3.0
DGTL 25B-2D35 SR M5X12 DIN912 HW 4.0
DGTR 25B-2D35 SR M4X14 DIN912 HW 3.0
DGTR/L 12B-3D30 SR M5X12 DIN912 HW 4.0
DGTR/L 16B-3D35 SR M5X12 DIN912 HW 4.0
DGTR/L 16BC-3D35 SR M5X12 DIN912 HW 4.0 CGM 343" CF 343 SGCU 341* CGF 343"
DGTR/L 20B-3D40 SR M5X12 DIN912 HW 4.0
DGTR/L 20BC-3D40 SR M5X12 DIN912 HW 4.0 CGM 343" CF 343 SGCU 341" CGF 343"
DGTR/L 25B-3D40 SR M5X12 DIN912 HW 4.0

* Optional, should be ordered separately

ISCAR




Py . 1/ 1 LH
TWISTED 2-SIDED m’r |- “ 2 4|_IL (D
DGTR/L-B-T-SH rE i Z
Reinforced Parting and Grooving :1 T OAH —
Short Head Tools Carryin
DGN Double-Ended Insergt;s CUTDA.,, ~ws E
~—OAL—— y
CWN-CWXF WF B <
L Left-hand shown D_
CWN(  Cwx@ H B WB WF OAL LH CUTDIA CDX®  OAH & ?
1.00 150 20.0 9.0 120 840 10000  19.0 95.0 9.00 237 SR16:236P  T-15/5
¢ Important: 1.4 mm width inserts should be used only on tools for 1.4 mm specific width e For user guide, see pages 540-547
) Minimum cutting width
2 Maximum cutting width
() Cutting depth maximum
Inserts: DGN-P ¢ DGN/DGNM-J/JS/JT * DGR-P ¢ DGR/L-J/JS
r. v .1/
TWISTED 2-SIDED *‘ LH " LH r v 'L
DGTR/L P . E@ Xx :
Integral Shank Parting H II | {
and Grooving Tools c % b % CUTKDI "
B /0 ‘chvN-cwx
J O Right-hand shown
CWN( cwx®@ H B WB OAL LH HBH CUTDIA Insert é
DGTR/L 1010-2 1.90 2.50 10.0 10.0 1.80 150.00 29.0 6.6 35.0 DG. 1../DG. 2.. EDG 33B*
DGTR/L 1212-2 1.90 2.50 12.0 12.0 1.80 150.00 29.0 6.6 35.0 DG. 1../DG. 2.. EDG 33B*
DGTR/L 1616-2 1.90 2.50 16.0 16.0 1.80 150.00 29.0 26 35.0 DG. 1../DG. 2.. EDG 33B*
DGTR/L 2012-2 1.90 2.50 20.0 12.0 1.80 125.00 29.0 35.0 DG. 1../DG. 2.. EDG 33A*
DGTR/L 1212-3 3.00 3.18 12.0 12.0 2.50 150.00 29.0 6.6 35.00@ DG. 1../DG. 3.. EDG 33B*
DGTR/L 1616-3 3.00 3.18 16.0 16.0 2.50 150.00 29.0 6.6 35.0@ DG. 1../DG. 8.. EDG 33B*
DGTR/L 2012-3 3.00 3.18 20.0 12.0 2.50 125.00 29.0 35.0@ DG. 1../DG. 3.. EDG 33A*
DGTR/L 2020-3 3.00 3.18 20.0 20.0 2.50 125.00 29.0 3500 DG. 1../DG. 3.. EDG 33A*
DGTR/L 2525-3 3.00 3.18 25.0 25.0 2.50 150.00 29.0 3500 DG. 1../DG. 8.. EDG 33A*
DGTR/L 2020-4 4.00 476 20.0 20.0 3.40 125.00 31.0 51.0 DG. 4../GRIP 4.. EDG 33A*
DGTR/L 2525-4 4.00 4.76 25.0 25.0 3.40 150.00 31.0 51.0 DG. 4../GRIP 4.. EDG 33A*
DGTR/L 2020-5 4.80 5.00 20.0 20.0 4.00 125.00 33.0 59.0 DG. 5../GRIP 5.. EDG 33A*
DGTR/L 2525-5 4.80 5.00 25.0 25.0 4.00 150.00 33.0 76.0 DG. 5../GRIP 5.. EDG 33A*
DGTR/L 2525-6 6.00 6.35 25.0 25.0 5.30 150.00 33.0 76.0 DG. 6../GRIP 6.. EDG 33A*

* Insert limit is Tmax=18 mm. If deeper penetration is required, the insert should be modified into single-ended by the user
e DG..1.0 insert can be mounted into pocket sizes 2 and 3, in which case the pocket width has to be modified - see page 480

e For user guide, see pages 540-547

() Minimum cutting width

) Maximum cutting width

() Dmax=43 mm when single-ended insert is used
4 Dmax=43(1.69") when single-ended insert is used
* Optional, should be ordered separately

Inserts: DGN-LF/LFT e DGN-MF ¢ DGN/DGNC/DGNM-C e DGR/L-C DGRC/LC-C * DGN/DGNM-J/JS/JT e DGR/L-J/JS ¢ DGN-P e DGN-UT/UA
* DGN-W e DGN-WP e DGN-Z e DGR-P ¢ DGR-WP e DGR-Z/ZS * GRIP e GRIP (full radius)

y .7/ ) .... Z Y ¥yL J
DOGRIFr JETCUT
TWISTED 2-SIDED
DGTR/L-BC-T
Parting and Grooving
Tools with Coolant Holes

Carrying JET-CUT Inserts

¥

al

T
N

B
r CDX L)
Li om.—‘»

ol

Right-hand shown

H B CWND  cwx®@ OAL WB WF LH CDX® Insert
DGTR/L 20BC-4T25 20.0 20.0 4,00 4.00 140.00 3.40 18.30 420 25.00 DGNC/DGRC/DGLC 4...
DGTR/L 25BC-4T25 25.0 25.0 4.00 4.00 140.00 3.40 23.30 42.0 25.00 DGNC/DGRC/DGLC 4...

® For user guide, see pages 540-547
) Minimum cutting width

(2 Maximum cutting width

@) Cutting depth maximum

Inserts: DGN-UT/UA ¢ DGN/DGNC/DGNM-C ® DGN/DGNM-J/JS/JT e DGR/L-C DGRC/LC-C * DGR/L-J/JS

Spare Parts
&
/ . i e il (
DGTR/L-BC-T SR M6X16 DIN912 SGCU 341 CGF 343* CF 343* CGM 343" HW 5.0

* Optional, should be ordered separately

Member IMC Group
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(5 DOGHir DGTR/L..12B-1.5D. e—LH—

TWISTED 2-SIDED . . -OL).... CUTDIA [~ e WB_2 ¥ ¥
Z DGTR/L-B-D-TR with DGN/R/L 1000 inserts i L N ; I KX u
=== Reinforced Parting and Grooving A\ 7L H oaH \‘—
|— Tools Carrying Double-Ended WF* TP [ THBH '

Ap | DO-GRIPInserts DX e S EEL -t ' | WB
= 0.75
< ’% '{ WB ¢ 1 e B
o - cwn-cwx? | OAL ! Right -hand shown
CWND cwx® H B WB WB2 WF OAL LH HBL CUTDIA OAH HBH Insert
DGTR/L 12B-1.4D20-TR12 1.40 1.40 12.0 12.0 1.00 23 11.50 95.00 32.5 20.00 20.0 23.7 8.0 DG. 14..
DGTL 12B-1.5D20-TR12 1.00 1.50 12.0 12.0 1.20 2.3 11.30 95.00 32.5 20.00 20.0 28.7 80 DG.1../DG. 15..

DGTR 12B-1.5-D20-TR12 1.00 1.50 12.0 12.0 1.20 2.3 1130  95.00 32.5 20.00 20.0 23.7 80 DG.1../DG. 15..

e Important: 1.4 mm width inserts should be used only on tools for 1.4 mm specific width! e For TRAUB machines, model TNL 12/7
* For user guide, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

Inserts: DGN-P ¢ DGN/DGNM-J/JS/JT ¢ DGR-P e DGR/L-J/JS

Spare Parts

& »
DGTR/L-B-D-TR SR 16-236 P@ T-16/5

(&) 3N*M(26.5LBF*in)

DOGRIFAL ’& — OAL KX 2 £
DGTR/L-XL 'm I
Integral Shank Reinforced Parting ';' ' ';'
and Grooving Tools for Parting M‘/ Z L l-A|BH
i CWN-CWX WB
Up to 65 mm Diameters *A* o :
AN |
WF B
L q L Left-hand shown

CW CUTDA H B WB OAL LH WF HBH f /

DGTR/L 20B-2XL-D60 2.00 60.0 20.0 20.0 1.74 150.00 432 19.10 8.0 SR M4X35DIN912 HW 3.0
DGTR/L 25B-2XL-D60 2.00 60.0 25.0 25.0 1.74 150.00 432 2410 3.0 SR M4X35DIN912 HW 3.0
DGTR/L 20B-3XL-D65 3.00 65.0 20.0 20.0 240 150.00 432 18.80 12.0 SR M5X40DIN912 HW 4.0
DGTR/L 25B-3XL-D65 3.00 65.0 25.0 25.0 2.40 150.00 43.2 23.80 7.0 SR M5X40DIN912 HW 4.0

e For insert depth capacity table, see page 478 e For user guide, see pages 540-547
Inserts: DGN-C-XL ® DGN-J-XL e DGR/L-C-XL * DGR/L-J-XL
Depth of Cut as Function of Workpiece Diameter

Tmax/Dmax for Tmax/Dmax for
DGTR/L...-2XL DGTR/L...-3XL
T max D max T max D max
15 No limit 15 No limit
16 600 16 1000
17 300 17 400
18 200 18 300
19 150 19 230
20 130 20 180
21 120 21 150
22 100 22 130
23 90 23 115
24 85 24 1056
25 80 25 95
26 75 26 90
27 70 27 85
28 65 28 80
29 63 29 75
30 60 30 72
31 70
32.5 65

ISCAR




(ol
TWISTED 2-SIDED

DGHAL-DECO
Holders for DGAD Adapters for

Tornos Bechler Deco Machines

v

B Left-hand shown

— « (@ See adapter dimensions
Designation H B OAL WF HF H2 H5 L6 L5
DGHAL DECO 7-10 (1) 403 18.2 106.00 15.0 - 12.8 48 52.00 69.00
DGHAL DECO 13 @ 42.0 35.2 115.00 28.7 2.0 16.0 16.0 60.00 60.00
DGHAL DECO 20-26 (2 448 23.2 120.00 20.0 4.0 17.0 17.0 65.00 65.00

DGAD-...
() Positioning combinations: T11; T25

(@) Positioning combinations: All

Tools: DGAD-B-D ® DGAD/HGAD ¢ SCLCR-PAD e SDJCR-PAD

HGAD-... adapters should be ordered separately

Spare Parts

* SVJCR-PAD ¢ SWAPR-PAD e TGAD

&

&y &

Designation

DGHAL DECO 7-10 SR 14-519-L9.76) HW 4.0
DGHAL DECO 13 SR 14-519-19.76 HW 5.0
DGHAL DECO 20-26 SR 14-519-112.8@ HW 5.0

SR 16-212-19.5 T-20/5 SR 16-212 SR M5X25DIN912
SR 16-212-L7.5 T-20/5 SR 16-212 SR M6X25 DIN912
SR 16-212-L7.5 T-20/5 SR 16-212 SR M6X25 DIN912 EZ 104

@ Recommended tightening torque: 9 N*m (80Ibf*in)

Py
I
TWISTED 2-SIDED

HMSN-New Britain
Holders for Grooving and

e

\«— OAL— 1} "’

Turning Adapters for New Britain 4
Multi-Spindle Bar Machines I -~ (@)
Ai @ ;f( (@ See adapter dimensions
5w o w wm L PP
HMSN 35/3722 (1) 36.5 224 34.5 181.70 184 226 SR 16-212 SR 14-519 T-20/5

e DGAD-... HGAD-..., adapters should be ordered separately

) For models #42; #52; #60; #61; #62; #602

(2 Comparable Empire block

Tools: DGAD-B-D ® DGAD/HGAD ¢ SCLCR-PAD ¢ SDJCR-PAD

* SVJCR-PAD e SWAPR-PAD

Member IMC Group.
o=
[ 4 1 | ]
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(D DOGRIr DGAD, HGAD 1.4N/2N/3N  CUTDIA ~~"™~_ DGAD 4N/5N/6N 3 7
TWISTED 2-SIDED // f TDlA “ - A
Z DGAD/HGAD 1AV O 5 1‘7/ %»
— Parting and Grooving Adapters for H*F - Hvﬁ\ *
DO-GRIP Double-Ended Inserts
E LW CWN-CWX OAL%j
L ! H==1r—111
E cwn-owx}  Awe {WB_z L !
Designation CWN®@ CWX® WB WB_2 OAH HF OAL CUTDIA é
DGAD 1.4N 1.40 1.40 1.00 3.2 30.0 24.0 41.50 28.0 EDG 23B*
DGAD 2N 1.90 @ 2.50 1.60 32 30.0 24.0 41.50 32.0 EDG 33A*
DGAD 3N (1) 3.00¢ 3.18 2.40 4.0 30.0 24.0 4150 32.0 EDG 33A*
HGAD 3N 3.00 3.00 2.40 4.0 30.0 24.0 50.50 50.0 EDG 23B*
DGAD 4N 4.00 4.00 3.20 = 30.0 24.0 50.50 50.0 EDG 33A*
DGAD 5N 4.80 5.00 4.00 = 30.0 24.0 50.50 50.0 EDG 33A*
DGAD 6N 6.00 6.35 5.20 - 30.0 24.0 50.50 50.0 EDG 33A*

e DG..1.0 insert can be mounted into pocket sizes 2 and 3 in which case the pocket width has to be modified - see page 480

e For user guide, see pages 540-547

™) Only the DGN/R/L inserts are suitable for this adapter

2 Minimum cutting width

@) Maximum cutting width

@) For 1 mm inserts, modify adapter

* Optional, should be ordered separately

Inserts: DGN-P ¢ DGN-UT/UA ¢ DGN-W ¢ DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT ¢ DGR-P * DGR-WP ¢ DGR-Z/ZS

e DGR/L-C DGRC/LC-C ¢ DGR/L-J/JS  GRIP e GRIP (full radius) ® HGN-C ® HGN-J ¢ HGN-UT ¢ HGR/L-C ® HGR/L-J/JS

Holders: MAHPR/L-JHP  MAHR/L-JHP ¢ MAHR/L ¢ MAHPR/L e C#-MAHD e C#-MAHPD e C#-MAHDR-45 e C#-MAHDOR ¢ HSK A63WH-MAHUR/L
o HSK A63WH-MAHDR-45 ¢ HSK A63WH-MAHDOR ¢ IM-MAHD ¢ IM-MAHPD e C#-MAHD-JHP e C#-MAHPD-JHP ¢ MAHR/L-JHP-MC ¢ HMSN-New Britain
¢ DGHAL-DECO

Depth Capacity for DGN/R-1002J

Insert on Standard Holders T
Depth: T D max Depth: T D max
Upto 12 No limit Upto 22 32.3 Drmax

13 830 2.3 29.3
14 218 24 26.7
15 12 25 248 Cutting Edge
1.6 88.4 2.6 232
1.7 68.2 2.7 21.7
18 556 28 205 Standard Holders Modification
1.9 46.9 2.9 19.4 To achieve no limitation on the workpiece diameter up to 3 mm depth, the steel
2.0 40.7 3.0 18.4 support under the insert should be ground, as per the shown sketch.
2.1 36.0

CUTDIA

(ol
TWISTED 2-SIDED

DGAD-B-D

Parting and Grooving Screw-
Clamped Adapters for DO-GRIP
Double-Ended Inserts

CWN®@ CWX® OAL CUTDIA HF OAH
DGAD 1.4B-D16 1.40 1.40 36.80 16.0 24.0 30.3
DGAD 1.5B-D20 (1) 1.00 1.50 41,00 20.0 24,0 30.3
DGAD 2B-D20 1.90 2.50 41,00 20.0 24.0 30.3

¢ Up to 3 mm depth, without any limitation on the diameter e DG..1.0 insert can also be mounted into pocket sizes 2 and 3,

In which case the pocket width has to be modified-see page 480 e For user guide, see pages 540-547

() Do not use DG.. 1.4 on this tool!

) Minimum cutting width

() Maximum cutting width

Inserts: DGN-LF/LFT ¢ DGN-P ¢ DGN-UT/UA ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C * DGN/DGNM-J/JS/JT ¢ DGR-P ¢ DGR-WP ¢ DGR-Z/ZS

¢ DGR/L-C DGRC/LC-C ¢ DGR/L-J/JS

Holders: C#-MAHD-JHP e C#-MAHPD-JHP ¢ MAHR/L-JHP-MC ¢ MAHPR/L-JHP ¢ MAHR/L-JHP ¢ MAHR/L ¢ MAHPR/L ¢ C#-MAHD e C#-MAHPD

e C#-MAHDR-45 ¢ C#-MAHDOR e HSK AB3WH-MAHUR/L ¢ HSK A63WH-MAHDR-45 ¢ HSK A63WH-MAHDOR ¢ IM-MAHD ¢ IM-MAHPD ¢ HMSN-New Britain
e DGHAL-DECO

ISCAR




[ L3
OGRI.P JE Tc.u.'- HOLDER: MAHPR-...-JHP r\.//\\

TWISTED 2-SIDED

MODULARGrir

2l I
“!r it

DGPAD-JHP

Adapters with High-Pressure
Coolant Channels for DO-GRIP
Parting and Grooving Inserts

©)
=
—
5
al

CWN®  CWX2 CUTDIA  OHN® WF WB WB_2 0AL OAH HF Insert
DGPAD 2R/L-D22-JHP 1.90 2.50 22.0 21.0 6.40 1.60 7.2 45.50 33.0 24.0 DG. 2...
DGPAD 2R/L-D32-JHP 1.90 2.50 32.0 21.0 6.40 1.60 7.2 45.50 33.0 240 DG. 2...
DGPAD 3R/L-D32-JHP 3.00 3.18 320 21.0 6.00 2.40 72 45.50 330 24.0 DG. 3...
DGPAD 2R/L-D42-JHP 1.90 2.50 42.0 21.0 6.30 1.70 7.2 49.00 33.0 24.0 DG. 2...

* For user guide and accessories, see pages 540-547

() Minimum cutting width

) Maximum cutting width

() Minimum overhang

Inserts: DGN-LF/LFT ¢ DGN-MF ¢ DGN-P  DGN-UT/UA ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-P e DGR-WP

* DGR-Z/ZS e DGR/L-C DGRC/LC-C e DGR/L-J/JS

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
DGPAD 2R/L-D22-JHP 5 6 7
DGPAD 2R/L-D32-JHP 5
DGPAD 3R/L-D32-JHP 85 10 12

@000 .
DOGrir JETCUT
DGPAD-XL-JHP

Parting and Grooving Extra Long
Adapters with Coolant Channels
Carrying DO-GRIP Inserts

2 I
“!r it

cw CUTDIA WF WB WB_2 LF OAL OAH HF Insert

3.00 52.0 6.00 2.40 72 27.70 54.40 43.00 34.0 DG. 3...
DGPAD-XL 3L-D65-JHP 3.00 65.0 6.00 2.40 7.2 34.20 60.40 43,00 340 DG. 3.

3.00 65.0 6.00 240 72 34.20 60.00 43.00 34.0 DG. 3...

* For user guide and accessories, see pages 540-547

Inserts: DGN-LF/LFT » DGN-MF  DGN-P o DGN-UT/UA ¢ DGN-Z ¢ DGN/DGNC/DGNM-C » DGN/DGNM-J/JS/JT  DGR-Z/ZS » DGR/L-C DGRC/LC-C

o DGR/L-JAJS

Holders: ABC MAHDR-#-XL-JHP ¢ MAHPR/L-XL-JHP ® MAHR/L-MG-XL-JHP ® MAHR/L-MG-XL-JHP-MC e TR TNK36 MAHDL-R-XL-JHP * TR45TNL MAHDN-R-XL-JHP
o Vit MAHD#-#-XL-##-JHP

Member IMC Group

(T | Tl 481



DGN/DGNC/DGNM-C

Double-Sided Parting Inserts for
Parting and Grooving Bars, Hard
Materials and Tough Applications

+0.1

e

Ri« INSL E «g
L R

v
|
|
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=
—
<
al

DGN DGNM

Dimensions Tough «<— Hard I\F}Izgzminr:geng;i
szl zl8l2|zle|s|B|c|s|s| fooovwe
Designation CW CWTOL® RE RETOL® CDX® INSL| S |8 |3 (5|5 |8|8|8|S8|8(|8|8(a|8|3 (mmirev)
DGN 2002C 2.00 0.03 0.20 0.020 1800 1990 @ | @ oo | 0|00 LI (] 0.05-0.16
DGN 2202C 2.20 0.03 0.20 0.020 18.00 19.80| ® | ® o o (0o 0o (0|0 0 0 0|0 ] 0.05-0.16
DGN 2502C 2.50 0.03 0.20 0.020 18.00 20.70 °o |0 o o 0.08-0.20
DGN 3102C 3.10 0.04 0.20 0.020 1800 20.10| ® | ® o (o 0|0 0 o0 e o |0 0|0 0.10-0.25
DGNC 3102C (1) [&R[] 0.04 0.20 0.020 18.00 21.00 L 0.10-0.25
DGNM 3202C (2 [ERE] 0.04 0.20 0.020 -@  2040| @ ° . 0.10-0.25
DGN 4003C 4.00 0.04 0.30 0.030 -® 1880 @ | ® oo o | o (0o | 0|0 0 e 0.10-0.30
DGNC 4003C (1 X 0.04 0.30 0.030 -@ 19,00 oo 0.10-0.30
DGN 4803C 4.80 0.04 0.30 0.030 -@  1990| e 0.12-0.35
DGN 5003C 5.00 0.04 0.30 0.030 -® 1910 @ | @ oo o (] o o 0o o 0.12-0.35
DGN 6303C 6.35 0.04 0.35 0.030 -©  1910| @ [ ® oo . o | e . 0.15-0.40

Feed values for grade 1C20 should be decreased by 50% e For cutting speed recommendations and user guide, see pages 540-547

() Inserts with coolant holes, recommended coolant pressure 10 bar minimum

@) Single-ended insert

() Cutting width tolerance (+/-)

(4 Corner radius tolerance (+/-)

(8) Cutting depth maximum

(6) No depth limit

Tools: C#-HELIR/L e C#-HFIR/L-MC e CR HFIR-M e D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD ¢ DGAQ ® DGAQ-JHP e DGFH

e DGFH-JHP e DGFHL-26B-TR-D ¢ DGFHR/L ¢ DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP e DGFS e DGPAD-JHP ¢ DGPAD-XL-JHP e DGTR/L
e DGTR/L-B-D-JHP-SL ¢ DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH e DGTR/L-B/BC-D ¢ DGTR/L-BC-T ® HELIR/L * HFAER/L-4  HFAER/L-5T, 6T
e HFAIR/L-4 e HFAIR/L-DG ® HFFR/L-T ® HFHR/L-4T e HFHR/L-5T ¢ HFHR/L-6T ® HFIR/L-MC ¢ HFPAD-4 e HFPAD-5 e HFPAD-6

e HFPAD-JHP ¢ HGPAD ¢ HGPAD-JHP e IM-HFIR-MC ¢ NQCH-DGTR/L-D-SH-JHP

ISCAR




bognir Iy P
DGR/L-C DGRG/LC-C @ =

Double-Sided Inserts for

I

v
s Vil
RE j~—INSL RE

|\ L
L ovSESEg  ovSEse

¥ peRC

Parting Bars, Hard Materials
and Tough Applications

PARTING

Dimensions Tough <— Hard azzﬁﬁ?ggng;i

218 2|8|2|8|8|8|g| fooe
Designation cwW RE CDX? PSRL PSIRR INSL |2 |2 || (e ||< e (mm/rev)
DGL 2202C-6D 2.20 0.20 18.00 6.0 - 2080 | e o | o [ o | o o | o 0.04-0.12
DGR 2202C-6D 2.20 0.20 18.00 - 6.0 2080 | e | o | o | o | | o | 0| o | @ 0.04-0.12
DGL 3102C-15D 3.10 0.20 18.00 15.0 - 2100 | @ | o | @ | @ 0.08-0.14
DGL 3102C-6D 3.10 0.20 18.00 6.0 - 2100 | @ | @ | o | o | @ | @ o | o 0.08-0.18
DGLC 3102C-6D (1 3.10 0.20 18.00 6.0 - 21,00 ° 0.08-0.18
DGR 3102C-15D 3.10 0.20 18.00 - 15.0 20.90 . ° . ° ° ° 0.08-0.14
DGR 3102C-6D 3.10 0.20 18.00 - 6.0 2100 | @ | @« | o | @ | @ | o | o | @ | @ 0.08-0.18
DGR 3102C-8D 3.10 0.20 18.00 - 80 2110 | @ | o | o | @ 0.05-0.15
DGRC 3102C-6D (1) K] 0.20 18.00 - 6.0 20.90 o | o 0.08-0.18
DGL 4003C-4D 400 0.30 -@ 40 - 1890 | e o | o [ o | o o | o 0.08-0.20
DGLC 4003C-4D (1) X 0.30 -@ 40 - 19.00 ° 0.08-0.20
DGR 4003C-4D 400 0.30 -@ - 40 1880 | ® | @ e | o | o o | o 0.08-0.20
DGRC 4003C-4D (1) [N 0.30 -0 - 40 19.00 . ° 0.08-0.20
DGR 4800CS-4D 4.80 0.02 -@ - 40 1970 | e 0.05-0.15
DGR 4800CS-8D 4.80 0.02 -@ - 8.0 1970 | e 0.05-0.15
DGR 4803C-4D 4.80 0.30 -@ - 40 2030 | e 0.10-0.25
DGR 4803C-8D 4.80 0.30 -@ - 8.0 2030 | e 0.10-0.20
DGL 5003C-4D 5.00 0.30 -@ 40 - 1910 | e . . 0.10-0.25
DGR 5003C-4D 5.00 0.30 -@ - 40 1920 | e . ° 0.10-0.25
DGL 6303C-4D 6.35 0.35 -® 40 - 1910 | e ° ° 0.12-0.30
DGR 6303C-4D 6.35 0.35 -@ - 40 1910 | e . ° 0.12-0.30

® Feed values for grade IC20 should be decreased by 50% e For cutting speed recommendations and user guide, see pages 540-547

() Inserts with coolant holes, recommended coolant pressure 10 bar minimum

(@) Cutting depth maximum

©) No depth limit

Tools: C#-HELIR/L ® D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD e DGAQ ¢ DGAQ-JHP e DGFH e DGFH-JHP e DGFHL-26B-TR-D

* DGFHR/L e DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP e DGFS ® DGPAD-JHP e DGPAD-XL-JHP e DGTR/L e DGTR/L-B-D-JHP-SL ¢ DGTR/L-B-D-JHP-SL-MC
e DGTR/L-B-D-SH e DGTR/L-B/BC-D  DGTR/L-BC-T e HELIR/L ® NQCH-DGTR/L-D-SH-JHP

Tesrsu 2-SIDED 01 ! v ]
Don-w = Ll
Double-Sided Inserts with v

Central Ridged Chipformer for RE INSL E g
Parting and Grooving Hard M “ e

Materials and Interrupted Cuts

s

W
| . Recommended
Dimensions Tough Hard Machining Data
2| 8| 3 f groove
Designation cw RE cwroL® RETOL® INSL 8|5|8 (mm/rev)
| DGN 5003W | 5.00 0.30 0.04 0.030 19.00 o [ e[ o 0.12-0.33

e No depth limit e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

Tools: C#-HELIR/L e C#-HFIR/L-MC e CR HFIR-M e DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP e DGFH e DGFH-JHP e DGTR/L ¢ HELIR/L

e HFAER/L-5T, 6T e HFAIR/L-DG ® HFFR/L-T ® HFHR/L-5T ¢ HFIR/L-MC e HFPAD-5 e HFPAD-JHP  HGPAD e HGPAD-JHP e IM-HFIR-MC
¢ NQCH-DGTR/L-D-SH-JHP

Member IMC Group

[Tl 483



Tes’“’ #SIDED 0.1 DGN 1002 DGNM “! A
DGN/DGNM-J/JS/JT % T B
Double-Sided Inserts for Parting w E——

and Grooving Soft Materials, - g _E
RE - -«
INSL- CDX
LE

Parting Tubes, Small Diameters
and Thin-Walled Parts

©)
=
—
<
al

J 5
) . Recommended
Dimensions Tough <— Hard Machining Data

22 =8|8|zx|8|8|z|z|s|c|s|s| fooowe
Designation CW CWTOL® RE RETOL® CDX® INSL| 8 |8 |3 |5 |5 |8|8|5|8|8|3|a8|8|3 (mm/rev)
DGN 1002J 1.00 0.02 0.16 0.020 300 2100 e o | o o o 0.02-0.07
DGN 1402J 1.40 0.03 016  0.020 1500 1580| @ | @ oo |0 o oo |e 0.03-0.12
DGN 1502J 1.50 0.03 0.16 0.020 18.00 2090 | e o | o ° ° 0.03-0.12
DGN 2002JT 2.00 0.03 020 0020 18.00  19.80 . 0.04-0.14
DGN 2200JS (1 2.20 0.03 0.02 0.020 1800 1900| @ | ® o o 0.03-0.08
DGN 2202J 2.20 0.03 020  0.020 1800 1980 ® | ® e | o |0 o |0 |0 o 0|0 o 0.04-0.12
DGN 2202JT 2.20 0.03 020 0020 18.00  19.80 . ° ° 0.04-0.14
DGN 3100JS (1) 3.10 0.04 002 0020 1800 1970| e ° o | o 0.03-0.10
DGN 3102J 3.10 0.04 020  0.020 1800 2010 ® | ® o | o |0 |0 0|0 |0 0@ ° 0.04-0.16
DGN 3102JT 3.10 0.04 020 0020 18.00  20.10 . . ° ° 0.05-0.18
DGN 3202J 3.18 0.04 0.20 0.020 18.00 20.10 o 0.04-0.16
DGNM 3202J @ 3.18 0.04 0.20 0.020 -@ 2030 ® o o o o 0.04-0.16
DGN 4003J 4.00 0.04 030  0.030 -©  1890| e | @ e | o | o o (o |0 |0 0|0 0.05-0.18
DGN 4003JT 4.00 0.04 0.30 0.030 -6 18.90 o 0.05-0.18
DGN 4803J 4.80 0.04 0.30 0.030 -@ 2040 ® 0.05-0.20
DGN 5003J 5.00 0.04 030 0030 -6 1900 @ | @ o | oo . o | oo 0.05-0.20
DGN 5003JT 5.00 0.04 0.30 0.030 -6 19.00 o o 0.05-0.20
DGN 6303J 6.35 0.04 0.35  0.030 -®  1910| @ | @ o | o | e ° oo | e 0.05-0.25
DGN 6303JT 6.35 0.04 0.35 0.030 -6 19.10 [ o 0.05-0.25

o 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
* For cutting speed recommendations and user guide, see pages 540-547

() Sharp corners

@) Single-ended insert

@) Cutting width tolerance (+/-)

) Corner radius tolerance (+/-)

) Cutting depth maximum

(6) No depth limit

Tools: C#-HELIR/L e C#-HFIR/L-MC e CR HFIR-M e D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD ¢ DGAQ ® DGAQ-JHP e DGFH

® DGFH-JHP e DGFHL-26B-TR-D * DGFHR/L ¢ DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP ¢ DGFS e DGPAD-JHP ¢ DGPAD-XL-JHP e DGTR/L
e DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC ¢ DGTR/L-B-D-SH ¢ DGTR/L-B-D-TR ¢ DGTR/L-B-T-SH e DGTR/L-B/BC-D ¢ DGTR/L-BC-T
e HELIR/L e HFAER/L-4 e HFAER/L-5T, 6T ® HFAIR/L-4 ¢ HFAIR/L-DG ® HFFR/L-T ® HFHR/L-4T  HFHR/L-5T ¢ HFHR/L-6T e HFIR/L-MC

e HFPAD-4 ¢ HFPAD-5 ¢ HFPAD-6 ¢ HFPAD-JHP ¢ HGPAD e HGPAD-JHP e IM-HFIR-MC ¢ NQCH-DGTR/L-D-SH-JHP

ISCAR
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CW RE

Double-Sided Inserts for RE

PARTING

Parting Soft Materials, Parting

Tubes, Small Diameters R PS'RE%E' | A TS

and Thin-Walled Parts ' FesrR LT o

J L ovgE=—g ¢
Dimensions Tough <— Hard h?lgz?l?:\?r:gngaeti
o =] o
IS8 | 2|58 8|8]|¢o f groove
(3] [=] — ~— @ — @ [} (=23 N

Designation CW RE  CDX® INSL PSRL PSRR |2 |2 ||| | |2|<)|< (mm/rev)
DGL 1001J-8D 100 007 3.00 21.00 - 80 . . 0.02-0.06
DGR 1001J-8D 100 007 3.00 21.00 80 - ° ° o | o ° 0.02-0.06
DGL 1400JS-15D (1) 140 0.02 14.00 15.40 - 15.0 ° ° 0.03-0.07
DGR 1400JS-15D (1) 1.40 0.02 14,00 15.40 15.0 - o | oo | e o | o ° 0.03-0.07
DGL 1402J-8D 140  0.16 14,00 15.80 - 80 . . 0.03-0.08
DGR 1402J-8D 140 0.16 14.00 15.80 80 - oo | o o ° ° 0.03-0.08
DGR 1500J-8D 150 005 18.00 20.90 8.0 - o | o | o | o o | o 0.03-0.08
DGL 2200JS-15D () 2.20 0.02 18.00 20.60 - 15.0 ° o | o | o ° ° 0.03-0.07
DGL 2200JS-6D (1 220 002 18.00 20.60 - 6.0 . ° . ° 0.03-0.08
DGR 2200JS-15D (1) 2.20 0.02 18.00 20,60 15.0 - ° IR o | o 0.03-0.07
DGR 2200JS-6D (1) 220 002 18.00 20,60 6.0 - o | o | o | o o | o . 0.03-0.08
DGL 2202J-6D 2.20 0.20 18.00 21.00 - 6.0 . o (o o (o o (o 0.03-0.10
DGR 2202J-15D 220 020 18.00 21.00 15.0 - o | o | o | @ 0.03-0.08
DGR 2202J-6D 220 020 18.00 21.00 6.0 - oo | o |0 |0 o o | o 0.03-0.10
DGL 3100JS-15D (1) 310 002 18.00 20.60 - 15.0 . ° ° ° 0.03-0.07
DGL 3100JS-6D (1) 3.10 0.02 18.00 20.60 - 6.0 ° ° ° ° 0.03-0.08
DGR 3100JS-15D (1) 310 002 18.00 20,60 15.0 - o | o | 0| e | 0| e |0 . 0.03-0.07
DGR 3100JS-6D (1 310 002 18.00 20.60 6.0 - o | o | o | o | 0| 0| o ° 0.03-0.08
DGL 3102J-15D 310 020 18.00 21.00 - 15.0 . o | o 0.04-0.10
DGL 3102J-6D 310 020 18.00 21.00 - 6.0 oo | oo |0 o o | o 0.04-0.14
DGR 3102J-15D 310 020 18.00 21.00 15.0 - . o | o . ° 0.04-0.10
DGR 3102J-6D 3.10 0.20 18.00 21.00 6.0 - o (o o (o o (o ° o | o 0.04-0.14
DGR 4000JS-15D (1) 400 000 -@ 19.30 15.0 - . . 0.04-0.10
DGL 4003J-4D 4,00 0.30 -@ 18.90 - 40 . o | o[ o | o o | o 0.04-0.15
DGR 4003J-4D 4.00 0.30 -@ 18.90 - 40 o | o o | o | o o | o | o 0.04-0.15
DGR 4800JS-4D (1 4.80 0.03 -6 19.80 - 40 ° 0.04-0.12
DGR 4800JS-8D (1) 480 003 -@ 19.80 - 8.0 . 0.04-0.14
DGR 4803J-4D 480 030 -@ 19.80 - 40 ° 0.04-0.18
DGR 4803J-8D 480 030 -@ 19.80 - 80 . 0.04-0.15
DGL 5003J-4D 5.00 0.30 -@ 19.80 - 40 . ° 0.05-0.20
DGR 5003J-4D 500 030 -@ 19.80 - 40 . o | o ° 0.05-0.20
DGL 6303J-4D 635 035 -@ 19.10 - 40 ° ° 0.05-0.25
DGR 6303J-4D 635 035 -@ 19.10 - 4.0 ° 0.05-0.25

e For cutting speed recommendations and user guide, see pages 540-547

() Sharp corners

(@ Cutting depth maximum

©) No depth limit.

Tools: C#-HELIR/L ¢ D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD ¢ DGAQ ® DGAQ-JHP e DGFH e DGFH-JHP e DGFHL-26B-TR-D

e DGFHR/L e DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP e DGFS e DGPAD-JHP e DGPAD-XL-JHP ¢ DGTR/L ¢ DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC
e DGTR/L-B-D-SH e DGTR/L-B-D-TR ¢ DGTR/L-B-T-SH ¢ DGTR/L-B/BC-D ¢ DGTR/L-BC-T ® HELIR/L ® NQCH-DGTR/L-D-SH-JHP

Member IMC Group
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DGN-LF/LFT
Double-Sided Inserts for Parting
and Grooving Stainless Steel

[

=

Designation cw

DGN 2002LF 2.00
DGN 2202LF 2.20
DGN 2502LF 2.50
DGN 3102LF 3.10
DGN 3102LFT 3.10

I . Recommended
Dimensions Tough <— Hard Machining Data
o o o

Z|8I2|2|2|8|8]| fooow
CWTOL®M RE RETOL®  CDX® NSL |22 ||| (mm/rev)
0.03 0.20 0.020 18.00 19.80 o o o o 0.03-0.08
0.03 0.20 0.020 18.00 19.80 ° ° ° ° ° 0.03-0.08
0.03 0.20 0.020 18.00 19.80 ° ° 0.03-0.08
0.04 0.20 0.020 18.00 20.10 [ ° ° ° ° ° 0.04-0.10
0.04 0.20 0.020 18.00 2110 [ ° 0.04-0.12

* The LFT chipformer features basically the same design as the LF chipformer, except that it is reinforced by a T-land to improve its durability in interrupted-cut or on hard
materials applications. It can be applied at higher feeds than the LF chipformer
* For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
@3 Cutting depth maximum

Tools: DGAD-B-D ¢ DGAQ ¢ DGAQ-JHP ¢ DGFH e DGFH-JHP e DGFHL-26B-TR-D * DGFHR/L ¢ DGFHR/L-B-D..(R/L) * DGFHR/L-BC-JHP
e DGFS ¢ DGPAD-JHP ¢ DGPAD-XL-JHP ¢ DGTR/L e DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH * DGTR/L-B/BC-D

* NQCH-DGTR/L-D-SH-JHP

Py .1/ )
TWISTED 2-SIDED
DGN-MF
Double-Sided Inserts for Parting
and Grooving Soft and Hard
Materials at Medium Feeds

e

Designation

DGN 2002MF
DGN 2202MF
DGN 3002MF
DGN 3102MF
DGN 4003MF

. 8 Recommended

Dimensions Tough <— Hard Machining Data
s | 8|8 |28 | = f groove
oW RE CWTOLM CcDX® INSL 8|8 |8 |8 |8 mmry
2.00 0.20 0.04 18.00 19.90 o ° ° ° ° 0.04-0.12
2.20 0.20 0.04 18.00 19.90 ° ° 0.04-0.12
3.00 0.20 0.04 18.00 20.10 o 0.06-0.18
3.10 0.20 0.04 18.00 20.10 . o L] o L] 0.06-0.18
4.00 0.30 0.04 -6 18.80 [ [ 0.08-0.20

() Cutting width tolerance (+/-)
(2 Cutting depth maximum
©) No depth limit

For cutting speed recommendations and user guide, see pages 540-547

Tools: C#-HELIR/L e C#-HFIR/L-MC e CR HFIR-M ¢ DGAQ ¢ DGAQ-JHP e DGFH e DGFH-JHP e DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP
* DGPAD-JHP e DGPAD-XL-JHP e DGTR/L e DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e HELIR/L * HFAER/L-4 * HFAIR/L-4
e HFAIR/L-DG ® HFFR/L-T e HFHR/L-4T ® HFIR/L-MC e HFPAD-4 o HFPAD-JHP ¢ HGPAD ¢ HGPAD-JHP e IM-HFIR-MC ¢ NQCH-DGTR/L-D-SH-JHP

ISCAR
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TBSTED 2-SIDED ! . ‘
DGN-Z +0.1 “ r -1
Double-Sided Inserts >l v N Ez
& N\ NSL—= g
i 1) | ?,_ K
S===s

for Parting Tubes, Thin-
Walled and Small Parts

©)
=
—
<
al

' . Recommended
Dimensions Tough «<— Hard Machining Data
8| 2| x| x| foroove
Designation cw CDX™ CWTOL® RE RETOL® INSL S| 5|83 (mm/rev)
DGN 2002z 2.00 18.00 0.03 0.20 0.020 20.90 L] (] L] (] 0.03-0.12
DGN 30022 3.00 18.00 0.03 0.20 0.020 20.90 ) . 0.03-0.16
* For cutting speed recommendations and user guide, see pages 540-547
() Cutting depth maximum
(2 Cutting width tolerance (+/-)
() Corner radius tolerance (+/-)
Tools: D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP e DGFH e DGFH-JHP ¢ DGFHL-26B-TR-D ¢ DGFHR/L ¢ DGFHR/L-B-D..(R/L)

¢ DGFHR/L-BC-JHP ¢ DGFS e DGPAD-JHP ¢ DGPAD-XL-JHP ¢ DGTR/L * DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC ¢ DGTR/L-B-D-SH
e DGTR/L-B/BC-D * NQCH-DGTR/L-D-SH-JHP

Py .1/ )
TWISTED 2-SIDED “!
DGR-Z/ZS ; £0.1 r
Double-Sided Inserts with Very p
Positive Rake for Parting Tubes =

PS|RR%%’ cw
il INSL v

and Thin-Walled and Small Parts

Dimensions Recommended

Machining Data
=] f groove
Designation Ccw RE INSL CDX@ PSIRR 3 (mm/rev)
DGR 2000ZS-15D (1) 2.00 0.02 20.40 18.00 15.0 ° 0.03-0.07
DGR 2000ZS-6D (1) 2.00 0.02 20.40 18.00 6.0 . 0.03-0.08
DGR 20022Z-15D 2.00 0.20 20.90 18.00 15.0 ° 0.03-0.10
DGR 2002Z-6D 2,00 0.20 20.90 18.00 6.0 ° 0.03-0.10
DGR 3000ZS-15D (1) 3.00 0.02 20.40 18.00 15.0 ° 0.03-0.10
DGR 3000ZS-6D (1) 3.00 0.02 20.40 18.00 6.0 ° 0.03-0.12
DGR 30022-6D 3.00 0.20 20.90 18.00 6.0 ° 0.03-0.14

For cutting speed recommendations and user guide, see pages 540-547

() Sharp corners

() Cutting depth maximum

Tools: D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD e DGAQ ¢ DGAQ-JHP e DGFH e DGFH-JHP ¢ DGFHL-26B-TR-D ¢ DGFHR/L ¢ DGFHR/L-B-D..(R/L)
* DGFHR/L-BC-JHP ¢ DGFS e DGPAD-JHP ¢ DGPAD-XL-JHP e DGTR/L e DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC ¢ DGTR/L-B-D-SH

¢ DGTR/L-B/BC-D  NQCH-DGTR/L-D-SH-JHP

Member IMC Group.
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Py 7/
TWISTED 2-SIDED

DGN-UT/UA
Double-Sided Inserts for Parting

v +0.1

s

[

and Grooving Cr-Ni Alloys, BE _E g
Low Carbon Steel and Ductile k= JCW hal L]
Materials at Low Feeds UA le—insL—» 4
Dimensions Tough «<— Hard azzam?;gng;i
288\ z|8|3|g|g|g| foooe
Designation oW CWTOLM RETOL®  CDX® NSL |8 |S|S|8|8|5|8|3 |8 (mmhey)
DGN 2202UA 2.20 0.03 0.20 0.020 18.00 19.90 . o | o 0.04-0.13
DGN 2202UT 2.20 0.03 0.20 0.020 18.00 19.60 o [ 0.03-0.11
DGN 3003UA 3.00 0.03 0.25 0.020 18.00 20.50 e (o |0 |0 o e ° 0.04-0.15
DGN 3003UT 3.00 0.03 0.25 0.020 18.00 20.50 ° 0.04-0.13
DGN 4003UA 4.00 0.04 0.30 0.020 -@ 19.40 . [ 0.05-0.16
DGN 4003UT 4.00 0.04 0.30 0.020 -@ 19.30 [ [ o 0.04-0.15
DGN 5003UT 5.00 0.04 0.30 0.020 -@ 19.00 [ [ o e 0.05-0.18
DGN 6008UT 6.00 0.04 0.80 0.050 -@ 19.10 ° ° o (e 0.06-0.20

e For cutting speed recommendations and user guide, see pages 540-547

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

@ No depth limit

Tools: C#-HELIR/L ® D/HGAD RE/LE-JHP * DGAD-B-D ¢ DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP e DGFH e DGFH-JHP e DGFHL-26B-TR-D
e DGFHR/L e DGFHR/L-B-D..(R/L) ® DGFHR/L-BC-JHP e DGFS e DGPAD-JHP e DGPAD-XL-JHP e DGTR/L e DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC
e DGTR/L-B-D-SH  DGTR/L-B/BC-D  DGTR/L-BC-T ® HELIR/L ® HGPAD ¢ HGPAD-JHP ¢ NQCH-DGTR/L-D-SH-JHP

Py .7/ 1
I o
TWISTED 2-SIDED
DGN-P
Double-Sided Inserts for Parting
and Grooving Soft Materials,

DGN 1000

+0.1 {IH +0.1
g 70 @
RE >
¢

LR RiE

J
=

Thin and Miniature Parts ~— INSL—»| W
- S| S CDX _
P I b fre

’ . Recommended

Bl Machining Data
=] f groove
Designation cw RE cwToLM RETOL® INSL CDX@ 8 (mm/rev)
DGN 1000P 1.00 0.05 0.02 0.020 20.00 3.00 . 0.02-0.05
DGN 1500P 1.50 0.05 0.02 0.020 20.00 18.00 . 0.02-0.07
DGN 2000P 2.00 0.05 0.02 0.020 20.00 18.00 o 0.02-0.08
DGN 3000P 3.00 0.05 0.02 0.020 20.00 18.00 . 0.02-0.10

® For cutting speed recommendations and user guide, see pages 540-547

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

Tools: D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD e DGAQ ® DGAQ-JHP e DGFH e DGFH-JHP e DGFHL-26B-TR-D ¢ DGFHR/L ¢ DGFHR/L-B-D..(R/L)

* DGFHR/L-BC-JHP ¢ DGFS e DGPAD-JHP e DGPAD-XL-JHP ¢ DGTR/L e DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC ¢ DGTR/L-B-D-SH

® DGTR/L-B-D-TR * DGTR/L-B-T-SH * DGTR/L-B/BC-D ® NQCH-DGTR/L-D-SH-JHP

ISCAR




DGR-P

Double-Sided Inserts for
Parting Soft Materials, Thin
and Miniature Parts

DGR 1000

v

0.1 INSL—»
RE e
tcw  Re
PSIRR T CW y _

T = E=—=—=13
IPsmEJ\, oo

P

' . Recommended

PLIEIEES Machining Data
x f groove
Designation cw RE INSL cDxM PSIRR 38 (mm/rev)
DGR 1000P-15D 1.00 0.05 20.60 2.90 15.0 o 0.02-0.03
DGR 1000P-6D 1.00 0.05 20.60 2.90 6.0 o 0.02-0.04
DGR 1500P-15D 1.50 0.05 20.60 18.00 15.0 ° 0.02-0.04
DGR 1500P-6D 1.50 0.05 20.60 18.00 6.0 o 0.02-0.05
DGR 2000P-15D 2.00 0.05 20.60 18.00 15.0 o 0.02-0.05
DGR 2000P-6D 2.00 0.05 20.60 18.00 6.0 o 0.02-0.07

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting depth maximum

Tools: D/HGAD RE/LE-JHP e DGAD-B-D ® DGAD/HGAD e DGAQ ® DGAQ-JHP e DGFH e DGFH-JHP ¢ DGFHR/L e DGFHR/L-B-D..(R/L)

e DGFS ¢ DGPAD-JHP e DGTR/L ¢ DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH ¢ DGTR/L-B-D-TR * DGTR/L-B-T-SH
¢ DGTR/L-B/BC-D ¢ NQCH-DGTR/L-D-SH-JHP

Py 7/

TWISTED Z-QE'D

DGN-WP

Double-Sided Parting and
Grooving Inserts with a Wiper
Design for High Flatness

and Surface Finish

P

_+0.1(M=
RE ‘<—INSL—>‘

cwh
. . Recommended
Dimensions Tough <— Hard Machining Data
° 8 f groove
Designation CW RE CwTOoLM RETOL®@ CDX® INSL 3 S (mm/rev)
DGN 1900WP 1.90 0.05 0.02 0.020 6.00 19.70 ° ° 0.04-0.12
DGN 2400WP 2.39 0.05 0.02 0.020 6.00 20.40 o ° 0.05-0.14

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

() Corner radius tolerance (+/-)

@) Cutting depth maximum

Tools: D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP e DGFH e DGFH-JHP e DGFHL-26B-TR-D e DGFHR/L ¢ DGFHR/L-B-D..(R/L)
e DGFS ¢ DGPAD-JHP e DGTR/L ® DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH e DGTR/L-B/BC-D ¢ NQCH-DGTR/L-D-SH-JHP

PoGinir _ w01 Ty
DGR-WP g

Double-Sided Parting Inserts
with a Wiper Design for High
Flatness and Surface Finish

it

PSIRR
; . Recommended
Dimensions Tough «<— Hard Machining Data
8 8 f groove
Designation cw RE CDX™ INSL PSIRR 5} &) (mm/rev)
DGR 1900WP-12D 1.90 0.05 6.00 19.70 12.0 ° ° 0.04-0.10
DGR 1900WP-5D 1.90 0.05 6.00 19.70 5.0 . 0.04-0.10
DGR 2400WP-12D 2.39 0.06 6.00 20.40 12.0 ° ° 0.04-0.10
DGR 2400WP-5D 2.39 0.05 6.00 20.40 5.0 ° 0.04-0.12
* For cutting speed recommendations and user guide, see pages 540-547
() Cutting depth maximum
Tools: D/HGAD RE/LE-JHP e DGAD-B-D ¢ DGAD/HGAD ¢ DGAQ ¢ DGAQ-JHP e DGFH e DGFH-JHP e DGFHR/L ¢ DGFHR/L-B-D..(R/L)
e DGFS ¢ DGPAD-JHP e DGTR/L e DGTR/L-B-D-JHP-SL e DGTR/L-B-D-JHP-SL-MC e DGTR/L-B-D-SH e DGTR/L-B/BC-D * NQCH-DGTR/L-D-SH-JHP
——
--..I
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HGN-C

Parting and Grooving Inserts
for Parting Bars, Hard Materials
and Tough Applications

RE

T\ INSL—>|
: CwW
C [

INE

Lol

. . Recommended
Dimensions Tough «<— Hard Machining Data
5 § § § § f groove
Designation cw RE cwToLM INSL ol || o| o (mm/rev)
EE 3.00 0.30 005 15.80 o [ e[ e[ o] @ 0.08-0.20
* No depth limit e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
Tools: C#-HELIR/L ® D/HGAD RE/LE-JHP e DGAD/HGAD e HELIR/L  HFPAD-3  HFPAD-JHP e HGAIR/L-3 ® HGFH e HGHR/L-3 * HGPAD
o HGPAD-JHP
Py .7/ )
TWISTED 2-.50'5'1: +0.1 “! 2
HGRILC P = ]
Inserts for Parting Bars, Hard RE
Materials and Tough Applications R
PSIRR [ ¥
v
OwEZEQL
’ . Recommended
Dimensions Tough <— Hard Machining Data
§ § f groove
cw RE INSL PSIRL PSIRR o o (mm/rev)
HGL 3003C-6D 3.00 0.30 15.60 6.0 - o 0.06-0.16
HGR 3003C-6D 3.00 0.30 15.60 6.0 [ [ 0.06-0.16

* No depth limit e For cutting speed recommendations and user guide, see pages 540-547
Tools: D/HGAD RE/LE-JHP e DGAD/HGAD e HELIR/L * HGFH

TWISTED Z-SI"DED

HGN-J

Inserts for Parting and
Grooving Soft Materials,
Parting Tubes, Small Diameters
and Thin-Walled Parts

" 4

-

-«

ﬁi‘a

J )
’ . Recommended
Dimensions Tough Hard Machining Data
Q =3 3 =] f groove
Designation cw RE CWTOLM RETOL® INSL 8|8|8|8 (mm/rev)
HGN 3002J 3.00 0.20 0.05 0.030 16.10 . ° ° . 0.04-0.15

e No depth limit e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)

Tools: C#-HELIR/L  D/HGAD RE/LE-JHP e DGAD/HGAD e HELIR/L ¢ HFPAD-3 e HFPAD-JHP e HGAIR/L-3 ¢ HGFH e HGHR/L-3 * HGPAD

¢ HGPAD-JHP

ISCAR




F Yy .7/ _
HGR/L-J/JS
Double-Sided Inserts for Parting
Soft Materials, Tubes, Small
Diameters and Thin-Walled Parts

RE
- R
S =2

v

|
OVpBEE'— L
’ . Recommended
Dimensions Tough Hard Machining Data
28| 3 f groove
Designation cw RE PSIRL PSIRR INSL 38|38 (mmi/rev)
HGL 3000JS-15D (1) 3.00 0.02 15.0 - 16.20 [ 0.03-0.07
HGR 3000JS-15D (1) 3.00 0.02 = 15.0 15.20 o 0.03-0.07
HGL 3002J-6D 3.00 0.20 6.0 = 15.70 o 0.04-0.12
HGR 3002J-6D 3.00 0.20 6.0 15.70 [ [ [ 0.04-0.12
* No depth limit e For cutting speed recommendations and user guide, see pages 540-547
() Sharp corners
Tools: D/HGAD RE/LE-JHP e DGAD/HGAD e HELIR/L * HGFH
Py .7/ )
TWISTED 2-.50'5'0 “! v - [
HGN-UT r
Double-Sided Inserts for Parting
and Grooving Low Feeds on Cr-Ni E g
Alloys and Low Carbon Steel halliES
; . Recommended
Dimensions Tough Hard Machining Data
§ % f groove
Designation cw RE cwToLM RETOL® INSL &) (&) (mm/rev)
HGN 3003UT 3.00 0.30 0.05 0.030 15.80 ° ° 0.04-0.13

e No depth limit e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Gorner radius tolerance (+/-)

Tools: C#-HELIR/L * D/HGAD RE/LE-JHP  DGAD/HGAD e HELIR/L e HFPAD-3 ¢ HFPAD-JHP ¢ HGAIR/L-3 ® HGFH e HGHR/L-3 * HGPAD

e HGPAD-JHP
DO-GRiIFAL . N
|
DGN-C-XL +0.1 “
Extra Long Parting and Grooving D
Inserts for Parting Bars Up to 65 [
mm Diameters, Hard Materials inE INSL
and Tough Applications G
; . Recommended
Dimensions Tough «— Hard Machining Data
s | 8|« f groove
Designation oW RE CWTOL® RETOL® CDXO INSL S| 8| 8| (mmrey
DGN 2002C-XL 2.05 0.20 0.04 0.030 30.00 32.00 () ° ° 0.05-0.16
DGN 3002C-XL 3.00 0.20 0.04 0.030 32.50 35.00 [ [ 0.07-0.20
® For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Gorner radius tolerance (+/-)
@) Cutting depth maximum
Tools: DGTR/L-XL

©)
=
—
<
al




DOGRIFAL

DGR/L-C-XL =01 ﬁ'«'jﬂ 17 “!ﬁ
L=

Extra Long Double-Sided Inserts
for Parting Bars, Hard Materials RE

©)
=
—
<
al

and Tough Applications —
cw!
PSIRR
Right-hand shown
Dimensions Tough <— Hard azzﬁm?ggng;i
=3 x f groove
Designation cw RE ) PSIRL PSIRR INSL 3 3 (mm/rev)
DGL 2002C-6D-XL 2.00 0.20 30.00 6.0 - 32.00 [ [ 0.05-0.12
DGR 2002C-6D-XL 2.00 0.20 30.00 - 6.0 32.00 ° ° 0.05-0.12
DGL 3002C-6D-XL 3.00 0.20 32.50 6.0 - 35.00 o ° 0.08-0.18
DGR 3002C-6D-XL 3.00 0.20 32.50 - 6.0 35.00 ° [ 0.08-0.18
® For cutting speed recommendations and user guide, see pages 540-547
() Cutting depth maximum
Tools: DGTR/L-XL
DOGRIFXL —
+0.1 I
DGN-J-XL % I [
Extra Long Inserts for Parting =
and Grooving Soft Materials, RE INSL
Parting Tubes, Small Diameters ngl
and Thin-Walled Parts fow
; . Recommended
Dimensions Tough <— Hard Machining Data
2| 8|« f groove
Designation cw RE CWTOLH) RETOL® CDX® INSL 8| 8| & (mm/rev)
DGN 2002J-XL 2.05 0.20 0.04 0.030 30.00 32.00 () ° ° 0.04-0.14
DGN 3002J-XL 3.00 0.20 0.04 0.030 32.50 35.00 o ° 0.04-0.16

e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) Cutting depth maximum

Tools: DGTR/L-XL

DO-GRiIFAL .
+0.1
DGR/L-J-XL IJ “&7
Extra Long Double-Sided Inserts =
for Parting Soft Materials, RE
Tubes, Small Diameters — e
and Thin-Walled Parts owt
PSIRR
Right-hand shown
. . Recommended
Dimensions Tough Hard Machining Data
§ § f groove
Designation cw RE () (U} PSIRL PSIRR INSL o o (mm/rev)
DGL 2002J-6D-XL 2.00 0.20 30.00 6.0 - 32.00 . . 0.04-0.10
DGR 2002J-6D-XL 2.00 0.20 30.00 - 6.0 32.00 . . 0.04-0.10
DGL 3002J-6D-XL 3.00 0.20 32.50 6.0 - 35.00 o o 0.04-0.14
DGR 3002J-6D-XL 3.00 0.20 32.50 - 6.0 35.00 . . 0.04-0.14

For cutting speed recommendations and user guide, see pages 540-547
) Cutting depth maximum
Tools: DGTR/L-XL

ISCAR




ISCARPARTING

OAL | v
JEtcur SN LTS ©
' Ty e <

BGTR/L-B-JHP H [E——eyo—t HF —
Integral Shank Parting and i HBHE W |
Grooving Tools with Coolant ' e . | C
Channels Carrying Narrow Inserts r;z IFEE*::E 3‘5}5 LJ VXTM <
for Parting up to 20 mm Bars al
CWN®  cwx@ H HF B WB OAL LH D max® WF HBH

BGTR/L 16B-D20-JHP 0.80 150 16.0 16.0 160 4,00 142.00 475 400 @ 14.00 40

BGTR/L 20B-D20-JHP 0.80 1.50 20.0 20.0 20.0 4.00 142.00 475 4008 18.00

BGTR/L 25B-D20-JHP 0.80 150 25.0 25.0 25.0 4,00 142.00 475 40,0 @ 23.00

e For user guide, see pages 540-547
) Minimum cutting width

(2 Maximum cutting width

(@) The specified limit refers to the tool
@) for grooving

Inserts: BGM N-J ¢ BGM R/L-J

Holders: AVC-D80-VH e C#-ADE e C#-ADES o C#-ASHA e C#-ASHR/L e C#-ASHR/L-45  DT30/2 ASH# 16/20-1-35080 & HSK A-WH-ASHR/L-1
* HSK AG3WH-ASHN-45 e HSK A63WH-ASHR/L-2  HSK AG3WH-ASHR/L-3 ¢ HSK A63WH-ASHR/L-45

Spare Parts

Designation

/

4

€

BGTR/L 16B-D20-JHP

BGTR/L 20B-D20-JHP
BGTL 25B-D20-JHP
BGTR 25B-D20-JHP

SR M5X16 DIN912
SR M5X16 DIN912
SR M5X16 DIN912
SR M5X16 DIN912

SR 6/16UNF TL360
HW 3.0 PLG G1/8 TL360
HW 3.0 PLG G1/8 TL360
HW 4.0 PLG G1/8 TL360

HW 4.0
HW 5.0
HW 5.0
HW 5.0

ISCARPARTING

BGM N-J

Narrow Material Cost Saving
Inserts for Grooving and Parting
up to 20 mm Bar Diameters

LNl

i . Recommended
Riers ol Machining Data
= f groove
Designation cw CwTOLM RE RETOL®@ CDX INSL S (mm/rev)
BGM N0801J 0.80 0.02 0.10 0.020 10.00 38.70 ° 0.02-0.05
BGM N1001J 1.00 0.02 0.10 0.020 10.00 38.70 o 0.02-0.08
BGM N1201J 1.20 0.02 0.10 0.020 10.00 38.70 ° 0.03-0.10
BGM N1501J 1.50 0.02 0.10 0.020 10.00 38.70 [ 0.05-0.12
e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
Tools: BGTR/L-B-JHP
ISCARPARTING :
INSL “!
BGM R/L-J CDX = r
Narrow Material Cost Saving ( ]
Inserts for Parting up to RE :IE
20 mm Bar Diameters — V__‘_‘g_'
JBR fow
' . Recommended
DI e Machining Data
8 f groove
Designation cw RE INSL CDX PSIR S (mm/rev)
BGM R/L1001J-15D 1.00 0.10 38.70 10.00 15.0 o 0.02-0.06
BGM R/L1001J-6D 1.00 0.10 38.70 10.00 6.0 o 0.02-0.08
e For cutting speed recommendations and user guide, see pages 540-547
Tools: BGTR/L-B-JHP
— | Fall 493




% TANG-GRIP
F L Y Y7 W Vv _ v/ Y
0 TANGGiir- TGFH...1.4/1.6 ] oAL CWN-CWX . T
% — .
| smognr N = Tl
TGFH/R/L : g/

Blades with a Tangentially

Oriented Pocket Carrying TANG-
GRIP Single-Ended Inserts TGFH 100,150 ﬂ

for Parting and Grooving

H CWN® Cwx® WB  OAL CDX  HF CUTDIA CSP¥ Insert 4 O

TGFH 19-1.4 19.0 1.40 1.40 1.05 6 86.00 960 15.7 300 0 TAG14  ETG1.4/16°
TGFH 19-1.6 19.0 1.60 1.60 1,306 86.00 11.00 15.7 320 0 TAG16  ETG14/16*
TGFH 19-2 19.0 1.80 2.40 1.65 86.00 - 15.7 38.0 0 TAG 2 ETG 2*
TGFH 26-1.4 26.0 1.40 1.40 1066 110.00 8.30 21.4 29.0 0 TAG14  ETG1.4/16°
TGFH 26-1.6 26.0 1.60 1.60 1306 110.00 10.00 214 35.0 0 TAG16  ETG14/16°
TGFH 26-2 26.0 1.80 2.40 1.65 110.00 - 214 50.0 0 TAG 2 ETG 2*
TGFH 26-3 26.0 2.80 350 250 110.00 - 214 75.0 0 TAG3 ETG 3-4*
TGFH 26K-3 (1 26.0 2.80 350 250 110.00 - 214 750 1 TAG3 ETG3-4-SH*  SGC 340
TGFH 26-4 26.0 3.70 450 340 110.00 - 21.4 80.0 0 TAG 4 ETG 3-4*
TGFH 26-5 26.0 470 550 4,00 150.00 - 21.4 80.0 0 TAG5 ETG 5-7*
TGFH 32-1.4 320 1.40 1.40 1.056 150,00 7.10 24.8 290 0 TAG14  ETG14/16°
TGFH 32-1.6 32,0 1.60 1.60 1306 150.00 10.00 248 38.0 0 TAG16  ETG1.4/16"
TGFH 32-2 320 1.80 2.40 1.656 150,00 - 24.8 50.0 0 TAG 2 ETG 2*
TGFH 32-3 320 2.80 350 250 150.00 - 24.8 100.0 0 TAG3 ETG 3-4*
TGFH 32K-3 (1 320 2.80 350 250 150.00 - 248 100.0 1 TAG3 ETG3-4-SH*  SGC 340
TGFH 32-4 320 3.70 450 3.40 150.00 - 248 100.0 0 TAG 4 ETG 3-4*
TGFH 32K-4 (1) 320 3.70 450 3.40 150.00 - 24.8 100.0 1 TAG 4 ETG3-4-SH*  SGC 340
TGFH 32-5 32,0 470 550 400 150.00 - 248 120.0 0 TAG 5 ETG 5-7*
TGFH 32-6 320 5.70 6.50 5.20 150.00 - 24.8 120.0 0 TAG 6 ETG 5-7*
TGFH 32-7 320 6.80 7.50 6.00 148.00 - 24.8 120.0 0 TAG 7 ETG 5-7*
TGFH 45-3 45.0 2.80 350 250 225.00 - 38.1 160.0 0 TAG3 ETG 3-4*
TGFH 45-4 450 3.70 450 3.40 225.00 - 38.1 160.0 0 TAG 4 ETG 3-4*
TGFH 45-5 450 470 550 4,00 225.00 - 38.1 160.0 0 TAG 5 ETG 5-7*
TGFH 45-6 45.0 570 6.50 5.20 225.00 - 38.1 160.0 0 TAG 6 ETG 5-7*
TGFH 45-7 450 6.80 7.50 6.00 225.00 - 38.1 160.0 0 TAG7 ETG 5-7*
TGFH 52-7 52.6 6.80 7.50 6.00 190.00 - 452 190.0 0 TAG 7 ETG 5-7¢
TGFH 53-7 52.6 6.80 7.50 6.00 260.00 - 452 220.0 0 TAGT7 ETG 5-7*
TGFH 52K-8 () 52.6 7.70 850 7.20 190.00 - 452 190.0 1 TAG8 ETG 8-12*
TGFH 53K-8 (1 52.6 7.70 850 7.20 260.00 - 452 215.0 1 TAG 8 ETG 8-12*
TGFH 52K-9 (1 52.6 8.70 10.00 8.20 190.00 - 452 190.0 1 TAG9 ETG 8-12*
TGFH 53K-9 () 52.6 8.70 10.00 8.20 260.00 - 452 215.0 1 TAG9 ETG 8-12*
TGFHR/L 53K-12 (1 52.6 11.70 12.70 10.00 260.00 - 45.2 215.0 1 TAG 12 ETG 8-12*
TGFH 100-9 100.0 8.70 10.00 8.20 460.00 - ®°5 450.0 0 TAG9 ETG 8-12*
TGFH 100-12 100.0 11.70 12.70 10.00 460.00 - 25 450.0 0 TAG 12 ETG 8-12*
TGFH 150-12 150.0 11.70 12.70 10.00 610.00 - 1425 600.0 0 TAG 12 ETG 8-12*

e For user guide, see pages 540-547

() With coolant holes, the recommended coolant pressure is 10 bar min.; cooling tube SGCU 341 should be ordered separately
@ Minimum cutting width

(@) Maximum cutting width

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

) Thickness beyond the D.O.C. area is 2.50 mm

(6) Thickness beyond the D.O.C. area is 1.60 mm

* Optional, should be ordered separately

Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF & TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS
¢ TAGB/TAGBA

Holders: C#-TBK-R/L ¢ HSK A-WH-TBK-R/L ¢ SGTBF e SGTBK e SGTBR/L ¢ SGTBU/SGTBN ¢ UBHCR/L

K TYPE COOLANT

Coolant inlet SGCU-341
(should be ordered separately)

Coolant outlet

ISCAR




TANGGrir JETCUT
TGFH-JHP et CUIDIA OAL CWN-CWX I
Parting and Grooving Blades -

with Channels for Low and
High-Pressure Coolant
Carrying TANG-GRIP Inserts

a

- Y v
ev‘i&;—:—”&:::::ﬁ .f i “!r

i« omr ome  w ow  w oo wem  Ge

TGFH 26C-3-JHP 26.0 2.80 3.50 2.50 140.00 214 75.0 TAG 3 SGC 340 ETG 3-4-SH*
TGFH 32C-3-JHP 32.0 2.80 3.50 2.50 150.00 24.8 90.0 TAG 3 SGC 340 ETG 3-4-SH*
TGFH 26C-4-JHP 26.0 3.70 4.50 3.40 140.00 214 75.0 TAG 4 SGC 340 ETG 3-4-SH*
TGFH 32C-4-JHP 32.0 3.70 4.50 3.40 150.00 24.8 90.0 TAG 4 SGC 340 ETG 3-4-SH*
TGFH 32C-5-JHP 32.0 470 5.50 4.00 160.00 24.8 120.0 TAG 5 SGC 340 ETG 5-7*
TGFH 32C-6-JHP (1) 32.0 5.70 6.50 5.20 160.00 24.8 120.0 TAG 6 SGC 340 ETG 5-7*

® For user guide and accessories, see pages 540-547

() Only an upper channel

) Minimum cutting width

@) Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A ® TAG N-C/W/M e TAG N-HF e TAG N-J/JS/JT ® TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

e TAGB/TAGBA

Holders: TGTBU-JHP

PARTING

(Ep ST o

-7 TN_TGFH 19-2S TGFH 19-3S

F"A% LINE CUTDIA ,/ \ rﬁ OAL XX % _IL
TGFH-S o ~ S 1 ﬁ
Parting and Grooving Single- 1,. 1‘ g OAH be H
Sided Blades Carrying ‘\ _
TANG-GRIP Inserts —- A rﬁ LllwB
CWN-CWX%

H  CWN® Cwx® WB  OAL HF  OAH  HBH  HBL  CDX® CUTDIA ./
TGFH 19-2S 19.0 1.80 240 1.65 32.00 16.7 19.0 5 - 12.00 36.0 ETG 2*
TGFH 19-3S 19.0 2.80 3.50 2.50 34.60 15.7 22.0 3.0 15.5 16.00 40.0 ETG 3-4-SH*

e For Dmax and Tmax drawing, see SGBHR/L holder
() Minimum cutting width

2 Maximum cutting width

@) Cutting depth maximum

* Optional, should be ordered separately
Inserts: TAG N-A ® TAG N-C/W/M © TAG N-HF e TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

SELFGRi- CUTDIA .~ ™\,
\ 10.3 N
SGBHR/L i s | - | m HTPRM
Tool Blocks for SELF-GRIP b ¥ =
Single-Sided Blades 1o dn < hen .
B
I
OAL ’ Right-hand shown
H B HBH OAL HTPRM LH CDX CUTDIA
SGBHR/L 1010 10.0 10.0 10.0 154.00 19.0 20.0 16.00 40.0
SGBHR 1212 12.0 12.0 8.0 154.00 19.0 20.0 16.00 40.0
SGBHR 1414 14.0 14.0 6.0 154.00 19.0 20.0 16.00 40.0
SGBHR/L 1616 16.0 16.0 6.0 154.00 19.0 20.0 16.00 40.0
SGBHR/L 2020 20.0 20.0 20 154.00 19.0 20.0 16.00 40.0
SGBHR/L 2525 25.0 25.0 - 154.00 19.0 20.0 16.00 40.0

e For Dmax and Tmax dimensions, see TGFH-S adapters
() Cutting depth maximum
Tools: TGFH-S

Spare Parts

el > /s

SGBHL 1010 SETESG 1 SR M5X25DIN912 HW 4.0
SGBHR 1010 SR M5X25DIN912 HW 4.0
SGBHR 1212 SR M5X25DIN912 HW 4.0
SGBHR 1414 SETESG 1 SR M5X25DIN912 HW 4.0
SGBHR/L 1616 SR M5X25DIN912 HW 4.0
SGBHL 2020 SR M5X25DIN912 HW 4.0
SGBHR 2020 SET ESG 1 SR M5X25DIN912 HW 4.0
SGBHR/L 2525 SR M5X25DIN912 HW 4.0

Member IMC Group
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L W YZ WV _ V/
( D TANG G- TaFHR 2 CUDIA s LR
v  TGFHR/L oML > oL CWN-CWX “ I
== Single- and Double-Ended L PZA v
|— Parting and Grooving Reinforced A CH 137574
A Blades Camying TANG-GRIP N 7/7 / 0 he Y
< Tangentially Clamped Inserts S WB, T

WB_2

D_ - Right-hand shown

H CWNI CWX® WB WB 2 OAL HF CUTDIA /

TGFHL 26T16-2 26.0 1.80 2.40 1.65 79 110.50 214 43.0 ETG 2*
TGFHR 26T16-3 26.0 2.80 3.50 2.50 79 110.50 214 43.0 ETG 3-4-SH*
TGFHR/L 26T23-2 26.0 1.80 2.40 1.65 79 110.50 214 46.0 ETG 2*
TGFHR/L 26T23-3 26.0 2.80 3.50 2.50 79 110.50 214 46.0 ETG 3-4-SH*
TGFHR/L 32T22-2 320 1.80 2.40 1.65 79 110.50 24.8 420 ETG 2*
TGFHR/L 32T22-3 32.0 2.80 3.50 2.50 79 110.50 248 42.0 ETG 3-4-SH*
TGFHR/L 32T33-3 32.0 2.80 3.50 2.50 79 110.50 24.8 66.0 ETG 3-4-SH*
TGFHR/L 32T33-4 32.0 3.70 4.50 3.40 79 110.50 24.8 66.0 ETG 3-4-SH*

e For user guide, see pages 540-547

) Minimum cutting width

@) Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A ® TAG N-C/W/M © TAG N-HF e TAG N-J/JS/JT ® TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS
Holders: C#-TBK-R/L ® HSK A-WH-TBK-R/L ¢ SGTBF e SGTBK e SGTBR/L ¢ SGTBU/SGTBN ¢ UBHCR/L

L W Y7 W _ V_ 1/} .... Z Yyl J
1Az JETCUT OWNG W;GFHL... TGFHR.. TGFHR.L TGFHL.R ! v
Al -
TGFHR/L-JHP = = “r
Parting and Grooving Reinforced 'ﬁ 2 R (AeH M m’ ﬂ] T
Blades with Channels for = /, > ws i
High-Pressure Coolant ki - 7 S JlLwee R
Carrying TANG-GRIP Inserts ‘ i A
! CDX I 1o
CWN®  CWX?  WB2 WB OAL H HF CDX® Insert / Ce
TGFHR/L 32C-3T33-JHP 2.80 3.50 7.9 2.50 110.50 32.0 24.8 33.00 TAG3  ETG3-4-SH*  SGC 340
TGFHL 32C-3T33R-JHP 2.80 3.50 7.9 250 110.50 32.0 24.8 33.00 TAG3  ETG3-4-SH*  SGC 340
TGFHR 32C-3T33L-JHP 2.80 3.50 7.9 2.50 110.50 32.0 24.8 33.00 TAG3  ETG3-4-SH*  SGC 340

e For user guide and accessories, see pages 540-547

) Minimum cutting width

2 Maximum cutting width

@) Cutting depth maximum

* Optional, should be ordered separately

Inserts: TAG N-A © TAG N-C/W/M o TAG N-HF & TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS
Holders: TGTBU-JHP

’ SGC 340
)

T-2010/5

ISCAR




L N vYZ W Vv Y/ )
b bt ]0 TGSU ...-4Z L [ 4] (D
TGSU i OAL “ I Z
Parting and Grooving Flat Top @‘ —
Blades with Tangential Pockets CUTDIA S @
Carrying TANG-GRIP S o e o E
Single-Ended Inserts ® ® <
al

H CWN®@ CWX®  CUTDIA NOP®) WB OAL HF CSP®) Insert /

TGSU 35-1.4-1Q 35.0 1.40 1.40 35.0 2 2.50 (@) 180.00 33.2 0 TAG14  ETG1.4/16*

TGSU 35-2-1Q 35.0 1.80 240 59.5 2 2.50 @ 160.00 33.2 0 TAG 2 ETG 2*

TGSU 35-3-10-4Z 35.0 2.80 3.50 120.0 4 2.50 180.00 332 0 TAG3  ETG3-4-SH*

TGSU 35-4-1Q-4Z 35.0 3.70 4.50 120.0 4 3.40 180.00 33.2 0 TAG4  EIG3-4-SH*

TGSU 35-5-1Q 35.0 4.70 5.50 144.0 2 4.00 180.00 33.2 0 TAG 5 ETG 5-7*

TGSU 35-6-1Q 35.0 5.70 6.50 144.0 2 5.20 180.00 332 0 TAG 6 ETG 5-7*

TGSU 35-7-1Q 36.0 6.80 7.50 144.0 2 6.00 180.00 33.2 0 TAG7 ETG 5-7*

TGSU 35C-8-1Q (1 35.0 7.70 8.50 144.0 2 7.20 180.00 33.2 1 TAGS  ETG8-12*

TGSU 35C-9-1Q (1) 35.0 8.70 10.00 144.0 2 8.20 180.00 332 1 TAG9  ETG8-12

TGSU 56C-7-1Q () 56.0 6.80 7.50 220.0 2 6.00 260.00 53.6 1 TAG7 ETG 5-7

TGSU 56C-8-1Q (1) 56.0 7.70 8.50 220.0 2 7.20 260.00 53.6 1 TAG 8 ETG 8-12*

TGSU 56C-9-1Q () 56.0 8.70 10.00 220.0 2 8.20 260.00 53.6 1 TAG9 ETG 8-12*

* For user guide, see pages 540-547

() C- Internal coolant, use with TGTBU HD blocks only; cooling tube SGCU 341 should be ordered separately
) Minimum cutting width

) Maximum cutting width

(4 Number of pockets

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

) Thickness at the D.O.C. area is 1.05 mm

™ Thickness at the D.O.C. area is 1.65 mm

* Optional, should be ordered separately

Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF ¢ TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C ® TAG R/L-J/JS
o TAGB/TAGBA

Holders: TGTBU

TGSU 35-3-1Q-4Z
TGSU 35-4-1Q-4Z

242 Wz o5 s
' % Lol
L N Y72 W .V Y/ )
LAV Iy iF 0
350 LINE
TGTBU /. -, N— ;
Tool Blocks for TGSU Parting oaH My = (<THPRM T e
and Grooving Blades | e L
A» B =
OAL- — OAW =
Choose blade by HTPRM dimension

B HTPRM  WTHPRM  OAW OAH HBH OAL j f /

TGTBU 20-35 19.0 35.0 6.00 38.00 56.0 237 110.00 BKU 110 SRM6X16DINg12  HW 5.0
TGTBU 25-35 23.0 350 6.00 42,00 56.0 18.7 110.00 BKU 110 SRM6X16DIN912  HW 5.0
TGTBU 32-35 29.0 35.0 6.00 48,00 56.0 1.7 110.00 BKU110 SRMBX16DIN912  HW 5.0
TGTBU 32-35 HD (1) 30.0 35.0 8.00 55,00 64.0 18.0 130.00 BK509  SRMBX20DIN912 ~ HW 6.0
TGTBU 40-35 4.0 350 6.00 60.00 56.0 37 110.00 BKU 110 SRM6X16DIN912  HW 5.0
TGTBU 40-35 HD (1) 4.0 35.0 8.00 66.00 64.0 10.0 130.00 BK509  SRMSX20DIN912 ~ HW6.0
TGTBU 40-56 HD (1 4.0 56.0 8.00 66.00 72.0 28.0 130.00 BK509  SRMBX20DIN912 ~ HW 6.0

() HD - recommended blocks for TGSU...-8, TGSU...-9 blades
Tools: TGSU

Member IMC Group.
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Q) JETCUT ~—OAW—{

-« | TGTBU-JHP = F-‘l‘ﬁ
— Tool Blocks for Parting OAHT f

|— and Grooving Blades for l H inM

m High-Pressure Coolant —,_%E‘

< Vo gal o |<wrHPRM

D_ Choose blade by prism height dimension

H B HIPRM OAW OAH  HBH WTHPRM  OAL / j / Q

TGTBU 16-5G-JHP 16.0 16.9 26.0 35.60 29.9 13.1 4.10 86.00 BKU86 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 20-5G-JHP 20.0 20.9 26.0 39.60 339 9.1 4.10 86.00 BKU86 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 20-35-JHP 20.0 19.0 356.0 38.00 323 23.7 6.00 110.00 BKU210 SR M6X20 DIN912 HW5.0 OR14X25N N
TGTBU 20-6G-JHP 20.0 19.0 32.0 39.20 36.4 15.0 5.30 100.00 BKU100 SR M6X16 DIN912 HW50 OR14X2.5N N
TGTBU 25-5G-JHP 25.0 26.1 26.0 4410 39.0 55 4.10 110.00 BKU 105 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 25-6G-JHP 25.0 23.0 32.0 43.20 41.4 8.0 5.30 110.00  BKU 110 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 25-35-JHP 25.0 230 35.0 42.00 37.3 18.7 6.00 110.00 BKU210 SR M6X20 DIN912 HW50 OR14X2.5N N
TGTBU 32-6G-JHP 32.0 29.0 32.0 49.20 48.4 5.0 5.30 110.00  BKU 110 SR M6X16 DIN912 HW5.0 OR14X2.5N N
TGTBU 32-35-JHP 32.0 29.0 35.0 48.00 44.3 11.7 6.00 110.00 BKU210 SR M6X20 DIN912 HW50 OR14X2.5N N

Tools: DGFH-JHP ¢ DGFHR/L-BC-JHP * TGFH-JHP * TGFHR/L-JHP

L W VY”Z WV _ Vv

ALY KX a (i 3

TGFH-MB . *. CDX - CWN-CWX TGFH 12MB-2

Parting and Grooving Blades for o) o) A -

Other Manufacturers Blocks HF :‘: '% o HBH

: ' i
OAL ,‘ LM - HBL L .

CWN( CWX®@ WB OAL HF HBH HBL CDX® Insert /
TGFH 12MB-2 L58 1.80 240 1.65 58.00 12.2 2.8 16.5 11.50 TAG 2 ETG 2
TGFH 17MB-2 L58 1.80 2.40 1.65 58.00 17.2 = - 11.50 TAG 2 ETG 2*
TGFH 22MB-2 L58 1.80 240 1.65 58.00 222 - - 11.50 TAG 2 ETG 2*
TGFH 17MB-3 2.80 3.50 2.50 64.00 17.2 = - 12.00 TAG 3 ETG 3-4-SH*
TGFH 22MB-3 2.80 3.50 2.50 64.00 222 = = 12.00 TAG 3 ETG 3-4-SH*
TGFH 22MB-3-L84 2.80 3.50 2.50 84.00 222 - - 16.00 TAG 3 ETG 3-4-SH*
TGFH 28MB-3 2.80 3.50 2.50 100.00 28.0 - - 19.00 TAG 3 ETG 3-4-SH*
TGFH 17MB-4 3.70 4.50 3.40 70.00 17.2 - - 14.00 TAG 4 ETG 3-4-SH*
TGFH 22MB-4 3.70 4.50 3.40 70.00 222 - - 14.00 TAG 4 ETG 3-4-SH*
TGFH 22MB-4-L90 3.70 4.50 3.40 90.00 222 - - 17.00 TAG 4 ETG 3-4-SH*
TGFH 28MB-4 3.70 4.50 340 100.00 28.0 = = 19.00 TAG 4 ETG 3-4-SH*

e For user guide, see pages 540-547

() Minimum cutting width

@ Maximum cutting width

@) Cutting depth maximum

* Optional, should be ordered separately

Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF & TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

ISCAR
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TGAD

Parting and Grooving
Adapters Carrying TANG-GRIP
Tangentially Clamped Inserts

CWN®  cwx@ WB 2 WB OAL CUTDIA HF OAH Insert yd

TGAD 1.4N 1.40 1.40 3.20 11 41.50 32.0 24.0 29.0 TAG 1.4 ETG 1.4/1.6*
TGAD 2N 1.80 2.40 3.20 1.7 41.50 32.0 24.0 30.0 TAG 2 ETG 2*
TGAD 3N 2.80 3.50 4.00 24 41.50 35.0 24.0 30.0 TAG 3 ETG 3-4-SH*
TGAD 4N 3.70 450 3.20 32 50.50 50.0 24.0 30.0 TAG 4 ETG 3-4-SH*
TGAD 5N 4.70 5.50 4.00 4.0 50.50 50.0 24.0 30.0 TAG 5 ETG 5-7*

e For user guide, see pages 540-547

M Minimum cutting width

2 Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A o TAG N-C/W/M © TAG N-HF e TAG N-J/JS/JT ® TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

Holders: DGHAL-DECO ¢ MAHPR/L-JHP ¢ MAHR/L-JHP ¢ MAHR/L ¢ MAHPR/L ¢ C#-MAHD e C#-MAHPD e C#-MAHDR-45 ¢ HSK A63WH-MAHUR/L

* HSK A63WH-MAHDR-45 ¢ HSK A63WH-MAHDOR e IM-MAHD e C#-MAHD-JHP e C#-MAHPD-JHP ¢ IM-MAHPD ¢ MAHR/L-JHP-MC

PARTING

MODUGRIP JET<cuT

MODULAR GRiP CARTRIDGES
NMAHR/L-JHP

Holders with High-Pressure
Coolant Channels Carrying
MODU-GRIP Adapters

£1 40
Bar Max

)
WF(assembly)

=
WF(adapter) WF(assembly)=WF+WF(adapter)

H B OAL WF ONT HF
NMAHR/L 20-MG-JHP 20.0 20.0 100.00 14.70 G1/8 20.0
NMAHR/L 25-MG-JHP

256.0 25.0 100.00 19.70 G1/8 25.0
Tools: D/HGAD RE/LE-JHP e PCAD RE/LE-JHP e TGAD RE/LE-JHP

Spare Parts

e 2 2 / o

NMAH 5[ SR M5-04451 SW6-T-SH BLD T20/57 OR 5XIN

TANGGRiF JETCUT

PARTING LIN CUTDIA /1/7‘7\‘ 3 +
Y N 0L “! T r
MODUGRIP ; 140
MODULAR GRIP CARTRIDGES ‘\ T fo} Vb —
TGAD RE/LE-JHP \ VF A=
Parting and Grooving Adapters N | J
with Channels for High-Pressure % L? 1P R
Coolant Carrying TANG-GRIP Fowt
Inserts o

CWN®  cwx® WF WB WB_2 LF OAL OAH HF CUTDIA  Insert
TGAD 2R/LE-D54-JHP 1.80 240 4.48 1.65 53 44.40 58.30 25.80 18.9 54.0 TAG 2
TGAD 3R/LE-D54-JHP 3.00 3.50 4.08 2.45 53 44.40 58.30 25.80 18.9 54.0 TAG 3

e For user guide and accessories, see pages 540-547

) Minimum cutting width

2 Maximum cutting width

Inserts: TAG N-A © TAG N-C/W/M o TAG N-HF  TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

Holders: NMAHR/L-JHP

WB WB_2 Right-hand shown

Spare Parts

/

TGAD 2R/LE-D54-JHP ETG 2*
TGAD 3R/LE-D54-JHP ETG 3-4-8H*
* Optional, should be ordered separately

Member IMC Group
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Py .1/ rF Yyl |
resam“z.s';n's'r JETCUT CUTDIA
N

MODUGRIP

MODULAR GRIP CARTRIDGES

D/HGAD RE/LE-JHP
Parting and Grooving Adapters
with Channels for High-Pressure Y
Coolant Carrying DO-GRIP Inserts

<4

LML

&1 4
Bar Max

CWN® CWX9 WF WB WB2 LF  OAL OAH HF CUTDIA Insert A

DGAD 2R/LE-D38-JHP (1) 1.90 2.50 4.50 1.60 5.3 40.40 54.35 25.80 18.9 38.0 DGN 2 EDG 33A
DGAD 3R/LE-D38-JHP (1) 3.00 3.18 408 245 5.3 40.40 54.35 25.80 18.9 38.0 DGN 3 EDG 33A*
HGAD 3R/LE-D42-JHP 3.00 3.00 4.08 245 53 38.40 52.35 25.80 18.9 42.0 HGN3/GRP3  EDG 23B*

e For user guide and accessories, see pages 540-547

() For parting and external grooving only

2 Minimum cutting width

B3 Maximum cutting width

* Optional, should be ordered separately

Inserts: DGN-P ® DGN-UT/UA e DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C  DGN/DGNM-J/JS/JT ¢ DGR-P ¢ DGR-WP e DGR-Z/ZS ¢ DGR/L-C DGRC/LC-C
* DGR/L-J/JS ¢ GRIP e GRIP (full radius) ® HGN-C ® HGN-J ¢ HGN-UT ¢ HGR/L-C ¢ HGR/L-J/JS

Holders: NMAHR/L-JHP

cuT JETCUT

PARTING & GROOVING LINE

MODUGRIP

MODULAR GRiP CARTRIDGES

PCAD RE/LE-JHP
Parting and Grooving
Adapters with Channels
for High-Pressure Coolant
Carrying PENTA 24 Inserts

2
B,
Ba

r Max

Right-hand shown

Designation CWN® CWX® WF WB WB_2 LF OAL OAH HF Insert

PCAD 24R/LE-JHP 0.50 3.18 5.20 11.00 5.3 41.40 56.30 25.80 18.9 PENTA 24

* For user guide and accessories, see pages 540-547

™) Minimum cutting width

@) Maximum cutting width

Inserts: PENTA 24-BSPT e PENTA 24-ISO ¢ PENTA 24-MT e PENTA 24-NPT e PENTA 24-UN e PENTA 24-W e PENTA 24-WT e PENTA 24N-C
e PENTA 24N-C (full radius) ® PENTA 24N-J e PENTA 24N-J (full radius) ® PENTA 24N-PF (full radius) ® PENTA 24N-PF/P

o PENTA 24N-Z ¢ PENTA 24R-C ¢ PENTA 24R-P ® PENTA 24R/L-J ® PENTA 24R/L-Z

Holders: NMAHR/L-JHP

Spare Parts

Designation &

PCAD 24LE-JHP SR 16-212-01397L
PCAD 24RE-JHP SR 16-212-01397

ISCAR



Ié_ﬁq’?ﬁ"" JETCUT HOLDER: MAHPR-...-JHP N N CUTDIA v 7 (D
| L Y H |
MODULARGHIr 1 “ =
J/HE —
TAGPAD-JHP | r
Parting and Grooving Adapters 130 I_
with Coolant Channels for CC
High-Pressure Carrying WF(assembly)=WF(holder)+WF(adapter) <
TANG-GRIP Inserts +_Left-hand shown al

o _owe_comn_ome /

WF WB WB_2 OAL OAH HF Insert
TAGPAD 2R/L-D42-JHP 1.80 2.40 420 240 5.18 1.65 6.0 48.40 33.0 240 TAG2 ETG 2*
TAGPAD 2R/L-D52-JHP 1.80 2.40 52.0 29.0 5.18 1.65 6.0 53.40 33.0 240 TAG2 ETG 2*
TAGPAD 3R/L-D42-JHP 2.80 3.50 420 240 4.80 2.40 6.0 48.40 33.0 240 TAG 3 ETG 3-4-SH*
TAGPAD 3R/L-D52-JHP 2.80 3.50 52.0 29.0 4.80 2.40 6.0 53.40 33.0 24.0 TAG 3 ETG 3-4-SH*

* For user guide and accessories see pages 540-547

() Minimum cutting width

2 Maximum cutting width

@) Minimum overhang

* Optional, should be ordered separately

Inserts: TAG N-A ® TAG N-C/W/M © TAG N-HF e TAG N-J/JS/JT ® TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

Holders: ABC MAHDR-#-XL-JHP e DT##/2 MAHD#-#-XL-JHP ® MAHR/L-JHP-MC o MS##-##-MG-JHP  MS-ES#####-GWS-MG-JHP e TR45 MAHDR-#-XL-JHP
o Vit# MAHD#-#-XL-##-JHP e Vi## MAHD-XL-JHP

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar

Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
TAGPAD 2R/L-D42-JHP 5 6 7
TAGPAD 2R/L-D52-JHP 5 6 7
TAGPAD 3R/L-D42-JHP 85 10 12
TAGPAD 3R/L-D52-JHP 8.5 10 12

L Y Y72 W Vv _V/ Y .......A. r .

AArvG e JETCuUT LCUTDLNG7 SN Coolant inlet ! v I

TAGPAD-XL-JHP [ o [ T 4@3

Extra Long Parting and Grooving | If

Adapters with Channels \\HF,

for High-Pressure Coolant |

Carrying TANG-GRIP Inserts W GWNCWX ==

) e = Left-hand shown

Designation CWN cwx®@ WF WB WB_2 OAL OAH HF CUTDIA Insert ./
TAGPAD-XL 2R/L-D65-JHP 1.80 240 5.20 1.60 6.0 60.00 43.0 34.0 65.0 TAG 2 ETG 2*
TAGPAD-XL 3R/L-D52-JHP 2.80 3.50 4.80 240 6.0 53.40 43.0 34.0 52.0 TAG 3 ETG 3-4-SH*
TAGPAD-XL 3R/L-D65-JHP 2.80 3.50 4.80 240 6.0 59.90 43.0 34.0 65.0 TAG 3 ETG 3-4-SH*
TAGPAD-XL 3R/L-D82-JHP 2.80 3.50 4.80 2.40 6.0 70.40 43.0 34.0 82.0 TAG 3 ETG 3-4-SH*
TAGPAD-XL 3R/L-D102-JHP 2.80 3.50 4.80 240 6.0 82.50 43.0 34.0 102.0 TAG 3 ETG 3-4-SH*
TAGPAD-XL 4R/L-D52-JHP 3.70 4.50 4.30 3.40 6.0 53.40 43.0 34.0 52.0 TAG 4 ETG 3-4-SH*
TAGPAD-XL 4R/L-D65-JHP 3.70 4.50 4.30 3.40 6.0 60.00 430 34.0 65.0 TAG 4 ETG 3-4-SH*
TAGPAD-XL 4R/L-D82-JHP 3.70 4.50 4.30 3.40 6.0 70.00 43.0 34.0 82.0 TAG 4 ETG 3-4-SH*
TAGPAD-XL 4R/L-D102-JHP 3.70 4.50 4.30 3.40 6.0 83.00 43.0 34.0 102.0 TAG 4 ETG 3-4-SH*

e For user guide and accessories, see pages 540-547

) Minimum cutting width

2 Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A ® TAG N-C/W/M © TAG N-HF ® TAG N-J/JS/JT ® TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

Holders: ABC MAHDR-#-XL-JHP ¢ MAHPR/L-XL-JHP ¢ MAHR/L-MG-XL-JHP  MAHR/L-MG-XL-JHP-MC e TR TNK36 MAHDL-R-XL-JHP e TR45 MAHDR-#-XL-JHP
® TR45TNL MAHDN-R-XL-JHP e Vi## MAHD#-#-XL-##-JHP e Vi## MAHD-XL-JHP

Member IMC Group
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MAHR/L-MG-XL-JHP g © iy ﬁ‘l‘?x
Holders with High-Pressure oﬁH
Coolant Channels for . HB (31/8*3
Interchangeable Adapters Right-hand  WF (Shank) el E
Left-hand }
WF(assembly)=WF(shank)+WF(adapter)
H B OAL HBH WF HBKW
MAHR/L 20-MG-XL-JHP 20.0 20.0 149.10 24.0 14.0 4.00
MAHR/L 25-MG-XL-JHP 25.0 25.0 149.10 19.0 19.0 9.00
* For user guide and accessories, see pages 540-547
Tools: DGPAD-XL-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TNFPAD-XL-JHP
Spare Parts
Designati & / @ ? f @ @
MAHR/L -XL-JHP SR M6X12DIN6912-P HW 5.0 SR M5-04451 T-20/5 SR M6X14-XT DIN 912 OR 5X1IN PLG G1/8 TL360
MAHR/L 25-MG-XL-JHP SR M6X12DING912-P HW 5.0 SR M5-04451 T-20/5 SR M6X14-XT DIN 912 OR 5XIN PLG G1/8 TL360

JETcUT

MAHR/L-MG-XL-JHP-MC
Holders with Bottom Inlets

for High-Pressure Coolant
Channels Carrying Parting

and Grooving Adapters

Y
Right-hand WF
ight-han =

Left-hand

4‘140
Bar Max

WF(assembly)=WF(shank)+WF(adapter)

H B OAL HBH WF HBKW
MAHR/L 20-MG-XL-JHP-MC 20.0 20.0 116.10 10.0 14.0 4.00
MAHR/L 25-MG-XL-JHP-MC 25.0 25.0 114.00 10.0 19.0 9.00

e For Tmax, refer to the adapters data

Tools: DGPAD-XL-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TNFPAD-XL-JHP

Spare Parts

/

4

&

>

& @

MAHR/L-MG-XL-JHP-MC

SR M6X14-XT DIN 912

HW 5.0

SR M5-04451

T-20/5

SR M6X12DING912-P OR 5X1N

ISCAR
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PARTING LINE ¥ ‘
'

TGFS | OAL “

Blades for Multi-Spindle I .

Machines - Replacement for & b

HSS and Brazed Tools

HF
v
*,J HBLL T@

CWN® CWX® H WB OAL OAH HF LH HBL HBH CUTDIA

PARTING

Insert /

ao
TGFS 0-17-2 1.80 2.40 17.2 1.65 110.00 17.2 172 - 18.00 18 35.0 0 TAG 2 ETG 2*
TGFS 0-17-3 2.80 3.50 17.2 2.50 110.00 19.0 172 = 18.00 18 60.0 0 TAG3  ETG 3-4-SH*
TGFS 5-17-2 1.80 240 17.4 1.65 110.00 18.9 17.5 18.0 18.00 i1:5! 35.0 5 TAG 2 ETG 2*
TGFS 5-17-3 2.80 3.50 17.4 2.50 110.00 20.7 17.5 18.0 18.00 15 60.0 5 TAG3  ETG 3-4-SH*
TGFS 5-17-4 3.70 4.50 17.4 3.40 110.00 20.7 175 18.0 18.00 15 60.0 5 TAG4  ETG 3-4-SH*
TGFS 5-22-2 1.80 2.40 222 1.65 150.00 23.8 224 18.0 - - 50.0 5 TAG 2 ETG 2
TGFS 5-22-3 2.80 3.50 22.2 2.50 150.00 241 224 18.0 - - 75.0 5 TAG3  ETG 3-4-SH*
TGFS 5-22-4 3.70 4.50 22.2 3.40 150.00 241 224 18.0 ® o 80.0 5 TAG4  ETG 3-4-SH*
TGFS 5-28-4 3.70 4.50 28.6 3.40 150.00 30.4 28.7 18.0 - - 100.0 5 TAG4  ETG 3-4-SH*
* For user guide, see pages 540-547
() Minimum cutting width
) Maximum cutting width
*  Optional, should be ordered separately
Inserts: TAG N-A ® TAG N-C/W/M e TAG N-HF e TAG N-J/JS/JT ® TAG N-LF ® TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS
manGGrirl()
350 LINE CUTDIA = XX 12 _'L
TGTR/L-1Q N\ oAy
Integral Shank TANG-GRIP \ & B meamiz o OAHM
Toolholders for Parting T T
: own-owx = HeL= Frer
and Grooving e ¥
4@ N I B
} Left-hand shown

CWN® Cwx®  H B WE OAL OAH LH  HBL HBH CUTDA hset &

TGTR/L 1010-1.4-1Q 1.40 1.45 10.0 10.0 1.05 140.00 16.0 - 16.50 5.0 20.0 TAG14  ETG1.4/1.6
TGTR/L 1212-1.4-1Q 1.40 1.45 12.0 12.0 1.05 140.00 12.0 = 16.00 3.0 30.0 TAG1.4  ETG1.4/1.6
TGTR/L 1616-1.4-1Q 1.40 1.45 16.0 16.0 1.05 140.00 16.0 - 16.00 - 30.0 TAG14  ETG1.4/1.6
TGTR/L 2020-1.4-1Q 1.40 1.45 20.0 20.0 1.05 140.00 20.0 = 16.00 - 30.0 TAG14  ETG14/1.6
TGTR/L 1010-1.6-1Q 1.60 1.64 10.0 10.0 1.30 120.00 = = 16.00 50 28.0 TAG1.6  ETG1.4/1.6°
TGTR/L 1212-1.6-1Q 1.60 1.64 12.0 12.0 1.30 120.00 = = 16.00 3.0 32.0 TAG16  ETG1.4/1.6
TGTR/L 1616-1.6-1Q 1.60 1.64 16.0 16.0 1.30 120.00 = = 16.00 - 36.0 TAG16  ETG1.4/1.6
TGTR/L 1010-2-1Q 1.80 2.40 10.0 10.0 1.65 150.00 15.0 = 15.50 50 28.0 TAG 2 ETG 2
TGTR/L 1212-2-1Q 1.80 240 12.0 12.0 1.65 150.00 16.0 - 17.00 3.0 32.0 TAG2 ETG 2*
TGTR/L 1612-2-L120-1Q 1.80 2.50 16.0 12.0 1.65 120.00 16.0 = 16.00 ° 36.0 TAG2 ETG 2*
TGTR/L 1616-2-1Q 1.80 2.40 16.0 16.0 1.65 150.00 16.0 = 16.00 - 35.0 TAG 2 ETG 2
TGTR/L 2012-2-1Q 1.80 2.40 20.0 12.0 1.65 125.00 20.0 = 16.00 - 35.0 TAG 2 ETG 2*
TGTR/L 1212-3-1Q 2.80 3.50 12.0 12.0 2.50 150.00 19.0 = 19.00 7.0 32.0 TAG 3 ETG 3-4-SH*
TGTR/L 1612-3-L120-1Q 2.80 3.50 16.0 12.0 2.50 120.00 19.0 = 19.00 3.0 35.0 TAG 3 ETG 3-4-8H*
TGTR/L 1616-3-1Q 2.80 3.50 16.0 16.0 2.50 150.00 19.0 = 19.00 3.0 35.0 TAG 3 ETG 3-4-SH*
TGTR/L 2012-3-1Q 2.80 3.50 20.0 12.0 2.50 125.00 20.0 = 19.00 ° 43.0 TAG 3 ETG 3-4-SH*
TGTR/L 2020-3-1Q 2.80 3.50 20.0 20.0 2.50 120.50 217 234 19.00 - 54.0 TAG3 ETG 3-4
TGTR/L 2525-3-1Q 2.80 3.50 25.0 25.0 2.50 150.50 26.7 234 19.00 > 56.0 TAG 3 ETG 3-4*
TGTR 2525K-3 (1) 2.80 3.50 25.0 25.0 2.50 150.00 26.7 234 19.00 - 56.0 TAG 3 ETG 3-4*
TGTR/L 2020-4-1Q 3.70 4.50 20.0 20.0 3.40 120.50 217 234 19.00 ° 57.0 TAG 4 ETG 3-4*
TGTR/L 2525-4-1Q 3.70 4.50 25.0 25.0 3.40 150.50 26.7 234 19.00 - 65.0 TAG 4 ETG 3-4*
TGTR/L 2020-5-1Q 470 5.50 20.0 20.0 4.00 120.00 21.7 = 19.00 ° 57.0 TAG 5 ETG 5-7*
TGTR/L 2525-5-1Q 470 5.50 25.0 25.0 4.00 150.00 25.0 = 19.00 - 76.0 TAG 5 ETG 5-7
TGTR/L 2525-6-1Q 5.70 6.50 256.0 25.0 5.20 150.00 25.0 = 19.00 ° 76.0 TAG 6 ETG 6-7*

® For user guide, see pages 540-547

) With coolant

) Minimum cutting width

(@) Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A ® TAG N-C/W/M © TAG N-HF e TAG N-J/JS/JT ® TAG N-LF ® TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS
o TAGB/TAGBA

Member IMC Group
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7 | TGTR/L-IQ-2Z 7 \ ' “

=== Integral Shank TANG-GRIP \ ° /| |/ H

Toolholders with 2 Pockets Nl =13

m for Parting and Grooving vy OAL y

< cwn-cwx¥ wBh T B

D_ LSCMS i Left-hand shown

o ome  rom w5 ws ow  sow e S

TGTR/L 2020-3-1Q-2Z 2.80 3.50 54.0 20.0 20.0 2.50 150.00 98.90 TAG 3 ETG 3-4-SH*
TGTR/L 2525-3-1Q-2Z 2.80 3.50 56.0 25.0 25.0 2.50 150.00 98.00 TAG 3 ETG 3-4-SH*
TGTR/L 2020-4-1Q-2Z 3.70 4.50 57.0 20.0 20.0 3.40 150.00 95.00 TAG 4 ETG 3-4-SH*
TGTR/L 2525-4-1Q-2Z 3.70 4.50 65.0 25.0 25.0 3.40 150.00 88.00 TAG 4 ETG 3-4-SH*

* For user guide, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A e TAG N-C/W/M ® TAG N-HF e TAG N-J/JS/JT ® TAG N-LF ® TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

L W YZ W ¥V _ Y/ .....“‘. r .

!q‘nlrm%"" JE TUU ! 20-25 mm shanks =1 M ~ 10-16 mm shanks v [

TGTR/L-JHP DA 1 Mﬁ Bl ﬁg!‘?,

Parting and Grooving Tools with e H O*AH

Channels for High-Pressure 0 WB

Coolant Carrying TANG-GRIP v T

Inserts E‘

Left-hand shown

CWNT— Ccwx® H B WB OAL OAH LH HBH CNT CUTDIA  Insert
TGTR/L 1010-2JHP 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
TGTR/L 1212-2JHP 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
TGTR/L 1616-2JHP 1.80 2.50 16.0 16.0 1.72 120.00 215 25.5 = UNF 5/16-24 35.0 TAG 2
TGTR/L 2012-2JHP 1.80 2.50 20.0 12.0 1.72 120.00 256 25.5 - UNF 5/16-24 35.0 TAG 2
TGTR/L 1616-3JHP 2.80 3.50 16.0 16.0 2.50 120.00 245 255 3.0 UNF 5/16-24 35.0 TAG 3
TGTR/L 2020-3JHP 2.80 3.50 20.0 20.0 2.50 120.00 27.0 35.0 - G1/8-28 54.0 TAG 3
TGTR/L 2525-3JHP 2.80 3.50 25.0 25.0 2.50 150.00 32.5 35.0 - G1/8-28 56.0 TAG 3
TGTR/L 2020-4JHP 3.70 4.50 20.0 20.0 3.40 120.00 27.0 35.0 - G 1/8-28 54.0 TAG 4
TGTR/L 2525-4JHP 3.70 4.50 25.0 25.0 3.40 150.00 32.5 35.0 - G1/8-28 56.0 TAG 4

® For user guide and accessories, see pages 540-547

) Minimum cutting width

(2 Maximum cutting width

Inserts: TAG N-A ¢ TAG N-C/W/M & TAG N-HF e TAG N-J/JS/JT o TAG N-LF * TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar

Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
TGTR/L...-2JHP 2-4 4-6 6-8
TGTR/L...-3JHP 79 9-11 11-13
TGTR/L...-4JHP 7-9 9-11 11-13

Spare Parts

/ & & / l
TGTR/L 1010-2JHP ETG 2-SH-T* SR 5/16XUNF-TL-S HW 5/32"
TGTR/L 1212-2JHP ETG 2-SH-T* SR 5/16UNF TL360 HW 5/32"
TGTR/L 1616-2JHP ETG 2* SR 5/16UNF TL360 HW 5/32"
TGTR/L 2012-2JHP ETG 2* SR 5/16UNF TL360 HW 5/32"
TGTR/L 1616-3JHP ETG 3-4-SH* SR 5/16UNF TL360 HW 5/32"
TGTR/L 2020-3JHP ETG 3-4-SH* PLG G1/8 TL360 HW 5.0
TGTR/L 2525-3JHP ETG 3-4-SH* PLG G1/8 TL360 SR 5/16UNF TL360 HW 5.0 HW 5/32"
TGTR/L 2020-4JHP ETG 3-4-SH* PLG G1/8 TL360 HW 5.0
TGTR/L 2525-4JHP ETG 3-4-SH* PLG G1/8 TL360 SR 5/16UNF TL360 HW 5.0 HW 5/32"

*  Optional, should be ordered separately

ISCAR




TANG Grir JETCUT . W O
=] — [
TGTR/L-JHP-MC Ao JH 777777 s BN “ r @2
Parting and Grooving Toolholders HF ‘\“\1_,,:' 15 ’T”IQ] ';1 OTH z
with Bottom Inlets for tEZ |H?H "\ Coolant |—
X inlet WB
High-Pressure Coolant i OAL- Baiaaned m
Carrying TANG-GRIP Inserts A ool ] } L <
L v Left-hand shown D_
CWN® — Cwx® H B HF WB OAL  OAH LH HBH CUTDIA® Insert
TGTR/L 2020-D42-2-JHP-MC 1.80 2.50 20.0 20.0 20.0 1.72 99.00 25.70 29.0 = 42.0 TAG 2
TGTR/L 2020-D65-3-JHP-MC 2.80 3.50 20.0 20.0 20.1 2.50 110.50 37.60 40.5 10.0 65.0 TAG 3
TGTR/L 2020-D82-3-JHP-MC 2.80 3.50 20.0 20.0 20.1 2.50 119.00 38.80 49.0 10.0 82.0 TAG 3
TGTR/L 2525-D65-3-JHP-MC 2.80 3.50 25.0 25.0 25.1 2.50 126.00 37.60 41.0 5.0 65.0 TAG 3
TGTR/L 2525-D82-3-JHP-MC 2.80 3.50 25.0 25.0 25.1 2.50 134.50 38.80 49.5 50 82.0 TAG 3

* For user guide and accessories, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

(@) Maximum cutting diameter

Inserts: TAG N-A © TAG N-C/W/M o TAG N-HF & TAG N-J/JS/JT  TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

Spare Parts
/

TGTR/L 2020-D42-2-JHP-MC ETG 2

TGTR/L 2020-D65-3-JHP-MC ETG 3-4-SH*

TGTR/L 2020-D82-3-JHP-MC ETG 3-4-SH*

TGTR/L 2525-D65-3-JHP-MC ETG 3-4-SH*

TGTR/L 2525-D82-3-JHP-MC ETG 3-4-SH*
* Optional, should be ordered separately
zﬁﬁq{iﬁiFIO _-—_CUTDA o cUTDA S T

OAL £ p o
TGTR/L-2T..SH-L120 [ [ \% \ XX
Integral Shank Short-Head H mrERl) g | |\\° JHE /
TANG-GRIP Toolholders for i 7
HBHE e
Parting and Grooving " 'HBL - UL K
B ) twe| town-owx :ﬁ
10.8
) ’J GDX L Right-hand shown

CWN® — cwx@ H HF B WB 0AL HBL HBH CDX®  CUTDIA®

TGTR/L 1010-2T10SH-L120-1Q 1.80 250 10.0 10.1 100 1.65 120.00 15.0 50 10.00 26.0

TGTR/L 1212-2T15SH-L120-1Q 1.80 2.50 12.0 12.1 120 1.65 120.00 15.0 30 15.00 30.0

TGTR/L 1616-2T18SH-L120-1Q 1.80 2.50 16.0 16.1 16.0 1.65 120.00 - 18.00 36.0

e For user guide, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

@) Cutting depth maximum

@ For parting

* Optional, should be ordered separately

Inserts: TAG N-A ¢ TAG N-C/W/M ¢ TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS

Member IMC Grou
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ANV Irviri 0
350 LINE

TGTR/L 19...D65 OAL —5 TGTR/L 16...D52 3 7
¥ LTDIA y { “ H |
TGTR/L-D H| e, °4l H i CUTDIA
Integral Shank TANG-GRIP Iy EEERIS 1y
Toolholders with Reinforced ! #B L*% CWXD‘W <CDX.
Vil Sub-Spingle Mehines : i x
B [Piwet we L E‘:V?
) ) — Right-hand shown
CW CWN®W cwx® H B WB WB2 OAL HBL WF HBH CUTDIA D1max CDX Insert /
TGTR/L 1616-2-D52-1Q 200 180 240 160 160 165 350 125600 400 1520 140 52.0 65.0 6.00 TAG2 ETG 2*
TGTR/L 2020-2-D65-1Q 200 180 240 200 200 165 - 125600 400 1920 100 65.0 1800 TAG2 ETG 2*
TGTR/L 1616-3-D52-1Q 3.00 280 3.50 160 160 250 350 12500 400 1480 14.0 52.0 65.0 6.00 TAG3 EITG3-4-SH
TGTR/L 2020-3-D65-1Q 3.00 280 3.50 200 200 250 126.00 400 18.80 10.0 65.0 1800 TAG3 ETG 3-4-SH*
* For user guide, see pages 540-547
() Minimum cutting width
2 Maximum cutting width
* Optional, should be ordered separately
Inserts: TAG N-A ¢ TAG N-C/W/M ® TAG N-HF o TAG N-J/JS/JT © TAG N-LF * TAG N-MF « TAG N-UT  TAG R/L-C * TAG R/L-J/JS
Depth Capacity DGTR/L-D ¥
Table Determining Depth
of Cut as Function of
Workpiece Diameter D F
Tmax
TGTR/L 1616-2-D52-1Q 20 25 19 16 L5} 13 11 10 9 8
TGTR/L 2020-2-D65-1Q 20 25 30 31 29 26 24 23 22 20
TGTR/L 1616-3-D52-1Q 20 25 20 17 15 13 11 10 9 8
TGTR/L 2020-3-D65-1Q 20 25 30 31 29 26 24 23 22 20
40 50 60 70 80 100 120 150 200 300
L J W Y7 W _ V_ 1/ Y
PARTING“LIN"E"" ‘ ‘ ‘
H H
TGFHL-TR m mE “
Reinforced Blades for TRAUB ;,@
and Index Machines Carrying . -TR-D36R  ..TR-D36
TANG-GRIP Tangentially
Clamped Inserts CWN-CWX 3.5
— OAL
H CWN® cwx@ WB OAL HF CUTDIA Insert ./
TGFHL 26-2TR-D36 26.0 1.80 240 1.65 110.00 214 36.0 TAG 2 ETG 2*
TGFHL 26-2TR-D36R 26.0 1.80 240 1.65 110.00 214 36.0 TAG 2 ETG 2
TGFHL 26-3TR-D36 26.0 2.80 3.50 2.50 110.00 214 36.0 TAG 3 ETG 3-4-SH*
TGFHL 26-3TR-D36R 26.0 2.80 3.50 2.50 110.00 21.4 36.0 TAG 3 ETG 3-4-SH*

* For user guide, see pages 540-547

() Minimum cutting width

2 Maximum cutting width

* Optional, should be ordered separately

Inserts: TAG N-A e TAG N-C/W/M ® TAG N-HF e TAG N-J/JS/JT ® TAG N-LF * TAG N-MF e TAG N-UT * TAG R/L-C * TAG R/L-J/JS

Holders: SGTBR/L ¢ SGTBU/SGTBN ¢ UBHCR/L

IRAUE,

INDEX

ISCAR




TANGI=GRIP I =all O
e R oo eIE 79 @ & I
TANGGRiF v Z
: ¥ —
TAG N-HF “!r —
Single-Ended Inserts for High CC
Feed Parting and Grooving, Hard
Materials and Tough Applications <E
. . Recommended
Dimensions Tough Hard Machining Data
(=3 o
§ § § § f groove
Designation cw cwroLM RE oo | of o (mm/rev)
TAG N3HF 3.00 0.040 0.40 . . ° . 0.25-0.35
TAG N4HF 4.00 0.040 0.50 o . [ [ 0.30-0.40
TAG N5HF 5.00 0.040 0.50 ° . 0.30-0.40

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ e TGAQ-ECD (JET-CROWN)
o TGAQ-JHP e TGFH-JHP ¢ TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR e TGFHR/L ® TGFHR/L-JHP  TGFS e TGSU e TGTR/L-D

e TGTR/L-IQ ¢ TGTR/L-IQ-2Z © TGTR/L-JHP e TGTR/L-JHP-MC

7Aan
PARTING LINE W

TAG N-C/W/M o= e

G

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

) . Recommended
Dimensions Tough «<— Hard Machining Data

2|8 B\ 8|8 8|8 |8|g|g| fowoe
Designation cwW CWTOL® RE SC|c| S || |c|S|o|o| o (mm/rev)
TAG N1.4C 1.40 0.04 0.16 ° 0.04-0.10
TAG N1.6C 1.60 0.04 0.16 ° ° 0.04-0.14
TAG N2C 2.00 0.04 0.20 ° . ° . ° ° ° 0.05-0.16
TAG N2.4C 240 0.04 0.16 o o 0.06-0.18
TAG N3CB (1) 3.00 0.04 0.35 [ [ 0.12-0.30
TAG N3C 3.05 0.04 0.20 ° . ° . . ° . ° . . 0.10-0.25
TAG N3M (@ 3.06 0.04 0.20 o o 0.06-0.18
TAG N3W 3.05 0.04 0.20 [ o 0.10-0.25
TAG N4C 4.00 0.04 0.24 . . . (] . . . (] . 0.10-0.30
TAG N4CB (1) 4.00 0.04 0.40 [ o 0.10-0.33
TAG N4M @ 4.00 0.04 0.24 o o 0.06-0.20
TAG N4W 4.00 0.04 0.24 o [} 0.10-0.30
TAG N4.8C 4.80 0.04 0.30 [} ° 0.10-0.35
TAG N5C 5.05 0.04 0.25 o o o 0.10-0.35
TAG N6.3C 6.30 0.04 0.35 . . 0.15-0.40
TAG N7W 7.00 0.08 0.50 o ° 0.18-0.40
TAG N8C 8.00 0.10 0.50 [ [ 0.20-0.70
TAG N9.5W 9.50 0.05 0.50 o [ 0.22-0.80
TAG N9.5C 9.50 0.10 0.50 o o 0.25-0.80
TAG N12.7W 12.70 0.10 0.85 o o 0.30-0.80

® Feed values for grade IC20 should be decreased by 50% e For cutting speed recommendations and user guide, see pages 540-547

() 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

() Cutting width tolerance (+/-)

Tools: ADMP D45 e Anti-Vibration Blades ® TAGPAD-JHP ¢ TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP * TGAQ

e TGAQ-ECD (JET-CROWN) e TGAQ-JHP ® TGBHR/L ® TGBHR/L-JHP  TGFH-JHP ¢ TGFH-MB e TGFH-S e TGFH/R/L ¢ TGFHL-TR e TGFHR/L
® TGFHR/L-JHP ¢ TGFS  TGSU e TGTR/L-2T..SH-L120  TGTR/L-D ® TGTR/L-IQ ® TGTR/L-IQ-2Z  TGTR/L-JHP e TGTR/L-JHP-MC

Member IMC Group
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PARTING LINE

v

TAG R/L-C

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

©)
=
—
<
al

Dimensions Tough «<— Hard azgﬁﬁmgng;i

3 Q| = = = f groove
Designation cwW CWTOL® RE PSIRR PSIRL B3| 8|3 3| mmhey
TAG L2C-6D 2.05 0.10 0.20 - 6.0 o o 0.04-0.12
TAG R2C-6D 2.05 0.10 0.20 6.0 - ° ° 0.04-0.12
TAG R2.4C-8D 2.40 0.10 0.16 8.0 - ° 0.05-0.13
TAG L3C-6D 3.00 0.10 0.20 - 6.0 [ () ° ° 0.08-0.18
TAG R3C-6D 3.00 0.10 0.20 6.0 - ° ° ° ° 0.08-0.18
TAG R3C-8D 3.00 0.10 0.20 8.0 - ° 0.06-0.16
TAG L3C-15D 3.00 0.10 0.20 - 15.0 (] ) ° ° 0.08-0.16
TAG R3C-15D 3.00 0.10 0.20 15.0 - ° ° ° ° 0.08-0.16
TAG L4C-4D 4.05 0.10 0.24 - 40 ° ° 0.08-0.20
TAG R4C-4D 4.05 0.10 0.24 4.0 - ° ° ° ) 0.08-0.20
TAG L5C-4D 5.05 0.10 0.25 - 4.0 o o 0.10-0.25
TAG R5C-4D 5.05 0.10 0.25 4.0 - [ [ 0.10-0.25
TAG L6.3C-4D 6.35 0.10 0.35 - 4.0 [ () 0.12-0.30
TAG R6.3C-4D 6.35 0.10 0.35 4.0 - ° ° 0.12-0.30

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ e TGAQ-ECD (JET-CROWN)
e TGAQ-JHP e TGBHR/L ® TGFH-JHP e TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR e TGFHR/L ® TGFHR/L-JHP * TGFS e TGSU

e TGTR/L-2T..SH-L120 ¢ TGTR/L-D ¢ TGTR/L-IQ ® TGTR/L-IQ-2Z * TGTR/L-JHP e TGTR/L-JHP-MC

1AnNGarimr

TAG N-MF

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

OW = e y @g& &

Dimensions Tough «<— Hard azgﬁmmsng:g
s | 8|8 |28 s f groove
Designation cwW CWTOL( RE 8| 5|85 |8 (mm/rev)
TAG N2MF 2.00 0.05 0.20 o ° ° ° [ 0.04-0.15
TAG N3MF 3.05 0.05 0.20 o o [ o o 0.06-0.18
TAG N4MF 4.00 0.05 0.25 o ° ° ° ° 0.07-0.22
TAG NSMF 5.00 0.05 0.25 [ [ 0.08-0.25

For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: ADMP D45 ¢ TAGPAD-JHP e TAGPAD-XL-JHP ® TAGPAD-Y-JHP © TGAD e TGAD RE/LE-JHP ¢ TGAQ * TGAQ-ECD (JET-CROWN)

* TGAQ-JHP © TGFH-JHP ¢ TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR e TGFHR/L * TGFHR/L-JHP ¢ TGFS e TGSU e TGTR/L-2T..SH-L120
e TGTR/L-D ¢ TGTR/L-IQ ® TGTR/L-IQ-2Z  TGTR/L-JHP e TGTR/L-JHP-MC

S ISCAR
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PARTING LINE JT J g a7
TAG N-J/JS/JT @ &
Single-Ended Inserts for
Parting, Grooving and

Slitting Soft Materials

©)
=
—
<
al

J
) . Recommended
Dimensions Tough «<— Hard Machining Data

2| x|8|8 |8 g |8|c|5 | fooowe
Designation cw RE cwToL® RETOL® | 8 [ B | & |8 | & |8 |3| 8|38 | (mmhy
TAG N1.4J 1.40 0.16 0.04 0.030 ° ° ° 0.03-0.10
TAG N1.6J 1.60 0.16 0.04 0.030 ° . 0.03-0.12
TAG N2Js (1 2.00 0.02 0.04 0.020 ° ° 0.03-0.08
TAG N2J 2.00 020 0.04 0.040 ° ° ° . ° 0.04-0.12
TAG N2JT 2.00 0.20 0.04 0.040 ° ° ) ° ° 0.04-0.14
TAG N3JS (1 3.05 0.02 0.04 0.020 . . 0.04-0.10
TAG N3J 3.05 0.20 0.04 0.030 ° . ° . ° ° ) ° ° 0.04-0.16
TAG N3JT 3.05 0.20 0.04 0.030 ° ° ° ) 0.05-0.18
TAG N3.2JT 325 020 0.04 0.030 ° ° 0.05-0.18
TAG N4J 400 0.24 0.04 0.030 ° ° ° . ° . ° ° 0.04-0.18
TAG N4JT 405 0.24 0.04 0.030 ° ° ° o 0.06-0.20
TAG N5J 5.05 025 0.04 0.040 ° . ° 0.05-0.20
TAG N5JT 5.05 025 0.04 0.040 ° . . 0.06-0.22
TAG N6.3J 6.35 0.34 0.04 0.040 ° ° 0.06-0.22
TAG N6.3JT 6.35 034 0.04 0.040 ° ° 0.08-0.25
TAG N7JT 7.05 050 0.04 0.040 ° ° 0.10-0.28

o 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.
* For cutting speed recommendations and user guide, see pages 540-547

() Sharp corners cannot be used on TGSF slitting cutters

(2 Cutting width tolerance (+/-)

@) Corner radius tolerance (+/-)

Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ® TGAQ e TGAQ-ECD (JET-CROWN)

e TGAQ-JHP e TGBHR/L ® TGFH-JHP e TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR ® TGFHR/L ® TGFHR/L-JHP  TGFS e TGSU

® TGTR/L-2T..SH-L120 ¢ TGTR/L-D ® TGTR/L-IQ ® TGTR/L-IQ-2Z ¢ TGTR/L-JHP e TGTR/L-JHP-MC

N
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TAG R/L-J/JS e i N B >y |

TANG-GRIP Inserts for Parting i 7 L

Soft Materials, Tubes, Small
Diameters and Thin-Walled Parts

©)
=
—
<
al

L R
Dimensions Tough «<— Hard I\F}I‘;((::?\minr:gng;da

=1 *Q =3 =] 5 f groove
Designation cw RE PSIRL PSIRR 3|3 | 8|3 |8 (mm/rev)
TAG L1.4J-8D 1.40 0.16 80 - . ° ° 0.03-0.08
TAG R1.4J-8D 1.40 0.16 - 80 . ° ° 0.03-0.08
TAG L1.4JS-10D (1 1.40 0.02 10.0 - ° . ° 0.02-0.06
TAG R1.4JS-10D () 1.40 0.02 - 10.0 . ° ° 0.02-0.06
TAG L2J-6D 2.00 0.20 6.0 - . . 0.03-0.10
TAG R2J-6D 2.00 0.20 - 6.0 ° ° 0.03-0.10
TAG L2JS-6D (1) 2.00 0.02 6.0 - . . 0.02-0.08
TAG R2JS-6D (1) 2.00 0.02 - 6.0 . ° 0.02-0.08
TAG L2J-15D 2.00 0.20 15.0 - ° . 0.03-0.08
TAG R2J-15D 2.00 0.20 - 15.0 . . 0.03-0.08
TAG L2JS-15D (1 2.00 0.02 15.0 - . . 0.02-0.06
TAG R2JS-15D (1) 2.00 0.02 - 15.0 ) ° 0.02-0.06
TAG L3J-6D 3.00 0.20 6.0 - . . . . 0.04-0.14
TAG R3J-6D 3.00 0.20 - 6.0 . ° ° ° 0.04-0.14
TAG L3JS-6D (1) 3.00 0.02 6.0 = . ° 0.03-0.10
TAG R3JS-6D (1) 3,00 0.02 - 6.0 . . 0.03-0.10
TAG L3J-15D 3.00 0.20 15.0 - . . . . 0.04-0.12
TAG R3J-15D 3.00 0.20 - 15.0 ° ° ° ° 0.04-0.12
TAG L3JS-15D (1 3.00 0.02 15.0 - . . 0.03-0.08
TAG R3JS-15D (1) 3.00 0.02 - 15.0 . ° 0.03-0.08
TAG L4J-4D 4.00 0.24 4.0 - o . 0.04-0.15
TAG R4J-4D 400 0.24 - 40 . ° ° ° 0.04-0.15
TAG L5J-4D 5.05 0.25 40 - . . 0.05-0.18
TAG R5J-4D 5.05 0.25 - 40 . ) 0.05-0.18
TAG L6.3J-4D 6.35 0.35 40 - . . 0.05-0.20
TAG R6.3J-4D 6.35 0.35 - 40 . ° 0.05-0.20

e For cutting speed recommendations and user guide, see pages 540-547

() Sharp corners cannot be used on TGSF slitting cutters

Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP © TGAQ e TGAQ-ECD (JET-CROWN)
e TGAQ-JHP e TGBHR/L ® TGFH-JHP e TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR  TGFHR/L ® TGFHR/L-JHP * TGFS e TGSU

e TGTR/L-2T..SH-L120 ¢ TGTR/L-D ® TGTR/L-IQ ® TGTR/L-IQ-2Z ¢ TGTR/L-JHP ® TGTR/L-JHP-MC

L Z Y VP WV v/
AN

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

ﬂ Vil
%

. . Recommended

Dimensions Tough Hard Machining Data
s | 88|28 | s f groove
Designation cw RE CcWTOL™M RETOL® S| |&8|&| & (mm/rev)
TAG N2LF 2.00 0.20 0.04 0.030 o ° ° o ° 0.03-0.08
TAG N3LF 3.06 0.20 0.04 0.030 o ° ° ° ° 0.04-0.10

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

() Corner radius tolerance (+/-)

Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ ® TGAQ-ECD (JET-CROWN) e TGAQ-JHP ¢ TGFH-JHP
o TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR e TGFHR/L ® TGFHR/L-JHP  TGFS e TGSU e TGTR/L-2T..SH-L120 * TGTR/L-D

e TGTR/L-IQ ¢ TGTR/L-IQ-2Z

e TGTR/L-JHP e TGTR/L-JHP-MC

ISCAR




TAG N-UT

Single-Sided Inserts for Parting,
Grooving & Slitting at Low
Feeds on Cr-Ni Alloys, Ductile
Materials & Low Carbon Steel

Sl
1§

©)
=
—
<
al

) . Recommended

Dimensions Tough «<— Hard Machining Data
S| 8|8 f groove
Designation cw RE cwroL® RETOL®@ 3|8 |3 (mm/rev)
TAG N2UT 2.00 0.20 0.04 0.040 . . ° 0.03-0.10
TAG N3UT 3.00 0.30 0.04 0.040 o o 0.04-0.12
TAG N4UT 4.00 0.30 0.04 0.040 ° 0.05-0.15
TAG N5UT 5.00 0.30 0.04 0.040 ° 0.05-0.18
TAG N6UT 6.00 0.85 0.04 0.040 ° 0.06-0.22

* For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

() Corner radius tolerance (+/-)

Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ e TGAQ-ECD (JET-CROWN)
e TGAQ-JHP ¢ TGBHR/L ® TGFH-JHP e TGFH-MB ¢ TGFH-S e TGFH/R/L ¢ TGFHL-TR ® TGFHR/L ¢ TGFHR/L-JHP e TGFS e TGSU

e TGTR/L-2T..SH-L120 ¢ TGTR/L-D ® TGTR/L-IQ ® TGTR/L-IQ-2Z ¢ TGTR/L-JHP e TGTR/L-JHP-MC

A

PARTING LINE 10° g - A
TAG N-A _ ( @ Y
Single-Ended Inserts for Parting, T 3
Grooving and Slitting Aluminum XX!

A
. . Recommended
LI e Machining Data
o f groove
Designation cwW RE cwtoL® RETOL® S (mm/rev)
TAG N2A 2.00 0.20 0.04 0.040 (] 0.02-0.10
TAG N3A 3.07 0.20 0.04 0.040 . 0.03-0.14
TAG N4A 4.00 0.24 0.04 0.030 o 0.03-0.16
® For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
) Corner radius tolerance (+/-)
Tools: ADMP D45 e TAGPAD-JHP e TAGPAD-XL-JHP e TAGPAD-Y-JHP e TGAD e TGAD RE/LE-JHP ¢ TGAQ e TGAQ-ECD (JET-CROWN)
e TGAQ-JHP e TGFH-JHP ¢ TGFH-MB e TGFH-S e TGFH/R/L ® TGFHL-TR ¢ TGFHR/L ® TGFHR/L-JHP  TGFS e TGSU e TGTR/L-2T..SH-L120
e TGTR/L-D ¢ TGTR/L-IQ  TGTR/L-IQ-2Z * TGTR/L-JHP e TGTR/L-JHP-MC
_-— e
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40

ar Max

HIGH FEED GRIP HOLDER t«—— OAL assembly ﬂ > OAW |= \_M

TGTBQ-JHP ] f &lﬁ
Tool Blocks for Square
TANG-F-GRIP and DO-F-GRIP
Parting and Grooving Adapters
for High-Pressure Coolant

ez

©)
=
—
<
al

Coolant inlet G1/8 /7 o Bl
OAH H B 0AW OAL LB CUTDIA

TGTBQ 20L-D52-JHP 50.00 20.0 20.5 26.50 122.00 34.00 52.0
TGTBQ 20R-D52-JHP 50.00 20.0 20.5 26.50 122.00 34.00 52.0
TGTBQ 25L-D52-JHP 50.00 25.0 25.5 31.50 132.00 34.00 52.0
TGTBQ 25R-D52-JHP 50.00 25.0 25.5 31.50 132.00 34.00 52.0
TGTBQ 20L-D82-JHP 64.00 20.0 20.5 26.50 140.00 53.00 82.0
TGTBQ 20R-D82-JHP 64.00 20.0 20.5 26.50 140.00 53.00 82.0
TGTBQ 25L-D82-JHP 64.00 25.0 25.5 31.50 150.00 53.00 82.0
TGTBQ 25R-D82-JHP 64.00 25.0 25.5 31.50 150.00 53.00 82.0
TGTBQ 32L-D82-JHP 64.00 32.0 32.5 38.50 160.50 53.50 82.0
TGTBQ 32R-D82-JHP 64.00 32.0 32.5 38.50 150.50 53.50 82.0
TGTBQ 25L-D120-JHP 95.00 25.0 255 31.50 165.00 67.00 120.0
TGTBQ 25R-D120-JHP 95.00 25.0 25.5 31.50 165.00 67.00 120.0
TGTBQ 32L-D120-JHP 95.00 32.0 32.5 38.50 165.00 67.00 120.0
TGTBQ 32R-D120-JHP 95.00 32.0 32.5 38.50 165.00 67.00 120.0
TGTBQ 25L-D160-JHP 107.00 25.0 255 31.50 190.50 92.50 160.0
TGTBQ 25R-D160-JHP 107.00 25.0 25.5 31.50 190.50 92.50 160.0
TGTBQ 32L-D160-JHP 107.00 32.0 32.5 38.50 190.50 92.50 160.0
TGTBQ 32R-D160-JHP 107.00 32.0 32.5 38.50 190.50 92.50 160.0
TGTBQ 40L-D160-JHP 107.00 40.0 40.5 46.50 190.50 92.50 160.0
TGTBQ 40R-D160-JHP 107.00 40.0 40.5 46.50 190.50 92.50 160.0

Tools: DGAQ ¢ DGAQ-JHP ¢ TGAQ e TGAQ-JHP
Table determining depth of cut for grooving as function of workpiece diameter

Designation gDmax

TGTBQ...D52-JHP 53 | 54 | 55 | 66 | 57 | 59 | 61 | 64 | 67 | 71 | 75 | 81 | 88 | 96 | 107 | 122 | 141 | 169
TGTBQ...D82-JHP 107 | 110 | 114 | 119 [ 124 | 130 | 137 | 145 | 164 | 165 | 178 | 194 | 213 | 237 | 267 | 308 | 363 | 443
gcyp={emo R PO S [2B 202 | 210 | 219 | 229 | 240 | 253 | 267 | 283 | 302 | 324 | 349 | 380 | 417 | 462 | 518 | 592 | 689 | 827
gpeqp={erin RGO EN | S EA 345 | 361 | 377 | 396 | 418 | 441 | 468 | 499 | 534 | 576 | 624 | 682 | 753 [ 840 [ 951 (1096 [ 1294 | 1583
CDX 21120 (19 [ 18 | 17 | 16 [ 15| 14 | 13 (12 | 11 | 10| 9 8 7 6 5 4

smax

TGTBQ...D82-JHP 83 | 83 | 84 | 84 |8 | 8 |87 | 8 |8 | 91 | 92| 94|96 | 98 [101]| 103
greyi=le B R ORI S 139 | 141 | 143 | 145 | 148 | 150 | 153 | 156 | 160 | 164 | 168 | 172 | 177 | 183 | 188 | 195
qreyy=le B R CIENTE S 220 | 225 | 229 | 234 | 239 | 245 | 251 | 257 | 264 | 271 | 279 | 288 | 298 | 308 | 320 | 332
CDX 37 | 36 | 35| 34 |33 )3 |31 |30 |2 |28 |27 | 26|25 |2 23| 22

aDmax

TGTBQ...D120-JHP [P 122 | 123 | 123 | 124 | 125 | 125 [ 126 | 127 | 128 | 129 | 130 | 131 | 132
TGTBQ...D160-JHP EmYs 177 | 181 | 183 | 184 | 186 | 188 | 190 [ 193 | 195 | 198 | 200 | 203 | 206
56-60 | 63-55 | 52 | 51 | 50 | 49 | 48 | 47 | 46 | 45 | 44 | 43 | 42 | 4

Block: TGTBQ...D...

Blade: T/DGAQ...

Locating Pin: Side thrust Pin 3mm
Screw: SR M4x10 ISO 14580
Screw: SR M4x9-Seal-JHP

Seal washer: CSW 1/8"

0O-ring: O-ring 10x2 NBR

Nooprpd=

Spare Parts

e & @ & /S o

TGTBQ-JHP SR M4X9-SEAL-JHP SIDE THRUST PIN 3mm JHP COPPER SEAL 1/8" SR SO 14580 M4X10 SW6-SD BLD T20/S7 O-RING 10X2 NBR

ISCAR




LOGIQF=GRIP

HIGH FEED GRIP HOLDER
TGTBQ-JHP-MC

Tool Blocks for Parting and
Grooving Square Adapters
for High-Pressure Coolant
with Three Cooling Inlets

\CUTDIA

&-1 40
Bar Max

B
OAH H 0AW OAL LB CUTDIA
TGTBQ 20R/L-D52-JHP-MC 50.00 20.0 205 26.50 112.00 42.00 52.0
TGTBQ 25R/L-D52-JHP-MC 50.00 25.0 26.5 31.50 125.00 40.00 52.0
TGTBQ 20R/L-D82-JHP-MC 64.00 20.0 205 26.50 127.50 57.50 82.0
TGTBQ 25R/L-D82-JHP-MC 64.00 25.0 265 31.50 142.50 57.50 82.0
TGTBQ 25R/L-D120-JHP-MC 95.00 25.0 26.5 31.50 158.00 73.00 120.0
Tools: DGAQ * DGAQ-JHP ¢ TGAQ * TGAQ-JHP
Spare Parts
Q
Designation @ GS @/ & / / @ §\.§
P I E T SRM4X9-SEAL-JHP  SIDE THRUST PIN3mm  JHP COPPER SEAL 1/8'  SRISO 14580 MAX10 BLDT20/S7  SW6-SD  O-RING 10X2NBR  PLG G1/8 TL360
LOGIQF=GRIP o ouTDIA

TGTBQ-JHP-RIB

Tool Blocks for Square F-GRIP
Parting and Grooving Adapters
with High-Pressure Coolant for
Machining next to Spindle

f«—— OAL (assembly)

—
T

OAH

Coolant inlet “: B

=

/&-‘l 40
Bar Max

Designation OAH H B OAW OAL LB CUTDIA
TGTBQ 25L-R-D52-JHP 50.00 25.0 25.5 31.50 1563.50 55.50 520
TGTBQ 25R-L-D52-JHP 50.00 25.0 25.5 31.50 163.50 55.50 52.0
TGTBQ 25L-R-D82-JHP 64.00 25.0 25.5 31.50 165.00 68.00 82.0
TGTBQ 25R-L-D82-JHP 64.00 25.0 25.5 31.50 165.00 68.00 82.0
TGTBQ 25L-R-D120-JHP 95.00 25.0 25.5 31.50 195.00 97.00 120.0
TGTBQ 25R-L-D120-JHP 95.00 25.0 25.5 31.50 195.00 97.00 120.0

Tools: DGAQ * DGAQ-JHP © TGAQ e TGAQ-JHP

Standard Holders

NEW Reinforced Rib on the Opposite Side

TGTBQ 25 L -D82 -JHP

TGTBQ 25 R -D82 -JHP

TGTBQ 25 R -D82L -JHP

TGTBQ 25 L -D82R-JHP

-

-

L- Pocket orientation

R- Pocket orientation

R- Pocket orientation
L-Reinforcement rib side

L- Pocket orientation
R-Reinforcement rib side

Spare Parts

&

Designation

ol

&

A 4

2, @,

TGTBQ-JHP-RIB

SR IS0 14580 M4X10

SIDE THRUST PIN 3mm

SR M4X9-SEAL-JHP

BLD T20/87 SW6-SD

O-RING 10X2 NBR JHP COPPER SEAL 1/8"

Member IMC Grou

P
o=
L 4 11 ]

©)
=
—
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LOGIQF=GRIP

HIGH FEED GRIP HOLDER

Vi# SQi-#-D82-JHP

View A
K140
Bar Max

Intermediate Holders for
TANG-F-GRIP and DO-F-GRIP
Square Type D82 Adapters
Designed for Modular

Tooling Systems

WF (assembly)f u

©)
=
—
<
al

Vi## SQR-L D82-JHP Vi## SQL-R D82-JHP Vi## SQR-R D82-JHP Vit SQL-L D82-JHP

H LF 0AW WF®
V60 SQL-L-D82-JHP 62.0 34.70 64.50 28.95
V60 SQL-R-D82-JHP 62.0 34.70 64.50 15.35
V60 SQR-L-D82-JHP 62.0 34.70 64.50 18.85
V60 SQR-R-D82-JHP 62.0 34.70 64.50 3245
V85 SQL-L-D82-JHP 83.0 34.70 85.00 40.95
V85 SQL-R-D82-JHP 83.0 34.70 85.00 27.35
V85 SQR-L-D82-JHP 83.0 34.70 85.00 27.35
V85 SQR-R-D82-JHP 83.0 34.70 85.00 4095

™) When 3mm width insert is used.

Tools: DGAQ * DGAQ-JHP « TGAQ * TGAQ-JHP

Identification Key

V60 SQL-L-D82-JHP V60 SQL-R-D82-JHP V60 SQR-L-D82-JHP V60 SQR-R-D82-JHP

2 ]
|- Holder (prism) orientation |- Holder (prism) orientation R- Holder (prism) orientation R- Holder (prism) orientation
|- Pocket side R- Pocket side L- Pocket side R- Pocket side

Spare Parts

» @ o & &

Vit# SQ#-#-D82-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" O-RING 10X2 NBR SIDE THRUST PIN 3mm SR ISO 14580 M4X10

ISCAR




TANGF=GRIP

TGAQ-JHP

Parting and Grooving Square
Adapters with Internal Coolant
Holes Carrying TANG-GRIP
Tangentially Clamped Inserts

©)
=
—
<
al

WB i
OAL OAH CWN® cwx@ WB HF CUTDIA® MIID® CSP®)
TGAQ D52-2-2Z-JHP 50.00 50.00 1.80 2.50 1.65 435 52.0 TAG 2 1
TGAQ D52-3-2Z-JHP 50.00 50.00 2.80 3.50 2.50 435 52.0 TAG 3 1
TGAQ D52-4-2Z-JHP 50.00 50.00 3.70 4.50 3.40 43.5 52.0 TAG 4 1
TGAQ D82-2-4Z-JHP 61.00 61.00 1.80 2.50 1.65 58.0 82.0 TAG 2 1
TGAQ D82-3-4Z-JHP 61.00 61.00 2.80 3.50 2.50 58.0 82.0 TAG 3 1
TGAQ D82-4-4Z-JHP 61.00 61.00 3.70 4.50 3.40 58.0 82.0 TAG 4 1
TGAQ D120-3-4Z-JHP 90.50 90.50 2.80 3.50 2.50 84.0 120.0 TAG 3 1
TGAQ D120-4-4Z-JHP 90.50 90.50 3.70 4.50 3.40 84.0 120.0 TAG 4 1
TGAQ D120-5-4Z-JHP 90.50 90.50 470 5.50 4.00 84.0 120.0 TAG 5 1
TGAQ D160-3-4Z-JHP 100.00 100.00 2.80 3.50 2.50 97.0 160.0 TAG 3 1
TGAQ D160-4-4Z-JHP 100.00 100.00 3.70 4.50 3.40 97.0 160.0 TAG 4 1
TGAQ D160-5-4Z-JHP 100.00 100.00 4.70 5.50 4.00 97.0 160.0 TAG 5 1

e Suitable for all TANG-GRIP inserts

() Minimum cutting width

2 Maximum cutting width

(@) Maximum diameter for parting

4 Master insert identification

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

Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF & TAG N-J/JS/JT  TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS
Holders: TGTBQ-JHP ¢ TGTBQ-JHP-MC e TGTBY-JHP e Vi## SQ#-#-D82-JHP

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
4-7 5-8 6-9
6-7 7-8 8-9

Spare Parts

» @ /

TGAQ D52-2-2Z-JHP
TGAQ D52-3-2Z-JHP
TGAQ D52-4-2Z-JHP
TGAQ D82-2-4Z-JHP
TGAQ D82-3-4Z-JHP
TGAQ D82-4-4Z-JHP
TGAQ D120-3-4Z-JHP
TGAQ D120-4-4Z-JHP
TGAQ D120-5-4Z-JHP
TGAQ D160-3-4Z-JHP
TGAQ D160-4-4Z-JHP
TGAQ D160-5-4Z-JHP

* Optional, should be ordered separately

SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 2*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 2*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 5-7*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 3-4-SH*
SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" ETG 5-7
_-— e




[
Z TGAQ KX
e Parting and Grooving Square OAH HE OAH HF
Adapters Carrying TANG-GRIP % CUTDIA

E Tangentially Clamped Inserts l ] \CUTDIA l

< OAL—=r! Cncwx oA . CWN-CWX

& 1 WB; %

OAL OAH CWN® cwx@ WB HF CUTDIA® MIID CSP®

TGAQ D52-2-2Z 50.00 50.00 1.80 250 1.65 43.5 52.0 TAG 2 0
TGAQ D52-3-2Z 50.00 50.00 2.80 3.50 2,50 435 52.0 TAG 3 0
TGAQ D52-4-2Z 50.00 50.00 3.70 450 3.40 43.5 52.0 TAG 4 0
TGAQ D82-2-4Z 61.00 61.00 1.80 2,50 1.65 58.0 82.0 TAG 2 0
TGAQ D82-3-4Z 61.00 61.00 2.80 3.50 2.50 58.0 82.0 TAG 3 0
TGAQ D82-4-4Z 61.00 61.00 3.70 450 3.40 58.0 82.0 TAG 4 0
TGAQ D120-3-4Z 90.50 90.50 2.80 3.50 2,50 84.0 120.0 TAG3 0
TGAQ D120-4-4Z 90.50 90.50 3.70 450 3.40 84.0 120.0 TAG 4 0
TGAQ D120-5-4Z 90.50 90.50 470 5.50 4.00 84.0 120.0 TAG 5 0
TGAQ D160-3-4Z 100.00 100.00 2.80 3.50 2,50 97.0 160.0 TAG 3 0
TGAQ D160-4-4Z 100.00 100.00 3.70 450 3.40 97.0 160.0 TAG 4 0
TGAQ D160-5-4Z 100.00 100.00 4.70 5.50 4,00 97.0 160.0 TAG 5 0

e Suitable for all TANG-GRIP inserts

M Minimum cutting width

2 Maximum cutting width

(3 Maximum diameter for parting

4 Master insert identification

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

Inserts: TAG N-A ¢ TAG N-C/W/M e TAG N-HF e TAG N-J/JS/JT e TAG N-LF e TAG N-MF e TAG N-UT e TAG R/L-C e TAG R/L-J/JS
Holders: TGTBQ-JHP ¢ TGTBQ-JHP-MC e TGTBY-JHP e Vi## SQ#-#-D82-JHP

Spare Parts

& /

TGAQ D52-2-2Z SR SO 14580 M4X10 ETG 2*
TGAQ D52-3-2Z SR ISO 14580 M4X10 ETG 3-4-SH*
TGAQ D52-4-2Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D82-2-4Z SR ISO 14580 M4X10 ETG 2
TGAQ D82-3-4Z SR ISO 14580 M4X10 ETG 3-4-SH*
TGAQ D82-4-4Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D120-3-4Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D120-4-4Z SR ISO 14580 M4X10 ETG 3-4-SH*
TGAQ D120-5-4Z SR IS0 14580 M4X10 ETG 5-7
TGAQ D160-3-4Z SR IS0 14580 M4X10 ETG 3-4-SH*
TGAQ D160-4-4Z SR ISO 14580 M4X10 ETG 3-4-SH*
TGAQ D160-5-4Z SR ISO 14580 M4X10 ETG 5-7

ISCAR

*  Optional, should be ordered separately




i Ei
DGAQ-JHP r @ﬂg
Parting and Grooving Square OAH -

PARTING

Adapters with Internal Coolant
Holes Carrying DO-GRIP Inserts

26 % CUTDIA

OAL%‘ CWN-CWX
y v

=L
OAL OAH CWN cWx@ WB HF CUTDIA® MIID®) CSPH
DGAQ D52-2-2Z-JHP 50.00 50.00 1.90 2.50 1.72 435 52.0 DGN 2 1
DGAQ D52-3-2Z-JHP 50.00 50.00 3.00 3.18 2.50 435 52.0 DGN 3 1
DGAQ D52-4-2Z-JHP 50.00 50.00 4.00 4.00 3.20 43.5 52.0 DGN 4 1
DGAQ D82-3-2Z-JHP 64.40 64.40 3.00 3.18 2.50 58.0 82.0 DGN 3 1
DGAQ D82-4-2Z-JHP 64.40 64.40 4.00 4.00 3.20 58.0 82.0 DGN 4 1
DGAQ D82-5-2Z-JHP 64.40 64.40 5.00 5.00 4.00 58.0 82.0 DGN 5 1
DGAQ D120-4-4Z-JHP 90.50 90.50 4.00 4.00 3.20 84.0 120.0 DGN 4 1
DGAQ D120-5-4Z-JHP 90.50 90.50 5.00 5.00 4.00 84.0 120.0 DGN 5 1

¢ When using 2 and 3mm double-sided inserts, the depth of cut is limited up to 19mm. For larger depth, use a DGNM type single-ended insert.

) Minimum cutting width

@ Maximum cutting width

(3 Maximum diameter for parting

@) Master insert identification

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

Inserts: DGN-LF/LFT ¢ DGN-MF e DGN-P e DGN-UT/UA ¢ DGN-W e DGN-WP e DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT ¢ DGR-P
e DGR-WP ¢ DGR-Z/ZS e DGR/L-C DGRC/LC-C * DGR/L-J/JS

Holders: TGTBQ-JHP ¢ TGTBQ-JHP-MC e TGTBY-JHP e Vi## SQ#-#-D82-JHP

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
4-7 5-8 6-9
6-7 7-8 8-9

Spare Parts

» @ Z

DGAQ-JHP SR M4X9-SEAL-JHP JHP COPPER SEAL 1/8" EDG 33A*
* Optional, should be ordered separately

DOF=GRIP D120

DGAQ

Parting and Grooving
Square Adapters Carrying
DO-GRIP Inserts

W

WB L
OAL OAH CWN® CcWx@ WB HF CUTDIA® MIID® CSP®
DGAQ D52-2-2Z 50.00 50.00 1.90 2.50 1.72 435 52.0 DGN 2 0
DGAQ D52-3-2Z 50.00 50.00 3.00 3.18 2.50 435 52.0 DGN 3 0
DGAQ D52-4-2Z 50.00 50.00 4.00 4.00 3.20 435 52.0 DGN 4 0
DGAQ D82-3-2Z 64.40 64.40 3.00 3.18 2.50 58.0 82.0 DGN 3 0
DGAQ D82-4-2Z 64.40 64.40 4.00 4.00 3.20 58.0 82.0 DGN 4 0
DGAQ D82-5-2Z 64.40 64.40 5.00 5.00 4.00 58.0 82.0 DGN 5 0
DGAQ D120-4-4Z 90.50 90.50 4.00 4.00 3.20 84.0 120.0 DGN 4 0
DGAQ D120-5-4Z 90.50 90.50 5.00 5.00 4,00 84.0 120.0 DGN 5 0]

® When using 2 and 3mm double-sided inserts, the depth of cut is limited up to 19mm. For larger depth, use a DGNM type single-ended insert.

) Minimum cutting width

2 Maximum cutting width

@) Maximum diameter for parting

(@) Master insert identification

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

Inserts: DGN-LF/LFT ¢ DGN-MF e DGN-P ¢ DGN-UT/UA ¢ DGN-W ¢ DGN-WP ¢ DGN-Z ¢ DGN/DGNC/DGNM-C ¢ DGN/DGNM-J/JS/JT e DGR-P
e DGR-WP e DGR-Z/ZS  DGR/L-C DGRC/LC-C e DGR/L-J/JS

Holders: TGTBQ-JHP ¢ TGTBQ-JHP-MC ® TGTBY-JHP e Vi## SQ#-#-D82-JHP

Spare Parts

& <

YN SRISO 14580 M4x10 EDG 337"

* Optional, should be ordered separately

Member IMC Group.

(T [Tl 517



JET-CROWN

LOGIQy=GRIP

©)
=
—
<
al

HIGH FEED GRIP HOLDER OAL ] \,M

JETCROWN B : B

LOG!Q JET COOLANT ul

TGTBQ-ECD-JHP (JET-CROWN) ° ¥

Tool Blocks for Square

TANG-F-GRIP (TGAQ-ECD)

Parting and Grooving Adapters A A separate crown for each insert

for High-Pressure Coolant - width should be ordered separately

OAH H B 0AW OAL LB CUTDIA
TGTBQ 20L-D65-ECD-JHP 55.00 20.0 20.5 26.50 129.00 42.00 65.0
TGTBQ 20R-D65-ECD-JHP 55.00 20.0 20.5 26.50 129.00 42.00 65.0
TGTBQ 25L-D65-ECD-JHP 55.00 25.0 25,5 31.50 139.00 42.00 65.0
TGTBQ 25R-D65-ECD-JHP 55.00 25.0 25,5 31.50 139.00 42.00 65.0
TGTBQ 20L-D82-ECD-JHP 64.00 20.0 20.5 26.50 140.00 53.00 82.0
TGTBQ 20R-D82-ECD-JHP 64.00 20.0 20.5 26.50 140.00 53.00 82.0
TGTBQ 25L-D82-ECD-JHP 64.00 250 2565 31.50 150.00 53.00 82.0
TGTBQ 25R-D82-ECD-JHP 64.00 25.0 256.5 31.50 150.00 53.00 82.0

* A separate crown for each insert width should be ordered separately.

Tools: TGAQ-ECD (JET-CROWN)

Depth of cut as function of workpiece diameter

Dmax

TGTBQ ..R/L-D65-ECD ;] 95 90 87 84 81 78 76 74 73 72 70 69 68 67 66 65
CDX 8 9 10 " 12 13 14 15 16 17 18 19 2021 22 2324 25-33 325

TGTBQ ..R/L-D82-ECD AT T b (R & A [0/ (0T (0 e ] 97 95 93 91 90 89 88 87 86 85 84 83 82
CDX 11 12 13 14 15 16 17 18 19 20 21 22 23 24 25 26 27 28 31 41

The tool cannot be used for grooving applications when the workpiece diameter is
larger than 118mm.

Spare Parts

V4 / /
TGTBQ-ECD-JHP (JET-CROWN) SRM7-R-L BLD T20/57 SW6-SD

TANGE=GRIP T ' 1

—H

JETCROWN T “

LOG!Q JET COOLANT HF H

TGAQ-ECD (JET-CROWN) .

Parting and Grooving Square “\.outDiA

Adapters Compatible with - wB CWN-CWX

TANG-GRIP Inserts (Single-Ended) % ] A separate crown for each insert

Y width should be ordered separately

CWN® cwx®@ WB H HF®) CUTDIA MIIDH)
TGAQ D65-2-4Z-ECD 1.80 2.50 1.65 49.0 48.7 65.0 TAG N2
TGAQ D65-3-4Z-ECD 2.80 3.50 2.50 49.0 48.7 65.0 TAG N3
TGAQ D82-2-4Z-ECD 1.80 2.50 1.65 58.0 57.7 82.0 TAG N2
TGAQ D82-3-4Z-ECD 2.80 3.50 2.50 58.0 57.7 82.0 TAG N3
TGAQ D82-4-4Z-ECD 3.70 3.40 3.40 58.0 57.7 82.0 TAG N4

e Suitable for all TANG-GRIP inserts

) Minimum cutting width

(2 Maximum cutting width

@) Related to insert

4 Master insert identification

Inserts: TAG N-A © TAG N-C/W/M ¢ TAG N-HF o TAG N-J/JS/JT  TAG N-LF e TAG N-MF ¢ TAG N-UT ¢ TAG R/L-C * TAG R/L-J/JS
Holders: TGTBQ-ECD-JHP (JET-CROWN)

Spare Parts

P

TGAQ D65-2-4Z-ECD ECD D65-2-TG* ETG 2*

TGAQ D65-3-4Z-ECD ECD D65-3-TG* ETG 3-4-SH*

TGAQ D82-2-4Z-ECD ECD D82-2-TG* ETG 2

TGAQ D82-3-4Z-ECD ECD D82-3-TG* ETG 3-4-SH*

TGAQ D82-4-4Z-ECD ECD D82-4-TG* ETG 3-4-SH*
* Optional, should be ordered separately

ISCAR




TGTBY R32-D82R-JHP with TGAQ Shown

LOGIQI=GRIP P 0
HiGH FEED Y-AXiS
TGTBY-JHP =[HTPAM = ﬁ@lg =
Y-Axis Intermediate Prismatic @ =
Holders for Square JHP |—
Adapters on Multi-Task Machines m
for Parting and Grooving <
al

OAH HF 0AW LF LB CUTDIA OAL( 0AL_2@ HTPRM
TGTBY L32-D82R-JHP 42.00 65.8 16.00 150.00 62.00 82.0 153.00 156.40 32.00
TGTBY R32-D82L-JHP 42.00 65.8 16.00 150.00 62.00 82.0 153.00 156.40 32.00
TGTBY R32-D82R-JHP 42.00 65.8 16.00 150.00 62.00 82.0 153.00 156.40 32.00
TGTBY L32-D82L-JHP 42.00 65.8 16.00 150.00 62.00 82.0 153.00 156.40 32.00

e Can be used also for X-axis (multi-task machines) - location pin should be removed e For set up procedure see page 520

) Overall length with TGAQ adapter

@ Overall length with DGAQ adapter

Tools: DGAQ * DGAQ-JHP e TGAQ e TGAQ-JHP

Member IMC Group.




anis Tool Setup on Multi-Task Machines

(D Parting and Setup in Y-Axis Direction Parting and Setup in X-Axis Direction - Optional
Z Cutting edge is located: Cutting edge is located 27.5 mm |

|: 1.30.82 mm from machine center TGTBY from machine center line (%) | TCTBY
m line &) in Y Axis ; @)

< 2.3 mm from for TGAQ adapter and | +97.5 REF :

D_ 6.4 mm for DGAQ adapter @) : '

(see sketches below)
*30.82 REF

Feed (in X axis)

Option 1  Option 2

For TGAQ For DGAQ Correct Correct
Adapters Adapters Position X Position
v’
Setup cutting edge level on center line Setup cutting edge level on center line
* For Y-Axis cut off, compensate 30.82 mm in Y-Axis direction * For X-Axis cut off, compensate 27.5 mm in Y-Axis direction.
and compensate 3 mm for TGAQ adapters or Location pin should be removed.

6.4 mm for DGAQ adapters in X-Axis direction.

Set the cutting edge on the center line:

Option 1 - Gauge the cutting edge - this is preferable due to
better accuracy

Option 2 - Gauge the blade and compensate 3mm / 6.4mm

1. Block: TGTBY
2. Locating pin: Side thrust Pin 3 mm
3. Clamping screw : SR M4x10 ISO 14580
4. Clamping & sealing screw: SR M4x9-Seal-JHP )F(‘i“x‘i’s":ﬂzg‘hifﬁ;ing
5. Seal washer: CSW 1/8"
6. O-ring: O-ring 10x2 NBR
7. Lower sealing plug: Plug G1/8-6.5 TL360
8. Upper sealing screw: SR M3x4-DIN913
Spare Parts

o &> » o ©0 J ¢ & [ &

e 0[S SRISO 14580 M4X10 SR M4X9-SEAL-JHP  OR16X2NBR  JHP COPPERSEAL 1/8"  BLDT20/S7  SW6-SD  PLGG1/8TL360 HWS5.0  SIDE THRUST PIN 3mm

28 ISCAR




SELF-5-GRIP

©)
=
—
<
al

1AING - CUTDIA_ .~ "™~ -

Y AXiS PARTING LINE p <—~.\?4.4—> “! - ¥
TAGPAD-Y-JHP / ‘ J— r 140
Y-Axis Adapters for Parting & I s N 33 .

Grooving on Multi-Task Machines N\ ';‘F‘ Fnc OAH

& Turning Centers with JHP v\;\'»i — ¢

Channels and TANG-GRIP Inserts \ le— OAL—
C%
cw WF WB WB_2 OAL OAH HF CUTDIA MIIDM /

-Y-D82R/L-3C 3.00 4.80 240 6.0 77.40 52.00 34.0 82.0 TAGNSHF  ETG 3-4-SH*
TAGPAD-Y-D82R/L-4C 4.00 4.30 3.40 6.0 77.40 52.00 34.0 82.0 TAGN4HF  ETG 3-4-SH*
e Can be offered for parting up to 125mm diameter as semi standard: TAGPAD-Y-125R\L-3C, TAGPAD-Y-125R\L.-4C e For set up procedure and user guide, see page 550
¢ The tool types shown are currently unavailable in the USA, Canada, China, Japan and Korea.
() Master insert identification
*  Optional, should be ordered separately
Inserts: TAG N-A © TAG N-C/W/M e TAG N-HF ¢ TAG N-J/JS/JT ¢ TAG N-MF e TAG N-UT e TAG R/L-C * TAG R/L-J/JS
Holders: ABC MAHDR-#-XL-JHP ¢ MAHPR/L-XL-JHP ¢ MAHR/L-MG-XL-JHP ¢ MAHR/L-MG-XL-JHP-MC ¢ TR45 MAHDR-#-XL-JHP e V## MAHD#-#-XL-##-JHP
e Vit# MAHD-XL-JHP

SLIMGRIP ‘ OAL
NARROW INSERT CUTDIA
THMPR/L D22-JHP Tf T — y T E‘MQ
Holders with High-Pressure o 't@;@i:if}&? % (typx3) |;|
Coolant Channels for Pentagonal "lF pHBH
SLIM-GRIP Adapters
A 7.—7»7 777777 —
WF 7% ] t::f]‘;:j‘B
H HF HBH B WF CUTDIA OAL HBL CNT
THMPR/L 16-D22-JHP 16.0 16.1 10.0 16.0 14.60 22.0 135.00 29.6 UNF 5/16-24
THMPR/L 20-D22-JHP 20.0 20.1 6.0 20.0 18.60 22.0 135.00 29.6 G1/8
Tools: ADMP D22
THMPR/L...-D22-JHP CDX to gDmax
CDX <2.0 <3.0 <4.0 <5.0 <6.0 <7.0 <8.0 <11.0
gDmax 85 80 75 70 65 60 55 50

Spare Parts

© % o >
THMPR/L 16-D22-JHP SR 5/16UNF TL360 HW 5/32" SR M4-39432 T-15/5
THMPR/L 20-D22-JHP PLG G1/8 TL360 HW 5.0 SR M4-39432 T-15/5

SELF2YGRIP

PARTING AND GROOVING

SLIMGRIP

ADMP D22

Parting and Grooving
Adapters with 5 Pockets
for SLIM-GRIP Inserts

Q
=

Designation WB D CUTDIA Insert
ADMP D22-1.2 1.20 1.06 32 22.0 GFT 1.2
ADMP D22-1.6 1.60 1.20 32 22.0 GFT 1.6

e For user guide, see pages 540-547

Inserts: GFT-C e GFT-J

Holders: THMPR/L D22-JHP

Spare Parts

o
®
ot
Q
3
o

s

ESG-SLM*

o
s
o
(=]
N
N

* Optional, should be ordered separately

Member IMC Group.




TANG-5-GRIP

SLIMGRIP

_ Wi

Thin Parting, Grooving
and Slitting Single-Ended

©)
=
—
<
al

Inserts for Soft Materials

L

om%

b fRe

Dimensions Tough <— Hard Recommended Machining Data
& = f groove

Designation cw RE S S (mm/rev)
GFT 0.6J-0.1 0.60 0.10 o o 0.03-0.05
GFT 0.8J-0.1 0.80 0.10 o o 0.03-0.07
GFT 1.0J-0.1 1.00 0.10 . ) 0.03-0.09
GFT 1.2J-0.14 1.20 0.14 o o 0.03-0.10
GFT 1.6J-0.16 1.60 0.16 . ) 0.03-0.12

Tools: ADMP D22 ¢ SGAQ

SLIMGRIP

NARROW INSERTS ! * ‘

[
GFT.C | As
Thin Parting, Grooving & Slitting /
Single-Ended Inserts

for Soft Materials

Dimensions Tough <— Hard Recommended Machining Data

f groove

Designation CcwW RE (mm/rev)

® 1C1028
® |IC1008

0.06-0.15

GFT 1.6C-0.16 1.60 0.16

Tools: ADMP D22

CNT (typx3)
1 140

TANGS GRIP

PARTING AND GROOVING
THMPR/L D45-JHP

Holders with High-Pressure
Coolant Channels for Pentagonal
TANG-GRIP Adapters

—

H HF HBH B WF CUTDIA OAL HBL CNT

THMPR/L 20-D45-JHP 20.0 20.1 18.0 20.0 17.35 45.0 135.00 35.6 G1/8
THMPR/L 25-D45-JHP 25.0 25.1 13.0 25.0 22.35 45.0 135.00 35.6 G1/8

Tools: ADMP D45

Spare Parts

» > ® %

THMPR/L D45-JHP SR M3X8 1SO 14580 BLACK T-10/5 PLG G1/8 TL360 HW 5.0

ISCAR




CUT-GRIP

PARTING

TANGS GRIP CUToR ;
PARTING AND GROOVING j — “ —'L
ADMP D45 // -
Parting and Grooving Adapters { s
with 5 Pockets for TANG-GRIP o a
Tangentially Clamped Inserts Sz /
owpETT
CWN® cwx@ WB CUTDIA Insert
ADMP D45-2.0 1.80 2.40 1.60 45.0 TAG 2
ADMP D45-3.0 2.80 3.50 2.50 45.0 TAG 3
e For user guide, see pages 540-547
() Minimum cutting width
2 Maximum cutting width
Inserts: TAG N-A © TAG N-C/W/M o TAG N-HF o TAG N-J/JS/JT © TAG N-LF * TAG N-MF ¢ TAG N-UT * TAG R/L-C  TAG R/L-J/JS
Holders: THMPR/L D45-JHP
Tmax D
THMPR/L...-D45-JHP Tmax. to Dmax. max
Tmax T<3.0 T<4.0 T<5.0 T<6.0 T<7.0 T<8.0 T<9.0 T<10.0 T<225
Dmax 85 80 75 70 65 60 55 50 45 /j
Spare Parts
/
ADMP D45-2.0 ETG 2*
ADMP D45-3.0 ETG 3-4-SH*
* Optional, should be ordered separately
CUTGHiF o
GIM-C . @ @ 9&
Parting and Grooving Single-Sided 7 e = 5 7
Inserts for Parting Bars, Hard ym 1S Ty *E“ H |
Materials and Tough Applications ;ﬂE%‘N
RE
! . Recommended
Dimensions Tough Hard Machining Data
] 3 8 | o f groove
Designation cwW RE CWTOL( BW S|8|& |3 |3 (mm/rev)
3.00 0.22 0.05 2.40 . . . ° . 0.15-0.25
4.00 0.25 0.05 3.40 o 0.15-0.25
5.00 0.40 0.05 4.00 ° ° ° ° ° 0.15-0.30
6.00 0.40 0.05 4.80 [ o o o 0.15-0.30

® For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: Anti-Vibration Blades ® C#-GHDR/L ¢ CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M ¢ CGHN-D ¢ CGHN-DG ¢ CGHN-S e CGPAD
e CGPAD-JHP e GHDRI/L (short pocket) ® GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ¢ GHMPR/L ¢ GHMR/L

Member IMC Group.
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CUTGHIF

GIM-J = | 9|%

Utility Single-Sided Inserts 70 7 5

for Parting and Grooving ths.s ot - @g ;E " “!r
i

Soft Materials, Tubes

©)
=
—
<
al

and Small Diameters ow Bw
J re 7 ¥
. . Recommended
Dimensions Tough «<— Hard Machining Data
9| g 3 s | o f groove
Designation oW RE cwroL® BW 3|8 | 8|3 & (mm/rev)
2.20 0.17 0.06 1.70 o o o o o 0.06-0.13
3.00 0.25 0.05 2.40 . ° ° . ° 0.08-0.15
4,00 0.25 0.05 3.20 . ° . . ° 0.08-0.18

* For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L ® CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M e CGHN-D ¢ CGHN-DG ® CGHN-S e CGPAD e CGPAD-JHP e GHDR/L (short pocket)
* GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ¢ GHMPR/L ¢ GHMR/L ¢ GHSR/L ® GHSR/L-JHP-SL ¢ NQCH-GHSR/L-JHP

CUTG#ir .

q L
GIM-J-RA/LA 7S 9& “!
Utility Single-Sided Inserts :\15.3 Ref ™ @{5

M@i RA

for Parting and Grooving

Soft Materials, Parting Tubes B Tew
and Small Diameters py RSIRR
J cw B4 LA
T
Dimensions Tough «<— Hard azzﬁm{:gng;i
2188 (8|8|g| oo
Designation cw RE cwToL® PSIRL PSIRR BW ()| (mm/rev)
GIM 2.2J-8LA 2.20 0.17 0.05 8.0 - 1.70 o ° ° ° 0.05-0.10
GIM 2.2J-8RA 2.20 0.17 0.05 - 8.0 1.70 (] . (] . (] . 0.05-0.10
GIM 2.2JS-15LA 2.20 0.02 0.05 15.0 ® 1.70 ° . ° 0.05-0.10
GIM 2.2JS-15RA 2.20 0.02 0.05 - 15.0 1.70 ) ° [ ° [ 0.05-0.10
GIM 3J-4LA 3.00 0.22 0.05 4.0 - 2.40 o o 0.05-0.12
GIM 3J-4RA 3.00 0.25 0.05 - 4.0 2.40 ° ° ° ° 0.05-0.12
GIM 3J-8LA 3.00 0.25 0.05 8.0 = 240 o [ ° [ 0.05-0.12
GIM 3J-8RA 3.00 0.25 0.05 - 8.0 2.40 o o o o o o 0.05-0.12
GIM 3JS-15LA 3.00 0.02 0.05 15.0 = 2.40 () ° [ 0.05-0.12
GIM 3JS-15RA 3.00 0.02 0.05 - 15.0 2.40 ) [} ° [ 0.05-0.12
GIM 4J-6LA 4.00 0.25 0.05 6.0 - 3.20 o 0.08-0.15
GIM 4J-6RA 4.00 0.25 0.05 - 6.0 3.20 [ [ 0.08-0.15

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L ® CGHN 26-M e CGHN 32-DGM e CGHN 32-M e CGHN-D ¢ CGHN-DG ® CGHN-S ¢ CGPAD ¢ CGPAD-JHP e GHDR/L (short pocket)
® GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ¢ GHMPR/L ¢ GHMR/L  GHSR/L ® GHSR/L-JHP-SL e NQCH-GHSR/L-JHP

ZZ8 ISCAR




CUTGHIF

+0.1
GIM-W @ &%
Single-Sided Inserts with . ﬁ ViR 4 s T
Central Ridged Chipformer and = 16.3 Ref. @E JE XX o
L
oW =] B

Reinforced Edge for Parting ﬁ:’"

and Grooving Alloy Steel

w re'/f !

PARTING

. . Recommended
Dimensions Tough «<— Hard Machining Data
< =3 3 < o f groove
Designation cwW RE CWTOL( BW 3|8 8|3 & (mm/rev)
2.40 0.18 0.05 2.40 . ° ° 0.10-0.18
3.00 0.22 0.05 240 o [ o [ o 0.10-0.18
3.20 0.22 0.05 2.40 ° ° ° ° ° 0.10-0.20
4.00 0.25 0.05 3.20 [ [ [ [ 0.15-0.20

® For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L ¢ CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M e CGHN-D ® CGHN-DG ® CGHN-S e CGPAD ¢ CGPAD-JHP ¢ GHDRY/L (short pocket)
® GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L * GHMR/L

CUTGHIF +0.1 =
GIM-W-RA/LA dp> / 9& “
Single-Sided Screw-Clamped ﬁ ﬁ 15.3 Ref. ,Qgs’

Inserts with Central Ridged ﬁ/
Chipformer for Parting Alloy Steel "/ PSIRR BYY

Dimensions Tough «<— Hard azzﬁm{:gng;i

2188 |8|8|g| fooe
Designation cw RE cwToL® PSIRL PSIRR BW ()| (mm/rev)
GIM 3-4LA 3.00 0.20 0.05 4.0 - 2.40 ° o ° 0.08-0.16
GIM 3-8LA 3.00 0.20 0.05 8.0 - 240 o o o o 0.08-0.16
GIM 3S-15RA 3.00 0.22 0.05 - 15.0 2.40 ° 0.08-0.16
GIM 3-4RA 3.00 0.25 0.05 - 40 2.40 ° o ° ° ° o 0.08-0.16
GIM 3-8RA 3.00 0.25 0.05 - 8.0 2.40 o o o o 0.08-0.16
GIM 3.2-4LA 3.20 0.22 0.05 4.0 o 2.50 ° 0.08-0.16
GIM 3.2-4RA 3.20 0.22 0.05 - 4.0 2.50 ) ° ° 0.08-0.16
GIM 3.2-8LA 3.20 0.22 0.05 8.0 - 2.50 o 0.08-0.16
GIM 3.2-8RA 3.20 0.22 0.05 - 8.0 2.50 [ ° ° ° 0.08-0.16
GIM 4-4LA 4.00 0.25 0.05 4.0 - 3.20 ° ° 0.10-0.16
GIM 4-4RA 4.00 0.25 0.05 - 40 3.20 o o o o 0.10-0.16
GIM 4-8LA 4.00 0.25 0.05 8.0 - 3.20 ° 0.10-0.16
GIM 4-8RA 4.00 0.25 0.05 - 8.0 3.20 [ o ° ° 0.10-0.16

® For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L ® CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M e CGHN-D e CGHN-DG ® CGHN-S ¢ CGPAD ¢ CGPAD-JHP e GHDR/L (short pocket)
® GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L * GHMR/L

Member IMC Group
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(1) CUTGHIF .
'
. GIM-uT 01 % ‘E
S Single-Ended Screw-Clamped O 7 3
|— Inserts for Parting and Grooving T fafg “!r
at Low Feeds on CrNi Alloys cw
%: and Low Carbon Steel REF tew
. . Recommended
Dimensions Tough Hard Machining Data
g Q f groove
Designation cw RE cwroL® BW 3 3 (mmirev)
GIM 4.6UT 4.60 0.60 0.03 3.80 o o 0.03-0.10

® For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L ¢ CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M e CGHN-D ® CGHN-DG ® CGHN-S e CGPAD ¢ CGPAD-JHP e GHDRY/L (short pocket)
® GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L * GHMR/L

Z Y _ Y/ _
CUTGHi~ o 7 KX! *
GIM-UT-RA/LA 2o ! % r
Single-Ended Screw-Clamped 15.3 Ref!
Inserts for Parting at Low RE
Feeds on CrNi Alloys and wa— ET
Low Carbon Steel Tal=
PSIRR
. . Recommended
RIS Machining Data
< f groove
Designati cw RE cwroLM PSIRR BW 3 (mm/rev)
GIM 3U RA 3.12 0.25 0.03 1.5 2.50 o 0.03-0.10

® For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

Tools: C#-GHDR/L ¢ CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M e CGHN-D ® CGHN-DG ® CGHN-S e CGPAD ¢ CGPAD-JHP e GHDRY/L (short pocket)
® GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L * GHMR/L

CUTGRHiF TR
W

GDMW 2.4 _ _ “

Utility Double-Ended

Inserts for External Turning,

Grooving and Parting

w
Dimensions Tough <— Hard Recommended Machining Data
2|1 8| 8| | 8 a ftum | fgroove
& < 13 N I P
Designation cwW RE  CWTOL® RETOL®  BW coxe | ||| Q| Q (mm) | (mm/rev) | (mm/rev)
| gbmw 2.4 [P 0.18 0.04 0.030 200 1800 | | o | o | o | e | 025150 | 007-042 | 0.05-0.08

e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)

() Corner radius tolerance (+/-)

@) Cutting depth maximum

Tools: PADR/L ¢ PHGR/L ¢ PHSR/L

ISCAR




PENTA-IQ-GRIP ©)
Z
PENTAIGRIP gy -l —
PARTING LINE g v r ) T ' 7 - [ “!
PCHR/L-D-IQ S LB N | s
Grooving and Parting COTDIAPZ = <
Tools Carrying Insert HBH L
: rying INSerts own-owy [«HBL= F [l
with 5 Cutting Edges T OAL: ;
ER | &
) ) Left-hand shown
H B CWNT  CWx®@ WF CUTDIA  OAL LH HBL HBH OAH
PCHR/L 12-D22-2-1Q 120 120 2.00 240 1140 22,0 100.00 26.9 25.70 80 255
PCHR/L 16-D22-2-1Q 16.0 16.0 2.00 240 15,40 22,0 120.00 26.9 23.20 40 255
PCHR/L 20-D22-2-1Q 20.0 20.0 2.00 240 19.40 22.0 120.00 26.9 - - 2515
PCHR/L 12-D22-3-1Q 12.0 12.0 3.00 3.20 10.70 22.0 120.00 19.7 20.00 11.0 25.5
PCHR/L 16-D22-3-1Q 16.0 16.0 3.00 320 1470 22,0 120.00 19.7 20.00 7.0 255
PCHR/L 20-D22-3-1Q 20.0 20.0 3.00 3.20 18.70 22.0 120.00 19.7 - - 2515
PCHR/L 12-D32-2-1Q 120 12.0 2.00 240 11.50 32.0 100.00 284 29.50 14.0 33.6
PCHR/L 16-D32-2-1Q 16.0 16.0 2.00 240 15,50 32.0 120.00 284 29.50 100 336
PCHR/L 20-D32-2-1Q 20.0 20.0 2.00 2.40 19.50 32.0 120.00 284 29.50 6.0 33.6
PCHR/L 25-D32-2-1Q 25.0 25.0 2.00 2.40 24.50 32.0 120.00 284 - - 33.6
PCHR/L 12-D32-3-1Q 120 12.0 3.00 320 1070 32,0 100.00 26.0 32.00 16.0 326
PCHR/L 16-D32-3-1Q 16.0 16.0 3.00 3.20 14.70 32.0 120.00 26.0 32.00 12.0 32.6
PCHR/L 20-D32-3-1Q 20.0 20.0 3.00 3.20 18.70 32.0 120.00 26.0 32.00 8.0 32.6
PCHR/L 25-D32-3-1Q 25.0 25.0 3.00 3.20 23.70 32.0 120.00 26.0 - - 326
PCHR/L 16-D40-3-1Q 16.0 16.0 3.00 3.20 14.70 40.0 1356.00 33.3 36.80 17.0 435
PCHR/L 20-D40-3-1Q 20.0 20.0 3.00 3.20 18.70 40.0 135.00 33.3 35.60 13.0 435
PCHR/L 25-D40-3-1Q 25.0 25.0 3.00 320 23.70 40.0 135.00 333 33.60 80 435
PCHR/L 32-D40-3-1Q 32.0 32.0 3.00 3.20 30.70 40.0 135.00 333 - - 435
() Minimum cutting width
) Maximum cutting width
Inserts: PENTA D-N-C ¢ PENTA D-N-J ¢ PENTA D-N-PB e PENTA D-R/L-C  PENTA D-R/L-J * PENTA D-R/L-PB
Tmax as a Function of Dmax for PENTA D22
Tmax T=<1.2 T<2.0 T<3.0 T<4.0 T<5.0 T<7.0 T<9.0 T=<11.0
Dmax N.LO 600 130 60 40 30 25 22

Tmax as a Function of Dmax for PENTA D32
Tmax T=1.2 T<2 T<3.0 T<4.0 T<5.0 T<6.0 T<7.0 T<8.0 T<9.0 T<16.0
Dmax N.LO N.L® 250 130 80 60 50 45 40 32

Tmax as a Function of Dmax for PENTA D40
Tmax T<1.2 | Ts2 | T<3.0 | T<4.0 | T<5.0 | T<6.0 | T<7.0 | T<8.0 | T<9.0 | T<10.0|T<11.0|T<12.0|T<13.0| T<16.0| T<20.0
Dmax NLO | NLD [ NLLO 350 200 140 105 85 75 65 60 55 50 45 40

(M N.L = No Limit

Spare Parts

Vs 2 / /

PCHR/L 12-D22-2-1Q SR M6-R-L LEVER PD22-2 INJ BLD T15/S7 SW6-SD
PCHR/L 16-D22-2-1Q SR M6-R-L LEVER PD22-2 INJ BLD T15/S7 SW6-SD
PCHR/L 20-D22-2-1Q SR M6-R-L LEVER PD22-2 INJ BLD T15/S7 SW6-SD
PCHR/L 12-D22-3-1Q SR M6-R-L LEVER PD22-3 INJ BLD T15/S7 SW6-SD
PCHR/L 16-D22-3-1Q SR M6-R-L LEVER PD22-3 INJ BLD T15/S7 SW6-SD
PCHL 20-D22-3-1Q LEVER PD22-3 INJ*

PCHR/L 20-D22-3-1Q SR M6-R-L BLD T15/S7 SW6-SD
PCHR 20-D22-3-1Q LEVER PD22-3 INJ

PCHR/L 12-D32-2-1Q SR M6-R-L LEVER PD32-2 INJ BLD T15/S7 SW6-SD
PCHR/L 16-D32-2-1Q SR M6-R-L LEVER PD32-2 INJ BLD T15/S7 SW6-SD
PCHR/L 20-D32-2-1Q SR M6-R-L LEVER PD32-2 INJ BLD T15/S7 SW6-SD
PCHR/L 25-D32-2-1Q SR M6-R-L LEVER PD32-2 INJ BLD T15/S7 SW6-SD
PCHL 12-D32-3-1Q LEVER PD32-3 INJ

PCHR/L 12-D32-3-1Q SR M6-R-L BLD T15/S7 SW6-SD
PCHR 12-D32-3-1Q LEVER PD32-3 INJ*

PCHR/L 16-D32-3-1Q SR M6-R-L LEVER PD32-3 INJ BLD T15/S7 SW6-SD
PCHR/L 20-D32-3-1Q SR M6-R-L LEVER PD32-3 INJ BLD T15/S7 SW6-SD
PCHR/L 25-D32-3-1Q SR M6-R-L LEVER PD32-3 INJ BLD T15/S7 SW6-SD
PCHR/L 16-D40-3-1Q SR M7-R-L LEVER PD40 INJ BLD T20/S7 SW6-SD
PCHR/L 20-D40-3-1Q SR M7-R-L LEVER PD40 INJ BLD T20/S7 SW6-SD
PCHR/L 25-D40-3-1Q SR M7-R-L LEVER PD40 INJ BLD T20/S7 SW6-SD
PCHR/L 32-D40-3-1Q SR M7-R-L LEVER PD40 INJ BLD T20/S7 SW6-SD

* Optional, should be ordered separately
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%ﬁﬁml RIP CUTDIA I}: p P “! I I r
JETCUT i ® H OAH (ﬁ e
HF ] I HEH T
PCHR/L-D-JHP V= HBL¥
Grooving and Parting Tools with , =~ A o .
H I T
Coatnt Carying Inseris with v Kl -
. P fown-owx i
5 Cutting Edges
H HF  HBH B CWNO Cwx® WF CUTDIA OAL LH HBL  OAH CNT
PCHR/L 12-D22-2-JHP 12.0 00 8.0 12.0 2.00 2.40 11.00 22.0 101.50 29.0 29.50 320 UNF 5/16-24
PCHR/L 16-D22-2-JHP 16.0 00 40 16.0 2.00 2.40 15.00 220 121.50 29.0 29.50 320 UNF 5/16-24
PCHR/L 20-D22-2-JHP 20.0 0.0 - 20.0 2.00 240 19.00 22.0 121.50 29.0 29.50 32.0 G 1/8-28
PCHR/L 12-D32-2-JHP 12,0 12.1 14,5 12,0 2.00 2.40 11.15 320 100.00 305 31.00 4.0 UNF 5/16-24
PCHR/L 16-D32-2-JHP 16.0 16.1 10.0 16.0 2.00 2.40 15.21 320 120.00 25.9 27.00 4.0 UNF 5/16-24
PCHR/L 20-D32-2-JHP 20.0 20.1 6.5 20.0 2.00 240 18.40 32.0 120.00 30.5 31.00 41.0 G 1/8-28
PCHR/L 25-D32-2-JHP 25.0 25.1 1.5 250 2.00 2.40 23.40 320 120.00 29.0 29,50 4.0 G1/8-28
PCHR/L 16-D40-3-JHP 16.0 16.0 17.0 16.0 3.00 3.20 14.60 40.0 135.00 36.3 36.80 51.0 UNF 5/16-24
PCHR/L 20-D40-3-JHP 20.0 20.0 13.0 20.0 3.00 3.20 18.60 40.0 135.00 35.1 35.60 51.0 G 1/8-28
PCHR/L 25-D40-3-JHP 25.0 25.0 8.0 25.0 3.00 3.20 23.60 40.0 135.00 33.1 33.60 51.0 G 1/8-28
() Minimum cutting width
2 Maximum cutting width
Inserts: PENTA D-N-C ¢ PENTA D-N-J » PENTA D-N-PB ¢ PENTA D-R/L-C * PENTA D-R/L-J ¢ PENTA D-R/L-PB
PCHR/L D22-2...-JHP Dmax for Partting Off 22/T11
Tmax | T=<1.0 | T<2.0 | T<3.0 | T<4.0 | T<5.0 | T<6.0 | T<7.0 | T<8.0 | T<9.0 T<10.0
Dmax 89 64 48 40 34 31 28 21 24 21
PCHR/L D32-2...-JHP Dmax for Partting Off 32/T16 T omeeron
Tmax T=<1.0 T<2.0 T<3.0 T<4.0 T<5.0 T<6.0 T<7.0 T<8.0 T<9.0 T<10.0
Dmax 150 125 100 78 65 57 51 46 43 40
Tmax T<11.0 T<12.0 T<13.0 T<14.0 T<15.0 i
Dmax 39 37 35 34 33 |
PCHR/L D40-3...-JHP Dmax for Partting Off 40/T20
Tmax T=<1.0 T<2.0 T<3.0 T<4.0 T<5.0 T<6.0 T<7.0 T<8.0 T<9.0 T<10.0
Dmax 400 300 200 145 114 9% 82 73 66 61
Tmax T<11.0 T<12.0 T<13.0 T<14.0 T<15.0 T<16.0 T<17.0 T<18.0 T<19.0
Dmax 57 54 51 49 47 46 45 44 42
Flow Rate vs. Pressure
70 bar 100 bar 140 bar
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
PCHRI/L...-2JHP 2-4 4-6 6-8
PCHRI/L...-3JHP 7-9 9-11 11-13
Spare Parts
V4 W / 7 [ @ ®
PCHR/L 12-D22-2-JHP SR M6-R-L LEVER PD22-2 INJ BLD T15/S7 SW6-SD HW 5/32" SR 5/16UNF TL360
PCHR/L 16-D22-2-JHP SR M6-R-L LEVER PD22-2 INJ BLD T15/S7 SW6-SD HW 5/32" SR 5/16UNF TL360
PCHL 20-D22-2-JHP LEVER PD22-2 INJ*
PCHR/L 20-D22-2-JHP SR M6-R-L BLD T15/S7 SW6-SD HW 5.0 PLG G1/8 TL360
PCHR 20-D22-2-JHP LEVER PD22-2 INJ
PCHR/L 12-D32-2-JHP SR M6-R-L LEVER PD32-2 INJ BLD T15/S7 SW6-SD HW 5/32" SR 5/16UNF TL360
PCHR/L 16-D32-2-JHP SR M6-R-L LEVER PD32-2 INJ BLD T15/S7 SW6-SD HW 5/32" SR 5/16UNF TL360
PCHR/L 20-D32-2-JHP SR M6-R-L LEVER PD32-2 INJ BLD T15/S7 SW6-SD HW 5.0 PLG G1/8 TL360
PCHR/L 25-D32-2-JHP SR M6-R-L LEVER PD32-2 INJ BLD T15/S7 SW6-SD HW 5.0 PLG G1/8 TL360
PCHR/L 16-D40-3-JHP SR M7-R-L LEVER PD40 INJ BLD T20/S7 SW6-SD HW 5/32" SR 5/16UNF TL360
PCHR/L 20-D40-3-JHP SR M7-R-L LEVER PD40 INJ BLD T20/S7 SW6-SD HW 5.0 PLG G1/8 TL360
PCHR/L 25-D40-3-JHP SR M7-R-L LEVER PD40 INJ BLD T20/S7 SW6-SD HW 5.0 PLG G1/8 TL360

* Optional, should be ordered separately
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PENTATCGRIP

PARTING LINE

PENTA D-N-J

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

J

PARTING

' . Recommended
PLIEIEES Machining Data
8 f groove
Designation cw RE cwToL® RETOL® IC 3 (mm/rev)
PENTA D22N200J020 2.00 0.20 0.02 0.030 22.00 . 0.04-0.12
PENTA D22N300J020 3.00 0.20 0.02 0.030 22.00 o 0.04-0.16
e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
) Corner radius tolerance (+/-)
Tools: PCHR/L-D-IQ ¢ PCHR/L-D-JHP
PENTAIiRIP T
PENTA D-R/L-J “ r
Inserts with 5 Cutting Edges
for Parting Tubes, Small
and Thin-Walled Parts
Right-hand shown
' . Recommended
PLIETEES Machining Data
% f groove
Designation CcwW RE IC PSIRL PSIRR [ (mm/rev)
PENTA D22L200J-6D 2.00 0.20 22.00 6.0 - . 0.04-0.10
PENTA D22R200J-6D 2.00 0.20 22.00 = 6.0 o 0.04-0.10
PENTA D22L200J-15D 2.00 0.20 22.00 15.0 - ° 0.04-0.08
PENTA D22R200J-15D 2.00 0.20 22.00 - 15.0 . 0.04-0.08
PENTA D22L300J-6D 3.00 0.20 22.00 6.0 - o 0.04-0.12
PENTA D22R300J-6D 3.00 0.20 22.00 - 6.0 ° 0.04-0.12
PENTA D22L300J-15D 3.00 0.20 22.00 15.0 - ° 0.04-0.10
PENTA D22R300J-15D 3.00 0.20 22.00 - 15.0 . 0.04-0.10
e For cutting speed recommendations and user guide, see pages 540-547
Tools: PCHR/L-D-IQ e PCHR/L-D-JHP
PENTAICGRIP p—
PARTING LINE - “
PENTA D-N-C k
Inserts with 5 Cutting Edges
for Parting and Grooving
Hard Materials, Tough and
- cw
General Applications —
Right-hand shown
Dimensions Recommended
Machining Data
g f groove
Designation RE cw RETOL( CWTOL® IC 8 (mm/rev)
PENTA D32N200C020 0.20 2.00 0.030 0.02 30.25 o 0.04-0.14
PENTA D32N300C020 0.20 3.00 0.030 0.02 30.25 [ 0.06-0.22
PENTA D40N300C020 0.20 3.02 0.030 0.02 37.80 ° 0.06-0.22

e For cutting speed recommendations and user guide, see pages 540-547
() Corner radius tolerance (+/-)

(@ Cutting width tolerance (+/-)

Tools: PCHR/L-D-IQ * PCHR/L-D-JHP

Member IMC Grou
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PENTATCGRIP

PENTA D-R/L-C

Inserts with 5 Cutting Edges for
Parting Hard Materials, Tough
and General Applications

v

©)
=
—
<
al

ewi | PSIRR Right-hand shown
' . Recommended
PLIEIEES Machining Data
g f groove
Designation cw RE IC PSIRL PSIRR 5 (mm/rev)
PENTA D32L200C-6D 2.00 0.10 30.25 6.0 - . 0.04-0.12
PENTA D32R200C-6D 2.00 0.10 30.25 - 6.0 o 0.04-0.12
PENTA D32L200C-15D 2.00 0.20 30.25 15.0 - . 0.04-0.10
PENTA D32R200C-15D 2.00 0.20 30.25 - 15.0 . 0.04-0.10
PENTA D32L300C-6D 3.00 0.20 30.25 6.0 - L] 0.04-0.14
PENTA D32R300C-6D 3.00 0.20 30.25 - 6.0 . 0.04-0.14
PENTA D32L300C-15D 3.00 0.20 30.25 15.0 - ° 0.04-0.10
PENTA D32R300C-15D 3.00 0.20 30.25 - 15.0 o 0.04-0.10
PENTA D40L300C-6D 3.00 0.20 37.80 6.0 - . 0.04-0.14
PENTA D40R300C-6D 3.00 0.20 37.80 = 6.0 o 0.04-0.14
PENTA D40L300C-15D 3.00 0.20 37.80 15.0 - o 0.04-0.10
PENTA D40R300C-15D 3.00 0.20 37.80 = 15.0 ° 0.04-0.10
e For cutting speed recommendations and user guide, see pages 540-547
Tools: PCHR/L-D-IQ * PCHR/L-D-JHP
Penmallarip ——
PARTING LINE - “!
PENTA D-N-PB
Pentagonal Inserts for Parting
and Grooving Bearing Steel
and Other Ductile Materials
. . Recommended
PIETEETS Machining Data
§ f groove
Designation oW RE cwroL( RETOL® Ic 8 (mm/rev)
3.00 0.20 0.02 0.030 37.80 o 0.03-0.10
e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
@ Corner radius tolerance (+/-)
Tools: PCHR/L-D-IQ * PCHR/L-D-JHP
PENTAIGRIP — :
PARTING LINE Va ", !
PENTA D-R/L-PB “ r
Pentagonal Inserts for
Parting Bearing Steel and
other Ductile Materials RE
%iL Right-hand shown
! . Recommended
PIERETS Machining Data
g f groove
Designation cw RE IC PSIRL PSIRR 3 (mm/rev)
PENTA D40L300PB-6D 3.00 0.20 37.80 6.0 - . 0.03-0.08
PENTA D40R300PB-6D 3.00 0.20 37.80 = 6.0 o 0.03-0.08
PENTA D40L300PB-15D 3.00 0.10 37.80 15.0 - o 0.03-0.06
PENTA D40R300PB-15D 3.00 0.10 37.80 = 15.0 o 0.03-0.06

e For cutting speed recommendations and user guide, see pages 540-547
Tools: PCHR/L-D-IQ ¢ PCHR/L-D-JHP

S8 ISCAR




tification System for Standard Inserts

S B 0 m 8 m

-ily name lar .rt lead g edge ius RE (mm)x100

mference e (K) CW(mm) breaker insert. (k=0)
insert L[ J,z gle for right- or
nserts.

PARTING

PARTING & GROOVING LINE

I+ !

B

PENTA 24N-J

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

£\

vv
S

: . Recommended
Dimensions Tough <— Hard Machining Data

28|« g f groove
Designation oW RE CWTOL) RETOL® BW CDX® S5 |88 (mm/rev)
PENTA 24N050J000 0.50 0.00 0.02 0.020 4.00 1.00 o 0.02-0.04
PENTA 24N050J004 050 004 0.02 0.020 4.00 2.50 ° 0.02-0.05
PENTA 24N080J000 0.80 0.00 0.02 0.020 4.00 1.60 o 0.02-0.05
PENTA 24N100J004 1.00 004 0.02 0.020 4.00 350 ° 0.03-0.07
PENTA 24N100J006 1.00 006 0.02 0.020 4.00 350 ° ° 0.03-0.07
PENTA 24N104J000 1.04 0.00 0.02 0.020 4.00 2.00 o 0.02-0.07
PENTA 24N120J000 1.20 0.00 0.02 0.020 4.00 2.00 o () 0.03-0.07
PENTA 24N125J010 1.25 010 0.02 0.020 4.00 2.00 ° 0.03-0.07
PENTA 24N140J000 1.40 0.00 0.02 0.020 4.00 2.00 [ 0.03-0.08
PENTA 24N147J000 147 0.00 0.02 0.020 4.00 2.50 o 0.03-0.08
PENTA 24N150J010 1.50 0.10 0.00 0.020 4.00 5.00 [ ° ° ° 0.03-0.10
PENTA 24N157J015 1.57 0.15 0.02 0.030 4.00 3.00 o o 0.00-0.12
PENTA 24N170J010 1.70 010 0.02 0.030 4.00 3.00 o | o 0.03-0.12
PENTA 24N178J018 1.78 018 0.02 0.030 4.00 3.00 o | o 0.04-0.12
PENTA 24N185J015 1.85 0.15 0.02 0.030 4.00 3.00 ° 0.04-0.12
PENTA 24N196J015 1.96 0.15 0.02 0.030 4.00 3.00 o | o 0.04-0.12
PENTA 24N196J040 1.96 0.40 0.02 0.030 4.00 3.00 o 0.03-0.10
PENTA 24N200J020 2.00 0.20 0.02 0.030 4.00 6.00 o o o o 0.04-0.12
PENTA 24N222J015 222 0.15 0.02 0.030 4.00 350 o | o 0.04-0.16
PENTA 24N230J020 2.30 0.20 0.02 0.030 4.00 3.50 o o 0.04-0.16
PENTA 24N239J015 2.39 0.15 0.02 0.030 4,00 5.00 ° ° 0.04-0.16
PENTA 24N247J020 247 020 0.02 0.030 4.00 5.00 o | o 0.04-0.16
PENTA 24N270J010 2.70 0.10 0.02 0.020 4.00 5.00 o 0.04-0.16
PENTA 24N287J020 2.87 0.20 0.02 0.030 4,00 6.50 o 0.04-0.16
PENTA 24N300J000 3.00 0.00 0.02 0.020 4.00 650 . 0.04-0.10
PENTA 24N300J020 3.00 0.20 0.02 0.030 4.00 6.50 ° ° ° 0.04-0.16
PENTA 24N300J040 3.00 0.40 0.02 0.030 4.00 6.50 o ° 0.04-0.16
PENTA 24N315J015 315 0.15 0.02 0.030 4.00 6.50 ° 0.04-0.16
PENTA 24N318J020 3.18 0.20 0.02 0.030 4.00 6.50 o o 0.04-0.16
PENTA 24N330J010 3.30 0.10 0.02 0.030 5.00 6.40 ° 0.04-0.16
PENTA 24N348J020 348 020 0.02 0.030 5.00 6.40 . 0.04-0.18
PENTA 24N356J020 3.56 0.20 0.02 0.030 5.00 6.40 o 0.04-0.18
PENTA 24N374J020 3.74 0.20 0.02 0.030 5.00 6.40 ° 0.04-0.18
PENTA 24N398J020 398 020 0.02 0.030 5.00 6.20 ° 0.04-0.18
PENTA 24N400J040 4.00 0.40 0.02 0.030 5.00 6.20 o 0.04-0.18
PENTA 24N423J010 423 010 0.02 0.030 5.00 6.20 ° 0.04-0.18

* Recessing is possible only with 2.39 mm and wider inserts e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) For grooving and parting depth relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ¢ PCHPR/L e PCHR/L-24 e PCHR/L-24-JHP ¢ PCHR/L-24-JHP-MC
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PENTACUT R/L Parting Inserts
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PARTING & GROOVING LINE CW. ¥
PENTA 24R/L-J Al & M»
Inserts with 5 Cutting Edges : RSl
for Parting Tubes, Small T@
and Thin-Walled Parts
R.H.
' . Recommended
RLUELESS Machining Data
8 f groove
Designation cw CDX( RE CWTOL® PSIRL PSIRR CUTDIA® &) (mm/rev)
PENTA 24L100J15D 1.00 350 0.06 0.02 15.0 - 7.0 . 0.02-0.06
PENTA 24R100J15D 1.00 3.50 0.06 0.02 - 15.0 7.0 o 0.02-0.06
PENTA 24L150J06D 1.50 5.00 0.10 0.02 6.0 - 10.0 . 0.03-0.09
PENTA 24L150J15D 1.50 5.00 0.06 0.02 15.0 = 10.0 o 0.03-0.08
PENTA 24R150J06D 150 5.00 0.06 0.02 - 6.0 10.0 o 0.03-0.09
PENTA 24R150J15D 1.50 5.00 0.06 0.02 - 15.0 10.0 . 0.03-0.08
PENTA 24L200J06D 2.00 6.00 0.10 0.02 6.0 = 12.0 o 0.04-0.10
PENTA 24L200J15D 2.00 6.00 0.10 0.02 15.0 - 12.0 [ 0.04-0.09
PENTA 24R200J06D 2.00 6.00 0.10 0.02 - 6.0 12.0 . 0.04-0.10
PENTA 24R200J15D 2.00 6.00 0.10 0.02 - 15.0 12.0 [ 0.04-0.09
* For cutting speed recommendations and user guide, see pages 540-547
() Cutting depth maximum
() Cutting width tolerance (+/-)
©) For grooving and parting depths relative to part diameter, see page 535
Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L e PCHPR/L e PCHR/L-24 e PCHR/L-24-JHP ¢ PCHR/L-24-JHP-MC
F Y yr
PARTING & GROOVIYG LINE' ‘T’ — ‘ *
PENTA 24N-C I “
Inserts with 5 Cutting Edges for
Parting and Grooving Bars, Hard
Materials and Tough Applications
. . Recommended
Pl se s Machining Data
=] f groove
Designation oW RE CWTOL RETOL® CDX® 3 (mm/rev)
PENTA 24N150C010 1.50 0.10 0.02 0.050 5.00 o 0.05-0.11
PENTA 24N157C015 157 0.15 0.02 0.050 3.00 [ 0.05-0.12
PENTA 24N170C010 1.70 0.10 0.02 0.050 3.00 o 0.05-0.13
PENTA 24N178C018 1.78 0.18 0.02 0.050 3.00 o 0.05-0.14
PENTA 24N196C015 1.96 0.15 0.02 0.050 3.00 ° 0.05-0.15
PENTA 24N200C020 2.00 0.20 0.02 0.050 6.00 o 0.05-0.16
PENTA 24N222C015 2.22 0.15 0.02 0.050 3.50 o 0.05-0.16
PENTA 24N230C020 2.30 0.20 0.02 0.050 3.50 o 0.06-0.17
PENTA 24N239C015 2.39 0.15 0.02 0.050 5.00 o 0.07-0.18
PENTA 24N247C020 247 0.20 0.02 0.050 5.00 [ 0.08-0.18
PENTA 24N270C010 2.70 0.10 0.02 0.050 6.20 o 0.09-0.18
PENTA 24N287C020 2.87 0.20 0.02 0.050 6.20 o 0.10-0.18
PENTA 24N300C020 3.00 0.20 0.02 0.050 6.20 o 0.10-0.20
PENTA 24N300C040 3.00 0.40 0.02 0.050 6.20 o 0.10-0.20
PENTA 24N318C020 3.18 0.20 0.02 0.050 6.20 [ 0.10-0.20
PENTA 24N478C055 478 0.55 0.02 0.050 6.20 o 0.10-0.25
PENTA 24N486C040 4.86 0.40 0.02 0.050 6.20 ° 0.10-0.25
PENTA 24N500C040 5.00 0.40 0.02 0.050 6.20 ° 0.10-0.25

Recessing is possible only with 2.39 mm and wider inserts e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

©) For grooving and parting depths relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ¢ PCHPR/L e PCHR/L-24 e PCHR/L-24-JHP ¢ PCHR/L-24-JHP-MC

ISCAR




F Y yr i
PARTING & GROOVING LINE RE ! * (D
PENTA 24R-C I | B i
Inserts with 5 Cutting Edges Sl —
for Parting Bars, Hard Materials |—
and Tough Applications I
R.H. E
! . Recommended
CLUEE Machining Data
= f groove
Designation cw RE CWTOLM CDx@ PSIRR 5] (mm/rev)
PENTA 24R150C06D 1.50 0.06 0.02 5.00 6.0 . 0.03-0.10
PENTA 24R200C06D 2.00 0.10 0.02 6.00 6.0 [ 0.04-0.12
e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
() Cutting depth maximum
Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ® PCHPR/L ® PCHR/L-24 ¢ PCHR/L-24-JHP e PCHR/L-24-JHP-MC
pF Yy i
PARTING & GROOVING LINE ‘T’ 4I_IL “ ¥
PENTA 24N-PF/P oW
Pentagonal Inserts with a High
Positive Flat Rake for Parting
and Precision Grooving
Dimensions Tough «<— Hard az‘éﬂmgng aet:
S| x|z | fgoove
Designation cw RE CWTOL® RETOL® CDX® GAN S| 3| S| (mmhey
PENTA 24N050PF005 0.50 0.05 0.02 0.020 2.50 6.0 ° 0.01-0.04
PENTA 24N075PF005 0.75 0.05 0.02 0.020 2.50 6.0 . 0.02-0.05
PENTA 24N095PF005 0.95 0.05 0.02 0.020 4.00 6.0 ° 0.02-0.05
PENTA 24N100P005 1.00 0.05 0.02 0.020 3.50 12.0 o 0.02-0.05
PENTA 24N100PF010 1.00 0.10 0.02 0.020 4.00 6.0 [ ° 0.03-0.06
PENTA 24N125PF020 1.25 0.20 0.02 0.020 5.00 6.0 . 0.03-0.06
PENTA 24N145PF020 1.45 0.20 0.02 0.020 6.20 6.0 ° 0.03-0.06
PENTA 24N150P005 1.50 0.05 0.02 0.020 5.00 12.0 L] 0.02-0.07
PENTA 24N150PF020 1.50 0.20 0.02 0.030 6.00 6.0 . ° 0.03-0.09
PENTA 24N175PF020 1.75 0.20 0.02 0.030 6.20 6.0 ° 0.02-0.08
PENTA 24N185PF020 1.85 0.20 0.02 0.030 6.00 6.0 o 0.03-0.10
PENTA 24N200P005 2.00 0.05 0.02 0.020 6.00 12.0 o 0.02-0.08
PENTA 24N200PF020 2.00 0.20 0.02 0.030 6.50 6.0 . o 0.04-0.10
PENTA 24N230PF020 2.30 0.20 0.02 0.030 6.20 6.0 . 0.04-0.14
PENTA 24N239PF015 2.39 0.15 0.02 0.030 6.50 6.0 o 0.04-0.14
PENTA 24N250PF020 2.50 0.20 0.02 0.030 6.50 6.0 ° o 0.04-0.14
PENTA 24N300PF020 3.00 0.20 0.02 0.030 6.50 6.0 . ) 0.04-0.14
PENTA 24N300PF030 3.00 0.30 0.02 0.030 6.20 6.0 ° 0.04-0.15
PENTA 24N400PF020 4.00 0.20 0.02 0.030 6.50 6.0 . 0.04-0.16
PENTA 24N400PF040 4.00 0.40 0.02 0.030 6.20 6.0 ° 0.04-0.16

® For cutting speed recommendations and user guide, see pages 540-547

) Cutting width tolerance (+/-)

(@ Corner radius tolerance (+/-)

@) For grooving and parting depths relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L * PCADR/L-JHP e PCHBR/L ¢ PCHPR/L e PCHR/L-24 e PCHR/L-24-JHP e PCHR/L-24-JHP-MC

Member IMC Group
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PENTA 24N-Z

Inserts with 5 Cutting Edges for
Grooving and Parting Tubes,
Small and Thin-Walled Parts

(X “!ﬁ

©)
=
—
<
al

) . Recommended

Pl sEtes Machining Data
x f groove
Designation cw RE cwroL® RETOL® CDX® 3 (mm/rev)
PENTA 24N1502010 1.50 0.10 0.02 0.020 5.00 ° 0.05-0.08
PENTA 24N200Z2020 2.00 0.20 0.02 0.030 6.40 o 0.04-0.12
PENTA 24N300Z2020 3.00 0.20 0.02 0.000 6.40 o 0.04-0.16

e Cutting edge with high positive rake, suitable for parting tubes, thin walled parts and for small diameters e Suitable for machining soft materials and bearing steel at low to
medium feeds

* For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) For grooving and parting depths relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ¢ PCHPR/L ® PCHR/L-24 e PCHR/L-24-JHP ¢ PCHR/L-24-JHP-MC

@Dmax as a Function of Parting / Grooving Depth (T) for PENTA 24 Inserts e ODmaxCUTDIA)
CW=002 CDX® CDX / @Dmax T<30 T<35 T<40 T<45 T<50 T<55 T<65 T<64
CW=0.50 (1 1.0 1.0/N.L - - - - - - - -
Cw=0.50@ 2.5 250
CW=0.80 1.6 1.6/N.L - - - - - - - -
CW=1.00 35 N.L. 250 - - - - - -
1.04<CW<1.40 20 20/NL - - - - - - - - g
CW=1.47 25 25/NL. = = = = = ° ° ° i
CW=1.50 5.0 N.L. 470 210 70 30 - ° -
1.57<CW<1.96 3.0 N.L. - - - - - -
CW=2.00 6.04 N.L. 470 210 130 75 45 20
2.22<CW<2.30 35 N.L. 250 = = - - - =
2.39<CW<2.50 5.0 N.L. 470 210 70 30 - - -
2.70<CW<3.18 6.4 N.L. 470 210 135 100 70 40 20

() Refers to PENTA 24N050J000 - a precision grooving insert ) Refers to PENTA 24N050J004 - a parting insert ) CUTDIA for parting = 2 x CDX
@) For full radius insert, CDX = 3.0, @Dmax = No limit
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PENTA 24R/L-Z
Inserts with 5 Cutting Edges

for Parting Tubes, Small
and Thin-Walled Parts

RE “!ﬁ
PSIRR T PSIRL

PARTING

7 RH LH

! . Recommended

LT Machining Data
8 f groove
Designation cw PSIRL PSIRR RE CUTDIA cDX™M ) (mm/rev)
PENTA 24L150Z06D 1.50 6.0 - 0.06 10.0 5.00 o 0.03-0.09
PENTA 24L150Z15D 1.50 15.0 - 0.06 10.0 5.00 ° 0.03-0.08
PENTA 24R150Z06D 1.50 - 6.0 0.06 10.0 5.00 . 0.03-0.09
PENTA 24R150Z15D 1.50 - 15.0 0.06 10.0 5.00 [ 0.03-0.08
PENTA 24L200Z06D 2.00 6.0 - 0.10 12.8 6.40 o 0.04-0.10
PENTA 24L200Z15D 2.00 15.0 - 0.10 12.8 6.40 o 0.04-0.09
PENTA 24R200Z06D 2.00 - 6.0 0.10 12.8 6.40 o 0.04-0.10
PENTA 24R200Z15D 2.00 - 15.0 0.10 12.8 6.40 ° 0.04-0.09
PENTA 24L300Z06D 3.00 6.0 - 0.20 12.8 6.40 . 0.04-0.13
PENTA 24L300Z15D 3.00 15.0 - 0.20 12.8 6.40 (] 0.04-0.12
PENTA 24R300Z206D 3.00 = 6.0 0.20 12.8 6.40 o 0.04-0.15
PENTA 24R300Z15D 3.00 - 15.0 0.20 12.8 6.40 ° 0.04-0.14

e Cutting edge with high positive rake, suitable for parting tubes, thin walled parts and for small diameters e Suitable for machining soft materials and bearing steel at low to
medium feeds

* For cutting speed recommendations and user guide, see pages 540-547

() Cutting depth maximum

Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ¢ PCHPR/L e PCHR/L-24 e PCHR/L-24-JHP ¢ PCHR/L-24-JHP-MC

Dmax as a Function of Parting / Grooving Depth (T) for PENTA 24 Inserts Tmax @Dmax(CUTDIA)
W:0.02 Tmax( | Tmax/Dmax | T<3.0 | T<3.5 | T<4.0 | T<45 | T<5.0 | T<5.5 | T<6.0 | T<6.2 | T<6.4
0.50 1.0 1.0/NL. - - - - - - - - - '
0.50 25 25/N.L. - - - - - - - - -
0.80 16 1.6/NL - - - - - - - - -
00 815 N.L. 250 - - - - - - - @Dmax(CUTDIA)
04 40 2.0 20/NL. - - - - - - - - -
25 25/N.L - - - - - - - - -
0 5.0 N.L. 470 210 70 30 5 ® ° 5
06 30 NL - - - - - - - -
00 6.02 N.L. 470 210 130 75 45 20 - -
0 35 NL. 250 - - - - - - -
9 0 5.0 N.L. 470 210 70 30 - - - -
0 B 6.2 NL 470 210 135 100 70 40 20 -
9 4 6.4 N.L. 350 180 115 80 52 32 26 20
4.00 6.2 NL. 350 180 115 80 62 32 18 -
4.0 4 6.2 NL. 350 180 115 80 62 42 25 -

() Dmax for parting = 2 x Tmax
(@) For full radius insert , Tmax = 3.0, Dmax = No limit

Member IMC Group.
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PENTA 24R-P

Inserts with 5 Cutting Edges
for Parting Soft Materials, Thin
Walls and Miniature Parts

v

©)
=
—
<
al

R.H. LH

’ . Recommended

DI 21 Machining Data
8 f groove
Designation cw CDX(" RE CWTOL® CUTDIA® PSIRR S (mm/rev)
PENTA 24R100P06D 1.00 3.50 0.06 0.02 7.2 6.0 o 0.02-0.04
PENTA 24R100P15D 1.00 3.50 0.05 0.02 7.2 15.0 [ 0.02-0.03
PENTA 24R150P06D 1.50 5.00 0.05 0.02 11.0 6.0 o 0.02-0.05
PENTA 24R150P15D 1.50 5.00 0.05 0.02 11.0 15.0 () 0.02-0.04
PENTA 24R200P06D 2.00 6.00 0.05 0.02 12.6 6.0 o 0.02-0.07
PENTA 24R200P15D 2.00 6.00 0.05 0.02 12.6 15.0 [ 0.02-0.05

For cutting speed recommendations and user guide, see pages 540-547

() Cutting depth maximum

(2 Cutting width tolerance (+/-)

©) For grooving and parting depths relative to part diameter, see page 535

Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ¢ PCHPR/L ® PCHR/L-24 e PCHR/L-24-JHP ¢ PCHR/L-24-JHP-MC

PARTING & GHOOVI%;%E

PENTA 34N-C

Inserts with 5 Cutting Edges
for Parting and Grooving
Hard Materials, Tough and
General Applications

CUTDIA

Dimensions Recommended
Machining Data
x f groove
Designation CcwW RE CWTOLM RETOL®@ CDX® 3 (mm/rev)
PENTA 34N150C015 1.50 0.15 0.02 0.030 8.00 L] 0.03-0.07
PENTA 34N200C020 2.00 0.20 0.02 0.030 8.00 o 0.04-0.14
PENTA 34N200C100 2.00 1.00 0.02 0.050 8.00 L] 0.05-0.16
PENTA 34N222C015 2.22 0.15 0.02 0.030 8.00 (] 0.05-0.14
PENTA 34N230C020 2.30 0.20 0.02 0.030 8.00 o 0.05-0.14
PENTA 34N239C015 2.39 0.15 0.02 0.030 8.00 [ 0.05-0.15
PENTA 34N239C120 2.39 1.20 0.02 0.050 8.00 . 0.05-0.18
PENTA 34N247C020 247 0.20 0.02 0.030 8.00 o 0.05-0.18
PENTA 34N250C020 2.50 0.20 0.02 0.030 8.00 L] 0.05-0.18
PENTA 34N270C010 2.70 0.10 0.02 0.030 10.00 L] 0.05-0.18
PENTA 34N287C020 2.87 0.20 0.02 0.030 10.00 () 0.05-0.18
PENTA 34N300C000 3.00 0.00 0.02 0.000 10.00 [ 0.04-0.10
PENTA 34N300C020 3.00 0.20 0.02 0.030 10.00 . 0.06-0.22
PENTA 34N300C040 3.00 0.40 0.02 0.030 10.00 o 0.06-0.25
PENTA 34N300C150 3.00 1.50 0.02 0.050 10.00 L] 0.06-0.20
PENTA 34N315C015 3.15 0.15 0.02 0.030 10.00 . 0.06-0.20
PENTA 34N318C020 3.18 0.20 0.02 0.030 10.00 () 0.06-0.22
PENTA 34N330C010 3.30 0.10 0.02 0.020 10.00 L] 0.06-0.20
PENTA 34N348C020 348 0.20 0.02 0.030 10.00 . 0.06-0.25
PENTA 34N350C025 3.50 0.25 0.02 0.030 10.00 o 0.06-0.30
PENTA 34N398C020 3.98 0.20 0.02 0.030 10.00 L] 0.06-0.30
PENTA 34N400C030 4.00 0.30 0.02 0.030 10.00 ° 0.06-0.30
e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)
(2 Corner radius tolerance (+/-)
@) For grooving and parting depths relative to part diameter, see page 536
Tools: PCADR/L e PCADR/L 34N-RE e PCADR/L-JHP ¢ PCHBR/L ¢ PCHPR/L e PCHR/L-34 e PCHR/L-34-JHP
@Dmax as a Function of Parting / Grooving Depth (T) for PENTA 34 Inserts oomeiouron || max OomaCUTON
CW=0.02 T<5.0 T<6.0 T<7.0 T<8.0 T<8.5 T<9.0 T<10.0 *
1.50 < OW < 269 - - ‘ Csp
S PTIPI NL. 350 165 100 55 . . 2]
CUTDIA for parting = 2 x CDX
N.L. = No Limit
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PENTA 34R/L-C
Inserts with 5 Cutting Edges for

Parting Hard Materials, Tough
and General Applications

PSIRR _( \/ PSIRL

4.3 L R.H. LH.

CUTDIA

PARTING

. . Recommended
EIEIEETS Machining Data
=] f groove
Designation cw RE CUTDIAM CcDx@ PSIRL PSIRR 3 (mm/rev)
PENTA 34L150C08D 1.50 0.07 18.0 8.00 8.0 - (] 0.03-0.08
PENTA 34R150C08D 1.50 0.07 18.0 8.00 = 8.0 ° 0.03-0.08
PENTA 34L200C06D 2.00 0.10 18.0 8.00 6.0 - . 0.04-0.12
PENTA 34R200C06D 2.00 0.10 18.0 8.00 - 6.0 . 0.04-0.12
PENTA 34L200C15D 2.00 0.10 18.0 8.00 15.0 - (] 0.04-0.10
PENTA 34R200C15D 2.00 0.10 18.0 8.00 - 15.0 (] 0.04-0.10
PENTA 34L300C06D 3.00 0.20 20.0 10.00 6.0 - (] 0.04-0.14
PENTA 34R300C06D 3.00 0.20 20.0 10.00 - 6.0 (] 0.06-0.14
PENTA 34L300C15D 3.00 0.20 20.0 10.00 15.0 - . 0.04-0.10
PENTA 34R300C15D 3.00 0.20 20.0 10.00 = 15.0 o 0.06-0.12
® For cutting speed recommendations and user guide, see pages 540-547
() For grooving and parting depths relative to part diameter, see page 536
@) Cutting depth maximum
Tools: PCADR/L ¢ PCADR/L 34N-RE ¢ PCADR/L-JHP e PCHBR/L ¢ PCHPR/L ¢ PCHR/L-34 e PCHR/L-34-JHP
]
PARTING & GROOVING LINE —0 ‘ “! ¥
PENTA 34N-J
Inserts with 5 Cutting Edges
for Parting and Grooving Soft
Materials, Parting Tubes, Small
and Thin-Walled Parts
' . Recommended
P Machining Data
< f groove
Designation cw RE cwrtoL® RETOL® CDX® 3 (mm/rev)
PENTA 34N150J015 1.50 0.15 0.02 0.002 8.50 o 0.03-0.10
PENTA 34N200J020 2.00 0.20 0.02 0.002 8.50 . 0.04-0.12
PENTA 34N200J100 2.00 1.00 0.02 0.002 8.50 . 0.05-0.12
PENTA 34N239J015 2.39 0.15 0.02 0.002 8.50 o 0.04-0.16
PENTA 34N239J120 2.39 1.20 0.02 0.002 8.50 . 0.06-0.16
PENTA 34N250J020 2.50 0.20 0.02 0.002 8.50 o 0.04-0.16
PENTA 34N270J010 2.70 0.10 0.02 0.002 10.00 o 0.04-0.16
PENTA 34N300J000 3.00 0.00 0.02 0.000 10.00 . 0.04-0.10
PENTA 34N300J020 3.00 0.20 0.02 0.002 10.00 . 0.04-0.16
PENTA 34N300J040 3.00 0.40 0.02 0.002 10.00 ° 0.04-0.16
PENTA 34N300J150 3.00 1.50 0.02 0.002 10.00 . 0.06-0.20
PENTA 34N318J020 3.18 0.20 0.02 0.002 10.00 [ 0.20-0.16

* Recessing is possible only with 2.39 mm and wider inserts e For cutting speed recommendations and user guide, see pages 540-547
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

®) For grooving and parting depths relative to part diameter, see page 536

Tools: PCADR/L ¢ PCADR/L 34N-RE ¢ PCADR/L-JHP e PCHBR/L ® PCHPR/L ¢ PCHR/L-34 ¢ PCHR/L-34-JHP

Member IMC Group

(T [Tl 537



PARTING & GROOVING LINE

PSIRL  PSIRR

v

PENTA 34R/L-J

Inserts with 5 Cutting Edges
for Parting Tubes, Small

and Thin-Walled Parts

©)
=
—
<
al

' . Recommended

PLNETEES Machining Data
< f groove
Designation cw RE cwroL® CUTDIA® PSIRL PSIRR 3 (mm/rev)
PENTA 34L150J06D 150 0.07 0.02 18.0 6.0 - o 0.03-0.09
PENTA 34L150J15D 1.50 0.07 0.02 18.0 15.0 - ° 0.03-0.08
PENTA 34R150J06D 1.60 0.07 0.02 18.0 - 6.0 . 0.03-0.09
PENTA 34R150J15D 1.50 0.07 0.02 18.0 = 15.0 () 0.03-0.08
PENTA 34L200J06D 2.00 0.10 0.02 18.0 6.0 - o 0.04-0.10
PENTA 34L200J15D 2.00 0.10 0.02 18.0 15.0 - . 0.04-0.09
PENTA 34R200J06D 2.00 0.10 0.02 18.0 - 6.0 [ 0.04-0.10
PENTA 34R200J15D 2.00 0.10 0.02 18.0 = 15.0 o 0.04-0.09

For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 For grooving and parting depths relative to part diameter, see page 536

Tools: PCADR/L ¢ PCADR/L 34N-RE ¢ PCADR/L-JHP e PCHBR/L ® PCHPR/L ¢ PCHR/L-34 ¢ PCHR/L-34-JHP

PENTA 34N-PB

Parting and Grooving Pentagonal
Inserts for Parting Bearing Steel
and Other Ductile Materials

Dimensions Reco[nmended

Machining Data
=] f groove
Designation cw RE CWTOL™ RETOL®@ CDX® 3 (mm/rev)
PENTA 34N150PB015 1.50 0.15 0.02 0.030 8.50 o 0.03-0.06
2.00 0.20 0.02 0.030 850 . 0.03-0.08
3.00 020 0.02 0.030 950 o 0.03-0.10

e For cutting speed recommendations and user guide, see pages 540-547

() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

@) For grooving and parting depths relative to part diameter, see page 536

Tools: PCADR/L ¢ PCADR/L 34N-RE ¢ PCADR/L-JHP e PCHBR/L ¢ PCHPR/L ¢ PCHR/L-34 e PCHR/L-34-JHP

ISCAR




PARTING & GROOVING LINE

PENTA 34R/L-PB
Pentagonal Inserts for
Parting Bearing Steel and
other Ductile Materials

Ccw R.H.

=
PSIRR(

g

:Jk
(e8]
HEEES:
T

v

] . Recommen
PEIED Mechining .
x f groove
Designation cw RE CUTDIA PSIRL PSIRR <°_3 (mm/rev)
PENTA 34R150PB-6D 1.50 0.07 18.0 - 6.0 [ 0.03-0.05
PENTA 34L150PB-6D 1.50 0.07 18.0 6.0 - . 0.03-0.05
PENTA 34R200PB-6D 2.00 0.10 18.0 - 6.0 o 0.03-0.06
PENTA 34L200PB-6D 2.00 0.10 18.0 6.0 - ° 0.03-0.06
PENTA 34R300PB-6D 3.00 0.20 20.0 - 6.0 o 0.03-0.08
PENTA 34L300PB-6D 3.00 0.20 20.0 6.0 ° 0.03-0.08
e For cutting speed recommendations and user guide, see pages 540-547
Tools: PCADR/L ¢ PCADR/L 34N-RE ¢ PCADR/L-JHP e PCHBR/L ¢ PCHPR/L ¢ PCHR/L-34 e PCHR/L-34-JHP
Dmax as a Function of Parting / Grooving Depth (T) for PENTA 34 Inserts ODmax(CUTDIA) Tmax @Dmax(CUTDIA)
W:=0.02 T<5.0 T<6.0 T<7.0 T<8.0 T<8.5 T<9.0 T<10.0
1.50 <W<2.69 = -
To0<W<a00 | N.L. 350 165 100 55 % 20

Dmax for parting = 2 x Tmax
N.L. = No Limit

PARTING
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Parting and Grooving

USER GUIDE

Selection of Inserts

For a proper match of insert and cutting
material to application, the following variables
must be taken into consideration:

Width of cut (width of insert)
Chipformer style

Lead angle

Corner radius

Carbide grade

Width of Cut (W.0.C.) and Depth of Cut (D.O.C.)

In selecting W.O.C., the main factor to consider is the
required D.O.C. The ratio D.O.C.= 8xW.0.C. is of practical
use on alloy steel of average machinability. For example,
applying a 3 mm W.O.C. insert TAG N3C to cut-off a

48 mm solid bar.

Additional factors which affect D.O.C.

capacity, relative to the ratio, are:

Holder or Blade Size
To minimize risk of vibration and deflection always choose:

Blade or toolholder with smallest possible overhang.
Toolholder with maximum shank dimension.

Blade height (B) dimension which is larger than Tmax.
Blade or holder with maximum blade width (largest
possible insert seat size).

Example:

A W.O.C. 9.5 mm on blade TGFH 53K-9 (B=52.6 mm)
extends the ratio of D.O.C. to W.O.C. by some

50% to 120 mm.

Insert Support

A self-clamped tool is recommended for deep radial
machining. A screw-clamp holder is recommended
for axial and small D.O.C. machining.

90° Mounting

It is very important that the insert is mounted at 90°
to the center line of the workpiece in order to obtain
perpendicular surfaces and reduce the risk of vibration.

Workpiece Machinability
The workpiece material affects all of the above factors.

Machine Power and Setup Rigidity

Excessive W.0.C. on a light-duty machine will yield
vibration and may even stop spindle rotation.

Expensive Workpiece Material

On costly metals the narrowest applicable
W.0.C. should be used.

0.1/1000 |~

90°+10’
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Insert Positioning

USER GUIDE

The Twisted Insert for Cut-Off
and Grooving Applications

Machining depths longer than insert length is made
possible with the double-ended, twisted insert bodly.

The rear edge is slanted in relation to the frontal
edge so it does not come into contact with

the machined groove surface when the tool
penetrates deeply into the workpiece.

i

Clamping

Extended, prismatic surfaces guarantee reliable, foolproof
clamping even in unstable machining conditions.

Screw-Clamping Self-Clamping

J

Small diameters (D.O.C.)
with screw-clamped Inserts

Large diameters (D.O.C.)
with self-clamped Inserts

Setup

The optimal cutting edge height above the center of
TANG-GRIP tools is up to 0.08 mm + 0.025 mm
W.O.C., an advantage when cutting solid bar to center
Cut-off as close to chuck as possible

e On new applications, first machine in the low or

middle range of recommended speeds and feeds

Machining

Consistency of speed and feed improves performance
Apply coolant abundantly

Secure inserts into clean pockets

Cutting forces on soft workpiece materials may

be insufficient to push insert well into pocket.

Tap insert into place using a plastic hammer

On a conventional lathe, lock the carriage

to prevent axial motion during cut-off

(0.08+0.025) max.

Center Height

Usage

Replace worn inserts promptly, the price of a
new one is much less than the risk of damage
from continuing with one that is worn out

¢ Replace blades that have worn or damaged pockets
e Never try to repair damaged pockets
e Chip curling is dependent on the chipformer

type and the machining conditions

Chipformer Features

Narrows the chip

Eliminates friction with groove walls,
prevents chip jam overload

e Permits higher feeds
e Produces unscratched surfaces,

eliminating additional facing
Curls the chips into compact spirals for easy disposal

@
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PARTING

USER GUIDE

Selection of Corner Radius

nA smaller corner radius () will reduce the load on “S" Sharp Corners
the workpiece and produce a smaller size burr Cutting edge with positive rake and sharp corners
At the same time, a large corner radius allows When a minimum burr (pip) size is essential
for higher feeds and increased tool life For small feeds

For small diameters or thin walls

For CNCs, multi-spindle and screw machines

@/
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Feed

Radii

Sharp
<+

Diameter

Standard Corner Radius
e Standard medium corner size
® [For general applications and materials

Sharp corner

“B" Large Corner Radius
¢ Reinforced corners with stronger cutting edge
¢ [or tough applications and interrupted cuts

Medium (standard)
corner radius

Large corner radius

ISCAR
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Lead Angle Neutral Insert vs. Lead Angle Type

Lead angle (K) on cut-off inserts reduces size of burr
remaining on workpiece. Increasing the lead angle reduces
the burr, but also reduces possible feed rates and tool life.
Therefore, neutral inserts are recommended for parts on
which a burr is tolerated.

Insert designations such as TAG R... DGR (R.H.)

and TAG L... DGL (L.H.) comply with standard

terms for turning direction. When looking toward the
chuck from the workpiece, R.H.=counterclockwise

(C.C.) rotation of workpiece and L.H.=clockwise

(C) rotation of workpiece. C.C. requires right-hand
inserts; C requires left-hand inserts. A neutral insert

with 0° lead angle increases D.O.C. capacity.

Lifetime

Chip Control

Left Neutral Right
TAG L/DGL TAG N/DGN TAG R/DGR
Burr Size V
Surface Finish | V
Part
Straightness V

TAGR/GFN/DGN

TAG N/DGN

TAG R/DGR-WRONG

Member IMC Grou
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General Rules for Specific Applications Clamping / Extraction Instructions
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Chamfer and Cut-Off

748N

Break in and/
or groove

Chamfer

V-Belt Pulley Grooves

4

4

7N

Break in

Multiple plunge

Bevel, plunge

TANG-GRIP The tools are equipped with a
user-friendly clamping and extraction device.

Extraction Side

Insertion Side
ETG 8-12 Extractor for 8 to 12.7 mm inserts

Extracting Clamping

§5604
(7

The flat side of the
pin must face up

and turn to
minor diameter

to depth at minor
width of groove

Neck Recessing

ETG 5-7 (for 5-7 mm tools)
ETG 2 (for 2 mm tools)
ETG 1.4 (for 1.4 mm tools)

Multiple plunge grooves Necking On
neck turning,
DOC (a)=up to
size of insert
corner radius

Clamping

Extracting

Cut-Off on Eccentric Tubes

Inserts with 4° lead angle are usually recommended

for tubes. However, the combination of eccentric bore
and machine resiliency may increase feed-snap on
breakthrough and damage the cutting edge. Changing
to 6° lead angle inserts will moderate breakthrough.
Alternatively, inserts with an extra negative rake-land that
strengthens the cutting edge are available on request.

ETG 3-4 (for 3 and 4 mm tools)

ISCAR




PARTING USER GUIDE (D
Clamping / Extraction Instructions Eccentric Extractor for Insert Indexing <
Simple to operate; controlled rotation requires low D—

Extractor for DGN/R/L Double-Ended Inserts force; guarantees limited upper jaw movement

Do-Grip Insert Clamping/Extracting and secures maximum load on blade.

" of

Extracting the insert

Grade Application Range
Cutting Speed
A

3
>

Feed / Interrupted cut

Selection Guide for Parting Grades

ISO P | 1som  RELIS ISO N ISO S
1-11 12-13  E 1520 21-28 31-37

Stainless

. Steel
Stainless Austenitic
Steel & Dup'ex ngh
Ferritic & (Ferritic - Temperature Hard Steel &

Material groups Steel |\ ElCHETE  Austenitic) Castlron  Non-ferrous Alloys Cast Iron

10807 (1IC907) | 10807 (10907) | 10807 (0907) | |JIePN) IC807 (IC907) 1C807 (IC907)
1c808 [0 1C307 (IC907) IC20
1C1010 IC1010 1020 IC808 10808
IG1010 IC5400 IC5400 10808 IC1010 1c1010
10830 10830 IC830 IC1010 IC830
PARTING IEE IC1030 101030 IC1030 IC1030

B First choice
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S.I::grsn“fh Hardness Material
8 Material Condition [N/mrgr’lz] HB Group No.

< 0.25 %C Annealed 420 125 1

>=0.25 %C Annealed 650 190 2

e stee! e ezt <0.55 %C Quenched and tempered 850 250 3
steel, free cutting steel

>=0.55 %C Annealed 750 220 4

Quenched and tempered 1000 300 B

Annealed 600 200 6

Low alloy steel and cast steel 930 275 7

(less than 5% of alloying elements) Quenched and tempered 1000 300 8

1200 350 9

High alloyed steel, cast steel, Annealed 680 200 10

and tool steel Quenched and tempered 1100 325 11

Stainless steel and Ferritic/martensitic 680 200 12

cast steel Martensitic 820 240 13

M | Stainless steel and cast steel Austenitic, duplex 600 | 180 | 14

Grey cast iron (GG) Ferlri.tic/pearliti(? . 180 15

Pearlitic/martensitic 260 16

Cast iron nodular (GGG) Fem?",: 160 17

Pearlitic 250 18

; Ferritic 130 19

Malleable cast iron Poarliic 230 20

Aluminum-wrought alloys Not hardenable %0 21

Hardenable 100 22

<=12% Si Not hardenable 75 23

Aluminum-cast alloys Hardenable 90 24

>12% Si High temperature 130 25

>1% Pb Free cutting 110 26

Copper alloys Brass 90 27

Electrolitic copper 100 28

Non-metallic Duroplastics, fiber plastics 29

Hard rubber 30

Fe based Annealed 200 31

Hardened 280 32

High temp. alloys Annealed 250 68

Ni or Co based Hardened 350 34

Cast 320 35

Titanium alloys Pure AM 400 %

Alpha+beta alloys hardened RM 1050 37

Hardened 55 HRC 38

Hardened steel Hardened 60 HRC 39

Chilled cast iron Cast 400 40

Cast iron Hardened 55 HRC 4

ISCAR




Material IC1010/ IC1030/
Group No. | 10907/807 IC30N IC354 1C908/308/1008 IC5400 IC830/928/1028 IC328
1 160 - 240 130 - 190 115-170 135 - 200 110 - 160 100 - 150 95 - 140
2 150 - 205 120 - 160 106 - 145 125 - 170 100 - 135 95 - 125 85 - 120
3 115 - 170 90 - 135 80 - 120 95 - 140 75 - 110 70-105 65 - 100
4 125 - 190 100 - 150 90 - 135 105 - 160 85 - 130 80 - 120 75-110
5 100 - 160 80 - 130 70 - 115 85 - 135 70 - 110 65 - 100 60 - 95
6 125-190 100 - 150 90 - 135 105 - 160 85 - 130 80 - 120 75 - 110
7 100 - 170 80 - 135 70 - 120 85 - 140 70 - 110 65 - 105 60 - 100
8 100 - 160 80 - 130 70-115 85 - 135 70 - 110 65 - 100 60 - 95
9 90 - 150 70-120 65 - 105 75-125 60 - 100 55 - 95 50 - 85
10 150 - 205 120 - 160 106 - 145 125 - 170 100 - 135 95 - 125 85 - 120
11 90 - 150 70 - 120 65 - 105 75- 125 60 - 100 55 - 95 50 - 85
IC20N 1C907/807 1C808 1C908 1C5400 IC830/928/1028 Ic328
12 170 - 300 115- 210 110 - 200 106 - 190 85 - 150 80 - 140 75-135
13 150 - 290 105 - 200 100 - 190 95 - 180 75 - 145 70 - 135 65 - 125
IC20N 1C907/807 1C808 1C908 1C5400 IC830/928/1028 Ic328
14 140 - 260 95 - 175 90 - 170 85 - 160 70-130 65 - 120 60 - 110
1C907/807 IC808 1C908 IC20
15 170 - 305 145 - 270 140 - 255 70 - 125
16 150 - 215 130 - 190 125 - 180 60 - 90
17 160 - 265 140 - 230 185 - 220 65 - 110
18 125 - 205 110 - 180 106 - 170 50 - 85
19 190 - 320 170 - 280 160 - 265 80 - 130
20 160 - 265 140 - 230 135 - 220 65 - 110
IC907/807 IC908/808 1C20
21 360 - 1080 330 - 990 300 - 900
22 270 - 900 250 - 825 225 - 750
23 270 - 900 250 - 825 225 - 750
24 180 - 540 165 - 495 150 - 450
25 180 - 360 165 - 330 150 - 300
26 180 - 360 165 - 330 150 - 300
27 130 - 270 120 - 250 110 - 225
28 90 - 180 80 - 165 75 - 150
29 40 - 180 40 - 165 35 - 150
IC807 1C907 1908 1C808 IC830/328/928/1028 IC20
31 50 - 70 45-70 40 - 60 40 - 65 30- 45 30 - 40
32 35 - 55 35 - 50 30- 45 30 - 45 20 - 35 20 - 30
33 35 - 55 35 - 50 30- 45 30 - 45 20-35 20 - 30
34 30 - 50 30 - 45 25 - 40 25 - 40 20 - 30 15 - 30
35 25-35 25-35 20 - 30 20 - 30 15 - 20 16 - 20
36 115-190 110- 185 95 - 160 100 - 170 70 - 120 65 - 110
37 40 - 50 40 - 50 35 - 45 35 - 45 30 - 40 40 - 50
IC807 1C907 1C808 1C908
38 35-45 30-40 30-40 25-35
39 30-40 25-35 25-35 20-30
40 45-65 40-60 40-60 30-50
41 40-50 35-45 35-45 30-40
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ISCAR Parting Grades Chart

USER GUIDE

Grade

PVD COATED

A tough substrate with PVD coating, suitable for machining steel
and stainless steel at low to medium cutting speeds and moderate
to high feeds. The grade is recommended for interrupted cut and

ISO Grade Description Coating Layers Coating Color*
P15-P30
A tough submicron grain size substrate with PVD coating.
Suitable for steel, alloy steels and stainless steel at low to medium
cutting speeds under stable conditions.
515-630
Base
P30-P45
M25-M40 | A tough substrate with PVD coating, suitable for a wide range of
applications on steels and stainless steel at low to medium speeds
and medium to high feeds.
The grade is recommended for interrupted cuts and machining :
under unstable conditions.
Base
P20-P40
M20-M30
A tough substrate with PVD coating, suitable for general use on
a wide range of carbon steels, alloy steels and stainless steel at
moderate speeds and feeds.
Base
El0ui) A hard submicron grain size substrate with PVD coating and a
MO5-M15 special SUMOTEC surface treatment. Suitable for machining
K15-K30 | steels, alloy steels, austenitic stainless steel, high temperature
alloys and hard steels at moderate to relatively high cutting TiN
$10-S20 speeds under stable conditions. Features high wear resistance TIAIN
HO5-H15 and plastic deformation durability. Base
P15-P30 A tough submicron grain size substrate with PVD coating and a
M20-M30 special SUMOTEC surface treatment. Recommended for general
K20-K40 | use for a large variety of applications and materials such as
steels, alloy steels, austenitic stainless steel and high temperature | TiN
515-530 | @lloys at moderate cutting speeds and feeds. Features high wear  [E5{IN
H20-H30 resistance and chipping durability. Base
P30-P4S A tough substrate with PVD coating and a special SUMOTEC
M25-M40 | s\yrface treatment. Stitable for machining steel and stainless
steel at low to medium cutting speeds and moderate to high
feeds. The grade features high toughness and recommended for | TiN
interrupted cuts and machining under unstable conditions. May TIAIN
be used on high temperature alloys at low cutting speeds. Base
P10-P20 A hard submicron grain size substrate with PVD coating, suitable
MOS-MT5 | for 2 wide range of materials such as steels,
K15-K30 | alloy steels, hard steels, austenitic stainless steel and heat
resistant alloys at moderate to relatively high cutting speeds under
$10-520 stable conditions. Features high wear resistance and plastic TIAIN
HO5-H15 deformation durability. Base
P15-P30
M20-M30 | A tough submicron grain size substrate with PVD coating,
K20-K40 recommended general use in a large variety of operations and
materials such as steels, alloy steels, austenitic stainless steel and
high temperature alloys at moderate cutting speeds.
$15-830 | Features high wear resistance and chipping durability. TIAIN
H20-H30 Base
P30-P45
M25-M40 |

machining at unstable conditions.

l

Base

* For coated grades

ISCAR
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Grade ISO Grade Description Coating Layers Coating Color*
P15-P30
M20-M30 | A tough submicron grain size substrate with PVD coating.
IC1008 K20-K40 | Recommended for general use on a wide range of applications
and materials as steels, alloy steels, austenitic stainless steel and | TiN
515-330 | high temperature alloys at moderate cutting speeds. TIAN
H20-H30 Base
sy 0 A tough submicron grain size substrate with PVD coating.
M20-M30 | Recommended for general use on a wide range of applications
IC1010 K20-K40 | and materials such as steels, alloy steels, austenitic stainless steel
o and high temperature alloys at moderate cutting speeds and low | TiN
Il-l_-l 515-830 | to medium feeds. The grade features improved toughness and _
g H20-H30 wear resistance which extends tool life. Base
(&) P30-P45
g M25-M40 | o tough substrate with PVD coating, suitable for machining
o 1C1028 steel and stainless steel at low to medium cutting speeds
and moderate to high feeds. The grade is recommended for TiN
interrupted cuts and machining under unstable conditions. _
Base
P30-P45
M25-M40 | A tough substrate with PVD coating, suitable for machining
steel and stainless steel at low to medium cutting speeds and
1C1030 moderate to high feeds. Recommended for interrupted cuts
and machining under unstable conditions. The grade features
improved toughness and wear resistance which extends tool life.
Base
[a] P30-P45
= M25-M45
|<_t - A tough substrate with MTCVD coating and a special SUMOTEC
(e} 1C5400 post coating treatment. Suitable for machining steel and stainless | TIN
(&) steel at low to medium cutting speeds and moderate to high
g feeds under stable and unstable machining conditions.
(&) Base
For coated grades
Grade ISO Grade Description Uncoated Layers Uncoated
P10-P30
E M10-M20 | A tough cermet grade, suitable for machining, steels and stainless
= steel at medium to high cutting speeds and low feeds.
E Features excellent surface finish, very good wear resistance and
T prevents built-up edge.
Base
a A hard-uncoated carbide grade for machining aluminum and
|<_t K10-K20 other non-ferrous materials at medium to high cutting speeds.
(@) NOBN2 Can be used for cast iron at low cutting speeds.
(&) 05-N25 Suitable also for machining high temperature and Titanium alloys,
% 510-820 | at low cutting speeds.
H10-H20 Base

Member IMC Group
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Y AXIS PARTING LINE

ISCAR

Y Axis TAGPAD setup on Multi-Task
and Turning Center Machines
For setup in X direction, use the dimensions marked
on the adapter. Setup in Y Axis is not needed.

‘

Block C6/C8 ASH R/L

HSK ASH R/L...
‘ MAH.. XL...JHP...
p ‘. ®
J °
®
| Adapter TAGPAD-Y-D82....

Machine probe

Option 1

Option 2

FEED
D S

v

Option 2

for correct postion
compensate

X axis 3 mm

* Option 1 is preferable due to better accuracy
Setting in X Axis
Set the cutting edge on the center line:
Option 1 - Gauge the cutting edge
Option 2 - Gauge the blade and compensate 3mm
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