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The ITS BORE System

USER GUIDE
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ITS BORE Boring Heads Selection Guide

USER GUIDE
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MB Connection

ITSBORE is a modular toolholder system for boring,
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milling, drilling and tapping. This rigid, high-precision § ) Tightening | Maximum
system is manufactured in one of the world's most O 4, |om, | SizeAllen | rque Driving
advanced production facilities. The system is designed 2 Key (mm) (Nm) A Torque
with extreme flexibility and simplicity, making it a (Nm)
suitgble for machinle tools, machinipg centers and 2 110 55 505 20
flexible manufacturing systems. It is recommended
for machining strict tolerances with a high degree of 16 | 10 2.5 2-2.5 40
surface finish. Its cylindrical-conical coupling and 20 | 13 3 4-4.5 70
radial-expanding pin ensure maximum rigidity and 25 | 16 3 6.5-7.5 120
concentricity in boring and milling. The system has 32 | 20 4 7-8 200
an internal coolant supply in all components. 40 | 25 5 16-18 400
50 | 32 6 30-35 700
63 | 42 8 70-80 1600
80 | 42 8 70-80 1600
110| 76 14 200-220 6300
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SKA-MB

y

MB Modular Connection System
with DIN69871 Form AD/ADB
/1S07388/1 Taper Shanks

| 4
DCONWS BD

1

@Cutting edge position
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s oows  wen  w  w  ow B

SKA 30-MB32 30 32.00 30.00 10.5 - M12 0.40 HW 4.0
SKA 30-MB50 30 50.00 60.00 41.0 - M12 0.67 HW 6.0
SKA 40-MB40 40 40.00 45.00 26.0 - M16 0.94 HW 5.0
SKA 40-MB40X120 ADB 40 40.00 120.00 101.0 4450 M16 1.70 HW 5.0
SKA 40-MB50 40 50.00 48.00 29.0 - M16 0.99 HW 6.0
SKA 40-MB50X120 ADB 40 50.00 120.00 101.0 - M16 2.04 HW 6.0
SKA 40-MB63 40 63.00 80.00 61.0 - M16 1.52 HW 8.0
SKA 45-MB50 45 50.00 48.00 29.0 ° M20 1.77 HW 6.0
SKA 50-MB110X150 50 110.00 150.00 131.0 - M24 8.47 HW 10.0
SKA 50-MB50 50 50.00 48.00 29.0 - M24 2.82 HW 6.0
SKA 50-MB50X120 ADB 50 50.00 120.00 101.0 60.00 M24 4.03 HW 6.0
SKA 50-MB63 50 63.00 56.00 37.0 - M24 2.95 HW 8.0
SKA 50-MB63X150 ADB 50 63.00 150.00 131.0 70.00 M24 2.81 HW 8.0
SKA 50-MB80 50 80.00 62.00 43.0 ° M24 3.51 HW 8.0
SKA 50-MB80X180 ADB 50 80.00 180.00 161.0 - M24 7.90 HW 8.0
SKA 60-MB110X100 60 110.00 100.00 81.0 - M30 10.50 HW 10.0
SKA 60-MB110X200 60 110.00 200.00 181.0 - M30 18.00 HW 10.0
SKA 60 MB63X60 60 63.00 60.00 41.0 71.00 M30 9.47 HW 8.0
SKA 60-MB80X65 60 80.00 65.00 46.0 - M30 10.38 HW 8.0

o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability e The coolant passages of holders with A/B suffix are plugged
with screws so they can be used either as SKA or SKB (through coolant).

ITS50RE

SKA-FC-MB

MB Modular Boring Connection
System with DIN 69871 Face
Contact ADB Tapered Shanks

by

DCONWS CRKS -

'

SKA 40 FC MB50 ADB 40 50.00 48.00 = 29.0 M16 1. 0.90 HW 6.0
SKA 40 FC MB50X120 ADB 40 50.00 120.00 - 101.0 M16 2. 1.70 HW 6.0
SKA 40 FC MB63 ADB 40 63.00 80.00 = = M16 il. 1.50 HW 8.0
SKA 50 FC MB50 ADB 50 50.00 48.00 > 29.0 M24 1. 2.70 HW 6.0
SKA 50 FC MB50X120 ADB 50 50.00 120.00 60.00 101.0 M24 2. 3.50 HW 6.0
SKA 50 FC MB63 ADB 50 63.00 56.00 = 37.0 M24 1. 2.80 HW 8.0
SKA 50 FC MB63X150 ADB 50 63.00 150.00 75.50 131.0 M24 2. 5.00 HW 8.0
SKA 50 FC MB80 ADB 50 80.00 62.00 - 43.0 M24 1. 3.40 HW 8.0
SKA 50 FC MB80X180 ADB 50 80.00 180.00 = 161.0 M24 2. 6.90 HW 8.0

ITS50RE

SKB-MB ==

F

MB Modular Connection System
with DIN69871 Form B (coolant
through flange) Taper Shanks

2

CRKS S - DCONWS

(@Cutting edge position

s oows s B

SKB 40-MB50 40 50.00 29.0 48.00 M16 1.04 HW 6.0
SKB 40-MB63 40 63.00 61.0 80.00 M16 1.56 HW 8.0
SKB 50-MB50 50 50.00 29.0 48.00 M24 291 HW 6.0
SKB 50-MB63 50 63.00 37.0 56.00 M24 3.07 HW 8.0
SKB 50-MB80 50 80.00 43.0 62.00 M24 3.60 HW 8.0

o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
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CATM-MB

MB Modular Boring Connection
System with CATM FORM

AD ANSIB5.5 Caterpillar
Tapered Shanks and Metric
Pull Stud Threads

y

(@Cutting edge position

[ 4

CATM 40 MB50
CATM 40 MB63

CATM 45 MB50
CATM 50 MB50
CATM 50 MB63
CATM 50 MB80

SS DCONWS LB LPR CRKS

40 50.00 47.0 66.00 M16 1.21 HW 6.0
40 63.00 ° 100.00 M16 1.91 HW 8.0
45 50.00 29.0 48.00 M20 1.83 HW 6.0
50 50.00 29.0 48.00 M24 3.06 HW 6.0
50 63.00 37.0 56.00 M24 3.08 HW 8.0
50 80.00 43.0 62.00 M24 3.38 HW 8.0

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITSB0RE o

HSK A-MB f

MB Modular Connection 7

System with DIN 69893

HySK A Taper Shanks DCCiNWS BD

@Cutting edge position

DCONMS DCONWS LB LPR BD @ § 4% /
HSK A40 MB32 40.00 32.00 28.0 48.00 0.32 COOLING TUBE HSK A40  WRENCH COOL TUBE HSK40* HW 4.0
HSK A50 MB50 50.00 50.00 = 66.00 0.69 COOLING TUBE HSK A50  WRENCH COOL TUBE HSK50* HW 6.0
HSK A63 MB40 63.00 40.00 34.0 60.00 - 0.92 COOLING TUBE HSK A63  WRENCH COOL TUBE HSK63* HW 5.0
HSK A63 MB40X120 63.00 40.00 94.0 120.00 46.00 1.60 COOLING TUBE HSK A63  WRENCH COOL TUBE HSK63* HW 5.0
HSK A63 MB50 63.00 50.00 40.0 66.00 - 1.04 COOLING TUBE HSK A63  WRENCH COOL TUBE HSK63* HW 6.0
HSK A63 MB50X120 63.00 50.00 94.0 120.00 1.06 COOLING TUBE HSK A63  WRENCH COOL TUBE HSK63* HW 6.0
HSK A63 MB63 63.00 63.00 = 75.00 115 COOLING TUBE HSK A63  WRENCH COOL TUBE HSK63* HW 8.0
HSK A80 MB50 80.00 50.00 44.0 70.00 1.61 COOLING TUBE HSKA80  WRENCH COOL TUBE HSK80* HW 6.0
HSK A80 MB63 80.00 63.00 54.0 80.00 1.50 COOLING TUBE HSK A80  WRENCH COOL TUBE HSK80* HW 8.0
HSK A80 MB80 80.00 80.00 - 86.00 2.54 COOLING TUBEHSKA80  WRENCH COOL TUBE HSK80* HW 8.0
HSK A100 MB50 100.00 50.00 43.0 72.00 - 2.58 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 6.0
HSK A100 MB50X120 100.00 50.00 91.0 120.00 60.00 1.06 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 6.0
HSK A100 MB63 100.00 63.00 53.0 82.00 ® 2.86 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 8.0
HSK A100 MB63X150 100.00 63.00 121.0 150.00 70.00 4.71 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 8.0
HSK A100 MB80 100.00 80.00 59.0 88.00 3.60 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 8.0
HSK A100 MB80X180 100.00 80.00 151.0 180.00 6.50 COOLING TUBE HSK A100  WRENCH COOL TUBE HSK100* HW 8.0

¢ A cooling tube must be used with all coolant through HSK spindles e Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying

capability.
* Optional, should be ordered separately

ITSB0RE
HSK E-MB

MB Modular Connection System
with DIN 69893 E Taper Shanks

'y

- DCONWS

l

@Cutting edge position

[ 4

HSK E40 MB32
HSK E50 MB50
HSK E63 MB50

DCONMS DCONWS LPR
40.00 32.00 42.00 0.30 HW 4.0
50.00 50.00 66.00 0.7 HW 6.0
63.00 50.00 66.00 1.87 HW 6.0

e A cooling tube must be used with all coolant through HSK spindles e Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying

capability.
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HSK F-MB

MB Modular Connection System
with DIN 69893 F Taper Shanks

!

— DCONWS

|

y

@Cutting edge position

DCONMS

DCONWS

LB

LPR

[

/

HSK F 63 MB50

63.00

50.00

39.0

65.00

1.00

HW 6.0

¢ A cooling tube must be used with all coolant through HSK spindles e Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying

capability.

ITS50RE

C#-MB

MB Modular Boring Connection

System with CAMFIX
Exchangeable Shanks

CAMFiIX

DCONMS

e

DCONWS DCONMS

|

Fig 2

il

DCONWS BD

b

LB

LPR

B ( &

D>

C4 MB32X42
C4 MB40X45
C5 MB50X55
C6 MB40X50
C6 MB40X120
C6 MB50X55
C6 MB50X67
C6 MB50X120
C6 MB63X77
C8 MB50X60
C8 MB50X120
C8 MB63X70
C8 MB63X150
C8 MB80X75
C8 MB80X120

LPR LB BD Fig.
40.00 32.00 42.00 22.0 i, 0.30 HW4.0  COOLING TUBE C4* WRENCH COOL TUBE C4*
40.00 40.00 45.00 = ilo 0.40 HW 5.0  COOLING TUBE C4* WRENCH COOL TUBE C4*
50.00 50.00 55.00 = 1. 0.72 HW 6.0 COOLING TUBE C5* WRENCH COOL TUBE C5*
63.00 40.00 50.00 28.0 ° lo 0.90 HW 5.0  COOLING TUBE C6* WRENCH COOL TUBE C6*
63.00 40.00 120.00 98.0 44,00 2, 1.50 HW 5.0  COOLING TUBE C6* WRENCH COOL TUBE C6*
63.00 50.00 55.00 33.0 50.00 2. 0.80 HW6.0 COOLING TUBE C6* WRENCH COOL TUBE C6*
63.00 50.00 67.00 45.0 o i, 1.10 HW 6.0  COOLING TUBE C6* WRENCH COOL TUBE C6*
63.00 50.00 120.00 98.0 54.00 2, 1.90 HW 6.0 COOLING TUBE C6* WRENCH COOL TUBE C6*
63.00 63.00 77.00 = - 1. 1.54 HW8.0 COOLING TUBE C6* WRENCH COOL TUBE C6*
80.00 50.00 60.00 30.0 ° ilo 1.99 HW 6.0  COOLING TUBE C8* WRENCH COOL TUBE C8*
80.00 50.00 120.00 90.0 54.00 2, 2.80 HW 6.0 COOLING TUBE C8* WRENCH COOL TUBE C8*
80.00 63.00 70.00 40.0 - 1. 2.16 HW8.0 COOLING TUBE C8" WRENCH COOL TUBE C8*
80.00 63.00 150.00 120.0 67.00 2. 4.00 HW 8.0  COOLING TUBE C8* WRENCH COOL TUBE C8*
80.00 80.00 75.00 = . 1lo 2.60 HW 8.0  COOLING TUBE C8* WRENCH COOL TUBE C8*
80.00 80.00 120.00 1l 4.30 HW8.0 COOLING TUBE C8* WRENCH COOL TUBE C8*

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
* Optional, should be ordered separately

ITS50RE

BT-MB

MB Modular Connection
System with BT MAS-403
FORM AD/ADB Taper Shanks

y

i
DCONWS  BD
by

@Cutting edge position

BT30 MB32

BT30 MB50

BT40 MB40

BT40 MB40X120 ADB
BT40 MB50

BT40 MB50X120 ADB
BT40 MB63

BT45 MB50

BT50 MB50

BT50 MB50X120 ADB
BT50 MB63

BT50 MB63X150 ADB
BT50 MB80

BT50 MB80X180 ADB
BT50 MB110X140
BT60 MB110X110
BT60 MB110X200

O

ss DCONWS LB LPR BD CRKS ) /
30 32.00 10.6 32.00 M12 0.38 HW 4.0
30 50.00 38.6 60.00 M12 0.70 HW 6.0
40 40.00 18.0 45.00 - M16 0.99 HW 5.0
40 40.00 93.0 120.00 44,50 M16 1.78 HW 5.0
40 50.00 21.0 48.00 - M16 1.00 HW 6.0
40 50.00 93.0 120.00 M16 2.08 HW 6.0
40 63.00 39.0 66.00 M16 1.35 HW 8.0
45 50.00 29.0 62.00 M20 2.32 HW 6.0
50 50.00 28.0 66.00 - M24 3.78 HW 6.0
50 50.00 82.0 120.00 60.00 M24 4.64 HW 6.0
50 63.00 37.0 75.00 - M24 3.98 HW 8.0
50 63.00 112.0 150.00 70.00 M24 5.85 HW 8.0
50 80.00 37.0 75.00 M24 4.30

50 80.00 142.0 180.00 M24 8.19 HW 8.0
50 110.00 102.0 140.00 M24 6.80 HW 10.0
60 110.00 63.0 110.00 M30 11.50 HW 10.0
60 110.00 152.0 200.00 M30 18.10 HW 10.0

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
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BT-FC-MB

MB Modular Boring System
with BT MAS-403 Face Contact
ADB Tapered Shanks

ITS BORE

T

BT30 FC MB50 30 50.00 60.00 = 32.0 1. 0.70
BT40 FC MB50 40 50.00 48.00 - 21.0 1. 0.90 HW 6.0
BT40 FC MB50X120 ADB 40 50.00 120.00 = 93.0 2. 1.90 HW 5.0
BT40 FC MB63 40 63.00 66.00 = = 1. 1.20 HW 8.0
BT50 FC MB50 50 50.00 66.00 - 28.0 1. 3.30 HW 6.0
BT50 FC MB50X120 ADB 50 50.00 120.00 60.00 82.0 2. 4.20 HW 6.0
BT50 FC MB63 50 63.00 75.00 - 37.0 1. 3.70 HW 8.0
BT50 FC MB63X150 ADB 50 63.00 150.00 70.00 112.0 2. 5.80 HW 8.0
BT50 FC MB80 50 80.00 75.00 = 37.0 1. 4.00 HW 8.0
BT50 FC MB80X180 ADB 50 80.00 180.00 = 142.0 2. 7.50 HW 8.0
ITS50nRE
BTB-MB Aﬁ'

MB Modular Connection
System with BT MAS-403
Type B Taper Shanks

(@Cutting edge position

s oows oo B

BTB40 MB50 40 50.00 21.0 48.00 M16 0.96 HW 6.0
BTB40 MB63 40 63.00 - 66.00 M16 1.34 HW 8.0
BTB50 MB50X66 50 50.00 28.0 66.00 M24 3.89 HW 6.0
BTB50 MB63X75 50 63.00 37.0 75.00 M24 4.00 HW 8.0
BTB50 MB80 50 80.00 37.0 75.00 M24 4.30 HW 8.0

o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITSB0RE
ISOM-MB

MB Modular Connection System
with DIN 2080-A Taper Shanks

! Ki
DCONWS

1

(aCutting edge position

s oows o B

ISOM 30-MB50 30 50.00 - 58.00 M12 0.78 HW 6.0
ISOM 40-MB50 40 50.00 36.0 48.00 M16 0.95 HW 6.0
ISOM 40-MB63 40 63.00 - 60.00 M16 1.34 HW 8.0
ISOM 45-MB50 45 50.00 33.0 48.00 M20 1.81 HW 6.0
ISOM 50-MB50 50 50.00 33.0 48.00 M24 2.82 HW 6.0
ISOM 50-MB63 50 63.00 41.0 56.00 M24 3.04 HW 8.0
ISOM 50-MB80 50 80.00 45.0 60.00 M24 3.60 HW 8.0

¢ Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITSB0RE
ISO-MB

MB Modular Connection System
with ISO 297 Taper Shanks

(@ .

(&
@)

@Cutting edge position
s oows s B /

y

r DCONWS

ISO 40-MB50 40 50.00 36.0 48.00 UNC 5/8"-11 1.03 HW 6.0
1ISO 40-MB63 40 63.00 - 60.00 UNC 5/8"-11 1.36 HW 8.0
1ISO 50-MB50 50 50.00 33.0 48.00 UNC 1.0"-8 2.83 HW 6.0
1ISO 50-MB63 50 63.00 41.0 56.00 UNC 1.0"-8 2.94 HW 8.0
1ISO 50-MB80 50 80.00 45.0 60.00 UNC 1.0"-8 3.56 HW 8.0

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
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@Cutting edge position

WM irssoRs

ASN sT-mB

O MB Modular Connection System I i

m with Straight Cylindrical Shanks DCOvNMS‘I | DCONWS

wows _ocows o o owe  r B

ST 16-MB16 16.00 16.00 100.00 66.0 1 1 0.15 HW 2.5
ST 20-MB20 20.00 20.00 125.00 85.0 1 1 0.27 HW 3.0
ST 25-MB32 25.00 32.00 100.00 35.0 0 2 0.41 HW 4.0
ST 32-MB50 32.00 50.00 140.00 60.0 0 2 0.42 HW 6.0
o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
() Maximum overhang
(2 0 - Without coolant supply, 1 - With coolant supply
ST-MB Straight Carbide Shank with MB Connection Assembly Options
ST16-32 MB16-MB32 Diameter Range: 18-50 mm
Rear Connection HSK - Hydraulic Chuck HSK Rear Connection
HSK HSK
DIN
BT DIN
BT
CAMFIX O CAMFIX

MAXIN Power Chuck

ER Collet Chuck

|j-———  —— 7 = =

|
Straight Carbide Shank

ST 16-32

BHF MB 16-32

Rough Boring Head

BHR-MB 16-32
18-50 Dia. Range

CC-MB-ER

IHRF 16-32
IHFF 25-32

—_—

@)

|
|
BHF-MB
Fine Boring Heads
18-50 Dia. Range

ER Collet Chuck

IHSR 18-50 1/

IHCR 28-50 m\?/

IHPR 36-50 ( / )

ISCAR




ITS50RE

ST-MB-E Lo ”lﬁ

je—— LF (assembly) m

MB Modular Connection System h v 5 O
with Cylindrical Carbide Shanks (51000 N[V )N Y -

! s | M

OAL ' |DCONWS CD

O
wcoms _ooowss o - Lo f (

ST 16-MB16X110E 16.00 16.00 110.00 144.00 100.0 0.28 HW 2.5
ST 16-MB16X140E 16.00 16.00 140.00 174.00 125.0 0.17 HW 2.5
ST 16-MB16X170E 16.00 16.00 170.00 204.00 160.0 0.42 HW 2.5
ST 20-MB20X135E 20.00 20.00 135.00 175.00 125.0 0.40 HW 3.0
ST 20-MB20X170E 20.00 20.00 170.00 210.00 160.0 0.69 HW 3.0
ST 20-MB20X210E 20.00 20.00 210.00 250.00 200.0 0.40 HW 3.0
ST 25-MB25X160E 25.00 25.00 160.00 210.00 160.0 0.40 HW 3.0
ST 25-MB25X205E 25.00 25.00 205.00 255.00 200.0 1.28 HW 3.0
ST 25-MB25X255E 25.00 25.00 255.00 305.00 250.0 1:55 HW 3.0
ST 32-MB32X195E 32.00 32.00 195.00 258.00 200.0 1.96 HW 4.0
ST 32-MB32X250E 32.00 32.00 250.00 313.00 250.0 2.50 HW 4.0
ST 32-MB32X315E 32.00 32.00 315.00 378.00 320.0 3.30 HW 4.0
o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITS50RE =
MTT-MB : Tt
MB Modular Connection ’ ] !
System with DIN 228/B 1806 q,,i,ei,,, 777777 —| DCONWS
Morse Taper Shanks l
‘ < LPR— ]
LA @Cutting edge position

Tt° DCONWS LPR é /
MTT 5-MB63 MT5 63.00 65.00 2.16 HW 8.0

¢ Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ITSoOR=

y

MTD-MB

MB Modular Connection
System with DIN 228/A 220
Morse Taper Shanks

@Cutting edge position

%
MTD 4-MB50 MT4 50.00 63.00 Mi6 093 HW 6.0
MTD 4-MB50 SIP MT4 50.00 63.00 M14 098 HW 6.0

o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

Member IMC Group
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WA ITS50nRE THID LSCMS_, ¢ -
M@ DIN2079-MB —
O MB Modular Connection T T 1 T
System with DIN 2079 Spindle BD_2 DCONMS Lyl pconws BD
MA@ Connecting Interface l T—r i
@p) Sl
LF  DCONWS LSCMS LB BD BD.2 DCONMS DBC  THID = /
DIN2079 MB50 40 35.00 50.00 10.00 210 90.00 110.00 88.89 66.70 M12 1.96 HW 6.0
DIN2079 MB63 40 47.00 63.00 10.00 31.0 90.00 110.00 88.89 66.70 M12 2.06 HW 8.0
DIN2079 MB63 50 45.00 63.00 12.00 31.0 1356.00 150.00 128.57 101.60 M16 4.60 HW 8.0
DIN2079 MB80 50 50.00 80.00 12.00 36.0 135.00 150.00 128.57 101.60 M16 5.00 HW 8.0

e Standard connection plate that can be assembled easily on most CNC spindle machines with a DIN2079 interface. This connection plate enables the use of ITS BORE
components with the MB connection by using any standard adapter with four screws. It is affixed directly on the machine spindle.

ITS50RE

EX-MB

Extensions for the MB Modular
Connection System

L)

EX 14X25-MB14 14.00 25.00 14.00 0.04
EX 16X25-MB16 16.00 25.00 16.00 0.06
EX 20X32-MB20 20.00 32.00 20.00 0.09
EX 25X25-MB25 25.00 25.00 25.00 0.10
EX 25X40-MB25 25.00 40.00 25.00 0.16
EX 32X32-MB32 32.00 32.00 32.00 0.20
EX 32X50-MB32 32.00 50.00 32.00 0.31
EX 40X40-MB40 40.00 40.00 40.00 0.39
EX 40X63-MB40 40.00 63.00 40.00 0.61
EX 50X50-MB50 50.00 50.00 50.00 0.70
EX 50X80-MB50 50.00 80.00 50.00 1.20
EX 50X100-MB50 50.00 100.00 50.00 1.63
EX 63X63-MB63 63.00 63.00 63.00 1.49
EX 63X100-MB63 63.00 100.00 63.00 2.39
EX 63X125-MB63 63.00 125.00 63.00 2.99
EX 80X80-MB80 80.00 80.00 80.00 3.10
EX 80X125-MB80 80.00 125.00 80.00 490
EX 80X160-MB80 80.00 160.00 80.00 6.25
EX 110X140-MB110 110.00 140.00 110.00 10.45
EX 110X200-MB110 110.00 200.00 110.00 14.30

o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

SN ISCAR




ITSB0RE LL]
RE MB-MB %’i oC
Reducers for the MB Modular
Connection System ]t O
1- DCONWS R
@p)
|_
. [
RE MB16-MB14X24 16.00 14.00 25.00 19.5 0.04
RE MB20-MB14X19 20.00 14.00 20.00 14.5 0.03
RE MB20-MB16X20 20.00 16.00 20.00 16.0 0.06
RE MB25-MB14X19 25.00 14.00 20.00 13.5 0.06
RE MB25-MB16X20 25.00 16.00 20.00 15.0 0.08
RE MB25-MB20X25 25.00 20.00 25.00 20.0 0.09
RE MB32-MB14X25 32.00 14.00 25.00 17.5 0.08
RE MB32-MB16X24 32.00 16.00 24.00 18.0 0.13
RE MB32-MB20X25 32.00 20.00 25.00 20.0 0.14
RE MB32-MB25X28 32.00 25.00 28.00 230 0.16
RE MB40-MB14X25 40.00 14.00 25.00 16.5 0.23
RE MB40-MB16X24 40.00 16.00 24,00 17.0 0.22
RE MB40-MB20X26 40.00 20.00 26.00 20.0 0.23
RE MB40-MB25X28 40.00 25.00 28.00 22.0 0.26
RE MB40-MB32X32 40.00 32.00 32.00 27.0 0.29
RE MB50-MB14X25 50.00 14.00 25.00 14.5 0.40
RE MB50-MB14X39 50.00 14.00 39.00 30.5 0.42
RE MB50-MB16X24 50.00 16.00 24,00 15.0 0.39
RE MB50-MB16X40 50.00 16.00 40.00 31.0 0.41
RE MB50-MB16X74 50.00 16.00 74.00 65.0 0.47
RE MB50-MB20X26 50.00 20.00 26.00 18.0 0.40
RE MB50-MB20X70 50.00 20.00 70.00 62.0 0.50
RE MB50-MB20X93 50.00 20.00 93.00 85.0 0.56
RE MB50-MB25X117 50.00 25.00 117.00 110.0 0.68
RE MB50-MB25X28 50.00 25.00 28.00 21.0 0.42
RE MB50-MB25X87 50.00 25.00 87.00 80.0 0.64
RE MB50-MB32X144 50.00 32.00 144,00 137.0 1.09
RE MB50-MB32X32 50.00 32.00 32.00 25.0 0.46
RE MB50-MB32X87 50.00 32.00 87.00 80.0 0.71
RE MB50-MB40X176 50.00 40.00 176.00 170.0 1.87
RE MB50-MB40X36 50.00 40.00 36.00 30.0 0.51
RE MB50-MB40X87 50.00 40.00 87.00 80.0 0.97
RE MB63-MB50X40 63.00 50.00 40.00 34.0 0.97
RE MB80-MB50X45 80.00 50.00 45.00 36.0 1.35
RE MB80-MB63X60 80.00 63.00 60.00 52.0 1.77
RE MB110-MB80X70 110.00 80.00 70.00 52.0 6.00
o Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
ITSB0RE
RE MB-AVI i ﬂﬁ
MB Modular System Vibration I . N ootws B*D
Damping Reducers y L]
LPR
Q
RE MB50-MB16X74-AVI 50.00 16.00 74.00 17.50 65.0 0.51
RE MB50-MB20X93-AVI 50.00 20.00 93.00 21.50 85.0 0.65
RE MB50-MB25X117-AVI 50.00 25.00 117.00 27.00 110.0 0.92
RE MB50-MB32X144-AVI 50.00 32.00 144.00 35.00 138.0 1.47
RE MB50-MB40X176-AVI 50.00 40.00 176.00 47.00 170.0 2.66
RE MB63-MB50X220-AVI 63.00 50.00 220.00 60.00 2140 5.00
RE MB80-MB63X280-AVI 80.00 63.00 280.00 77.00 272.0 10.40

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

Member IMC Group
o=
L 4 11 ]




ITS56RE Rw L )
R3/8_

CHR MB ] 15 ,r

Coolant Supply Collar for the it 3 T

MB Modular Boring System

} T
CONMS H -+ DCONWS BD
oconws > |

LL
o
O
M
n
=

L> LB |~

LPR->

DCONMS DCONWS BD LB LPR RPMX() CcP® %
CHR MB63 63.00 63.00 115.00 3.0 63.00 3500 10 330

¢ Important: coolant flow must be started prior to rotating the spindle to avoid damage of the O-rings e Verify that the weight of the entire tool assembly does not exceed the
machine spindle's carrying capability.

398

() Maximum RPM
(2 Goolant pressure (Bar)

Ly _ v_ 7 _J

ITSE50RE o @

EMH MB - Al:;RGAWhistle notch ’F

Weldon and Whistle Notch =1 EMH 1835-E

Side-Lock Holders with } =N

the MB Modular Boring DCONMS [ll:: CEU) DCONWS ED

Connection System ' gl ! '

LLB» Weldon
EMH 1835-B

DCONMS DCONWS BD LB LPR L5 ADJRGA Fig. &
EMH MB50-6 50.00 6.00 25.00 32.5 44.00 7.00 20 1. 0.51
EMH MB50-8 50.00 8.00 28,00 33.0 44,00 7.00 2.0 s 0.54
EMH MB50-10 50.00 10.00 35.00 42.0 52.00 11.00 3.0 1. 0.68
EMH MB50-12 50.00 12.00 42,00 48.0 57.00 11.00 3.0 1. 0.85
EMH MB50-14 50.00 14.00 42.00 48.0 57.00 11.00 3.0 . 0.84
EMH MB50-16 50.00 16.00 48.00 61.0 67.00 17.00 4.0 1. 1.12
EMH MB50-20 50.00 20.00 51.00 67.00 16.00 4.0 il, 1.08
EMH MB50-25 50.00 25.00 63.00 - 80.00 22,00 4.0 2. 1.21
EMH MB63-16 63.00 16.00 48.00 53.0 64.00 14.00 4.0 1. 1.45
EMH MB63-20 63.00 20.00 52.00 56.0 66.00 14.00 4.0 1. 156
EMH MB63-25 63.00 25.00 64.00 - 74.00 16.00 4.0 2 2.11
EMH MB63-32 63.00 32.00 72.00 76.00 14.00 4.0 2. 242
EMH MB80-40 80.00 40.00 80.00 83.00 12.00 4.0 2. 3.21

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
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ITS50RE LL]

CC MB-ER fﬂﬁ C

DIN 6499 ER Collet Chuck O

with the MB Modular Boring e

Connection System DCONXWSB m
N

DcoNMS  GSI Doownws® Doowws? eo  wer 15 aneos B3 @ /

CC MB16 ER11M 16.00 ER11 0.5 7.0 16.00 25.00 2.50 2.0 0.05  NUTER11 MINI  WRENCH ER11 MINI*

CC MB20 ER16M 20.00 ER16 05 10.0 22.00 32.00 1.00 20 0.05  NUTER16 MINI  WRENCH ER16 MINI*
CC MB25 ER20M 25.00 ER20 1.0 13.0 28.00 40.00 2.50 2.0 0.14  NUT ER20 MINI WRENCH ER20 MINI*
CC MB32 ER25M 32.00 ER25 1.0 16.0 35.00 42.00 1.50 2.0 023 NUT ER25 MINI  WRENCH ER25 MINI*
CC MB40 ER25 40.00 ER25 1.0 16.0 42.00 45.00 5.00 20 045  NUT ER25 TOP WRENCH ER25*
CC MB50 ER25 50.00 ER25 1.0 16.0 42.00 48.00 7.00 2.0 0.67  NUT ER25 TOP WRENCH ER25*
CC MB50 ER32 50.00 ER32 20 20.0 50.00 55.00 7.00 20 0.79  NUT ER32 TOP WRENCH ER32*
CC MB63 ER32 63.00 ER32 20 20.0 50.00 59.00 12.00 20 135 NUT ER32 TOP WRENCH ER32*
CC MB63 ER40 63.00 ER40 3.0 26.0 63.00 64.00 12.00 2.0 155 NUT ER40 TOP WRENCH ER40*

® For ER collets, see ISCAR Tooling Systems Catalog.

) Minimum diameter

) Maximum diameter

*  Optional, should be ordered separately

ITSB0RE

DC MB

DIN238 DC Drill Chuck
Arbor with the MB Modular
Connection System

Q
DC MB50 B16 5000 B16 10.00 040
DC MB63 B16 63.00 B16 13,50 041

e Without drill chuck.

Member IMC Group
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SMH MB

Shell Mill Holders with
the MB Modular Boring
Connection System

LL
o
O
M
n
=

DCONMS  DCONWS BD DBC THID LF LSCWS Fig. &

SMH MB40-16 40.00 16.00 32.00 - 16.00 17.00 1 0.32
SMH MB40-22 40.00 22.00 40.00 - - 13.00 19.00 1 0.38
SMH MB50-16 50.00 16.00 32.00 = - 16.00 17.00 1 0.48
SMH MB50-22 50.00 22.00 40.00 = = 15.00 19.00 1 0.55
SMH MB50-27 50.00 27.00 50.00 = - 16.00 21.00 1 0.66
SMH MB50-32 50.00 32.00 60.00 = - 15.00 24.00 1 0.79
SMH MB63-22 63.00 22.00 60.00 = - 15.00 19.00 1. 1.01
SMH MB63-27 63.00 27.00 60.00 - - 16.00 21.00 1. 1.09
SMH MB63-32 63.00 32.00 70.00 = - 15.00 24.00 1 1.24
SMH MB80-32 80.00 32.00 88.00 - - 24,00 24.00 1 2.09
SMH MB80-40 80.00 40.00 88.00 66.70 M12 24.00 27.00 2 2.25
SMH MB80-50 80.00 50.00 90.00 = - 24.00 30.00 2 2.58
SMH MB80-60 (1) 80.00 60.00 128.50 101.60 M16 31.50 40.00 2. 419
SMH MB110-60 (" 110.00 60.00 128.50 101.60 M16 36.00 40.00 2. 7.56

* When mounting slitting cutters, remove the drive dogs and use spacer rings. ® Verify that the weight of the entire tool assembly does not exceed the machine spindle's
carrying capability.
() Shell locking screw not supplied

Spare Parts

) @ @ & o f @
Designation @

SMH MB40-16 M 8 CLAMP SCREW SEM 16 BH DOG DRIVE SMH 16 KEY SMH 16 M3X8 SMH KEY SCREW
SMH MB40-22 M 10 CLAMP SCREW SEM 22 BH DOG DRIVE SMH 22 KEY SMH 22 M4X10SMH KEY SCREW
SMH MB50-16 M 8 CLAMP SCREW SEM 16 BH DOG DRIVE SMH 16 KEY SMH 16 M3X8 SMH KEY SCREW
SMH MB50-22 M 10 CLAMP SCREW SEM 22 BH DOG DRIVE SMH 22 KEY SMH 22 M4X10SMH KEY SCREW
SMH MB50-27 M 12 CLAMP SCREW SEM 27 BH DOG DRIVE SMH 27 KEY SMH 27 M5X12SMH KEY SCREW
SMH MB50-32 M 16 CLAMP SCREW SEM 32 BH DOG DRIVE SMH 32 KEY SMH 32 MBX16SMH KEY SCREW
SMH MB63-27 M 12 CLAMP SCREW SEM 27 BH DOG DRIVE SMH 27 KEY SMH 27 M5X12SMH KEY SCREW
SMH MB63-32 M 16 CLAMP SCREW SEM 32 BH DOG DRIVE SMH 32 KEY SMH 32 M6EX16SMH KEY SCREW
SMH MB80-32 M 16 CLAMP SCREW SEM 32 BH DOG DRIVE SMH 32 KEY SMH 32 MBX16SMH KEY SCREW
SMH MB80-40 M 20 CLAMP SCREW SEM 40 BH DOG DRIVE SMH 40 KEY SMH 40 M6X18SMH KEY SCREW

ITS50nRE
LPR

TP MB'M ﬂ—‘ > \ﬂ

Tapping Chucks with the MB T T

Modular Connection System SEENVE OO o Fib ..: » Fif

l ’ : 1
L—LB—»

DCONMS  Tap min Tap max LB LPR BD DCONWS FIf Flb &
TP MB50-M 3-12 50.00 M1 M14 65.0 76.00 36.00 19.00 75 75 0.78
TP MB50-M 8-20 50.00 M4.5 M20 = 106.00 53.00 31.00 12.5 12.5 1.60
TP MB63-M 3-12 63.00 M1 M14 57.2 70.00 36.00 19.00 75 7.5 1.14
TP MB63-M 8-20 63.00 M4.5 M20 93.0 104.00 53.00 31.00 125 12.5 1.88

¢ Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

ISCAR




ITS50RE _ «LSCMSw <LPR L|J
TCS-DIN LI oC
Quick Change Tap T [N - o ISP

Collets for Solid Taps DCONMS) T 7 DCONws  BD O

o M

Iy | LSCWs @)

|_
DCONWS® @ S10 S20 BD  DCONMS  LPR LSCMS  LSCWS 3]
TCS #1 DIN 4-3 4.00 3.00 M4 = 30.00 19.00 7.0 21.50 17.0 0.48
TCS #1 DIN 3.5-2.7 3.50 2.70 M3 M4.5, M5 30.00 19.00 7.0 21.50 17.0 0.01
TCS #1 DIN 4.5-3.4 4.50 3.40 M3.5 M6 30.00 19.00 7.0 21.50 17.0 0.08
TCS #1 DIN 6-4.9 6.00 490 M4.5, M6 M8 30.00 19.00 7.0 21.50 17.0 0.08
TCS #1 DIN 8-6.2 8.00 6.20 M8 - 30.00 19.00 7.0 21.50 17.0 0.10
TCS #1 DIN 9-7 9.00 7.00 = M12 30.00 19.00 7.0 21.50 17.0 0.08
TCS #1 DIN 10-8 10.00 8.00 M10 - 30.00 19.00 7.0 21.50 17.0 0.10
TCS #1 DIN 11-9 11.00 9.00 M14 M14 30.00 19.00 7.0 21.50 17.0 0.48
TCS #2 DIN 8X6.2 8.00 6.20 M8 = 48,00 31.00 11.0 35.00 30.0 0.28
TCS #2 DIN 9X 7 9.00 7.00 - M12 48.00 31.00 17.0 35.00 30.0 0.28
TCS #2 DIN 10X 8 10.00 8.00 M10 ° 48.00 31.00 17.0 35.00 30.0 0.28
TCS #2 DIN 11X 9 11.00 9.00 = M14 48,00 31.00 17.0 35.00 30.0 0.48
TCS #2 DIN 12X 9 12.00 9.00 - M16 48.00 31.00 17.0 35.00 30.0 0.27
TCS #2 DIN 14X11 14.00 11.00 - M18 48.00 31.00 17.0 35.00 30.0 0.25
TCS #2 DIN 16X12 16.00 12.00 - M20 48.00 31.00 17.0 35.00 30.0 0.24

() According to tap shank size.

@) Square size.

@) Tap size according to DIN371

) Tap size according to DIN376/374

ITSB0RE
LSCMS = LPR

TCC-DIN 1 g t‘ﬁ

Quick Change Tap Collets I |

with a Safety Clutch DCONMS Iz ] BEeiS Ep

T 1]
Sl Lsowsl=
)

DCONWS(™ s@ 5160 S20) BD DCONMS LPR LSCMS  LSCWS kol
TCC #1 DIN 2.8-2.1 2.80 2.10 M2, M2.5 M4 32.00 19.00 25.0 2150 17.0 047
TCC #1 DIN 4-3 4.00 3.00 M3.5 - 32.00 19.00 25.0 21.50 17.0 0.34
TCC #1 DIN 4.5-3.4 4.50 3.40 M4 M6 32.00 19.00 25.0 21.50 17.0 0.17
TCC #1 DIN 6-4.9 6.00 4,90 M4.5, M6 M8 32.00 19.00 25.0 21.50 17.0 0.17
TCC #1 DIN 7-5.5 7.00 5.50 M7 M10 32.00 19.00 25.0 21.50 17.0 0.17
TCC #1 DIN 8-6.2 8.00 6.20 M8 - 32.00 19.00 250 21.50 17.0 0.16
TCC #1 DIN 9-7 9.00 7.00 - M12 32.00 19.00 25.0 21.50 17.0 017
TCC #1 DIN 10-8 10.00 8.00 M10 - 32.00 19.00 25.0 21.50 17.0 0.16
TCC #1 DIN 11-9 11.00 9.00 M10 M14 32.00 19.00 25.0 21.50 17.0 0.15
TCC #2 DIN 6X4.9 6.00 4.90 M4.5, M6 M8 50.00 31.00 34.0 35.00 300 053
TCC #2 DIN 7X5.5 7.00 5.50 M7 M10 50.00 31.00 34.0 35.00 30.0 0.54
TCC #2 DIN 8X6.2 8.00 6.20 M8 - 50.00 31.00 34.0 35.00 300 0.53
TCC #2 DIN 9X7 9.00 7.00 M7 M12 50.00 31.00 34.0 35,00 300 053
TCC #2 DIN 10X8 10.00 8.00 M10 - 50.00 31.00 34.0 35.00 30.0 0.53
TCC #2 DIN 11X9 11.00 9.00 - M14 50.00 31.00 340 35.00 300 053
TCC #2 DIN 12X9 12.00 9.00 - M16 50.00 31.00 34.0 35,00 300 052
TCC #2 DIN 14X11 14.00 11.00 - M18 50.00 31.00 34.0 35.00 30.0 0.51
TCC #2 DIN 16X12 16.00 12.00 - M20 50.00 31.00 34.0 35,00 300 050

() According to tap shank size.

) Square size.

@) Tap size according to DIN371

4 Tap size according to DIN376/374

Member IMC Group
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AMT MB-MT
MB Modular Connection

System with Morse Taper
Tang DIN 228 A/B

LL
o
O
M
n
=

DIN 228A DIN 228B
Tt DCONMS d2 BD THID LB LPR 5]
AMT MB50-MT1 MT1 50.00 12.07 20.00 M6 68.0 80.00 0.52
AMT MB50-MT2 MT2 50.00 17.78 30.00 M10 86.0 100.00 0.78
AMT MB50-MT3 MT3 50.00 23.82 36.00 M12 110.0 120.00 1.02
AMT MB63-MT3 MT3 63.00 23.82 36.00 M12 108.0 120.00 1.40
AMT MB63-MT4 MT4 63.00 31.26 48.00 M16 133.0 150.00 2.20

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.

AMT A
Screw for Shanks — Morse
Taper Tang AMT -

Spare Parts

1

AMT MB50-MT2 AMT MT2-SCREW
AMT MB50-MT3 AMT MT3-SCREW
AMT MB63-MT3 AMT MT3-SCREW
AMT MB63-MT4 AMT MT4-SCREW

ITS507RE o -
R p——
BLANK MB T
Blanks with MB Modular T
Connection System DCONMS jD
55-60 HRc 122-25 HRc
. s &
BLANK MB50-63X160 50.00 63.00 160.00 4.44
BLANK MB63-80X200 63.00 80.00 200.00 8.77
BLANK MB80-100X250 80.00 100.00 250.00 16.62
BLANK MB110-130X250 110.00 130.00 250.00 18.00

* Material: 39NiCrMo3

ISCAR
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Rough Boring Options

USER GUIDE

Roughing with High Feed

Roughing with High
Cutting Depth

Light Roughing
or Semi-Finishing
Applications

o |

‘%@H

-

4
A | A . A
1 | TA - ' AT T Iz
CR LNHT CR LNHT CR SOMT CR SOMT IHSR IHSR IHCR IHSR PLT IHSR
Fig. a Fig. b Fig. ¢

1 Radial setting of the cutting edges should be
carried out with tool presetting equipment.
2 Boring bars fitted with two insert pockets are for roughing
operations involving heavy chip removal.
The double-insert boring bars include:
- Two IHSR/CR SOMT/CR LNHT insert holders on the
same plane with the two cutting edges set at an identical
radial distance for high feed rate roughing operations
(Fig. a).
- An IHCR insert holder and an IHSR insert holder not on
the same plane with the two cutting edges set at different
radial distances for high-depth roughing operations (Fig. b).
3 Boring bars fitted with a single insert holder are for
roughing and finishing operations involving normal
chip removal. The serrated surface protection
plate PLT should always be used (Fig. c).

Rough Boring Head Diameter Range

10 20 30 40 50 60

BHR MB16-16x34 18-22

70 80 90 100 110 120 130 200 300 400

500 600 700 800 900 1000 1100 1200

Assembly
Reference

)

BHR MB20-20x40 22-28

BHR MB25-25x50 28-38

BHR MB32-32x63 35.5-50

BHR MB40-40x80 50-68

843

BHR MB50-50x100 68-90

BHR MB50-63x80

90-120

BHR MB63-63x125

90-120

BHR MB80-80x140

120-200

TCH AL200

200-602

TCH AL300

300-702

TCH AL400

400-802

TCH AL 500

500-

902

847

TCH AL 600

600-

1002

TCH AL 700

700-1102

TCH AL 800

800-1202

Member IMC Grou

p
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l TSBGRE f~LF (assembly):]
BHR MB - ﬂ{‘i

Rough Boring Heads for

Diameter Range 18-200 mm BD  DCONMSIFIE=

IHBR| IHSRBW

LL
o
O
M
n
=

(¢} D
BD DCONMS LF DCN) DCX® L1 IH® RPMX &
BHR MB16-16X34 16.00 16.00 34.00 18.0 220 = IH...18-22 12000 0.06
BHR MB20-20X40 20.00 20.00 40.50 22.0 28.0 - H...22-28 12000 0.11
BHR MB25-25X50 25.00 25.00 50.00 28.0 38.0 = IH...28-38 10000 0.18
BHR MB32-32X63 32.00 32.00 63.00 35.5 50.0 = IH...36-50 10000 0.36
BHR MB40-40X80 40.00 40.00 80.00 50.0 68.0 - IH...50-68 8000 0.70
BHR MB50-50X100 55.00 50.00 100.00 68.0 90.0 50.0 |H...68-90 8000 1.49
BHR MB50-63X80 72.00 50.00 80.00 90.0 120.0 60.0 [H...90-120 8000 1.50
BHR MB63-63X125 72.00 63.00 125.00 90.0 120.0 63.0 [H...90-120 6000 3.09
BHR MB80-80X140 95.00 80.00 140.00 120.0 200.0 75.0 IH...120-800 5000 5.38

* Verify that the weight of the entire tool assembly does not exceed the machine spindle's carrying capability.
() Cutting diameter minimum

@) Cutting diameter maximum

@ Insert holders

@) Maximum RPM

Spare Parts

& & 7/ #

BHR MB16-16X34 BH NUT BHR MB16 PLT 16* SR M3X14 DIN912 SR M3X8 DIN913
BHR MB20-20X40 BH NUT BHR MB20 PLT 20 SR M4X15DIN912 BH M3X5UNI5923
BHR MB25-25X50 BH NUT BHR MB25 PLT 25* SR M4X20 DIN912 SR M3X8 DIN913
BHR MB32-32X63 BH NUT BHR MB32 PLT 32 SR M5X25DIN912 SR M4X12 DIN913
BHR MB40-40X80 BH NUT BHR MB40 PLT 40* SR M6X30 DIN912 SR M5X14 DIN913
BHR MB50-63X80 BH NUT BHR MB50 PLT 50* SR M10X40DIN912 SR M5X12 DIN913
BHR MB63-63X125 BH NUT BHR MB63 PLT 63* SR M10X40DIN912 SR M6X16 DIN913
BHR MB80-80X140 BH NUT BHR MB80 PLT 80 SR M12X45DIN912 SR M8X25 DIN913

* Optional, should be ordered separately

ISCAR
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BHR MB - Additional Information

LL
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O
M
n
=

34 ] 27.5
26 -
BHR MB16- 16X34 | i R Sler me - §
- b 1 s
218 ~ .22 Q 12 e 8
g L
MB16 |HSR 18-22 5 IHSR20-24 BW
405 o 325_ R
31 5 { 3
BHR MB20- 20X40 | < g e e
222 ~ 28 e jg e 8
MB20 IHSR 22-28 §  IHSR 23.5-30BW
50 o 39
37.5 g e o
| @ T 5 w
BHR MB25- 25X50 of o o é g 4 o2 o
028 ~ 38 ° , 8 %[ 8 §
s HSR28:G8 £ = IHSR 26-38 CH15 | IHSR 26-38 CH45
IHCR 28-38 IHSR 29.5-40BW IHSR 26-38 CH30
~ 50 63
& )
8 8 J g
BHR MB32- 32X63 ! HE <8 2
?35.5 ~ 50 ) 18 0n° g 8
IHSR 36-50-09 5 IHSR 34.5-49 CH15 | |HSR 34.5-49 CH45
IHCR 36-50-09 IHSR 39-52 BW IHSR 34.5-49 CH30
L e R
8 3 Mm 8
BHR MB40- 40X80 & S -8 2
50 ~ 68 N0y |8 L5 S Vg g
ha — IHSR 50-68-12 §' L IHSR 46.5-66 CH45
MBao SR O0-68 IHPREO-68  IHCR 50-65-12 ZIHSR51-70 BW | IHSR 46.5-66 CH15  IHSR 46.5-66 CH30
100 80.5 ‘ 100
o m 10
Vi —
iR [y p— '@I“ 1©a [© ©
® \© © o - oo
BHR MB50- 50X100 | _ A E{ 8 5
T 0 =
268 ~ 90 8 %g g8 =8
AL < |
A £ gL IHSR 65-88 CH45
MB50  IHSR 68-90 = ! ISR 65-88 CH15  "149R 65-88 CH30
IHCR68-90  IHPR 68-90 SR 69-92 BW
555 ==
7
S U =
N
§ N
BHR MB50- 63X80 8 RS oIz
@90 ~ 120 '8 T 3
Q £ |
®|
Y,
IHCR 90-120 IHPR 90-120 IHSR 91-122 BW
125 100.5
98
]
N
o ™ N
BHR MB63- 63X125 Qé o g _ g
@90 ~ 120 © g i °8
£
Q
MB63 IHSR 90-120 IHBR 90-120 7 '
IHCR 90-120 1ipR 90-120 IHSR 91-122 BW
110.5
108
)
N
ol o g g 8
o ® S + i
QlQ « S R
S} T S}
£
‘ [ ——
MB8O IHSR 120-160IHBR 120-160 0
IHCR 120-160IHPR 120-160 IHSR 121-162 BW
BHR MBS0- 80X140 ‘ o ‘ —
@120 ~ 200 ‘ O <
N
& g 8
) LT )
3 SIS Sls
S} £ S}
IS
Q
MBS0 _—
IHSR 160-800 - L U g
IHCR 160-800  IHPR 160-800 IHBR 160-800 IHSR 161-802 BW
IHSR 160-800-19 IHPR 160-800-19 161-

Member IMC Group
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M@ IHSR-MIFR T < J
O Trepanning Cartridges Carrying WB \
MINCUT Inserts Mounted on the cw S
MAN BHR MB32-32X63 Boring Head v l L DAXX
P
CD L— OAL ——‘ OAH"‘

o owoe  ome o ow  we  ow  we &

IHSR 8-21 MIFR8 8.0 21.0 1.50 2.20 32.00 23.00 17.50 MR8 SR 14-297 T-8/5
IHSR 19-34 MIFR10 19.0 34.0 2.00 3.00 27.00 22.00 17.80 MILR 10 SR 34-506 T-9/5

() Minimum axial grooving diameter

2 Maximum axial grooving diameter

() Minimum cutting width

@ Maximum cutting width

For inserts, see pages: MIFR (406)
For holders, see pages: BHR MB (404)

MIK CUT MIFR 10 MIFR 8
MIN] FACE LINE CDX TPDY’ g E
ey o P O A
Screw-Clamped Inserts | DAXN-DAXX L NSL—J v e J
for Internal Face Grooving I | ow oD =
and Turning ﬁéﬁ
RE
T
. . Recommended
DTS Machining Data
fface- | fface-
=) groove | tumn
Designation INSL CW CwTOL®" RE RETOL® WF S1 DAXN®  DAXX4  CDX PDY S | (mmirev)| (mmirev)
MIFR 8-1.50-0.20 17.70 1.50 0.02 0.20 0.020 2.60 6.5 8.0 11.5 5.50 11.00 o 0.02-0.10 | 0.02-0.06
MIFR 8-1.60-0.80 17.70 1.60 0.02 0.80 0.020 2.60 6.5 8.0 12.1 5.50 11.00 o 0.02-0.10 | 0.02-0.06
MIFR 8-2.00-0.20 17.70 2.00 0.02 0.20 0.020 2.80 6.5 8.0 16.0 5.50 11.00 o 0.02-0.10 | 0.02-0.06
MIFR 8-2.20-0.20 17.70 2.20 0.02 0.20 0.020 2.90 6.5 8.0 21.0 5.50 11.00 o 0.02-0.10 | 0.02-0.06
MIFR 10-2.00-0.20 25.10 2.00 0.02 0.20 0.020 3.00 7.6 10.0 - 9.00 14.80 o 0.02-0.10 | 0.02-0.06
MIFR 10-2.00-1.00 2510 2.00 0.02 1.00 0.020 3.00 7.6 10.0 = 9.00 14.80 o 0.02-0.10 | 0.02-0.06
MIFR 10-2.50-0.20 2510 2.50 0.02 0.20 0.020 3.10 7.6 10.0 30.0 9.00 14.80 o 0.02-0.10 | 0.02-0.06
MIFR 10-2.50-1.25 25.10 2.50 0.02 1.25 0.020 3.30 7.6 10.0 - 9.00 14.80 o 0.02-0.10 | 0.02-0.06
MIFR 10-3.00-0.20 25.10 3.00 0.02 0.20 0.020 3.40 7.6 10.0 30.0 9.00 14.80 [ 0.02-0.10 | 0.02-0.06
MIFR 10-3.00-1.50 25.10 3.00 0.02 1.50 0.020 3.30 7.6 10.0 34.0 9.00 14.80 [ 0.02-0.10 | 0.02-0.06

¢ Recommended cutting speeds and feeds can increased by 20-30% for aluminum, and reduced by 20-30% for titanium and Inconel
() Cutting width tolerance (+/-)

(2 Corner radius tolerance (+/-)

) Minimum axial grooving diameter

@) Maximum axial grooving diameter

For tools, see pages: IHSR-MIFR (406)
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TCH AL

Aluminum Twin Cutter

W M
Heads for Rough and Fine

=E
%BD DCONM*SH = DCN-DCX
Ss 5 — H
Boring Operations, Diameter . \DBC Iy \hM

Range 200-1200 mm

O
DCN®  DCX®  BD DCONMS  DBC ss OAW  CXT BH  CSP® RPMx¢ A&

LL
o
O
M
n
=

TCH AL200 200.0 602.0 194.00 40.00 66.70 80 ° = 54.00 1 700 3.20
TCH AL300 300.0 702.0 288.00 40.00 66.70 80 ° - 54.00 1 400 3.90
TCH AL400 400.0 802.0 394.00 40.00 66.70 80 ° 1/4GAS 61.00 0 300 6.90
TCH AL500 500.0 902.0 494.00 60.00 101.60 80,110 128.0 1/4GAS 69.00 0 200 8.70
TCH AL600 600.0 1002.0 594.00 60.00 101.60 80,110 128.0 1/4GAS 71.00 0 200 8.34
TCH AL700 700.0 1102.0 694.00 60.00 101.60 80,110 128.0 1/4GAS 74.00 0 200 8.34
TCH AL800 800.0 1202.0 794.00 60.00 101.60 80,110 128.0 1/4GAS 80.00 0 150 15.20

e Aluminum body, with steel serrated seats ® The "O" position on the counterweight balances the BHF boring head for 200 mm boring diameter position. For every 10 mm
change in boring diameter, move the counterweight by 1 measurement mark e Verify that the weight of the entire tool assembly does not exceed the machine spindle's
carrying capability e For spare parts, see pages 436-437, 468

() Cutting diameter minimum

(@) Cutting diameter maximum

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

@) Maximum RPM

For tools, see pages: IHBR (409) ¢ IHCR (408) ¢ IHPR (408) ® IHSR (408) * IHSR-BW (410)

Large Diameter Double Edge Rough Boring Options

LF 3
> OAW LF [F2 = Ly - LF 4
DIN2080-CP | ~ B - -
obaston ) e = | N IHSR 161-802 BW
SMH 40-60
MB80-110-140
¥ TCHH EX 100/300 =
) DON-DCX EX1C DON-DCX DON-DCX (3, -DCX 3,
SS}E ) DOONNS H7 e o TCHH X 100 DM\N BD CX (3.4) DMIN BD DON-DOX (3,4)
Eﬁmwo FM 60X 7 [ BBQL 7f%7 . Y /
- TOHH EX 100/300
v IHPR 160-800-19
IHSR 160-800 -800- DMIN=(DCN (3,4)+BD+1)/2
1SR 160-600 IHSR 160-800-19 (DCN (3,4) )
IHPR 160-800 L HBR160-800

Aluminum Twin Cutter Heads

Extension Slides | Dimensions TCH 200 TCH 300 TCH 400 TCH 500 TCH 600 TCH 700 TCH 800
IH.R 160-800/-19 DCN-DCX 200-300 300-400 400-500 500-600 600-700 700-800 800-900
IH.R 160-800/-19 TCHH EX 100 DCN-DCX 300-400 400-500 500-600 600-700 700-800 800-900 900-1000
IH.R 160-800/-19 TCHH EX 300 DCON-DCX 400-600 500-700 600-800 700-900 800-1000 900-1100 1000-1200
IHSR 161-802 BW DCN-DCX (3,4) 202-302 302-402 402-502 502-602 602-702 702-802 802-902
IHSR 161-802 BW TCHH EX 100 DCN-DCX (3,4) 302-402 402-502 502-602 602-702 702-802 802-902 902-1002
IHSR 161-802 BW TCHH EX 300 DCN-DCX (3,4) 402-602 502-702 602-802 702-902 802-1002 902-1102 1002-1202
IH.R 160-800 LF 86 86 93 101 103 106 112
IH.R 160-800-19 LF 94 94 101 109 111 114 120
IH.R 160-800 TCHH EX 100 LF 2 116 116 123 131 133 136 142
IH.R 160-800 TCHH EX 300 LF 2 126 126 133 141 143 146 152
IH.R 160-800-19 TCHH EX 100 LF 2 124 124 131 139 14 144 150
IH.R 160-800-19 TCHH EX 300 LF 2 134 134 141 149 151 154 160
IHSR 161-802 BW LF3 56.5 56.5 63.5 715 73.5 76.5 82.5
IHSR 161-802 BW TCHH EX 100 LF_4 86.5 86.5 93.5 101.5 103.5 106.5 112.5
IHSR 161-802 BW TCHH EX 300 LF 4 96.5 96.5 103.5 111.5 1135 116.5 122.5

Member IMC Group
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L 4 11 ]
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IHSR f
Rough Boring Tools for Twin V\IF
: .
90°
OAL

Cutters with a Radial and Axial
Edge Positioned Inner to the
Opposite Finishing Tool

LL
o
O
M
n
=

DCN( DCX? WF OAL Insert & ? /

IHSR 18-22 18.0 22.0 8.00 156.00 CCMT 0602... SR 14-548 T-7/5
IHSR 22-28 22.0 28.0 9.50 19.00 CCMT 0602... SR 14-548 T-7/5
IHSR 28-38 28.0 38.0 12.50 23.00 CCMT 0602... SR 14-548 T-7/5
IHSR 36-50 36,5 50.0 16.00 32.00 CCMT 0602... SR 14-548 T-7/5
IHSR 36-50-09 365 50.0 16.00 32.00 CCMT 09T3... SR 16-236 T-15/5
IHSR 50-68 50.0 68.0 19.00 40.00 CCMT 09T3... SR 16-236 T-15/5
IHSR 50-68-12 50.0 68.0 19.00 40.00 CCMT 1204... SR 16-212 T-20/5
IHSR 68-90 68.0 90.0 22.00 54.00 CCMT 1204... SR 16-212 T-20/5
IHSR 90-120 90.0 120.0 27.00 70.50 CCMT 1204... SR 16-212 T-20/5
IHSR 120-160 120.0 160.0 32.00 94.50 CCMT 1204... SR 16-212 T-20/5
IHSR 160-800 160.0 800.0 32.00 130.00 CCMT 1204... SR 16-212 T-20/5
IHSR 160-800-19 160.0 800.0 40.00 130.00 CNMG 1906... SR 10402352 HW 4.0

e For user guide, see pages 403, 471-477

() Cutting diameter minimum

() Cutting diameter maximum

For inserts, see pages: CCET-WF (453) ¢ CCGT-AF (455) » CCGT-AS (455) ¢ CCGW/CCMT (CBN) (454) ¢ CCMT (PCD) (454) » CCMT-14 (453) » CCMT-PF (452)
o CCMT-WG (454) ¢ CCMT/CCGT (453) » CCMT/CCGT-SM (452)

For holders, see pages: BHR MB (404) ¢ TCH AL (407) » TCHH EX (438)

ITSB0RE
IHCR T
Boring Toolholders for the MB vxF
Modular Boring System L R
90°
S|
OALJ
e & }
IHCR 28-38 28.0 38.0 12.30 23.00 CCMT 0602... SR 14-548 T-7/5
IHCR 36-50 35.5 50.0 14.80 32.00 CCMT 0602... SR 14-548 T-7/5
IHCR 36-50-09 36.0 50.0 14.80 32.00 CCMT 09T8... SR 16-236 T-15/5
IHCR 50-68 50.0 68.0 18.70 40.00 CCMT 09T3... SR 16-236 T-15/5
IHCR 50-68-12 50.0 68.0 18.70 40.00 CCMT 1204... SR 16-212 T-20/5
IHCR 68-90 68.0 90.0 21.70 54.00 CCMT 1204... SR 16-212 T-20/5
IHCR 90-120 90.0 120.0 26.70 70.50 CCMT 1204... SR 16-212 T-20/5
IHCR 120-160 120.0 160.0 31.70 9450 CCMT 1204... SR 16-212 T-20/5
IHCR 160-800 160.0 800.0 31.70 130.00 CCMT 1204... SR 16-212 T-20/5

e For user guide, see pages 403, 471-477

() Cutting diameter minimum

(2) Cutting diameter maximum

For inserts, see pages: CCET-WF (453) « CCGT-AF (455)  CCGT-AS (455) ® CCGW/CCMT (CBN) (454) ® CCMT (PCD) (454) * CCMT-14 (453) ® CCMT-PF (452)
¢ CCMT-WG (454) « CCMT/CCGT (453) ® CCMT/CCGT-SM (452)

For holders, see pages: BHR MB (404) e TCH AL (407)  TCHH EX (438)

ITS50nRE
IHPR
75° Rough Boring Toolholders jWF
9
T
75°
~——OAL

T Y

IHPR 36-50 365 50.0 15.00 32.00 SCMT 09T8... SR 16-236 T-156/5

IHPR 50-68 50.0 68.0 19.00 40.00 SCMT 09T3... SR 16-236 T-15/5

IHPR 68-90 68.0 90.0 22.00 53.90 SCMT 1204... SR 16-212 T-20/5

IHPR 90-120 90.0 120.0 27.00 70.50 SCMT 1204... SR 16-212 T-20/5

IHPR 120-160 120.0 160.0 32.00 94.50 SCMT 1204... SR 16-212 T-20/5

IHPR 160-800 160.0 800.0 32.00 130.00 SCMT 1204... SR 16-212 T-20/5

IHPR 160-800-19 160.0 800.0 40.00 129.00 SNMG 1908... SR10402352 HW 4.0

® For user guide, see pages 403, 471-477

() Cutting diameter minimum

(2 Cutting diameter maximum

For inserts, see pages: SCGT-AS (458) ¢ SCMT-14 (457) ® SCMT-19 (458) ¢ SCMT-SM (457)
For holders, see pages: BHR MB (404) ¢ TCH AL (407) e TCHH EX (438)

ISCAR
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IHBR 1
Rough Boring Toolholders JWF
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oow oo - - & >

90.0 120.0 27.00 70.50 TCMT 2205... SR 16-212 T-205
IHBR 120-160 120.0 160.0 32.00 94.50 TCMT 2205... SR 16-212 T-20/5

160.0 800.0 32.00 130.00 TCMT 2205... SR 16-212 T-20/5

® For user guide, see pages 403, 471-477

() Cutting diameter minimum

(2 Cutting diameter maximum

For inserts, see pages: TCMT-19 (458) ® TCMT-SM (459)
For holders, see pages: BHR MB (404) ¢ TCH AL (407) e TCHH EX (438)

ITS50RE "
IHSR-CH

Chamfering Tools for
BHR Boring Heads

LF OAL DCN-DCX

DCN®  PSIRR LF OAL WF L BD DCX?  Insert & ?

IHSR 26-38 CH15 26.0 15.0 21.40 23.00 12.50 1.60 25.00 38.00  CCMT0602... SR 14-548 T-7/5
IHSR 26-38 CH30 26.0 30.0 20.00 23.00 12.50 3.00 25.00 38.00  CCMT0602.. SR 14-548 T-7/5
IHSR 26-38 CH45 26.0 45.0 18.70 23.00 12.50 4.30 25.00 3800 CCMT0602.. SR 14-548 T-7/5
IHSR 34.5-49 CH15 34.5 15.0 29.40 31.00 15.00 1.60 32.00 49.00  CCMT 0602... SR 14-548 T-7/5
IHSR 34.5-49 CH30 34.5 30.0 28.00 31.00 15.00 3.00 32.00 49.00  CCMT 0602... SR 14-548 T-7/5
IHSR 34.5-49 CH45 34.5 45.0 26.70 31.00 15.00 4.30 32.00 49.00  CCMT 0602... SR 14-548 T-7/5
IHSR 46.5-66 CH15 46.5 15.0 36.60 39.00 19.00 240 40.00 66.00  CCMTO09T3.. SR 16-236 T-15/5
IHSR 46.5-66 CH30 46.5 30.0 34.40 39.00 19.00 4.60 40.00 66.00  CCMT09T3.. SR 16-236 T-15/5
IHSR 46.5-66 CH45 46.5 45.0 32.50 39.00 19.00 6.50 40.00 66.00  CCMT 09T3... SR 16-236 T-15/5
IHSR 65-88 CH15 65.0 15.0 49.80 53.00 22.00 3.20 50.00 88.00 CCMT 1204.. SR 16-212 T-20/5
IHSR 65-88 CH30 65.0 30.0 46.80 53.00 22.00 6.20 50.00 88.00  CCMT 1204... SR 16-212 T-20/5
IHSR 65-88 CH45 65.0 45.0 44.20 53.00 22.00 8.80 50.00 88.00 CCMT 1204.. SR16-212 T-20/5

* For user guide, see pages 403,471-477

() Cutting diameter minimum

(@) Cutting diameter maximum

For inserts, see pages: CCET-WF (453) ¢ CCGT-AF (455) ® CCGT-AS (455) ® CCMT-14 (453)  CCMT-PF (452) ¢ CCMT-WG (454) ¢ CCMT/CCGT (453)

* CCMT/CCGT-SM (452)

For holders, see pages: BHR MB (404)

Member IMC Group
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LIJ ITSBGRE = DMIN (i —— DMIN——»
BHR20-200 > BD = - BD—_»| TCH 202-802
AN |HSR-BW m|| ‘
O Back Face Turning Tools for BHR =1 1
D and TCH AL Rough Boring Heads %' '-'F L
90%,] WE 902 fwr
CIQ - OAL I*poN-Dox T
ss BD DCN®@ LF DCX® WF OAL Insert
IHSR 20-24 BW BHR MB16-16 160 20 215 24 10 16.00 CCMT 0602...
IHSR 23.5-30BW BHR MB20-20 20.0 235 325 30 1 19.50 CCMT 0602...
IHSR 29.5-40BW BHR MB25-25 25.0 295 39.0 40 145 24,00 CCMT 0602...
IHSR 39-52 BW BHR MB32-32 32.0 39 50.0 52 17 32.00 CCMT 09T8...
IHSR 51-70 BW BHR MB40-40 40.0 51 63.5 70 21 42.00 CCMT 1204...
IHSR 69-92 BW BHR MB50-50 55.0 69 80.5 ) 245 57.00 CCMT 1204...
IHSR 91-122 BW BHR MB63-63 72.0 91 1005 122 285 76.00 COMT 1204...
IHSR 121-162 BW BHR MB80-80 95.0 121 1105 162 315 101.00 CCMT 1204...
BHR MB80-80 9.0 161 1105 202 315 122 CCMT 1204...
TCH AL200 194 202 56.5 302 28 122 COMT 1204...
TCH AL300 288 302 56.5 402 28 122 CCMT 1204...
IHSR 161-802 BW TCH AL400 394 402 63.5 502 28 122 CCMT 1204...
TCH AL500 494 502 715 602 28 122 COMT 1204...
TCH AL600 594 602 735 702 28 122 CCMT 1204...
TCH AL700 694 702 765 802 28 122 CCMT 1204...
TCH AL800 794 802 82.5 902 28 122 CCMT 1204...

e DMIN=(min bore diameter)=(DCN+BD+1)/2 e BD=Size of the boring head being used e For user guide, see pages 403, 471-477

() Suitable boring heads

(2 Cutting diameter minimum

@) Cutting diameter maximum

For inserts, see pages: CCET-WF (453) ¢ CCGT-AF (455) » CCGT-AS (455) ¢ CCGW/CCMT (CBN) (454) ¢ CCMT (PCD) (454) » CCMT-14 (453) » CCMT-PF (452)
o CCMT-WG (454) ¢ CCMT/CCGT (453) » CCMT/CCGT-SM (452)

For holders, see pages: BHR MB (404) ¢ TCH AL (407, 438)  TCHH EX (438)

Spare Parts

P

IHSR 20-24 BW SR 14-548 T-7/5
IHSR 23.5-30BW SR 14-548 T-7/5
IHSR 29.5-40BW SR 14-548 T-7/5
IHSR 39-52 BW SR 16-236 T-15/5
IHSR 51-70 BW SR 16-212 T-20/5
IHSR 69-92 BW SR 16-212 T-20/5
IHSR 91-122 BW SR 16-212 T-20/5
IHSR 121-162 BW SR 16-212 T-20/5
IHSR 161-802 BW SR 16-212 T-20/5

ITS50RE

CR LNHT

Boring Cartridge with a
Tangential Insert for BHR
MB50-50X100 Boring Head

DCN) DOX@ WF OAL MIID®
CR LNHT10 68-90-CP 68.00 90.00 23.10 53.76 HTP LN.. 1006

e For user guide, see pages 403, 471-477

() Cutting diameter minimum

(2 Cutting diameter maximum

() Master insert identification

For inserts, see pages: HTP LN.. 1006 (450)
For holders, see pages: BHR MB (404)

Spare Parts

Designat| & / /
CR LNHT SR 34-550 BLD T10/S7 SW6-SD

ISCAR
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CR SOMT

Boring Cartridge with a Square
Insert for BHR MB50-50X100
Boring Head

LL
o
O
M
n
=

DCN DOX@ WF OAL MIID®
CR SOMTO09 68-90-CP 68.00 90.00 23.60 54.00 SO.T09...

e For user guide, see pages 403, 471-477

() Cutting diameter minimum

@) Cutting diameter maximum

() Master insert identification

For inserts, see pages: SOGX/T-AL (115) ® SOMT-DT (116) ® SOMT-GF (115) ® SOMT-HD (116)
For holders, see pages: BHR MB (404)

Spare Parts

s

CR SOMT SR 34-506 SW4-SD BLD TO9/M7-SW4

Iy _v_ 7 |

ITSDUHE f=— LF (assembly)
ADJRGR | 10pm

BHC MB L ! 2pm | (hEO
Combi Rough and Fine Boring T IHRF C
Heads with 10 pm Direct DCONMSH]- P CDCN-DCX
Diameter Adjustment and IHSR G
2 um by a Vernier Scale

DCONMS LF DCN( DCX® ADJRGR IH RPMX® %

BHC MB25-25-57 25.00 56.50 28.0 36.0 0.50 H...-C 10000 0.23
BHC MB32-32-71 32.00 71.00 36.0 46.0 0.50 H...-C 10000 0.45
BHC MB40-40-90 40.00 90.00 46.0 60.0 1.00 H...-C 8000 0.70
BHC MB50-50-87 50.00 87.00 60.0 75.0 1.00 H..-C 8000 1.21
BHC MB63-63-109 63.00 109.00 75.0 95.0 2.00 H...-C 6000 2.70
BHC MB80-80-130 80.00 130.00 95.0 120.0 2.00 H..-C 5000 4.41

* The roughing head precedes the finishing head by 0.2 mm. Each head can be adjusted independently ¢ Important: insert radius for combi rough and fine boring must be
the same size. e For spare parts, see page 468

() Cutting diameter minimum

(2 Cutting diameter maximum

@) Maximum RPM

For tools, see pages: IHFF-C (413) ¢ IHRF-C (413) ¢ IHSR-C (413)

Graduated dial of 0.01 mm with
circular vernier of 0.002 mm

Member IMC Group
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USER GUIDE

BHC MB - Additional Information

LL
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O
M
n
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56.3
IHFF 28-36 C IHRF 28-36 C
BHC MB25-25-57 o 8 I gl
028 ~ 36 ! g Ay §
IHSR 28-36 C IHSR 28-36 C
MB25 56.5
70.8
;’5 IHFF 36-46 C IHRF 36-46 C
9 ol
BHC MB32-32-71 N = g ©
236 ~ 46 B ! 8 g
IHSR 36-46 C ©
MB32
IHSR 36-46 C
IHFF 46-60 C 898
IHRF 46-60 C
o
LQ ]
BHC MB40-40-90 g ¢ 8
046 ~ 60 | HL\J g
MB40 *go - IHSR 46-60 C g '
IHSR 46-60 C
86.8
‘68 -~ IHFF 60-75 C 868
] % f ~IHRF 60-75 C
BHC MB50-50-87 5 ‘ol 8 ©
260 ~ 75 I 7 | ' o 'R g
MB50 A a7 IHSR 60-75 C tﬂ i
g | HSR60-75C
108.8 108.8
e :L IHRF 75-95 C
IHFF 75-95 C - -
I e G i /J:%
BHC MB63-63-109 0 8
@75 ~ 95 & g | . 5
MB63 | IHSR 75-95 C 109 jt IHSR 75-95 C
129.8
- IHFF 95-120 C | HRF 95-120 C
kA s
BHC MB80-80-130 - 8 ﬁ 8
wn 1 i
295 ~ 120 e 3 o | 8
il
1 :iiiﬂi,
MBS0 ~l 430 - IHSR95-120C 130 IHSR 95-120 C
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ITS50nRE ; LL]
IHRF'C WF m
Boring Tools for Twin Cutters ~L 9 O
Positioned Inner to the Opposite t
Finishing Tool on MB BHC ] R
Combi Boring Heads 0
OAL c|i)

oo oo ur on & P 4

IHRF 28-36 C 28.0 36.0 9.80 24.00 CCGT 0602... SR 14-548 T-7/5

IHRF 36-46 C 36.0 46.0 11.30 30.00 CCGT 0602... SR 14-548 T-7/5

IHRF 46-60 C 46.0 60.0 13.80 40.00 CCGT 09T3... SR 16-236 T-15/5

IHRF 60-75 C 60.0 75.0 18.80 54.00 CCGT 09T3... SR 16-236 T-15/5

IHRF 75-95 C 75.0 95.0 24.30 68.00 CCGT 09T8... SR 16-236 T-15/5

IHRF 95-120 C 95.0 120.0 29.30 87.00 CCGT 09T8... SR 16-236 T-15/5

e For user guide, see page 477

() Cutting diameter minimum

() Cutting diameter maximum

For inserts, see pages: CCGT-AS (455) » CCGW/CCMT (CBN) (454) ¢ CCMT (PCD) (454) « COMT-14 (453)  CCMT-PF (452) « CCMT-WG (454) ¢ CCMT/CCGT (453)

¢ CCMT/CCGT-SM (452)
For holders, see pages: BHC MB (411)

ITS50RE

IHFF-C V\tF
Triangular Finishing Insert Holders oy
for BHC Combi Boring Heads f
91°
le—— OAL ——»

ur T Y

IHFF 28-36 C 9.80 24.00 28.00 36.00 TPGX 0902... SR 14-298 T-8/5
IHFF 36-46 C 11.30 30.00 36.00 46.00 TPGX 0902... SR 14-298 T-8/5
IHFF 46-60 C 13.80 40.00 46.00 60.00 TPGX 1108... SR-17979 M3X8 T-8/5
IHFF 60-75 C 18.80 54.00 60.00 75.00 TPGX 1103... SR-17979 M3X8 T-8/5
IHFF 75-95 C 25.30 68.00 75.00 95.00 TPGX 1108... SR-17979 M3X8 T-8/5
IHFF 95-120 C 29.30 87.00 95.00 120.00 TPGX 1108... SR-17979 M3X8 T-8/5

e For user guide, see page 477

() Cutting diameter minimum

(2 Cutting diameter maximum

For inserts, see pages: TPGX (459) ¢ TPGX (CBN) (460)

For holders, see pages: BHC MB (411)

ITS50RE ;

IHSR-C WF

Rhombic Roughing Insert Holders 4{

for BHC Combi Boring Heads T

90°
OAL

o e Y
IHSR 28-36 C 28.0 36.0 10.00 24,00 CCMT 0602... SR 14-548 T-7/5
IHSR 36-46 C 36.0 46,0 11.50 30.00 CCMT 0602... SR 14-548 T-7/5
IHSR 46-60 C 46.0 60.0 14.00 40.00 CCMT 09T3... SR 16-236 T-15/5
IHSR 60-75 C 60.0 75.0 19,00 54.00 COMT 09T3.. SR 16-236 T-15/5
IHSR 75-95 C 75.0 9.0 2450 68.00 CCMT 09T8... SR 16-236 T-15/5
IHSR 95-120 C 95.0 120.0 2950 87.00 CCMT 09T8... SR 16-236 T-15/5

e For user guide, see page 477

() Cutting diameter minimum

() Cutting diameter maximum

For inserts, see pages: CCET-WF (453) ¢ CCGT-AF (455)  CCGT-AS (455) ® CCGW/CCMT (CBN) (454)  CCMT (PCD) (454) « CCMT-14 (453) « CCMT-PF (452)
* CCMT-WG (454) « CCMT/CCGT (453) * CCMT/CCGT-SM (452)

For holders, see pages: BHC MB (411)

Member IMC Group
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WA ITSBO0RE LF (assembly)
IHRE |HRF CH IHRF BW BHEH
A% BHD MB ozl 2um 4@2
O Fine Boring Heads with Digital e DON-DCX
m 2 pm Direct Adjustment DCO*NMSEE[ i [PEEIEs Sﬂgé(f)orMB;a% VB0
Diametric Display __ DCONWS BBH ‘ cwéz Y Y

% EEl= .

T e IHEF

LF DCONMS DCN() DCX® LPR ADJRGR  DCONWS  RPMX® &

BHD MB32-32-83 83.00 32.00 36.0 51.0 7.5 3.00 20000 0.41
BHD MB40-40-90 90.00 40.00 48.0 64.0 76.0 4.00 - 20000 0.73
BHD MB50-50-60 80.00 50.00 25 110.0 61.0 5.00 16.00 20000 1.10
BHD MB63-63-89 88.50 63.00 6.0 125.0 69.5 5.00 16.00 20000 2.20
BHD MB80-80-104 104.00 80.00 6.0 200.0 84.5 5.00 16.00 20000 3.90

* For spare parts, see pages 435-436 ¢ Note that a protruding reset button dictates the enlargement of the actual DCONMS by 2 mm in each size respectively.
This is important when the tool is being used for back-boring applications where you must clear any obstacles inside the machine/workpiece.

() Cutting diameter minimum

(2 Cutting diameter maximum

3 Maximum RPM

For tools, see pages: IHAXF (432) o IHAXF-AVI (434) o IHAXF-E (434) o IHFF (436) ® IHRF (436) ® IHRF-BW (439) ¢ IHRF-CH (439) * IHWF (436)
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BHD MB50-50X60 22.5-110

Fine Boring Head Range 2 pm Direct Diametric Adjustment
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Head Range 2 pm Direct Diametric Adjustment

Fine Boring
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BHD MB80-80X104 26-200

Fine Boring Head Range 2 pm Direct Diametric Adjustment

ITS50RE

(S

91/08-¢¢ 4XVHI
08-¢co

91/2¢-81 dXVHI
¢¢8lo

<

91/81-91 4XVHI
81910

<

91/9L-I AXVHI
9L-v10

<q

9l/vl-cl dXVHI
v1-clo

68
63
60
50

<

9L/EL-LE dXVHI
-0

91/21-0F dXVHI

¢l-01o

91/01-8 dXVHI
01-80

S

9G6-9€0
Y-820

M ¢€ JdHl
S¢ 4dHl

28 44HI
G¢ 44HI

GOIX 9La Hag

9G-960

v-8¢0

WM 2€ 4dHl
G2 ddH!

€ 44HI
G2 44HI

€9X 91a Had

G'ge1-9'880

€€1-G80

821-080 oS1=ddVX

¥2L-9/0 0E=ddVA

E 08 44HI

S'0Cl-G'C¢LD oSP=HdVM
o

g HO 05 JdHI

2¢e1-880
08 d4dHI

08X8¢ HIHd

99-8¢0

G'¢0¢-9'991@ 8v1X8¢ HIHG

[7S291-G'SH1@ 80K%8z HIHg
& 208-9S JuHI

00¢-¢St@ 8¥1x8¢ HIHA

G6L-LV LD oGL=HdVM

LBL-EV1D  c08=ddVM

i/‘ KAPR

J

9

&

"125.5
e

—_

00¢-S'¢LO

/81-6E1LQD oS=ddVM
091-¢L L@ 8YIX8¢ HIHG
GGH-L01D oS 1=HdWM
G'0S1-G'¢0ID 08=HdWM
Ly1-660 oSr=ddVM

HO 0G 4dHI

""H3IHg

00¢-9S1L@ 8Y1x8¢ HaHAG

091-GL1@ 801x8¢ HIHT

0G JdHI
0G d44HI

e H: ZEMO
8¥71X8¢ H3HgG

Member IMC Group

(T [Tl 417




WA ITS50nRE = LF (assembly) IRF  HRF BW PICCO AGE BH
IHWF E 10 pm
m BHE MB PR | | HFEE) IHRF CH| BHEH 2um KM
Fine Boring Heads with the ﬁADJRGR _ Only for BHE MB50-50x80
O MB Connection, 10 um Direct |t » ’ —
MBN Diametric Adjustment and t 1 gggié,: ' I o8 B '
2 um by a Vernier Scale DOONMS St = SR § DCONWS
P  E— IS - 4 IHAXF ‘
|_ DCONWS DON-DOX | ] PICCO ACE BH
- o)
DCONMS LF DCN) DCX® LPR ADJRGR DCONWS ko]
BHE MB14-14-30 14.00 30.00 14.5 18.0 22.0 1.00 - 0.05
BHE MB16-16-34 16.00 34.00 18.0 24.0 26.0 2.00 - 0.08
BHE MB20-20-40 20.00 40.00 22.0 30.0 31.5 3.00 - 0.05
BHE MB25-25-50 25.00 50.00 28.0 40.0 40.0 3.00 - 0.20
BHE MB32-32-63 32.00 63.00 35.0 53.0 515 4.00 = 0.41
BHE MB40-40-80 40.00 80.00 48.0 66.0 66.0 5.00 - 0.79
BHE MB50-50-80 50.00 80.00 25 110.0 61.0 5.00 16.00 1.04
BHE MB63-63-89 63.00 89.00 6.0 125.0 69.5 10.00 ° 1.00
BHE MB80-80-104 80.00 104.00 6.0 200.0 84.5 12.00 - 3.84

* For boring options, see pages 388, 419-422 e For spare parts, see pages 435-436, 467

() Cutting diameter minimum

() Cutting diameter maximum

For tools, see pages: [HAXF (432) o IHAXF-AVI (434) e IHAXF-E (434) * IHFF (436) ® IHRF (436) ® IHRF-BW (439) ¢ IHRF-CH (439) * IHWF (436)

Boring Head Diameter Ranqe
_ 30 | 70 80 90 100 120 130 140 150 160 170 180 190 200

BHE MB32-35-53 H
BHE MB50-50-60 H
BHE MB14-14-30
BHE MB16-16-34
BHE MB20-20-40
BHE MB25-25-50
BHE MB32-32-63
BHE MB40-40-80

BHE MB50-50-80

BHE MB63-63-89
BHE MB80-80-104 o vy 6200
BHC MB25-25-57
BHC MB32-32-71
BHC MB40-40-90
BHC MB50-50-86
BHC MB63-63-108

BHC MB80-80-129 120

BHE MB50-50-80 Graduated dial of 0.01 mm with
circular vernier of 0.002 mm

ITS50nRE
10 ym
BHE MB-H 2pum /@P
Fine Boring Heads for High —
Rotation Speed with a T ]
10 Micrometer Direct Dia. DCONMS E
Adjustment and 2 Micrometer ||
by a Vernier Scale |PICCO ACE BH
DCONMS LPR DCN® DCX®@ DCONWS ADJRGR RPMX® ﬁ
32.00 53.00 2.5 18.0 8.00 0.50 10000 0.35
BHE MB50-50-60 H 50.00 60.00 25 22.0 16.00 1.00 8000 1.00

® For spare parts, see pages 435-436, 467

() Cutting diameter minimum

(2 Cutting diameter maximum

) Maximum RPM

For tools, see pages: IHAXF (432) o IHAXF-AVI (434) o IHAXF-E (434)
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BHE MB - Additional Information

USER GUIDE

BHE MB14-14-30

0145 ~ 18 : ;e
MB14 [HWF 14 E ;
Q
34 27.5
BHE MB16-16-34 o
18 ~ 24 )
&
40
315
BHE MB20-20-40 o
022 ~ 30 g e
8 ZE 7
MB20 IHRF 20 8
415
“\\rks\o
= ‘\ T
BHE MB25-25-50 . S
728 ~ 40 g { 1 2
8 IHRF 25 CH15 28-38 IHRF 25 CH45 28-38 &
MB25 IHFF 25 IHRF 25 CH30 28-38

IHRF 25

N
s 5 ( [
BHE MB32-32-63 8 9 . 3
035 ~ 53 o £ § °
Q Q IHRF 32 CH15 35-53 IHRF 32 CH45 36-50
. " IHRF 32 CH30 35-53
80
% ~ 2
BHE MB40-40-80 ) 5 b 8
048 ~ 66 g 8 3
5! © 8
| "
MB40 IHFF 40 IHRF 40 CH15 48-66 :HEE 38 gﬂéé 32-22
IHRE 40 IHRF 50.5-65BW
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Mg 208-9S 4dHI M8 208-99 JdHI

® SI%g Hang
g T s D
G'88-950 S'Ch-180 OF 1NN Hg
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BHE MB50-50x80 22.5-113.5

I

OF 1NN Ha

0L1-080

10 um Direct Diametric Adjustment and 2 um by a Vernier Scale

Fine Boring Head Range

A See page 481
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BHE MB63-63x89 96-129.5

Fine Boring Head Range
10 um Direct Diametric Adjustment and 2 um by a Vernier Scale
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Fine Boring Head Range
10 um Direct Diametric Adjustment and 2 um by a Vernier Scale

A See page 482
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BHE MB-BL = é_gga Only for BHF MB50-50X68 BL 2um |

== DCONWSHs PICCO ACE BH I sarviae m
Fine Boring Heads with ; | ; - O

i i 50002 ]
a %alar;c;\;g Meo?an::s)rn t N E g2 - A m-v- E
and a 2 Micrometer Direc L ) B oM. DOX ¢ ] €§> M
Diametric Adjustment 5o bl ©
IHAXF CD

DCONMS BD LPR DCN() DCX® DCONWS ~ ADJRGR  RPMX® &
BHF MB50-32X60 BL 50.00 32.00 60.00 2.5 12.0 8.00 3.00 20000 0.80
BHF MB50-50X68 BL 50.00 50.00 68.50 6.0 22.0 16.00 4.00 20000 112

* For boring options, see page 427 e For spare parts, see page 466 e For cutting conditions, see page 477
) Cutting diameter minimum

(2 Cutting diameter maximum

@) Maximum RPM

For tools, see pages: [HAXF (432)

Balancing Weights W1 & W2

BHF MB50-32X60 BL and BHF MB50-50X68
BL with the simple positioning of the two
counterweights into the graduated groove.
The table below displays all tools available for
the working range of 2.5-22 mm diameters.

TOOLS & BORE SKB 40-MB50 BTB 40 MB50 HSK 63 MB50
Wi W2 Wi W2 Wi W2
25 66° 283° 54° 202° 60° 257°
3 76° 283° 56° 284° 8° 196°
b P e I 35 83° 360° 440 246° 107° 261°
4 116° 285° 30° 224° 128° 264°
4 71 293° 50° 204° 63° 262°
45 75° 287° 55° 287° 6° 194°
IHAXF 4-6/8 55 I 238° 4ue 248° 129° 287°
55 126° 208° 32 229° 120° 268°
6 128° 264° 145° 301° 136° 254°
6.6 2° 302° 45° 307° 68° 280°
65 75° 288° 56° 288° 78 274°
IHAXF 6-8/8 7.7 5° 280° 55° 280° 179° 351°
75 16° 199° 78° 205° 120° 284°
8 121° 292° 18° 2140 128° 275°
8 70° 295° 49° 207° 88° 300°
85 75° 280° 55° 281° 51° 245°
IHAXF 8-10/8 9 67° 255° 49° 258° 160° 330°
95 131° 302° 19° 216° 1120 273°
10 119° 272° 167° 320° 129° 266°
10 65° 293° 46° 203° 56° 257°
105 66° 273° 29° 262° 182° 351°
IHAXF 10-12/8 11 440 234° 45° 255° 163° 317°
115 130° 295° 16° 214° 181° 270°
12 127° 275° 156° 312° 138° 259°




LL|
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n
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IHAXF 6- 8/16

IHAXF 8-10/16

IHAXF 10-12/16

IHAXF 12-14/16

IHAXF 14-16/16

IHAXF 16-18/16

IHAXF 18-22/16

ISCAR

Balancing Data for Various BHF...MB

...BL Boring Combinations (continued)

 BORE SKB 40-MB50 BTB 40 MB50 HSK 63 MB50
Wi W2 Wi W2 Wi W2
6.0 43° 315° 46° 346° 46° 346°
6.5 63° 326° 44° 326° 59° 336°
7 82° 305° 67° 304° 93° 323°
7.5 30° 205° 62° 255° 6I5R 163°
8 124° 242° 126° 258° 92° 219°
8 42° 312° 36° 336° 48° 348°
8.5 52° 328° 39° 339° 75° 330°
9 68° 318° 51° 317° 112° 331°
9.5 104° 283° 73° 268° 56° 212°
10 110° 270° 15° 200° 113° 222°
10 35° 336° 30° 330° 44° 344°
10.5 44° 321° 32° 332° 45° 345°
1 56° 307° 35° 312° 71° 325°
1.5 153° 328° 21° 223° 327° 121°
12 139° 297° 171° 333° 84° 234°
12 30° 330° 26° 326° 40° 340°
12.5 32° 332° 28° 328° 48° 334°
13 64° 281° 40° 280° 80° 304°
18.5 38° 236° 42° 261° 38° 208°
14 138° 253° 177° 300° 114° 236°
14 22° 324° 18° 318° 39° 339°
14.5 30° 330° 16° 316° 57° 357°
15 3r° 257° 22° 266° 54° 302°
1515 184° 340° 35° 270° 130° 297°
16 160° 253° 172° 277° 138° 251°
16 26° 326° 24° 324° 58° 358°
16.5 36° 303° 14° 313° 3r° 319°
17 37° 276° 27° 292° 56° 272°
17.5 151° 287° 187° 324° 128° 288°
18 160° 279° 189° 304° 140° 243°
18 10° 310° 6° 305° 28° 328°
18.5 29° 328° 0° 300° 17° 318°
19 200° 317° 230° 332° 26° 2569°
19.5 190° 295° 208° 307° 169° 303°
20 180° 242° 188° 249° 174° 234°
20.5 179° 240° 186° 247° 168° 228°
21 176° 236° 174° 236° 169° 229°
215 190° 252° 141° 202° 170° 230°
22 180° 240° 170° 230° 176° 236°




ITS50RE

® ® "FL(Estemb'y) Only for BHF MB50-50X60 | 5 m
BHF MB16-MB50 are | " hao
Dia. 2.5-108 ] 1 @ 1 PICCO ACE BH

Fine Boring Heads with a
2 pm Direct Diametric

Adjustment for a Diameter
Range of 2.5 up to 108 mm ‘

DCONMS BD LF LPR ADJRGR DCN® DCX? DCONWS Fig. |H RPMX® & & f

DCN-DCX

LL
o
O
M
n
=

BHF MB16-16X34 RV 16.00 16.00 340 2600  1.00 18.0 23.0 1. H.16. 12000 0.11 BHLOCKNUT 14/16 BHLOCK SR 14/16
BHF MB20-20X40 RV 20.00 2000 400 3260  2.00 220 29.0 1. IH.20. 12000 0.14 BHLOCKNUT 20 BH LOCK SR 20
BHF MB25-25X50 25.00 2500 50.0 40.00 200 28.0 38.0 ° 1. H.25. 10000 0.21 BHLOCKNUT 25 BH LOCK SR 25
BHF MB32-32X63 32.00 3200 630 5150  3.00 355 50.0 - 1. H.32. 10000 043 BHLOCKNUT 32 BH LOCK SR 32
BHF MB40-40X80 40.00 40.00 800 66.00  4.00 48.0 63.0 - 1. IH.40. 8000 079 BHLOCKNUT40  BHLOCKSR40
BHF MB50-50X60 50.00 50.00 790 60.00  4.00 2.5 108.0 16.00 2. H.50. 8000 1.09 BH NUT 10 BH LOCK SR 50

e For user guide, see pages 428, 481 e For spare parts, see page 466

() Cutting diameter minimum

() Cutting diameter maximum

3 Maximum RPM

For tools, see pages: IHAXF (432) o IHAXF-AVI (434) o IHAXF-E (434) o IHFF (436) ® IHRF (436) ® IHRF-BW (439) ¢ IHRF-CH (439)

Fine Boring Head Diameter Range Assembly Reference
10 20 30 40 50 () 70 80 9 100 110 120 130 150 180 280 400 600 700 800 1200 Page
BHF MB16-16x34 18-23

BHF MB20-20x40 22-29
BHF MB25-25x50 28-38 864
BHF MB32-32x63 35.5-50
BHF MB40-40x80 48-63
BHF MB50-32x60 BL 2.5-12
BHF MB50-50x68 BL 6-22
BHF MB50-50x60 2.5-108 864
BHF MB50-63x87 2.5-160
BHF MB50-80x94 2.5-220
BHF MB80-80x94 2.5-220
BHF MB80-125x114 36-500
TCH AL 200 200-602

TCH AL 300 300-702
TCH AL 400 400-802
TCH AL 500 500-902
TCH AL 600 600-1002
TCH AL 700 700-1102
TCH AL 800 800-1202

862

871

876

Member IMC Group




ITS50nRE USER GUIDE

BHF Fine Boring Heads high precision machining to a close tolerance with high surface quality.
These heads enable a fine diametric adjustment as small as 2 um with a direct reading.

BHF MB16-MB40 Diameter Range: 18-63

LL|
o
O
M
n
=

218-23
BHF MB16-16X34 RV

222-29
BHF MB20-20X40 RV

= g\ —0
=0 |
BHF MB25-25x50

50 —— >

\

228-38
BHF MB25-25x50

)

BHF MB25-25x50

BHF MB16-MB40 Diameter Range: 18-63

IHFF 32

236-50
BHF MB32-32x63

IHRF 32

BHF MB32-32x63

| 80 |

248-63
BHF MB40-40x80

BHF MB40-40x80

ISCAR
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Fine Boring Heads with Balancing Rings

2 pm Direct Diametric Adjustment

USER GUIDE

BHF MB50-32x60 BL 2.5-12

2pum

60

36

50

BHF MB50-32x60 BL

28

:
4
!

IHAXF 2.5-4/8
IHAXF 4-6/8
IHAXF 6-8/8

02.5-4
4-6
06-8
@8-10

|

IHAXF 8-10/8

©10-12

IHAXF 10-12/8

€ soay

) Tool siide
a Expanding Pin
A a Graduated Dial
a Slide Locking Screw
a Coolant Nozzle

Boring Bar Locking
Screws

a Balancing Rings

A See page 481

BHF MB50-50x68 BL 26-22

2 um

68.5

63

€ soay

50

50

42

«<——— 35 —>

© e e
e 5§ 5
Y Y

g
.
E
|

014-16

IHAXF 14-16/16

G

016-18

H

IHAXF 16-18/16

A} Tool siide
9 Expanding Pin

A n Graduated Dial

B Slide Locking
Screw

G Coolant Nozzle

Boring Bar
Locking Screws

) oiling Nipple

e Balancing Rings

IHAXF 18-22/16

@18-22

A See page 481

Member IMC Group
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ITS50RE

Fine Boring Head Range
2 um Direct Diametric Adjustment

2pum

BHF MB50-50x60 22.5-108
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v 9L/EL-LL JXVHI

- 7 Cl-11Q
J
91/2L-0F JXVHI

- | ¢l-0lQ
J
91/01-8 JXVHI

01-80

14
91/8-9 dXVHI
8-90

8/9-v 4XVHI
90

68

63
50

50
42
40
35
28—

SLEEVE D8-D16

¥5-960
cv-820

M ¢ JuHI
G¢ 44HI
é g € 44HI

§¢ 44HI

GoLX 9LaHag
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A See page 481
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USER GUIDE

Fine Boring Head Range
2 pm Direct Diametric Adjustment

BHF MB50-63x87 22.5-160
BHF MB63-63x87 22.5-160

LL
o
O
M
n
=

2pum

e— 38.5 —>I n Body
) Tool siide
BHFH 30x93 A e Graduated Dial

i«— 38.5 > Toolholder
Y Locking Screw

©95-160
IHFF 50
IHRF 50

a Expanding Pin

D @ a Slide Locking Screw

Coolant Nozzle

) oiling Nipple
Toolholder
Locking Screw

Q77-125
IHFF 50
IHRF 50

BHFH 30x75

125

fe— 80 —— >
l«— 50 ——>!

i

27—

]
()
1
[
A\
IHRF 25
236-80
THFF 3 2
IHRF 32

@28-70
IHFF 25

BHF MB50-63x87

] BBH 30x40 [ BBH 30x70 [ BBH 30x115

68

35

o
=]

i

40

e— 28 H‘

[~ 21—»\

© © © © © © © ©

63 © IS S @ 3 ) B S 3
® > =) i v v T T RN @

H S P oy <) - I < © o o

2 © o P = <|= o~  ol& ~ | olx

DK:G ol ol Tl Al ™ o|% A % Yy DL

s 4= R 9% FE YF HE ¢E 28 g

' o olt Q| ol olt QlL ol alt QlE QlL

T
BHF MB63-63x87

! |<7 L1
’4— L —>|
é 6 } b 7 Dia Range L L1
D
|

‘[ | 246 20 24
D IHAXF 4-6/8
e
| 02.5-4 12 21
SLEEVE D8-D16 IHAXF 2.5-4/8

A See pages 481-482
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ITS50RE

Fine Boring Head Range
2 um Direct Diametric Adjustment

BHF MB50-80x94 22.5-220

LL
o
O
M
n
=

2pum
BHF MB80-80x94 92.5-220 H
. l 385 - n Body
| B ool siide
' BHFHa0a%5  §|o A B Graduated Dial
| g|C i
-l
. S| T Toolholder
| 8le o Locking Screw
1 — |0
| fﬁg’ % % - @ B Expanding Pin

B Slide Locking Screw

BHFH 30x93 Coolant Nozzle
— <
125 8 Oiling Nipple
< 30 Toolholder
80 «~— 50— Locking Screw
818s
o
©|ww % btee —— q I
BHF MB50-80x94 ! 2 ad o glzz
- | §lEs
' 1
| | BBH 30x40 BBH 30x70 BBH 30x115
| ! 68
| 63
3 1
| 50
24 50
80 42

i

ﬁll-g e 21 —»\ _ 'y
\/ _ —
©)
I'I]Illl:
© © © © © © © ©
© S 1) < ro) N > Q S
® > = iy v o T o o N
o) ) | o - 3] < © @© ]
c © © [ |~ < ©o|— |~ NI =1
| c‘g o|L olw L Tl -|w -lw —lw Nl D
! s o2 T 2 HE & FE gE 22§k
| o QL QlL QlLt QlLt QlLt QlL QlLt Qlf Qlt
L L1
| ©@4-6 20 24
IHAXF 4-6/8
@2.5-.4 12 21
SLEEVE D8-D16 IHAXF 2.5-4/8

A See pages 481-482
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Fine Boring Head Range
2 pm Direct Diametric Adjustment

LL
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BHF MB80-125x114 236-500 2pum
e 51— n Body
| ) Tool siide
m BHFH 40x400 A a Graduated Dial

; Toolholder
Locking Screw
‘ BHFH 40x300 a Expanding Pin
‘ a Slide Locking Screw
Coolant Nozzle
) oiling Nipple

@405-500
IHFF 50
IHRF 50

@305-410
IHFF 50
IHRF 50

BHFH 40x200

'
Hf BHFH 40x133
'

200

IHFF 50
IHRF 50
E ©205-310

IHFF 50
IHRF 50

@135-210
>

BHF MB80-125x114

|
5 oo
|

| x
: € ® ©
MM{M

@46-137
B —

IHFF 40
HRF 40

©36-123
IHFF 32
IHRF 32

A See page 482
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ITS50RE = LF (assembly)=|
- LPR—~ ‘
BHF MB50-MB80

PICCO ACE BH

‘I‘ Bar Max

Dia. 2.5-500

Fine Boring Heads with a

2 pm Direct Diametric
Adjustment for a Diameter
Range of 2.5 up to 500 mm

ADBH

LL
o
O
M
n
=

DCONMS BD LF DCN® DCX®) LPR ADJRGR  RPMX® &

BHF MB50-63X87 (1) 50.00 63.00 87.0 2.5 125.0 49.00 5.00 8000 1.28
BHF MB50-80X94 (2 50.00 80.00 94.0 2.5 160.0 58.00 5.00 8000 2.22
BHF MB63-63X87 (1) 63.00 63.00 87.0 2.5 125.0 49.00 5.00 6000 1.57
BHF MB80-80X94 (2 80.00 80.00 94.0 2.5 160.0 58.00 5.00 5000 2.63
BHF MB80-125X114 80.00 125.00 114.0 135.0 500.0 63.00 5.00 4000 572

® For user guide, see pages 429-431, 478-483 e For spare parts, see page 466
) Use with slide BHFH 30X75 or BHFH 30X93.

(2) Use with slide BHFH 30X93 or BHFH 30X135.

(@) Use with slide BHFH 40X133, BHFH 40X200, BHFH 40X300 and BHFH 40X400.
@) Cutting diameter minimum

(8) Cutting diameter maximum

(6) Maximum RPM

ITS50nRE
-+ LSCMS =

IHAXF -~ LSCMS {=— OHN —» e OHN— =

Brazed and Indexable rLDRED* - «— LDRED —»| | LSCMS [+-OHN= o

Boring Bars for the MB = (‘ ,,,,,, e &1 Eﬂ;%:

Modular Boring System TDCoNMSas J (DCN-DCX P %{DCN'DCX BCONMSgS b Ee

& DCONMSg5 KAPR -
Fig. 1 — Fig.2 Fig. 3

DCN®  DCX® LDRED OHN® LSCMS DCONMS® Fig.  KAPR® Insert CSP® & ?
IHAXF 2.5-4/8 (1) 250 4.00 12,5 21.00 22.00 8.00 1. 30 SOLID 0
IHAXF 4- 6/8 (1 4.00 6.00 20.0 24.00 24.00 8.00 1. 3.0 SOLID 0
IHAXF 6- 8/16 6.00 8.00 21.0 29.00 22.00 16.00 2. 3.0 WCGT 0201... 1 SR 14-299 T-6/5
IHAXF 6- 8/8 6.00 8.00 21.0 23.00 16.00 8.00 3. 5.0 WCGT 0201... 1 SR14299  T-6/5
IHAXF 8-10/16 8.00 10.00 28.0 36.00 22.00 16.00 2. 3.0 WCGT 0201... 1 SR 14-299 T-6/5
IHAXF 8-10/8 8.00 10.00 - 28.00 16.00 8.00 & 5.0 WCGT 0201... 1 SR14-299  T6/5
IHAXF 10-12/16 10.00 12.00 350 43.00 22.00 16.00 2, 30 TPGX 0902... 1 SR14298  T-8/5
IHAXF 10-12/8 10.00 12.00 ° 36.00 16.00 8.00 3. 5.0 TPGX 0902... 1 SR 14-298 T-8/5
IHAXF 11-13/16 11.00 13.00 40.0 48.00 22.00 16.00 2. 3.0 TPGX 0902... 1 SR 14-298 T-8/5
IHAXF 12-14/16 12.00 14.00 420 48.00 22.00 16.00 2, 30 TPGX 0902... 1 SR14-298  T-8/5
IHAXF 12-14/8 12.00 14.00 - 42.00 14.00 8.00 3. 3.0 TPGX 0902... 1 SR 14-298 T-8/5
IHAXF 14-16/16 14.00 16.00 50.0 52.00 22.00 16.00 2, 30 TPGX 0902... 1 SR14-298  T-8/5
IHAXF 14-16/8 14.00 16.00 - 48.00 14.00 8.00 3 30 TPGX 0902... 1 SR14-298  T-8/5
IHAXF 16-18/16 16.00 18.00 50.0 58.00 22.00 16.00 2. 3.0 TPGX 0902... 1 SR 14-298 T-8/5
IHAXF 16-18/8 16.00 18.00 - 54.00 14.00 8.00 3. 3.0 TPGX 0902... 1 SR 14-298 T-8/5
IHAXF 18-22/16 18.00 22,00 - 63.00 22.00 16.00 2, 30 TPGX 0902... 1 SR14-298  T-8/5
IHAXF 22-30/16 22.00 30.00 - 68.00 22.00 16.00 2, 30 TPGX 0902... 1 SR14-298  T-8/5

() Brazed tool

) Cutting diameter minimum

@) Cutting diameter maximum

4 Minimum overhang

) For DCONMS=8 mm, 16 mm O.D. sleeves should be used

(6 Tool cutting edge angle

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

For inserts, see pages: TPGX (459) » TPGX (CBN) (460) » TPGX (PCD) (460) « WCGT (459)

For holders, see pages: ADBH (435)  BHD MB (414) » BHE MB (418)  BHE MB-H (418)  BHF MB-BL (423) » BHF MB16-MB50 Dia. 2.5-108 (425) ® SLEEVE (433)

ISCAR




PICCOACE ITS50RE

OAL LL]

PICCO ACE-BH -8 — ,ﬂﬁ s
Holders with Short Shanks for T T

ITS BORE System Carrying r SEENE O

PICCOCUT Inserts BD DCO':"LS ’’’’’’’’’’’’’ B R

| | o

cows oo . o s /

PICCO ACE-BH 16-4 16.00 4.00 14.50 42.50 21.50 WRENCH ACE 4-5

PICCO ACE-BH 16-5 16.00 5.00 14.50 42.50 21.50 WRENCH ACE 4-5

PICCO ACE-BH 16-6 16.00 6.00 19.90 43.50 21.50 WRENCH ACE 6-7

PICCO ACE-BH 16-7 16.00 7.00 19.90 43.50 21.50 WRENCH ACE 6-7
¢ Holders are suitable for right- and left-hand PICCO inserts

The PICCO-ACE-BH Holders Can Carry a Wide Range of PICCOCUT Insert Geometries

PICCO 050 PICCO 050C PICCO 051 PICCO 050 I1B50 (CBN)

PICCO 520 PICCO 060 PICCO MF PICCO 020
Iy _v._7 |
ITS5CRE DCONVSgs.
BBH D16 ] \7‘
Extension Slides for MB L's

Modular Fine Boring Holders

. s &
BBH D16-53 16.00 53.00 25.00 2150 050
BBH D16-105 16.00 9.00 25,00 21.50 080

For tools, see pages: IHFF (436) * IHRF (436)

ITSB0RE
SLEEVE OAL
Reduction Sleeves for *‘7 ‘
Boring Bars on the MB DCONML § 2 ﬁkwsr\s M
; g
Modular Boring System 7 7 T v .
Fig.1 Fig.2

DCONMS DCONWS OAL Fig.

SLEEVE D 8-D16 16.00 8.00 23.00 2.

For tools, see pages: [HAXF (432)

Member IMC Group
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IHAXF-AVI fe—22—><— OHN—> 22 OHN

Heavy Metal Vibration

i §
Damping Boring Bars DCOf\iM895 —-—-—@~ DCOI\JMSQS A ‘I_V/Aiﬁ-__é DCNfDCX

LL
o
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M
n
=

— 1
3 B
T 4
IHAXF 6- 8-AVI 6.00 8.00 36.0 16.00 WCGT 0201... SR 14-299 T-6/5
IHAXF 8-10-AVI 8.00 10.00 48.0 16.00 WCGT 0201... SR 14-299 T-6/5
IHAXF 10-12-AVI 10.00 12.00 60.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 12-14-AVI 12.00 14.00 72.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 14-16-AVI 14.00 16.00 84.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 16-18-AVI 16.00 18.00 96.0 16.00 TPGX 0902... SR 14-298 T-8/5

¢ Note: Not recommended to be used on balanceable BHF-BL fine boring heads.

() Cutting diameter minimum

() Cutting diameter maximum

() Minimum overhang

For inserts, see pages: TPGX (459) ¢ TPGX (CBN) (460) ® WCGT (459)

For holders, see pages: ADBH (435) ® BHD MB (414) « BHE MB (418)  BHE MB-H (418) * BHF MB16-MB50 Dia. 2.5-108 (425)

ITS50RE
OHN |

IHAXF-E | ffv;

Carbide Vibration j

Dampening Boring Bars DCONMSg5 {—-—- ‘\L@ [ DCN-DCX

.
\SB

DCN( DCX®@ OHN® DCONMS Insert & ?
IHAXF 6- 8-E 6.00 8.00 45.0 16.00 WCGT 0201... SR 14-299 T-6/5
IHAXF 8-10-E 8.00 10.00 60.0 16.00 WCGT 0201... SR 14-299 T-6/5
IHAXF 10-12-E 10.00 12.00 75.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 12-14-E 12.00 14.00 90.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 14-16-E 14.00 16.00 106.0 16.00 TPGX 0902... SR 14-298 T-8/5
IHAXF 16-18-E 16.00 18.00 120.0 16.00 TPGX 0902... SR 14-298 T-8/5

¢ Note: Not recommended to be used on balanceable BHF-BL fine boring heads.

() Cutting diameter minimum

() Cutting diameter maximum

() Minimum overhang

For inserts, see pages: TPGX (459) ¢ TPGX (CBN) (460) « WCGT (459)

For holders, see pages: ADBH (435) ¢ BHD MB (414) ¢ BHE MB (418) » BHE MB-H (418) » BHF MB16-MB50 Dia. 2.5-108 (425)

ITSB0RE ~—BD2—~ = OAW =

BBH 30/40

Extension Slides for MB *T

Modular Fine Boring Holders L PR

l«BD-=l

s . B
BBH 30X40 30.5 40.0 25.00 52.50 43,00 0.27
BBH 30X70 30.5 70.0 25.00 82.50 43.00 0.38
BBH 30X115 30.5 115.0 27.00 127.50 43.00 0.64
BBH 40X69 40.0 69.0 32.00 86.00 56.00 0.69
BBH 40X114 40.0 114.0 32.00 131.00 56.00 0.98
BBH 40X189 40.0 189.0 38.00 206.00 56.00 1.94

For tools, see pages: IHFF (436) ¢ IHRF (436)

ISCAR




ITS50RE
BHFH OAL ‘ ‘« OAWj

Counter Weight Slides for MB T T 7
Modular Fine Boring Holders

LL
o
O
M
n
=

L /

BHFH 30X75 30.5 75.00 25.00 0.44 SR M10X25 DIN912
BHFH 30X93 30.5 93.00 25.00 0.54 SR M10X25 DIN912
BHFH 30X135 30.5 135.00 25.00 0.76 SR M10X25 DIN912
BHFH 40X133 40.0 133.00 40.00 1.52 SR M10X25 DIN912
BHFH 40X200 40.0 200.00 40.00 2.30 SR M10X25 DIN912
BHFH 40X300 40.0 300.00 40.00 3.47 SR M10X25 DIN912
BHFH 40X400 40.0 400.00 40.00 4.56 SR M10X25 DIN912
For tools, see pages: IHFF (436) ¢ IHRF (436)  IHRF-BW (439) * IHRF-CH (439)

ITS50RE = OAW [~
BBH 63 i
Extension Slides for MB Modular

BHE Fine Boring Holders

N
l<BD-+!
e
Designation BD_2 LPR BD LB OAW ka]
BBH 63X78 63.00 78.00 32.00 66.0 28.0 0.52
For tools, see pages: IHFF (436) ¢ IHRF (436)
ITSB0RE
BHEH
Slides for MB Modular BHE o
i i o]
Fine Boring Holders [ SCONWS BD
1
o w e wows B S S L
BHEH 24X75 240 75.00 14.50 - 0.20
BHEH 28X80 28.0 80.00 22.50 16.00 0.33 SR M6X6 DIN913* SR M5X25DINg12* HW 4.0* HW 3.0*
BHEH 28X108 28.0 108.00 22.50 - 0.53
BHEH 28X148 28.0 148.00 22.50 - 0.69

* Optional, should be ordered separately
For tools, see pages: IHFF (436) ¢ IHRF (436)  IHRF-BW (439) * IHRF-CH (439)

ITS50RE . oA
ADBH = T
Sleeve for MB Modular ) ‘f H
Fine Boring Holders i OAL

DA |

e e . [.oconws

o mows o L)

ADBH 30XD16 30.00 16.00 25.00 39.00 30.5 0.15

For tools, see pages: [HAXF (432) o IHAXF-AVI (434)  IHAXF-E (434)

Member IMC Group
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Ccw32 2T

Counter Balancing Weight Tf i I
Used on BHEH Slide for OAL {] |
Fine Boring Holders

g L !ﬁv

LL
o
O
M
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=

&

31.50 0.05

ITS50RE

IHFF V\tF
Triangular Insert Holders J

for Mounting on MB
Fine Boring Heads

91°
\
OAL |
IHFF 25 10.00 2650 280 400 TPGX 0902... SR 14-298 T8/5
IHFF 32 11.50 3450 3.0 530 TPGX 0902... SR 14-298 T8/5
IHFF 40 14,00 44.60 480 660 TPGX 1103... SR-17979 M3X8 T8/5
IHFF 50 19.00 52.00 540 86.0 TPGX 1103... SR-17979 M3X8 T8/5

() Cutting diameter minimum

() Cutting diameter maximum

For inserts, see pages: TPGX (459) ¢ TPGX (CBN) (460)

For holders, see pages: BBH 30/40 (434) ¢ BBH 63 (435) ¢ BBH D16 (433) ® BHD 50 L200 (437) » BHD MB (414) ® BHE MB (418) ® BHEH (435)  BHF L200 (437) o
BHF MB16-MB50 Dia. 2.5-108 (425) ® BHFH (435)

ITS50RE

IHRF }

80° Rhombic Insert er

Holders for Mounting on —

MB Fine Boring Heads T

90°
OAL ==

" T
IHRF 16 8.00 17.00 18.0 24.0 CCGT 0602... SR 14-548 T-7/5
IHRF 20 8.50 21.00 22.0 30.0 CCGT 0602... SR 14-548 T-7/5
IHRF 25 10.00 26.50 28.0 40.0 CCGT 0602... SR 14-548 T-7/5
IHRF 32 11.50 34.50 35.0 53.0 CCGT 0602... SR 14-548 T-7/5
IHRF 40 14.00 44.00 48.0 66.0 CCGT 09T8... SR 16-236 T-15/5
IHRF 50 19.00 52.00 54.0 86.0 CCGT 09T3... SR 16-236 T-16/5

() Cutting diameter minimum

(2 Cutting diameter maximum

For inserts, see pages: CCET-WF (453) » CCGT-AF (455) « CCGT-AS (455) » CCGW/CCMT (CBN) (454) « CCMT (PCD) (454) « CCMT-14 (453)  CCMT-PF (452)

o CCMT-WG (454) e« CCMT/CCGT (453) ® CCMT/CCGT-SM (452)

For holders, see pages: BBH 30/40 (434)  BBH 63 (435) « BBH D16 (433) ¢ BHD 50 L200 (437) « BHD MB (414) « BHE MB (418) ® BHEH (435) ¢ BHF L200 (437)
* BHF MB16-MB50 Dia. 2.5-108 (425) e BHFH (435)

ITSB0RE
IHWF f
Trigon Insert Holders for Mounting WF
on MB Fine Boring Heads ¥
95°

le—— OAL
WF OAL DCN® DCX? Insert
| HWF14E | 8.00 14.00 145 180 WGGT 0201...

() Cutting diameter minimum

(2) Cutting diameter maximum

For inserts, see pages: WCGT (459)

For holders, see pages: BHD MB (414) e BHE MB (418)

ISCAR
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ADJRGR
BHD 50 L200 ) N DCNLDCX
Digital Fine Boring Slide Head for . ||
TCH AL Large Diameter Holders OAL

‘ IHFF 50 IHRF 50 CH45 54-800

IHRF 50 IHRF 50 CH30 54-800

Serrated Surface i IHRF 56-802BW IHRF 50 CH15 54-800

0
oo oo ow  ow  omn  wwe b

BHD 50 L200 200.0 1202.0 110.00 74.0 5.00 20000 1.70

() Cutting diameter minimum

(2 Cutting diameter maximum

) Maximum RPM

For tools, see pages: IHFF (436) » IHRF (436) o IHRF-BW (439) ¢ IHRF-CH (439)

ITS50RE ADIRGR, LF (assembly)
BHF L200 '
Fine Boring Slide Head for TCH I DCN-DCX

AL Large Diameter Holders

OAL
IHRF 50 CH45 54-800
IHRF 50 CH30 54-800

Serrated Surface | [¢ ,i
v IHRF 50 CH15 54-800
Q
Designation DCN( DCX®@ OAL LF ADJRGR )

BHF L200 200.0 1202.0 110.00 67.0 5.00 1.27

() Cutting diameter minimum
(@ Cutting diameter maximum
For tools, see pages: IHFF (436) ¢ IHRF (436)  IHRF-BW (439) e IHRF-CH (439)

IHRF 56-802B

ITS50nRE

Cw200

Counter Balancing Weight
for TCH AL Rough and
Fine Boring Holders

30x56.5
O
_ OAL ko]l
[cw200 | 10500 12

Member IMC Group
o=
L 4 11 ]
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I_IJ I TSBGRE ) G == BH
g0 [+ 9 B=
AEN TCHAL =H
O Aluminum Twin Cutter .
Heads for Rough and Fine ﬂ EBD et & e
m Boring Operations, Diameter Si’* oo 4*5 hoxt
CD Range 200-1200 mm % \

O
DCN®  DCX?  BD DCONMS  DBC sS OAW  CXT BH  csP®  Rpmx¢ IS

TCH AL200 200.0 602.0 194.00 40.00 66.70 80 ° > 54.00 1 700 3.20
TCH AL300 300.0 702.0 288.00 40.00 66.70 80 - - 54.00 1 400 3.90
TCH AL400 400.0 802.0 394.00 40.00 66.70 80 o 1/4GAS 61.00 0 300 6.90
TCH AL500 500.0 902.0 494.00 60.00 101.60 80,110 128.0 1/4GAS 69.00 0 200 8.70
TCH AL600 600.0 1002.0 594.00 60.00 101.60 80,110 128.0 1/4GAS 71.00 0 200 8.34
TCH AL700 700.0 1102.0 694.00 60.00 101.60 80,110 128.0 1/4GAS 74.00 0 200 8.34
TCH AL800 800.0 1202.0 794.00 60.00 101.60 80,110 128.0 1/4GAS 80.00 0 150 15.20

¢ Aluminum body, with steel serrated seats ® The "O" position on the counterweight balances the BHF boring head for 200 mm boring diameter position. For every 10 mm
change in boring diameter, move the counterweight by 1 measurement mark e Verify that the weight of the entire tool assembly does not exceed the machine spindle's
carrying capability e For spare parts, see pages 436-437, 469

() Cutting diameter minimum

() Cutting diameter maximum

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

4 Maximum RPM

For tools, see pages: IHBR (409) ¢ IHCR (408) ® IHPR (408)  IHSR (408)  IHSR-BW (410)

Large Diameter Double Edge Fine Boring Options

m LFA LF 4 LFZ R —
[1 -1 Tn [: 13 ] L
=25yl T |

W
o [ 1]
R —— MEMED [nC DR I -
[ T 1l
DCRADCE,
A T L 1 -

il

L - @ i [ MG
TOHHEL N HAF BT R pp— 2 R =i T TOHHE N
IF G —
it iuk DoMLDaR
Aluminum Twin Cutter Heads
Extension

Bol Tools Fine Boring Slide Head Slides Dimensions | TCH200 | TCH300 | TCH400 | TCH500 | TCH 600 | TCH 700 | TCH 800
[ IHF50 | BHF 200 / BHD50 L200 DCN-DCX 200-300 300-400 400-500 500-600 600-700 700-800 800-900
EGZE BHF 1200/ BHDS0 1200 TCHH EX 100 DCN-DCX 300-400 | 400-500 | 500-600 | 600-700 | 700-800 | 800-900 | 900-1000
ICEEE BHFL200/BHD50 1200 TOHH EX 300 DCN-DOX 400600 | 500-700 | 600-800 | 700-900 | 800-1000 | 900-1100 | 1000-1200
BHF 1200 / BHD50 200 DON-DCX(34) | 202-302 | 302-402 | 402502 | 502-602 | 602-702 | 702-802 | 802-902
BHF L200 / BHD50 1200 TCHHEX100 | DCN-DCX(34) | 302-402 | 402-502 | 502-602 | 602-702 | 702-802 | 802-902 | 902-1002
BHF 1200 / BHD50 1200 TCHHEX 300 | DCN-DCX(34) | 402-602 | 502-702 | 602-802 | 702902 | 802-1002 | 902-1102 | 1002-1202
[ IHF50 | BHF 1200 LF 120 120 127 135 137 140 146
[ IHF50 | BHF 1200 TCHH EX 100 LF 2 150 150 157 165 167 170 176
[ IHF50 | BHF L200 TOHH EX 300 LF_2 160 160 167 175 177 180 186
BHF 200 LF 3 103 103 110 118 120 123 129
BHF 200 TCHH EX 100 LF 4 133 133 140 148 150 153 159
BHF 1200 TCHH EX 300 LF 4 143 143 150 158 160 163 169
[ IHF50 | BHD50 200 LF 147 147 154 162 164 167 173
[ IHF50 | BHD50 1200 TCHH EX 100 LF 2 177 177 184 192 194 197 203
[ IHF50 | BHD50 L200 TOHH EX 300 LF_2 187 187 194 202 204 207 213
BHDS50 L200 LF 3 130 130 137 145 147 150 156
BHD50 1200 TCHH EX 100 LF 4 160 160 167 175 177 180 186
BHD50 L200 TCHH EX 300 LF 4 170 170 177 185 187 190 196

ITS50RE

r:
Borng Too e0-0-0
Boring Tools Extension Slides Oﬁﬁl =©=©

for TCH AL Boring Heads i OAL -

0727475 8 10

O

|- >
ES

Designation OAH OAW OAL %

TCHH EX100 31.00 355 1565.00 1.50
TCHH EX300 41.00 365 256.00 2.80

For tools, see pages: IHBR (409) » IHCR (408) » IHPR (408) » IHSR (408) * IHSR-BW (410)

ISCAR
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ITS50RE oM o = LLJ
IHRF-BW ‘ Jeo oC
Back Face Turning Toolholders oS pnEpozs v ponALE00-800 O
for BHF and TCH AL - IHRF...BW Z 7  LF IHRR.BW
1 1 T
Fine Boring Heads o twe m
DCN-DCX] - <%Dcx CD
Ss BD DCN® LF DCX® WF OAL Insert |:
IHRF 20-25BW BHF MB16-16x34 16 20 275 25 8 18 CCMT 0602...
IHRF 24.5-32BW BHF MB20-20x40 20 245 33.5 32 8.5 22.5 CCMT 0602...
IHRF 31.5-41.5BW BHF MB25-25x50 25 31.5 41.5 40.5 95 285 CCMT 0602...
IHRF 38.5-51.5BW BHF MB32-32x63 32 385 53 51.5 11 8515) CCMT 0602...
IHRF 50.5-65BW BHF MB40-40X80 40 50.5 68 65 13.5 46 CCMT 09T8...
BHF MB50-50X60 50 56 62 87 17.5 53 CCMT 09T3...
BHF MB63-63X87+BHFH... 75-93 82 70.5 127 17.5 53 CCMT 09T8...
BHF MB80-80X94+BHFH... 93-135 100 79.5 162 175 53 CCMT 09T3...
BHF MB80-125X114+BHFH... 133-400 140 98 502 175 53 CCMT 09T8...
TCH AL200+BHF L200/BHD 50 L200 194 202 103 302 17.5 53 CCMT 09T3...
IHRF 56-802BW TCH AL300+BHF L200/BHD 50 L200 288 302 103 402 17.5 53 CCMT 09T8...
TCH AL400+BHF L200/BHD 50 L200 394 402 110 502 17.5 53 CCMT 09T3...
TCH AL500+BHF L200/BHD 50 L200 494 502 118 602 17.5 53 CCMT 09T8...
TCH AL600+BHF L200/BHD 50 L200 594 602 120 702 17.5 53 CCMT 09T3...
TCH AL700+BHF L200/BHD 50 L200 694 702 123 802 175 53 CCMT 09T8...
TCH AL800+BHF L200/BHD 50 200 794 802 129 902 17.5 53 CCMT 09T3...

* DMIM=(min bore diameter)=(DCN+BD+1)/2 e BD=Size of the boring head being used

M) Cutting diameter minimum

(2) Cutting diameter maximum

For inserts, see pages: CCGT-AS (455) ¢ CCGW/CCMT (CBN) (454) « CCMT (PCD) (454) « CCMT-14 (453) « CCMT-PF (452) ® CCMT-WG (454) ¢ CCMT/CCGT (453)
* CCMT/CCGT-SM (452)

For holders, see pages: BHD 50 L200 (437) ® BHD MB (414)  BHE MB (418)  BHEH (435)  BHF L200 (437) » BHF MB16-MB50 Dia. 2.5-108 (425) ¢ BHFH (435)

Spare Parts

» »

CREew ST T
ITS50RE
-~ WF
IHRF-CH por—l | o
Chamfering Tools for e )
BHF Boring Heads J{
o || ,,@ ds = [ LF OALDCN-DCX
# S 1 l

DCN() DCX® LF OAL WF LFA PSIRR Insert
IHRF 16 CH20 18-23 18.00 23.00 17.80 20.00 11.00 2.20 20.0 CCGT 0602...
IHRF 16 CH30 18-23 18.00 23.00 16.80 20.00 9.00 3.20 30.0 CCGT 0602...
IHRF 16 CH45 18-23 18.00 23.00 15.54 20.10 9.50 4.60 45.0 CCGT 0602...
IHRF 16 CH60 18-23 18.00 23.00 14.50 20.00 9.50 5.60 60.0 CCGT 0602...
IHRF 20 CH15 22-29 22.00 29.00 22.30 24,00 11.00 1.70 15.0 CCGT 0602...
IHRF 20 CH20 22-29 22.00 29.00 21.70 24.00 11.00 2.20 20.0 CCGT 0602...
IHRF 20 CH30 22-29 22.00 29.00 20.80 24,00 9.00 3.20 30.0 CCGT 0602...
IHRF 20 CH60 22-29 22.00 29.00 18.40 24,00 9.50 5.60 60.0 CCGT 0602...
IHRF 25 CH15 28-38 28.00 38.00 24.00 25.70 10.40 1.70 156.0 CCGT 0602...
IHRF 25 CH30 28-38 28.00 38.00 22.60 25.60 10.40 3.20 30.0 CCGT 0602...
IHRF 25 CH45 28-38 28.00 38.00 21.40 25.90 10.40 4.40 45.0 CCGT 0602...
IHRF 32 CH15 35-53 35.00 53.00 32.00 33.70 12.60 1.70 15.0 CCGT 0602...
IHRF 32 CH30 35-53 35.00 53.00 30.50 33.70 12.10 3.20 30.0 CCGT 0602...
IHRF 32 CH45 36-50 36.00 50.00 29.20 33.70 12.10 4.60 45.0 CCGT 0602...
IHRF 32 CH60 36-50 36.00 50.00 29.30 34.80 12.00 5.60 60.0 CCGT 0602...
IHRF 40 CH60 48-63 48.00 63.00 39.10 47.50 16.50 8.40 60.0 CCGT 09T3...
IHRF 40 CH15 48-66 48.00 66.00 44,90 47.40 17.50 2.50 15.0 CCGT 09T8...
IHRF 40 CH30 48-66 48.00 66.00 38.20 42.90 14.40 4.70 30.0 CCGT 09T3...
IHRF 40 CH45 48-66 48.00 66.00 36.40 43,00 14.40 6.70 45.0 CCGT 09T3...
IHRF 50 CH15 54-800 54.00 800.00 48.10 50.60 19.00 2.50 16.0 CCGT 09T3...
IHRF 50 CH20 54-800 54.00 800.00 52.20 55.50 18.00 3.30 20.0 CCGT 09T3...
IHRF 50 CH30 54-800 54.00 800.00 49.95 50.80 19.00 4.70 30.0 CCGT 09T3...
IHRF 50 CH45 54-800 54.00 800.00 44.00 50.60 19.00 6.70 45.0 CCGT 09T3...
IHRF 50 CH60 54-800 54.00 800.00 47.10 55.50 16.50 8.40 60.0 CCGT 09T3...

() Cutting diameter minimum

(2 Cutting diameter maximum

For inserts, see pages: COGT-AS (455) ¢ CCGW/CCMT (CBN) (454) » CCMT (PCD) (454) » COMT-14 (453) » COMT-PF (452) » CCMT-WG (454) » CCMT/CCGT (453)
e CCMT/CCGT-SM (452)

For holders, see pages: BHD 50 L200 (437) » BHD MB (414) » BHE MB (418) » BHEH (435) » BHF L200 (437) » BHF MB16-MB50 Dia. 2.5-108 (425)  BHFH (435)

Member IMC Group
o=
L 4 11 ]
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KIT BHD-MB

Digital Display Fine Boring
Head and Various Boring

DCN-DCX
Tools and Inserts DCONMS

T lerad BT

LL
o
O
M
n
=

DCN( DCONMS DCX®

KIT BHD MB50-50 6-110 6.00 50.00 110.00
KIT BHD MB63-63 6-125 6.00 63.00 125.00
KIT BHD MB80-80 6-200 6.00 80.00 200.00

() Cutting diameter minimum
() Cutting diameter maximum

Boring Kit BHD MB50-50 metric/inch (86-110 mm)
Fine Boring Head with a 2 pm Direct Diametric Adjustment Resolution and a Built-in Digital Display

r 2pm Tools Inserts

BHD MB50-50x60

2 WCGT 020102L

IHFF 25

5 TPGX 730-L

IHFF 32

1 TPGX 220-L

IHFF 50

IHAXF 6-8/16
IHAXF 8-10/16
IHAXF 11-13/16
IHAXF 16-18/16
IHAXF 22-30/16
BBH D16-53
BHEH 24x75
BH NUT 10
1CW 32

JE'Y PRY Y (RN RN Y Y Y UY Y Y Y

MB Boring Range

50 6-110

@6-30 236-56 054-86 ©80-110 ©92-110

et } =
NUTH (aa 7

WO'I*(IT 79 'II*(IF
T

)| 4 S

Joo

K 1 BEH
26-8 528 D16-53

IHAXF 6-8/16 40

IHFF 50 BHEH 24x75

gt
Sz

a
0812 E 054-86 | IHFF50 BHEH 24x75
IHAXF 8-10/16 6 A '
011-17 ﬁ 028-44
FAXF 173716 A HFF 25 280-110 | IHFF50
01623 — | oses6
FAF 1578776

A IHFF 32 .
022-30 )
THAXF 22-30776

2208 ISCAR
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Boring Kit BHD MB63-63 6-125 metric/inch (86-125 mm)
Fine Boring Head with a 2 pm Direct Diametric Adjustment Resolution and a Built-in Digital Display

r 2pm Tools Inserts
1 BHD MB63-63-89 2 WCGT 020102L
1 BBH 63X78 5 TPGX 730-L
1 BHEH 28X80 1 TPGX 220-L
1 BBH 16-53
1 CW32
1 IHAXF 6- 8/16
1 IHAXF 8-10/16
1 IHAXF 11-13/16
1 IHAXF 16-18/16
N 1 IHAXF 22-30/16
%gggg 1 IHFF 25
1 IHFF 32
1 IHFF 50
MB d1 Boring Range
KIT BHD MB63-63 6-125 63 2.5-125
@6-30 @28-56 @40-74 @72-103 @86-125
9
BHEH 28X80 * ]
o BN
AXF 6-8/16 40
08-12 ,“4* 50 BHEH 28X80
IHAXF 8-10/16 N 6 \ .
01623 — Gop-dd, “- y
;:: ZO‘G"S ) ;;'; 54-74 ’-A )
- HFF 32 -7 |
IHAXF 22-30/16 IHFF 50
Boring KIT BHD MB80-80 6-200 metric/inch (86-200 mm)
Fine Boring Head with a 2 um Direct Diametric Adjustment Resolution and a Built-in Digital Display
r 2pm Tools Inserts
1 BHD MB80-80-104 2 WCGT 020102L
1 BBH D16-53 5 TPGX 730-L
1 BBH 63X78 1 TPGX 220-L
1 BHEH 28X108
1 BHEH 28X148
1 CW32
1 IHAXF 6- 8/16
1 IHAXF 8-10/16
1 IHAXF 11-13/16
ABRRGE 1 IHAXF 16-18/16
816 & P 1 IHAXF 22-30/16
|a[a]a] [o]=] 1 IHFF 25
1 IHFF 32
1 IHFF 50
Designation MB Boring Range
KIT BHD MB80-80 80 6-200
@6-30 @28-56 @40-86 @85-116 @115-160

@155-200

1

l— &

26-8

@8-12
IHAXF 8-10/16
Q1117

L
IHAXF 11-13/16

2.

BHEH 28X80 I

o BN
28

HAXFB87TE ~ 40

50
A 6

016-23
IHAXF 16-18/16

2-30
HAXF 22-30/16

236-56

| IHFF 32

©115-160

845 BHEH 28X80]

BHEH 28x148

HFF 50

BHEH 28x148 ©155-200
IHFF 50

Member IMC Group
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WA ITS50RE e
MA@ KIT BHE MB P @L@
O K Fine B g
ontains a Fine Boring Head and 058 9 — @ @
m Various Boring Tools and Inserts DCONMS ) \E@T (@
Z ok
IHFF ()
CD IHAXF
— DCN® DCX® DCONMS RPMX
KIT BHE MB32-32 2.5-12 H (1) 2.50 12.00 32.00 10000
KIT BHE MB50-50 6-110 6.00 110.00 50.00 8000
KIT BHE MB50-50 6-22 H (1) 6.00 22.00 50.00 8000
KIT BHE MB63-63 6-125 6.00 125.00 63.00 6000
KIT BHE MB80-80 6-200 6.00 200.00 80.00 5000
e For kit contents and boring options, see following page. ¢ 0.01 mm direct diametric adjustment and 0.002 mm by a vernier scale.
(1) Balanced to G2.5/12,000 RPM
(2 Cutting diameter minimum
() Cutting diameter maximum
@) Maximum RPM
Boring KIT BHE MB32-32 2.5-12 H (82.5-12 mm)
Fine Boring Head 10 um Direct Diametric Adjustment and a 2 um by a Vernier Scale
,r b Boring Tools Inserts
1 BHE MB32-32X53 H 5 TPGX 090202L
1 IHAXF 2.5-4/8 2 WCGT 020102L
1 IHAXF 4-6/8
1 IHAXF 6-8/8
1 IHAXF 8-10/8
1 IHAXF 10-12/8
MB Boring Range

32 2.5-12

02.5-4

THAXF 2.5-4/8
046

THAXF 4-6/8
268

THAXF 6-8/8
@810

THAXF 8-10/8
210-12
THAXF 10-12/8

ISCAR
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Boring KIT BHE MB50-50 6-22 H (¢6-22 mm)
Fine Boring Head 10 um Direct Diametric Adjustment and a 2 um by a Vernier Scale

10 ym .
r 2 um Boring Tools Inserts

BHE MB50-50X60 H 5 TPGX 090202L

IHAXF 6-8/16 2 WCGT 020102L
IHAXF 8-10/16

IHAXF 10-12/16
IHAXF 12-14/16
IHAXF 14-16/16
IHAXF 16-18/16
IHAXF 18-22/16

Designation MB Boring Range
KIT BHE MB50-50 6-22 H 50 6-22

10 pm direct diametric adjustment and 2 um by a Vernier scale
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60 63

o
=3

&9

|
G!JM
@
4
é
q

IHAXF 10-12/16,

6-8

IHAXF 6-8/16
@8-10

IHAXF 8-10/1
@10-12
@12-14

IHAXF 12-14/16
214-16

IHAXF 14-16/16
216-18

IHAXF 16-18/16
218-22

IHAXF 18-22/16

Boring KIT BHE MB50-50 6-110 (26-110 mm)
Fine Boring Head 10 um Direct Diametric Adjustment and a 2 um by a Vernier Scale

r 12 5: Boring Tools
BHE MB50-50x80
IHFF 25

IHFF 32

IHFF 50

IHAXF 6-8/16
IHAXF 8-10/16
IHAXF 11-13/16
IHAXF 16-18/16
IHAXF 22-30/16
BBH D16x53
BHEH 24x75

BH NUT 10

1 CW 32

Designation MB Boring Range
KIT BHE MB50-50 6-110 50 6-110

10 pum direct diametric adjustment and 2 um by a Vernier scale

r“1 a0

 — - -
D= G

1
1
1
1
1
1
1
1
1
1
1
1

@6-30 @80-110 @92-110

]

BHEH 24x75
IHFF 50

CwW 32
BHEH 24x75

=

IHAXF 8-10/16
01117 f%]

IHAXF 11-13/16

016-23 37

IHAXF 16-18/16

022:30
1RAXF 22-30716

@80-110

| 1HFF 50

©92-110

Member IMC Group
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ITSB0RE
Boring KIT BHD MB63-63 6-125 (g6-125 mm)

Fine Boring Head 10 um Direct Diametric Adjustment and a 2 um by a Vernier Scale

r P Boring Tools
1 BHD MB63-63x89
1 IHFF 32
1 IHFF 50
1 IHFF 6-8/16
1 IHAXF 8-10/16
1 IHAXF 11-13/16
1 IHAXF 16-18/16
1 IHAXF 22-30/16
1 BBH 63x78
1 BHEH 28x80
1 BH WASHER IH..50
1CW 32
Designation MB Boring Range
KIT BHD MB63-63 6-125 63 6-125
26-30 40-74 @72-110 86-125
L § 685 L ‘ A
5} 91 ® ° 885 ®
110
o | ; ;
BHEH 28x80 I HFF 50
268 g_? QL 775 845 072-110
‘;a\?‘z e hs ]J BHEH 26x80
HAXF 810716 60 cws2
%«1\&:71 713716 17 BBH 63x78 WD
20— oF
HAXF 16-18/16
02230 4 2
HAXF 22-30/16

Boring KIT BHE MB80-80 6-200 (86-200 mm)

Fine Boring Head 10 um Direct Diametric Adjustment and a 2 um by a Vernier Scale

F

10 um
2um

Boring Tools

BHE MB80-80x104

IHFF 32

IHFF 50

IHFF 6-8/16

IHAXF 8-10/16

IHAXF 11-13/16

IHAXF 22-30/16

BBH 63x78

BHEH 28x80

BHEH 28x108

BHEH 28x148

1
1
1
1
1
1
1 IHAXF 16-18/16
1
1
1
1
1
1

BH WASHER IH..50

1CW 32
Designation MB Boring Range
KIT BHE MB80-80 6-200 80 6-200
() The specified boring range differs from the one specified for the boring bar.
The extra range is not recommended for high rotational speeds.
40-90 088-132 0115-200

BHEH 28x80 '\ T

1Y B e -
IHAXF 6-8/16 4

1117
" AXF 1113716

21623
IHAXF 16-18/16

©22-42
IHAXF 22-30/16

28-12
IHAXF 8-10/16 6l

0

IHFF 32
! ©54-90
IHFF 50

BHH 63x78
@40-56

088-132

BHEH...
cw32

IHFF 50
©115-160 BHEH 28x108
©155-200 BHEH 28x148

|

1255

ISCAR
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KIT BHF MB-BL — N2l (OC
Contains a Balanceable Fine : O
Boring Head and Various DCONMS 1 % m
Boring Tools and Inserts == IHAXF IHAXF

DCONMS DCN@ DCX® RPMX®
KIT BHF MB50-50 6-22 BL (1) 50.00 6.00 22,00 20000

() Balanced to G2.5/20,000 RPM.
(2 Cutting diameter minimum

@) Cutting diameter maximum

@ Maximum RPM

Boring KIT BHF MB50-50 6-22 BL (26-22 mm)
BHF BL Fine Boring Balanceable Head

r 2pm Tools Inserts

1 BHF MB50-50X68 BL 5 TPGX 090202L
1 IHAXF 6-8/16 2 WCGT 020102L
1 IHAXF 8-10/16
1 IHAXF 10-12/16
1
1
1
1

IHAXF 12-14/16
IHAXF 14-16/16
IHAXF 16-18/16
IHAXF 18-22/16

Designation MB Boring Range
KIT BHF MB50-50 6-22 BL 50 6-22

() On BHF BL max. balanceable dia. is 20 mm.

3 % 0002

68.5

6-8 }
THAXF 6-8716
=

2810 -

IHAXF 810716 42
il ;

010-12

e
IHAXF 10-12/16

1214
e
THAXF 12-14716 !

014-16 B —
THAXF 14-16/16

o16-18 (1 ——
IHAXF 16-18/16 >

018-22 _
IHAXF 18-22/16

Member IMC Group
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KIT BHF-MB Q@
Contains a Fine Boring Head and =
Various Boring Tools and Inserts DCONMS ‘_ ©
DCN® DCX® DCONMS RPMX®
KIT BHF MB50-50 6-108 6.00 108.00 50.00 8000
KIT BHF MB50-63 6-125 6.00 125.00 50.00 8000
KIT BHF MB50-80 6-220 6.00 220.00 50.00 8000
KIT BHF MB63-63 6-125 6.00 125.00 63.00 6000
KIT BHF MB80-80 6-220 6.00 220.00 80.00 5000
() Cutting diameter minimum
(2 Cutting diameter maximum
@) Maximum RPM
Boring KIT BHF MB50-50 6-108 (26-108 mm)
r 2pm Tools Inserts
1 BHF MB50-50x60 2 WCGT 020102L
1 IHFF 25 5 TPGX 730-L
1 IHFF 32 1 TPGX 220-L
1 IHFF 50
1 IHAXF 6-8/16
1 IHAXF 8-10/16
1 IHAXF 11-13/16
e o 1 IHAXF 16-18/16
r“J BBH D16x53 BHNUT 10 1 IHAXF 22-30/1 6
-_ 1 BBH D16x53
) e [l | 1 BHEH 24x75
1 BH NUT 10
1 CW 32
MB Boring Range
50 6-108
328-54 354-84 @80-108 392-108
Q
T BH | s
61 NUT - ‘
8 o 10 79 1_ite o % %
[ VAN =
19
BBH e P
06-8 D16x53| 63 A R
IHAXE 68/76 ;" 40 » IHFF 50 BHEH 24x75 Ccw 32
8-12 50 5 At 054-84 IHFF 50 BHEH 24x75
IHAXF 8-10/16
o11-17 e p— %J
IHAXF 11-13/16 A IHFF 25 280-108 IHFF 50
o6 S| o354
[HAXF 16-18/16 A y HFF32 ©92-108

©22-30
[HAXF 22-30/16

ISCAR
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Boring KIT BHF MB50-63 6-125 / Boring KIT BHF MB63-63 6-125 (#6-125 mm)

F

2 um Tools

Inserts

BHF MB...-63x87

5 TPGX 090202L

IHAXF 6-8/16

1 TPGX 110302L

IHAXF 8-10/16

2 WCGT 020102L

LL
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IHAXF 11-13/16

IHAXF 16-18/16

IHAXF 22-30/16

ADBH 30xD16

BBH 30x40

BBH 30x70

BHFH 30x75

IHFF 25

IHFF 32

Alalalalalalalalalalalala

IHFF 50

Designation

KIT BHF MB50-63 6-125
KIT BHF MB63-63 6-125

() The specified boring range differs from the one specified for the boring bar. The extra range is not recommended for high rotational speeds.

Boring Range

50

6-125

63

6-125

@6-30

~

©28-80

A

Q77-125

|

IHAXF 22-30

©22-30

@

1 @\ 1 O\
L A\ L A\
©
) Y| © =i L | S
. f !
Q 24 5
S % 2 385
& * T 3
8 A T ] 3 z o\ 4
21 &
| Q77125
@ 1 2 IHFF 50
26-8
IHAXF 6-8 = 40 o
. @
28-10 58 2
IHAXF 8-10 3
(1) @11-17 ©28-70
IHAXF 11-13 IHEE 25
@7‘,
016-23 . o0 |
M \GaxF 16-18 IHFF 32
IHRF 32

Member IMC Group
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Boring KIT BHF MB50-80 6-220 / KIT BHF MB80-80 6-220 (26-220 mm)

2pm Tools Inserts
1 BHF MB..-80x94 5 TPGX 090202L
1 IHAXF 6-8/16 1 TPGX 110302L
1 IHAXF 8-10/16 2 WCGT 020102L
1 IHAXF 11-13/16
1 IHAXF 16-18/16
1 IHAXF 22-30/16
1 ADBH 30xD16
1 BBH 30x40
1 BBH 30x70
1 BBH 30x115
1 BHFH 30x93
1 BHFH 30x135
1 IHFF 25
1 IHFF 32
1 IHFF 50
Designation MB Boring Range
KIT BHF MB50-80 6-220 50 6-220
KIT BHF MB80-80 6-220 80 6-220
() The specified boring range differs from the one specified for the boring bar. The extra range is not recommended for high rotational speeds.
26-30 328-96 295-220
— T O\ m O\ ]
: N ——
[ é“é.éﬁ? ] «
7 * 7 pe,“’ v i i »E’b =) f
©
3 - L]
% 2: g = 385
: I 0 | A A
=] o 4 =
< © S S -
i 80 T ©95-160 ‘ 2
26-8 @ z HFF 50 L
i 5
IHAXF 6-8 40 o 125
@8-10 % 8
- (]
IHAXF 8-10 %8 & 028-86 @
o >
@ o8 IHFF 25
) @117 IHRF 25 @140-220
IHAXF 11-13 ! IHFF 50
= @
a
m 2628 g 2| o30ss
IHAXF 16-18 3 IHFF 25
@ IHRF 25

ISCAR
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[ [T BHeH 40x300 THFF 50 2ASTS

KIT BHFH-MB
AT Bret 40000 I
IHFF 50

Contains Adapters, Extensions e
and Boring Bars for 36 to T
IHFF 50
BHFH 40x133

410 mm Boring Range
DCONMS DCNU DCX®
KIT BHFH MB80-125 80.00 36.00 410.00

() Cutting diameter minimum
() Cutting diameter maximum

LL
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KIT BHFH MB80-125 36-410
Holder for BHF MB80-125x114 @36-410

ACCESSORIES
BBH 40x69
BBH 40x114
BBH 40x189
BHFH 40x133
BHFH 40x200
BHFH 40x300
IHFF 32

IHFF 40

IHFF 50

Designation MB Boring Range
KIT BHFH MB80-125 36-410 80 36-410

036-137 @135-410

y < Y

Alalalalalalalala

A

BBH 40x69

©135-210 ‘
IHFF 50

BHFH 40x133
BHFH 40x200
BHFH 40x300

BBH 40x114

@205-310
@36-123 IHFF 50

IHFF 32
i ©305-410

IHFF 50

BBH 40x189

@46-137

IHFF 40
IHRF 40

Member IMC Group
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1AnaPLUNGE

PLUNGING LINE

HTP LN.. 1006

Tangentially Clamped Inserts with
4 Cutting Edges for Plungers

59

RE

) . Recommended

Dimensions Tough Hard Machining Data

g 8|8|2|~ fz

Designation w1 L S RE § § § 5 <§ (mm/t)
HTP LNAR 1006 FR (1) 6.50 10.50 10.13 1.00 o 0.05-0.15
HTP LNAR 1006 FR-P 6.50 10.50 10.13 1.00 ° 0.05-0.15
HTP LNHT 1006 ER 6.50 10.50 9.93 1.00 ° . ° . 0.10-0.15
HTP LNHT 1006 ETR 6.50 10.50 9.93 1.00 . . . 0.12-0.20
HTP LNMT 1006 ER (2 6.50 10.50 9.96 1.00 ° . ° 0.08-0.15

FR-P - For machining aluminum, ER- For general applications, ETR- First priority for hardened steel

M FR - Sharp cutting edge for unstable conditions and for ISO S material
(2 Mounting this insert increases tool diameter by 0.1 mm
For tools, see page: CR LNHT (410)

7

ETR

A,

FR, FR-P

ER- For general
applications

ETR- First priority
for hardened steel

FR-P- For machining

aluminum




DR-TWIST e LL|
SOMT-DT N ! s
Inserts for DR Drills for T N O
General Applications at IC R m
Medium-to-High Feeds i \

| o )
Dimensions Tough «<— Hard —

o | 8| o| o |88

S | B | 8| 8| 8

Designation IC S RE O | © O |9 | S

SOMT 09T306-DT 9.00 3.81 0.60 . . . . .

For tools, see pages: CR SOMT (411) e DR-2D-N (106) » DR-3D-N (108)  DR-4D-N (109) ® DR-4D-T (112) » DR-CA (113)

DR-TWIST
INDEXABLE DRILL LINE RE
SOMT-GF ‘ @ !

. \
Inserts for DR Drills for 6\

Soft Materials at Low-
to-Medium Feeds

S |l
Dimensions Tough «<— Hard
(=] [=o]
& S
Designation IC S RE 8] o
SOMT 09T306-GF 9.00 3.81 0.60 ° .
For tools, see pages: CR SOMT (411) ¢ DR-2D-N (106) ® DR-3D-N (108) ® DR-4D-N (109) ® DR-4D-T (112) » DR-CA (113)
DR-TWIST m
RE
SOGX/T-AL @
Inserts for DR Dirills for Aluminum r
|| —
Dimensions
3
Designation IC S RE o
SOGT 09T306-AL 9.00 3.81 0.60 o

e Sharp cutting edge with polished rake for aluminum
For tools, see pages: CR SOMT (411) e DR-2D-N (106) ® DR-3D-N (108) ® DR-4D-N (109) ® DR-4D-T (112) e DR-5D-N (111)

DR-TWIST m
RE

SOMT-HD @

Inserts for DR Dirills for Carbon

Steel and Soft Materials '13 i @ i

S
Dimensions
g
Designation IC S RE o
SOMT 09T306-HD 9.00 3.81 0.60 .

For tools, see pages: CR SOMT (411)  DR-2D-N (106) » DR-3D-N (108) » DR-4D-N (109) ® DR-4D-T (112) » DR-CA (113)

Member IMC Group
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CCMT/CCGT-SM
Single-Sided Turning Inserts for
Semi-Finish and Finishing on
Soft Materials and Exotic Alloys

Dimensions Tough <— Hard azxm?;zng:ti
S 8| 2|28 |2|s|l8|ls|ls|s| @ f

Designation L IC S RE D1 § § § S <2> § § 5 § § S (mm) | (mm/rev)
CCGT 060201-SM 6.45 6.35 2.38 0.10 2.80 ® |0.25-2.00 0.05-0.20
CCGT 060202-SM 6.45 6.35 2.38 0.20 2.80 ® |0.25-2.00( 0.05-0.25
CCMT 060202-SM 6.45 6.35 2.38 0.20 2.80 o o o 0.25-2.00 | 0.05-0.25
CCMT 060204-SM 6.45 6.35 2.38 0.40 2.80 o o ° ° o ° ® |050-250 | 0.07-0.25
CCMT 060208-SM 6.45 6.35 2.38 0.80 2.80 o o [} ® |050-250 | 0.07-0.25
CCMT 09T302-SM 9.70 9.52 3.97 0.20 4.40 o o o o o ® |0.50-2.50| 0.06-0.25
CCMT 09T304-SM [N} 9.52 397 0.40 4.40 . . . . ° ° . . ° ® |050-2.50 | 0.06-0.25
CCMT 09T308-SM [} 9.52 3.97 0.80 4.40 . ° ° . ° . . ° ® |050-3.00 | 0.07-0.25
CCMT 120404-SM 12.90 12.70 476 0.40 5.50 o [ ° o ® |0.70-350 | 0.07-0.25
CCMT 120408-SM 12.90 12.70 4.76 0.80 5.50 o o ° [} ° ® |0.70-350 | 0.07-0.30

For tools, see pages: IHCR (408) ¢ IHRF (436) » IHRF-BW (439) » IHRF-C (413) » IHRF-CH (439) » IHSR (408) * IHSR-BW (410) ® IHSR-C (413) » IHSR-CH (409)

Y 7.y v ¥/ _ 7V
DV i Ui F'II
CCMT-PF '-ll
80° Rhombic Inserts with a
Positive Flank for Semi-Finish
and Finishing on Soft
Materials and Exotic Alloys
’ . Recommended
Dimensions Tough <— Hard Machining Data
s|8|2|s|s|s|s % f
Designation L IC S RE D1 8| &8|&|8|8 |8 |8 (mm) (mm/rev)
CCMT 060202-PF 6.30 6.35 2.38 0.20 2.80 . . . ° ° . 0.20-2.50 0.04-0.25
CCMT 060204-PF 6.30 6.35 2.38 0.40 2.80 . . ° ° ° . 0.40-2.50 0.04-0.30
CCMT 09T302-PF 9.70 9.52 3.97 0.20 4.40 o o L] [ [ 0.50-3.00 0.05-0.30
CCMT 09T304-PF 9.70 9.52 3.97 0.40 4.40 . . . . ° ° . 0.50-3.50 0.05-0.35

For tools, see pages: IHCR (408) ¢ IHRF (436) * IHRF-BW (439) o IHRF-C (413) ® IHRF-CH (439) * IHSR (408) * IHSR-BW (410) o IHSR-C (413) » IHSR-CH (409)

ISCAR
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CCMT-14

80° Rhombic Inserts with a
7° Positive Flank for Semi-
Finishing and Finish Turning
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’ . Recommended

Dimensions Tough <— Hard Machining Data

S| 8|l |8|8|5(5| = f
Designation L IC S RE D1 S § S <:> E S 5 (mm) (mm/rev)
CCMT 060204-14 6.30 6.35 2.38 0.40 2.80 [ [ o . ° [ 0.50-2.50 0.14-0.25
CCMT 09T304-14 9.70 9.52 3.97 0.40 4.40 o o ° 0.50-3.00 0.14-0.25
CCMT 09T308-14 9.70 9.52 3.97 0.80 4.40 [ [ L] o . 0.80-3.00 0.14-0.30
CCMT 120408-14 12.90 12.70 4.76 0.80 5.50 [ [ 0.80-3.00 0.14-0.30

For tools, see pages: IHCR (408) ¢ IHRF (436) » IHRF-BW (439) * IHRF-C (413) ® IHRF-CH (439) » IHSR (408) * IHSR-BW (410) o IHSR-C (413) » IHSR-CH (409)

IS0 Ui
CCET-WF sz
80° Rhombic Inserts with a 7° 86°
Positive Flank and a Wiper Near \ D1
the Corner for High Feed Finishing -
0.3
S -
Dimensions Recommended Machining Data
’S ap f
Designation L IC S RE D1 3 (mm) (mm/rev)
CCET 0602005-WF 6.30 6.35 2.38 0.05 2.80 L] 0.05-2.00 0.01-0.20
CCET 09T3005-WF 9.50 9.52 3.97 0.05 4.40 o 0.05-2.00 0.01-0.20

For tools, see pages: IHCR (408) ¢ IHRF (436) ¢ IHSR (408) ¢ IHSR-BW (410) ® IHSR-C (413) ® IHSR-CH (409)

oV I VRN

CCMT/CCGT

80° Rhombic Inserts with a
7° Positive Flank for Semi-
Finishing and Finish Turning

Dimensions Tough «<— Hard a:gzmmgngzti
3| = = | 3 ap f
S| S| K| 8| B
Designation L IC S RE D1 S| O |9 | Q| e (mm) (mm/rev)
CCGT 060202 6.45 6.35 2.38 0.20 2.80 ° 0.50-2.00 0.10-0.20
CCGT 060202L (1) 6.45 6.35 2.38 0.20 2.80 ° ° 0.50-2.00 0.10-0.20
CCGT 060204 6.45 6.35 2.38 0.40 2.80 ° 0.50-2.00 0.10-0.20
CCGT 060204L (1 6.45 6.35 2.38 0.40 2.80 ° 0.50-2.00 0.10-0.20
CCMT 060202 6.45 6.35 2.38 0.20 2.80 . ° 0.50-2.00 0.10-0.20
CCMT 060204 6.45 6.35 2.38 0.40 2.80 ° ° ° 0.50-2.00 0.12-0.22
CCMT 09T302 9.70 952 3.97 0.20 4.40 . ° 0.50-2.50 0.12-0.25
CCMT 09T304 9.70 9.52 397 0.40 4,40 ° ° 0.50-2.50 0.12-0.25
CCMT 09T308 9.70 9.52 3.97 0.80 4,40 ° ° 0.80-3.00 0.14-0.25

* Use left-hand inserts for left-hand external tools and for right-hand internal tools
() | eft-hand insert
For tools, see pages: IHCR (408) » IHRF (436) ¢ IHRF-BW (439) ® IHRF-C (413) ® IHRF-CH (439) e IHSR (408) ¢ IHSR-BW (410) ® IHSR-C (413) ¢ IHSR-CH (409)

Member IMC Group
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CCMT-WG

80° Rhombic Inserts with a 7°
Positive Flank and a Wiper Near
the Corner for High Feed Finishing
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Dimensions Tough «<— Hard | Recommended Machining Data
255 2 f
Designation L IC S RE D1 5 § S (mm) (mm/rev)
CCMT 060204-WG 6.30 6.35 2.38 0.40 2.80 [ . 0.40-2.00 0.10-0.35
CCMT 09T304-WG 9.70 9.52 3.97 0.40 4.40 o 0.40-2.00 0.14-0.30
CCMT 09T308-WG 9.70 9.52 3.97 0.80 4.40 ° 0.50-2.50 0.20-0.38
CCMT 120408-WG 12.90 12.70 4.76 0.80 5.50 [ 0.50-3.00 0.20-0.36

For tools, see pages: * IHCR (408) ¢ IHRF (436) » IHRF-BW (439) o IHRF-C (413) » IHRF-CH (439) » IHSR (408) » IHSR-BW (410) ® IHSR-C (413) s IHSR-CH (409)

| 7.
oV I VN

CCMT (PCD)
Inserts with a Single PCD

Top Corner Tip, 7° Clearance Q
and Positive Rake Angle

for Finishing Aluminum

. . Recommended
PLIEIESTS Machining Data
© ap f
Designation L IC S RE LE D1 = (mm) (mm/rev)
CCMT 060202D 6.30 6.35 2.38 0.20 3.1 2.80 [ 0.08-3.00 0.05-0.30
CCMT 060204D 6.30 6.35 2.38 0.40 3.0 2.80 o 0.10-3.00 0.05-0.30
CCMT 09T304D 9.70 9.52 3.97 0.40 3.9 4.40 o 0.10-3.00 0.05-0.30

For tools, see pages: IHCR (408)  IHRF (436) ® IHRF-BW (439) ¢ IHRF-C (413) ¢ IHRF-CH (439) * IHSR (408) * IHSR-BW (410) ¢ IHSR-C (413)

y 7.y v J¥y/_vV)
VI Ui -
™
CCGW/CCMT (CBN) ﬁ‘ﬁ
80° Rhombic Inserts with g
a Single CBN Top Corner
Tip and 7° Clearance for d '
Machining Hardened Steel
Dimensions Tough «<— Hard h?lzz?lmirzgngaetg
Sl | * '
Designation L IC S RE LE D1 o | o | o (mm) (mm/rev)
CCGW 03X102T01015-1 3.63 3.57 1.39 0.20 20 1.90 o ° 0.05-0.50 0.05-0.20
CCGW 03X104T01015-1 3.63 3.57 1.39 0.40 2.3 1.90 o o 0.05-0.50 0.05-0.20
CCGW 04T102T01015-1 4.44 437 1.79 0.20 20 2.30 . [ 0.05-0.50 0.05-0.20
CCGW 04T104T01015-1 4.44 4.37 1.79 0.40 2.3 2.30 o o 0.05-0.50 0.05-0.20
CCMT 060202T 6.30 6.35 2.38 0.20 2.6 2.80 [} 0.05-0.50 0.05-0.20
CCMT 060204T 6.30 6.35 2.38 0.40 2.7 2.80 [ 0.05-0.50 0.05-0.20
CCMT 09T304T 9.70 9.62 3.97 0.40 29 4.40 o 0.05-0.50 0.05-0.20
CCMT 09T308T 9.70 9.52 3.97 0.80 3.6 4.40 o 0.056-0.50 0.05-0.20

For tools, see pages: [HCR (408) * IHRF (436) ® IHRF-BW (439) ¢ IHRF-C (413) ® IHRF-CH (439) * IHSR (408) ® IHSR-BW (410) ® IHSR-C (413)

ISCAR
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CCGT-AS

80° Rhombic Inserts with a 7°
Positive Flank, Very Positive
Rake Angle and Sharp Cutting
Edge for Machining Aluminum

LL
o
O
M
n
=

Dimensions Recommended Machining Data
o ap f
Designation L IC S RE D1 § (mm) (mm/rev)
CCGT 060201-AS 6.40 6.35 2.38 0.10 2.80 L] 0.50-2.00 0.10-0.20
CCGT 060202-AS 6.40 6.35 2.38 0.20 2.80 [ 0.50-2.00 0.10-0.20
CCGT 060204-AS 6.40 6.35 2.38 0.40 2.80 o 0.50-2.00 0.10-0.25
CCGT 09T301-AS 9.70 9.52 3.97 0.10 4.40 o 0.50-2.50 0.10-0.25
CCGT 09T302-AS 9.70 9.52 3.97 0.20 4.40 [ 0.50-2.50 0.10-0.25
CCGT 09T304-AS 9.70 9.52 3.97 0.40 4.40 o 0.50-2.50 0.10-0.25
CCGT 09T308-AS 9.70 9.52 3.97 0.80 4.40 o 0.80-3.00 0.10-0.30
CCGT 120402-AS 12.90 12.70 476 0.20 5.50 [ 0.50-2.50 0.10-0.25
CCGT 120404-AS 12.90 12.70 4.76 0.40 5.50 o 0.50-2.50 0.10-0.25
CCGT 120408-AS 12.90 12.70 4.76 0.80 5.50 o 1.00-3.50 0.10-0.30

For tools, see pages: [HCR (408) * IHRF (436) ¢ IHRF-BW (439) ¢ IHRF-C (413) ® IHRF-CH (439) * IHSR (408) ® IHSR-BW (410) ® IHSR-C (413) ¢ IHSR-CH (409)

ISTT Uiriing

- 80"
CCGT-AF . : T /T 7
80° Rhombic Inserts with a 7° » T

Positive Flank, Very Positive
Rake Angle and Sharp Cutting

Edge for Machining Aluminum re/lL LHJ N g |l
Dimensions Recommended Machining Data
= ap f
Designation L IC S RE D1 § (mm) (mm/rev)
CCGT 09T308-AF 9.70 9.52 3.97 0.80 4.40 o 0.80-3.00 0.15-0.25
CCGT 120408-AF 12.90 12.70 4.76 0.80 5.50 o 1.00-3.50 0.15-0.30

For tools, see pages: IHCR (408) ¢ IHRF (436) * IHSR (408) * IHSR-BW (410) ® IHSR-C (413) » IHSR-CH (409)

Member IMC Group
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DCMT-14

55° Rhombic Inserts with a
Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

T i
s

LL
o
O
M
n
=

Dimensions Tough <— Hard azzﬁmirzgng:t:
21 E|g (8|8 '
Designation L IC S RE D1 O || S| o |Qo (mm) (mm/rev)
DCMT 11T304-14 11.60 9,52 397 0.40 4.40 ° ° ° 1.00-2.50 0.14-0.25
11.60 9.52 3.97 0.80 4.40 [ ° ° ° 1.50-3.00 0.14-0.29
ISTT Ui
DCMT/DCGT o
55° Rhombic Inserts with F 5
a 7° Positive Clearance for - Q“
Finishing Applications
Dimensions Tough <— Hard I\F}I(;?:(r’\mir:;ng;i
282|238 |2|2|8| = f
Designation L Ic S RE D1 S|E |3 |S| &8 | S| 8| mm | mmhev
DCGT 070201R () 7.70 6.35 2.38 0.10 2.80 ° 0.25-1.50 | 0.05-0.15
DCGT 070202 7.70 6.35 2.38 0.20 2.80 o 0.50-2.00 0.08-0.20
DCGT 070204 7.70 6.35 2.38 0.40 2.80 o 0.80-2.50 0.10-0.25
DCMT 070202 7.70 6.35 2.38 0.20 2.80 o o o o [ 0.50-2.00 0.08-0.20
DCMT 070204 7.70 6.35 2.38 0.40 2.80 o o ° ° ° o 0.50-2.00 0.08-0.22
DCGT 11T302 11.60 9.52 3.97 0.20 4.40 L] 0.50-2.00 0.08-0.20
DCGT 11T304 11.60 9.52 3.97 0.40 4.40 o o 1.00-2.50 0.12-0.25
DCMT 117302 11.60 9.52 3.97 0.20 4.40 ° ° o o 0.50-2.00 0.08-0.20
DCMT 11T304 11.60 9.52 3.97 0.40 4.40 o ° ° 0.50-2.00 0.12-0.25
DCMT 11T308 11.60 9.52 3.97 0.80 4.40 o ° o 1.50-3.00 0.14-0.29
* Right-hand inserts for right-hand external tools and for left-hand internal tools e For user guide and cutting speed recommendations, see pages ..
() Right-hand insert
NS Sy IFRAN
DV I Ui & ] ﬁﬁ
DCMT/DCGT-PF R
55° Rhombic Inserts with a
Positive Flank for Semi-Finish
and Finishing on Soft g
Materials and Exotic Alloys N
. . Recommended
Dimensions Tough «<— Hard Machining Data
2|88 |s|l2|sls|s|s] » f
Designation L IC S RE D1 S| 8|&8|3|8|8|8|3 |8 (mm) | (mm/rev)
DCGT 070201-PF 7.70 6.35 2.38 0.10 2.80 o 0.30-3.00 | 0.02-0.25
DCGT 070202-PF 7.70 6.35 2.38 0.20 2.80 (] 0.40-3.00 | 0.03-0.25
DCGT 070204-PF 7.70 6.35 2.38 0.40 2.80 o 0.50-3.00 | 0.05-0.25
DCMT 070201-PF 7.70 6.35 2.38 0.10 2.80 ° [} 0.30-3.00 | 0.02-0.25
DCMT 070202-PF 7.70 6.35 2.38 0.20 2.80 o 0.40-3.00 | 0.03-0.25
DCMT 070204-PF 7.70 6.35 2.38 0.40 2.80 o 0.50-3.00 | 0.05-0.25
DCMT 070208-PF 7.70 6.35 2.38 0.80 2.80 o o 0.70-3.00 | 0.08-0.25
DCGT 11T301-PF 11.60 9.52 3.97 0.10 4.40 (] 0.30-3.00 | 0.03-0.25
DCGT 11T302-PF 11.60 9.52 3.97 0.20 4.40 o 0.40-3.00 | 0.04-0.25
DCGT 11T304-PF 11.60 9.52 3.97 0.40 4.40 o 0.50-3.00 | 0.05-0.25
DCGT 11T308-PF 11.60 9.52 3.97 0.80 4.40 [ 0.70-3.00 | 0.10-0.25
DCMT 11T302-PF 11.60 9.52 3.97 0.20 4.40 o o o o o 0.30-3.00 | 0.04-0.25
DCMT 11T304-PF 11.60 9.52 3.97 0.40 4.40 o o ° ° ° [ ° () 0.50-3.00 | 0.05-0.25
DCMT 11T308-PF 11.60 9.52 3.97 0.80 4.40 [} o ° ° ° o ° o 0.70-3.00 | 0.10-0.25




1907 Ui

SCMT-SM

Square Inserts with a 7°
Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

]
75°
«—

INREARI®
1'1 M-

. . Recommended
Dimensions Tough Hard Machining Data
[Te] o o [Te)
2/s|8|2|8|5|58 % l
Designation L S RE D1 § 5 § § 5 § 3 (mm) (mm/rev)
SCMT 09T304-SM 9.52 3.97 0.40 4.40 o ° o [ 0.50-3.00 0.07-0.25
SCMT 09T308-SM 9.52 3.97 0.80 4,40 . . ° . ° ° . 0.50-3.00 0.10-0.30
SCMT 120404-SM 12.70 4.76 0.40 5.50 [ 0.50-3.50 0.10-0.25
SCMT 120408-SM 12.70 4.76 0.80 5.50 ° ° ° ° 1.00-4.00 0.10-0.30
For tools, see page: IHPR (408)
IS0T Ui . .
077 AN
SCMT-14 ; = Ll .
Square Inserts with a 7° ' A\ !
Positive Flank for Semi-Finishing le=L @ [ i
and F!nlsh Turning on Soft ) '
Materials and Exotic Alloys RE S
Dimensions Tough «<— Hard Recommended Machining Data
Bls|s 2 f
Designation L S RE D1 S 3 3 (mm) (mm/rev)
SCMT 09T304-14 9.52 3.97 0.40 4.40 o ° 1.00-3.50 0.12-0.30
SCMT 120404-14 12.70 4.76 0.40 5.50 [ 1.00-4.00 0.12-0.30

For tools, see page: IHPR (408)
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1DV I Ui 90°
SCMT-19 f — ~ @ @ ol
Square Inserts with a 7° Positive ’ a5
o

Flank for Semi-Roughing at

LL
o
O
M
n
=

Medium to High Feeds i )
RE E Sl
Dimensions Tough <— Hard Recommended Machining Data
[Ye)
glg|8|5l5] = b

Designation L S RE D1 O ||| o | o (mm) (mm/rev)
SCMT 120408-19 12.70 476 0.80 5.50 o ° o L] [ 3.00-8.00 0.08-0.15
SCMT 120412-19 12.70 4.76 1.20 5.50 o 3.00-8.00 0.08-0.15

For tools, see page: IHPR (408)

.y v ¥/ _ 7V}

VI VRN RE

SCGT-AS &

Square Inserts with a 7° Positive . b1

Flank, Very Positive Rake

Angle and Sharp Cutting Edge | '

for Machining Aluminum 90" ~— IC=L —| S |l

Dimensions Recommended Machining Data
8 ap f

Designation L IC S RE D1 o (mm) (mm/rev)
SCGT 09T308-AS 9.52 9.62 3.97 0.80 4.40 o 0.50-3.00 0.10-0.30
SCGT 120404-AS 12.70 12.70 476 0.40 5.50 . 1.00-4.00 0.10-0.30
SCGT 120408-AS 12.70 12.70 4.76 0.80 5.50 [ 1.00-4.00 0.10-0.30

For tools, see page: IHPR (408)

v

TCMT-19

Triangular Inserts with a 7°
Positive Flat Rake for
Semi-Roughing Applications

at Medium to High Feeds [
S
’ . Recommended
Dimensions Tough Hard Machining Data
g212|E|s * f

Designation L IC S RE D1 © | | o | Qo (mm) (mm/rev)
TCMT 110204-19 11.00 6.35 2.38 0.40 2.80 [ [ . 0.50-3.00 0.10-0.30
TCMT 16T308-19 16.50 9.52 3.97 0.80 4.40 (] o [ 1.00-4.00 0.20-0.35
TCMT 220508-19 22.00 12.70 5.00 0.80 5.50 [ 1.00-4.00 0.20-0.35

For tools, see page: IHBR (409)

ISCAR
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TCMT-SM

Triangular Inserts with a 7°
Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

LL
o
O
M
n
=

. . Recommended
Dimensions Tough <— Hard Machining Data
g 28| 8| s 2|2 |g|8 5|5 = f

Designation L IC S RE D1 § 5 § S 5 § § 5 § 5 (mm) | (mm/rev)
TCMT 110204-SM 11.00 6.35 2.38 0.40 2.80 [ [ ° o . [ . ® [ 0.20-3.00 | 0.05-025
TCMT 110208-SM 11.00 6.35 2.38 0.80 2.80 o ° o 0.50-2.50 | 0.07-0.25
TCMT 16T304-SM 16.50 9.62 3.97 0.40 4.40 [ o [ [ o L] ® [ 0.50-3.00 | 0.06-0.25
TCMT 16T308-SM 16.50 9.52 3.97 0.80 4.40 o o ° o 0.50-3.00 | 0.08-0.28
TCMT 16T308-SM* 16.50 9.52 3.97 0.80 4.40 [ 0.50-3.00 | 0.08-0.28

For tools, see page: IHBR (409)

.y v ¥/ _ 7V}
VI UnRin -
WCGT ol
Trigon Inserts with a 7° &
Positive Flank and Chipformer o
for Finish Turning -
- S ‘¢
Dimensions Tough <— Hard Recommended Machining Data
58| f
Designation L IC S RE o o (mm) (mm/rev)
WCGT 020102L 218 3.97 1.59 0.20 . . 0.40-2.00 0.05-0.10
WCGT 020104L 218 3.97 1.59 0.40 o ° 0.40-2.00 0.10-0.15
For tools, see pages: IHAXF (432) o IHAXF-AVI (434) o IHAXF-E (434) o IHWF (436)
7.y v /¥’ _vV)
oV Ui
TPGX . ?—
Triangular Inserts with an 11° 7]
Positive Flank and Ground
Chipformer for Finish Turning @
y
S =
! . Recommended
Dimensions Tough «<— Hard Machining Data
25|88 i f
Designation L IC S RE D1 C | © | © (&} (mm) (mm/rev)
TPGX 090202-L 9.52 5.56 2.38 0.20 3.00 ° ° ° o 1.00-2.00 0.10-0.20
TPGX 090204-L 9.52 5.56 2.38 0.40 3.00 o ° [} [ 1.00-2.50 0.15-0.20
TPGX 110302-L 11.00 6.35 3.18 0.20 3.50 o o ° ° 1.00-2.50 0.10-0.20
TPGX 110304-L 11.00 6.35 3.18 0.40 3.50 o ° ° o 1.00-3.00 0.15-0.20
TPGX 110308-L 11.00 6.35 3.18 0.80 3.50 [ 1.00-3.50 0.15-0.25

For tools, see pages: IHAXF (432) o IHAXF-AVI (434) ¢ IHAXF-E (434) e IHFF (436) ® IHFF-C (413)

Member IMC Group
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NN SOTURN
A®Y TPGX (CBN) -
O Triangular Inserts with CBN iy
Single Top Corner Brazed Tip, ¥
m 11° Clearance for Machining D
Cast Iron and Hardened Steel T
C|£ Jsle
Dimensions Tough <— Hard azzﬂm?gzngaeti
S 2 ap f
Designation L IC S RE LE D1 o o (mm) (mm/rev)
TPGX 090202T 9.52 5.56 2.38 0.20 25 2.50 o o 0.05-0.50 0.03-0.20
TPGX 090204T 9.52 5.56 2.38 0.40 2.6 2.50 o ° 0.05-0.50 0.03-0.20
TPGX 110302T 11.00 6.35 3.18 0.20 33 3.50 o o 0.05-0.50 0.03-0.20
TPGX 110304T 11.00 6.35 3.18 0.40 3.0 3.50 ° [ 0.05-0.50 0.03-0.20
For tools, see pages: IHAXF (432) » IHAXF-AVI (434) o IHAXF-E (434) * IHFF (436) » IHFF-C (413)
ISOTURN B
TPGX (PCD) et AN =
Triangular Inserts with PCD [y
Single Top Corner Brazed Tip, ¥
11° Clearance and Positive Rake D;%
Angle for Finishing Aluminum ,J SL
Dimensions Recommended Machining Data
ap f
Designation L IC S RE LE D1 5 (mm) (mm/rev)
TPGX 090202 9.52 5.56 2.38 0.20 3.0 2.50 [ 0.10-3.00 0.05-0.30
TPGX 090204 9.52 5.56 2.38 0.40 3.0 2.50 ° 0.10-3.00 0.05-0.30
TPGX 110302 11.00 6.35 3.18 0.20 34 3.50 [ 0.10-3.00 0.05-0.30
TPGX 110304 11.00 6.35 3.18 0.40 3.8 3.50 [ 0.10-3.00 0.05-0.30
For tools, see page: AIHAXF (432)
PICCOCuT . T S
PICCO R/LX050 e Pooms @ o ﬂ{\i
Reinforced Boring Inserts ' -t
with Internal Coolant Holes
>y v - ——jovn=s
N
DMIN<3
Dimensions
S
Designation DCONMS WF a RE LF OHN( CDX@ DMIN 3
PICCO R/LX050.2-5R15 4.00 ° 1.80 0.15 19.00 5.0 0.10 2.00 o
PICCO R/LX050.2-10R05 4.00 - 1.80 0.05 24.00 10.0 0.10 2.00 o
PICCO R/LX050.2-10R15 4.00 - 1.80 0.15 24.00 10.0 0.10 2.00 L]
PICCO R/LX050.3-16R10 4.00 0.70 2.70 0.10 30.00 16.0 0.15 3.00 o
PICCO R/LX050.3-16R20 4.00 0.70 2.70 0.20 30.00 16.0 0.15 3.00 .
PICCO R/LX050.4-10R10 4.00 1.60 3.60 0.10 24.00 10.0 0.20 4.00 L]
PICCO R/LX050.4-10R20 4.00 1.60 3.60 0.20 24.00 10.0 0.20 4.00 o
PICCO R/LX050.4-16R10 4.00 1.60 3.60 0.10 30.00 16.0 0.20 4,00 o
PICCO R/LX050.4-16R20 4.00 1.60 3.60 0.20 30.00 16.0 0.20 4.00 o
PICCO R/LX050.5-15R10 5.00 2.10 4.60 0.10 30.00 15.0 0.30 5.00 o
PICCO R/LX050.5-15R20 5.00 210 4.60 0.20 30.00 15.0 0.30 5.00 .
PICCO R/LX050.5-25R10 5.00 2.10 4.60 0.10 40.00 25.0 0.30 5.00 L]
PICCO R/LX050.5-25R20 5.00 2.10 4.60 0.20 40.00 250 0.30 5.00 o
PICCO R/LX050.6-15R10 6.00 2.50 5.50 0.10 30.00 15.0 0.40 6.00 o
PICCO R/LX050.6-15R20 6.00 2,50 5.50 0.20 30.00 15.0 0.40 6.00 °
PICCO R/LX050.6-22R20 6.00 2.50 5.50 0.20 37.00 22.0 0.40 6.00 o
PICCO R/LX050.6-35R20 6.00 2.50 5.50 0.20 50.00 35.0 0.40 6.00 o

e Left-hand inserts on request
() Minimum overhang
@) Cutting depth maximum

ISCAR
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PICCO R/L 050, 053, 055 | —  E=——oocows ﬁ fdﬁ s

Inserts for Internal Turning . 1 = ngN O

and Chamfering { Sl~ = 5

a ! ’i’i;iﬂ‘ m

) VﬁT 2(?\@ CDX CD

Right-hand shown |_

Dimensions Tough «— Hard _
5| 8
Designation DCONMS WF a LF OHN®@ RE CDX® DMIN 9 ©
PICCO R 050.06-2 (1) 4.00 - 050 20.00 20 0.04 0.08 0.60 ° °
PICCO R 050.06-3 (1 4.00 - 0.50 20.00 30 0.04 0.08 0.60 ° °
PICCO R 050.08-4 4.00 - 0.70 20.00 40 0.04 0.08 0.80 °
PICCO R/L 050.1-5 4.00 - 090 20.00 45 0.05 0.10 1.00 ° °
PICCO R/L 050.1-7 4.00 - 090 22.00 65 0.05 0.10 1.00 ° °
PICCO R 050.15-5 4.00 - 1.30 19.00 50 0.05 0.10 1.50 °
PICCO R 050.15-10 4.00 - 1.30 24,00 10.0 0.06 0.10 1.50 °
PICCO R/L 050.2-5 4.00 - 1.70 19.00 40 0.05 0.10 2.00 ° °
PICCO R 055.2-5 4.00 - 1.70 19.00 50 0.05 0.10 2.00 °
PICCO R/L 050.2-10 4.00 - 1.70 24,00 9.0 0.05 0.10 2.00 ° °
PICCO R 055.2-10 4.00 - 1.70 24.00 10.0 0.05 0.10 2.00 °
PICCO L 050.2-15 4.00 - 1.70 29.00 15.0 0.05 0.10 2.00 . °
PICCO R 050.2-15 4.00 - 1.70 29.00 14.0 0.05 0.10 2.00 ° °
PICCO R 055.2-15 4.00 - 1.70 29.00 15.0 0.05 0.10 2.00 °
PICCO R 050.25-5 4.00 0.20 2.20 19.00 50 0.05 0.15 250 °
PICCO R 050.25-10 4.00 0.20 2.20 24,00 10.0 0.07 0.15 2.50 .
PICCO R 050.25-16 4.00 0.20 2.20 30.00 16.0 0.07 0.15 2.50 °
PICCO R 053.3-10 4.00 0.60 2.60 24,00 90 0.03 0.20 2.80 .
PICCO R 055.3-10 4.00 060 260 24,00 10.0 0.05 0.20 2.80 °
PICCO R/L 050.3-10 4,00 0.60 2.60 24,00 9.0 0.10 0.20 2.80 ° °
PICCO R 053.3-16 4.00 0.60 2.60 30.00 15.0 0.03 0.20 2.80 )
PICCO R 055.3-16 4.00 060 2.60 30.00 16.0 0.05 0.20 2.80 .
PICCO R/L 050.3-16 4.00 0.60 2.60 30.00 15.0 0.10 0.20 2.80 ° °
PICCO R 053.3-20 4.00 0.60 2.60 34.00 19.0 0.03 0.20 2.80 .
PICCO R/L 050.3-20 4.00 060 2.60 34.00 19.0 0.10 0.20 2.80 ° °
PICCO R 050.35-10 4.00 1.10 3.10 24,00 10.0 0.10 0.25 350 °
PICCO R 050.35-16 4.00 1.10 3.10 30.00 16.0 0.10 0.25 3.50 °
PICCO R 050.35-20 4.00 1.10 3.10 34,00 200 0.10 0.25 350 .
PICCO R 050.35-24 4.00 1.10 3.10 38.00 240 0.10 0.25 350 )
PICCO R 053.4-10 4.00 1.50 3.50 24,00 90 0.03 0.30 4,00 °
PICCO R 055.4-10 4.00 1.50 350 24,00 10.0 0.05 0.30 4.00 °
PICCO R/L 050.4-10 4.00 1.50 350 24.00 9.0 0.10 0.30 4,00 ° °
PICCO R 053.4-16 4.00 1.50 3.50 30.00 15.0 0.03 0.30 4,00 °
PICCO R 055.4-16 4,00 1.50 350 30.00 16.0 0.05 0.30 4,00 .
PICCO R/L 050.4-16 4.00 1.50 3.50 30.00 15.0 0.10 030 4.00 ° °
PICCO R 053.4-20 4.00 1.50 3.50 34.00 19.0 0.03 0.30 4,00 °
PICCO R 055.4-20 4.00 1.50 350 34.00 200 0.05 0.30 4.00 °
PICCO R/L 050.4-20 4.00 1.50 350 34.00 19.0 0.10 0.30 4,00 ° °
PICCO R/L 050.4-24 4.00 1.50 3.50 38.00 230 0.10 0.30 4,00 . °
PICCO R/L 050.4-28 4.00 1.50 350 42,00 27.0 0.10 0.30 4,00 ° °
PICCO R 055.4-28 4.00 1.50 3.50 42,00 280 0.05 050 4,00 °
PICCO R 055.5-10 5.00 1.90 4.40 25.00 90 0.05 0.50 5.00 °
PICCO R/L 050.5-10 5.00 1.90 440 25.00 90 0.15 050 5.00 ° °
PICCO R 055.5-15 5.00 1.90 4.40 30.00 14.0 0.05 0.50 5.00 °
PICCO R/L 050.5-15 5.00 1.90 440 30.00 14.0 0.15 0.50 5.00 ° °
PICCO R 055.5-20 5.00 1.90 4.40 35.00 19.0 0.05 0.50 5.00 °
PICCO R/L 050.5-20 5.00 1.90 4.40 35,00 19.0 0.15 050 5.00 . °
PICCO R 055.5-25 5.00 1.90 4.40 40.00 24.0 0.05 0.50 5.00 °
PICCO R/L 050.5-25 5.00 1.90 440 40.00 24.0 0.15 050 5.00 ° °
PICCO R 055.5-30 5.00 1.90 4.40 45.00 29.0 0.05 050 5.00 °
PICCO R/L 050.5-30 5.00 1.90 4.40 45,00 29.0 0.15 050 5.00 ° °
PICCO R/L 050.5-35 5.00 1.90 440 50.00 340 0.15 0.50 5.00 ° °
PICCO R 055.6-15 6.00 2.30 5.30 30.00 14.0 0.05 050 6.00 °
PICCO R/L 050.6-15 6.00 2.30 5.30 30.00 14.0 0.15 0.50 6.00 ° °
PICCO R 055.6-22 6.00 230 530 37.00 21.0 0.05 050 6.00 °
PICCO R/L 050.6-22 6.00 2.30 5.30 37.00 21.0 0.15 0.50 6.00 . °
PICCO R 055.6-25 6.00 2.30 530 40.00 24.0 0.05 050 6.00 .
PICCO R/L 050.6-25 6.00 2.30 530 40.00 24.0 0.15 0.50 6.00 ° °
PICCO R 055.6-30 6.00 230 530 45,00 29.0 0.05 050 6.00 °

e Specify right- or left-hand bars

) Maximum D.0.C.=0.01-0.03 mm, maximum feed=0.01 mm/rev.
@) Minimum overhang

() Cutting depth maximum

Member IMC Group
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PICCOCuT | F C

e c0ws * ﬁ f

ey OHN—» %}@71 DMIN
N - -

PICCO R/L 050, 053, 055
(Continue)

Inserts for Internal Turning

and Chamfering

Right-hand shown

LL
o
O
M
n
=

Dimensions Tough «<— Hard
] | 2
Designation DCONMS WF a LF OHN® RE CDX® DMIN 9 2
PICCO R/L 050.6-30 6.00 2.30 5.30 45.00 29.0 0.15 0.50 6.00 o °
PICCO R/L 050.6-35 6.00 2.30 5.30 50.00 34.0 0.15 0.50 6.00 . .
PICCO R/L 050.6-42 6.00 2.30 5.30 57.00 41.0 0.15 0.50 6.00 o °
PICCO R/L 050.7-20 7.00 2.80 6.30 35.00 19.0 0.15 0.60 6.80 . (]
PICCO R/L 050.7-25 7.00 2.80 6.30 40.00 24.0 0.15 0.60 6.80 o o
PICCO R/L 050.7-30 7.00 2.80 6.30 45.00 29.0 0.15 0.60 6.80 o °
PICCO R/L 050.7-35 7.00 2.80 6.30 50.00 34.0 0.15 0.60 6.80 . (]
PICCO R/L 050.7-40 7.00 2.80 6.30 55.00 39.0 0.15 0.60 6.80 . (]
PICCO R/L 050.7-45 7.00 2.80 6.30 60.00 44.0 0.15 0.60 6.80 . (]
PICCO R/L 050.7-50 7.00 2.80 6.30 65.00 49.0 0.15 0.60 6.80 [ (]
e Specify right- or left-hand bars
) Maximum D.0.C.=0.01-0.03 mm, maximum feed=0.01 mm/rev.
2) Minimum overhang
(3 Cutting depth maximum
PICCOCTT ‘ . -
PICCO R 050.20 ‘@4———— DCONMS ﬁ fr
Inserts for Internal Turning i SANNY Y
and Chamfering Next to the ¢ %R O Qbi,i%/”“
Bottom of Blind Holes a Yb——— 1} N\
\A/LFT 2(}\& cDX
Right-hand shown
Dimensions
g
Designation DCONMS WF a LF OHN®M RE CDX@ DMIN ©
PICCO R 050.20.2-10 4.00 = 1.70 24.00 10.0 0.05 0.10 2.00 o
PICCO R 050.20.3-10 4.00 0.60 2.60 24.00 10.0 0.10 0.20 2.80 °
PICCO R 050.20.4-16 4.00 1.50 3.50 30.00 16.0 0.10 0.30 4.00 .
PICCO R 050.20.5-20 5.00 1.90 4.40 35.00 19.0 0.15 0.50 5.00 (]
e Specify right- or left-hand bars
() Minimum overhang
() Cutting depth maximum
PICCO 050... PICCO 050.20...

20°

s

f
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PICCOCUT LL|
ri LF ——— ¥
PICCO R/L 047 T == conwss aa oC
Inserts for Internal Deep Profiling 8\ [} O
WE 83 OHN—»{ m
| 1]
a 1 — D—Vi_ ]
- [ WY % T WB
AN RE  lcox Right-hand shown c|£
Dimensions -
&
Designation DCONMS WF a LF OHN® WB CDX@ DMIN RE e
PICCO R/L 047.4-20 4.00 1.50 3.50 34.00 20.0 3.00 0.30 4.00 0.15 (]
PICCO R/L 047.5-25 5.00 1.90 4.40 40.00 25.0 3.80 0.50 5.00 0.15 (]
PICCO R/L 047.6-30 6.00 2.30 5.30 45.00 30.0 4.50 0.50 6.00 0.15 o
PICCO R 047.T6-22 6.00 2.30 5.30 37.00 22.0 3.40 1.80 6.00 0.15 o
PICCO R 047.T6-30 6.00 2.30 5.30 45.00 30.0 3.40 1.80 6.00 0.15 o

e Left hand inserts on request
() Minimum overhang
(@) Cutting depth maximum

PIcCOcCuT . L

PICCO R/L 050-C i == pconwms ﬁ r

Inserts with Chipformers for v f

Internal Boring and Profiling e OHN — >

L \
g e I |
H 20\ S m Right-hand shown
Dimensions
g

Designation DCONMS WF a LF OHN( CDXx@ DMIN RE ©
PICCO R/L 050.4-10C 4.00 1.50 3.50 24,00 10.0 0.30 4,00 0.10 o
PICCO R/L 050.4-20C 4.00 1.50 3.50 34.00 20.0 0.30 4.00 0.10 [
PICCO R/L 050.4-24C 4.00 1.50 3.50 38.00 24.0 0.30 4.00 0.10 o
PICCO R/L 050.4-28C 4.00 1.50 3.50 42.00 28.0 0.30 4.00 0.10 o
PICCO R 050.4-16C 4.00 1.50 3.50 30.00 16.0 0.30 4.00 0.10 o
PICCO R/L 050.5-10C 5.00 1.90 4.40 25.00 10.0 0.50 5.00 0.15 [
PICCO R/L 050.5-15C 5.00 1.90 4.40 30.00 15.0 0.50 5.00 0.15 o
PICCO R/L 050.5-20C 5.00 1.90 4.40 35.00 20.0 0.50 5.00 0.15 °
PICCO R/L 050.5-25C 5.00 1.90 4.40 40.00 25.0 0.50 5.00 0.15 o
PICCO R/L 050.5-30C 5.00 1.90 4.40 45,00 30.0 0.50 5.00 0.15 o
PICCO R/L 050.5-35C 5.00 1.90 4.40 50.00 35.0 0.50 5.00 0.15 [
PICCO R/L 050.6-15C 6.00 2.30 5.30 30.00 15.0 0.50 6.00 0.15 [
PICCO R/L 050.6-22C 6.00 2.30 5.30 37.00 22.0 0.50 6.00 0.15 o
PICCO R/L 050.6-25C 6.00 2.30 5.30 40.00 25.0 0.50 6.00 0.15 °
PICCO R/L 050.6-30C 6.00 2.30 5.30 45.00 30.0 0.50 6.00 0.15 o
PICCO R/L 050.6-35C 6.00 2.30 5.30 50.00 35.0 0.50 6.00 0.15 o
PICCO R/L 050.6-42C 6.00 2.30 5.30 57.00 42.0 0.50 6.00 0.15 [
PICCO R/L 050.7-20C 7.00 2.80 6.30 35.00 20.0 0.60 6.80 0.15 [
PICCO R/L 050.7-25C 7.00 2.80 6.30 40.00 25.0 0.60 6.80 0.15 o
PICCO R/L 050.7-30C 7.00 2.80 6.30 45,00 30.0 0.60 6.80 0.15 °
PICCO R/L 050.7-35C 7.00 2.80 6.30 50.00 35.0 0.60 6.80 0.15 o
PICCO R/L 050.7-40C 7.00 2.80 6.30 55.00 40.0 0.60 6.80 0.15 o
PICCO L 050.7-50C 7.00 2.80 6.30 65.00 50.0 0.60 6.80 0.15 o

o All left-hand inserts on request

() Minimum overhang

() Cutting depth maximum

Stainless Steel 316L

PICCO R 050.6-35C with Chipbreaker PICCO R 050.6-35 Standard

f= 0.03 mm/rev f= 0.05 mm/rev f= 0.03 mm/rev f= 0.05 mm/rev

B
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WM PiccocuT .
A8 Picco R/L 0% e -
O Inserts for Internal -3 N
Turning and Profiling ; go:ﬂ— OHN—~ %HE B oviN
m a v/ E&I;#—ﬁf‘_f_;f; 77‘
CD - ¥ 20%4’ fre  tox
|_ Right-hand shown
= Dimensions
]
Designation DCONMS WF a LF OHN(M RE CDX®@ DMIN e
PICCO R/L 090.3-10 4.00 0.60 2.60 24.00 9.0 0.10 0.20 2.80 o
PICCO R/L 090.3-16 4.00 0.60 2.60 30.00 15.0 0.10 0.20 2.80 o
PICCO R/L 090.4-10 4.00 1.50 3.50 24.00 9.0 0.10 0.30 4.00 o
PICCO R/L 090.4-16 4.00 1.50 3.50 30.00 15.0 0.10 0.30 4.00 o
PICCO R/L 090.5-10 5.00 1.90 4.40 25.00 9.0 0.15 0.50 5.00 o
PICCO R/L 090.5-15 5.00 1.90 4.40 30.00 14.0 0.15 0.50 5.00 o
PICCO R/L 090.5-20 5.00 1.90 4.40 35.00 19.0 0.15 0.50 5.00 o
* Specify right- or left-hand bars
() Minimum overhang
() Cutting depth maximum
PicCcOcuT v
PICCO R 050 (CBN) S — DCONMS E = r
CBN Tipped Inserts for v [}
Internal Turning, Profiling and WF 8° [+ OHN—=
Chamfering of Hard Steel v — ~
- v e
LI T
20°*\RE  |cDX
SRR R HARDIVIATERIAL
Dimensions
e
Designation DCONMS WF a LF OHN®M CDX@ DMIN RE =
PICCO R 050.3-10B 4.00 0.60 2.60 25.50 10.0 0.20 2.80 0.10 o
PICCO R 050.4-10B 4.00 1.50 3.50 25.50 10.0 0.30 4.00 0.10 o
PICCO R 050.5-15B 5.00 1.90 4.40 31.50 15.0 0.50 5.00 0.15 o
PICCO R 050.6-15B 6.00 2.30 5.30 31.50 15.0 0.50 6.00 0.15 o
PICCO R 050.7-20B 7.00 2.80 6.30 36.50 20.0 0.60 6.80 0.15 [
¢ |tis not recommended to use coolant when machining with CBN tipped tools e Available on request only
) Minimum overhang
(@ Cutting depth maximum
PICCOCUT rggﬁw;;g* .
PICCO R/LHD 050 1 DCONMS ﬁ = /ﬁi
Inserts for Internal Turning ST [} SNy LY
and Chamfering of Hard v 52,[1‘: = <1%A'N
Steel - Up to 65 HRC i ' ,‘ﬁjf
MT 20°\RE tenx
Dimensions
g
Designation DCONMS WF a LF OHN( RE CDX@ DMIN <]
PICCO R/LHD 050.2-5 4.00 - 1.70 19.00 40 0.05 0.10 2.00 o
PICCO R/LHD 050.3-10 4.00 0.60 2.60 24.00 9.0 0.10 0.20 2.80 o
PICCO R/LHD 050.3-16 4.00 0.60 2.60 30.00 15.0 0.10 0.20 2.80 o
PICCO R/LHD 050.4-10 4.00 1.50 3.50 24.00 9.0 0.10 0.30 4.00 o
PICCO R/LHD 050.4-20 4.00 1.50 3.50 34.00 19.0 0.10 0.30 4.00 o
PICCO R/LHD 050.5-10 5.00 1.90 4.40 25.00 9.0 0.15 0.50 5.00 o
PICCO R/LHD 050.5-15 5.00 1.90 4.40 30.00 14.0 0.15 0.50 5.00 o
PICCO R/LHD 050.6-15 6.00 2.30 5.30 30.00 14.0 0.15 0.50 6.00 o
PICCO R/LHD 050.7-20 7.00 2.80 6.30 35.00 19.0 0.15 0.60 6.80 o
PICCO R/LHD 050.7-25 7.00 2.80 6.30 40.00 24.0 0.15 0.60 6.80 °
PICCO R/LHD 050.7-35 7.00 2.80 6.30 50.00 34.0 0.15 0.60 6.80 o

* Specify right- or left-hand bars
() Minimum overhang
(2 Cutting depth maximum

ISCAR




PICCOCUT F LL]
45" LF
PICCO R/L 520 = — ji; L oC
Inserts for Internal Chamfering -t <SS | DCONMS O
B0° RE CDX m
= " N
- Right-hand shown |_
Dimensions =
S
Designation DCONMS WF KAPR() LF RE CDX DMIN e
PICCO R/L 520.0045-15 5.00 1.50 45.0 30.00 0.20 3.50 1.00 o
PICCO R/L 520.0060-15 5.00 1.50 60.0 30.00 0.20 4.00 1.00 o

e Left hand inserts on request
™ Tool cutting edge angle

ITS50RE

Accessories fOALj T O

PLT P DCONMS

Cover Plate Protects the H

Serrated Faces When a r

Single Toolholder is Used Gt

DCONMS H OAL (]
16.00 7.0 14.00 SR M3x12 DIN912
20.00 85 17.00 SR M4x14 DING12
25.00 102 21.00 SR M4x16 DIN7991
32.00 139 28.00 SR M5x20 DIN7991
40.00 17.4 35.00 SR M6x25 DIN7991
50.00 214 4750 SR M8x25 DIN7991
63.00 26.4 62.00 SR M10x30 DIN7991
80.00 33.9 82.50 SR M12x35 DIN7991

Member IMC Group




ITS50RE

BH MB COUPLING SET

LL
o
O
M
n
=

? OR— /r
di d2 o \
P \
\
| Designation | di d2 1 OR
BH MB14 COUPLING SET 14 10 25 -
BH MB16 COUPLING SET 16 10 25 -
BH MB20 COUPLING SET 20 13 3 °
BH MB25 COUPLING SET 25 16 3 -
BH MB32 COUPLING SET 32 20 4 ORM 0075-10
BH MB40 COUPLING SET 40 25 5 ORM 0100-10
BH MB50 COUPLING SET/M5 50 32 6 ORM 0130-10
BH MB63-80 COUPLING SET 63 -80 42 8 OR 2075
BH MB110 COUPLING SET 110 76 14 OR 3112
BHF - SPARE PARTS
IHFF
4 518 2
1 2 3 4 5
- SR M3X6 DIN 912 BH HW 1.5 HANDLE SR M3X4.5 DIN 913
SR M4X8 DIN 912 BH HW 1.5 HANDLE SR M3X4.5 DIN 913
- SR M5X10 DIN 912 BH HW 2.0 HANDLE SR M4X4 DIN 913
SR MeX12 DIN 912 BH HW 2.0 HANDLE SR M4X5 DIN 913
- SR M8X14 DIN 912 - BH HW 2.5 HANDLE SR M5X6 DIN 913 SR
BHNUT 10 SR M10X25 DIN 912 SR M10X16 DIN 913 BH HW 2.5 HANDLE SR M58 DIN 913
BHF - SPARE PARTS
1 3
EFE SR M5X12 DIN 912 SR M10X25 DIN 912
BHF - SPARE PARTS
1 2 3
BHF...-63... SR MBX10 DIN 915
. SR MBX14 DIN 915 SR M10X25 DIN 912 BH HW 3.0 HANDLE
BHF...-125... SR MBX22 DIN 915
BHF - SPARE PARTS
BHF 50 IHAXF 16/AVI/E BHF 32 BL IHAXF 16/AVI/E
IHAXF 8 BHF 50 BL
4 123
1 2 3 4
BHF...-50... SR M5X8 DIN 913 SLEEVE D 8-D16 SR M10X10 DIN 913 BH HW 2.5 HANDLE
SR M58 DIN 913
SR M4X5 DIN 913 BH HW 2.0 HANDLE
SHESSE B SR M5X12 DIN 913
BHF...-50... BL SR M5X8 DIN 913 SLEEVE D 8-D16 SR M10X10 DIN 913 BH HW 2.5 HANDLE

ISCAR




ITS50RE

BHE MB - SPARE PARTS

USER GUIDE

BHE MB14-14X30
BHE MB16-16X34
BHE MB20-20X40

BHE MB25-25X50

BHE MB32-32X63
BHE MB40-40X80
BHE MB50-50X80
BHE MB63-63X89
BHE MB80-80X104

BHE - SPARE PARTS

BHE MB50-50X80
BHE MB63-63X89

BHE MB80-80X104

BHE - SPARE PARTS

BHE MB32-32X53 H

BHE MB50-50X60 H
BHE MB50-50X80
BHE MB63-63X89
BHE MB80-80X104

1 2 3 4 5
SR M3X6 DIN 912 = BH HW 1.5 HANDLE SR M3X3.5 DIN 913
SR M3X6 DIN 912 BH HW 1.5 HANDLE SR M3X4.5 DIN 913
SR M4X8 DIN 912 - BHHW 1.5 HANDLE SR M3X4.5 DIN 913
SR M5X10 DIN 912 BH HW 1.5 HANDLE SR M4X4 DIN 913
SR M6X12 DIN 912 = BH HW 2.5 HANDLE SR M5X5 DIN 913
- SR M8X14 DIN 912 - BH HW 3.0 HANDLE SR M6X6 DIN 913
BH NUT 10 SR M10X25 DIN 912 SR M10X16 DIN 913 BH HW 3.0 HANDLE SR M6X8 DIN 913
= SR M10X20 DIN 912 = BH HW 3.0 HANDLE SR M6X8 DIN 913
SR M10X25 DIN 912 - BH HW 3.0 HANDLE SR M6X12 DIN 913
IHRF BW.
By
3
1 2 3
SR M5X12 DIN 912
SR M5X25 DIN 912 SR M10X20 DIN 912 SR M10X25 DIN 912
4
i SIN[EE £ 401 IHAXF 18/AVI/E BHE MB63-63X89 IHAXF 18/AVI/E
DI | s BHE MBB0-80X104
Fo[Te®
123
1 3
1 2 3 4
SR M5X5 DIN 913 - SR M5X8 DIN 913
SR M5X5 DIN 913 = SR M5X12 DIN 913 BHHW 25 HANDLE
SR M6X8 DIN 913 SLEEVE D 8-D16 SR M10X10 DIN 913
SR M6X8 DIN 913 SLEEVE D 8-D16 SR M10X10 DIN 913
SR M6X8 DIN 913 = SR M6X6 DIN 913 BH HIV 3.0 HANDLE
SR M6X12 DIN 913 SR M6X6 DIN 913

Member IMC Group
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=

ITS50RE

BHC - SPARE PARTS

USER GUIDE

BHC

Designation | 1 2 3 4 5
BHC MB25-25X57 SR M4x8 DIN 913 BH SR M4X11 DIN 912 PT BH NUT-BHC MB25 BH HW 2.0 HANDLE SR M4X5 DIN 913
BHC MB32-32X71 SR M5X10 DIN 913 BH SR M5X12.5 DIN 912 PT BH NUT-BHC MB32 BH HW 2.5 HANDLE SR M5X5 DIN 913
BHC MB40-40X90 SR M6X12 DIN 913 BH SR M6X16 DIN 912 PT BH NUT-BHC MB40 BH HW 3.0 HANDLE SR M6X6 DIN 913
BHC MB50-50X87 SR M6X14 DIN 913 BH SR M8X20 DIN 912 PT BH NUT-BHC MB50 BH HW 3.0 HANDLE SR M6X8 DIN 913
BHC MB63-63X109 SR M6X16 DIN 913 BH SR M10X26 DIN 912 PT BH NUT-BHC MB63 BH HW 3.0 HANDLE SR M6X8 DIN 913
BHC MB80-80X130 SR M6X20 DIN 913 BH SR M12X30 DIN 912 PT BH NUT-BHC MB80 BH HW 3.0 HANDLE SR M6X12 DIN 913
BHR - SPARE PARTS (_, : © . |E®/ |
fig.1 \ 2 2 ]
>‘ 1 |F IHFR CH ‘ ——— IHRF BW
=1 S..
BHR —|
©
{ | 3
\ 2
fig.2 \‘
/ H
L 1
| Designation | 1 2 3
BHR MB16...16 BH NUT BHR MB16 SR M3X14 DIN912 SR M3X4 DIN913
BHR MB20...20 BH NUT BHR MB20 SR M4X15 DIN912 SR M3X5 DIN913
BHR MB25...25 BH NUT BHR MB25 SR M4X20 DIN912 SR M3X8 DIN913
BHR MB32...32 BH NUT BHR MB32 SR M5X25 DIN912 SR M4X12 DIN913
BHR MB40...50 BH NUT BHR MB40 SR M6X30 DIN912 SR M5X14 DIN913
BHR MB50...50 BH NUT BHR MB50 SR MB8X35 DIN912 SR M5X12 DIN913
BHR MB50...63 BH NUT BHR MB63 SR M10X40 DIN912 SR M6X16 DIN913
BHR MB63...63 BH NUT BHR MB63 SR M10X40 DIN912 SR M6X16 DIN913
BHR MB80...80 BH NUT BHR MB80 SR M12X45 DIN912 SR M8X25 DIN913
TCH AL - SPARE PARTS
(Rough Boring) ISR 161-800 BW
4
5 4 3 4
H...160-800 H...160-800
4 7
1 8
6 1
TCH AL I — 2
—— T
Designation | 1 2 3 4
TCH AL 200-300-400
TCH AL 500-600-700-800 BH TCH NUT A BH TCH NUT B BH TCH NUT C SR M12X40 DIN 912
| Designation | 5 6 7 8
TCH AL 200 SR M8X40 DIN 915 SR M12X35 DIN 912 BH SERRATED PLATE 200 SR M8X25 DIN 912
TCH AL 300 SR M8X40 DIN 915 SR M12X35 DIN 912 BH SERRATED PLATE 300 SR M8X25 DIN 912
TCH AL 400 SR M8X40 DIN 915 SR M12X35 DIN 912 BH SERRATED PLATE 400-700 SR M8X20 DIN 912
TCH AL 500-600-700-800 SR M8X40 DIN 915 SR M16X50 DIN 912 BH SERRATED PLATE 400-700 SR M8X25 DIN 912

ISCAR



ITSB0RE USER GUIDE

TCH AL - SPARE PARTS IHFF..., IHRF...

(Fine Boring) IHRF...CH, IHRF...BV\;

— g

11

BHF L200 -
! - !
2
6

CWwW 200

LL
o
O
M
n
=

1 2 3 4 5

TCH AL 200-300-400

TCH AL 500-600-700-800 BH TCH NUT A BH TCH NUT B BH TCH NUT C SR M12X40 DIN 912 SR M8X40 DIN 915
6 7 8 9 10 11
TCH AL 200 SR M12X35 DIN 912 BH SERRATED PLATE 200 SRMBX25 DIN912 SR M10X20 DIN 912 SR M6X8 DIN 915 BH HW 3.0 HANDLE
TCH AL 300 SR M12X35 DIN 912 BH SERRATED PLATE 300 SRMBX25 DIN912 SR M10X20 DIN 912 SR M6X8 DIN 915 BH HW 3.0 HANDLE
TCH AL 400 SR M12X35 DIN 912 BH SERRATED PLATE 400-700  SRM8X20 DIN 912 SR M10X20 DIN 912 SR M6X8 DIN 915 BH HW 3.0 HANDLE
TCH AL 500-600-700-800 SR M16X50 DIN 912 BH SERRATED PLATE 400-700  SRM8X25DIN912 SR M10X20 DIN 912 SR M6X8 DIN 915 BH HW 3.0 HANDLE

ADBH - SPARE PARTS

1
ADBH 30XD16 TSR MBX8 DN 915

BBH-D - SPARE PARTS

IHRF..

=

] 2

BBH D16-53 SR M5X12 DIN 912 WASHER DIN 125A M5
BBH D16-105 SR M5X12 DIN 912 WASHER DIN 125A M5

BHFH - SPARE PARTS IHRF...CH.. HRE...BW..

1
BHFH 30X75
BHFH 40X133 SR M10X18 DIN 912
BHFH 30X93

BHFH 40X200
BHFH 30X135
BHFH 40X300
BHFH 40X400

SR M10X25 DIN 912
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ITS50RE

BHEH - SPARE PARTS

BHEH 24x75

BHEH 28x80

BHEH 28x108
BHEH 28x148

SR M10X20 DIN 912

SR M10X25 DIN 912

EMH - SPARE PARTS

Screw

Screw

USER GUIDE

Screw #1 Screw # 2
EMH MB 50-6 EMH 50-6 SCREW M6x10 EM SCREW
EMH MB 50-8 EMH 50-8 SCREW M8x10 EM SCREW
EMH MB 50-10 EMH 50-10 SCREW M10x12 EM SCREW
EMH MB 50-12 EMH 50-12 SCREW M12x16 EM SCREW
EMH MB 50-14 EMH 50-14 SCREW M14x16 EM SCREW
EMH MB 50-16 EMH 50-16 SCREW M14x16 EM SCREW
EMH MB 50-20 EMH 50-20 SCREW M16x16 EM SCREW
EMH MB 63-16 EMH 63-16 SCREW M14x16 EM SCREW
EMH MB 63-20 EMH 63-20 SCREW M16x16 EM SCREW
EMH MB 63-25 EMH 63-25 SCREW M18x20 EM SCREW
EMH MB 63-32 EME 63-32 SCREW M18x20 EM SCREW
EMH MB 80-40 EMH 80-40 SCREW M20x20 EM SCREW
BH WASHER - SPARE
PARTS I
For Kit BHE 1515 :
— 6.9
For K BHE
KIT BHE MB50-50X80
KIT BHE MB63-63X89
BH WASHER [H..50 KIT BHE MB80-80X104
KIT BHF MB50-50X80 6-108
CC - SPARE PARTS
Components for CC MB
1 2 Wrench
CC MB16-ER11M CC MB16 SCREW NUT ER11 MINI WRENCH ER11 MINI
CC MB20-ER16M CC MB20 SCREW NUT ER16 MINI WRENCH ER16 MINI
CC MB25-ER20M CC MB25 SCREW NUT ER20 MINI WRENCH ER20 MINI
CC MB32-ER25M CC MB32 SCREW NUT ER25 MINI WRENCH ER25 MINI
CC MB40-ER25 CC MB40 SCREW NUT ER25 TOP WRENCH ER25
CC MB50-ER25 CC MB50 SCREW NUT ER25 TOP WRENCH ER25
CC MB50-ER32 CC MB50 SCREW NUT ER32 TOP WRENCH ER32
CC MB63-ER32 CC MB63 SCREW NUT ER32 TOP WRENCH ER32
CC MB63-ER40 CC MB63 SCREW NUT ER40 TOP WRENCH ER40
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A
BHR Rough Boring Cutting Data 8
Boring Range Boring Range Boring Range
18-28 28-50 50-68 @p)]
o Workpiece Hardness 0verhang ap (mm) 0.5-1.2 1.2-2.5 0.8-1.5 1.5-2.5 0.8-1.5 1.5-3.0 |:
2| Material HB LDRED/BDRED | RE (Radius) 0.2 0.4 0.2-0.4 0.4 0.2-0.4 0.4-0.8
2.5 Ve (m/min) 150-180 120-150 160-200 140-170 160-200 140-180
oo f (mm/rev) 0.1-0.2 0.08-0.2 0.15-0.2 0.15-0.2 0.15-0.25 0.08-0.2
4 Ve (m/min) 140-160 100-140 160-180 120-150 160-180 120-150
Carbon Steel | HB<200 o f(mmievy | 01-018 | 008015 | 01012 | 00801 | 01-012 | 00801
6.3 Ve (m/min) 60-80 40-60 60-90 50-60 70-90 50-70
° f (mm/rev) 0.06-0.12 0.06-0.1 0.06-0.12 0.06-0.1 0.06-0.1 0.06-0.1
2.5 Ve (m/min) 130-160 100-130 140-180 120-160 140-180 120-160
(L f (mm/rev) 0.08-0.15 | 0.08-0.12 0.08-0.2 0.06-0.12 | 0.08-0.25 | 0.08-0.18
Carbon Steel | HB>200 4 Ve (m/min) 110-140 80-110 100-140 80-120 100-140 80-120
oo f (mm/rev) 0.08-0.12 0.08-0.1 0.08-0.15 | 0.06-0.15 0.08-0.2 0.06-0.15
6.3 Ve (m/min) 70-90 60-70 80-100 60-80 80-100 60-80
o f (mm/rev) 0.08-0.1 0.06-0.08 0.06-0.1 0.06-0.08 | 0.08-0.15 0.06-0.1
Boring Range Boring Range Boring Range
68-120 120-200 200-500
o Workpiece | Hardness 0verhang ap (mm) 0.8-1.5 1.5-3.5 0.8-2.0 2.0-3.5 0.8-2.0 2.0-4.0
L| Material HB LDRED/BDRED | RE (Radius) 0.2-0.4 0.4-0.8 0.2-0.4 R=0.4-0.8 | R=0.2-0.4 | R=0.4-0.8
25 Ve (m/min) 160-220 150-180 180-250 160-200 220-280 200-220
oo f (mm/rev) 0.15-0.25 0.08-0.2 0.15-0.3 0.1-0.2 0.15-0.3 0.1-0.15
Carbon Steel | HB<200 4 Ve (m/min) 140-180 120-150 160-200 140-180 NR. NER.
oo f (mm/rev) 0.08-0.2 0.08-0.15 0.1-0.2 0.08-0.15
6.3 Ve (m/min) 70-100 50-70
° f (mm/rev) 0.06-0.1 0.06-0.1 N.R N.R N.R N.R
2.5 Ve (m/min) 140-180 120-160 150-170 100-140 100-140 80-120
oo f (mm/rev) 0.15-0.3 0.12-0.2 0.15-0.25 0.1-0.2 0.15-0.3 0.1-0.2
Carbon Steel | HB>200 4 Ve (m/min) 120-150 100-140 100-130 80-110 NR NA
oo f (mm/rev) 0.1-0.2 0.1-0.18 0.08-0.2 0.08-0.12
6.3 Ve (m/min) 80-100 60-80 NR NR NR NR
° f (mm/rev) 0.08-0.12 0.08-0.12 o o o o
N.R. = Not Recommended
Stability
eee Good
ee Normal
° Poor
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In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
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8 BHR Rough Boring Cutting Data
Boring Range Boring Range Boring Range
@) 18-28 28-50 50-68
m| | Workpiece | Hardness |  Overhang 2 (mm) 0.5-1.0 1.0-18 0.5-1.0 1018 | 0512 12-2.0
2| Material HB LDRED/BDRED | RE (Radius) 0.2 0.4 0.2-0.4 0.4 0.2-0.4 0.4-0.8
2.5 Ve (m/min) 140-160 90-120 150-180 100-130 160-200 140-180
oo f (mm/rev) 0.08-0.18 0.08-0.15 0.08-0.2 0.08-0.18 0.1-0.25 0.1-0.15
Garbon Steel | HB<200 4 Ve (m/min) 100-130 70-100 110-150 90-120 140-180 100-130
oo f (mm/rev) 0.08-0.15 0.06-0.12 0.08-0.18 0.08-0.15 0.8-0.18 0.08-0.12
6.3 Ve (m/min) 80-100 60-90 80-100 70-90 100-140 80-120
(] f (mm/rev) 0.08-0.15 0.06-0.1 0.06-0.12 0.06-0.12 0.6-0.15 0.08-0.1
2.5 Ve (m/min) 130-150 120-140 130-150 120-140 140-170 120-150
(L f (mm/rev) 0.08-0.18 0.06-0.15 0.08-0.18 0.06-0.15 0.08-0.2 0.08-0.18
Carbon Steel | HB>200 4 Ve (m/min) 100-130 100-120 100-130 100-120 120-150 100-120
oo f (mm/rev) 0.08-0.15 0.06-0.13 0.08-0.15 0.06-0.13 0.08-0.18 0.08-0.15
6.3 Ve (m/min) 80-100 70-90 80-100 70-90 100-120 70-90
o f (mm/rev) 0.08-0.12 0.06-0.11 0.08-0.12 0.06-0.11 0.08-0.12 0.06-0.11
Boring Range Boring Range Boring Range
68-120 120-200 200-500
Workpiece | Hardness 0verhang ap (mm) 1.8 25 0.8-2.0 2.0-3.5 0.8-2.0 2.0-4.0
Material HB LDRED/BDRED | RE (Radius) 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
25 Ve (m/min) 160-220 140-180 160-220 140-180 160-220 140-180
oo f (mm/rev) 0.1-0.3 0.1-0.25 0.1-0.3 0.1-0.25 0.1-0.35 0.1-0.3
Carbon Steel | HB<200 4 Ve (m/min) 150-200 120-160 120-160 120-160 NR NR
oo f (mm/rev) 0.1-0.2 0.08-0.18 0.1-0.2 0.08-0.18
6.3 Ve (m/min) 100-140 100-140
° f (mm/rev) 0.08-0.18 | 0.08-0.15 N.R N.R N.R N.R
2.5 Ve (m/min) 160-200 140-180 140-200 140-180 140-200 140-180
oo f (mm/rev) 0.1-0.3 0.01-0.25 | 0.01-0.35 0.01-0.3 0.01-0.35 0.01-0.3
Carbon Steel | HB>200 4 Ve (m/min) 140-160 120-140 150-180 120-140 NR NR
oo f (mm/rev) 0.08-0.2 0.08-0.15 | 0.08-0.12 | 0.08-0.12
6.3 Ve (m/min) 100-120 70-90 NR NR NR NR
° f (mm/rev) 0.08-0.16 | 0.08-0.12

N.R. = Not Recommended
Stability
eee Good

ee Normal

° Poor

0[]

IHSR IHSR PLT IHSR

L]
A
T

_
L
|

In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
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A
BHR Rough Boring Cutting Data 8
Boring Range Boring Range Boring Range
18-28 28-50 50-68 @)
o| Workpiece | Hardness Overhang ap (mm) 0.5-1.0 1.0-1.8 0.5-1.0 1.0-1.8 0.5-1.2 1.2-2.0 |:
€| Material HB LDRED/BDRED | RE (Radius) 0.2 0.4 0.2-0.4 0.4 0.2-0.4 0.4-0.8
2.5 Ve (m/min) 100-150 110-130 120-160 100-150 120-160 110-160
oo f (mm/rev) 0.08-0.15 | 0.06-0.12 | 0.08-0.18 | 0.06-0.12 | 0.08-0.25 | 0.08-0.18
Stainless Ferritic & 4 Ve (m/min) 90-130 90-120 100-140 90-140 100-150 80-120
Steel Martensitic oo f (mm/rev) 0.08-0.12 0.06-0.1 0.08-0.12 0.06-0.1 0.08-0.18 | 0.08-0.12
6.3 Ve (M/min) 60-90 50-70 60-90 50-70 70-100 50-70
° f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.12 0.06-0.1 0.06-0.15 0.08-0.1
2.5 Ve (m/min) 110-130 100-130 120-150 110-140 110-160 100-150
oo f (mm/rev) 0.08-0.15 | 0.06-0.12 | 0.08-0.18 | 0.06-0.12 | 0.08-0.25 | 0.06-0.12
Stainless Austentic 4 Ve (m/min) 80-110 80-110 90-130 90-120 100-150 90-130
Steel oo f (mm/rev) 0.08-0.12 0.06-0.1 0.08-0.12 0.06-0.1 0.08-0.18 0.06-0.1
6.3 Ve (m/min) 60-90 50-70 60-90 50-70 70-100 50-70
M o f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.12 0.06-0.1 0.06-0.15 0.06-0.1
2.5 Ve (M/min) 90-130 100-130 120-150 110-140 120-160 100-150
oo f (mm/rev) 0.08-0.15 | 0.06-0.12 | 0.08-0.18 | 0.06-0.12 | 0.08-0.25 | 0.06-0.12
Stgiilsetss Ferritic & 4 Ve (M/min) 70-110 80-110 90-130 90-120 100-150 90-130
Steel Martensitic oo f (mm/rev) 0.08-0.12 0.06-0.1 0.08-0.12 0.06-0.1 0.08-0.18 0.06-0.1
6.3 Ve (m/min) 60-90 50-70 60-90 50-70 70-100 50-70
o f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.12 0.06-0.1 0.06-0.15 0.06-0.1
2.5 Ve (m/min) 80-120 70-110 100-150 90-140 110-150 100-150
oo f (mm/rev) 0.08-0.15 | 0.06-0.12 | 0.08-0.18 0.06-0.1 0.08-0.25 | 0.06-0.12
Stgiilsefss Austernitic 4 Ve (m/min) 70-100 70-100 80-130 70-120 90-140 90-130
Steel oo f (mm/rev) 0.08-0.12 0.06-0.1 0.08-0.12 0.06-0.1 0.08-0.18 0.06-0.1
6.3 Ve (M/min) 60-90 50-70 60-90 50-70 70-100 50-70
L f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.12 0.06-0.1 0.06-0.15 0.06-0.1
N.R. = Not Recommended
Stability
®00 Good
®®  Normal
° Poor
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In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
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8 BHR Rough Boring Cutting Data
Boring Range Boring Range Boring Range
CD 68-120 120-200 200-500
|: o!| Workpiece | Hardness Overhang ap (mm) 0.8-1.8 1.8-2.5 0.8-2.0 2.0-3.0 0.8-2.0 2.0-3.5
€| Material HB LDRED/BDRED | RE (Radius) 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
2.5 Ve (m/min) 130-220 120-200 140-220 120-180 150-220 120-20
oo f (mm/rev) 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25
Stainless Ferritic & 4 Ve (m/min) 100-160 90-140 120-180 90-140 NR NR
Steel Martensitic oo f(mm/rev) | 0.08-0.25 | 0.08-0.18 | 0.08-0.25 | 0.08-0.18 ' '
6.3 Ve (M/min) 70-100 50-70
° f (mm/rev) 0.08-0.2 0.08-0.15 N.R N.R N.R N.R
2.5 Ve (m/min) 120-200 100-160 120-200 100-160 120-200 100-180
ooe f (mm/rev) 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25
Stainless Austentio 4 Ve (M/min) 100-150 90-140 100-160 90-140 NR NR
Steel oo f (mm/rev) 0.08-0.25 | 0.08-0.18 | 0.08-0.25 | 0.08-0.18
6.3 Ve (m/min) 70-100 50-70 NR NR NR NR
M o f (mm/rev) 0.08-0.2 0.08-0.15
2.5 Ve (M/min) 130-200 120-180 140-200 120-160 140-200 120-180
eoe f (mm/rev) 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25
St;;irawlfetss Ferritic & 4 Ve (M/min) 110-150 90-150 100-160 90-140 NR NR
Steol Martensitic oo f (mm/rev) 0.08-0.25 | 0.08-0.18 | 0.08-0.25 | 0.08-0.18 ' '
6.3 Ve (m/min) 70-100 50-70 NR NR NR NR
° f (mm/rev) 0.08-0.2 0.08-0.15
2.5 Ve (m/min) 130-180 120-180 120-200 100-160 120-200 100-180
ooe f (mm/rev) 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25 0.08-0.3 0.08-0.25
Stgilsetss Alstenic 4 Ve (m/min) 100-140 90-140 100-160 90-140 NR NR
Steel oo f (mm/rev) 0.08-0.25 | 0.08-0.18 | 0.08-0.25 | 0.08-0.18
6.3 Ve (m/min) 70-190 50-70
o f (mm/rev) 0.08-0.2 0.08-0.15 N.R N.R N.R N.R
N.R. = Not Recommended
Stability
®09 Good
®®  Normal
° Poor

IHSR IHSR PLT IHSR

In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
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BHR Rough Boring Cutting Data 8
Boring Range Boring Range Boring Range
18-28 28-50 50-68 @p)
o | Workpiece | Hardness Overhang 2p (mm) 0.5-1.0 1.0-1.8 0.5-1.0 1.0-1.8 0.5-1.2 1.2-2.0 |:
@| Material HB LDRED/BDRED | RE (Radius) | 0.2-0.4 0.4 0.2-0.4 0.4 0.2-0.4 0.4-0.8
25 Vo (m/min) | 120-160 | 100-140 | 120-180 | 110-150 | 120-180 | 110-150
eoo f(mm/ev) | 0.06-0.15 | 0.06-0.18 | 0.06-0.15 | 0.06-0.12 | 0.08-0.2 | 0.08-0.12
?ﬁiﬁ g%st HB200 4 Vo (m/min) | 100-140 | 80-120 | 100-150 | 80-120 | 100-150 | 80-120
g o f(mm/ev) | 0.06-0.12 | 0.06-0.1 | 0.06-0.12 | 0.06-0.1 | 0.08-0.12 | 0.08-0.1
6.3 Ve (m/min) 70-100 60-90 70-100 60-90 70-100 60-90
. f(mm/ev) | 006-0.1 | 006-0.1 | 006-0.1 | 0.06-0.1 | 0.08-0.1 | 0.08-0.1
25 Ve (/min) | 140-200 | 140-200 | 140-220 | 160-250 | 180-220 | 200-280
Y f(mm/ev) | 0.06-0.15 | 0.06-0.18 | 0.06-0.15 | 0.06-0.18 | 0.08-02 | 0.1-0.25
Glrrgx (G)ZSt 2 Vo (m/min) | 120-160 | 120-160 | 120-180 | 140-200 | 140180 | 180-220
Rl o f(mm/ev) | 0.06-0.12 | 0.06-0.14 | 0.06-0.12 | 0.06-0.14 | 0.08-0.12 | 0.08-0.2
6.3 Ve (m/min) 70-100 60-90 70-100 60-90 60-100 60-120
. f(mm/iev) | 006-0.1 | 006-0.1 | 006-0.1 | 0.06-0.1 | 0.08-0.1 | 0.08-0.1
25 Vo (m/min) | 120-180 | 120-180 | 120-200 | 140-220 | 180-220 | 180-240
eee f(mm/ev) | 0.06-0.15 | 0.06-0.18 | 0.06-0.15 | 0.06-0.18 | 0.08-0.18 | 0.1-0.2
Cast Iron | Spheroidal 4 Ve (Mm/min) 120-160 120-160 120-180 140-200 140-200 160-220
GGG | & Graphite e f(mm/ev) | 0.06-0.12 | 0.06-0.14 | 0.06-0.12 | 0.06-0.14 | 0.08-0.12 | 0.08-0.18
6.3 Ve (m/min) | 60-100 60-90 60-100 60-90 60-90 60-100
. f(mm/iev) | 006-0.1 | 006-0.1 | 006-0.1 | 006-0.1 | 008-0.1 | 0.08-0.1
Boring Range Boring Range Boring Range
68-120 120-200 50-68
o | Workpiece | Hardness Overhang 20 (mm) 0.8-1.8 1.8-25 0.8-2.0 2.0-3.0 0.8-2.0 2.0-35
@| Material HB LDRED/BDRED | RE (Radius) | 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
25 Ve (m/min) | 120-200 | 110-150 | 150-250 | 180-280 | 150-250 | 180-280
Y f(mm/ey) | 0.08-025 | 0.08-0.3 | 0.08-0.25 | 0.08-0.35 | 0.08-0.25 | 0.08-0.35
Gﬁﬁ (C;gt 5200 2 Ve (/min) | 100-160 | 80-120 | 120170 | 120170 . .
hyigsis o f(mm/ev) | 0.08-0.18 | 0.08-02 | 0.08-0.18 | 0.08-0.25
6.3 Ve (m/min) 70-100 60-90
. f(mm/ev) | 0.08-0.15 | 0.08-0.12 N.R NA N.R N.R
25 Vo (/min) | 250-300 | 250-350 | 250-350 | 250-350 | 250-350 | 250-350
eee f(mm/ev) | 0.12-0.35 | 0.12-0.35 | 0.15-03 | 01504 | 01503 | 0.15-0.4
(’;rrgz ge(‘;t 4 Vo (/min) | 200-270 | 230-300 | 200-300 | 200-270 R R
ol o f(mm/iey) | 01-025 | 012-03 | 0.15-0.3 | 0.15-0.35
6.3 Ve (m/min) 70-150 60-120
. f(mm/iey) | 01-0.15 | 0.12-0.25 N.R NA N.R N.R
25 Vo (m/min) | 200-240 | 200-280 | 200-280 | 220-300 | 220-300 | 220-300
eoe f(mm/rev) | 01203 | 01203 | 01503 | 015035 | 01503 | 0.15-0.35
Cast Iron | Spheroidal 4 Vo (/min) | 160-220 | 180-240 | 180-250 | 200-270 \R R
GGG | & Graphite o f (mm/rev) 01-02 | 012025 | 012-02 | 0.15-0.35 ' '
6.3 Ve (m/min) | 60-100 60-100
° f (mm/rev) 0.1-0.15 0.12-0.2 N.R NA N.R N.R
N.R. = Not Recommended
Stability
®0e (ood
®® Normal
L4 Poor

In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
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8 BHR Rough Boring Cutting Data
Boring Range Boring Range Boring Range
N 18-28 28-50 50-68
— o| Workpiece | Hardness |  Overhang 2 (mm) 0515 | 1525 | 0515 | 1525 | 0520 | 1230
€| Material HB LDRED/BDRED | RE (Radius) 0.2-0.4 0.4 0.2-0.4 0.4 0.2-0.4 0.4-0.8
2.5 Ve (m/min) 200-300 240-350 200-300 240-350 200-300 240-35
ooo f (mm/rev) 0.06-0.2 0.06-0.25 0.06-0.2 0.06-0.25 | 0.06-0.25 0.06-0.3
Aluminum . 4 Ve (m/min) 150-220 150-220 150-220 150-220 150-220 150-220
/ Cast >12sl (1) f (mm/rev) 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2
6.3 Ve (m/min) 60-100 60-100 60-100 60-100 60-100 60-100
° f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
2.5 Ve (m/min) 180-250 220-280 180-250 220-280 180-250 220-280
ooo f (mm/rev) 0.06-0.2 0.06-0.25 | 0.06-0.25 | 0.06-0.25 | 0.06-0.25 0.06-0.3
Aluminum , 4 Ve (m/min) 120-220 120-220 120-220 120-220 120-220 120-220
/ Cast <12l (1 f (mm/rev) 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.2 0.06-0.25
6.3 Ve (m/min) 60-100 60-100 60-100 60-100 60-100 60-100
. f (mm/rev) 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1 0.06-0.1
Boring Range Boring Range Boring Range
68-120 120-200 200-500
o| Workpiece | Hardness | Overhang ap (mm) 0830 | 1840 | 0830 | 2040 | 0830 | 20-45
Material HB LDRED/BDRED | RE (Radius) 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8 0.2-0.4 0.4-0.8
2.5 Ve (m/min) 200-300 240-350 200-300 240-350 200-300 240-350
ooo f (mm/rev) 0.06-0.25 0.06-0.3 0.06-0.25 0.06-0.4 0.06-0.25 0.06-0.4
Aluminum . 4 Ve (m/min) 1560-220 150-220 150-220 150-220
/ Cast >12si o f(mmirev) | 00602 | 00602 | 00602 | 0.06-0.2 N.R N.R
6.3 Ve (m/min) 60-100 60-100
o f (mm/rev) 0.06-0.1 0.06-0.1 N.R N.R N.R N.R
2.5 Ve (m/min) 180-250 220-280 180-250 220-280 180-250 220-280
ooo f (mm/rev) 0.06-0.25 0.06-0.3 0.06-0.3 0.06-0.4 0.06-0.3 0.06-0.4
Aluminum , 4 Ve (m/min) 120-220 120-220 120-220 120-220
/ Cast <izs oo f(mmiev) | 00602 | 00602 | 0.06-02 | 00602 N.A N.A
6.3 Ve (m/min) 60-100 60-100
° f (mm/rev) 0.06-0.1 0.06-0.1 N.R N.R N.R N.R
N.R. = Not Recommended
Stability
008 Good
®®  Normal
L Poor

Cutting Conditions
Cutting Conditions for BHR Rough Boring Heads

==, .

il L A
HSR | [HSR 2 7
IHCR_ | L IHSR
Twin boring cutters with the same cutting diameter Twin boring cutters with different cutting diameters and heights (Z=1)
~BDRED = B Working Range ap Steel ap Cast Iron, Aluminum
18-28 ap- 152 ap-2-25
28-50 ap - 2-3 ap - 2.5-3.5
50-68 ap - 3-4 ap-3.5-5
le_gall<® 68-200 ap - 4-5 ap - 5-7
200-500 ap-5-6 ap - 6-8

It's advisable to start with B holezboring bar diameter d

ISCAR
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Cutting Conditions for Boring Operations with BHC Combi Rough and Fine 8
Cutting | Feed fn=mm/rev Cutting Depth mm
o Boring Depthto | Working | Speed Roughing @)D)]
o | Material Diameter Ratio Conditions | Vc=m/min | RE=0.2 | RE=0.4 |Carbide Grade| Finishing | ©028-746 | ©46-075 |J75-0160 I—
Carbon Steel LDRED/BDRED = 2.5 good 160-250 | 0.1-0.2 [ 0.1-0.2 =
HB < 200 LDRED/BDRED = 4 normal 120-180 | 0.1-0.2 | 0.1-0.2 | 1C807,1C908, | 0.15-0.3 1.5 2 2.5
LDRED/BDRED = 6.3 difficult 70-100 [*0.1-0.15| 0.1-0.2 [IC520N, IC20N,
Carbon Steel LDRED/BDRED = 2.5 good 140-200 | 0.1-0.2 | 0.1-0.2 [IC30N, IC8150,
HB > 200 LDRED/BDRED = 4 nlorlmal 100-160 | 0.1-0.2 | 0.1-0.2 |IC8250, IC3028| 0.15-0.3 1.5 2 2.5
LDRED/BDRED = 6.3 difficult 70-100 |*0.1-0.15{ 0.1-0.2
Stainless LDRED/BDRED = 2.5 good 100-140 | 0.1-0.2 |0.1 -0.2 1C807. IC30N
M| Steel AlSI LDRED/BDRED = 4 normal 80-110 [ 0.1-0.2 |0.1-0.2 ICé028 "1 0.15-0.3 1.5 2 2.5
304-316 LDRED/BDRED = 6.3 difficult 60-90 |*0.1-0.15[ 0.1-0.2
LDRED/BDRED = 2.5 good 120-160 | 0.1-0.2 |0.1 -0.2 IB55. 10908
Cast Iron LDRED/BDRED = 4 normal 90-120 | 0.1-0.2 |0.1 -0.2 IC5065 IC42]8 0.15-0.3 2 2.5 8
LDRED/BDRED = 6.3 difficult 60-90 |*0.1-0.15[ 0.1-0.2 '
LDRED/BDRED = 2.5 good 250-350 | 0.1-0.2 | 0.1-0.2
Aluminum LDRED/BDRED = 4 normal 160-250 | 0.1-0.2 | 0.1-0.2 ID5, IC20 0.15-0.3 2 2.5 3
LDRED/BDRED = 6.3 difficult 100-150 |*0.1-0.15/ 0.1-0.2
* Only for finishing Inserts.
** Use inserts with the same corner radii for both roughing and finishing inserts
Ve Cutting speed (m/min)
D  Diameter of workpiece (mm)
n  Number of revolutions / min' (rev./min)
Vs Feed rate (mm/min.)
fn Feed / rev/ (mm/rev)
[l 3.14
[]:D:n
Ve= 600 !
LDRED [ il
’— ) - ‘ —| BDRED [«
Ty o ? n= Vc 1000 LoRED
® ] =TT .
BDRED
Vf= n-fn
0.2
ap roughing ap finishing
In case of a single or a stepped boring cutter configuration, only half the feed should be applied.
Cutting Conditions for BHD / BHF / BHE Fine Boring Heads
N
an |
0.1-0.25
Feed f=mm/rev
o Cutting Speed Insert Radius
¥ | Material LDRED/BDRED Stability Ve=m/min RE=0.2 RE=0.4 Insert Grade
Carbon Steel LDRED/BDRED=2.5 good 200-300 0.05-0.08 0.08-0.10 IC20N
HB<200 | DRED/BDRED=4 nprmal 160-250 0.05-0.08 0.08-0.10 IC30N
LDRED/BDRED=6.3 difficult 70-100 0.05-0.08 - IC54
Carbon Steel LDRED/BDRED=2.5 good 160-250 0.05-0.08 0.08-0.10 IC20N
HB<200 | DRED/BDRED=4 nlorlmal 150-200 0.05-0.08 0.08-0.10 IC30N
LDRED/BDRED=6.3 difficult 70-100 0.05-0.08 -
. LDRED/BDRED=2.5 good 120-160 0.05-0.08 0.08-0.10 IC54
M S;%T'géjztfg' LDRED/BDRED=4 normal 100-140 0.05-0.08 0.08-0.10
LDRED/BDRED=6.3 difficult 70-100 0.05-0.08 -
LDRED/BDRED=2.5 good 120-160 0.05-0.08 0.08-0.10 IC20
Cast Iron LDRED/BDRED=4 normal 100-140 0.05-0.08 0.08-0.10
LDRED/BDRED=6.3 difficult 70-100 0.05-0.08 -
LDRED/BDRED=2.5 good 300-400 0.05-0.08 0.08-0.10 IC20
Aluminum | DRED/BDRED=4 normal 250-350 0.05-0.08 0.08-0.10
L DRED/BDRED=6.3 difficult 100-150 0.05-0.08 -
M a,=0.1 min
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Fine Boring Head Range
2 pm Direct Diametric Adjustment

BHF MB50-80x94
BHF MB80-80x94
22.5-160
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n
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2pum

3 21
[ee] o
o Mg
gl e == 4 ¥ op5-4
©| o 22
o O 7| IHAXF2.5-4/8
= o4
]
SLEEVED8-D16 | — === .
IHAXF 4- 6/8
9 29 9 36 9 45
e o . © 2l © 5l
= == ' o6-8
IHAXF 6- 8/16 IHAXF 8- 8-AVI IHAXF 6- 8-E
52.5 | % &_‘ 60
I = B 9510

IHAXF 8-10/16 IHAXF 8-10-AVI IHAXF 8-10-E

‘ 43 60 75
— ﬁ =i Bl fg10-12
IHAXF 10-12/16

) |
0

L

\ IHAXF 10-12-AVI IHAXF 10-12-E
\
48 72 90
— -
2 25‘ —=-—— ] B : 012 - 14
IHAXF 12-14/16 IHAXF 12-14-AV/ IHAXF 12-14-E
3
® 52 84 105
U R
- = =
ADBH 30XD16 B—= (69 1 o14-16
IHAXF 14-16/16 IHAXF 14-16-AV IHAXF 14-16-E
58 96 ‘ 120 ‘
] ] | |
e — =] 9 B Aa~"9 1o16-18
IHAXF 16-18/16 IHAXF 16-18-AV IHAXF 16-18-E
63

—
- fow-22.

IHAXF 18-22/16

-
— 22

IHAXF 22-30/16
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Fine Boring Head Range
2 pm Direct Diametric Adjustment

BHF MB80-125x114
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236-500
AR IHRF 40 @ 36 ~ 138
[ IHFF 40
BBH 40X69 BBH 40X189 IHRF 32
BBH 40X114 IHFF 32

BHFH 40X400

BHFH 40X300

\

BHFH 40X200 ]

IHRF 56-802BW
IHRF CH...

IHRF 50

IHFF 50

BHFH 40X133

_ @135 ~ 500

2125
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Fine Boring Head Range
2 pm Direct Diametric Adjustment

BHF MB80-125x114 )
22.5-160 Hm
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115

2133
2135-210
2200
2300

2205-310

2305-410
2400

2 405-500

BHFH 40X133

BHFH 40X200

BHFH 40X300 L

BHFH 40X400
98

98 Y
98
98 V T f ©
\? o
o~ ~ o~ o~
3 L= N - ~
i g ©@ 459 s 42 s L ¥ s <
S Q@ 5|2 I S g 5 2 Sl % 3 s
I 5] g M S Il (g I \ST
: : :
S ) s
7 I
BHFH 40X133 % L
7
IHRF 56-802BW BHFH 40X200
BHFH 40X300 V

BHFH 40X400

ns

2133
2135-210
2200
2205-310
2300
2400

2305-410
2405-500

BHFH 40X133

BHFH 40X200

IHRF 50 CH45 54-800 BHFH 40X300
LIHRF 50 CH30 54-800 r
L |HRF 50 CH15 54-800 BHFH 40X400
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Fine Boring Head BHF 16-50

Operating Instructions

USER GUIDE

BHF 50 Shown

Assembly

e Before mounting the BHF boring head,
make sure the expanding pin [2] does not
protrude from the cylindrical body part.

* Insert BHF into the shank.

e Tighten pin [2] by turning clockwise
following the recommended tightening
torque guidelines below:

Recommended torque: (N.m)

BHF MB16-16x34 20- 25
BHF MB20-20x40 40- 4.5
BHF MB25-25x50 6.5- 7.5
BHF MB32-32x63 7.0- 8.0
BHF MB40-40x80 16.0 - 18.0
BHF MB50-50x60 30.0-35.0

¢ |nsert the screw [8]. If it protrudes, the sleeve should
be rotated until the screw can enter the recess in
the sleeve nut, reduction sleeve or boring bar.

Disassembly

In order to separate the BHF from the shank, loosen
the expanding pin [2] by turning counterclockwise.

Reduction Sleeve

n Body

a Expanding pin

e HAX A B craduated dial

e A n Slide locking screw

a Toolholder locking screw
a Coolant nozzle

Serrated face

a Oiling nipple
) Tool bore 16H7

m Slide adjustment range
Do not exceed the
range marks!!

m Cutting edge
position mark

Positioning

The tool slide [7] allows for a 4 mm adjustment

by turning graduated dial [3] counterclockwise.

When changing the direction of the dial rotation,
backlash must be compensated for.

After positioning, lock the tool slide

by means of the screw [4].

Loosen screw [4] before making any slide adjustment.

Maintenance

Weekly:
Lubricate through the nipple [8] with ISO UN G220 ail.

Periodically:
Clean and lubricate the conical and
cylindrical matching surfaces.

e Treat expanding pin [2] with an anti-friction lubricant.

Clean and lubricate the tool slide guideway.

Important Note:
Toolholder should be firmly affixed to the slide.

Member IMC Group
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Fine Boring Head BHF 63-125

Operating Instructions

USER GUIDE

BHF 50 Shown

BHFH

s

n Body
a Expanding pin
A B craduated dial
A n Slide locking screw

BBH

IHFF

ADBH 30xD16

a Toolholder locking screw
a Coolant nozzle

Slide holder

a Oiling nipple

a Toolholder locking
screws

m Slide adjustment range
Do not exceed the
range marks

IHFF / IHRF

i

Assembly

e Before mounting the BHF boring head,
make sure the expanding pin [2] does not
protrude from the cylindrical body part.

¢ Insert BHF into the shank.

e Tighten pin [2] by turning clockwise
following the recommended tightening
torque guidelines below:

Recommended torque:  (N.m)
BHF MB50- 63x87 30-35
BHF MB50- 80x94 30-35
BHF MB63- 63x87 80-90
BHF MB80- 80x94 80-90
BHF MB80-125x94 80-90

e Insert the screw [5]. If it protrudes, the sleeve
should be rotated until the screw can enter the
recess in the sleeve nut or boring bar.

Disassembly

In order to separate the BHF from the shank, loosen
the expanding pin [2] by turning counterclockwise.

ISCAR

IHAXF

Positioning

The tool slide [7] allows for a 5 mm adjustment

by turning graduated dial [3] counterclockwise.

When changing the direction of the dial rotation,
backlash must be compensated for.

After positioning, lock the tool slide

by means of the screw [4].

Loosen screw [4] before making any slide adjustment.

Maintenance

Weekly:
Lubricate through the nipple [8] with ISO UN G220 oil.

Periodically:

Clean and lubricate the conical and

cylindrical matching surfaces.

Treat expanding pin [2] with an anti-friction lubricant.
Clean and lubricate the tool slide guideway.

Important Note:
Toolholder should be firmly affixed to the slide.
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Operation and Maintenance

USER GUIDE

MB Connection
To LOCK, rotate the radial pin clockwise

To UNLOCK, rotate the radial pin counter-clockwise
Table shows the recommended tightening torques:

UNLOCKING

LOCKING

Stages for adjusting boring heads with dial:

n Loosen slide

adjustment screw

B Adiust the dial screw

B) Tighten slide

adjustment screw

Before assembling the MB connection elements, make sure the radial pin
is not projected from the cylindrical parts.

CORRECT V WRONG X

Driving Torque

MB Nm
MB14 2-25
MB16 2-2.5
MB20 4-4.5
MB25 6.5-7.5
MB32 7-8
MB40 16-18
MB50 30-35
MBG63 70-80
MB80 70-80

MB110 200-220

Member IMC Grou
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BHD Digital Fine Boring Head Metric/Inch Operating Instructions

BHD MB 80-32 Assembly
e Before mounting the BHD boring head,

make sure the expanding pin [2] does not
protrude from the cylindrical body part.
Insert BHD boring head into the shank.
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A\ Tighten pin [2] by turning clockwise.
Tighten screw [5]. If it protrudes, the sleeve
should be rotated until the screw can enter the
recess in the sleeve nut or boring bar.

Disassembly
To separate the BHD from the shank, loosen the
expanding pin [2] by turning counterclockwise.

Positioning
The display [12] shows the value of the adjustment
diameter with a 2um screen resolution.

e Switch on the BHD boring head by pushing
the selection button [13]. The display [12] will

Tighten pin @ by turning clockwise show the value of the previous adjustment.
Following the recommended tightening To reset the value displayed, press and hold the button
torque guidelines below: [13]. After 2 seconds, the display will show. Release
Allen Key the button. The display will show the value 0.000.
Designation (Nm) (LbE.ft) (mm) A Loosen screw [4] before making any
BHD MB32-32-83 7.0-8.0 5.16-5.90 4 slide adjustment to the dial [3].
BHD MB40-40-90 16.0-18.0 | 11.80-13.28 8 e Adjust the required diameter by turning the dial [3]
BHD MB50-50-60 | 30.0-35.0 | 22.13-25.81 6 counterclockwise. The tool slide [7] allows a 5mm radial
adjustment. The display [12] will show the
BHD MB63-63-89 70.0-80.0 | 51.63-69.0 8 new value in diameter. The absolute value
BHD MB80-80-104 | 70.0-80.0 | 51.63-59.0 8 CANNQOT be viewed, only the relative value.
® After positioning, lock the tool slide
n Body by means of the screw [4]
e Expanding pin see torque recommendation. If unused for more than
30 seconds, the display switches off automatically.
e Dlél ' WARNINIG
ﬂ Slide locking screw A DO NOT perform any slide movement
a Toolholder locking screw when the display is switched off.
a Coolant nozzle A DO NOT exceed the range marks [10].
Slide holder Beforg carrying out a fine adjustment
(described in FIG.3):
e Qiling nipple 1 Loosen screw [4] of slide adjustment.
E Tool bore 16H7 2 Adjust dial [3] to required diameter.
) ) 3 Tighten screw [4].
m Slide adjustment range
m Cutting edge position mark Setting metric/inch
To change unit readout from metric to inch:
m Digital display e Press and hold the button [13]. The display
m Selection button shows “----", after 10 sec the new unit readout

appears on the left of the display.

B
m attery cover e Release the button.

ISCAR
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BHD Digital Fine Boring Head Metric/Inch Operating Instructions

n g B Battery Replacement
When the batteries are low the display will show a warning

sign "batt” for a few seconds (FIG.4). It is recommended
to replace the batteries as soon as possible.
To replace the batteries (FIG.5):

e Remove the battery compartment cover
[b] by unscrewing the 4 screws [a].

¢ Replace the two batteries using type SR44 1.55V
and position them in the correct direction.

e Tighten the 4 screws [a].

Fig. 3 ¢ The integrated seal [d] is now secured

on the battery cover.
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Locking Screw

Tightening Torques (Nm) Maintenance Weekly:
Designation: (Nm) e | ubricate through the nipple [8] with ISO UN G220 oil.
BHD MB32-32-83 2.0 Periodically:
BHD MB40-40-90 25 Clean and lubricate the conical and
: cylindrical matching surfaces.
BHD MB50-50-60 S Treat the expanding pin [2] with an anti-friction Iubricant.
ERDE SOREREY & Clean and lubricate the tool slide guide way.
BHD MB80-80-104 4.0

WARNING
® The only maneuvering and adjustment screws to be
used are those listed in the components section.
e The screws not listed in the components section
should not be touched so as to avoid
malfunction of the boring bars and heads.
e Bit holders and boring bars should be assembled with
the insert turned in the same direction as the screw [4].
® The use of coolant on the BHD boring head
double-bit heads should be 40 BAR max.
e The machine tool must be equipped with all of
the active and passive safety devices that will
assure safe use of the BHD boring head.
e |SCAR requires that the machine tools where
the BHD boring head is mounted comply with
the provisions of the 2006/42/CE directive.

Flo-4 Inserts
V We advise you to use the inserts proposed by ISCAR.
The use of different inserts can affect
ﬁ ultimate machining results.
v
= .
Fig. 5
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Cartridge should be mounting according
to the insert symbol direction
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Warning: slide position must be adjusted

within the indicated limits. Excess movements When BHF is assembled, the cutting edge should
damage internal kinematics be positioned in relation to the arbor key slots.

%Outmg Edge Position
/%%a, M/[%Bﬂ T
o) R
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Maintenance
Boring heads should be lubricated with ISO UN G220 oil weekly

Member IMC Group




w
=
=)
G
o
L
%)
o)

4d0d Sl

488



	383
	385
	390
	391
	392
	393
	394
	395
	396
	396
	397
	398
	398
	399
	400
	401
	402
	403
	404
	407
	411
	414
	418
	423
	425
	429
	434
	438
	440
	450
	465
	471
	ADBH
	ADBH - SPARE PARTS
	AMT MB-MT
	BBH 30/40
	BBH 63
	BBH D16
	BBH-D - SPARE PARTS
	BHC MB
	BHC - SPARE PARTS
	BHD 50 L200
	BHD MB
	BHEH
	BHEH - SPARE PARTS
	BHE MB
	BHE MB-H
	BHE MB - SPARE PARTS
	BHE - SPARE PARTS
	BHE - SPARE PARTS
	BHFH
	BHFH - SPARE PARTS
	BHF L200
	BHF MB16-MB50 Dia. 2.5-108
	BHF MB50-MB80 Dia. 2.5-500
	BHF MB-BL
	BHF - SPARE PARTS
	BHF - SPARE PARTS
	BHF - SPARE PARTS
	BHF - SPARE PARTS
	BH MB COUPLING SET
	BHR MB
	BHR - SPARE PARTS
	BH WASHER - SPARE PARTS
	BLANK MB
	BTB-MB
	BT-FC-MB
	BT-MB
	CATM-MB
	CCET-WF
	CCGT-AF
	CCGT-AS
	CCGW/CCMT (CBN)
	CC MB-ER
	CCMT-14
	CCMT/CCGT
	CCMT/CCGT-SM
	CCMT (PCD)
	CCMT-PF
	CCMT-WG
	CC - SPARE PARTS
	CHR MB
	C#-MB
	(Continue)
	CR LNHT
	CR SOMT
	CW32
	CW200
	DC MB
	DCMT-14
	DCMT/DCGT
	DCMT/DCGT-PF
	DIN2079-MB
	EMH MB
	EMH - SPARE PARTS 
	EX-MB
	HSK A-MB
	HSK E-MB
	HSK F-MB
	HTP LN.. 1006
	IHAXF
	IHAXF-AVI
	IHAXF-E
	IHBR
	IHCR
	IHFF
	IHFF-C
	IHPR
	IHRF
	IHRF-BW
	IHRF-C
	IHRF-CH
	IHSR
	IHSR-BW
	IHSR-C
	IHSR-CH
	IHSR-MIFR
	IHWF
	ISO-MB
	ISOM-MB
	KIT BHD-MB
	KIT BHE MB
	KIT BHFH-MB
	KIT BHF-MB
	KIT BHF MB-BL
	MIFR
	MTD-MB
	MTT-MB
	PICCO ACE-BH
	PICCO R 050.20
	PICCO R 050 (CBN)
	PICCO R/L 047
	PICCO R/L 050, 053, 055
	PICCO R/L 050, 053, 055
	PICCO R/L 050-C
	PICCO R/L 090
	PICCO R/L 520
	PICCO R/LHD 050
	PICCO R/LX050
	PLT
	RE MB-AVI
	RE MB-MB
	SCGT-AS
	SCMT-14
	SCMT-19
	SCMT-SM
	SKA-FC-MB
	SKA-MB
	SKB-MB
	SLEEVE
	SMH MB
	ST-MB
	ST-MB-E
	TCC-DIN
	TCH AL
	TCH AL - SPARE PARTS(Fine Boring)
	TCH AL - SPARE PARTS (Rough Boring)
	TCHH EX
	TCMT-19
	TCMT-SM
	TCS-DIN
	TPGX
	TPGX (CBN)
	TPGX (PCD)
	TP MB-M
	WCGT

	Button 1014: 
	Page 389: 
	Page 397: 
	Page 399: 
	Page 401: 
	Page 403: 
	Page 405: 
	Page 407: 
	Page 413: 
	Page 415: 
	Page 417: 
	Page 419: 
	Page 429: 
	Page 431: 
	Page 439: 
	Page 441: 
	Page 443: 
	Page 445: 
	Page 451: 
	Page 455: 
	Page 457: 
	Page 459: 
	Page 461: 
	Page 463: 
	Page 465: 
	Page 467: 
	Page 469: 
	Page 471: 

	Button 1013: 
	Page 390: 
	Page 396: 
	Page 398: 
	Page 400: 
	Page 402: 
	Page 404: 
	Page 406: 
	Page 408: 
	Page 410: 
	Page 412: 
	Page 414: 
	Page 416: 
	Page 420: 
	Page 424: 
	Page 430: 
	Page 438: 
	Page 440: 
	Page 442: 
	Page 444: 
	Page 446: 
	Page 448: 
	Page 452: 
	Page 456: 
	Page 458: 
	Page 460: 
	Page 462: 
	Page 464: 
	Page 466: 
	Page 468: 
	Page 470: 
	Page 472: 

	Button 1: 
	Button 2: 
	Button 3: 
	Button 4: 
	Button 5: 
	Button 6: 
	Button 7: 
	Button 8: 
	Button 9: 
	Button 10: 
	Button 11: 
	Button 1016: 
	Page 391: 
	Page 393: 
	Page 395: 
	Page 409: 
	Page 411: 
	Page 421: 
	Page 423: 
	Page 425: 
	Page 427: 
	Page 433: 
	Page 435: 
	Page 437: 
	Page 447: 
	Page 449: 
	Page 453: 
	Page 473: 
	Page 475: 
	Page 477: 
	Page 479: 
	Page 481: 
	Page 483: 
	Page 485: 
	Page 487: 
	Page 489: 
	Page 491: 
	Page 493: 

	Button 12: 
	Button 13: 
	Button 14: 
	Button 15: 
	Button 16: 
	Button 17: 
	Button 18: 
	Button 19: 
	Button 20: 
	Button 21: 
	Button 22: 
	Button 23: 
	Button 24: 
	Button 25: 
	Button 26: 
	Button 27: 
	Button 28: 
	Button 29: 
	Button 1015: 
	Page 392: 
	Page 394: 
	Page 418: 
	Page 422: 
	Page 426: 
	Page 428: 
	Page 432: 
	Page 434: 
	Page 436: 
	Page 450: 
	Page 454: 
	Page 474: 
	Page 476: 
	Page 478: 
	Page 480: 
	Page 482: 
	Page 484: 
	Page 486: 
	Page 488: 
	Page 490: 
	Page 492: 
	Page 494: 

	Button 30: 
	Button 31: 
	Button 32: 
	Button 33: 
	Button 34: 
	Button 35: 
	Button 36: 
	Button 37: 
	Button 38: 
	Button 39: 


