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TMSD
Thread Milling for Deep Holes

A multi-flute, highly productive and economical solution for milling threads in deep holes

Full Profile Inserts P ! e

ISO, American UN, NPT, API RD American Buttress

"VARGUS
ceNius"

Tool Selector and CNC
Program Generator

U Style For Large Pitches

Weldon Carbide Steel
Shank | Cylindrical Cylindrical
Shank Shank

Tool Overhang (L1) 40-145 Tool Overhang (L1) max 135 Tool Overhang (L1) max 144 Tool Overhang (L1) max 200
Cutting Dia. (D2)  14.75-42 Cutting Dia. (D2)  14.75-31.0 Cutting Dia. (D2)  23.3-36.5 Cutting Dia. (D2)  42-98
No. of Flutes (Z)  1-4 No.of Flutes (2)  1-4 No. of Flutes (Z)  2-4 No.of Flutes (2) ~ 4-7
L Style (Mini L) For Small Bores Vertical Sty]e (7V. 9V, 11V)
Weldon Carbide Weldon Carbide
Shank Cylindrical Shank Cylindrical

Shank

Shank

e

Tool Overhang (L1) 29-42 Tool Overhang (L1) max 65 Tool Overhang (L1) 25-45 Tool Overhang (L1) max 65
Cutting Dia. (02) 13177 Cutting Dia. (02) 13177 Cutting Dia. (D2)  10.5-20.8 Cutting Dia. (D2)  10.5-20.8
No. of Flutes (Z) ~ 1-3 No. of Flutes (Z) 13 No.of Flutes (7) 3 No. of Flutes () 3

n . .
L Style (3/8"L) For Large Trapezoid Profiles and ABUT A Sty|e For Shorter L2
Weldon Carbide Shell Steel
Shank Cylindrical Mill Cylindrical

Shank Shank

Tool Overhang (L1) 50-105 Tool Overhang (L1) max 120 Tool Overhang (L1) max 200 TooI‘Over‘hang (L1) max 144
Cutting Dia. (D2)  21.6-35.5 Cutting Dia. (D2)  216-33.5 Cutting Dia. (D2)  48-80 Cutting Dia. (D2) ~ 26-35.3
No. of Flutes () 1-3 No. of Flutes ()~ 1-3 No. of Flutes ()~ 5-7 No.of Flutes (2) 3
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TMSD CATALOG

TMSD Ordering COAE SYSTEIM .....vvooooevvveerssssveesssssssseessssssssssssssssssssssssssssssssssssssesssssssssssssssmssssesssssossoee 4
TMSD Vertical Inserts
PArtial PrOFIlE GO0 .......ooooooeeeeeeseceeeee e ssessseesssssssssessssssssessssssssseesssssssssessssossseess oo 5
PATIAl PrOFIIE 559 ..oooieeeeseeeeeee e sssss s s s s 5
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STUD ACME oot 6
TMSD Vertical Toolholders
Vertical Toolholders Weldon SRANK ... sssssssssssss s 7
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NPT e 13
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AMETICAN ACME tsssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssss s 15
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APIROUN CaSING & TUDING coooooceveeessvsveeesessssees s ssssssssessssssssseesssssssssessssssssssessssssssssesssssssssessssssssssesssns 17
TMSD Toolholders
Standard Toolholders Weldon Shank (U SEYIE) ......eveeeeeeseeesscessssesssessssssssssssssne 18
Standard Toolholders Carbide Cylindrical Shank (U STYI€) ......oowcvveeveccievrersscsvreessssssseesssns 20
Standard Toolholders Steel Cylindrical Shank (U STYIE) ... 22
SNEI Ml (U STYIE) oo ssssssssssssssssssssssssesssssssssssssessssssos oo 24
Standard Toolholders Weldon Shank (L Style = MiNi L) ..o 26
Standard Toolholders Carbide Cylindrical Shank (L Style - Mini L) ..o 28
Standard Toolholders Weldon Shank (L Style = 3/8"L) w..ocvvveeeeveessessseeessssssseesssssssssssssne 30
Standard Toolholders Carbide Cylindrical Shank (L Style = 3/8"L) oo 37
SNEI MIll (L STYIE = 3/8" L) ovorseeeesssveessseesssssesssssssesssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssssss oo 32
SREITMIIT(5/8"V STYIE) oot ssssss s 33
Standard Toolholders Steel Cylindrical Shank (A SEYIE) ... 34
Technical Data
Recommended Grades, Cutting Speeds and FEEM ... receesreeessssseeesssssssees s 35

TMSD Line System Advantages

Smooth Cut Long Overhang

* Reduced load on cutting edges due to single « Up to 144mm (200mm in Shell Mill)

point insert design Coolant Thru

Wide Range of Profiles

« Full profile: ISO, UN, NPT, ABUT & APl Round
* Partial profile: 60°, 55°

+ Semi Partial profile for: TR, ACME, Stub ACME

Cost Effective
+ Upto 3 cutting edges per insert
« Very high feed per tooth

Fast Machining
+ Multi-flute, up to 7 cutting edges (inserts)

« Forimproved chip evacuation and cooling at the
cutting corner

Vertical Inserts
« Reinforced Cutting Corner Support

Smaller Tool Cutting Diameter with 3 Flutes
« Assmall as 10.5mm

Conical Thread Preparation
+ Capabilities to machine conical threads from
a cylindrical pre-drilled hole
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Vardex Ordering Code System
B TMSD Inserts

ABUT - American Buttress
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2 V) DB 60 ™ VBX
1 2 3 4 5 6 7
1- Insert Size 2 - Insert Style 3 -Type of Insert 4 - Pitch 5 - Standard
5-1C5.0 mm |- Internal Full Profile - Pitch Range 60 - Partial Profile 60°
2-1C1/4° u- (‘ El - External + Internal mm TPl 55 - Partial Profile 55
3-1C3/8" ‘ IS0 - 1SO Metric
4-1C1/2" \\ 10-8.0 18-25 UN - American UN
5-1C5/8" /\ Partial Profile - U, A, L Styles| Partial Profile - Vertical Style| | NPT - NPT
7-1C68mm A- @ mm | TPl mm | TPl TR -Trapez DIN 103
9-1C85mm /A ACME - ACME
DA | 05-15 48-16 VA | 05-10 28-27
111107 mm DB | 1520 | 1612 | VB 1o | |STACME- Stub ACME
L oc 2'5_4‘0 10_ . Ve ) ” 710 ABUT - American Buttress
o ) ) ) APIRD - APl Round Casing
DD | 20-25 9-12 VD | 1020 24-12 .
& Tubing
= DE | 2535 10-7 VE | 2030 12-8
DH | 4060 | 64 | VF | 1015| 2416 | [g-system
X- ’ % DK | 6.0-80 4-3 VG | 15-20 16-12 TM -TMSD (U, A, L Styles)
ertical Style oL | - -7 VH - 16-14 1 M3 - TMISD Vertical
7,9, 11 ’ DM 25 10 VK | 2.0-25 12-10
DN | 1020 | 2411 | VI - 26-19 | [7-Carbide Grade
VoS DP | 1530 168 | VM 8-7 VBX, VTX
V Style 5/8" DR - 26-14 VN | 1525 16-1
DT | 2040 12-6
B TMSD Toolholders (U, A, L Styles)
C ™ 2 S C 14 C 17 = 65 = 2 U
1 2 3 4 5 6 7 8 9 10 11
1- Shank Style 2- System 3 - No. of Flutes | | 4 - Insert Type 5 - Cooling 6 - Shank Dia. 7 -Shank Type | | 8 - Cutting Dia.
None - Steel ™ 1-4 S - Single Point C- Coolant 8-40 W - Weldon 13-42
C - Carbide Shank C - Cylindrical
9 - Max. Tool Overhang | | 10 - Insert Size 11 - Insert Style 12 - Tool Application
144 5-1C5.0mm U ABUT - For American Buttress
2-1C1/4" A
3-1C3/8" L
4-1C1/2"
B TMSD Toolholders (Vertical Style)
C GM C 9 C 13 = 45 = 7 = 3
1 2 3 4 5 6 7 8 9
1- Holder Type 2- System 3- Cooling 4 - Shank Dia. 5 - Shank Style 6 - Cutting Dia. | | 7 - Tool Overhang | | 8 - Insert Size
None - Steel Shank | | GM-Groove Milling | | ¢ - Coolant | |8/9:11.5,12, C- Cylindrical 10.5-22.0 25-65 7 - 1C68 mm
C- Carbide Shank and Thread Milling 14,15,20, 25 W - Weldon 9 - IC85mm
11-1C10.7. mm
9 - Number of Flutes
3
B TMSD Shell Mill (U, L, V Styles)
™ 4 S C D42 - 16 3 U
1 2 3 4 5 6 7 8 9
1- System 2-No. of Flutes | |3 -InsertType | |4-Cooling | |5 - Cutting Dia.| | 6 - Drive Hole Dia. | | 7 - Insert Size | | 8 - Insert Style
™ 4-7 S-Single Point | | C-Coolant | |42-98 16,22,27,32 3-1C3/8" ULV
4-1C1/72"
9 - Tool Application 5-1C5/8"




Internal

Internal
60°/55°

External

—

Vertical Style

Vertical Style

Partial Profile 60°
Vertical Style

l?é/elret Pitch Ordering Code Dimensions mm Application (Min. Thread Size)
mm TPl Internal D2 T L2 ISOCoarse ISOFine UNC UN/UNF/UNEF/UNS  Toolholder
M11.5x0.5; ,
0.5-1.0 2827 7VIVA6OTMS... 105 06 M1155%0.75; LB
M12x1.0 -
M12.5x1; 15-24UNS; 15-20UNF;
10-15 24-16  7VIVF60TM3... 11.1 08 f 1 '
M13x1.5 %e-18UNF; %6-16UN ) 1caC13-40-7-3
7V 29 CGMC9C13-45-7-3
7e-16UN; GMC20W13-25-7-3
15-20 16-12 7VIVG6OTM3.. 11.8 10 MI14x2.0 M14x1.5 %s-14UNS;
%-12UN
M15x1.5 , ‘
1525 16-11 7VIVN6OTM3.. 124 1 M16x2 il L
M18x2.5 ’ o
M14x0.5; .
0.5-1.0 2827 9VIVAGOTMS... 13.1 06 M14x0.75; Je2BN
M15x1 b
M15x1; %-24UNEF; %-20UN;
10-15 24-16  9VIVF60TM3... 13.7 08 MI13.541 5 % 18UNF: %-16UN  CGMCT 5C17-50-03
WV 4.2 CGMC12C17-50-9-3
GMC20W17-30-9-3
M16.5x1.5; e-16UN;
15-2.0 16-12 9VIVG6OTM3... 144 10 M175 Y TAUNS, Vs T2UN
2025 12-10° QVIVKEOTM3... 15. 14 iiee %10 Ve 12UN;
M19x1, M19.5x1.25; %-24UNS; %s-20UNEF;
10-2.0 24-12 1VIVD60TM3.. 179 1.0 M19.5x1.5; 7%-18UNS; /e-16UN;
M20x1.75; M20x2 7%-14UNF; %s-12UN  CGMC14C22-60-11-3
v 55 CGMC15C22-65-11-3
M22x2.5 : | GMC25W22-45-11-3
20-30 12-8  11IVIVE6OTM3.. 19.5 15 “Vass M23x2 1-8  74-10UNS; %-12UN
Partial Profile 55°
Vertical Style
Insert Style  Pitch  Ordering Code  Dimensions mm Application (Min. Thread Size)
TPI Internal D2 T L2 r BSP (G) Partial 55° Toolholder
26-19 ZVIVIS5TM3... 1135 08 007  %19; %-19 - CGMC8C13-40-7-3
7V 29 VIR CCGMC9C13-45-7-3
16-14  7VIVH55TM3.. 120 100003 5man Bt %6 %14 GMC20W13-25-7-3
26-19 OVIVIS5TM3...  13.35 08 009 %19 726 ; %-16 CGMC11.5C17-50-9-3
9V 42 e e T e CeMC1aC17-50-9-3
1610 OVIVCSSTM3.. 154 12015 %14 g e A2 AT GMC20W17-30-9-3
16-12 11VIVG55TM3.. 17.8 09 016 A4 616 ; %612
CGMC14C22-60-11-3
nv 11-9 1VIVB55TM3.. 191 55 13 021  1-11 %-11; 1-10; 1%-9 CGMC15C22-65-11-3
GMC25W22-45-11-3
87 TIVIVM55TM3... 19.6 15 036 - 181 7,
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Trapez

Internal

30 Internal
¥y

Defined by: DIN 103
Tolerance class: 7e/7H

Vertical Style

Vertical Style

Insert Style  Pitch Ordering Code Dimensions mm Application
mm Internal D2 T L2 Trapez Toolholder
7VI2.0TR-1TM3... TR16x2
CGM(C8C13-40-7-3
7V 2.0 7VI2.0TR-2TM3... 12.3 29 1.3 TR18x2 CGMC9C13-45-7-3
GMC20W13-25-7-3
7VI2.0TR-3TM3... TR20x2
9VI3.0TR-1TM3... TR22x3 CGMC11.5C17-50-9-3
oV 3.0 154 4.2 1.95 CGMC12C17-50-9-3
9VI3.0TR2TMS3... TR24x3 GMC20W17-30-9-3
Stub ACME
Internal
29° Internal
External
Defined by: ANSI B1.8: 1988
Tolerance class: 2G Vertical Style
Vertical Style
Insert Style  Pitch Ordering Code Dimensions mm Application
TPI Internal D2 T L2 Stub ACME Toolholder
-
8 7VIBSTACMETM3.. 123 29 13 /-8 CGMCSCT3-40-7-3
7V 6 7VIBSTACME-1TM3... 17 59 13 %-6 CGMC9C13-45-7-3
7VI6STACME-2TMS3... ' ' ' 76 GMC20W13-25-73
VISSTACME-1TM3... 15 COMCTI 50175093
Vv 5 OVISSTACME-2TM3... 16.7 4.2 1.95 1%-5 CGMC12C17-50-9-3
9VISSTACME-3TM3... 1%4-5 GMC20W17-30°9:3
TIVI4STACME-1TM3... 1%-4
11VI4STACME-2TM3... 115-4 CGMC14C22-60-11-3
11V 4 20.8 55 2.6 CGMC15C22-65-11-3
11VI4STACME-3TMS3... -4 GMC25W22-45-11-3
11VIASTACME-4TM3... 2-4
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Vertical Toolholders - Weldon Shank

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Spare Parts
Insert Style Ordering Code Dimensions mm / - | B ’
Toolholder L L1 D D1 D2* | InsertScrew | Torx Key Blade Handle
7v GMC20W13-25-7-3 95 25 20 9 105127 | oATEML KaT - -
ov GMC20W17-309-3 105 30 0 N5 13167 | Gl - Blade | Smart Handle
v GMC25W22-45-11-3 15 45 25 15 178-208 (EA@Q&%@E) - Tle%d'i; Smar&;‘g e

* The tool cutting diameter (D2) is defined by the insert (See pages 5-6).

For Correct Clamping:

oV , 1V s

Curved Surfaces Identification Mark

Always mount insert with the identification mark between the two curved surfaces on the toolholder.

wvvarqus| s
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Vertical Toolholders - Carbide Cylindrical Shank

D1
VR
i:iii:ii:’iiiiiiiiiiiiiiiiiii:iii:iiiiiii:%l |5 .b D2
e Ll(max) — <« L3(min) —
L
Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter
Holding Device
Spare Parts
i
Insert Style Ordering Code Dimensions mm / A! ’
Toolholder L L1 L3(min) D D1 D2* | Insert Screw | Torx Key Blade Handle
CGMC8C13-40-7-3 40 18 8 SN2TE-M1
% 115 9 105-12.7 K2T = >
CGMC9C13-45-7-3 4 20 9 (M3.0x0.5x9)
CGMCT1.5C17-50-9-3 50 25 1.5 SN3T15-M2 Blade Smart Handle
. CGMC12C17-50-9-3 12 50 26 12 Mo B8 (Max0.7x135) i T15-14 1/:X2
CGMC14C22-60-11-3 60 30 14 SN4T20-M3 Blade Smart Handle
W Tomesaresns . T 3 1 0 ¥ wsosas — T20-% X2

* The tool cutting diameter (D2) is defined by the insert (See pages 5-6).

For Correct Clamping:

9V ’

Curved Surfaces

Identification Mark

Always mount insert with the identification mark between the two curved surfaces on the toolholder.

| 8 | \vARDEX




Partial Profile 60°

Internal
Internal
0°
External
Mini L Style U Style A Style
2UIDM60 TM...
2UIDD60 TM...
L Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm TPI Internal r* Toolholder
50L _ 0.5-15 48-16 SLIDA6OTM... 0.04 TM.SC. 5L
(Mini L) 10-20 24-11 5SLIDN60TM... 0.06 CTM. SC..5L
U Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm TPI Internal r* Toolholder
0.5-15 48-16 2UIDAGOTM... 0.05 TMSC.2U
15:2.0 16-12 2UIDB6OTM... 0.06 CTM.5C..2U
2.0-25 9-12 2UIDD60TM..** 0.1
1/4"U " CTM2SC 14C17-65-2U
2UIDM60 TM... 25 10 2UIDM60TM..** 0n
2UIDD60 TM...
TM.SC..2U
2.5-4.0 10-6 2UIDC60TM... 0.14 CTM.SC2U
1.5-2.0 16-12 3UIDB6OTM... 0.06
3/8"U 16 2.5-35 10-7 3UIDE6OTM... 0.14 TM.SC..3U
4.0-6.0 6-4 3UIDH60TM... 0.25
1/2"'U 22 6.0-8.0 4-3 4UIDK60TM... 0.30 TM.SC D..4U
A Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm TPI Internal 7 Toolholder
1/4"A " 1.5-3.0 16-8 2AIDP60TM... 0.06 TM.SC..2A
3/8"A 16 2.0-40 12-6 3AIDT60TM... 0.08 TM.SC..3A

U Style
For Large Pitches

A Style

For Shorter L2

**To be used only with toolholder CTM2SC14C17-65-2U. For insert 2UIDD60 TM... use the CNC program (D2+0.7mm).

I * The indicated radius (r) refers to the insert nose radius only.

-
S |
=

[

iif

AARAAAARAAZ |

Mini-L Style
For Small Bores and Short L2

wvvargus| o |
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Partial Profile 55°

Internal
Internal
55°
External
Mini L Style
L Style
Insert Size Pitch Ordering Code Dimensions mm
IC TPI Internal r* Toolholder
5.0L TM.SC..5L
(Mini L) 26-14 SLIDR55TM... 0.10 CTM.SC_5L
U Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm TPI Internal r* Toolholder
48-16 2UIDA55TM... 0.11
" TM.SC..2U
1/4"U 1 16-12 2UIDB55TM... 0.08 CTM.SC.2U
1-7 2UIDL55TM... 0.24
16-12 3UIDB55TM... 0.08
3/8"U 16 n-7 3UIDL55TM... 0.24 TM.SC..3U
6-4 3UIDH55TM... 0.27
1/2"U 22 4-3 4UIDK55TM... 0.50 TM.SC D..4U

U Style
For Large Pitches

I * The indicated radius (r) refers to the insert nose radius only.

Mini-L Style
For Small Bores and Short L2
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ISO Metric

Internal

1/4P  Internal

1/8; External Ic =
Delfined by:|R262 (DIN 13) Mini L Style Mini L Style
Tolerance class: 6g/6H 5L12.01SOTM..
L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC mm Internal Toolholder Adjusted D2
1.0 5LIT.0ISOTM...
50L TM.SC..5L :
(Mini L) L SO CTM.SC..5L
5LI2.01S0 TM... 2.0 5LI2.01SOTM... -
U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC L mm mm Internal Toolholder * Adjusted D2
TM2SC25W23-70-2U;
1.5 2UI1.51SOTM... TM3SC25W26-80-2U; For 1.51SO change D2 to D2-1.0
TM4SC32W31-95-2U;
1/4"U 1 TM2SC18C23-86-2U;
TM35C20C26-105-2U;
TMA4SC25C31-115-2U;
20 2U12.01SOTM... CTM3SC20C26-110-2U; For 2.0ISO change D2 to D2-1.15

CTM45C25C31-135-2U

* Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.

U Style
For Large Pitches

Mini-L Style
For Small Bores and Short .2

vnvarqus| mn
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American UN - uNC; UNF; UNEF; UNS

Internal

1/4P  Internal

O

Ic —

1/8P External
Defined by: ANSI B1.1:74 Mini L Style Mini L Style
Tolerance class: 2A/2B 5LIT4UNTM...
S5LIT2UNTM...
L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC TPI Internal Toolholder Adjusted D2
18 SLII8UNTM...
5.0L 16 SLIGUNTM.. TM.SC..5L
(Mini |_) 14 5L1T4UNTM... CTM.SC..5L B
SLIT4UNTM...
S5LIT2UNTM... 12 S5LIT2UNTM...
U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC L mm TPI Internal Toolholder * Adjusted D2
TM2SC25W23-70-2U;
14 2UIT4UNTM... TM3SC25W26-80-2U; For 14UN change D2 to D2-1.06
TM4SC32W31-95-2U;
14"y 1 TM25C18C23-86-2U;
TM3SC20C26-105-2U;
TM4SC25C31-115-2U;
12 2UI2UNTM... CTM3SC20C26-110-2U; For 12UN change D2 to D2-1.15

CTM45C25C31-135-2U

* Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.

U Style
For Large Pitches

Mini-L Style
For Small Bores and Short .2
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NPT

External / Internal

Internal

Defined by: USAS B2.1:1968

Tolerance class: Standard NPT Mini L Style U Style
L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC TPI External/Internal Toolholder Adjusted D2
5.0L TM.SC..5L
(Mini L) 18 SCEENPIAAL CTMSE.5L -
U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC L mm TPI Internal/External Toolholder * Adjusted D2
TM1SC16W15-40-2U;
CTM1SC08C15-40-2U; 14.59
CTMI1SC11C15-60-2U
14 2UEIT4NPT-TM...
TM2SC25W21-60-2U;
CTM2SC14C21-65-2U; 20.49
CTM25C16C21-80-2U
" TM2SC25W23-70-2U;
14y Ul TM25C18C23-86-2U B
TM3SC25W26-80-2U;
TM3S5C20C26-105-2U; 25.63
15 2NN CTM35C20C26-1102U
TM4SC32W31-95-2U;
TM4SC25C31-115-2U; 30.63
CTM4SC25C31-135-2U
TM3SC32W36-95-3U;
TM3SC32W36-145-3U; 3565
TM3SC25C36-125-3U; ’
115 3UEINT.SNPT-TM... TM35C28C36-144-3Y
TM4SC40W42-120-3U; 4115
TM4SCD42-16-3U )
TM5SCD48-22-3U 4715
3/8"U 16 TM3SC32W36-95-3U;
TM3SC32W36-145-3U; 3565
TM3SC25C36-125-3U; ’
TM3SC28C36-144-3U
8 3UEIBNPT-TM... TM4SCA40WA42-120-3U; e
TM4SCD42-16-3U )
TM5SCGD48-22-3U 4715
TM6SC-D56-22-3U 55.15
TM6SCGD88-27-4U 88.06
1/2"U 22 8 4UEISNPT-TM...
TM7SCGD98-32-4U 98.06

* Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.

U Style Mini-L Style
For Large Pitches For Small Bores and Short L2

vvvarqus| 13
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Trapez

Internal

30° Internal
¥

m

O

—Ic —
Defined by: DIN 103 . .
Tolerance class: 7e/7H Mini L Style 3/8"L
L Style
Insert Size Pitch Ordering Code Application
IC mm Internal Internal Toolholder
2.0 S5LI2.0TR-1TM... TR16x2; TR20x2
5.0 Xa e TM.SC..5L
(Vini L) 20 5L12.0TR-2TM... TRI8X2 CIM.SC.5L
TMI1SC25W21-50-3L;
6.0 3LI6.0TR-1TM... (TR30-36)x6 CTMISCA"C21-7531.
6.0 3L16.0TR-2TM... (TR115-130)x6 TM7SCD80-32-3L
" TM2SC25W28-70-3L;
3/8"L 7.0 3LIZ.0TRTM... (TR38-44)x7 CTV25C18C28-1003L
TM3SC32W33-90-3L;
8.0 3LI8.0TR-1TM... (TR46-52)x8 CTM3SC 2003312031
8.0 3LI8.0TR-2TM... (TR175-240)x8 TM7SCD80-32-3L
U Style
Insert Size Pitch Ordering Code Application
IC L mm mm Internal Internal Toolholder
50 2UI3.0TR-1TM... (TR22-TR30)x3
’ 2UI3.0TR-2TM... (TR32-TR60)x3
2UI4.0TR-1TM... (TR20-TR28)x4
1/4"U 11 4.0 See pages 18-25
2UI4.0TR-2TM... (TR65-TR110)x4
50 2UI5.0TR-1TM... TR22x5; TR28x5
’ 2UI5.0TR-2TM... TR24x5; TR26x5; TR28x5
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American ACME

Internal

29° Internal
KN

External
Defined by: ANSI B1.5: 1988 Y
Tolerance class: 3G 3/87L
L Style
Insert Size Pitch Ordering Code Application
IC TPI Internal Internal Toolholder
5 3LISACMETM... 1/4-5ACME
TM1SC25W21-50-3L;
3LI4ACME-1TM... 1%-4ACME CTMISCIA"CaT75.31
3LI4ACME-2TM... 1'4-4ACME
| 4
TM2SC25W28-70-3L;
e 3LI4ACME-3TM... 1%-4ACME CTM25C18C28-100-3L
3LI4ACME-4TM... 2-4ACME
3LI3BACME-1TM... 2'/4-3ACME
) TM35C32W33-90-3L;
CTM3SC20C33-120-3L
3 3LI3ACME-2TM... 2'/4-3ACME
3LI3ACME-3TM... 2%-3ACME
Stub ACME
Internal
29° Internal
External
Defined by: ANSI B1.8: 1988 .
Tolerance class: 2G 3/8"L
L Style
Insert Size Pitch Ordering Code Application
IC TPI Internal Internal Toolholder
5 3LISSTACMETM... 1/4-5STACME
TM1SC25W21-50-3L;
3LI4STACME-TTM... 1%-4STACME CTMISC 14"C21-75.31.
| 4 3LI4STACME-2TM... 14-4STACME
3/8"L 3LI4STACME-3TM... 2-4STACME
3LI3STACME-1TM... 2'/4-3STACME
) TM35C32W33-90-3L;
CTM35C20C33-120-3L
3 3LI3STACME-2TM... 2'/4-3STACME
3LI3STACME-3TM... 2%-3STACME

nvvvargus |
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American Buttress

Internal

0.16316P

External
Defined by: ANSI B1.9.1973

Tolerance class: Class 2 Mini L Style 3/8” L 5/8V
L Style
Insert Size Pitch Ordering Code Application
IC TPI Internal Internal Toolholder
o TM2SC16W14-35-5-ABUT
0.875"-4.0" ABUT CTM25C10C14-50-5L-ABUT
16 5LN6ABUT-TM...
125"4.0" ABUT TM3SC20W18-45-5-ABUT
L CTM3SC14C18-65-5L-ABUT
Y TM2SC16W14-35-5L-ABUT
soL 5 CLABUTT 0.8/5-6.0" ABUT CTM25C10C14-50-5L-ABUT
(Mini L) ot TM3SC20W18-45-5L-ABUT
S CTM3SC14C18-65-5L-ABUT
g TM2SC16W14-35-5-ABUT
o SRR 0.875"16.0" ABUT CTM25C10C14-50-5L-ABUT
195"16,0" ABUT TM3SC20W18-45-5L-ABUT
' ; CTM3SC14C18-65-51-ABUT
Vo TM2SC25W26-80-3L-ABUT
175"-4.0" ABUT
TM25C20C26-105-3L-ABUT
16 3LN6ABUT-TM... CTM25C20C26-105-3L-AB
2.5"-4.0" ABUT TM3SC32W35-105-3L-ABUT
Y TM25C25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
5 3L12ABUTTM.. 25"6.0" ABUT TM3SC32W35-105-3L-ABUT
3.0"6.0" ABUT TM55CD48-22-3L-ABUT
40"-6.0" ABUT TM6SCD58-27-3L-ABUT
Vo TM25C25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
10 3L 1OABUTTM.. 2.5"6.0" ABUT TM3SC32W35-105-3L-ABUT
3/8"L 3.0"-6.0" ABUT TM5SCD48-22-3L-ABUT
40"-6.0" ABUT TM6SCD58-27-3L-ABUT
Vo TM2SC25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
0 T 2.5"-6.0" ABUT TM3SC32W35-105-3L-ABUT
3.0-6.0" ABUT TM5SCD48-22-3L-ABUT
4.0"-6.0" ABUT TM6SCD58-27-3L-ABUT
Vo TM2SC25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
. T 25"6.0" ABUT TM3SC32W35-105-3L-ABUT
3.0"6.0" ABUT TM55CD48-22-3L-ABUT
40"-6.0" ABUT TM6SCD58-27-3L-ABUT
V Style
Insert Size Pitch Ordering Code Application
b\ IC TPI Internal T Internal Toolholder
4 5VI4ABUT-TM... 6 5.5"-24.0" ABUT TM6SCD88-32-5V6-ABUT
5/8"V 3 SVI3ABUT-TM... 8 6.0"-24.0" ABUT
TM6SCD88-32-5V8-ABUT
25 5VI2.5ABUT-TM... 10 7.0"-24.0" ABUT

| 16 | VARDEX




APl Round Casing & Tubing

Internal

Defined by: API STD. 5B:1979
Tolerance class: Standard API RD

U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC L mm TPI Internal Toolholder * Adjusted D2
TM2SC25W23-70-2U 2144
TM25C18C23-86-2U 21.74
" TM3SC25W26-80-2U
1/4"U il 10 2UOAPIRDTM... TM3CI0C36105-2U 2444
TM4SC32W31-95-2U
TM4SC25C31-115-2U 2
TM35C32W36-95-3U
TM3SC32W36-145-3U 347
TM3SC25C36-125-3U ’
TM3S5C25C36-125-3U
3/8"U 16 8 3UIBAPIRDTM... TM4SC40W42-120-3U 402
TM4SCD42-16-3U :
TM55CD48-22-3U 46.2
TM6SCD56-22-3U 54.2

I * Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.

nvvvargus |
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Standard Toolholders - Weldon Shank (U Style)

Weldon Shank for U Style Inserts

Spare Parts

: : : ) No. of /
Insert Size Ordering Code Dimensions mm Suiies l N
IC L L1 L2 D D1 D2 YA Insert Screw Torx Key
TMISCI16W15-40-2U 95 40 16 110 1475 1
TM25C25W21-60-2U 123 60 25 160  20.65% 2
14U TM2SC25W23-70-2U 135 70 54 25 77 230 2 SN2T HK2T
TM3SC25W26-80-2U 147 80 25 204 260 3
TMA4SC32W31-95-2U 164 95 32 257 310 4
TM35C32W36-95-3U 166 95 3 290 365 3 .
380 TM3SC32W36-145-3U 225 145 80 32 280 365 3 HK3T
TM4SC40W42-120-3U 201 120 40 342 420 4 SN3T
Weldon Shank (U Style) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 SO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G)  Partial 55° Trapez
MI8X25;  MI6x0.5 M16x0.75 M16x1.0; %-32UN; %-28UN; %-27UNS; Vie-24UN; 2719 V14 12 qpagya,
_A()- * D -2, ./, o3 / , ) LA 741134210 )
TMISCIOWTS-40:2U 147" g3 M17x1.25;Mi7x1 5:M17x2.0 710 14c20UN; W T6UN, %-14UNS %-120N. 71 7700 qRoga
, , , 18 7-32UN; 7%-28UN; %-27UNS; 7%-24UNS; 1-26,1-20; 1-16;
TM25C25W21-60-20 2065 WMIPGT MIOINEBOTSMIBAD 1047, 74-20UNEF 1-18UNS %160, 114UNS; 4387 112,110,149, {1880
: 25 M231.5M2320 43,6 "5 12UN; 1-10UNS 18,1 Vo7
M27x3.0;  M24x0.5; M24x0.75; M25x1.0; 1-32UN; 1-28UN; 1-27UNS; 1-4UNS; 3, 10 126 1:20; 1-16;
TM2SC25W23-702U 230 M30x35; M251.25M26x1.5M26x20; 1%-7  1-20UNEF; 1-18UNS; 1-16UN; 1-14UNS; 4080 174612, 1%6-9; -
M36x40  M27x2.5 1-12UNF; 14-10UNS; 1%-8UN 17
V3035 M270SM27X075M2B0; 4y, 5 1%-28UN; 1%-24UNS; 1/4-20UN; ig 1626 1420,
TM3SC25W26-802U 260 iadas M28x1.25M28x1.5M29x20; 154 % 1/6-18UNEF; 17%-16UN; 1%-14UN; T 1%016 1%012 -
0 M30x2.5 M30x3.0 56 1J4-120NF; 1/4-10UNS; 16-8UN 1%6-8; 147
M32x0.5; M32x0.75; M33x1.0; 1%6-28UN; 1%-24UNS; 1%6-20UN; 1%-26; 1%-20;
TM4SC32W31-952U 310  M36X40 M33x125M33x1.5M34x20: 1%4-6  1%e-18UNEF: 1%6-16UN; 1%-14UNS; 1411 1%-16; 1%-12; -
34x2.5; M35x3.0; M36x3.5 1%-12UNF; 1%-10UNS; 1%-8 1/46-8
M M M %-12UNF; 1%-10UNS; 1%-8UN ;
M42X4.5} . . _C. 5/ 1A 154_17-
TM3SCIMBE-953U 5o MABKSD; Maoks w2t A2 16 16UN; 1%-14UNS; 1% 12UN; . e )
TM3SC32W36-1453U 22 MS6X55  \iasns 2 viaoaa.o A 17%-10UNS; 1%-8UN; 1%-6UN el 1%-8, 146,
M64x6.0 i ‘ : 175
M48x5.0; M45x1.5; M45x2.0; R 13 . . . 17-16; 176-12;
TMASCAOWA2-1203U 420 MS6x5.5 M46x2.5 M48X3.0; TPl 17 1SN, Tt 1% TN, 1611 148, 216, .
M64x6.0  M48x3.5 M48x4.0 2 6-8UN; 1% 245

I * ForTR inserts use the CNC program (D2+0.25mm).
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Weldon Shank (U Style) Applications (con

Thread Applications for Full Profile Inserts (ISO & UN)

Toolholder Cutting : . :
Toolholder Diameter D2 (mm) Pitch Min. Thread Dia.

* Adjusted D2 mm TPI ISO Fine UN/UNF/UNEF/UNS

220 15 = M26x1.5 =

21.85 2.0 = M26x2.0 =
TM25C25W23-70-2U

2194 = 14 - 1-14UNS

21.85 = 12 - 1-12UNF

250 15 = M28x1.5 =

24.85 2.0 s M29x2.0 =
TM3SC25W26-80-2U

2494 = 14 - 1 1/8-14UNF

24.85 = 12 - 1 1/8-12UNF

30.0 15 = M33x1.5 =

29.85 2.0 = M34x2.0 =
TM4SC32W31-95-2U

2994 = 14 - 1 3/8-14UNS

29.85 = 12 - 13/8-12UNF

Thread Applications for Full Profile Inserts (NPT)

Toolholder Bgmg{grebgu(}g% Pitch Cylindrical or Conical Pre-Drilled Hole Cylindrical Pre-Drilled Hole
. . . **NPT Threading by 2
*
Adjusted D2 TPI NPT Threading by 1 Radial Pass Radial Passes (50% / 50%)
TM1SC16W15-40-2U 14.59 14 1/2-14NPT; 3/4-14NPT =
TM25C25W21-60-2U 2049 14 3/4-14NPT =
TM2SC25W23-70-2U 22.63 11.5 1-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM3SC25W26-80-2U 25.63 11.5 1-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT =
TM4SC32W31-95-2U 30.63 11.5 11/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT =
TM3SC32W36-95-3U
35.65 115 11/4-115NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM3SC32W36-145-3U
TM3SC32W36-95-3U
35.65 8 - 2 1/2..10-8NPT
TM3SC32W36-145-3U
TM4SC40W42-120-3U 4115 11.5 1 1/2-11.5NPT; 2-11.5NPT =
TM4SC40W42-120-3U 4115 8 - 2 1/2..10-8NPT

**When the pre-drilled hole for 8NPT is conical, the thread can be machined in one pass.

Thread Applications for Full Profile Inserts (APl Round)

. Cylindrical or Conical Pre-Drilled Hole
Toolholder Bgmg{g%gu(m%% Pitch (for cylindrical 2 radial passes 50%/50%;
for conical one radial pass)

Conical Pre-Drilled Hole
only (one pass)

* Adjusted D2 TPI Thread Dia.
1.05x10APIRD (for UP TBG; UP TBG Long);
TM2SC 25W23-70-2U 2144 1.315...2.375x10APIRD
(for TBG; UP TBG; UP TBG Long; Integral-Joint TBG)
TM35C 25W26-80-2U 2444 10 gfg?TBZGBGS]TOBAGPl FEJDF> TBG Long; Integral-Joint TBG) 7
IS SN e 2U 2944 fior e UP T8C: UP TBG Long; Integral-Joint TBG)
v B 31227.551"5]3817%%\(?5? C(fscg)CSG; TBG; UP TBG; UP TBG Long); )
TM3SC 32W36-145-3U 8 421?%6%%?%@?@% ((I;(())rr E(S:géIBG; UP TBG; UP TBG Long); 8.625.4.2Eé§é;)|RD (for
TMA4SC 40W42-120-3U 402 2875 20aAHd ((g EégG;BG UPTBG UPTBGLong) g 676x8APIRD (for LCSG)

I * Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.
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Standard Toolholders - Carbide Cylindrical Shank (U Style)

F— L3 (min)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Carbide Cylindrical Shank for U Style Inserts Spare Parts

Insert Size Ordering Code Dimensions mm Elaigsf » //

IC L L1 (max) L2 L3 (min) D D2 z Insert Screw Torx Key
CTM1SC08C15-40-2U 109 40 18 8 14.75% 1
CTM1SC11C15-60-2U 120 60 > 25 107 1475% 1
CTM2SC14C17-65-2U** 132 65 34 30 14 17.9%% 2

1/4"U CTM25C14C21-65-2U 136 65 30 14 20.65* 2 SN2T HK2T

CTM25C16C21-80-2U 135 80 o 34 16 20.65% 2
CTM35C20C26-110-2U 165 110 40 20 26.0% 3
CTM4S5C25C31-135-2U 186 135 46 25 31.0% 4

* ForTRinserts use the CNC program (D2+0.25mm).
**To be used only with inserts 2UIDD60TM... or 2UIDM60TM...
For insert 2UIDD60 TM... use the CNC program (D2+0.7mm).

Holding Device

LT(max)

Maximum Overhang L3 (min)
Minimum Length

The overhang-to-bar diameter ratio should be as small as possible to eliminate the chance of chatter (vibration).
The minimum length inside a holding device should be 2 times the diameter of the bar shank.
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Carbide Cylindrical Shank (U Style) Applications

Thread Applications for Partial Profile Inserts

Toolholder

Min. Thread Dia.

D2

ISO Coarse

ISO Fine

UNC UN/UNF/UNEF/UNS

BSP (G)

Partial 55° Trapez

M18x2.5;

M16x0.5; M16x0.75;

¥%-10;

7-32UN; %-28UN; %-27UNS;

i6-26; "6-20;  TR22x3; TR24x3;

CTMISC08C15-402U 1475+ M24X3.0: \116,q 6 Mi7x1 25; 90 181 1/ 54UNEF Wi 20UN: Whe t6UN; 204 isr16; Vistl4; T TRIOX4; TR22xS;
M30x3.5; \ X1 MPKLaos i, e IR, Vs 101 %-12; %11, %-10; TR24x5; TR26X5;
M36x4.0 > ~ 1%6 ! e 7%-9; 1-8; 1%-7 TR28x5
W18y 5 MI6X05 MI6X075; 5, 10 %-32UN; %-28UN; %-27UNS; | MR
CTMISC11C15-60-2U 14.75* 2 M16x1.0; M17x1.25; 7, 071 o "e-24UNEF; "46-20UN; SR L9 TR22x3; TR24x3
M2AX30 \i7xis: MI7x20 2% T8 1 16UN; %4-14UNS; Tie-12UN ' P
CTM25CI4C17-65-2U 172 MOOX2:2: M21x2.0 %9 7-10UNS; %s12UN - - -
M24x3.0; M22x0.5; M22x075; 18, 7%-32UN; %-28UN; %-27UNS; %-24UNS; 5, -, 1-26; 1-20; 1-16; rrprop , ,
CTM2SCI4C21-65-2U 2065 M30X3.5 M22x1.0; M23x1.25; 147 7%-20UNEF; 118UNS; %e16UN; 1140NS; 71 1-12; 1-10; 14-9; gﬁégﬁﬂ%ﬁﬁ?g;&
M36x4.0 M23x1.5 M23x2.0 1%-6  %s-12UN; 1-10UNS 1-8; 147 '
Moy, M2205, M22x075, 18, 7-32UN; 7-28UN; 4-27UNS; %4-24UNS; 5, 1, 126; 120; 1-16;
CTM2SCI6C21-80-2U 20,65 \30X3 0 M22x1.0; M23x1.25; 1047, %-20UNEF; 1-18UNS; i T6UN; 1-14UNS; 171 1412 1-10; 1%4-9; (TR26-TR60)X3
D M23x15 M23x2.0 1%-6  '%s-12UN; 1-10UNS 1-8; 147
M27%0.5; M27%075; .
, z o 1%4-28UN; 1/-24UNS; 1/4-20UN; 1626, 1%4-20; )
CTM3SC20C26-1102U 26 M30X3.5: M28x1.0; M2BX1.25 17, 9/ 18U INEF, 194 16UN; 1%-14UNS; 214 1316, 1710, (TR40-TRGOIX3
M36A0 M28x1.5 MIX20 T4 14 120NF; 1%-10UNS; 17is-8UN NI 135, 117 QUBCSSIREIOIAE
XZ2.D; X3, ! ! !
M32x0.5; M32x075;
M331.0; M33x1.25; 1%628UN; 1/2-24UNS; 1/2-20UN; 1%6-26; 1%e-20; ;
CTM4SC25C3113520 31 M36x40 M33X15 M34x20: 1%4-6  1/6-18UNEF; 1%-16UN; 1%-14UNS; 1011 1%-16; 1%-12; gggglg?ﬁgﬁ
M34x2.5; M35x3.0; 1%-12UNF; '1%-10UNS; 176-8UN 146-8
M36x3.5
* ForTRinserts use the CNC program (D2+0.25mm).
**To be used only with inserts 2UIDD60TM... or 2UIDM60TM...
For insert 2UIDD60 TM... use the CNC program (D2+0.7mm).
Thread Applications for Full Profile Inserts (ISO & UN)
Toolholder Cutting ; . )
Toolholder Diameter D2 (mm) Pitch Min. Thread Dia.
* Adjusted D2 mm TPI ISO Fine UN/UNF/UNEF/UNS
250 15 - M28x1.5 -
24.85 20 - M29x2.0 -
CTM3SC20C26-110-2U
2494 - 14 - 11/8-14UNS
24.85 - 12 - 1 1/8-12UNF
300 15 - M33x1.5 -
29.85 20 - M34x2.0 -
CTM4SC 25C31-135-2U
2994 - 14 - 1 3/8-14UNS
29.85 - 12 - 13/8-12UNF

* Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.

Thread Applications for Full Profile Inserts (NPT)

Toolholder Cutting :
Toolholder Diameter D2 (mm) Pitch

Cylindrical or Conical Pre-Drilled Hole

Cylindrical Pre-Drilled Hole

NPT Threading

NPT Threading

e A F
QUL Uit by 1 Radial Pass by 2 Radial Passes (50% / 50%)

CTM1SC08C15-40-2U

PSS S— 14.59 14 1/2-14NPT; 3/4-14NPT =

CTMI1SC11C15-60-2U

CTM25C14C21-65-2U

— 2049 14 3/4-14NPT -

CTM25C16C21-80-2U

CTM3SC20C26-110-2U 25.63 1.5 1-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -

CTM4SC25C31-135-2U 30.63 1.5 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT =

* Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.
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Standard Toolholders - Steel Cylindrical Shank (U Style)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

L1 (max) ———>

Steel Cylindrical Shank for U Style Inserts

L

Spare Parts

”

Insert Size Ordering Code Dimensions mm No. of Flutes / =
IC L L1 (max) L2 L3 (min) D D2 z Insert Screw Torx Key
TM25C18C23-862U 166 86 40 18 233 2
1/4'0 TM35C20C26-1052U 186 105 54 40 20 26 3 SN2T HK2T
TM4SC25C31-1152U 196 15 46 25 31 4
TM35C25C36-125-3U 193 125 46 25 36.5 3
3/8"U 80 SA3T HK3T
TM35C28C36-144-3U 222 144 60 28 36.5 3
Steel Cylindrical Shank (U Style) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 ISO Coarse 1SO Fine UNC  UN/UNF/UNEF/UNS BSP(G) Partial 55°
1-32UN; 1-28UN; 1-27UN;
, | M24x0.5; M25x0.75; M25x1.0; 1-24UNS; 1-20UNEF; L 126, 1-20;
TM25C18C23-8620 233 Mol S MU hosy1 55 M26x1 5 M26x2.0; 1%7  1-18UNS 1-16UN; A s 142
~ M27x2.5 1-T4UNS; 1/e-12UN: 1%4-9; 1467
1%-10UNS; 1%4-8UN
1%4-28UN; 1/-24UNS;
M27x0.5; M27%075; M28x1.0; o 1/-20UN; 14-18UNEF; o, 10426 14-20;
TM35C20C26-105-2U 26 M30x3.5; M36x4.0  M28x1.25; M28x1.5; M29x2.0; 1 ¢  1/-16UN; T/-14UNS; T 1716 2
M30x2.5; M30x3.0 O 114-12UNF; 1%-10UNS; 1%6-8; 147
176-8UN
1%6-28UN; 1/4-24UNS;
M32x0.5; M32x0.75; M33x1.0; 1/5-20UN; 1/5-18UNEF; 1%626; 1%6-20;
TM4SC25C31-115-2U 31 M36x4.0 M33x1.25; M33x15 M34x2.0; 14-6  1%16UN; 1%-14UNS; 1411 1%-16; 1%-12;
M34x2.5; M35x3.0; M36x3.5 1%-12UNF; 1%-10UNS; 1768
176-8UN
TM3SC25C36-1253U 5. MA25x4S; MASXS0; M39X1S; MAOX2S; MAT3.0; oz 1/ ISUNIZ-aLRe o o A6 Tl
TM3SC28C36-144-3U : M56x5.5; M64x6.0  M42x3.5; M42x4.0 AT I ' ¢ oo e
244 1%-8UN; 1%-6UN 1%-5
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The length of cylindrical shank toolholders can be modified to reduce chatter (vibration).
Note: The length of the shank inside the clamping device should be L3 at minimum.




Steel Cylindrical Shank (U Style) Applications (con

Thread Applications for Full Profile Inserts (ISO & UN)

Toolholder Bgmgg%g%m%? Pitch Min. Thread Dia.
* Adjusted D2 mm TPI ISO Fine UN/UNF/UNEF/UNS
22.00 1.5 - M26x1.5 -
21.85 2.0 - M26x2.0 -
TM25C18C23-86-2U a
2194 = 14 - 1-14UNS
21.85 - 12 - 1-12UNF
25.00 1.5 - M28x1.5
24.85 2.0 - M29x2.0 -
TM3SC20C26-105-2U
2494 - 14 - 1 1/8-14UNS
24.85 = 12 - 1 1/8-12UNF
30.00 1.5 - M33x1.5 -
29.85 2.0 - M34x2.0 -
TM4SC25C31-115-2U
2994 - 14 - 1 3/8-14UNS
29.85 - 12 - 1 3/8-12UNF

Thread Applications for Full Profile Inserts (NPT)

Toolholder T[)Oigmggrengu(Ert]ir?w? Pitch Cylindrical or Conical Pre-Drilled Hole Cylindrical Pre-Drilled Hole
. NPT Threading **NPT Threading by 2 Radial
*
bt o U by 1 Radial Pass Passes (50% / 50%)

TM25C18C23-86-2U 22.63 11.5 1-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT
TM3SC20C26-105-2U 25.63 11.5 1-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT =
TM4SC25C31-115-2U 30.63 11.5 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM3SC25C36-125-3U

35.65 1.5 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT =
TM3SC28(C36-144-3U
TM3SC25C36-125-3U

] 3565 8 - 2 1/2..10-8NPT

TM3SC28C36-144-3U
**When the pre-drilled hole for 8NPT is conical, the thread can be machined in one pass.

Thread Applications for Full Profile Inserts (APl Round)

Cylindrical or Conical Pre-Drilled Hole

Toolholder Cutting Conical Pre-Drilled Hole only

Toolholder 4 Pitch (for cylindrical 2 radial passes 50%/50%;
Diameter D2 (mm) for conical one radial pass) (one pass)
* Adjusted D2 TPI Thread Dia.
1.05x10APIRD (for UP TBG; UP TBG Long);
TM25C 18C23-86-2U 2174 1315..2.375x10APIRD
(for TBG; UP TBG; UP TBG Long; Integral-Joint TBG)
10 1.66..2.875x10APIRD -
TM35C 20€26-105-2U 2444 (for TBG; UP TBG; UP TBG Long; Integral-Joint TBG)
166..3.5x10APIRD
THESE 25012 2944 (for TBG; UP TBG; UP TBG Long; Integral-Joint TBG)
TM3SC 25C36-125-3U 47 5 2.375..20x8APIRD (for CSG; TBG; UP TBG; UP TBG Long); 8:625..9.625X8APIRD (for LCSG)
TM3SC 28C36-144-3U ' 4.5..7.625x8APIRD (for LCSG) 8.625..20x8APIRD (for LCSG)

I * Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.
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Shell Mill (U Style)

L2

Shell Mill for U Style Inserts

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

D1>Da

Combi Shell Mill
Adaptor is preferable

Adaptor not included

Spare Parts

Insert Size Ordering Code Dimensions mm No. of Flutes ’ / ‘ //\
Ic DI D2 dH?) H L2 Z  |insertScrew| TorxKe Holder Screw Holder
Y Screwdriver
TM4SC-D42-16-3U 34 4 16 40 8.0 4 SAST-C5 (M8x1.25x28)  TKST
3/8'U TM5SC-D48-22-3U 40 48 2 40 80 5 SN3T HK3T
M10x1.50x35 -
TM6SC-D56-22-3U 48 56 2 40 8.0 6
TM6SC-D88-27-4U 76 88 27 50 108 6 M12x1.75x40
1/2'U SA4T HK4T =
TM7SC-D98-32-4U 85 98 32 55 108 7 M16x2.0x40
Shell Mill (U Style) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 ISO Coarse SO Fine UNC UN/UNF/UNEF/UNS  BSP (G) Partial 55°
MABXS.0l  \iasy1 5 M4Sx2.0,MA6x25 245 1%-16UN; 1%-T4UNS; 1%e-T2UN; V416, 174-12; 74-8:
TM4SC-D42-16-3U ) M56x5.5: i o o =% NI i 170120 NIRRT

M64x6.0- M48x3.0; M48x3.5; M48x4.0 2%-4

1%6-8UN; 11%6-6UN 2= 1% 6,245

Ms6x55  M52x1.5 M52x2.0;

, 2%4-45  2-16UN; 2-14UN; 2-12UN; 2-16; 2/4-12; 208,
e ¢ MoH6D 125331 cc g 2%-4  2/-10UNS; 2/6-8UN: 2%6-6UN 1A 26353045 24
25716, 2-12
M60X15MEOQOME0X25, o, 5 2%-16UN; 2%-14UN; 2%-12UN; 40 2V-8;
Uileb05-2250 I MEHG.0  M60x3 0; Mb4x4.0 2A=4 5U10UNS; 2%-8UN; 2/-6UN 2711 2%4-6135;31-45;
4Va-4
TM6SC-D88-27-4U 88 : M95x6.0; M125x8 44 44N - 434/
TM/SC-D9832-4U 98 - M105x6.0; M125x8 - 44AN - a4
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Shell Mill (U Style) Applications (cont

Thread Applications for Full Profile Inserts (NPT)

Toolholder Cutting Diameter

Toolholder 2 (mm) Pitch Cylindrical or Conical Pre-Drilled Hole Cylindrical Pre-Drilled Hole
I T T 2k

TM4SC-D42-16-3U 4115 11.5 1 1/2-11.5NPT; 2-11.5NPT =
TM4SC-D42-16-3U 4115 8 21/2..10-8NPT
TM5SC-D48-22-3U 4715 1.5 2-11.5NPT -
TM5SC-D48-22-3U 4715 8 - 21/2..10-8NPT
TM6SC-D56-22-3U 55.15 8 - 21/2..10-8NPT
TM6SC-D88-27-4U 88.06 8 31/2"..160D-8NPT 160D...240D-8NPT
TM7SC-D98-32-4U 98.06 8 4"..160D-8NPT 160D...240D-8NPT

**When the pre-drilled hole for 8NPT is conical, the thread can be machined in one pass.

Thread Applications for Full Profile Inserts (APl Round)

Cylindrical or Conical Pre-Drilled Hole

Toolholder Cutting Diameter ] A : . Conical Pre-Drilled Hole only
Toolholder Pitch (for cylindrical 2 radial passes 50%/50%;
D2 (mm) for conical one radial pass) (one pass)
* Adjusted D2 TPI Thread Dia.
FBLTA 2.875..20x8APIRD (for CSG; TBG; UP TBG; UP TBG Long);
[AESADAE 402 45..7625x8APIRD (for LCSG)
TM5SC-D48-22-3U 462 8 3.5.-20xBAPIRD (for CSG; TBG; UP TBG; UPTBG Long); g 675 0x8APIRD (for LCSG)

4.5..7.625x8APIRD (for LCSG)

PN 4..20x8APIRD (for CSG; TBG; UP TBG; UP TBG Long);
IhMGSC D562 542 45.76258APIRD (for LCSG)

I * Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.
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Standard Toolholders - Weldon Shank (L Style - Mini L)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Weldon Shank for Mini-L Style Inserts

Spare Parts

Insert Size Ordering Code Dimensions mm No. of Flutes , A?‘
IC L L1 L2 D D1 D2 yA Insert Screw Torx Key
TM1SC16W13-29-5L 81 29 16 9.8 13.0 1
TM2SC16W14-33-51 85 33 1.1 16 10.3 13.5 2
Wiy TM3SC0W18-42-51 9% 4 20 143 177 3 SNSLTR K7T
TM2SC16W14-35-5-ABUT 88 35 187 16 10.3 14.0 2
TM3SC20W18-45-5l-ABUT 100 45 20 143 18.2 3
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Weldon Shank (L Style - Mini L) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.
D2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G) Partial 55° Trapez
‘ A A %6-32UN; %e-28UN; %6-27UNS; A
TMISCI6W13-29-5L 13 Moz MIEOSMIBOISMIAI0; e gy 9 24UNEF; %-20UN %18UNF, %19 %14 THISK
2 : %-16UN; %-14UNS; %-12UN
‘ . ‘ %-32UN; %-28UN: %-27UNS; _
TM2SCIOW14-335L 135 Miexa X0 MIOISIMISA0 5 DaUNER %-200N; %-18UNE, %19 Wiela TRICKS:
i ~ %-16UN; %-14UNS; 1s-12UN
, , , %-32UN; %-28UN; 7%-27UNS;
TM3SC20W18-42-5L 177 - MIoX0.5; MIXO.75: MISXT.OF 34 24UNS; 46-20UNEF; 7-T8UNS;  -14 - TR20X2
i : %s-16UN: 7-14UNF; 6-12UN
Thread Applications for Full Profile Inserts (ISO, UN, NPT)
Toolholder Min. Thread Dia.
D2 ISO Fine UN/UNF/UNEF/UNS NPT
, , %-18UNF; %-16UN;
TM1SC16W13-29-5L 13 M14.5x1.0; M15x1.5; M17x2.0 S 14ONS, % 120N %-18NPT
, , %-18UNF; %-16UN;
TM2SC16W14-33-5L 135 M15x1.0; M16x1.5; M17x2.0 S 14N, e 20N %-18NPT
TM3SC20W18-42-51 177 M19x1.0; M20x1.5; M20x2.0 7%-18UNS; '%is-16UN; 7%-14UNF; %ie-12UN -
Thread Applications for Full Profile American Buttress Inserts
Toolholder Thread Dia.
D2 American Buttress
TM2SC16W14-35-51-ABUT  14.0 (0.875"-4")-16; (0.875"-6")-12; (0.875"-16")-10
TM3SC20W18-45-5L-ABUT ~ 18.2 (1.25"-4")-16; (1.25"-6")-12; (1.25"-16")-10
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Standard Toolholders - Carbide Cylindrical Shank (L Style - Mini L)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Carbide Cylindrical Shank for Mini-L Style Inserts Spare Parts
Insert Size Ordering Code Dimensions mm No. of Flutes , /‘
IC L L1 (max) L2 L3 (min) D D2 z Insert Screw Torx Key
CTM1SC09C13-43-5L 109 43 20 9.5 13.0 1
CTM2SC10C14-50-5L 116 50 1.1 22 10 13.5 2
wiory  _CTM3SClacia-65-51 132 65 30 14 177 3 SNSLTR K7T
CTM25C10C14-50-5L-ABUT 116 50 187 22 10 14.0 2
CTM3SC14C18-65-5L-ABUT 132 65 ' 30 14 18.2 3

Holding Device

Maximum Overhang L3 (min)
Minimum Length

The overhang-to-bar diameter ratio should be as small as possible to eliminate the chance of chatter (vibration).
The minimum length inside a holding device should be 2 times the diameter of the bar shank.
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Carbide Cylindrical Shank (L Style - Mini L) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.

D2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G) Partial 55° Trapez

, A , %e-32UN; %6-28UN: %6-27UNS; ‘

CTMISC09CT3-43-51 13 Mioxa MO MIBOISMIAXTIO 501 9o 24UNEF, %-20UN, %18UNF, %19 %14 TaISKZ
= : %-16UN; %-14UNS; %-12UN

, , , %-32UN; %-28UN: %-27UNS; ‘

CTM25C10C14-50-51 135 Mis X0 MDXOISIMISAO o DaUNEF, %-20UN; %-18UNE, %19 Wiela TRISKS:
S : %-16UN: %-14UNS; Vie-T2UN
, , , %-32UN; %-28UN; %-27UNS;

CTM35C14C18-65-51 177 - MI9x0.5; MI9x0.75; MTOXT.O; 3 541N5; 154620UNEF; %-18UNS;  Ya-14 - TR0X2

M20x1.5; M20x2.0 - 16UN: 7-14UNF; %i6-120UN

Thread Applications for Full Profile Inserts (ISO, UN, NPT)

Toolholder Min. Thread Dia.
D2 IS0 Fine UN/UNF/UNEF/UNS NPT
CTM1SC09C13-43-5L 13 M14.5¢1.0; M15x1.5; M17x2.0 N SN %-18NPT
CTM25CT10C14-50-5L 135 M15x1.0; M16x1.5; M17x2.0 e o %-18NPT

CTM35C14C18-65-5L 17.7 M19x1.0; M20x1.5; M20x2.0 78-18UNS; %e-16UN; 7-14UNF; %16-12UN =

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
CTM2SC10C14-50-5L-ABUT ~ 14.0 (0.875"-4")-16; (0.875"-6")-12; (0.875"-16")-10
CTM3SC14C18-65-51-ABUT ~ 18.2 (1.25"-4")-16; (1.25"-6")-12; (1.25"-16")-10
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Standard Toolholders - Weldon Shank (L Style - 3/8” L)

ABUT Holder

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Weldon Shank for 3/8”L Style Inserts

Spare Parts

Insert Size Ordering Code Dimensions mm No. of Flutes ' /’
IC Toolholder L L1 L2 D D1 D2 z Insert Screw Torx Key
TMI1SC25W21-50-3L 115 50 25 12.7 21.6 1 SN3T
TM2SC25W28-70-3L 135 70 70 25 18.1 28.5 2 SA3T
3/8"L TM3SC32W33-90-3L 158 90 32 220 335 3 SN3T HK3T
TM2SC25W26-80-3L-ABUT 143 80 47 25 20.1 264 2 —_—
TM3SC32W35-105-3L-ABUT 172 105 A 32 28.0 355 3
Weldon Shank (L Style - 3/8” L) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 Trapez American ACME Stub ACME
TM1SC25W21-50-3L 21.6 (TR30-36)x6 15, 136-4; 1/5-4 1%-5; 136-4; 154
TM2SC25W28-70-3L 28.5 (TR38-44)x7 13-4 =
TM3SC32W33-90-3L 335 (TR46-52)x8 2-4; 2Y4-3; 2V2-3; 2%/4-3 2-4; 2Y4-3; 25-3; 2%/4-3

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
TM2SC25W26-80-3-ABUT 264 (1.75"-4")-16; (1.75"-6")-12; (1.75"-6")-10; (1.75"-6")-8; (1.75"-6")-6
TM3SC32W35-105-3-ABUT 355 (2.5"-4")-16; (2.5"-6")-12; (2.5"-6")-10; (2.5"-6")-8; (2.5"-6")-6
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Standard Toolholders - Carbide Cylindrical Shank (L Style - 3/8” L)

ABUT Holder ABUT Holder

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Carbide Cylindrical Shank for 3/8” L Style Inserts Spare Parts
Insert Size Ordering Code Dimensions mm No. of Flutes , /,
IC Toolholder L L1(max) L2 L3(min) D D2 z Insert Screw Torx Key
CTMI1SCA"C21-75-3L 115 75 40 12.7 21.6 1 SN3T
CTM25C18C28-100-3L 155 100 7.0 46 18 28.5 2 SA3T
3/8'L HK3T
CTM35C20C33-120-3L 176 120 46 20 335 3 SN3T
CTM2SC20C26-105-3L-ABUT 1725 105 4.7 40 20 264 2 SA3T
Carbide Cylindrical Shank (L Style - 3/8” L) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 Trapez American ACME Stub ACME
CTM1SCA"C21-75-3L 21.6 (TR30-36)x6 a5, 16-4; 154 1%-5; 136-4; 1/5-4
CTM25C18C28-100-3L 28.5 (TR38-44)x7 1944 =
CTM35C20C33-120-3L 335 (TR46-52)x8 2-4; 2/4-3; 22-3; 2°/4-3 2-4:2/2-3; 2/2-3; 243

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
CTM25C20C26-105-3L-ABUT 264 (1.75"-4")-16; (1.75"-6")-12; (1.75"-6")-10; (1.75"-6")-8; (1.75"-6")-6

Holding Device

LT(max)

Maximum Overhang L3 (min)
Minimum Length

The overhang-to-bar diameter ratio should be as small as possible to eliminate the chance of chatter (vibration).
The minimum length inside a holding device should be 2 times the diameter of the bar shank.
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Shell Mill (L Style - 3/8”L)

LZ

A

D1>Da - Combighe\l Mill Adaptor is preferable
a

D2

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Shell Mill for 3/8” L Style Inserts Spare Parts
Insert Size Ordering Code Dimensions mm No. of Flutes , /, ‘
IC Toolholder D1 D2 d(H7) H L2 VA Insert Screw| TorxKey | Holder Screw
TM75C-D80-32-3L 69.2 80 32 55 70 7 M16x2.0x40
3/8"L TM5SCGD48-22-3-ABUT 41.0 48 22 40 47 5 SA3T HK3T M10x1.50x35
TM6SCD58-27-3L-ABUT 51.0 58 27 ' 6 M12x1.75x40

Shell Mill (L Style - 3/8” L) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.

D2 Trapez American ACME Stub ACME

TM75C-D80-32-3L 80 (TR115-130)x6; (TR175-240)x8 - =

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
TM5SC-D48-22-31-ABUT 48 (3.0"-6")-12; (3.0"-6")-10; (3.0"-6")-8; (3.0"-6")-6
TM6SC-D58-27-3L-ABUT 58 (4.0"-6")-12; (4.0"-6")-10; (4.0"-6")-8; (4.0"-6")-6
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Shell Mill (5/8”V Style)

D1=Da - Combi Shell Mill Adaptor is preferable

Da *
Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter
Shell Mill for 5/8”V Style Inserts Spare Parts
Insert Size Ordering Code Dimensions mm No. of Flutes / /\ ‘
IC Toolholder D1 D2  d(H7) H L2 z Insert ISrlig\r/:[/ Torx Key | Holder Screw
TM6SC-D88-32-5V6-ABUT  72.5 88 32 479 535 6 S5VI4ABUT-TM...
5/8"V 51.7 8.50 5VI2.5ABUT-TM..|  SA5T HKST M16x2.0x40
TM6SC-D88-32-5V8-ABUT  72.5 88 32
50.0 710 6 S5VI3BABUT-TM...
Shell Mill (5/8”V Style) Applications
Thread Applications for Full Profile American Buttress Inserts
Toolholder Thread Dia.
D2 American Buttress
TM6SC-D88-32-5V6-ABUT 88 (5.0-24")-4
TM6SC-D88-32-5V8-ABUT 88 (6.0"-24")-3; (7.0"-24")-2.5
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Standard Toolholders - Steel Cylindrical Shank (A Style)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Steel Cylindrical Shank for A-Style Inserts

Spare Parts

Insert Size Ordering Code Dimensions mm No. of Flutes / ,
IC L L1 (max) L2 L3 (min) D D2 z Insert Screw Torx Key
1/4"A TM3SC20C26-105-2A 184 105 30 40 20 26.0 3 SN2T HK2T
3/8"A TM3SC28C35-144-3A 218 144 4.0 46 28 353 3 SA3T HK3T
Steel Cylindrical Shank (A Style) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G)
TM3SCI0CI6-105-2A 26 i M28x1.5; M29x2.0; i 1%-16UN; 1%4-14UNS; 1%6-12UN; i

M30x2.5; M30x3.0

17-10UNS; 1%s-8UN

M38x2.0; M39x2.5;
TM35C28C35-144-3A 353 - M39x30. MAOXA0

1%6-12UN; 1%-10UNS; 1%-8UN;
1%-6UN

The length of cylindrical shank toolholders can be modified to reduce chatter (vibration).
Note: The length of the shank inside the clamping device should be L3 at minimum.
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Recommended Grades, Cutting Speeds Vc [m/min] and Feed f [mm/tooth]

] . Feed* f [mm/tooth] by
z velm/min] Cutting Dia. (D2)
[ z d
Materia S Hardness )
Group | = | Material Brinell 1B | VBX VTX 1323 | 24-42 | Shell Mill
1 Low Carbon (C=0.1-0.25%) 125 100-210 | 90-180 | 0.20-0.32 | 0.30-0.50 | 0.30-0.75
2 | Unalloyed Steel Medium Carbon (C=0.25-0.55%) 150 100-180 | 90-170 | 0.20-0.32 | 0.30-0.50 | 0.30-0.75
3 High Carbon (C=0.55-0.85%) 170 100-170 | 90-160 | 0.15-0.23 | 0.25-0.35 | 0.25-0.52
4 Non Hardened 180 60-90 |90-155 | 0.17-0.28 | 0.28-045 | 0.28-0.67
5 | oy e 5o | Hardened 275 80-150 | 80-160 | 015-0.28 | 0.25-045 | 0.25-0.67
6 Hardened 350 70-140 | 70-150 | 015-0.25 | 0.25-0.40 | 0.25-0.60
7 | High Alloy Steel Annealed 200 60-130 | 70-115 | 015-0.22 | 0.20-0.30 | 0.20-0.45
g | (@lloying elements>5%) | tjardened 325 70110 |60-100 | 013-021 | 018-0.30 | 0.18-0.45
ot e Low Alloy (alloying elements <5%) | 200 100-170 | 100-170 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
as e
10 High Alloy (alloying elements >5%) | 225 70-120 | 70-130 0.12-0.22 | 0.17-0.30 | 0.17-0.45
11 | stainless Steel Non Hardened 200 100-170 | 120-180 | 0.15-0.22 | 0.22-0.34 | 0.22-0.50
12 | Ferritic Hardened 330 100-170 | 120-180 | 0.16-0.23 | 0.21-0.32 | 0.21-0.48
13 | Stainless Steel Austenitic 180 70-140 | 100-140 | 0.15-0.25 | 0.25-0.40 | 0.25-0.60
M 4| AISIETIE Super Austenitic 200 70-140 | 100-140 | 0.12-0.20 | 0.17-0.26 | 0.17-0.39
Stainless | 15 | giainless Steel Non Hardened 200 70-140 | 100-140 | 016-0.24 | 0.25-0.37 | 0.25-0.55
dteel 75| Cast Fenritic Hardened 330 70-140 | 100-140 | 012020 | 017-0.26 | 0.17-0.39
17 | stainless Steel Austenitic 200 70-120 | 100-120 | 015-0.22 | 0.20-0.30 | 0.20-0.45
Cast Austenitic Hardened 330 70-120 | 100-120 | 0.12-0.20 | 0.17-0.26 | 0.17-0.39
Malleable Ferritic (short chips) 130 60-130 | 100-120 | 0.16-0.24 | 0.25-0.37 | 0.25-0.55
Castlron Pearlitic (long chips) 230 60-120 |80-100 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
Low Tensile Strength 180 60-130 | 80-100 | 015-0.22 |0.22-0.34 | 0.22-0.50
Grey Cast Iron
High Tensile Strength 260 60-100 |80-100 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
Ferritic 160 60-125 |80-100 | 0.10-0.20 | 0.15-0.25 | 0.15-0.37
Nodular Sg Iron
Pearlitic 260 50-90  [60-90 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
Aluminium Alloys Non Aging 60 100-250 0.30-0.50 | 0.60-1.00 | 0.60-1.50
Wrought Aged 100 100-180 0.28-0.50 | 0.50-0.90 | 0.50-1.20
Cast 75 150-400 0.28-0.50 | 0.50-0.90 | 0.50-1.20
Aluminium Alloys
Cast & Aged 90 150-280 0.25-040 | 0.40-0.60 | 0.40-0.90
Aluminium Alloys Cast Si 13-22% 130 80-150 0.28-0.50 | 0.50-0.90 | 0.50-1.20
Copper and Brass 90 120-210 | 100-200 | 0.30-0.50 | 0.60-1.00 | 0.60-1.50
Copper Alloys Bronze and Non Leaded Copper 100 120-210 | 100-200 | 0.28-0.50 | 0.50-0.90 | 0.50-1.20
Annealed (iron based) 200 2045 | 20-40 | 0.09-015 |0.12-0.22 | 0.12-0.33
S 20 | High Temperature Aged (iron based) 280 2030 | 20-30 0.07-0.13 | 0.10-0.20 | 0.10-0.30
et 21 | Alloys Annealed (nickel or cobalt based) | 250 1520|1520 0.08-0.15 | 0.08-0.20 | 0.08-0.30
ea ——
Resistant | 22 Aged (nickel or cobalt based) 350 10-15 10-15 0.08-0.15 | 0.08-0.20 | 0.08-0.30
Material | 23|_ Pure 995 Ti 400Rm | 70-140 |70-120 | 0.07-0.13 |0.10-0.20 | 0.10-0.30
+—— Titanium Alloys
24 a+B alloys 1050Rm | 20-50 | 20-50 | 0.07-0.13 | 0.10-0.20 | 0.10-0.30
H 25 45-50HRc | 15-45 | 15-45 0.05-012 | 0.05-0.18 | 0.05-0.27
Hardened — Extra Hard Steel Hardened & Tempered
draened ) g 51-55HRC | 15-40 | 15-40 | 0.05-012 | 0.05-0.18 | 0.05-0.27
Material
* When using a Shell Mill toolholder, the feed can be increased by 50%.
* For 3/8"Litis recommended to machine in two passes and decrease the feed by 40%.
Grades
Gk Application U Style A Style Mini-L Style 3/8"L Style  Vertical Style V Style

VBX

TiCN coated carbide grade.
Excellent grade for Steels and General Use.

VTX

TiAIN coated carbide grade.
Ideal for Stainless Steels.

PPoisiso

nvvvargus |

NEUMO Ehrenberg
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