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Quality Standard

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

ISCAR'’s inventory.
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MULTI-mASTER USER GUIDE
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Exchangeable Solid Carbide Heads =
2
Helix Angle | No. of Flutes | Diameter Range | Remarks Page _
-
10° 2 7.8-16 Slot Drill Milling Heads 24 m
G -
450 2,3 6-20 High Speed Machining on Aluminum 21 D
High Speed Machining on m
= o -
D &0 & 9 Aluminum-CHATTERFREE 2 :
MM ECU 38° 3 7.7-19.7 For Keyways (DIN 6885) 15 B
450 3 8-12 - 15 w
MM EC-4 300, 45° 4 5-20 - 16 m
MM EC-6 30°, 45° 6 8-12 For Machining Hardened 17
MM EC-D 50° 6, 8, 10 8-20 Steel (up to 65 HRC). G
MM ECK-CF 35¢°, 38° 5,6 8-32 For Machining Titanium Alloys 24 '
MM EC-8/10 30°, 45° 8,10 16-25 = 18 @
450 4 8-25 Finishred 19 W
MM EFS-CF 38° 4 6-25 Finishred CHATTERFREE 20 iy
MM EC-CF 38° 4,12 18 ;
MM EC-CF-1.5xD 30,4650 | 47,9 |5 CHATTERFREE 23 w
MM ERA 45° 3 8-25 Rough Machining on Aluminum 21 W
MM ERS 45° " 20 _
MM ERS-1.5xD 40°-47° G @ |G Fenign g 20 mﬂf
Ball Nose '
o -
MM EBA 45 2 825 for Machining Aluminum % &
— 1 6,8 Engraving 52 ﬁ
— 6 10-25 Face Mill 15 '
oo e 2,4 5-25 . 35
30°,37°,38 ) 8.9 Ball Nose Miling - m
45°
— 4 8,10,12,16 Oval-Shaped (Barrel) 38 @

= Economical

Member IMC Group




A
LLI
—
@)
<
=
5
D)
=

7=

INDEXABLE SOLID CARBIDE LINE

Exchangeable Solid Carbide Heads

USER GUIDE

MM ECS

MM ECDF

MM TS

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

MM GRIT-4T8

= Economical

ISCAR

Helix Angle | No. of Flutes | Diameter Range | Remarks Page
— 4 8,10,12,16 Lens-Shaped (Barrel) 37 D
- 2 Ege gzlrlmgrzlsﬁi;?;hing # 10 @
- Z 029 ggﬂi‘?@iﬁ&ﬂ%ﬁﬁlﬁm # 1@ &
— 2 10-20 Torodial % B m
- 2 10-20 Feed Mil 00 "h}‘,‘
— 4,6 8-25.4 Feed Mill 31l w
30° 6 8-16 Torodial 36 m
_ i §$g7 Corner Rounding ig @
- e o (Sremonenes | 5 g B
— 4,6 10-25 Chamfering and Countersinking 47 @
— 2 1.07-6.41 Centering Drills (DIN 332) 54 @
— 2 8-20 Flat Bottom Drill Heads 56 »
— 2 9.8-15.7 Double Chamfering 47 @;
— 3 7.4-11.6 Double Chamfering 48 @
— 4,6 7.7-25 Groove Miling 486,(231’ E
— 3 15.717.7 Groove Milling 59 @
— 4 21.7,27.7 Groove Milling 60 s
— 81042 |o075%% | TSl 64 e 3
— 4 21.7 Involute Spline 63 *
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INDEXABLE SOLID CARBIDE LINE

Exchangeable Solid Carbide Heads

USER GUIDE

MM GRIT-45A =

MM GRIT 28P-DR =

MM TS-DG =

MM TRF 55 =

MM TRF 60 =

SD TRD-M-SP =

SD TRD-W-SP =

MM TRD =

MM ESR BLANKS
MM ESR-1.5D BLANKS

MM TC-G =

Helix Angle | No. of Flutes | Diameter Range | Remarks Page .
3,4,6 17.7,21.7,27.7 45° Chamfering 48 g @-
6 — Corner Round Milling 50 w
L T
4 15.5,18.5, 24.5 63 %
o [ges . . &
o [t g &
8,10 31.7,39.7 60° Partial Profile 73 ‘i‘
8,10 31.7,39.7 55° Partial Profile 73 Q#;
34 16.7,21.7 55° / 60° Partial Profile 70-71 . 5
— — ggg p Blank Heads 77 g
L [T, 7o e
2 4-5.9 Modular SUMOCHAM Dill 57 m

Member IMC Group
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INDEXABLE SOLID CARBIDE LINE

USER GUIDE

Indexable Endmills with a MULTI-MASTER Adaptation
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T290 ELN-MM

HP E90AN-MM

T490 ELN-MM

H490 E90AX-MM

HM90 E90A-MM

FF EWX-MM

E90SO-MM

HM390 ETP-MM

HM390 ETC-MM

HCE-MM

E93CN-MM

FFT3 EFM-MM

FFX4 ED-MM

H690 EWN-MM

FFT3 EFM-MM

ISCAR

Helix Angle |No. of Flutes |Diameter Range | Remarks Page
2,34 10-16 = 25
2,3,4,5 12,16,20 = 25
2,3 16,20 = 25
3 20 — 26

2,345 16,20,25,32 — 26,28
2,3,4 16,20,25 — 33
23456 |10-20 = 26
2,34 8-16 = 27
2,34 16,20,25 = 27
2 12,16,20 = 28
2,3 16,20 — 39
2-6 10-25 — 32
2,34 16,20,25 = 33
3,5 20,25 — 29
2-6 8-25 — 32

_llill




MULTI-mASTER USER GUIDE
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Indexable Endmills with a MULTI-MASTER Adaptation CITD

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

|_

—

= 2 12-25 = 45 :)
— 2 12,16,20,25 — 45
CH45-MM-PN06 = 12,3 11.7,16.7,18.7 — 51
SGSF/A-MM — 3,4,6 32,40 — 66
TGSF-MM — 5 50 — 66
ETS-LN08-MM — 4,6 32,40 — 66
= 12,3 13.7-30.4 - 74

Shanks for MULTI-MASTER Adaptation

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

— 10-16 — TO6-T10 81 §

MM GRT (shanks) _ 9.52-12.7 _ T06-T08 s | @

MM S-A (straight _ 19-40 — T05-T21 82 E
shanks)
— 8-40 — T05-T15 82 :

MM S-B (85°
conical shanks)

Member IMC Group




MULTI-mASTER USER GUIDE
oC
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CIT) Shanks for MULTI-MASTER Adaptations
E Connection Connection Thread
n Connection Thread | Diameter Machine | Shank Size Nominal Size Workpiece
— Size (THSZMS) Side (DCONMS) (SS) (THSZWS) Page
|_
= MM S-D (89°
D) SD - 12-32 - T05-T15 83 | /[ me—
E conical shanks)
i : ER11-ER32 | T04T12 84 4;
MM S-ER-H - - ER32 T05-T15 84 j
MM S-A-HSK - 40-63 - T05-T15 85 t
- 40 - T06-T15 85
- 32-80 - T05-T15 85
M06-M12 9.7-21 - TO6-T08 86
MM CAB-T-T-W T06-T15 9.6-24 - T05-T12 86
T10-T15 15.2-23.9 - M4x0.5 ,M5x0.5 ,M6x0.5 87
MM CAB-T-T T04-T21 - - T04-T21 86

Accessories for MULTI-MASTER Heads

Page

MM Adjustable 1 |

Torque Keys

ISCAR




USER GUIDE

MULTI-MASTER and FLEXFIT Connection Options

MILLING HEADS ADAPTERS SHANKS
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Features

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

Member IMC Group
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INDEXABLE SOLID CARBIDE LINE
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Do not apply lubricant to the threaded connection.

Thr_ead Key Tightening Torque
Size (Nxcm)
T04 MM KEY 6x4 400
T05 MM KEY 6x4 700
TO06 MM KEY 8x5 1000
T08 MM KEY 10x7 1500
T10 MM KEY 13x8 2800
T12 MM KEY 16x9 2800
T15 MM KEY 20 4000
T21 MM WRENCH 24-21 11000 Py
() Order separately e fh—
="\ -
—— —=Eh 7
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USER GUIDE
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Accessories , <
o
MM Adjustable Torque @ EI
Keys AP —
Adjgstable Torque Handle = as |j
and Keys for Secure and @ C"
Accurate Tightening of MULTI- o4 D)
MASTER Miling Heads E
Fig. TS Key 07
TORQUE WRENCH 5-50Nm 9X12 1 - - -
MM WRENCH 6-05 2 T05 - 7.0
MM WRENCH 8-06 2 T06 - 100
MM WRENCH 10-08 2 T08 - 15.0
MM WRENCH 13-10 2 T10 - 28.0
MM WRENCH 16-12 2 T12 - 28.0
MM WRENCH 20-15 2 Ti5 - 40.0
MM WRENCH 4E-05 3 T05 - 7.0
MM WRENCH 5E-06 3 T06 - 10.0
MM WRENCH 7E-08 3 T08 - 15.0
MM WRENCH 8E-10 3 T10 - 28.0
MM WRENCH 9E-12 8 T12 - 28.0
INSERT TOOL 3/8" 9X12mm 4 - - -
BIT SOCKET T20 3/8" DRIVE 5 Torx T20
BIT SOCKET T25 3/8" DRIVE 5 Torx T25
BIT SOCKET T30 3/8" DRIVE 5 Torx T30
BIT SOCKET T40 3/8" DRIVE 5 Torx T40
BIT SOCKET T50 3/8" DRIVE 5 Torx T50

e NOTE: Recommended clamping torque for each MULTI-MASTER connection size, see page 10
™) MULTI-MASTER connection size
(2) Clamping torque Nxm

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

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

Member IMC Group
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E Grade Priorities for MULTI-MASTER Solid Carbide Heads
T ISO P | 1isom  [BEELNS ISON ISO S ISO H
|j 12-13  E 15-20 21-28 31-37 38-41
) Material Groups Stainless Steel Sfinltess_,t_s t;el High Tem Hard Steel &
Ferritic & D ustenitic & Cast Iron Nonferrous 9 P Hardened Cast
" uplex (Ferritic- Alloys
E Martensitic Austenitic) Iron
Harder
A IC903 |C903
MULTI-MASTER
Endmills
Roughing/ v
Semi-Finishing
Tougher
Coolant N Y Y N Y Y N
Harder
MULTI-MASTER
Endmills
IC608 IC608 IC608 IC608
IC908 IC908 IC908 IC908 IC908
|C08

Finishing Tougher
Coolant N Y Y N Y Y N

W First choice

ISCAR




Machining Data for MULTI-MASTER Exchangeable Solid Carbide Heads

USER GUIDE

o
@«

Tensile Material Cutting Speed (m/min)
Strength | Hardness | Group
Material Condition [N/mm?] HB No. [1C900/IC608| 1C903 1C300 1C08
<0.25% C annealed 420 125 1 260-280 | 260-280 | 210-220 | 180-200
non-alloy >0.25% C annealed 650 190 2 200-230 | 200-230 | 160-180 | 140-160
igg:?g’:w <0.55% C quenched and tempered 850 250 3 160-220 | 160-220 | 130-180 | 110-150
cutting steel 055% G annealed 750 220 4 160-220 | 160-220 | 130-180 | 110-150
quenched and tempered 1000 300 5 140-180 | 140-180 | 110-140 | 100-130
annealed 600 200 6 160-220 | 160-220 | 130-180 | 110-150
'(%”;’Sat'faynag% oot gizd) 930 275 7 120180 | 120-180 | 100-140 | 80-130
alloying elements) quenched and tempered 1000 300 8 130-180 | 130-180 | 100-140 | 90-130
1200 350 9 140-180 140-180 | 110-140 | 100-130
high alloyed steel, cast annealed 680 200 10 130-180 | 130-180 | 100-140 | 90-130
steel and tool steel quenched and tempered 1100 325 11 70-120 70-120 | 60-100 | 50-80
stainless stel and cast stes! ferritic / martensitic 680 200 12 80-160 80-160 | 60-130 | 60-110
martensitic 820 240 13 60-150 60-150 | 50-120 | 40-100
stainless steel and cast steel austenitic, duplex 600 180 14 60-120 60-120 | 50-100 40-80
sy lEnEs) ferritic / pearlitic 180 15 80-260 80-250 | 60-210 | 60-180
pearlitic / martensitic 260 16 130-240 130-240 | 100-190 | 90-170
nodular cast iron (GGG) ferrit.ifl; 160 17 150-280 | 150-270 | 120-220 | 100-200
pearlitic 250 18 90-280 90-270 | 70-220 | 60-200
malleable cast ron ferritic 130 19 150-280 | 150-270 | 120-220 | 100-200
pearlitic 230 20 140-240 140-240 | 110-190 | 100-170
ST £ not hardenable 60 21 800-900
hardenable 100 22 700-800
. o o not hardenable 75 23 800-900
Wil SRS hardenable 90 24 750-850
cast alloys - -
>12% Si high temperature 130 25 400-450
>1% Pb free cutting 110 26 500-550
copper alloys brass 90 27 500-550
electrolytic copper 100 28 350-380
non metallic duroplastics, fiber plastics 70 Shore D 29
hard rubber 55 Shore D 30
Fo based annealed 200 31 20-40 20-40 20-30 10-20
high hardened 280 32 20-40 20-30 20-20 10-20
temperature ) annealed 250 B8] 20-50 20-30 20-20 20-50
alloys E‘;;’é dCO hardened 350 34 20-70 20-30 | 2020 | 20-50
cast 320 35 30-70 30-80 20-60 20-50
i oy pure 400 190 36 30-70 30-80 20-60 20-30
alpha+beta alloys, hardened 1050 310 37 30-70 30-80 20-60 20-30
hardened steel hardened 55 HRC 38 30-50 30-60 20-40 40-60
hardened 60 HRC 39 30-40 30-40 20-30 20-30
chilled cast iron cast 400 40 60-80 70-90 50-60 65-75
cast iron hardened 55 HRC 41 30-50 30-60 20-40 40-45

Member IMC Group
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Exchangeable Solid Carbide Heads

TI-miAS T =i

MM FM

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

® @

. . Recommended
PIETEETS Machining Data
8 f

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

() Number of flutes
* Optional, to be ordered separately
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MM ECU % @ @
Interchangeable 3 Flute FHA =
Undersized Solid Carbide Heads @ @ ®
for Keyways (DIN 6885)
] . Recommended
LLRIEE TS Machining Data
S fz
Designation DC NOF(®) APMX RE THSZMS  DCONMS LF FHA 3 (mm/t)
MM ECU077E04R020-3T05 7.70 3 4.00 0.20 T05 7.70 10.00 38.0 o 0.03-0.08
MM ECU097E05R030-3T06 9.70 3 5.00 0.30 T06 9.60 13.00 38.0 o 0.03-0.09
MM ECU117E07R030-3T08 11.70 3 7.00 0.30 T08 11.50 16.50 38.0 [ 0.03-0.10
MM ECU157E08R030-3T10 15.70 3 8.00 0.30 T10 15.30 20.50 38.0 o 0.04-0.12
MM ECU197E12R040-3T12 19.70 3 12.00 0.40 T12 18.45 25.50 38.0 o 0.05-0.13

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

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE THSZMS
MM EC-3
Interchangeable 3 Flute
Solid Carbide Endmill
Heads with 45° Helix

©Y
@

@
&7

Re/|

Dimensions Recommended Machining Data
= fz
Designation DC NOF® APMX RE THSZMS LF FHA DCONMS| & (mm/t)
MM EC080B05R000-3T05 8.00 3 5.00 0.00 T05 10.00 450 7.70 o 0.03-0.09
MM EC100B07R000-3T06 10.00 3 7.00 0.00 T06 13.00 45.0 9.60 ° 0.03-0.10
MM EC100B12R000-3T06 10.00 3 1200  0.00 T06 19.00 450 9.60 o 0.03-0.10
MM EC120B09R000-3T08I (1) ERpXes] 3 900 000 T08 16.50  45.0 11.70 ° 0.04-0.11
MM EC120B09R000-3T08 12.00 8 9.00 0.00 T08 16.50 45.0 11.70 o 0.04-0.11

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

() With coolant holes directed to each flute

) Number of flutes

Member IMC Group




U) IMQBL E s:MglgEELIﬁ DC= 5.0 and 6.0 DCONMS Rd}
S MM EC-4 E % @ @
BN Interchangeable 4 Flute Solid =
— Carbide Endmill Heads with 30°, @ @ ®
2 45° Helix and Various Corner Radii
O
Z
! . Recommended
E DI S Machining Data
% 3 fz
| Designation DC RE FHA NOF® APMX  THSZMS DCONMS LF 3 (mm/t)
MM EC050B07R000-4T05 5.00 0.00 45,0 4 7.00 T05 8.00 15.00 [} 0.02-0.06
D MM EC060B05R000-4T05 6.00 0.00 45.0 4 5.00 T05 8.00 10.00 o 0.03-0.07
O MM EC060B04R0.5-4T04 6.00 050 450 4 400 T04 5.80 850 o 0.02-0.04
I MM EC080B05R000-4T05 8.00 0.00 45,0 4 5.00 T05 7.70 10.00 o 0.03-0.09
MM EC080B09R000-4T05 8.00 0.00 45.0 4 9.00 T05 7.70 15.00 [ 0.03-0.09
CD MM EC080A05R0.5-4T05 8.00 0.50 30.0 4 5.00 T05 7.70 10.00 ° 0.03-0.09
MM EC080A09R0.5-4T05 8.00 0.50 30.0 4 9.00 T05 7.70 15.00 o 0.03-0.09
LI—] MM EC080B05R0.5-4T05 8.00 0.50 45.0 4 5.00 T05 7.70 10.00 [ 0.03-0.09
m MM EC080A05R1.0-4T05 8.00 1.00 30.0 4 5.00 T05 7.70 10.00 . 0.03-0.09
< MM EC080B05R1.0-4T05 8.00 1.00 45,0 4 5.00 T05 7.70 10.00 o 0.03-0.09
:) MM EC080A05R1.5-4T05 8.00 1.50 30.0 4 5.00 T05 7.70 10.00 [ 0.03-0.09
MM EC080B05R1.5-4T05 8.00 1.50 45.0 4 5.00 T05 7.70 10.00 o 0.03-0.09
(J | Mm EC100B07R000-4T06 [T 0.0 450 4 7.00 T06 9.60 13,00 . 003010
CD MM EC100B12R000-4T06 10.00 0.00 45.0 4 12.00 T06 9.60 19.00 [ 0.03-0.10
MM EC100A07R0.5-4T06 10.00 0.50 30.0 4 7.00 T06 9.60 13.00 ° 0.03-0.10
MM EC100B07R0.5-4T06 10.00 0.50 45,0 4 7.00 T06 9.60 13.00 [} 0.03-0.10
MM EC100A07R1.0-4T06 10.00 1.00 30.0 4 7.00 T06 9.60 13.00 o 0.03-0.10
MM EC100B07R1.0-4T06 10.00 1.00 45,0 4 7.00 T06 9.60 13.00 o 0.03-0.10
MM EC120B09R000-4T08 12.00 0.00 45,0 4 9.00 T08 11.70 16.50 o 0.04-0.11
MM EC120B14R000-4T08 12.00 0.00 45.0 4 14.00 T08 11.70 23.00 [ 0.04-0.11
MM EC120A09R0.5-4T08 12.00 0.50 30.0 4 9.00 T08 11.70 16.50 o 0.04-0.11
MM EC120B09R0.5-4T08 12.00 0.50 45,0 4 9.00 T08 11.70 16.50 o 0.04-0.11
MM EC120A09R1.0-4T08 12.00 1.00 30.0 4 9.00 T08 11.70 16.50 o 0.04-0.11
MM EC120B09R1.0-4T08 12.00 1.00 45,0 4 9.00 T08 11.70 16.50 ° 0.04-0.11
MM EC160B12R000-4T10 16.00 0.00 45,0 4 12.00 T10 15.30 20.50 o 0.05-0.13
MM EC160A12R0.5-4T10 16.00 0.50 30.0 4 12.00 T10 15.30 20.50 o 0.05-0.13
MM EC160B12R0.5-4T10 16.00 0.50 45,0 4 12.00 T10 15.30 20.50 o 0.05-0.13
MM EC160A12R1.0-4T10 16.00 1.00 30.0 4 12.00 T10 15.30 20.50 o 0.05-0.13
MM EC160B12R1.0-4T10 16.00 1.00 45.0 4 12.00 T10 15.30 20.50 o 0.05-0.13
MM EC160A12R1.5-4T10 16.00 1.50 30.0 4 12.00 T10 156.30 20.50 ° 0.05-0.13
MM EC160B12R1.5-4T10 16.00 1.50 45,0 4 12.00 T10 15.30 20.50 o 0.05-0.13
MM EC160A12R2.0-4T10 16.00 2.00 30.0 4 12.00 T10 15.30 20.50 [ 0.05-0.13
MM EC160B12R2.0-4T10 16.00 2.00 45,0 4 12.00 T10 15.30 20.50 o 0.05-0.13
MM EC160A12R3.0-4T10 16.00 3.00 30.0 4 12.00 T10 15.30 20.50 o 0.05-0.13
MM EC160B12R3.0-4T10 16.00 3.00 45.0 4 12.00 T10 15.30 20.50 o 0.05-0.13
MM EC160A12R4.0-4T10 16.00 4.00 30.0 4 12.00 T10 156.30 20.50 o 0.05-0.13
MM EC160B12R4.0-4T10 16.00 4.00 45,0 4 12.00 T10 15.30 20.50 o 0.05-0.13
MM EC200B15R000-4T12 20.00 0.00 45.0 4 15.00 T12 18.45 25.50 o 0.05-0.13
MM EC200A15R0.5-4T12 20.00 0.50 30.0 4 15.00 T12 18.45 25.50 o 0.05-0.13
MM EC200A15R1.0-4T12 20.00 1.00 30.0 4 15.00 T12 18.45 25.50 o 0.05-0.13
MM EC200A15R2.0-4T12 20.00 2.00 30.0 4 15.00 T12 18.45 25.50 o 0.05-0.13
MM EC200A15R3.0-4T12 20.00 3.00 30.0 4 15.00 T12 18.45 25.50 [ 0.05-0.13

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

ISCAR




MULTI-mAS T Ein : N
INDEXABLE SOLID CARBIDE LINE THSZMS Rd
MM EC-6 — % @ @ —1
Interchangeable 6 Flute Solid ‘ L T _|
Carbide Endmill Heads with 30°, —
45° Helix and Various Corner Radii 2
A
Z
' . Recommended
LT Machining Data E
LLI
= fz N
Designation DC NOF®  APMX RE  THSZMS DCONMS LF FHA  RWPX@| & (mm#) ]
MM EC080A05R0.5-6T05 8.00 6 5.00 050 T05 7.70 10.00 300 6.0 ° 0.03-0.09
MM EC080A05R1.0-6T05 8.00 6 5.00 1.00 T05 7.70 10.00 300 6.0 . 0.03-0.09 D
MM EC080A05R1.5-6T05 8.00 6 5.00 150 T05 7.70 10.00 300 6.0 . 0.03-0.09 O
MM EC080B05R0.5-6T05 8.00 6 5.00 050 T05 7.70 10.00 450 30 . 0.03-0.10
MM EC080B05R1.0-6T05 8.00 6 5.00 1.00 05 7.70 10.00 450 30 . 0.03-0.09 I
MM EC080B05R1.5-6T05 8.00 6 5.00 1.50 05 7.70 10.00 450 30 ° 0.03-0.09 (D
MM EC100A07R0.5-6T06 10.00 6 7.00 0.50 T06 9.60 13.00 300 6.0 ° 0.03-0.10
MM EC100A07R1.0-6T06 10.00 6 7.00 1.00 T06 9.60 13.00 300 6.0 . 0.03-0.10 LL]
MM EC100A07R1.5-6T06 10.00 6 7.00 1.50 T06 9.60 13.00 300 6.0 ° 0.03-0.10 m
MM EC100B07R0.5-6T06 10.00 6 7.00 050 T06 9.60 13.00 450 30 . 0.04-0.10 <
MM EC100B07R000-6T06 [0} 6 7.00 0.00 T06 9.60 13.00 450 30 . 0.03-0.10
MM EC100B07R1.0-6T06 10.00 6 7.00 1.00 T06 9.60 13.00 450 30 ° 0.04-0.10 :)
MM EC100B07R1.5-6T06 [RRLN 6 7.00 150 T06 9.60 1300 450 30 o 003010 O
MM EC100B12R1.5-6T06 10.00 6 12.00 1.50 T06 9.60 19.00 450 30 . 0.04-0.10 CD
MM EC120A09R0.5-6T08 12.00 6 9.00 0.50 T08 11.70 16.50 30.0 6.0 ) 0.04-0.11
MM EC120A09R1.0-6T08 12.00 6 9.00 1.00 T08 11.70 16.50 300 6.0 . 0.04-0.11
MM EC120B09R0.5-6T08 12.00 6 9.00 0.50 08 11.70 16.50 450 30 ° 0.04-0.10
MM EC120B09R000-6T08 [RPX/) 6 9.00 0.00 08 11.70 16.50 450 30 . 0.04-0.11
MM EC120B09R1.0-6T08 12.00 6 9.00 1.00 T08 11.70 16.50 450 30 ° 0.04-0.10
MM EC120B09R1.5-6T08 12.00 6 9,00 1.50 T08 11.70 16.50 450 30 . 0.04-0.11

For shanks, see pages 79-86 e For clamping keys
Do not apply lubricant to the threaded connection.
() Number of flutes

@ Maximum ramping angle

to be ordered separately), tightening torques and clamping instructions, see pages 10-11
For user guide, see pages 9,12-13

INDEXA EI!;{-Iq.E‘:Rsﬁlng"? ¥
MM EC-D CHWx45°
Interchangeable 6, 8, 10
Flute Solid Carbide Endmill

Heads with 50° Helix for

THSZMS % @ %%"1
- DCONMS @?

Machining Hardened Steel ] APMX < FHA
LF——
Dimensions Recommended
Machining Data
8 fz
Designation DC NOF")  APMX  CHW KCH THSZMS DCONMS  LF FHA  RMPX@ | & (mm/t)
MM EC080D05C01-6T05 8.00 6 5.00 0.10 45.0 T05 7.70 10.00 50.0 20 [ 0.03-0.10
MM EC100D07C01-6T06 [Emlous] 6 7.00 0.10 45.0 T06 9.60 13.00 50.0 2.0 ° 0.03-0.10
MM EC120D09C01-6T08 RPXY 6 9.00 0.10 450 T08 11.70 16.50 50.0 30 ° 0.04-0.11
MM EC160D12C02-8T10 16.00 8 12.00 0.20 45.0 T10 16.30 20.50 50.0 3.0 [ 0.06-0.13
MM EC200D15C02-10T 12 Jgpiolol) 10 15.00 0.20 45.0 T12 18.45 25.50 50.0 3.0 [ 0.05-0.13

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

() Number of flutes

2 Maximum ramping angle

Member IMC Group
o=
L 4 11 ]




PN MULTI-mASTER
BN MM Ec-8/10 S - % @ &
B BN Interchangeable 8, 10 Flute Solid J ; ( i
o Carbide Endmill Heads with 30°,
E 45° Helix and Various Corner Radii \\
O
Z
. . Recommended
E PIEsESes Machining Data
a 5|
_l Designation DC NOF(@ APMX RE THSZMS DCONMS LF FHA RMPX°®) <3 (mm#t)
MM EC160A12R0.5-8T10 16.00 8 12.00 0.50 T10 15.30 20.50 30.0 5.0 o 0.05-0.13
:) MM EC160A12R0.5-8T10H (1) R 8 12.00 0.50 T10 15.30 20.50 300 5.0 ° 0.05-0.13
O MM EC160A12R1.0-8T10 16.00 8 12.00 100 T10 1530 20,50 300 50 B 0.05-0.13
I MM EC160A12R1.6-8T10 16.00 8 12.00 1.60 T10 15.30 20.50 30.0 5.0 o 0.05-0.13
MM EC160A12R2.0-8T10 16.00 8 12.00 2.00 T10 16.30 20.50 30.0 50 o 0.05-0.13
CD MM EC160B12R0.5-8T10 16.00 8 12.00 0.50 T10 15.30 20.50 45.0 50 [ 0.05-0.13
MM EC160B12R1.0-8T10 16.00 8 12.00 1.00 T10 15.30 20.50 45.0 5.0 ° 0.05-0.13
LI—] MM EC160B12R1.6-8T10 16.00 8 12.00 1.60 T10 15.30 20.50 45.0 50 o 0.05-0.13
m MM EC160B12R2.0-8T10 16.00 8 12.00 2.00 T10 15.30 20.50 45.0 5.0 o 0.05-0.13
< MM EC200A15R1.0-10T12 20.00 10 15.00 1.00 T12 18.45 25.50 30.0 3.0 ° 0.05-0.13
MM EC200A15R2.0-10T12 20.00 10 15.00 2.00 T12 18.45 25.50 30.0 3.0 o 0.05-0.13
:) MM EC250A22R0.8-10T15 25.00 10 22.00 0.80 T15 23.90 37.00 30.0 3.0 ° 0.05-0.13
O * For shanks, see pages 79-86 e For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
CD e Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
™) With a central coolant hole

2 Number of flutes
() Maximum ramping angle

MULTI-#ASTER .
CHATTERFREE e _ . ®| Y
BC Chwase/re DCONMS é =5 @? @ ®

MM EC-CF
Interchangeable Solid

Carbide Endmill Heads for T ‘
CHATTERFREE Roughing A=
o : le— LF OLI::OL
and Finishing Operations
’ . Recommended
DiErs ol Machining Data
= fz

Designation DC RE  NOF@ APMX THSZMS DCONMS LF FHA CHW KCH | S (mm/t)
MM ECO80E05C3CF-4T05 8.00 - 4 5.00 T05 7.70 10.00 38.0 0.30 450 | ® 0.03-0.09
MM ECO80EO5ROCF-4T05 8.00 - 4 5.00 T05 7.70 10.00 380 . 0.03-0.09
MM ECO80E05R05CF-4T05 8.00 0.50 4 5.00 T05 7.70 10.00 38.0 - - . 0.03-0.09
MM EC100E07C4CF-4T06 10.00 - 4 7.00 T06 9.60 13.00 38.0 0.40 450 | ® 0.03-0.10
MM EC100E07ROOCF-4T06 10.00 - 4 7.00 T06 9.60 13.00 38.0 o 0.03-0.10
MM EC100E07R02CF-4T06 10.00 0.20 4 7.00 T06 9.60 13.00 38.0 [ 0.03-0.10
MM EC100E07R04CF-4T06 1000 040 4 7.00 T06 9.60 13.00 380 . 0.03-0.10
MM EC100E07RO5CF-4T06 1000 050 4 7.00 T06 9.60 13.00 380 . 0.03-0.10
MM EC100E07R25CF-4T06 10.00 2.50 4 7.00 T06 9.60 13.00 38.0 - - o 0.03-0.10
MM EC120E09C5CF-4T08 12.00 4 9.00 T08 11.70 16.50 38.0 0.50 450 | ® 0.04-0.11
MM EC120E09C5CF-4T08I (1) [RPXl] 4 9.00 T08 11.70 1650 380 0.50 450 | ® 0.04-0.11
MM EC120E09R0O0CF-4T08 12.00 - 4 9.00 T08 11.70 16.50 380 - - . 0.04-0.11
MM EC120E09R02CF-4T08 1200 020 4 9.00 T08 11.70 16.50 380 . 0.04-0.11
MM EC120E09R04CF-4T08 1200 040 4 9.00 T08 11.70 16.50 380 ° 0.04-0.11
MM EC120E09R05CF-4T08 1200 050 4 9.00 T08 11.70 16.50 380 . 0.04-0.11
MM EC120E09R15CF-4T08 1200 1.50 4 9.00 T08 11.70 16.50 380 - - . 0.04-0.11
MM EC160E12C6CF-4T10 16.00 - 4 12.00 T10 16.30 20.50 38.0 0.60 45.0 o 0.05-0.13
MM EC160E12R05CF-4T10 16.00 050 4 12.00 T10 15.30 2050 38.0 - - . 0.05-0.13
MM EC200E15C6CF-4T12 20.00 - 4 15.00 Ti2 18.45 2550 38.0 0.60 450 | ® 0.05-0.17
MM EC200E15R05CF-4T12 20.00 0.50 4 15.00 T12 18.45 25.50 38.0 - - o 0.05-0.17
MM EC250E28C6CF-12T15 25.00 - 12 28.00 T15 23.90 43.00 38.0 0.60 45.0 o 0.06-0.13
MM EC250E28C6CF-4T15 25.00 4 28.00 T15 23.90 43,00 38.0 0.60 450 | ® 0.06-0.17
MM EC250E22C6CF-4T15 25.00 - 4 22.00 T15 23.90 37.00 38.0 0.60 45.0 o 0.06-0.17
MM EC250E22R05CF-4T15 2500 050 4 22.00 T15 23.90 37.00 38.0 - - . 0.06-0.17
MM EC250E22R10CF-4T15 2500  1.00 4 22.00 Ti5 23.90 37.00 380 . 0.06-0.17
MM EC250E22R20CF-4T15 25.00 2.00 4 22.00 T15 23.90 37.00 38.0 o 0.06-0.17
MM EC250E22R30CF-4T15 25.00 3.00 4 22.00 T15 23.90 37.00 38.0 - - o 0.06-0.17
MM EC320H38C06-4T21 32.00 - 4 38.00 T21 30.00 55.00 38.0 0.60 45.0 [ 0.06-0.18

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

™) With coolant holes directed to each flute

2 Number of flutes

ISCAR




TI-miAS § =i CHWx45°

INDEXABLE SOLID CARBIDE LINE

THSZMS

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

are az°
SR poonms %@»% @? @
4& asa° as°
FHA (46-48°) \’.‘/ ®

' . Recommended
PLETEES Machining Data
8 f
Designation DC NOF() APMX THSZMS  DCONMS LF CHW KCH 3 (mm/t)
MM EC080H05C3-4T05CF 8.00 4 5.00 T05 7.70 10.00 0.30 45.0 o 0.03-0.09
MM EC100H07C4-4TO6CF 10.00 4 7.00 T06 9.60 13.00 0.40 45.0 o 0.03-0.10
MM EC120H09C5-4T08CF 12.00 4 9.00 T08 11.70 16.50 0.50 450 ° 0.04-0.11
MM EC160H12C6-4T10CF 16.00 4 12.00 T10 16.30 20.50 0.60 45,0 o 0.05-0.13
MM EC200H15C6-4T12CF 20.00 4 15.00 T12 18.45 25.50 0.60 45.0 o 0.06-0.17

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

MULTI-miASTER e

INDEXABLE SOLID CARBIDE LINE THSZMS ( o5 % @ Rd

MM EC-H-5-CF = 7

Interchangeable Carbide Endmill 4 LU 723" =
Dfes DCONMS %@ . 7} @

Heads for CHATTERFREE Milling

)
—
=
=
a
Z
LL
o
LL
a
—
)
)
T
@)
LL
oC
<
)
@
N

of High Temperature Alloys

such as titanium and inconel CHwxass || ‘ FHA (35 - 41°) as\/«a“"
o
’ . Recommended
LITEHETE Machining Data
8 f

Designation DC NOF(® APMX  THSZMS DCONMS LF RMPX°@ CHW KCH S (mm/t)
MM EC080H05C3-5T05CF 8.00 5 5.00 T05 7.70 10.00 50 0.30 45.0 ° 0.03-0.09
MM EC100H07C4-5T06CF 10.00 5 7.00 T06 9.60 13.00 5.0 0.40 45.0 o 0.03-0.10
MM EC120H09C5-5T08CF 12.00 5 9.00 T08 11.70 16.50 4.0 0.50 45.0 L] 0.04-0.11
MM EC160H12C6-5T10CF 16.00 5 12.00 T10 15.30 20.50 4.0 0.60 45.0 ° 0.05-0.13
MM EC200H15C6-5T12CF vl 5 15.00 T2 18.45 25.50 3.0 0.60 45.0 . 0.05-0.17
MM EC250H22C6-5T15CF ki 5 22.00 T15 23.90 37.00 3.0 0.60 45.0 ° 0.06-0.17

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

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

() Number of flutes

2 Maximum ramping angle

MULTI-mASTER :

INDEXABLE SOLID CARBIDE LINE THSZMS @ @

F.yr/_ v _ |

MM EFS | S\ @ ®
Combination of Interchangeable

Solid Carbide Endmill Heads

for Roughing and Finishing

. . Recommended
P ETS Machining Data
8 fz

Designation DC NOF() APMX  THSZMS DCONMS LF FHA CHW KCH 3 (mm/t)
MM EFS080B05-4T05 8.00 4 5.00 T05 7.70 10.00 45.0 0.30 45.0 o 0.03-0.08
MM EFS100B07-4T06 10.00 4 7.00 T06 9.60 13.00 45.0 0.30 45.0 o 0.03-0.09
MM EFS120B09-4T08 12.00 4 9.00 T08 11.70 16.50 45.0 0.40 45.0 o 0.04-0.10
MM EFS160B12-4T10 16.00 4 12.00 T10 15.30 20.50 45.0 0.60 45.0 () 0.05-0.11
MM EFS200B15-4T12 20.00 4 15.00 T12 18.45 25.50 45.0 0.60 45.0 o 0.05-0.11
MM EFS250B22-4T15 25.00 4 22.00 T15 23.90 37.00 45.0 0.60 45.0 L) 0.06-0.11

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

Member IMC Group




U) MULT} MAS:R.L.I:- CHWX45° Rd
. * @YY
il SHATTRRFRER

=28 MM EFS-CF @? @ ®

E 4 Flute Solid Carbide Heads

D with 38° Helix and Variable Pitch
for CHATTERFREE Roughing

Z and Finishing Applications

! . Recommended

E PRI Machining Data

a g |

_| Designation DC NOF(® APMX CHW KCH THSZMS DCONMS LF FHA <°_3 (mm/t)

MM EFS060E05-4T05 CF 6.00 4 5.00 0.25 45,0 T05 7.70 10.00 38.0 o 0.03-0.08

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

O MM EFS100E07-4T06 CF 10.00 4 7.00 0.40 45.0 T06 9.60 13.00 38.0 . 0.03-0.09

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

MM EFS160E12-4T10 CF 16.00 4 12.00 0.60 45.0 T10 15.30 20.50 38.0 . 0.05-0.11

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

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

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

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

< () Number of flutes

D)

Al munssastEs
MM ERS ; : R CHWx45° 0 - — —— % @ %
Interchangeable Solid Carbide J { =
Rough Milling Heads for High — DCONMS @
Metal Removal Rates N

APMX | FHA
LF—
Dimensions Recommended
Machining Data
8 fz

Designation DC NOF®) APMX  THSZMS DCONMS LF FHA RMPX°@  CHW KCH <3 (mm/t)
MM ERS080B05-4T05 8.00 4 5.00 T05 7.70 10.00 45.0 5.0 0.25 45.0 . 0.03-0.08
MM ERS080B09-4T05 8.00 4 9.00 T05 7.70 15.00 45.0 5.0 0.25 45.0 o 0.03-0.08
MM ERS100B07-4T06 10.00 4 7.00 T06 9.60 13.00 450 5.0 0.30 450 . 0.03-0.09
MM ERS120B09-4T08 12.00 4 9.00 T08 11.70 16.50 45.0 50 0.35 45.0 o 0.04-0.10
MM ERS120B09-4T08H (1) BP0 4 9.00 T08 11.70 16.50 45.0 5.0 0.35 45.0 () 0.04-0.10
MM ERS120B09-4T08I (2) PV 4 9.00 T08 11.70 16.50 450 50 0.35 450 . 0.04-0.11
MM ERS120B14-4T08 12.00 4 14.00 T08 11.70 23.00 45.0 5.0 0.35 45.0 . 0.04-0.10
MM ERS160B12-5T10 16.00 5 12.00 T10 15.30 20.50 45.0 5.0 0.40 45.0 o 0.04-0.10
MM ERS160B12-5T10H (1) STl 5 12.00 T10 15.30 20.50 450 5.0 0.40 450 . 0.04-0.10
MM ERS200B15-6T12 20.00 6 15.00 T12 18.45 25.50 45.0 3.0 0.40 45.0 o 0.05-0.11
MM ERS250B22-6T15 25.00 6 22.00 T15 2390 37.00 45.0 3.0 0.50 45.0 [ 0.05-0.11

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

() With a central coolant hole

2 With coolant holes directed to each flute

() Number of flutes

@) Maximum ramping angle

ISCAR




TI-miAS § =i

IMQ&E SOLID CARBIDE LINE Rd
MM ERA RE THSZMS % @ @
Interchangeable Solid Carbide = =

Rough Miling Heads for . D - LA peonms @ @ ®
Machining Aluminum at High = ]

Metal Removal Rates ,‘ P
N ALUMINUM
) . Recommended
PIETEETS Machining Data
© f,
Designation DC NOF() APMX RE THSZMS DCONMS LF FHA 3 (mm/t)
MM ERA080B0O5R0.2-3T05 8.00 3 5.00 0.20 T05 7.70 10.00 45.0 o 0.03-0.15
MM ERA100B06R0.2-3T06 10.00 3 6.00 0.20 T06 9.60 13.00 45.0 o 0.05-0.20
MM ERA120B08R0.2-3T08 12.00 8 8.00 0.20 T08 11.70 16.50 45.0 ° 0.07-0.22
MM ERA160B10R0.2-3T10 16.00 3 10.00 0.20 T10 15.30 20.50 45.0 o 0.07-0.25
MM ERA200B12R0.2-3T12 20.00 3 12.00 0.20 T12 18.45 25.50 45.0 [ 0.07-0.25
MM ERA250B19R0.2-3T15 25.00 3 19.00 0.20 T15 23.90 37.00 45.0 o 0.07-0.25

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

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE

MM EA

Interchangeable Solid Carbide
Slot Drill Milling Heads for
Machining Aluminum

)
—
=
=
a
Z
LL
o
LL
a
—
)
®,
T
@)
LL
oC
<
)
@
N

©Y
9@

@
o/

. . Recommended
PLIETEEnS Machining Data
© fz

Designation DC NOF( APMX RE THSZMS  DCONMS LF FHA 3 (mm/t)

MM EA060BO3R0.0-3T04 6.00 3 3.20 0.00 T04 5.80 8.50 45.0 o 0.02-0.05
MM EA080BO5R0.5-2T05 8.00 2 5.00 0.50 T05 7.70 10.00 45.0 [ 0.03-0.09
MM EA080BO5R0.5-3T05 8.00 3 5.00 0.50 T05 7.70 10.00 45,0 o 0.03-0.09
MM EA100B07R0.5-2T06 10.00 2 7.00 0.50 T06 9.60 13.00 45.0 o 0.03-0.10
MM EA100B07R1.0-2T06 10.00 2 7.00 1.00 T06 9.60 13.00 45.0 ° 0.03-0.10
MM EA100B06R0.5-3T06 10.00 3 6.00 0.50 T06 9.60 13.00 45,0 o 0.03-0.10
MM EA100B06R1.0-3T06 10.00 3 6.00 1.00 T06 9.60 13.00 45.0 [ 0.03-0.10
MM EA120B09R0.5-2T08 12.00 2 9.00 0.50 T08 11.70 16.50 45.0 o 0.04-0.11
MM EA120B09R1.0-2T08 12.00 2 9.00 1.00 T08 11.70 16.50 45,0 o 0.04-0.11
MM EA120B08R0.5-3T08 12.00 3 8.00 0.50 T08 11.70 16.50 45.0 o 0.04-0.11
MM EA120B08R1.0-3T08 12.00 3 8.00 1.00 T08 11.70 16.50 450 . 0.04-0.11
MM EA120B08R3.0-3T08 12.00 3 8.00 3.00 T08 11.70 16.50 45,0 o 0.04-0.11
MM EA160B10R000-3T10 16.00 3 10.00 0.00 T10 15.30 20.50 45.0 o 0.05-0.13
MM EA160B10R1.0-3T10 16.00 3 10.00 1.00 T10 16.30 20.50 45.0 ° 0.056-0.13
MM EA160B10R2.0-3T10 16.00 3 10.00 2.00 T10 15.30 20.50 45,0 o 0.05-0.13
MM EA160B10R3.0-3T10 16.00 3 10.00 3.00 T10 156.30 20.50 45.0 [ 0.05-0.13
MM EA160B10R4.0-3T10 16.00 8 10.00 4.00 T10 15.30 20.50 450 ° 0.05-0.13
MM EA200B12R0.5-3T12 20.00 3 12.00 0.50 T12 18.45 25.50 45,0 o 0.05-0.13
MM EA200B12R1.0-3T12 20.00 3 12.00 1.00 T12 18.45 25.50 45.0 . 0.05-0.13
MM EA200B12R2.0-3T12 20.00 3 12.00 2.00 T12 18.45 25.50 45.0 o 0.05-0.13
MM EA200B12R3.0-3T12 20.00 3 12.00 3.00 T12 18.45 25.50 45,0 o 0.05-0.13
MM EA200B12R4.0-3T12 20.00 3 12.00 4.00 T12 18.45 25.50 45,0 o 0.05-0.13

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

Member IMC Group
o=
L 4 11 ]




@) CHATTERFREE
S MM EA-CF LF — % @ @
B BN Interchangeable Solid Carbide . %\FHAX THEZMS =
=l Endmill Heads with Different P o @ @ ®
2 Helix for Machining Aluminum i DCh6 DCONMS
D | pteta N |
= D ALUMINUM
. . Recommended
E PLAETEETS Machining Data
a o
] Designation DC NOF) APMX RE THSZMS  DCONMS LF FHA |8 (mmA)
MM EA080HO8ROCF-4T05 8.00 4 8.00 0.00 T05 7.70 15.00 40.0 ° 0.03-0.09
:) MM EA100H10ROCF-4T06 10.00 4 10.00 0.00 T06 9.60 19.00 40.0 ° 0.03-0.10
O MM EA120H12R0.2CF-3T08 [JERFX\) 3 12.00 020 708 1170 23,00 00 | 0.04-0.11
I MM EA120H12ROCF-4T08 12.00 4 12.00 0.00 T08 11.70 23.00 40.0 ° 0.04-0.11
MM EA160H16R0.0CF-3T10 16.00 3 16.00 0.00 T10 15.30 28.00 40.0 ° 0.05-0.13
(D MM EA160H16R0.2CF-3T10 16.00 3 16.00 0.20 T10 15.30 28.00 40.0 ° 0.05-0.13
MM EA160H16R0.5CF-3T10 16.00 3 16.00 050 T10 15.30 28.00 40.0 ° 0.05-0.13
LI—] MM EA160H16R2.5CF-3T10 16.00 3 16.00 2.50 T10 15.30 28.00 40.0 . 0.05-0.13
m MM EA160H16ROCF-4T10 16.00 4 16.00 0.00 T10 15.30 26.00 40.0 . 0.05-0.12
<E MM EA200H20R0.0CF-3T12 20.00 8 20.00 0.00 T12 18.45 34.00 40.0 ° 0.05-0.13
:) MM EA200H20R0.2CF-3T12 20.00 3 20.00 0.20 T2 18.45 34.00 40.0 . 0.05-0.13
MM EA200H20R0.5CF-3T12 20.00 3 20.00 050 T12 18.45 34.00 40.0 ° 0.05-0.13
(J || MM EA200H20R2.5CF-3T12 [PIT 3 20,00 250 Ti2 18.45 3400 00 | e 005013
cD MM EA250H19R0.5-3T15 25.00 3 19.00 0.50 T15 23.90 37.00 40.0 ° 0.06-0.16
MM EA250H19R1.0-3T15 25.00 3 19.00 1.00 T15 2390 37.00 40.0 . 0.06-0.16
MM EA250H19R3.0-3T15 25.00 3 19.00 3.00 T15 23.90 37.00 40.0 [ 0.06-0.16

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

(rywv.y /[ _J_ )
/My&l's;mgglﬂiﬂ CHW rf APMX ——» THSZMS R
MM ERS-1.5xD Y % @ @

\ _
b 3
DCes o N - DCf)NMS @

Interchangeable Solid Carbide
Rough Milling Heads with
1.5xD Flute Lengths for High
Metal Removal Rates v —

‘ LF | FHA
. . Recommended
Direpects Machining Data
2 fz

Designation DC NOF®  APMX  CHW KCH  THSZMS DCONMS  LF FHA  RWPX®| 8 (mm/)
MM ERS080B12-4T05 [IEX) 4 12.00 025 450 T05 7.70 1800 460 50 | e 0.03-0.08
MM ERS100B15-4T06 [0 4 15.00 0.30 450 T06 9.60 2200 460 50 | e 0.03-0.09
MM ERS120B18-4T08 [EERPIV 4 18.00 035 450 T08 1170 2700 460 50 | e 0.04-0.10
MM ERS160B24-5T10 R 5 24.00 0.40 450 T10 16.30 3350 400 50 | e 0.04-0.10
MM ERS200B30-6T12 [ 6 30,00 0.40 450 Ti2 1845 400 470 30 | e 0.05-0.11
25.00 6 37.00 0.50 45,0 T15 23.90 5250 470 30 | e 0.05-0.11

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

() Number of flutes

2 Maximum ramping angle

ISCAR




INDEXABI!:#D‘CA‘AHsBligﬁ Rdf Cj)
]
CHATTERFREE @YY —
MM EC-Z4-1.5xD @? @ ® —
Interchangeable Solid 2
Carbide Endmill Heads with
1.5xD Flute Lengths for D
Roughing and Finishing Z
Dimensions Tough <— Hard azgﬁm?rz;ng;i LU
o
g | 8 fe %
Designation DC NOF() APMX RE THSZMS DCONMS LF FHA 3 8 (mm/t) ]
MM EC080B12R000-4T05 8.00 4 12.00 0.00 T05 7.70 18.00 46.5 o 0.03-0.09
MM EC080H12R05CF-4T05 8.00 4 12.00 0.50 T05 7.70 18.00 46.5 ° 0.03-0.09 3
MM EC100B15R000-4T06 10.00 4 15,00 0.00 106 9.60 22,00 465 o 0.03-0.10 O
MM EC100H15R05CF-4T06 10.00 4 15.00 0.50 T06 9.60 22.00 46.5 ° 0.03-0.10
MM EC120B18R000-4T08 12.00 4 18.00 0.00 T08 11.70 27.00 46.5 [ 0.04-0.11 I
MM EC120H18R05CF-4T08 12.00 4 18.00 0.50 T08 11.70 27.00 46.5 o 0.04-0.11 CD
MM EC160B24R000-4T10 16.00 4 24,00 0.00 T10 156.30 33.50 46.5 ° 0.05-0.13
MM EC160H24R05CF-4T10 16.00 4 24.00 0.50 T10 156.30 33.50 46.5 o 0.05-0.13 I—IJ
MM EC200B30R000-4T12 20.00 4 30.00 0.00 T12 18.45 41.00 46,5 . 0.05-0.17 m
MM EC200H30R05CF-4T12 20.00 4 30.00 0.50 T12 18.45 41,00 46.5 o 0.05-0.17 <
MM EC250B37R000-4T15 25.00 4 37.00 0.00 T15 23.90 52.50 46.5 o 0.06-0.17
MM EC250H37R05CF-4T15 25.00 4 37.00 0.50 T15 23.90 52.50 46.5 o 0.06-0.17 :)
e For shanks, see pages 79-86 e Do not apply lubricant to the threaded connection e For user guide, see pages 9,12-13 O
) Number of flutes CD

TI-miAS § =i

INDEXABLE SOLID CARBIDE LINE

MM EC-CF-Z7/9-1.5xD
Interchangeable 7, 9 Flute Solid
Carbide Endmill Heads with 36°
Helix and 1.5xD Flute Lengths

THSZMS @ @w

DCONMS

FHA

' . Recommended

PRI Machining Data

8 k

Designation DC APMX RE NOF"  THSZMS DCONMS LF FHA RMPX°@ | & (mm/t)
MM EC080H12R05CF-7T05 8.00 12.00 0.50 7 T05 7.70 18.00 36.0 3.0 (] 0.03-0.10
MM EC100H15R05CF-7T06 10.00 15.00 0.50 7 T06 9.60 22.00 36.0 3.0 o 0.04-0.10
MM EC120H18R05CF-7T08 12.00 18.00 0.50 7 T08 11.70 27.00 36.0 3.0 o 0.04-0.10
MM EC160H24R08CF-9T10 16.00 24.00 0.80 9 T10 16.30 33.50 36.0 1.0 o 0.05-0.10
MM EC200H30R10CF-9T12 20.00 30.00 1.00 9 T2 18.45 41.00 36.0 1.0 [ 0.05-0.10
MM EC250H37R10CF-9T15 25.00 37.00 1.00 9 T15 23.90 52.50 36.0 1.0 o 0.05-0.10

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

() Number of flutes

2 Maximum ramping angle

Member IMC Group




TI-miAS § =i

MM ECK-CF

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

Y ®

' . Recommended
PETEE Machining Data
8 fz
Designation DC RE NOF( APMX THSZMS  DCONMS LF RMPX°® | & (mm/t)
MM ECK080HO05R04-6T05 8.00 0.40 6 5.00 T05 7.70 10.00 50 o 0.04-0.08
MM ECK100HO7R05-6TO6CF 10.00 0.50 6 7.00 T06 9.60 13.00 5.0 o 0.04-0.08
MM ECK120H09R05-6TO8CF 12.00 0.50 6 9.00 T08 11.70 16.50 5.0 . 0.04-0.08
MM ECK160H12R08-6T10CF 16.00 0.80 6 12.00 T10 15.30 20.50 50 o 0.07-0.12
MM ECK200H15R10-6T12CF 20.00 1.00 6 15.00 T12 18.45 25.50 5.0 o 0.07-0.12
MM ECK250H22R10-6T15CF 25.00 1.00 6 22.00 T15 23.90 37.00 5.0 o 0.07-0.12
MM ECK320H38R4-5T21 32.00 4.00 5 38.00 T21 30.00 56.00 1.0 o 0.06-0.18
MM ECK320H38R5-5T21 32.00 5.00 5 38.00 T21 30.00 55.00 1.0 ° 0.06-0.18

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

() Number of flutes

@ Maximum ramping angle
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MULTI-miAS T ER

I&D;(AHBLCE SOLID CARBIDE LINE THSZMS
Interchangeable Solid Carbide T
Slot Drill Milling Heads with DCh9 - RESIMS
Two 10° Helix Flutes | |

RE/. APMX ]

e— LF —
Dimensions Tough <— Hard azzﬁﬁmgng:ti
8 ] f
Designation DC NOF"  APMX RE Tm@  THSZMS DCONMS  LF FHA 3 3 (mm/t)
MM HC078C08R0.2-2T05 7.80 2 7.70 0.20 r0-2.0 T05 7.60 10.00 10.0 o 0.03-0.09
MM HC080CO08RO0.4-2T05 :1uy 2 7.70 0.40 r0-2.0 T05 7.60 10.00 10.0 . . 0.03-0.09
MM HC080C08R1.0-2T05 8.00 2 7.70 1.00 10-2.0 T05 7.60 10.00 10.0 o ° 0.03-0.09
MM HC080C08R2.0-2T05 8.00 2 7.70 2.00 r0-2.0 T05 7.60 10.00 10.0 o [} 0.03-0.09
MM HC098C10R0.3-2T06 [k 2 9.00 0.30 r0-3.0 T06 9.50 12.35 10.0 . 0.03-0.10
MM HC100C10R0.4-2T06 o] 2 9.00 0.40 r0-3.0 T06 9.50 12.35 10.0 o o 0.03-0.10
MM HC100C10R1.0-2T06 Jn(eXe] 2 9.00 1.00 r0-3.0 T06 9.50 12.35 10.0 o ° 0.03-0.10
MM HC100C10R2.0-2T06 mleiey] 2 9.00 2.00 r0-3.0 T06 9.50 12.35 10.0 . . 0.03-0.10
MM HC117C13R0.3-2T08 k(] 2 10.00 0.30 r0-3.0 T08 11.50 14.20 10.0 o 0.04-0.11
MM HC120C13R0.4-2T08 Py} 2 10.00 0.40 r0-3.0 T08 11.50 14.20 10.0 o ° 0.04-0.11
MM HC120C13R1.0-2T08 mPA] 2 10.00 1.00 r0-3.0 T08 11.50 14.20 10.0 o o 0.04-0.11
MM HC120C13R2.0-2T08 mba] 2 10.00 2.00 r0-3.0 T08 11.50 14.20 10.0 o ° 0.04-0.11
MM HC140C11R0.4-2T08 JEnEY] 2 11.60 0.40 r0-4.0 T08 11.50 15.05 10.0 o 0.04-0.12
MM HC157C16R0.3-2T10 Rt 2 15.00 0.30 r0-4.0 T10 15.20 19.06 10.0 . 0.05-0.13
MM HC160C16R0.4-2T10 ({0} 2 14.90 0.40 r0-4.0 T10 15.20 19.05 10.0 o ° 0.05-0.13
MM HC160C16R0.8-2T10 Ry 2 14.90 0.80 10-4.0 T10 15,15 19.05 10.0 [ o 0.05-0.13

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

() Number of flutes

(@ Specially tailored radius range, available upon request.

ISCAR




Exchangeable Heads with Indexable Inserts

SUMOiniiii

290 LINE
MULTI-miASTER

T290 ELN-MM-05
Endmills with a MULTI-MASTER

Adaptation Carrying Tangentially
Clamped Inserts

DC  CICT®  APMX DCONMS THSZMS  LF OAL  DRVS® 5] & /

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

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

() Number of inserts

(2 Clamping wrench size

For inserts: T290 LNMT/LNHT 0502

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

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

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

@@

®
®

e

HELIPLUS DRVS THSZMS Ei ﬁga &
y 7 y | \ B ﬁ

MULTI-miASTER é} ’ } !

HP E90AN-MM-07 DC — M DCONMS Q

90° Endmills with a @® i &=

MULTI-MASTER Threaded - | <APMX

Adaptation Carrying HELIPLUS o

HP ANKT 0702.. Inserts

DC CICTW OAL LF APMX THSZMS DCONMS DRVS® RMPX®® RMPX° 24 RPMX® 5] & /

HP E90AN-D12-2-MMTO08 P} 2 2445 1650 7.70 T08 10.60 10.0 2.7 3.5 56970 001 SR34-533/UHG  T-6/51

HP E90AN-D16-3-MMT10 LX) 3 31.75 20.00 7.70 T10 14.95 13.0 3.2 6.0 44860 003 SR34-533/UHG  T-6/51

HP E90AN-D16-4-MMT10 R[] 4 31.75 20.00 7.70 T10 14.95 13.0 3.2 6.0 37630 003 SR34-533/UHG  T-6/51
HP E90AN-D20-5-MMT12 o] 5 3630 2150 7.70 T12 18.40 16.0 2.4 45 38890 005 SR34-533/UHG  T-6/51

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

() Number of inserts

(@) Clamping wrench size

@) Maximum ramping angle

@) Values only for HP ANKT 0702R12T-FF insert

) Maximum RPM

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

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

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

¢ MM S-ER (84) ® MM S-ER-H (84) « MM TS-A (81)

HELITANG DRVS

MULTL#ASTER DTC AR e oo YeS
| Ll THszMs DCONMS o
&

T490 ELN-MM-08 i
90° Endmills with a
MULTI-MASTER Threaded *APMX‘T_F

Adaptation Carrying OAL
Tangentially Clamped Inserts

O
DC  CICT® APMX DCONMS LF  OAL THSZMS DRVS® RMPX°® RMPX° 24 & /

T490 ELN el 16.00 2 8.00 14.70 20.00  32.00 T10 13.0 2.0 1.1 0.03 SR 10502813-HGSM  IP-7/51
T490 ELN D20-3-MMT12 i) 3 8.00 18.70 22.00 35.00 T12 16.0 1.7 0.8 005 SR 10502813-HG-M  IP-7/51

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

() Number of inserts

(2 Clamping wrench size

B3 Maximum ramping angle - valid only with T490 LNHT 080404PNR-RD inserts

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

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

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

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

Member IMC Group
o=
L 4 11 ]
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HEZ DO _ —_
MULTI-MASTER I o 7]

DC THSZMS DCONMS
H490 E90AX-MM “_"
l —

90° Endmills with a Q @ F
MULTI-MASTER Threaded Connection

Carrying H490 ANKX/ANCX 090...
Double-Sided Rectangular Inserts

¥

APMXL
LF

oo oom w5 ocows woaw o B L/ /

H490 E90AX D20-3-MMT12-09 [P 3 8.00 24.70 18.70 16.0 0.05 SR 10508082-HG BLD T08/M7 ~ SW4-SD

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

() Clamping wrench size

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

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

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

HELi2000 _ DRVS  THSZMS
MULTI-#ASTER f @

HM90 E90A-MM-10
90° Endmills with a
MULTI-MASTER Threaded
Adaptation Carrying HM90
AP.. 1003... Inserts

%
7 Y9 ®
=7
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DC  CICTO APMX OAL RMPX® LF  THSZMS DRVS® DCONMS 3] & A

HM90 E90A-D16-2-MMT10 16.00 2 10.00 34.75 156.0 23.00 T10 13.0 156.30 0.03 SR 34-505/HG
HM90 E90A-D20-2-MMT12 iy 2 10.00 38.30 7.5 24,60 T2 16.0 19.20 0.05  SR34-505HG  T-8/53
HM90 ESOA-D20-3-MMT12 i) 3 10.00 38.30 7.5 24,60 T12 16.0 19.20 0.05 SR 34-505/HG

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

() Number of inserts

2 Maximum ramping angle

@) Clamping wrench size

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

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

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

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

HEZ 141’ ILL
== (A THSZMS B} % Q @
MULTI-MASTER i i pox_» DC_2 i ,

oc =2 — E DCONMS = g
E90SO-MM-04 | &= Qﬂ )
Endmills with a MULTI-MASTER T
Connection Carrying Inserts ™ LTE
for Shouldering and Fast OAL a
Feed Applications 15

(@]
DC APMX DC 2 DCX_2 APMX 2 LF OAL CICT® DCONMS THSZMS DRVS® RMPX°®  MIID¥ mip2o (=1

E90SO D10-2-MMT06-04 [[0XooREcK:oRE<Ke /RN (1N V4 050 1500 21.30 2 9.70 T06 8.0 6.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.05
[SCOE{o MR PR H | oL B 912,00 350 590 12.17 050 16.00 2350 3 11.60 T08 10.0 3.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.15
E90SO D14-4-MMTO08-04 [LXREHIRNAVRNSFS 050 1600 2350 4 13.60 T08 10.0 20 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.01
[0 R o Mok [RLH | TR DB ¥16.00 3.50 9.90 16.17 050 18002930 5 15.60 T10 13.0 2.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.03
(LR o Mo Lo BH [ i PEOZN20.00 350 13.90 20.17 050 2500 3380 6 19.60 T12 16.0 1.0 SOMT 040204 PNTR SOMT 040208 PNR-FF 0.08

e A - with SOMT/CT 0402 insert o B - with SOMT 0402-FF insert (pocket seat must be modified) e Tightening torque 0.5 Nxm

() Number of inserts

@ Torque key size

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

@) Master insert identification

5) Master insert identification 2

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

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

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

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

Spare Parts

$ 7

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

ISCAR




NANMILL oris
MULTI-MASTER (T T % @ N
HM390 ETP-MM-04 oC 0 THSZMS DCONMS 7
90° Endmills with a MULTI-MASTER L JL\N;& l

Threaded Adaptation
Carrying HM390 TPKR APMX FLF

0401... Triangular Inserts OAL

O
DC APMX  CICT®) LF DCONMS THSZMS  OAL DRVS®  RMPX“® ko]
HM390 ETP D08-2-MMTO05-04 8.00 3.00 2 10.00 7.60 T05 16.75 615 310 0.04
HM390 ETP D10-3-MMTO06-04 10.00 3.00 3 12.00 9.60 T06 18.30 8.0 2.5 0.04

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

() Number of inserts

(2 Clamping wrench size

(3 Maximum ramping angle

For inserts: HM390 TPKR 0401

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

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

Spare Parts
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HMS390 ETP D10-3-MNMT06-04 1NN ERA e NSRS
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HEZIOMILL DRVS THSZMS -
MULTI-MASTER TWT @YY
HM390 ETC-MM bc MW\E DCONMS @? A{i
90° Endmills with a l
MULTI-MASTER Threaded

APMX
Adaptation Carrying HM390 ™ LF—
TCKT 0703 Triangular Inserts ; OAL

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

HM390 ETC D16-2-MMT10-07 16.00 5.00 2 16.00 15.20 T10 27.30 13.0 1.9 002  SRM2.5X5-T7-60 T-7/51
HM390 ETC D20-3-MMT12-07 K] 5.00 3 20.00 18.30 T12 33.30 16.0 1.4 004  SRM2.5X5-T7-60 T-7/51
HM390 ETC D25-4-MMT15-07 i) 5.00 4 25.00 23.90 T15 42.00 20.0 1.0 0.08  SRM2.5X6-T7-60 T-7/51

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

() Number of inserts

(2 Clamping wrench size

3 Maximum ramping angle

For inserts: HM390 TCKT/CT 0703

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

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

I iMILL DRVS

MULTI-#ASTER o P @YY
=
9®

HM390 ETP-MM-05 DC THSZMS DCONMS
90° Endmills with a

MULTI-MASTER Threaded

) : APMX = ‘
Adaptation Carrying HM390 ﬂ.i LF W‘ |
TPKT 0502... Triangular Inserts

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

HM390 ETP D10-02-MMTO06-05 10.00 3.50 2 15.00 9.60 T06 21.60 8.0 20 0.01
HM390 ETP D12-03-MMT08-05 12.00 3.50 3 16.00 11.60 T08 24.20 10.0 15 0.00
HM390 ETP D14-03-MMTO08-05 14.00 3.50 3 16.00 13.60 T08 22.90 10.0 1.5 0.01
HM390 ETP D16-04-MMT10-05 16.00 3.50 4 18.00 15.60 T10 29.80 13.0 1.5 0.03

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

() Number of inserts

(2 Clamping wrench size

3 Maximum ramping angle

For inserts: HM390 TPKT/CT 0502

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

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

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

Spare Parts

S 7

HM390 ETP-MM-05 TS 180411/HG T-6IP/51

Member IMC Group
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HELi2000 DRVS p—

JET LINE - ‘\ @ % @
MULTI-MIASTER T y T

HM90 E90A-MM-10-JHP DC ¢ DCONMS Rd/ @? Q
90° JHP Endmills with a l l

MULTI-MASTER Threaded A %"i
Adaptation Carrying HELI2000 = = LF;,J

and HELIMILL Inserts OAL

O
DC  CICT®) APMX OAL RMPX® LF THSZMS TQ.39 DRVSY DCONMS  MID® ko]

HM90 ESOA D16-2-MMT10-JHP R} 2 10.00 34.80 15.0 23.40 T10 28 13.0 16.60  APKT 1003PDR-HM  0.10
HM90 E90A D20-3-MMT12-JHP i) 3 10.00 38.50 7.5 25.50 T2 28 16.0 19.70  APKT 1003PDR-HM  0.15
HM90 EQOA D25-4-MMT15-JHP [isXi] 4 10.00 47,00 7.5 30.00 T15 40 20.0 2470  APKT 1003PDR-HM  0.05
HM90 E90A D32-5-MMT21-JHP JRrI) 5 10.00 57.95 3.0 34.85 T21 110 24.0 30.10  APKT 1003PDR-HM  0.00

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

() Number of inserts

2 Maximum ramping angle

@) Maximum RPM

@ Torque key size

(8) Tool tightening torque Nxm (Ibfxin)

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

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

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

Spare Parts

& S / 7

HM90 E90A-MM-10-JHP SR 34-505/HG SR 34-506/HGe BLD T08/M7 SW4-SD

@ Recommended tightening torque for this item: 1.2 Nxm

BALLFLGS

MULTI-RAASTER f HSZMS? % @@

HCE-MM
Multifunction Endmills with

9
(7]

a MULTI-MASTER Threaded ‘
Adaptation that Mounts OAL ‘
Several Insert Geometries

DC  OAL LF  APMX THSZMS DCONMS DRVS"  TQ s] § i

HCE D12/.50-MMTO08 12.00 28.00 20.00 8.10 T08 11.50 10.0 156.0 0.01 SR34-540 BLDT15/87  SW6-T
HCE D16/.62-MMT10 16.00 36.75 25.00 10.30 T10 16.20 13.0 28.0 0.03 SR 10503579 BLDT20/S7  SW6-T
HCE D20/.75-MMT12 20.00 48.80 35.00 12.80 T12 18.50 15.0 28.0 0.06 SR 1052964 BLDT25/S7  SW6-T

* For undercutting, use HTR inserts only e The dimensions are for HCC inserts with RE=0.5 mm Do not apply lubricant to the MULTI-MASTER threaded connection
e For adaptation options, see page ® For user guide, see pages 10-11

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

For inserts: HCC-QF

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

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

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

ISCAR
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HELIDO
TRIGON LINE
MULTI-MASTER

©Y
®

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

O
DC  APMX  CICT® LF  DCONMS THSZMS OAL  DRVS® RMPx® T3¢ A&l

H690 EWN D20-3-MMT12-R04 20.00 4.00 3 20.00 18.30 T12 33.00 16.0 1.5 28 0.07
H690 EWN D25-5-MMT15-R04 25.00 4.00 5 25.00 23.90 T15 42.00 20.0 11 40 0.12

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

() Number of inserts

(2 Clamping wrench size

(3 Maximum ramping angle

) Tool tightening torque (Nxm)

For inserts: H690 WNMU 0403

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

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

Spare Parts

S 7

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

@ Tightening torque 0.9 Nxm
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Exchangeable Solid Carbide Head

MULTI 7ASTER

MM FF

Interchangeable 2 Flute FEEDMILL
Solid Carbide Heads for Milling at

Very Fast Feeds and Small D.O.C.

1—‘PKAPR . THSZMS @ @ %‘% @?
q
DC — + DCOLNMS @ @ ®
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Rg *LEM

LF —= ECONOMICAL SOLUTION
. . Recommended
Dimensions Tough Hard Machining Data
g | 8 fz

Designation DC NOF®  APMX Rg®  THSZMS DCONMS  LF KAPR® RMPXM | & 3 (mm#)
MM FF100R1.5-L12-2T06 [aloXo] 2 0.60 2.00 T06 9.60 12.50 97.0 7.0 o 0.30-0.60
MM FF120R2.0-2T08 12.00 2 0.68 2.50 T08 11.50 11.10 97.0 7.0 o o 0.50-1.00
MM FF500R08-L59-2T08 12.70 2 0.68 2.50 T08 11.50 15.00 95.0 7.0 o 0.50-1.00
MM FF160R2.0-2T10 16.00 2 1.10 3.00 T10 15.20 13.50 97.0 7.0 o 0.55-1.10
MM FF200R2.0-2T12 20.00 2 1.50 3.40 T12 18.45 17.40 95.0 7.0 o 0.75-1.50

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

() Number of flutes

(2) Radius for programming

© Tool cutting edge angle

4 Maximum ramping angle

SO ISCAR




MULTI #ASTER

MM EFF

4, 6 Flute Solid Carbide .
Heads for Milling at Very Fast
Feeds and Small D.O.C.

THSZMS
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FAST FEED

’ . Recommended
Dimensions Tough «<— Hard Machining Data
g | 8 fe
Designation DC NOF® APMX THSZMS DCONMS LF  RMPX°® KAPR® Rg®  CSPM S 3 (mm/t)
MM EFFO80T3R1.62-4T05 8.00 4 0.40 T05 7.50 10.00 5.0 97.0 1.62 0 ° 0.12-0.48
MM EFF100T4R2.01-4T06 10.00 4 0.50 T06 9.50 13.00 5.0 97.0 2.01 0 ° 0.16-0.57
MM EFF100T2R1.0-6TO6H (1) ER[oXly] 6 0.45 T06 9.50 10.00 3.0 97.0 1.00 1 (] 0.16-0.47
MM EFF120T4R1.8-4TO8H (1) P 4 0.60 T08 1150 1650 5.0 97.0 1.80 1 ° 0.16-0.67
MM EFF120T4R2.47-4T08 12.00 4 0.60 T08 11.50 16.50 5.0 97.0 247 0 (] 0.16-0.67
MM EFF120T2R1.2-6TO8H (1) RPXis} 6 0.65 T08 11.50 12.50 3.0 97.0 1.20 1 (] 0.16-0.54
MM EFF127T4R2.59-4T08 12.70 4 0.60 T08 12.20 16.50 5.0 97.0 2.59 0 ° 0.16-0.67
MM EFF127T4R1.3-6TO8H 12.70 6 0.70 T08 12.20 12.70 3.0 97.0 1.30 1 o 0.16-0.67
MM EFF160T5R2.2-4T10H (1) @R[ 4 0.80 T10 1540 2050 5.0 97.0 2.20 1 ° 0.20-0.75
MM EFF160T5R3.25-4T10 16.00 4 0.80 T10 15.40 20.50 5.0 97.0 3.25 0 ° 0.20-0.75
MM EFF160T4R2.0-6T10H (1) @R[ 6 1.05 T10 15.40 16.00 3.0 97.0 2.00 1 ° 0.20-0.65
MM EFF200T6R4.02-4T12 20.00 4 1.00 T2 18.45 25.50 5.0 97.0 4.02 0 [ 0.20-0.90
MM EFF200T5R2.2-6T12H (1) @) 6 1.25 T12 18.45 20.00 3.0 97.0 2.20 1 ° 0.20-0.80
MM EFF250A7R3.1-6T15 (2 [Pl 6 1.20 T15 23.90 25.00 5.0 97.0 3.10 0 [ 0.25-1.00
MM EFF254A7R3.1-6T15 (2 [l 6 1.20 T15 23.90 25.00 5.0 97.0 3.10 0 ° 0.25-1.00
e For shanks, see pages 79-86 ¢ For clamping keys (to be ordered separately), tightening torques and clamping instructions, see pages 10-11
* Do not apply lubricant to the threaded connection. e For user guide, see pages 9,12-13
™) With a central coolant hole
(2) Cannot be used for plunging application
3 Number of flutes
@ Maximum ramping angle
) Tool cutting edge angle
(6) Radius for programming
™ 0 - Without coolant supply, 1 - With coolant supply
Multi Master Machining Recommendations for MM EFF Heads
fz (mm/t) vs. Tool Diameter (mm)
VDI 3323 |Material Group®| vc (m/min) ap ae 8 10 12 16 20 25
1 180 0.045xD 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
2 160 0.045xD 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
3 160 0.045xD | 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
4 160 0.045xD 0.7xD 0.48 0.57 0.67 0.75 0.90 1.00
) 150 0.045xD 0.7xD 0.43 0.50 0.57 0.65 0.75 0.87
6 150 0.045xD 0.7xD 0.33 0.40 0.48 0.57 0.67 0.78
7 140 0.045xD 0.7xD 0.33 0.40 0.48 0.57 0.67 0.78
8 140 0.045xD 0.7xD 0.30 0.35 0.43 0.52 0.60 0.70
9 140 0.045xD 0.7xD 0.30 0.35 0.43 0.52 0.60 0.70
10 130 0.04xD 0.6xD 0.28 0.33 0.38 0.48 0.57 0.67
11 120 0.04xD 0.6xD 0.25 0.30 0.35 0.43 0.52 0.62
12,13 120 0.04xD 0.6xD 0.30 0.35 0.43 0.52 0.60 0.70
15-16 180 apmax 0.7xD 0.45 0.52 0.60 0.70 0.80 0.90
17-18 160 apmax 0.7xD 0.38 0.45 0.52 0.60 0.70 0.80
38.1@ 100 0.085xD | 0.45xD 0.20 0.25 0.33 0.40 0.48 0.55
38.26) 80 0.03xD 0.3xD 0.16 0.22 0.30 0.38 0.45 0.52
39¢) 60 0.02xD 0.25xD 0.12 0.16 0.16 0.20 0.20 0.25
(1) ISCAR material group in accordance with VDI 3323 standard
@ 45-49 HRC
@) 50-55 HRC ap - maximum depth of cut
() 56-63 HRC ae - maximum width of cut

Member IMC Group
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Exchangeable Heads with Indexable Inserts

NANSFEED o
MULTI-RASTER oc |ff

FFT3 EFM-MM 02 Dox |
Small Diameter Endmills with l
a MULTI-MASTER Threaded

Adaptation that Mount Triangular APMX, |

e ®
Inserts for Fast Feed Milling —l

DCX(‘) DC APMX AE@ CICT® LF DCONMS THSZMS OAL DRVS® RMPX°® MDN® MDX? MIID® Q9 s]
el S D A E LB 800 220 060 29 2 1000 760 T05 1675 55 10.8 1020 15.00 FFT3 TXMT 0201205T 0.5 0.01
L = o R Do B IR E 2 10.00 420 0.60 2.9 3 1000 970 T06 1630 8.0 4.7 1420 19.00 FFT3 TXMT 0201205T 0.5 0.01

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

exceed DC

() Cutting diameter maximum

2) Maximum plunging width

) Number of inserts

@ Torque key size

5) Maximum ramping angle

(6) Machinable diameter minimum for interpolation

(M) Machinable diameter maximum for interpolation

8 Master insert identification

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

For inserts: FFT3 TXMT 02

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

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

o MM S-D (89° conical shanks) (83) » MM S-ER (84) « MM S-ER-H (84) MM TS-A (81)
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Spare Parts

P >

FFT3 EFM-MM 02 SR M2X0.4-2.9 T6-HG® T-6/5 MAGNET 3X3

(@ Recommended tightening torque:0.5 N*m

MICROFEED ‘ oAL ‘

MF 300 ENDMILL.-‘ ——— LF 4»( @ @ ®
MULTI-MASTER A T

FFT3 EFM-MM 03 7 pox oc e THSZMS DOONMS & | Q
Endmills with a MULTI-MASTER @ L ! l '
Threaded Adaptation Carrying APMX, [N - S
Single-Sided Small Trigon 7\ DRVS @ ﬂ{i
Inserts for Fast Feed Miling =

O
DCX(1) DC APMX AE® CICT® LF DCONMS THSZMS OAL DRVS® RMPX“6 MDN® MDX® MIID®

FFT3 EFMD10/.39-2MMTO06-03 [Rl0{0/0 R0 R0} /¥ 2 10.00 9.70 T06 1630 8.0 6.9 15,60 19.00 FFT3 WXMT 030206T 0.02
A R DAPTRY S [VROERRY 1200 760 060 2.2 3 15.00 11.70 T08 22,50 10.0 4.7 19.60 23.00 FFT3 WXMT 030206T 0.03
SRS DRCTAREE g [ E0xY 16.00 11.60 060 22 4 2000 1530 T10 31.30 13.0 29 27.60 31.00 FFT3 WXMT 030206T 0.05
A3 R DI ECRA R PRORY 2000 1560 060 2.2 5 2500 19.00 T12 3830 16.0 2.0 36.60 39.00 FFT3WXMT 030206T 0.07
FFT3 EFMD25/.98-6MMT15-03 [ 0 Rrioc /o) (R 6 3000 24.00 T15 47.00 20.0 43 4560 49.00 FFT3 WXMT 030206T 0.00

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

() Cutting diameter maximum

2 Maximum plunging width

) Number of inserts

@ Torque key size

5) Maximum ramping angle

(6) Machinable diameter minimum for interpolation

() Machinable diameter maximum for interpolation

8 Master insert identification

For inserts: FFT3 WXMT 03

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

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

o MM S-D (89° 