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TMSD

. Thread Milling for Deep Holes

Inserts | Toolholders



Vardex Ordering Code System
B TMSD Inserts

2 U | 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- L) El - External + Internal mm tpi 55 - Partial Prolﬂle 35
3-1C3/8" A(QA 1S - 150 Metric
4-1C172" - 1080 1825 UN - American UN

5-1C5/8" Partial Profile - U, A, L Styles | Partial Profile - Vertical Style NPT - NPT

VAN
7-1C6.8 mm A- '@ mm tpi mm tpi TR-Trapez DIN 103
9-1C85mm A\ /A ACME - ACME

DA | 05-15 48-16 VA | 05-1.0 28-27 STACME - Stub ACME

11-1C10.7 mm
L ‘ Bg ;55542&8 ]160?62 xg ) w!fo ABUT - American Buttress
| - APIRD - API Round Casing
DD | 20-25 9-12 VD 1.0-2.0 24-12

& Tubi
DE | 2535 | 107 | VE | 2030 | 128 ubing

=
/x DH | 4060 6-4 VE | 1015 | 24-16 6 - System

z- ) D DK | 6080 | 43 | VG | 1520 | 1612 | qurien i g
ertical Style DL - 117 | VH : 16141 | M3 - TMSD Vertical
7,911 DM | 25 10| VK | 2025 | 12-10

DN | 1020 | 2411 | VI - 26-19 | [7-Carbide Grade
Vo) DP | 1530 | 168 | W | - 8-7 VBX, VTX
V Style 578" B$ .~ 216; 64 UN | 1525 | 1611

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-ShankType || 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 5-1C5.0 mm 0] 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-ShankDia. | |5 - Shank Style 6 - Cutting Dia. | | 7 -Tool Overhang | | 8 - Insert Size
None - Steel Shank | | GM-Groove Milling | | - Coolant | | 8,9, 11.5, 12,14, | C- Cylindrical 10.5-22.0 25-65 7 - 1C6.8 mm
C - Carbide Shank and Thread Milling 15, 20, 25 W - Weldon 9 - 1C85mm
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
™ 47 § - Single Point | | C- Coolant | |42-98 16,22,27,32 3-1C3/8 ULV
4-1C1/72"
9 - Tool Application 5-1C5/8"
ABUT - American Buttress
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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 g ? ?

ISO, American UN, NPT, API RD

U Style For Large Pitches

Weldon
Shank

Tool Overhang (L1) 40-145
Cutting Dia. (D2)  14.75-42
No. of Flutes (Z)  1-4

L Style (Mini L) For Small Bores

Weldon
Shank

Tool Overhang (L1) 29-42
Cutting Dia. (D2)  13-17.7
No. of Flutes (2)  1-3

Tool Overhang (L1) max 65

Carbide
Cylindrical
Shank

Tool Overhang (L1) max 135
14.75-31.0
1-4

Cutting Dia. (D2)
No. of Flutes (2)

Carbide
Cylindrical
Shank

13-17.7
1-3

Cutting Dia. (D2)
No. of Flutes (Z)

Steel
Cylindrical
Shank

Tool Overhang (L1) max 144
Cutting Dia. (D2)  23.3-36.5
No. of Flutes (2)  2-4

"VARGUS
ceNius”

Tool Selector and CNC
Program Generator

American Buttress

Shell
Mill

Tool Overhang (L1) max 200
Cutting Dia. (D2)  42-98
No.of Flutes (2) ~ 4-7

Vertical Style @v, ov, 11v)

Weldon
Shank

Tool Overhang (L1) 25-45
Cutting Dia. (D2)  10.5-20.8
No. of Flutes () 3

L Style (3/8"L) For Large Trapezoid Profiles and ABUT

Weldon
Shank

Tool Overhang (L1) 50-105
Cutting Dia. (D2)  21.6-35.5
No. of Flutes (Z) ~ 1-3

Carbide
Cylindrical
Shank

Tool Overhang (L1) max 120
Cutting Dia. (D2)  21.6-33.5
No. of Flutes (2) ~ 1-3

Shell
Mill

Tool Overhang (L1) max 200
Cutting Dia. (D2)  48-80
No. of Flutes (Z) 57

Carbide
Cylindrical
Shank

Tool Overhang (L1) max 65
Cutting Dia. (D2)  10.5-20.8
No.of Flutes (Z) 3

A Style For Shorter L2

Steel
Cylindrical
Shank

Tool Overhang (L1) max 144
Cutting Dia. (D2)  26-35.3
No. of Flutes (Z) 3
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Partial Profile 60°

Internal

Internal

External

Vertical Style

Vertical Style

Igts;lgt Pitch Ordering Code Dimensions mm Application (Min. Thread Size)
IC mm tpi Internal D2 T L2 ISOCoarse  ISO Fine UNC UN/UNF/UNEF/UNS Toolholder
M11.5%0.5; ‘
0.5-10 2827 7VIVA6OTM3... 10.5 06 - MI5X0T75: - %%,’Q‘EF
M12x1.0 >
M12.5x1; 14-24UNS; 15-20UNF;
10-15 24-16  7VIVF60TM3.. 111 08 - ' = ' ;
M13x1.5 % 18UNF; %-16UN Copicacisa0.7-3
7V 29 N CGMC9C13-45-7-3
(6-16UN; GMC20W13-25-7-3
1520 1612 7VIVG6OTM3.. 11.8 10 MI4x20 M14x15 © %e140NS:
%-12UN
M15x1.5 %-11; %-14UNS;
1525 1611 7VIVN6OTM3.. 124 11 Vi oy il
M14x0.5; .
0510 2827 9VIVAGOTM3... 13 06 - MI4x075; - Y8l
M15x] -
M15x1:  %-24UNEF; %-20UN;
10-15 2416 VIVF6OTM3.. 13.7 08 S e i [
oV 42 CGMC12C17-50-9-3
GMC20W17-30-9-3
M16.5x1.5; W 16UN;
1520 16-12 QVIVG6OTM3... 144 10 - e S AONG. e 12UN
2025 12-10 QVIVKEOTM3... 15.1 14 RV %10 Ve 12UN;
M19x1, M19.5x1.25; Y-24UNS; %5 20UNEF:
10-20 24-12 11VIVD6OTM3.. 179 10 - MO9S, -~ 74-18UNS; %e-16UN;
M20x1.75; M20x2 7-140NF %e-12UN CGMC14C22-60-11-3
1V 55 CGMC15C22-65-11-3
R 7 B GMC25W22-45-11-3
20-30 128 1IVIVEGOTM3.. 195 15 MIXES Masxa 18 7-10UNS; %-12UN
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Partial Profile 55°

Internal

Internal
55°

External

Vertical Style

Vertical Style

Insert Style Ordering Code  Dimensions mm Application (Min. Thread Size)

IC tpi Internal D2 T L2 r BSP (G) Partial 55° Toolholder
2619 7VIVIS5TM3.. 11.35 08 007  %19; %-19 - CGMC8C13-40-7-3

A% 29 e A CCGMC9C13-45-7-3
16-14  7VIVH55TM3.. 120 100003 3t %6 %14 GMC20W13-25-7-3

4 1 8 i

26-19 OVIVI5S5TM3...  13.35 08 009 %19 %-26; 7%-16 CGMC11.5C17-50-9-3

v 42 T e e ey, SGMCI2C17-50-0-3
16-10  9VIVC55TM3.. 154 12015 14 g e A GMC20W17-30-9-3
16-12 11VIVG55TM3... 17.8 09 016 -4 %616 ; %612

CGMC14C22-60-11-3
v 11-9 1VIVBS5TM3... 191 55 13 021 fI=11 7-11;1-10; 1%-9 CGMC15C22-65-11-3
GMC25W22-45-11-3

8-7 TIVIVM55TM3... 19.6 15 036 - 1-8; 1 %7,

Vertical Style
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Trapez

Internal

30 Internal
¥\

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

Vertical Style

Vertical Style

Insert Style Ordering Code Dimensions mm Application
IC mm Internal D2 T L2 Trapez Toolholder
7VI2.0TR-1TTM3... 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
OVI3.0TR2TMS3... 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 Ordering Code Dimensions mm Application
IC tpi Internal D2 T L2 Stub ACME Toolholder
-
8 7VI8STACMETMS3... 123 29 13 %-8 COMCEC13.4073
7V 6 7VIBSTACME-1TM3... 17 59 13 %-6 CGMC9C13-45-7-3
7VI6STACME-2TMS3... ' ' ' 76 GMC20W13-25-73
VISSTACME-1TM3... 15 COMCTI5C17-50.9.3
Vv 5 OVISSTACME-2TM3... 16.7 4.2 1.95 1%-5 CGMC12C17-50-9-3
9VISSTACME-3TMS... 1%4-5 GMC20W17-30°9:3
TVI4STACME-1TM3... 1%-4
11VI4STACME-2TM3... 1-4 CGMC14C22-60-11-3
11V 4 20.8 55 2.6 CGMC15C22-65-11-3
11VI4STACME-3TM3... -4 GMC25W22-45-11-3
TVI4STACME-4TM3... 2-4
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Vertical Toolholders - Weldon Shank

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

L

Spare Parts

Insert Style Ordering Code Dimensions mm )‘ Py . ’
Toolholder L L1 D D1 D2* | InsertScrew | Torx Key Blade Handle
v GMC20W13-25-7-3 95 25 20 9 105127 (%‘%TX%&) KaT - -
ov GMC20W17-309-3 105 30 0 N5 1367 | et haes) - Blade | Smart Handle
v GMC25W22-45-11-3 115 45 25 15 178208 (,3,'“5%28%'\5/[35) Dy, | e

* The tool cutting diameter (D2) is defined by the insert (See pages 298-300).

For Correct Clamping:

oV

Curved Surfaces

Identification Mark

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

MAAYE]

NEUMO Ehrenberg Gro
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Vertical Toolholders - Carbide Cylindrical Shank
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Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Holding Device

Spare Parts
Insert Style Ordering Code Dimensions mm # J ,
Toolholder L L1 L3(min) D D1 D2* | Insert Screw | Torx Key Blade Handle
CGMC8C13-40-7-3 40 18 8 SN2TS-M1
7V 115 9 105-127 K2T S S
CGM(C9C13-45-7-3 45 20 9 (M3.0x0.5x9)
CGMCT1.5C17-50-9-3 50 25 15 SN3T15-M2 Blade Smart Handle
v CGMC12C17-50-9-3 12 50 26 12 15 131671 (11450 74135) i T15-14 1/:X2
CGMC14C22-60-11-3 60 30 14 SN4T20-M3 Blade Smart Handle
W Tomasaresns . e om0 7808 wsosas — T20-% X2

*  The tool cutting diameter (D2) is defined by the insert (See pages 298-300).

For Correct Clamping:

oV ’

Identification Mark

Curved Surfaces

Always mount insert with the identification mark between the two curved surfaces on the toolholder.
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Partial Profile 60°

Internal
Internal
0°
External
Mini L Style U 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) 1020 2411 SLIDN6OTM... 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
1520 16-12 2UIDB60TM... 0.06 CTM. SC..2U
1/4° 1 2022 s 2IDDS0T. Sl CTM25C 14C17-65-2U
2UIDM60 TM... 2.5 10 2UIDM60TM... 0.1
2UIDD60 TM..
TM.SC..2U
2.5-4.0 10-6 2UIDC60TM... 0.14 CTM.SC.2U
1.5-2.0 16-12 3UIDB60TM... 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 r¥ Toolholder
1/4"A " 1.5-3.0 16-8 2AIDP6OTM... 0.06 TM.SC..2A
3/8"A 16 2.0-4.0 12-6 3AIDT60TM... 0.08 TM.SC..3A

U Style
For Large Pitches

A Style
For Shorter L2

Mini-L Style
For Small Bores and Short L2

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

\AAAY]

NEUMO Ehrenberg Gro,
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Partial Profile 55°

Internal
Internal
55°
External
Mini L Style U 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 " 16-12 2UIDB55TM... 0.08 CTM.SC_2U
-7 2UIDL55TM... 0.24
16-12 3UIDB55TM... 0.08
3/8"U 16 mn-7 3UIDL55TM... 0.24 TM.SC..3U
6-4 3UIDH55TM... 0.27
1/2"U 22 4-3 4UIDKS55TM... 0.50 TM.SC D..4U

U Style
For Large Pitches

I * The indicated radius () 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

IC —

<
1/8P External

?elfined by:I R2626(5’é'ﬁ. " Mini L Style Mini L Style U Style
olerance class: 69 5LI12.0ISOTM...
L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC mm Internal Toolholder Adjusted D2
1.0 5LIT.0ISOTM...
5.0L TM.SC..5L B
(Mini L) = SL LI CTMSC..5L
5LI2.0150 TM... 2.0 5LI2.0ISOTM... -
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;
TM4SC25C31-115-2U;
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 Mini-L Style
For Large Pitches For Small Bores and Short L2

wvivargus| sos |
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American UN - uNC; UNF; UNEF; UNS

Internal

1/4P  Internal

1/8P External

Defined by: ANSI B1.1:74 Mini L Style Mini L Style U Style
Tolerance class: 2A/2B 5LIT4UNTM...
S5LIT2UNTM...
L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
w IC tpi Internal Toolholder Adjusted D2
18 S5LITBUNTM...
’ 5.0L 16 5LIT6UNTM... TMSC..51 )
(Mini |_) 14 5LIT4UNTM... CTM.SC..5L
SLIT4UNTM...
SLIT2UNTM... 12 SLII2UNTM...
U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC L mm tpi Internal Toolholder * Adjusted D2
TM2SC25W23-70-2U;
14 2UI4UNTM... 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 2UIT2UNTM... CTM3SC20C26-110-2U; For 12UN change D2 to D2-1.15
CTM4SC25C31-135-2U

*

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
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NPT

External / 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)
p IC tpi External/Internal Toolholder Adjusted D2
5.0L TM.SC..5L
(Mini ) 18 =B 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

CTM1SC11C15-60-2U

14 2UEN4NPT-TM...
TM25C25W21-60-2U;
CTM25C14C21-65-2U; 2049
CTM25C16C21-80-2U
TM25C25W23-70-2U; 063
14" 1 TM25C18C23-86-2U :
TM3SC25W26-80-2U;
TM35C20C26-105-2U; 2563
s AU SNPIEL, CTM35C20C26-110-2U
TM4SC32W31-95-2U;
TM4SC25C31-115-2U; 3063
CTMA4SC25C31-135-2U
TM35C32W36-95-3U;
TM35C32W36-145-3U; s 65
TM35C25C36-125-3U; :
s R TM35C28C36-144-3U
’ : TM4SC40W42-120-3U; 15
TMA4SCD42-16-3U :
TMS5SCD48-22-3U 4715
3/8"U 16 TM35C32W36-95-3U;
TM35C32W36-145-3U; s es
TM35C25C36-125-3U; :
TM35C28C36-144-3U
8 3UEIBNPT-TM... TMASC40W42-120-3U; s
TMA4SCD42-16-3U :
TM5SC- D48-22-3U 4715
TM6SC-D56-22-3U 5515
TM6SC- D88-27-4U 88.06
o 2 8 AUEISNPT-TM...
TM75C- D98-32-4U 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
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Trapez

Internal
30° Internal
¥\

m

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 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
" TM2SC25W28-75-3L;
3/8"L 7.0 3LIZ0TRTM... (TR38-44)x7 CTV25C18C28-100-3L
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
2Ul4.0TR-1TM... (TR20-TR28)x4
1/4"U 1 4.0 See pages 312-319
2U14.0TR-2TM... (TR65-TR110)x4
<0 2UI5.0TR-1TM... TR22x5; TR28x5
' 2UI5.0TR-2TM... TR24x5; TR26x5
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American ACME

Internal
29° Internal
¥ N

External

Defined by: ANSI B1.5: 1988
Tolerance class: 3G

k— 1C —

3/8"L

L Style
Insert Size Pitch Ordering Code Application
IC tpi Internal Internal Toolholder
5 3LISACMETM... 1'4-5ACME
TM1SC25W21-50-3L;
3LI4ACME-TM... 1%-4ACME CIMEE e Ie 3
3LI4ACME-2TM... 1'4-4ACME
4
TM2SC25W28-75-3L;
el 3LI4ACME-3TM... 1%4-4ACME CTM25CI18C28-100-3L
3LI4ACME-4TM... 2-4ACME
LISACME-1TM.. 2'/4-3ACME
IBAC e TM3SC32W33-90-3L;
CTM3SC20C33-120-3L
3 3LI3BACME-2TM... 2'4-3ACME
3LI3ACME-3TM... 2%-3ACME
Stub ACME
Internal
29° Internal
External — IC —
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... 1'4-55TACME
3LI4STACME-TTM... 1%-4STACME DApEaaNelo0sL
4 3LI4STACME-2TM... 14-4STACME
3/8"L 3LI4STACME-3TM... 2-4STACME
3LI3STACME-1TM... 2'4-3STACME
) TM35C32W33-90-3L;
CTM3SC20C33-120-3L
3 3LI3STACME-2TM... 2'/5-3STACME
3LI3BSTACME-3TM... 2%-3STACME
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American Buttress

Internal

0.16316P

External
Defined by: ANSI B1.9.1973

e—— |C —>

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
Wy TM25C16W14-35-5L-ABUT
0.875"-4.0" ABUT CTM25C10C14-50-5L-ABUT
16 5LI6ABUT-TM...
125"4.0" ABUT TM3SC20W18-45-5L-ABUT
£ CTM3SC14C18-65-5L-ABUT
o TM2SC16W14-35-5[-ABUT
50L 5 CLABUTT 0875-607ABUT CTM25C10C14-50-51-ABUT
(Mini L) 195%6.0" ABUT TM3SC20W18-45-5L-ABUT
S CTM3SC14C18-65-5-ABUT
bs TM25C16W14-35-5L-ABUT
o S OABUTT 0.875"16.0" ABUT CTM25C10C14-50-5L-ABUT
125"16.0" ABUT TM3SC20W18-45-5-ABUT
: ; CTM3SC14C18-65-5L-ABUT
yp TM25C25W26-80-3L-ABUT
1.75"-4.0" ABUT
TM25C20C26-105-3L-ABUT
16 3LI6ABUT-TM... CIM25C20C26-1053LABY
2.5"-4.0" ABUT TM35C32W35-105-3L-ABUT
Vo TM25C25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
5 3LT2ABUTTM.. 2.5"-6.0" ABUT TM3SC32W35-105-3L-ABUT
3.0-6.0" ABUT TM55CD48-22-31-ABUT
4.0"-6.0" ABUT TM65CD58-27-3L-ABUT
Vo TM25C25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
10 3LITOABUT-TM.. 2.5"-6.0" ABUT TM3SC32W35-105-3L-ABUT
3/8"L 3.0"-6.0" ABUT TM5SCD48-22-3L-ABUT
4.0"-6.0" ABUT TM65CD58-27-3L-ABUT
Vo TM25C25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
0 BRI 2.5"6.0" ABUT TM3SC32W35-105-3L-ABUT
3.0-6.0" ABUT TM5SCD48-22-3L-ABUT
4.0"-6.0" ABUT TM65CD58-27-3L-ABUT
" TM25C25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
. R 2.5"-6.0" ABUT TM3SC32W35-105-3L-ABUT
3.0-6.0" ABUT TM55CD48-22-31-ABUT
4.0"-6.0" ABUT TM65CD58-27-3L-ABUT
V Style
Insert Size Pitch Ordering Code Application
Q‘ IC tpi Internal Internal Toolholder
. 4 5VI4ABUT-TM... 5.5"24.0" ABUT TM65CD88-32-5V6-ABUT
5/8"V 3 5VI3ABUT-TM... 6.0"-24.0" ABUT
TM65CD88-32-5V8-ABUT
25 5VI2.5ABUT-TM... 10 7.0"-24.0" ABUT
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APl Round Casing & Tubing

Internal

1°47'

External

Defined by: API STD. 5B:1979
Tolerance class: Standard APl 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 " 10 2UITOAPIRDTM... TM35C20C26-105-2U 24.44
TM4SC32W31-95-2U
TM4SC25C31-115-2U 2R
TM3SC32W36-95-3U
TM3SC32W36-145-3U 347
TM3SC25C36-125-3U ’
TM35SC25C36-125-3U
3/8"U 16 8 3UIBAPIRDTM... TM4SC40W42-120-3U 402
TM4SCD42-16-3U )
TM5SCD48-22-3U 46.2
TM6SCD56-22-3U 54.2

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

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

Weldon Shank for U Style Inserts

Spare Parts

: : : ' No. of ,
Insert Size Ordering Code Dimensions mm Eluiies # E
IC L L1 L2 D D1 D2 YA Insert Screw Torx Key
TMISC16W15-40-2U 9% 40 16 no 1475 1
TM25C25W21-60-2U 123 60 25 160  20.65% 2
140 TM25C25W23-70-2U 135 70 54 25 177 230 2 SN2T HK2T
TM3SC25W26-80-2U 147 80 25 204 260 3
TMA4SC32W31-95-2U 164 95 3 257 310 4
TM3SC32W36-95-3U 166 9 32 290 365 3 .
3/8'0  TM3SC32W36-145-3U 225 145 80 3 280 365 3 HK3T
TMA4SC40W42-120-3U 201 120 40 342 40 4 SN3T
Weldon Shank (U Style) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 I1SO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G)  Partial 55° Trapez
%19 Wie1d; %12
o MIBX25  MI6X05 MI6X075MI6XI.0; 5, 1 %-32UN;%-28UN; %-27UNS; Vis24UN; 75120 /e 712 gpodyas
TMISCIEWS-402U 147" Mpgy30 M17x1.25;Mi7x1 5:M17x2.0 710 14:20UN; W T6UN, %-14UNS %-120N - 1 7700 qRoga
, , , 18 7-32UN; 7%-28UN; 7%-27UNS; %-24UNS; _1-26;1-20; 1-16;
TMSC2W21-602U 2065 Mada MoDOSMazOS MO 117 %-20UNEF; 1-I8UNS; %4s-16UN; 1-14UNS; “471% 112,110, 1 %469, ngg)éxs
: 20 i 9 1%6  %e-12UN: 1-10UNS 1-8;1 Vo7
M27x3.0;  M24x0.5; M24x0.75; M25x1.0; 1-32UN: 1-28UN; 1-27UNS; 1-24UNS; 0 1267 1-20; 1-16;
TM2SC25W23702U 230 M30x3.5; M25x1.25:M26x1.5;M26x2.0; 1%7  1-20UNEF; 1-18UNS; 1-16UN; 1-14UNS; 4Ty 1412, 14-9; -
M36x40  M27x2.5 1-12UNF; 1%-10UNS; 1%-8UN 17
V3035 M2XOSM7X0T5M28KI0; 4y, o 1%4-28UN; 1/6-24UNS; 1%-20UN; ga VA261420;
TM3SC2SW26-802U 260  \iagaad:  M28X1.25M28X1 5:M29x20; 177 1-18UNEF; 1/4-16UN; 1/4-14UNS; T 116 112 -
Y M30x2.5; M30x3.0 0 1}4-12UNF; 1/-10UNS; 1%6-8UN 1%e-8; 147
M32x0.5; M32x0.75; M33x1.0; 1%6-28UN; 1%-24UNS; 1%5-20UN; 1%-26; 1%-20;
TMASC32W31-052U 310 M36X40 M33x125M33x1.5;M34x20: 1%-6  1%s-18UNEF; 1%e-16UN; 1%-14UNS; 1011 1%-16; 1%-12; -
M34x2.5; M35x3.0; M36x3.5 1%-12UNF; 1%-10UNS; 1%-8UN 1768
M42X4.5} . . _C. 5/ 1A 154_17-
TMISCOWIE053U 5o MABKSD; Maoks w2t A2 16 16UN; 1%-14UNS; 1% 12UN; o e )
TM3SCIW36-14530 2% MS6X55  \iasns 2 piaoa.o Sea 1%-10UNS; 1%-8UN; 1%-6UN ol 178, 14-6;
M64x6.0 X301 IGeXe: &= 1%-5
M48x5.0; M45x1.5; M45x2.0; R 13 . . . 17-16; 176-12;
TMASCAOWA2Z1203U 420  MS6x5.5, M46x2.5 M48x3.0: Syl 17 1IN, 1t 1% TUN, 611 148, 216, .
M64x6.0  M48x3.5: M48x4.0 ’ 1e-SUN; 176 245

I *  For TRinserts use the CNC program (D2+0.25mm).
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Weldon Shank (U Style) Applications (cont

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

22.0 15 - M26x1.5 -

21.85 20 - M26x2.0 -
TM2SC25W23-70-2U

2194 - 14 - 1-14UNS

21.85 - 12 - 1-12UNF

25.0 1.5 - M28x1.5 -

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

24.94 - (2 - 1 1/8-14UNF

24.85 = 12 - 1 1/8-12UNF

30.0 15 - M33x1.5 -

29.85 20 - M34x2.0 -
TM4SC32W31-95-2U

2994 = 14 - 1 3/8-14UNS

29.85 - 12 - 1 3/8-12UNF

Thread Applications for Full Profile Inserts (NPT)

Toolholder Bgﬁgg%%%% 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%)

TMISCI6W15-40-2U 1459 14 1/2-14NPT; 3/4-14NPT
TM25C25W21-60-2U 2049 14 3/4-1ANPT
TM25C25W23-70-2U 2263 115 1-11.5NPT; 1 1/4-11.5NPT: 1 1/2-11.5NPT; 2-11.5NPT -
TM35C25W26-80-2U 2563 115 1-11.5NPT: 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TMA4SC32W31-95-2U 30.63 115 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TMESC32N36-95-51 3565 115 11/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM3SC32W36-145-3U
TM3SC32W36-95-3U

35.65 8 - 21/2..10-8NPT
TM3SC32W36-145-3U
TMA4SC40W42-120-3U 4115 115 11/2-11.5NPT; 2-11.5NPT -
TM4SC40WA42-120-3U 4115 8 - 21/2.10-8NPT

** 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 Bgmgg%g%‘g? 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 T8G Long);
TM2SC 25W23-70-2U 2144 1.315..1.66x10APIRD

(for TBG; UP TBG; UP TBG Long; Integral-Joint TBG)

10 1.66...2.875x10APIRD -

TM3SC 25W26-80-2U 2444 (for TBG; UP TBG; UP TBG Long; Integral-Joint TBG)

1.66..3.5x10APIRD
TM4SC 32W31-95-2U 2944 (for TBG, UP TBG; UP TBG Long; Integral-Joint TBG)

2375..13.375x@APIRD (for C5G; TBG, UP T8G; UP TBG Long);
TM35C 32W36-95-3U " 45..55x8APIRD (for LCSG) -

: 2.375..20x8APIRD (for C5G; TBG; UP T8G; UP TBG Long); 8.625..20x8APIRD (for
TM35C 32W36-145-3U 8 45.76258APIRD (for LCSG) LCSG)
o 2.875..20x8APIRD (for CSG; TBG; UP T8G; UP TBG Long);

TM4SC 40W42-120-3U 4022 D e 8.625x8APIRD (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)

L1 (max)———>

L

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 Hﬁ'tgsf ’ /,

IC L L1 (max) L2 L3 (min) D D2 z Insert Screw Torx Key
CTM1SC08C15-40-2U 109 40 o4 18 8 14.75% 1
CTMI1SC11C15-60-2U 120 60 25 10.7 14.75% 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 o4 34 16 20.65% 2
CTM35C20C26-110-2U 165 110 40 20 26.0% 3
CTM4SC25C31-135-2U 186 135 46 25 31.0% 4

*  For TRinserts use the CNC program (D2+0.25mm).
** To be used only with inserts 2UIDD60TM... or 2UIDM60TM...
Forinsert 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 ISOCoarse  ISOFine UNC UN/UNF/UNEF/UNS BSP(G) Partial 55° Trapez
CTM1SC08C15-40-2U 14.75* £ M16x1.0; M17x1.25; 7575 "% 6-24UNEF; 16-20UN; Vie-T6UN; B IS AR ASN ; '
M30x3.5; W O TSy, e IR, Ve 111 %12, %-1; %-10; TR245; TR26X5;
M36x4.0 > ~ 1%6 ! e 7%-9; 1-8; 1%-7 TR28x5
Migxa 5. MI6X05 MI6X075; 5, 10 %-32UN; %-28UN; %-27UNS; D C el
CTMISCIICIS-60-2U 1475 MISXE Miex1.0; MI7x1.25; 7780, o Visr24UNEF; 1ig-20UN; il a6 et TR, TR24X3
©OMI7X15 MI7x2.0 7 Wie-16UN; %-14UNS; "ie-12UN ng
CTM2SCI4CT7-652U 1727 M9OX2:2 M21x2.0 %9 7%-10UNS; %e-12UN - - -
M24x3.0; M22x0.5; M22x075; 18, 7-32UN; %-28UN; %-27UNS; 7%-24UNS; 5, 1, 1-26; 1-20; 1-16; propc- , ,
CTM25C14C21-652U 20.65* M30x3.5 M22x1.0; M23x1.25; 147 7-20UNEF; 1-18UNS; %e16UN; 1140NS; 741 1-12; 1-10; 14-9; gﬁégﬁﬂ%ﬁﬁ%ﬁ
M36x4.0 M23x1.5: M23x2.0 1%-6  %e-12UN; 1-10UNS 1-8; 147 '
Moax3.0 M22X05 M22x075; 18 %-32UN; %-28UN; %-27UNS; %4-24UNS; 5, 1,0 1:26; 1-20; 1-16;
CTM2SCT6C21-80-2U 20,65 M30X3'0 M22x1.0; M23x1.25; 147, %-20UNEF; 1-18UNS; i T6UN; 1-14UNS; 171 1412 1-10; 1%4-9; (TR26-TR60)3
D M23X15 M23x2.0 1%-6  %s-12UN; 1-10UNS 1-8; 167
M27%0.5; M27%075;
, ; o 1%4-28UN; 1%4-24UNS; 1/4-20UN; o 1%26; 14-20; .
CTMBSCI0C6100U 26 M3O0X3.5; M28x1.0; M281.25, 147 %14, (TRA0-TR60)X3

17/-18UNEF; 17-16UN; 15-14UNS;

1%6-16; 1%16-12;

B M%gg% W20 146 1 120NF; 1%-10UNS; 1746-8UN U 1.5 17 S
M32x0.5; M32x0.75;
M33x1.0; M33x1.25; 1%6-28UN; 1V5-24UNS; 1/5-20UN,; 1%6-26; 1%6-20; (TR50-TR60)X3
CTM4SC25C31-1352U 31 M36x4.0 M33x1.5; M34x2.0; 14-6 1%-18UNEF; 1%-16UN; 1%-14UNS; 1%-11 13%-16; 1%-12; (TRB5-TR110)x4
M34x2.5; M35x3.0; 1%-12UNF; 1%-10UNS; 176-8UN 176-8
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 ; q q
Toolholder Dizrmiar 00 (7 Pitch Min. Thread Dia.
* Adjusted D2 mm tpi ISO Fine UN/UNF/UNEF/UNS
25.0 1.5 - M28x1.5 -
24.85 20 - M29x2.0 _
CTM3SC 20C26-110-2U
24.94 - 14 - 1 1/8-14UNS
24.85 - 12 - 1 1/8-12UNF
30.0 15 - M33x1.5 _
29.85 20 - M34x2.0 -
CTM4SC 25C31-1352U
29.94 - 14 - 1 3/8-14UNS
29.85 - 12 - 1 3/8-12UNF

*

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

Thread Applications for Full Profile Inserts (NPT)

Toolholder Eﬂgmgg%&%ﬂ:ﬂ? Pitch Cylindrical or Conical Pre-Drilled Hole Cylindrical Pre-Drilled Hole
A . NPT Threading NPT Threading
QUL tpi by 1 Radial Pass by 2 Radial Passes (50% / 50%)

CTMISCO8C15-40-2U

PEy—— 14.59 14 1/2-14NPT; 3/4-14NPT

CTMI1SC11C15-60-2U

CTM25C14C21-65-2U

e 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)

L=

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

Steel Cylindrical Shank for U 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
TM25C18C23-862U 166 86 40 18 233 2
/4" TM35C20C26-1052U 186 105 54 40 20 26 3 SN2T HK2T
TMA4SC25C31-1152U 196 15 46 25 31 4
TM35C25C36-1253U 193 125 46 25 36.5 3
3/8"U 8.0 SA3T HK3T
TM35C28C36-1443U 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 ISO 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;
TM2SCI8C23-862U 233 Mapkas M0 s 25 Maext 5 M26x20; 147 T1-18UNS; 1-16UN; A Vls; 142
~ M27x2.5 1-T4UNS; 1%e-12UN; 1%4-9; 1467

1%-10UNS; 1%-8UN

1/6-28UN; 17-24UNS;

M27x0S5; M27x0.75; M28K1.0; 1,5 1/4-20UN; T%-18UNEF, 0 126, 1420,
TM3SC20C26-1052U 26 M30x35; M36x40 M28x1.25 M28x1.5; M29x20; 15 ¢ 1/-I6UN: 14-14UNS, " A8 1916, 19612,
M30x2.5: M30x3.0 56 114-12UNF; 1%-10UNS; 1%6-8; 17
176-8UN
1%6-28UN; 1/4-24UNS;
M32x0.5; M32x0.75; M33x1.0; 1%-20UN; 1/-18UNEF; 16-26; 1%5-20;
TMASC25C31-11520 31 M36x4.0 M33x1.25: M33x1.5; M3320:  1%-6  1%-16UN; 1%-14UNS; 1411 1%16; 1%-12;
M34x2.5: M35x3.0: M36x3.5 1%-12UNF; 1%-10UNS; 16-8
176-8UN
TMSCSC361253U 5 M4255 MABXS0; M39X1.5; MAOK2S; MAx3.0; s 1o tSuN Iedule o o 1l DL
TM3SC28C36-144-3U : M56x5.5; M64x6.0  M42x3.5; M42x4.0 a1 s ' ¢ [ VA
254 1%-8UN: 1%-6UN 195

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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Steel Cylindrical Shank (U Style) Applications (con

Thread Applications for Full Profile Inserts (ISO & UN)

Toolholder ggmg{gfﬁg%m% Pitch Min. Thread Dia.
* Adjusted D2 mm tpi 1SO Fine UN/UNF/UNEF/UNS
22.00 15 = M26x1.5 _
21.85 2.0 - M26x2.0 _
TM25C18C23-86-2U
2194 - 14 - 1-14UNS
21.85 B} 12 ) 1-12UNF
25.00 15 - M28x1.5 _
24.85 20 - M29x2.0 )
ULES GG 24.94 B 14 - 11/8-14UNS
24.85 - 12 - 1 1/8-12UNF
30.00 15 - M33x1.5 -
29.85 2.0 - M34x2.0 -
TMASC2C3 T2 2994 - 14 - 13/8-14UNS
29.85 - 12 - 13/8-12UNF

Thread Applications for Full Profile Inserts (NPT)

Toolholder Bgmg{gfg%mpﬂ% Pitch Cylindrical or Conical Pre-Drilled Hole Cylindrical Pre-Drilled Hole
. . NPT Threading **NPT Threading by 2 Radial
*
Hefsed tpi by 1 Radial Pass Passes (50% / 50%)

TM25C18C23-86-2U 22.63 11.5 T-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM3SC20C26-105-2U 2563 1.5 T-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 =
TM35C25€36-125-3 3565 ns 11/4-11.5NPT: 1 1/2-11.5NPT; 2-11.5NPT -
TM3S5C28C36-144-3U
TM35C25C36-125-3U

35.65 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 : 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 21.74 1315..1.66x10APIRD
(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)
1.66..3.5x10APIRD
L e 2944 (for TBG; UP TBG; UP TBG Long; Integral-Joint TBG)
1M35€ 2536712550 47 g 2.375..208APIRD (for CSG; TBG; UP TBG; UP TBG Long); 8:625--9625X8APIRD (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

D1=Da
Combi Shell Mill

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

Adaptor is preferable

Adaptor not included

Spare Parts

Insert Size Ordering Code Dimensions mm No. of Flutes / f ‘ /A
Ic DI D2 dH?) H L2 Z  |insertScrew| TorxKe Holder Screw Holder
Y Screwdriver
TMASC-D42-163U 34 42 16 40 80 4 SAST-C5 (M8x125x28)  TK5T
380 TMSSC-D48223U 40 48 22 40 80 5 SN3T HK3T
M10x1.50x35 -
TM6SC-D56-22-3U 48 56 22 40 80 6
TM6SC-D8827-4U 76 88 27 50 108 6 M12x1.75%40
12U SAAT 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 IS0 Coarse ISO Fine UNC UN/UNF/UNEF/UNS ~ BSP(G) Partial 55°
TMASC-DA2-16.3U “ MIBQD  MasasMaso0MeRS 245 TI6UN -UNS 1% 12UN; 1y, gy VA6 112 T,
MAOOS M4BGO MBS MIBAD 24 1%e-8UN; 1'%e-6UN 21 46,245
M52x1.5; M52x2.0;
MS6x5.5; ; ' 24-45  2-16UN; 2-14UN; 2-12UN; 2-16; 2/4-12; 28,
TM55C-D48-22:3U 48 M64x6.0 mg%g VS0 254 2AI0UNS; 2%-8UN; 2-6UN 14T 2635305 45,34
215-16;2V5-12;
MBOX1.5; ME0X2.0; ME0X2.5; L 2%16UN; 2%-14UN; 2%-12UN; o 216-8;
TilesDie2250 I MEHG.0 M60x3 0; Mb4x4.0 2A=4 5/-10UNS; 2%-8UN; 2/-6UN . 271 2%4-6135;314-45;
4744
TM6SC-D88-27-4U 88 - M95x6.0; M125x8 4-4  4%-4UN - 43444
TM75C-D98-32-4U 98 - M105x6.0; M125x8 - 4%4-4UN - 44
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Shell Mill (U Style) Applications (con

Thread Applications for Full Profile Inserts (NPT)

Toolholder Cutting Diameter

Toolholder 2 (mm) Pitch Cylindrical or Conical Pre-Drilled Hole Cylindrical Pre-Drilled Hole
e Ty T Teadngby 2ol

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 47.15 8 - 2 1/2..10-8NPT
TM6SC-D56-22-3U 5515 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 g e : . 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);
(SRS 402 45..7625x8APIRD (for LCSG)
TM5SC-D48-22-3U 462 8 3.5.-20xBAPIRD (for CSG; TBG; UP TBG; UPTBG Long): g 675 70x8APIRD (for LCSG)

4.5..7.625x8APIRD (for LCSG)

PN 4..20x8APIRD (for CSG; TBG; UP TBG; UP TBG Long);
Uit ABSe22 sl 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 f‘ J

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 TM3SC0W18-42-5L 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 14.3 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

M14x0.5; M14x0.75: M14.5¢1.0; Ze-32UN; %6-28UN, %s-27UNS;

TR16X2;

TMISCI6W13-29-5L 13 MI6x2 ; %11 Ye-24UNEF; %-20UN; % 18UNF; %19 %-14
M15x1.5; M17%2.0 TN A UNG T TN TRISX2
. . : %-32UN; %-28UN; %-27UNS; _
TM2SCIGWI4-335L 135 Migx2 1202 MISXOIS MISXLO o J00NEF %-20UN: %-18UNF, %19 Wiela TRICKS
2 MI7x2. %-16UN; %-14UNS; Vis-12UN
, , , %-32UN; %-28UN; %-27UNS;
TM3SC20W18-42-5L 177 - MIoX0.3; MIXO.75: MISXT.OF 34 24UNS; 46 20UNEF; 7-T8UNS;  5-14 - TR20X2
= : %6-16UN: 7-T4UNF; %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;
TMISC16W13-29-5L 13 M14.5X1.0; M15x1.5; M17%2.0 NG 15U %-18NPT
‘ , %-18UNF; %-16UN;
TM2SC16W14-33-5L 135 M15x1.0; M16x1.5; M17x2.0 JONG TSSOk %-18NPT
TM3SC20W18-42-5L 177 M19x1.0; M20x1.5; M20x2.0 7-18UNS; '%s-16UN; 7-14UNF; %6-12UN -

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
TM2SC16W14-35-5-ABUT  14.0 (0.875"-4")-16; (0.875"-6")-12; (0.875"-16")-10
TM3SC20W18-45-5[-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)

‘<—L3 (min)

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 #‘ J
IC L L1 (max) L2 L3 (min) D D2 z Insert Screw Torx Key
CTM1SC09C13-43-51 109 43 20 9.5 13.0 1
CTM2SC10C14-50-5L 116 50 1.1 22 10 13.5 2
(M5i'r?h) CTM35C14C18-65-5L 132 65 30 14 177 3 SNSLTR K7T
CTM2SC10C14-50-51-ABUT 116 50 187 22 10 14.0 2
CTM3SC14C18-65-51-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

, ‘ , %e-32UN; %s-28UN: %e-27UNS:;
CTMISC09CT3-43-51 13 M16x2 mgi?gW;ﬁi%s,MMSxm, %11 %e24UNEF: %-20UN: % 18UNF; %19

7-16UN; 7-14UNS; %-12UN

. TRI6X2;
A4 TRIgXD

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

M15x0.5; M15x0.75; M15x1.0; TR16X2;
CTM25C10C14-50-5L 135 M16x2 ! ' ‘I 7-24UNEF; %-20UN; %-18UNF; %-19 Y614 !
M16x1.5; M17x2.0 %-16UN: %-14UNS;: i6-12UN TR18X2
. . . 74-32UN; 7:-28UN; 7-27UNS;
M19x0.5; M19x0.75; M19x1.0; } TR20X2

CTM3SC14C18-65-51 177 - ; ~ %24UNS; 6 20UNEF; %-18UNS;  1o-14
M20x1.5; M20x2.0 3 16UN: 7-T4UNF: %e-12UN

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

Toolholder Min. Thread Dia.
D2 ISO Fine UN/UNF/UNEF/UNS NPT
. . 7:-18UNF; %-16UN;
CTM1SC09C13-43-5L 13 M14.5x1.0; M15x1.5; M17x2.0 %-14UNS: %-120N ¥%-18NPT
. . 7:-18UNF; %-16UN;
CTM2SC10C14-50-5L 13.5 M15x1.0; M16x1.5; M17x2.0 %-14UNS: Vis-12UN ¥%-18NPT
CTM3SC14C18-65-51 177 M19x1.0; M20x1.5; M20x2.0 7-18UNS; #ie-16UN; 7&-14UNF; '%6-12UN -

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

Y
®

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
TM1SC25W21-50-3L 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 22.0 335 3 SN3T HK3T
TM2SC25W26-80-3L-ABUT 143 80 47 25 201 264 2 SA3T
TM3SC32W35-105-3L-ABUT 172 105 ' 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 1V4-5; 1%/6-4; 154 1Va-5; 134-4; 14-4
TM2SC25W28-70-3L 28.5 (TR38-44)x7 13-4 -
TM3SC32W33-90-3L 335 (TR46-52)x8 2-4;2Yi-3; 25-3; 2%/4-3 2-4: 2V4-3; 2Y-3; 23/4-3

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

k—1L3 (min)ﬂ o
D2
4/// l

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
CTM1SCA"C21-75-3L 115 75 40 12.7 21.6 1 SN3T
CTM25C18C28-100-3L 155 100 7.0 46 18 285 2 SA3T
3/8"L HK3T
CTM35C20C33-120-3L 176 120 46 20 335 3 SN3T
CTM25C20C26-105-3L-ABUT  172.5 105 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 13-4 =
CTM35C20C33-120-3L 335 (TR46-52)x8 2-4; 2Y4-3; 2V5-3; 2%/4-3 2-4; 2Y4-3; 22-3; 2%4-3

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
CTM25C20C26-105-31-ABUT 264 (1.75"-4")-16; (1.75"-6")-12; (1.75"-6")-10; (1.75"-6")-8; (1.75"-6")-6

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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Shell Mill (L Style -3/8"L)

L2 _ i i i
D1=Da - Combi Shell Mill Adaptor is preferable

P —

d(H7) D1

] v

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 TM5SC-D48-22-3L-ABUT 41.0 48 22 20 47 5 SA3T HK3T M10x1.50x35
TM6SCGD58-27-3L-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 B )

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 ’ /\ ‘
Insert
IC Toolholder D1 D2  d(H7) H L2 z Insert — Torx Key | Holder Screw
TMESC-D88-32-5V6-ABUT  72.5 88 32 479 535 . 5VI4ABUT-TM...
5/8"V 51.7 8.50 5VI25ABUT-TM..|  SA5T HKST M16x2.0x40
TM6SC-D88-32-5V8-ABUT  72.5 88 32
50.0 710 6 5VI3ABUT-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

wvivarqus| 327 |

NEUMO Ehrenberg Gro,



Standard Toolholders - Steel Cylindrical Shank (A Style)

<«~——1L3 (min)

T L1 (max)

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 ’ J'
IC L L1 (max) L2 L3 (min) D D2 z Insert Screw Torx Key
1/4"A TM35C20C26-105-2A 184 105 30 40 20 26.0 3 SN2T HK2T
3/8'A TM35C28C35-144-3A 218 144 40 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 1SO Fine UNC UN/UNF/UNEF/UNS BSP (G)
M28x1.5; M29x2.0; 1%4-16UN; 1/4-14UNS; 1%6-12UN: i
TM3SC20C26-105-2A 2 - M30x2.5: M30x3.0 - 1/4-10UNS; 1%5-8UN
M38x2.0; M39x2.5; i 1%6-12UN; 1%-10UNS; 1%-8UN; )
TM35C28C35-144-3A 353 - M39x3.0: M40x40 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 [lm/min] and Feed f [mm/tooth]

s ey | P ooty
[}
el
“gif;g' 2 | ateria Hardness | vex | vix | 1323 | 24-42 |Shellmil
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 ((=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 (La‘l’l"gyﬂg’)e’éﬁg'msss%> Hardened 275 80-150 |80-160 | 0.5-0.28 | 0.25-045 | 0.25-067
6 Hardened 350 70-140 | 70-150 | 0.15-0.25 | 0.25-0.40 | 0.25-0.60
7_| High Alloy Steel Annealed 200 60-130 | 70-115 | 0.15-0.22 |0.20-0.30 | 0.20-0.45
g | (alloying elements>5%) | pjardened 325 70110 | 60-100 | 013-0.21 | 0.18-0.30 | 0.18-045
9 Cast Steel Low Alloy (alloying elements <5%) | 200 100-170 | 100-170 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
10 High Alloy (alloying elements >5%) | 225 70-120 | 70-130 0.12-0.22 | 0.17-0.30 | 0.17-0.45
1 | 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 14| Austenitic 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 | 0.16-0.24 | 0.25-0.37 | 0.25-0.55
dteel 75 Cast Ferritic Hardened 330 70-140 | 100-140 | 012020 | 017-0.26 | 0.17-0.39
17 | stainless Steel Austenitic 200 70-120 | 100-120 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
18| Cast Austenitic Hardened 330 70120 | 100-120 | 0.12-0.20 | 017-0.26 | 0.17-0.39
28| Malleable Ferritic (short chips) 130 60-130 | 100-120 | 0.16-0.24 | 0.25-0.37 | 0.25-0.55
29| Castlron Pearlitic (long chips) 230 60-120 |80-100 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
30 Low Tensile Strength 180 60-130 | 80-100 | 0.15-0.22 | 0.22-0.34 | 0.22-0.50
Grey Cast Iron
31 High Tensile Strength 260 60-100 | 80-100 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
32 Ferritic 160 60-125 | 80-100 | 0.10-0.20 | 0.15-0.25 | 0.15-0.37
33 Nodular 5g Iron Pearlitic 260 50-90 | 60-90 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
34| Aluminium Alloys Non Aging 60 100-250 0.30-0.50 | 0.60-1.00 | 0.60-1.50
35 | Wrought Aged 100 100-180 0.28-0.50 | 0.50-0.90 | 0.50-1.20
36 Cast 75 150-400 0.28-0.50 | 0.50-0.90 | 0.50-1.20
Aluminium Alloys
37 Cast & Aged 90 150-280 0.25-040 | 0.40-0.60 | 0.40-0.90
38 | Aluminium Alloys Cast Si 13-22% 130 80-150 0.28-0.50 | 0.50-0.90 | 0.50-1.20
39| capperand Brass 90 120-210 |100-200 | 0.30-0.50 | 0.60-1.00 | 0.60-1.50
40| Copper Alloys Bronze and Non Leaded Copper 100 120210 | 100-200 | 0.28-0.50 | 0.50-0.90 | 0.50-1.20
19 Annealed (iron based) 200 2045 | 20-40 | 0.09-015 | 012-0.22 | 0.12-0.33
S EHighTemperature Aged (iron based) 280 2030 |20-30 | 0.07-0.13 | 0.10-0.20 | 0.10-0.30
= 2 Alloys Annealed (nickel or cobalt based) | 250 1520|1520 | 0.08-015 | 0.08-0.20 | 0.08-0.30
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 99.5Ti 400Rm | 70-140 |70-120 | 0.07-0.13 |0.10-0.20 | 0.10-0.30
+—— Titanium Alloys
24 a+p 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 0.05-0.12 | 0.05-0.18 | 0.05-0.27
Hardened || Extra Hard Steel Hardened & Tempered
R 51-55HRc | 15-40 | 15-40 | 0.05-0.12 | 0.05-0.18 | 0.05-0.27
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

Ideal for Stainless Steels.

VBX TiCN coated carbide grade.
Excellent grade for Steels and General Use., n
VTX TiAIN coated carbide grade.
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